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A leader in the field

To be a leader means setting the standards a notch higher than the
competition. It means providing extra effort and guality without
compromise,

Mecon Industries has been in the tooling and machine fabrication
business since 1964,

We expanded to serve the demands of a steadily growing
customer list. At present Mecon Industries has over fifty thousand
square feet of floor space divided into four main shop areas:
WELDING - MACHINING - PLANING and ASSEMBLY.

We take pride in offering the finest in equipment and workmanship
with guaranteed quality, durability, relizbility and cost effectivenass.

Mecon has a policy of continuous product research and improvement.
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How to order dies from Mecon

Specify:

Submit:

Specify:

Provide:

Matched Shut Height:

Tongue Types:

Dia Steal:

Paolished Finishas:

Flame Hardening:

Tool Reconditioning:

Crowning:

STANDARD DIES

Catalogue number.

Length required to the nearest 2-foot incrament.
Length tolerance + 2" - 0",

Standard dies with added length of 2" to 5" add 5%.
Onvar 57 next foot prica.

SPECIAL PURPOSE DIES

Drawing and/or part samples.

Matearial type, thickness, and temper.
Press make, model, tonnage, stroke, shut-height, bed length,

Sample material if tryout is requested.

OPTIONS

For multiple tool set up on the same prass.

Safety, metric, specials available at an additional charge.

LInless atherwise specified all dies are supplied with standard
tongues.

Inless otherwise specified, all tools will be made from
pre-hardened brake die steel at 265-280 Brinell.

For materials such as polished stainless, painted stook,
“Finer polishing” priced on raqueast.

The woarking radii of a punch or die can be hardened on request.
Chroma plating and other hard coatings also available.

Machining service for tocling up to 30 fi.
Restoring to original specifications.

Redressing, radius and angle changes.

Die riser blocks crowned to suit press deflaction.



I l l I Brake press set up aids
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Commaon types of brake die tongues - others on request




Box forming

F

A box forming punch and dia in
12" die space with ram width
of 2 1/2". Graduations indicate
rminimum punch height required
for various box depths.

Special clearance an ends
of tools can be furnished
to suit individual
requirements,

Adjustable gaunge arms set up with
1F disappearing stops for multiple bends.
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Use 88" punch and die
combinations to reduce
the tonnage required

to farm 30° bends and
allow for springback,

Other punch and die
angles can be supplied
on request.

M2 3/8"
18 Ga,

M2 1/2"
16 Ga.

M2 58" P2 354" M2 7R P2 1" BIZ 1 1/8"
14 Ga. 13 Ga. 12 Ga. 11 Ga. 10 Ga.,

Mote: Punch and die seights £ 1/8°



I l l I Heavy duty right angle bends
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Lise air banding
technique with these
dies to reduce tonnage
raciuired on heavy
gauge material.
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I | l I Acute angle bending dies

9 1.15 - -4 I = 14 T 1.4
3.75 375 3.75 395 325
-
B - — ' -
03| 3R —05R 08 R *— 3R
M21 P23A M23EB 230 M230
16 Ga. 14 Ga. 12 Ga. 10 Ga. 316"

Use these dies
to produce =""'.3ETJ""“= ,e-"-.la':'ﬁha
prelimfrlary 11 05 R 1 .Ill ?
bend for 'f
hemming
aperation

or air bend

angles less M20 1/4" M20 3/87 M20 1727 M22 5/8" M2z 7/8"
than 207, 22 Ga. 18 Ga. 16 Ga. 14 Ga. 12 Ga.

Regulating the depth that
25 A the punch enters the die
apening varies the degree
{42 of the obtained band.
— 1&GA

fn— 2 O

Hemming die for light gauge materials

Use dies No, M34 M35
to produce hem in 2 hits
in sama die with one
handling.

(2] Mote: Punch and die heghts + 158"



Right angle “offset” die combinations

Use these dies to produce close tolerance offset bends with reduced labour and handling time.
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Flattening die combinations
Use these dies in pairs to produce hems or close previously formed acute angle bends
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Our years of design and manulacluring experienca provides us wilh tha background
fo develop icals that work! We analyse the requireamants and determing the most
effective solutions to suit your production and budget reguirements.,

We can maching up to 30 feet
(8.1 m} in one stroke and
manulaciura laoling for all ivpes
of pressas. Wa also rework press
rams and clamps. Mecon has bean
miaking quality tooling since 1964,
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A large assortment of standard toaling is kep'r
in stock for your convenience.,
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Ineplant eal proving guaranioes
parts meet specifications.

