PRECISION ONE-STEP CORE PINS
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(Calculation of tip gradient 6 B P.1315)
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® Non JIS material definition is listed on P.1351 - 1352
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CPV—1A 5 — 58.00 — F50.00 V4.00 NHC—23  Alteration details B P.441
Alterations |Code Spec. 1Code Alterations |Code Spec. 1Code
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S Head diameter change (® For details of a Gas Release Core Pin, which is a product similar to alteration GVC, BE™ P.471
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(®Inrelation to the diameter tolerance, alteration may create a straight

piece with lttle diameter difference between the head and shaft.
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Head diameter change (precision)

HCC [HCC=0.1mm increments
8 D+0.5=HCC<H—0.3
DD Head thickness change
I 0 TC TC=0.1mm increments 1.5=TC<4
il TC —0.02 (Dimensions L and F remain unchanged.)
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