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Process Innovation of Production
BEOCADESE

CONCEPT

Advanced Technology
XTI T HE

OERDYL VNI FIMITIEEIFENEWEENE
MIARRZER,
OSSR CRBEETEHRNLE TSV IMINY Y,

@Enable to solve constructive machining defects of parts
which are unavoidable by Turret punch press working.

@Epochal-making blank machining centre with high quality
and accuracy.

Highest Productivity
EBEEMCOEEENE

OEZEED [CER T 2EBRELE COEENRDET
ZHER

OEEZZNYLATOEVEEMRZAREICT S ATI1—)b
&5,

@Enable to solve low production efficiency due to many times
of setting up toolings on variety of production lot size.

@Function of scheduled operation enable to high production
efficiency with minimum stock.

Value Engineering
Ti% - TIEDRR
Q@ EHDEFHNUNETH ICINLTH 1 5 THIR,
TEICHET 20O T HFICT DER
| & G [ & @GT3165 makes it possible to process complex works more
flexibly and more efficiently by its multiple-shift operation.

No one can get the future without challenge to innovation. O brcang : punaring and formng. Y 1 CCTPESte
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CONCEPT

R FT DM LIZH

I Advanced Technology

RO LY MINUFINITIERFDEDTELED ofc. RENTINIAR,
OV HBBEOFRBEFMICIDERTDIENTEX U, FEICHRTOMIHEM T .

Constructive machining defects of parts which are unavoidable by Turret punch working.
Komatsu original technology enables to solve this problems —— Advanced Technology in next generation.

24 hours automated operation without
preparation of tools for another lot works

EXHX L A

[600KEL LB, A ZagElC UicBmiuDxER.

Over 600 hours operation per month is available by super excellent
equipments with highest quality and reliability.

=®E2/\> RATC
Extremely high speed two hands ATC

165&RIVHIY

165 tools magazine

EBIAl + EEBIBA VT

All tool Auto Index + All tool 3 inches

IV MR BEtERE

Automated compact loading
and unloading unit

GTHHRIEE

GT new operation panel

BEHEIZGT3300D4!

AU TREREMIM

3 axis independent, synchronized,

hydraulic servo controlled press head.

SipIsmEY —FHATLAAY

ONZ 7= TIREF1X 15%

@ Foot pressure = @ Punching pressure x 15%

SUS. AL. SPC = BEjAIZE

Auto-change
=/\DF L

Minimum Sag —

8/\D/\J
Minimum burr  No scratch
B on bottom surface
il ARSIEIEES UPS YR = 40U

Minimum clearance

AU YIS FIRIT7ZESRE. Mg

Sheet move after confirmation of punch up from stripper

71 A EH V) BhIE1EE & 1 RFNEERE

NF21—LYIY3VICLDEHIRSILTHRALELD
ZBRLEULE T . FTEh—HALEDRDOHRELELUIIZEET
B, IRERFEREICK D, NV FIIFTCFICELELSK
IODT. IREEICLDARMZED T B o

Strong vacuum suction enable to eliminate slug pulling
by compulsion vacuuming. In case of slug pulling by any
chance, automatically machine stops by detecting function
without punching so that no defects on work piece. % 2|

NE21—LBoYaY v
NAEDOBIEE == oo zoi

Elimination of slug pulling Z MY w ) R EREIRERE
W = He

Stripper detector function of material thickness
PERPAV A

In joint off

BRI Y
Position detector
(LN

—
INF T FICELE
Stop without punching

Elimination of slug pulling

DTNV F (TLZEB)
Single punch

I7rJo—
Air brow

2HERZERA]

Detector of
2 pcs pile

05
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CONCEPT

Zmigd 0y FORMDIER TECHRE,

Highest Productivity

THEEEWNBOEEEE

ARV VITVRARFTSICREZEEICHD U, BLEERZFSDIVYI VT,

In recent years, multiple task and small lot production is increasing.
GT3300 provide the customer height productivity to respond to the need for frequent changes in the type

and amount of the produces.