Pracision machining of complex
dies is handled by experianced
machine operators,
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Punching plates

STRIKER PLATE

"“T" SLOT PLATE

Riser blocks

= L)
[

| [=—W | |
W

Tongue or no tongue

Tongue with window
Mo tongue with window

e

4 way die holder made to arder

Ceantra groove optional

Baottom tongue optional

Press bed deflection compensating die holder
Muhlti point calibrating adjustment
Crown read-out indicators

frat.#1234039
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I I I I Heavy duty punches - Heavy duty 4 way dies

> ©

85" Vee groove standard,
Tapped holes provided at each end of die.

SOUARE
SIZE 85" Viee opening
. 2,25 3/4 78 118 11/
~. TB_ s |27 |32 11/4  11/2
Z ! 275 7/8 11/ 112 2
575 N 3.75 EIJ|:.'I"
-'ED' - —4 ’
", 3,25 374 1 1178 2
< |V <
\ i ‘_~. i 3,25 1 112 2 2 1/2
z LIy REL:
M27P M32P 37 1 19/2 2 2 1/2
i 11/8 1172 2 3
_|T|_ 4.2 1 11/2 2 3
i - _ 4.7 11/2 2 21/2 3
! ~ 5.2 {4F B 3 4
A I
Atk |~ FT =) 5.7 11/2 2 3 d
< K
i.15|—'|
M3TP
@ e

Other sguare and Vee combinations
available on reguest.

13



I I I I Samples of special tools

54

59 310 511

/
L6

14



El

Samples of special tools
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I | | I Brake press set up aids

L

Tons required pear linear 1oot o band mild stesl plate having 80,000 RS, tensile strenglh.
Thaz tonmags indicated in black boras are for die opening 8 Limes thicknass of metal

Thickmess of matal Width of Gic opaning

Gauge |Inches | 228 i R Rt i Ll o i i e S I ]

20 | 0036 14| 1.

18 | u0as T bl I O

16 | U060 4.5 28 |22 114

BT A
14 | U075 L e Ja {30 |25 21 [ 1.8
12 | 105 167113187 [ 80 B[ 45 |41 | 32

11 | 120 [18.214.2[11.1] 90 6.3 |55 ] 44 (28

10 | 0135 156 [14.5/11.8) 81 73| 58440

A | D18S | 2rAEIT19.3) 164 (143

T | D250 | Ja.4| 333 | 295 4 | &1

g | AT a0 105 | 77

123 | 9.5

A5 | DTS (0]

W | 438 G1.7 | 458 173 148 [11.2

W | U500 Bad | G306 | 405 ZEE 104 158130

e | RS 17000 B2 | 700 ) 583 Zrad 233 164

i | TS0 ) e 3B |IE5) 270 [HD

| AT i 1650 137.0{ 104.0, 807 HEA| 3T | 36

s e | Lt Rl RIE AR 107kl el

With an 8 1o 1 die ratle the Inside radius of a right angle bend |5 approximataly equal 1o the thickness of the matesdal.
For ather metals as comparad to G0,000 P51 tensile strength on chart.

S0t Brass ... a0% of pressure listed stainless stesl ., wooe S0 % moee than Hsted
soft aluminum ... 20% of pressure listad chromea molvbdeum ... 00% more than listed

Bend Allowances for 90° Bends in Low-Carbon Steel and Aluminum

Melal Bend allowance, in., or bands with inside radiug ) ol
thickness 1532 in. 146 in. FH32 in. 1Bin. 1 in. 142 in.
(1, i Seed Al Steal Al Steel A Steel Al [stae) [steel)
o322 . 0.059 0057 0.5 0.0ES .07 0 0,053 0095 0,145 0,454
0osd .. Q087 0.a78 .10 0,081 0 I B 2,105 0,124 Q15 0168 0. 27TE
0og2 .. Q105 0025 0118 01 B P P 0120 0,145 0133 0183 0,290
novs L, 0128 LU R L 0142 01431 2155 0.144 0,154 QA7 020 Q.10
oogn ., A48 0150 W L] 0144 2473 0157 018y 0,170 0217 0324
oegs . 9,198 075 0211 0183 024 0,203 0,243 0214 0,260 0,387
igg ... €289 i 0,308 0217 A.ME ), EEd 0,324 0,257 0383 0.44:3
0,250 .. 9382 P 0..395 . .4059 0,365 0,424 0378 s Q.31
0313 . i 0,458 - .5 0,515 w 0,569 0,676
ha3rs .. = i 1.593 0, gy 0EE1 0, 7o
0437 .. i & 0,699 0752 0, B0
D&MD L. 3 0845 0,952
-| fe T _q——d-——- e ] |
i I ?_'T
" L
Berd lirs
el
a [L & ] L
: { i r !
L ] | L 9
I I I 1K L B S
o - | ; o ! s
W=i+b W=a+h o W=gthtoho- W=a+bc+d+ o
cond slowance (2w band abowance) 13 pend alowance) A x band alowance)

16 MCTE: w = deesloped width of blank 1= metal thicknes:s ¢ = mgios raciug of bend



Notes of interest

A sirnprle wiees gl e dellection

FRACTURING

When bending mild steel plate 1/2* thick and haavier or high strength materials,
fracturing can be reduced by increasing dis cpening to 10 10 12 times material
thickness. Incressing the punch radius also reduces fracturing.

