
– –

rivEtkinG® quickrivEtinG SYStEM®

q
u

ic
k

r
iv

E
tin

g
 s

y
s

tE
m



PAGE  76 RIVET.COM  |  1.800.BUY.RIVET

what is QuicKrivetinG?

why QuicKrivetinG?

the modern, Faster, low Finished cost successor to blind rivetinG. 
quickrivets are permanent fastener designed for blind or 1 sided riveting in medium and high volume applications. rivets are aligned in a paper strip called 
a pod or magazine so that the rivets can be automatically fed into the quickriveter. the result? an increased output, lower assembly cost and labor saving 
permanent fastening solution.

increased output
quickrivets can be installed up to 4 times faster than traditional blind rivets or screws. Cycle times are limited to less than 2 seconds and installation 
speeds can reach up to 30 ppm (semi-automatic) and 60 ppm (fully automatic).

reduced labor
Many users require additional labor to pre-install standard rivets or screws for faster assembly. the quickrivet eliminates this task, by allowing the user 
to feed the rivets themselves. and in those applications where the user is installing the standard blind rivet or screw individually by hand, the quickrivet 
offers the increased assembly speed because the feed of the tool occurs once per pod, as apposed to once per rivet. the increased output leads to a 
reduction the number of assemblers required to meet the manufacturing demand of your product.

Minimal wasted, improved safety
standard blind rivets have a disposable nail or mandrel that can pose a safety problem when dropped on the floor. the Quickrivet system employs a 
re-usable mandrel that can be used for up to 50K rivets. the only waste generated is that of the paper pods (made of recycled paper), which can again 
be recycled.

Cost savings
increased output & Production Capacity, reduced labor Cost, Minimized waste and improved safety equals overall cost savings to the user.
 
improved Joint quality and Performance
Permanent fastening offers a higher clamp up value then that of screws. in addition, because of the clamping force applied, the joint is more secure 
when under shear and tension loads as well as resists vibration. 

fine tuning and flexibility
due to the variety of rivet types, materials, front jaw assemblies, and mandrel sizes, the Quickriveting system® can be fine tuned to work perfectly with 
your application. Whether a tight clinch for good hole fill or a light clinch for use as a pivot or when used with fragile pcb’s. the Quickrivet system is 
completely customizable, yet can be interchanged with other quickriveting products for use on other assembly lines.

reliability and Consistency
when the proper quickriveting Components are selected, you can be sure that the rivets will perform consistently both during and after assembly, 
eliminating the need for frequent adjustments.

Perfect for electronic and PCB applications
a typical problem in standard blind riveting for electronic applications is due to the remaining portion of the nail or mandrel left in the rivet after 
assembly. under the right conditions this small piece of the mandrel can fall out of the rivet into the electronic component causing a short circuit. 
quickrivets are not affected by this condition because the mandrel is completely withdrawn from the rivet during assembly. in addition, quickrivets are 
a great catalyst in dispersing heat generated in electronic components which makes it perfect for high temperature environments such as heatsinks, 
rambus fixtures and Microchips.

ziPriv® ziPsho® ziPsCrew®

DoMe heaD CouNtersuNK heaD
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what is QuicKrivetinG? RivetKing® RK-753™ assemblY tool

Built with sPeeD, Power, aND reliaBility iN MiND, the rK-753™ is your turNKey solutioN to iNstalliNg  ziPriv®, ziPsho®, ziPsCrew®, 
aND ziPgroove™ quiCKrivetiNg ProDuCts. 

the rK-753 hydraPneumatic quickriveter™ separates the nose of the tool from the weight of the tool body, therefore, the operator carries only 2.37 lbs, 
while the heavier remote intensifier is stored at ground level. in addition, an on-board oil reservoir allows for proper lubrication during use. applicable 
nose pieces, mandrels, springs, and spare parts are always available from your local distributor.

1) ziPriv®, ziPsho®, ziPsCrew®, ziPgroove™ aND ziPtroNiC™ are registereD traDeMarKs of iNDustrial rivet & fasteNer Co.

2) Briv ®, ChoBert®, rivsCrew®, grovit® aND avlug®, avtroNiC®  are registereD traDeMarKs of avDel®, aCuMeNt™ gloBal teChNologies CoMPaNy, CoPyright © 2007 aCuMeNt™ 
iNtelleCtual ProPerties llC.

