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ROUND CORE PINS FOR BOSS

—GAS RELEASE HOLE TYPE—

(® Refer to "Core Sleeves" in B P.529 - P.531 for the shape of boss height 4mm or more.

[ RoHS | Type o
Shaft diameter (D) selection type| Shaft diameter (P) designation type HRC | DorP A B
GV—BCHS—[J[]| GV—BCHBS—LIJ| skus1 . — "
GV—BCVS—[][]| Gv—BcvBs—[][] [eaui - a M Counterbore Hole Diameters
- 5 (® W dimension is determined
R=03  ge depending on V dimension.
W V
B I [ — o 3 0.80~1.50
°TI%%| § : <l 5 4 1.51~2.00
| = :L%, fffffffffffffffffff TN—L J—: o 5 | 201250
6 2.51~3.00
4 +g.02 S|_B Shape 7 3.01~4.00
Select from the
6902 drawing below h=V+(02~-04)
- L +8.oz Concave part is applied with
electric discharge finishing. (”v‘/)
Shape
SS CS RG io
|
>j: < >j:: < >J; <
L ! b ' 7
R=0.1 R=0.1 R=01/] C[| ¥ Gl [IrR
B B B
@®V=A—05 ®V=A—2G—05
®0.2=C=05 ®0.3=R=05
@®V=A—05 ® C={(DorP)—A—0.2}/2 ®025=6=10 ®A=26+05
SG A CG .
¥ N 3
>ﬁ < > < HUnit of designation
¥ ] o Unit of designation
G| [|R=0.1 G ¥ C+01
B B R+0.1 0.05mm increments
- ®V=A—2G—05 - G=+0.1
®V=A—2G—05 ®0.2=C=05 ®0.25=6=1.0 B+002 | 0.01mm increments
®0.25=6=10 ®A=26+05 @ C={(DorP)—A—0.2}/2 ®A=26+05
Bl Shaft Diameter (D) Selection Type
H s Part Number 0.01mm increments
Type Shape D L A B \")
6 3
SS 3.5 ¢ SS - CS
7 1.50=A=D—1 Shape
GV—BCHS—| SG | 4 0.50=B=4.00 | "4 g0<v=A—05
8 5 CS 4.5 10.00~60.00 and
GV—BCVS— | cG 5 d SG - CG - RG
] B=3XA
RG | 55 1.50=<A=D—1.5 0-8°§ V=A—2G—05
9 6
W Shaft Diameter (P) Designation (0.01mm increments) Type
H s Part Number 0.01mm increments
Type Shape | No. L P A B \'
6 3 2.50~2.99
SS 3.5 3.00~3.49 SS - CS
7 1.50=A=P—1
_ | |ev—BCHBS—| SG | 4 3.50~3.99 0.50=8=4.00 o.sog V=A—05
8 5 CS 4.5 10.00~60.00 4.00~4.49 and
GV—BCVBS—| cG 5 4.50~4.99 B=3XA g SG + CG - RG
9 RG 5.5 5.00~5.49 |1.50=A<P—1.5 0-80é V=A-26-05
6 5.50~5.99
(® *No.3 is applicable only to Shape SS + CS.
Part Number -l |-[P|]-[A]-[B|]-[V]-[cR-aG

[Saﬂdiamem(D]se\mimtwei GV—BCVS— CG4 — 38.00 — A250 — B2.50 — V1.50 — C0.5—G0.25
[t danetr P deipaion ) GV —BCHBS—SG3 — 50.00 — P2.80 — A1.80 — B3.00 — V0.80 — GO0.25

[Quotation)

Days
to Ship

55

rice  |Quotation

[&] [Perthumber] [ L |-[ P [-[ & ]-[ B ]

® Non JIS material definition is listed on P.1351 - 1352

—[Tipsize (C-R - G)] —

(KC - WKC:-etc.)

Alterations GV-BCVS— CG4 — 38.00 — A3.00 — B2.50 — V1.50 — C0.3 —G0.3 — RKC3.0
| GV-BCHBS—CG6 — 50.00 — P5.70 — A4.00 — B3.00 — V2.50 — GO.5 — TRN Alteration details BE P.495
Alterations | Code Spec. 1Code Alterations | Code Spec. 1Code
© Single flat cutting @ Changes L dimension tolerance
e % | K€ | orPyaske <2 | |LKC gz, o
KC —0.01 — L 0 0
About Designation Unit e e—
PN for Key Flat Cutting ~— Head diameter change HC=0.1mm increments c
Two flats cutting /@Gl (DorP)=HC<H,W-1.2=HC o
e N WKC | Dorp)2<WKC<H/2 = @ J HIC | retontothe dameter ernce, o may e a st | | -2
1)To alian the ki - piece with little diameter difference between the head and shaft. ©
Varied width paralle lats cutting ( )flota|gtr;] the t;yﬂ R—ST Head diameter change (precision "5
) KAC |(DorP)/2=KAC< H/2 at with the sha - ,« aﬂ ea_la eter change (precision) =
KAC SKeC KBC |KBC=0.1mm increments only| ~ diameter 2|1 | HCC |HCC=0.1mm increments
=00 KAC< KBC<H/2 8 (DorP)+0.5=HCC<H—0.3 (e ]
[Unit of designation c
o E} RKC Two flats (right angled) cutting| + Shaft diameter (D) o = TRN Relief under the head
= RKC —001 (DorP)/2=RKC<<H/2 selection type =1 - (Makes plate chamfering unnecessary)
— 0.05mm increments || | (0
A e possible "6 - .
= DK |Three flats cutting - Shaft diameter (P) 5| @ Note that finished products may not release if the I:LFI
DKC DK _g . (DorP)/2=DKC<H/2 designation type o core pin's A /B ratio, material, molding conditions,
: 0.005mm etc. are inappropriate.
o 7 . |ske F[t))ur Pﬂ 7;2;§£?2H/2 increments possible
& SKC —0ur (DorPy2= (2)To designate
o bitrary key flat
AG° £05 Two flats (angled) cutting 2l ;
ot | G |DorP)2=KEC<H2 | dimensions
WV AG=1"increments
KGc 0<AG<360 [Unit of designation] 0.1mm
120° @ 120° Three flats cutting
120° \&/ 7, | KTC [at120°
KTC —0.01 (DorP)/2=KTC<H/2
Characteristics ex Example )
This core pin is appropriate for precisely processing the positioning boss of # —> Resin flow
— —

molding products.

The diameter tolerance of the boss is setto — $o2 ,/— 31 and a minus side.

Then the assembly of the molding product and the alignment adjustment can be

simply done.

Short shot and gas bake in molding can be surely prevented, because gas relief

hole is designed on the boss tip. Decreases the cavity filling pressure of resin.

* Due to the filling pressure decreasing, break and burr of pins and residual
distortion of molding products are reduced.
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