Tonnage Increase: When making 207 bends the pressure to form the material
riges rapicdly to reach 85% of maximum when the material is hent up anly 207,
and a maximum when the material is bent up 407,

RADIUS DIES

When the radiug excesds four timeas material thickness, spring back must be
compensated for in the dies. The large radiug used to prevent fracturing may also
create ather problems such as, material pre-banding causing fluting and pulling
away from the punsh radius, thus requiking the radivs 10 be coined at the bottom
of the press stroke and adding to the tonnage. When forming exceptionally large
raclii, 8 bumping di= will often prove more pragtical than a lame desp die.

CHAMMEL DIES

The corner sharpness requirements, and the flatness of tha Bottom saction of the
channel, have a direct bearng an the tonnage applied, Increasing carner radii
reclsces tonnage snd helps in achieving a flatter bottom. Basuls are dependeant
an matarial which is uniform in thickness, temper and yield point,

OFFSET DIES

The relatian betwaen dapth of offsst and metal thickness affects the accuracy

of the 80" bends, good results (in matznal up to 18 gauge) can genarally be
ontainad by bottoming if the depth of offset i= 4 to 8 times metal thickness,

The press brake tonnage requiremeants are approximately S times that nesdad

far & single 90° air bend. When forming heawy gauge sheats, the depth of affsst
should be greater than & times metal thickness.

Tonnage reguiremants can b= reduced [compromising on acouracy] by air bending
rather than bottoming, and alsa by using larger radii on the forming points.

PRESS BRAKE DEFLECTION

A common problem with anyone using mars than 1/2 the rated capacity of a

prass braka is daflection. Tha middle af tha bed and ram spreads apart under load.,
This spreading can cause the angle in tha middls af the part ta be 1 1o 3 degrees
open comgared to the ands.

Thers are & number of ways to solve the deflaction prokblam.

ay him the bottom die (erowning) using a ol of adding machins paper, start
in the cenira with a shoqt pieca, gradually increasing the lenth of the lavars.
The numbsr of layers may be incraasaed or decreased as required, 3 layers
aguals approximataly 0127,

B) If you hawve dedicatad teoling for a spacific job, mag out the deflaction
and machinga it into the riser block.

oy Purchasa a "Wecon deflection compensating die haldar”.

17
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Think Safety - Always

We strive to supply tooling which allows the production of parts
in a safe mannar,

As we have no control over how the dies are used, it must be
understood, that the user is responsible to ensure that the proper
methods, with due regard to the safety in operation, are followed.
Safety and industrial standards must be considered to insure
that the point of operation protaction is effective.

Our dies are never intended to be used in equipment without
a means provided for preventing hands or other parts of the body
from entering or remaining in the die space during operation,

To prevent injury:
1. Reqguire dies to be sat anly by a qualified die-satter who is
safety conscious.

2. In=ist on the die-setter being fully familiar with the press or
machine manual.

3. Provide all point of operation guards or devices necessary -
the essence of this being the avoidance of exposing any part
of the operator's body to the closing of the machine or prass.

4. Provide tools to insert material, to hold or remove parts if
necessary, and to keep hands at a safe distance from the point
of operation.

5. Insist on safety practices and procedures and enforce them
day in and day out.

6. To ascertain proper set up, follow instructions refarred to in the
manual for the maching in which dies are being installed and operated.

7. Be certain that operators are trained in safety procedures,
and arrange for periodic inspaction to be sure operator is following
said procedurs,

B. Safety standard approved devices, such as pull backs, fances,
infrared light curtain and controls should be made available for
press aquipment. Two-button operation may also ba nacessary
in some instances.

Capyrgat BE00E by Mecon Indiustrias Limitadd

Mate: The printed matera contained incths bocklet carnot be recroduced
Wbt the writlen parmesion of MWaoon Indualries Lid,

Specifications: Wir meerr tha right in make madficahans in design ans dimensors
1o mEed manufEclurng sonditions.
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Another Side of Mecon - A Leader in the Design and Manufacture
of Coil Handling Systems and Process Equipment

Mecon Industries has been consulting and serving the metal stamping industry since 1564
with high quality, innovative coil process equipment such as uncoilers, flatteners, straighteners,
feeders, coil cars, punching presses, cuiters, conveyors and collector systems.
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Mecon Industries Limited

® 17 Malley Road Tel.: (416) 751-1901
Scarborough, Ontario Fax: (416) 751-6603
M1iL 2E4 E-mail: meconmecon.com

Canada Website: www.mecon.com
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