3) iNDustrial rivet & fasteNer Co. aND rivetKiNg® are iN No way assoCiateD with avDel®, aCuMeNt™ gloBal teChNologies CoMPaNy, CoPyright © 2007 aCuMeNt™ iNtelleCtual 
ProPerties llC.

technical speciFication and perFormance data

setting Capacity: 3/32” (2.4) -  1/8” (3.2) – 5/32” (4.0) – 3/16” (4.8)

rivet types: rivetking® zipriv®, zipsho®, zipscrew®, zipgroove™ 
and ziptronic™, avdel®, Briv®, Chobert®, rivscrew®, 
grovit® and avlug®, avtronic®

air supply Pressure: 72.5 - 101.5 psi

free air Pressure: 74 psi with 158.66 in

traction Power @ 90psi: 874 lb/f

stroke length: 1.18” Minimum

Cycle time: 1-2 seconds

weight: 2.376 lbs

vibration: 2.7 m/s

overall length: 18.70” inches

Noise level: 70 dBa Max.

intensification ratio: 30:1

RK-753 QUicKRiveting hand tool

rK-753-p3 QuicKrivetinG hand tool
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the followiNg ProDuCts are CovereD uNDer oNe or More of the followiNg PateNts/traDeMarKs:
3,678,927 • 7385186 • 30 2009 028, 045.2/06 • 01391640

usPto reg. No. 77/613,036 • rohs CoMPliaNt
RivetKing® zipriv®

extensively used in sheet metal fabrication, zipriv® offers a high clamp up to steel, brass, aluminum and some plastic substrates.  the zipriv® can be 
identified by its bulge towards the tail of the rivet.  offered in dome and countersunk head styles in a variety of materials and finishes.

Part NuMBer griP raNge
leNgth
leNgth

Max.
PCs/ PoD
PCs/ PoD

+/-1
hole size BD 

BoDy Dia 
Max

hD
heaD Dia

Max
hh

heaD height
MaxMin MAx

(x)dz - 0304 .045-.095 (1.14-2.42) .157 (3.98) 64
.093 

(2.36)
.096 

(2.44)
.0923 
(2.35)

.162 
(4.30)

.035        
(0.89)(x)dz - 0306 .085-.135 (2.15-3.43) .197 (5.00) 52

(x)dz - 0308 .125-.175 (3.17-4.45) .237 (6.02) 44
(x)dz - 0403 .025-.075 (0.64-1.91) .152 (3.86) 59

.1285 
(3.26)

.1315 
(3.34)

.1235 
(3.14)

.257
(6.60)

.039         
(0.99)

(x)dz - 0404 .045-.095 (1.14-2.42) .172 (4.37) 58
(x)dz - 0405 .065-.115 (1.65-2.87) .192 (4.87) 50
(x)dz - 0406 .085-.135 (2.15-3.43) .212 (5.39) 48
(x)dz - 0408 .125-.175 (3.17-4.45) .252 (6.41) 42
(x)dz - 0410 .165-.215 (4.19-5.47) .292 (7.42) 37
(x)dz - 0412 .215-.255 (5.20-6.48) .332 (8.44) 33
(x)dz - 0414 .245-.295 (6.22-7.50) .372 (9.45) 29
(x)dz - 0505 .062-.115 (1.57-2.93) .193 (4.91) 52

.1562 
(3.97) 

.1592 
(4.04)

.1525 
(3.88)

.332 
(8.30)

.039         
(0.99)

(x)dz - 0507 .105-.155 (2.66-3.94) .233 (5.92) 44
(x)dz - 0509 .145-.195 (3.68-4.96) .273 (6.94) 39
(x)dz - 0511 .185-.235 (4.69-5.97) .313 (7.95) 34
(x)dz - 0513 .225-.275 (5.71-6.99) .353 (8.97) 31
(x)dz - 0515 .265-.315 (6.73-8.00) .393 (9.98) 26
(x)dz - 0606 .065-.130 (1.65-3.30) .212 (5.39) 46

.191 
(4.85)

.194 
(4.93)

.1875 
(4.77)

.382 
(9.80)

.046         
(1.17)

(x)dz - 0607 .080-.155 (2.03-3.94) .240 (6.10) 42
(x)dz - 0609 .145-.205 (3.68-5.21) .290 (7.37) 35
(x)dz - 0611 .195-.255 (4.95-6.48) .340 (8.64) 31
(x)dz - 0613 .245-.305 (6.22-7.75) .390 (9.91) 27
(x)dz - 0615 .295-.355 (7.49-9.02) .440 (11.18) 24
(x)dz - 0617 .345-.405 (8.76-10.29) .490 (12.45) 22
(x)dz - 0619 .395-.455 (10.03-11.56) .530 (13.46) 20

