NOTES

1. FINISH PUNCH & DIE 32 RMS OR BETTER
2. ALL SURFACES TO BE PERPENDICULAR OR PARALLEL WITHIN .0005"
3. PUNCH HAS TO SLIDE INTO DIE

REVISIONS
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NIMS PROCEDURAL REQUIREMENTS
1. MAXIMUM TIME TO COMPLETE - 6 HOURS
2. START ELEMENT GROUND FLUSH TO THE EDM SURFACE OF THE PUNCH

3. SUBMIT THIS PRINT AND WORKPIECE ALONG WITH THE PERFORMANCE AFFIDAVIT FOR EVALUATION

© 2005 National Institute for Metalworking Skills, Inc.