DoMe heaD
aDz, sDz, BDz, fDz series

DoMe heaD

CouNtersuNK heaD
aCz, sCz series CouNtersuNK heaD

(x)Cz - 0404 .057-.067 (1.45-1.70) .165 (4.19) 72

.1285 
(3.26)

.1315 
(3.34)

.1245 
(3.17)

.230 
(5.50)

0.027 (0.74)
(x)Cz - 0405 .050-.090 (1.27-2.29) .170 (4.32) 72 0.029 (0.69)
(x)Cz - 0406 .060-.110 (1.52-2.79) .188 (4.77) 64

0.03 
(0.76)

(x)Cz - 0407 .100-.150 (2.54-3.81) .228 (5.79) 52
(x)Cz - 0408 .140-.190 (3.56-4.83) .268 (6.81) 44
(x)Cz - 0410 .180-.230 (4.57-5.84) .308 (7.82) 38
(x)Cz - 0411 .220-.270 (5.59-6.86) .348 (8.84) 33
(x)Cz - 0505 .062-.115 (1.57-2.93) .204 (5.18) 59

.1562 
(3.97) 

.1592 
(4.04)

.1535 
(3.90)

.240 
(6.50)

0.04 
(1.02)

(x)Cz - 0506 .086-.135 (2.15-3.43) .224 (5.69) 54
(x)Cz - 0507 .105-.155 (2.66-3.94) .244 (6.19) 49
(x)Cz - 0509 .145-.195 (3.68-4.96) .284 (7.21) 42
(x)Cz - 0511 .185-.235 (4.69-5.97) .324 (8.22) 36
(x)Cz - 0513 .225-.275 (5.71-6.99) .364 (9.24) 32

Note: shear aND teNsile Data varies BaseD oN hole size, aCtual griP aND suBstrate Material seleCtioN.   for refereNCe Data Please 
CoNtaCt the eNgiNeeriNg DePartMeNt.  for CritiCal aPPliCatioNs, we suggest our eNgiNeeriNg DePartMeNt PerforM testiNg oN the 
aCtual Materials to Be riveteD.  resultiNg Data will Be ProviDeD uPoN request.

MetriC DiMeNsioNs are iN PareNthesis
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DesigNatioN size fiNish

a D z - 0 4 0 4 B a

BuilDiNg a ziPriv Part NuMBer

Material Prefix
a- aluminum
s- steel
B- Brass 
f- stainless steal

fiNish
sz- zinc rohs
Ba- Black anodize
Bz- Black zinc rohs
tP- tin Plated

DiaMeter CoDe
iN 32nds
04 - 1/8’
05 - 5/32”
06 - 3/16”

griP CoDe
Per Chart

“z” ziP riv

heaD style
D- Dome head
C- Countersunk 

head

L

BDHD
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BDHD

HH
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RivetKing® zipriv®

L

BDHD

HH

L

BDHD

HH

L

BDHD

HH

usPto reg. No. 77/613,075 • rohs CoMPliaNt
RivetKing® zipsho®

typically used in soft or brittle materials, zipsho® is designed for fastening applications that may be sensitive to clamping force and shock.  zipsho® 
assembles materials such as acrylic, plastic, vinyl, rubber wood or brittle metals that can crack or break under extreme clamping pressure.  an internally 
tapered hole uses controlled radial expansion of the tail which firmly fastens without adversely affecting the riveted substrates. 

DoMe heaD
aDzs, sDzs, BDzs, fDzs series

uNDersize heaD
auzs, suzs, Buzs series

low Profile heaD
alzs, slzs, flzs series

Note: shear aND teNsile Data varies BaseD oN hole size, aCtual griP aND suBstrate Material seleCtioN.   for refereNCe Data Please 
CoNtaCt the eNgiNeeriNg DePartMeNt.  for CritiCal aPPliCatioNs, we suggest our eNgiNeeriNg DePartMeNt PerforM testiNg oN the 
aCtual Materials to Be riveteD.  resultiNg Data will Be ProviDeD uPoN request.

MetriC DiMeNsioNs are iN PareNthesis
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DesigNatioN size fiNish
a D z s - 0 4 0 6 B a

BuilDiNg a ziPsho Part NuMBer

Material Prefix
a- aluminum
s- steel
B- Brass 
f- stainless steal

fiNish
sz- zinc rohs
Ba- Black anodize
Bz- Black zinc rohs
tP- tin Plated

DiaMeter CoDe
iN 32nds
04 - 1/8”
05 - 5/32”
06 - 3/16”

griP CoDe
Per Chart

“zs” ziPsho

heaD style
D- Dome head
u- undersize head
l- low profile Head

Part NuMBer griP raNge
leNgth
leNgth

Max.
PCs/ PoD
PCs/ PoD

+/-1
hole size

BD 
BoDy Dia 

Max
hD

heaD Dia
Max

hh
heaD height

Max
(x)dzs - 0304 .001-.062 (0.00-1.57) .125 (3.17) 73

.098 
(2.49)

.1005 
(2.55)

.0975 
(2.48)

.163      
(4.3)

.037             
(1.0)(x)dzs - 0306 .062-.125 (1.57-3.17) .187 (4.75) 52

(x)dzs - 0308 .125-.187 (3.17-4.75) .250 (6.35) 41
(x)dzs - 0404 .000-.062 (0.00-1.57) .125 (3.17) 71

.129 
(3.28)

.1315
 (3.34)

0.1285 
(3.27)

.217       
(5.5)

.045             
(1.2)

(x)dzs - 0406 .062-.125 (1.57-3.17) .187 (4.75) 51
(x)dzs - 0408 .125-.187 (3.17-4.75) .250 (6.35) 39
(x)dzs - 0410 .187-.250 (4.75-6.35) .312 (7.92) 32
(x)dzs - 0412 .250-.312 (6.35-7.92) .375 (9.52) 27
(x)dzs - 0506 .062-.125 (1.57-3.17) .187 (4.75) 47

.161 
(4.09) 

0.164 
(4.16)

.1595 
(4.06)

.257       
(6.5)

.058             
(1.5)

(x)dzs - 0508 .125-.187 (3.17-4.75) .250 (6.35) 38
(x)dzs - 0510 .187-.250 (4.75-6.35) .312 (7.92) 31
(x)dzs - 0512 .250-.312 (6.35-7.92) .375 (9.52) 27
(x)dzs - 0514 .312-.375 (7.92-9.52) .437 (11.1) 23
(x)dzs - 0516 .375-.437 (9.52-11.10) .500 (12.7) 21
(x)dzs - 0605 .000-.062 (0.00-1.57) .156 (3.96) 50

.191 
(4.85)

.194 
(4.93)

.1895 
(4.82)

.351        
(8.9)

.071            
 (1.8)

(x)dzs - 0607 .062-.125 (1.57-3.17) .219 (5.56) 38
(x)dzs - 0609 .125-.187 (3.17-4.75) .281 (7.17) 33
(x)dzs - 0611 .187-.250 (4.75-6.35) .344 (8.74) 28
(x)dzs - 0613 .250-.312 (6.35-7.92) .406 (10.31) 24
(x)dzs - 0615 .312-.375 (7.92-9.52) .469 (11.91) 21
(x)dzs - 0617 .375-.437 (9.52-11.10) .531 (13.49) 19
(x)dzs - 0619 .437-.500 (11.10-12.70) .594 (15.09) 17

(x)uzs - 0404 .000-.062 (0.00-1.57) .125 (3.17) 71

.120 
(3.048)

.123 
(3.124)

.1185 
(3.01)

.217 
(5.52)

.045      
 (1.15)

(x)uzs - 0406 .062-.125 (1.57-3.17) .187 (4.75) 51
(x)uzs - 0408 .125-.187 (3.17-4.75) .250 (6.35) 39
(x)uzs - 0410 .187-.250 (4.75-6.35) .312 (7.92) 32
(x)uzs - 0412 .250-.312 (6.35-7.92) .375 (9.52) 27

(x)lzs - 0404 .000-.062 (0.00-1.57) .125 (3.17) 71

.129 
(3.28)

.1315 
(3.34)

0.1285 
(3.27)

.262 
(6.66)

.041       
(1.05)

(x)lzs - 0406 .062-.125 (1.57-3.17) .187 (4.75) 51
(x)lzs - 0408 .125-.187 (3.17-4.75) .250 (6.35) 39
(x)lzs - 0410 .187-.250 (4.75-6.35) .312 (7.92) 32
(x)lzs - 0412 .250-.312 (6.35-7.92) .375 (9.52) 27
(x)lzs - 0605 .000-.062 (0.00-1.57) .156 (3.96) 50

.191 
(4.85)

.194 
(4.93)

.1895 
(4.82)

.396 
(10.06)

.065       
(1.66)

(x)lzs - 0607 .062-.125 (1.57-3.17) .219 (5.56) 38
(x)lzs - 0609 .125-.187 (3.17-4.75) .281 (7.17) 33
(x)lzs - 0611 .187-.250 (4.75-6.35) .344 (8.74) 28
(x)lzs - 0613 .250-.312 (6.35-7.92) .406 (10.31) 24
(x)lzs - 0615 .312-.375 (7.92-9.52) .469 (11.91) 21
(x)lzs - 0617 .375-.437 (9.52-11.10) .531 (13.49) 19
(x)lzs - 0619 .437-.500 (11.10-12.70) .594 (15.09) 17

the followiNg ProDuCts are CovereD uNDer oNe or More of the followiNg PateNts/traDeMarKs
3,678,928 • 7385185 • 30 2009 028, 046.0/06 • 01391641 q
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GRIP

BD

ACROSS FLATS

rohs CoMPliaNt
RivetKing® zipscrew®

Note: shear aND teNsile Data varies BaseD oN hole size, aCtual griP aND suBstrate Material seleCtioN. for refereNCe Data Please 
CoNtaCt the eNgiNeeriNg DePartMeNt.  for CritiCal aPPliCatioNs, we suggest our eNgiNeeriNg DePartMeNt PerforM testiNg oN the 
aCtual Materials to Be riveteD.  resultiNg Data will Be ProviDeD uPoN request.

MetriC DiMeNsioNs are iN PareNthesis

PlaCiNg sequeNCe

DesigNatioN size fiNish
s D z r - 3 5 0 7 s z

BuilDiNg a ziPsCrew Part NuMBer

Material Prefix
s- steel

fiNish
sz- zinc rohs
Bz- Black zinc rohs
tP- tin Plated

DiaMeter CoDe
30 - 3mm
35 - 3.5mm
40 - 4mm

griP CoDe
Per Chart

“zr” ziPsCrew

heaD style
D- Dome head
P- Pre-formed head

the rivetKing® zipscrew® is a unique fastener which allows for the continuos removal and replacement after it is installed. Most often its used in electronics 
where the removal and replacement of microchips, chipsets, mosfets, access doors and other areas where the removal of the rivet by the end user may be 
required. often times the Zipscrew® is preferred over traditional screws since the user benefits from the installation speed of a rivet and the removability of 
a screw. once installed, the user can use a standard hex key to remove the rivet, and later reinstall the rivet just like a screw.  the zipscrew® radial expands 
resulting in a vibration resistant assembly.  Can be used in materials with less than 105 hv5 hardness.

Part 
NuMBer

griP 
raNge

l1
leNgth 

as 
iNstalleD

l2
leNgth as 
iNstalleD

PCs/ 
PoD

hole size
froNt sheet

hole size
rear sheet

BD
BoDy Dia

hD
heaD Dia

as 
suPPlieD

hD2
BoDy

 Dia as 
iNstalleD

hh
heaD 

height as 
iNstalleD

t
thiCKess

rear 
sheet

MAx MAx MAx +/-1 Min MAx Min MAx MAx MAx MAx MAx Min
sdzR - 3006 .112 (2.85) .202 (5.2) .157 (4.0) 62

.121
(3.07)

.124
(3.15)

.111
(2.82)

.114
(2.89)

.1107
(2.8)

.230
 (5.7)

.240        
(6.1)

.055         
(1.4)

.064 
(1.62)

sdzR - 3007 .151 (3.85) .241 (6.1) .196 (5.0) 52

sdzR - 3009 .190 (4.83) .280 (7.1) .235 (6.0) 43

sdzR - 3010 .229 (5.82) .319 (8.1) .274 (7.0) 38

sdzR - 3011 .268 (6.81) .359 (9.1) .314 (8.0) 34

sdzR - 3012 .307 (7.80) .397 (10.1) .352 (9.0) 30

sdzR - 3016 .422 (10.72).515 (13.1) .467 (11.9) 23

sdzR - 3506 .112 (2.85) .202 (5.2) .157 (4.0) 62

.138 
(3.50) 

.141 
(3.58)

.122
(3.10) 

.125 
(3.17)

.1215 
(3.1)

.235         
(5.8)

.240        
(6.1)

.055        
(1.4)

.064       
 (1.62)

sdzR - 3507 .151 (3.85) .241 (6.1) .196 (5.0) 52

sdzR - 3509 .190 (4.83) .280 (7.1) .235 (6.0) 43

sdzR - 3510 .229 (5.82) .319 (8.1) .274 (7.0) 38

sdzR - 3511 .268 (6.81) .359 (9.1) .314 (8.0) 34

sdzR - 3512 .307 (7.80) .397 (10.1) .352 (9.0) 30

sdzR - 3517 .463 (11.76) .553 (14.1) .508 (12.9) 21

sdzR - 4006 .112 (2.85) .202 (5.2) .157 (4.0) 62

.165 
(4.19)      .142 

(3.61)
.145 

(3.68)
.1415
 (3.6)

.235        
(6.0)

.250        
(6.4)

.055        
(1.4)

.064       
(1.62)

sdzR - 4007 .151 (3.85) .241 (6.1) .196 (5.0) 52

sdzR - 4009 .190 (4.83) .280 (7.1) .235 (6.0) 43

sdzR - 4010 .229 (5.82) .319 (8.1) .274 (7.0) 38

sdzR - 4011 .268 (6.81) .359 (9.1) .314 (8.0) 34

sdzR - 4012 .307 (7.80) .397 (10.1) .352 (9.0) 30

sdzR - 4015 .385 (9.78) .475 (12.1) .430 (11.0) 25

the followiNg ProDuCt is CovereD uNDer the followiNg PateNt/traDeMarK: 3,668,000
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RivetKing® mandrel & spring consumables

Note: loNg MaNDrels aND loNg sPriNgs are availaBle.  for loNg MaNDrels aND sPriNgs aDD the followiNg to the Part NuMBer.

MetriC DiMeNsioNs are iN PareNthesis

ProDuCt rivet
DiaMeter

MaNDrel 
Part 

NuMBer
DesCriPtioN

MiNiMuM 
aPPliCatioN 

hole size
tiP Color 
iDeNtifier

DiMeNsioNs sPriNg 
Part 

NuMBertd l

zipRiv® alu./
stÅeel/Brass 

3/32"     
(2.4)

zRtM-093-s standard tip, standard length .093" (2.36) Green .072" (1.83)
19" 

(483) zsts-093zRtM-093-1 #1 Oversize tip, standard length .097" (2.46) yellow .076" (1.93)
zRtM-093-2 #2 Oversize tip, standard length .101" (2.56) Blue .079" (2.01)

zipRiv® alu./
steel/Brass 

1/8"     
(3.2)

zRtM-125-s standard tip, standard length .1285" (3.26) Green .092" (2.34)
19" 

(483) zRts-125zRtM-125-1 #1 Oversize tip, standard length .1335" (3.39) yellow .097" (2.46)
zRtM-125-2 #2 Oversize tip, standard length .1385" (3.51) Blue .102" (2.59)

zipRiv® alu./
steel/Brass 

5/32"    
(4.0)

zRtM-156-s standard tip, standard length .1562" (3.97) Green .110" (2.79)
19" 

(483) zRts-156zRtM-156-1 #1 Oversize tip, standard length .1612" (4.1) yellow .115" (2.92)
zRtM-156-2 #2 Oversize tip, standard length .1662" (4.22) Blue .120" (3.05)

zipRiv® alu./
steel/Brass 

3/16"     
(4.8)

ZRTM-187-S standard tip, standard length .191" (4.85) Green .140" (3.58)
19" 

(483) ZRTS-187
ZRTM-187-1 #1 Oversize tip, standard length .196" (4.98) yellow .145" (3.71)
ZRTM-187-2 #2 Oversize tip, standard length .201" (5.1) Blue .151" (3.84)
ZRTM-187-3 #3 Oversize tip, standard length .203" (5.15) Red .153" (3.85)

zipRiv® 
stainless 
steel 

all sizes
Contact our application engineering department.  a broachload test must be conducted by RivetKing staff to determine 
the best mandrel for the application.  warning: use of standard mandrels in stainless steel zipRiv® can cause a 
potentially hazardous condition.  

zipsho® 3/32"    
 (2.4)

zstM-093-s standard tip, standard length .098 (2.49) Green .0725" (1.84)
19"

 (483) zRts-093zstM-093-1 #1 Oversize tip, standard length .0995 (2.53) yellow .074" (1.88)
zstM-093-2 #2 Oversize tip, standard length .1015 (2.58) Blue .076" (1.93)

zipsho® 1/8"     
(3.2)

zstM-125-s standard tip, standard length .129 (3.28) Green .088" (2.24)
19" 

(483) zRts-125
zstM-125-1 #1 Oversize tip, standard length .133 (3.38) yellow .092" (2.34)
zstM-125-2 #2 Oversize tip, standard length .139 (3.53) Blue .098" (2.49)
zstM-125-3 #3 Oversize tip, standard length .143 (3.63) Red .102" (2.59)

zipsho® 5/32"    
(4.0)

zstM-156-s standard tip, standard length .161 (4.09) Green .107" (2.72)
19" 

(483) zRts-156
zstM-156-1 #1 Oversize tip, standard length .169 (4.29) yellow .115" (2.92)
zstM-156-2 #2 Oversize tip, standard length .176 (4.47) Blue .122" (3.10)
zstM-156-3 #3 Oversize tip, standard length .186 (4.72) Red .132" (3.35)

zipsho® 3/16"     
(4.8)

ZSTM-187-S standard tip, standard length .191 (4.85) Green .132" (3.35)
19" 

(483) ZRTS-187ZSTM-187-1 #1 Oversize tip, standard length .205 (5.2) yellow .146" (3.71)
ZSTM-187-2 #2 Oversize tip, standard length .215 (5.45) Blue .156" (3.96)

zipscrew® 3.0mm zwtM-300-s standard tip, standard length see zipscrew® Green .065" (1.65) 19" (483) zwts-300
zipscrew® 3.5mm zwtM-350-s standard tip, standard length see zipscrew® yellow .0825" (2.10) zwts-350
zipscrew® 4.0mm zwtM-400-s standard tip, standard length see zipscrew® Blue .103" (2.62) zwts-400

standard Mandrels 19” (483) or standard springs: specified above
long Mandrels 20” (508) or long springs: add “l” to the Part Number

extra long Mandrels 21” (533): add “xl” to the Part Number

sPriNg

Close uP of ziPsCrew® 
MaNDrel

ziPriv® MaNDrel

ziPsho® MaNDrel

ziPsCrew® MaNDrel

ziPsho® short reaCh MaNDrel  **** sPeCial orDer ****  for short reaCh 
MaNDrels aDD “sr” as a suffix to the Part NuMBer.
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ED

B
F

BB
E

D D

F

1.32”1.32”1.32”

1.125”1.125”1.125”

STANDARD NOSE LONG NOSE CURVED NOSE

rohs CoMPliaNt

RivetKing® nose Jaw selection

MetriC DiMeNsioNs are iN PareNthesis

the nose jaw is an integral part of the Quickriveting system®.  the type of nose jaw you select is application dependent.  While the flat end form is most 
common, the recessed end form allows for high clamp up or can be used to deform a countersunk head into a dome head.  long nose jaws are used in hard to 
reach or limited access areas.   nose jaws can be designed to fit your application.  contact our applications engineering department for custom designs and 
application assistance.

flat eND forM

reCCesseD eND forM

Cursor viCe Jaws hyDrauliC oil

ref. No. Part NuMBer Nose tyPe & forM
1 zrtM-iC Cursor
2 zrtM-vJ viCe Jaws
3 zrtM-ho hyDrauliC oil

CoNsuMaBle tooliNg - MisCellaNeous

rivet 
Dia.

Part 
NuMBer Nose tyPe & forM DiMeNsioNs

b d E

3/32"     
(2.4)

Z-7150-3003 standard Flat .36" (9.14) 1.3" (33.02) .16" (4.06)

Z-7150-4003 long Flat .41" (10.41) 2.3" (58.42) .16" (4.06)

Z-7150-5003 Curved long Flat .41" (10.41) 2.28" (57.91) .16" (4.06)

1/8"     
(3.2)

Z-7150-3004 standard Flat .41" (10.41) 1.18" (29.97) .20" (5.08)

Z-7170-3004 standard Recessed .41" (10.41) 1.20" (30.48) .30" (7.62)

Z-7150-4004 long Flat .41" (10.41) 2.18" (55.37) .20" (5.08)

Z-7170-3204 long Recessed .41" (10.41) 2.18" (55.37) .30" (7.62)

Z-7150-5004 Curved long Flat .41" (10.41) 2.22" (56.39) .20" (5.08)

Z-7170-3304 Curved long Recessed .41" (10.41) 2.22" (56.39) .30" (7.62)

5/32"    
(4.0)

Z-7150-3005 standard Flat .48" (12.19) 1.30 (33.02) .24" (6.10)

Z-7170-3005 standard Recessed .48" (12.19) 1.32" (35.53) .41" (10.41)

Z-7150-4005 long Flat .48" (12.19) 2.30" (58.42) .24" (6.10)

Z-7170-3205 long Recessed .48" (12.19) 2.30" (58.42) .41" (10.41)

Z-7150-5005 Curved long Flat .48" (12.19) 2.23" (56.64) .24" (6.10)

Z-7170-3305 Curved long Recessed .48" (12.19) 2.23" (56.64) .41" (10.41)

3/16"     
(4.8)

Z-7150-3006 standard Flat .56" (14.22) 1.18" (29.97) .33" (8.38)

Z-7170-3006 standard Recessed .56" (14.22) 1.20" (30.48) .47" (11.94)

Z-7150-4006 long Flat .56" (14.22) 2.30" (58.42) .33" (8.38)

Z-7170-3206 long Recessed .56"(14.22) 2.30" (58.42) .47" (11.94)

Z-7150-5006 Curved long Flat .56" (14.22) 2.21" (56.13) .33" (8.38)

Z-7170-3306 Curved long Recessed .56"(14.22) 2.21" (56.13) .47" (11.94)
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RivetKing® fasteneR & tooling selection

steP 1:  
Determine rivet type and rivet material 
preference.

steP 2: 
Determine the closest nominal rivet diameter 
via your hole size. then record the actual 
hole diameter in the box to the right.

steP 3: 
Determine rivet grip range via total grip 
thickness. record the actual total grip 
thickness of your assembly to the right.

steP 4:
Determine the rivet part number by using the 
chart above, and record it to the right.

steP 5: 
Determine proper mandrel size by 
referencing the actual hole diameter to the 
chart. record the mandrel Part# to the right.

steP 6: 
Determine proper spring size by referencing 
the chart. record the spring part# to the 
right.

steP 7: 
Depending on the type of clinch you prefer, 
choose the proper Nose Jaw. if you are not 
sure, choose standard, flat. record the nose 
Jaw part# to the right.

A
rivet 
Material
a- aluMiNuM
s- steel
B- Brass
(F)- staiNless

d
heaD 
style
d- DoMe
c- C’suNK
l- low Profile
u- uNDersizeD

Z
rivet
tyPe
z- ziPriv
zs- ziPsho
zr- ziPsCrew

05
NoMiNal 
hole Ø
3/32” (2.4)
1/8” (3.2)
5/32” (4.0)
3/16” (4.8)

08
griP
raNge
see sPeCifiCatioN 
sheet for 
ziPriv®, ziPsho®, 
ziPsCrew®

bA
surfaCe 
fiNish
P- PlaiN
sz- ziNC
Ba- BlaCK aNoDize
Bz- BlaCK ziNC
tP- tiN

sMallest hole Ø

total griP

rivet Part #

MaNDrel Part #

sPriNg Part #

Nose Jaw

Hole Diameter

Total GripSubstrate 1

Substrate 2
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RivetKing® set-up & assembly process
steP 1:  
install the indexing cursor into the barrel 
portion of the rivet tool making sure it is 
facing the proper direction. then screw on 
the Nose Jaw assembly on to the barrel.

steP 2: 
insert the mandrel into the hole of the 
podded rivets. then tear off and dispose of 
the podding paper.

steP 3: 
insert the mandrel spring onto the mandrel 
in the proper direction.

steP 4:
split the nose jaw open and insert the 
mandrel assembly (mandrel, spring and 
rivets), inside the nose jaw until the last 
rivet remains outside of the nose jaw.

steP 5: 
Make sure the head of the rivet is about 
1/16” away from the front of the nose jaw. 
Proper spacing must be assured.

steP 6: 
using the handle of the tool, insert the rivet 
and mandrel through the hole of your work 
piece until the head is sitting flush on the 
bearing surface. Pull the trigger to actuate 
the tools cycle and clinch the rivet.

steP 7: 
after proper assembly, the next rivet will 
automatically feed through the nose jaw to 
advance the next rivet.

1/16”(1.6)
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