Ti=HN

Integration of production processes

~
~—

Remove burrs

7AW\
Joint off work
OgC
RO EER
Unfinished stock
WAt O
Unfinished stock

NIVIINN =\
Programming

N\

FRUZINI Gatling press operation

——
KHAISF
Large bend

OB
T\UAw\
Joint off work
~
—

OgC

)

=
IS
£
I
o
o)
o)
j

o

1]
5
&
=
yll
T

Remove burrs

RO R

B o
elo
jJ[]LE jJD
LT

=]
=
=
]
c
=
o

Tapping

CEoY

7
0
Z
2
2

Bending . Flanging
Unfinished stock

WAt OB

N\

TiRH5

Unfinished stock

iTs Large bend it 2 R 8
5 . T
2R — b2 =8
e 1E g =%
E E Nz
=
FHER

half day operation b—%)L2Hai#&

. DYU—R5A L
JEBE) Lead Time :

Non-Automation Totally 2 days

Next process

Integration of processes samples

O HREIDHHDEBEZRHST LT, TIHZLLIE
A FEMEAICRIN CEEX T,

O, ¥y, HIFZEUEMTMITESDT,
BE. ALDRENTETY,

@Saving floor space and short delivery by reducing
the inventory left unfinished.

@Since molding, tapping, and bending can be
machined on the same machine,
it is unnecessary to check accuracy and deviation.

T RA Emboss
!

1D #2 L Flanging
!

4w 7 Tapping (M4)

J\—U>Z Burring LKA Emboss
! !
4w 7 Tapping (M8) IVRA%BDRIURE
Around blanking after
emboss working

24 B3 B EHERE

NI, 2L AFEAETY, 24BEERESR

BEDAEECY ., THBIC. TBE/ VA Ry TE

WS BIBHDET,

There's no need worker during operation 24 hours

automated operation is possible further.
Some customer a week non-stop operation.

BEREDRE

Availahble 24 hours automated operation
MIIETORBE

Working ratio

BEE
St

more than 3 time higher

0T $990%
ZDfth Others Working
XA 2/T Maintenance
{KIE  Stop

ZRUEREY

Tool preparation
T $¥930%
Working
YLy MXYFTIVR HRUVITUZR
Turret punch press Gatling press

In case of Japanese customers

2,000,000 ~ 4,500,000 hit/month | [ 700,000 ~ 1,200,000 hitfmonth | | 2,000,000 ~ 5,000,000 hit/month |

24H

ERUERER

A >/F Maintenance
{RKlE  Stop
SRIEZEY

Tool preparation [P

T
#130% Working

Working

Turret punch press _ Turret punch system
(ZH41EER One kind of part nesting)  (RAF 1 >4 Many kinds of parts nesting)

Ly MYFTVAR

EmSEEVEE

BHENRBEI S VINICKDT Y RY—
JUVR. ZUTCEERA—M VT Y
JAICKDEEEAEREICLD. &
SERIODEEZRRBELI U,

No dead zone for machining by Auto
retractable clamps. All tool auto index
is available in any angle of 360 degree.
These enable to achieve higher material
yield ratio.

Stop

Tool preparation

T #970%

ZDfth Others
A2/ T Maintenance

{KIE  Stop

EEUEREN
Tool preparation

BT #990%
Working

HNT #940%
Working

Turret punch system GATLING - SYSTEM

Amazing improvement in material yield
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CONCEPT

Ii% - TIENERA

F Value Engineering

BROANEEBIC. REOIMTITEDEENMESNTEX LT
ARV VITUVADFERDUED, TS5V + BEINIOEEREZRIECERTEL,

In recent years, manufacturers have to respond to more demanding requirements for shorter delivery times
and lower costs. Komatsu respond to these requirements through multiple processing which is one of the
features of Gatling Press Center.

& 4 Rz N T

Wide forming range (Stepped stripper)

EAMm30mm, A’ 10mm

I\ —2 Patten.

A MU v INEDFEEHEEENM (BRFRA kU w)\)
— @, FEREEEENDOSHEREIRT. WAZIN LA alEE(C
Addition of function to set up stripper thickness.

— High precision cutting and forming are possible in the vicinity
of the upward and downward molding portion.

ER{IETEE Off set
A/ V% ﬂ\ vy V%‘V
I

;‘N
INF—2 Pattern.

Upper direction 30mm, Lower direction 10mm

BREMIY 70

el §
vy / yYVy

INTEHEEDBEEERKEEDIEN

—_ L@, FRRFEEEENDOSHEEIGHIF. /\—U 2 ITHEEEC

Addition of auto-change function for working reference.

— High precision punching and burring are possible in the vicinity
of the upward and downward molding portion. TR

JITEZEM Working reference surface Working reference
JNAS A2/ Pass line surface

fe 1

V v v v
JN\A S A2 Passline

L TFRFEMIROI>F - 51 EIHIEEEDIEN

— E PR COREMLAEIREIC

Addition of punch / die synchronization function at upper and
lower molding process.

— Stable forming at upper and lower molding is possible.
JXZF punch

BBy TN

Toolings

die |

08

TEERIRDEH

M8 v hakEz
Welding of M8 Nut

Samples for innovation in work methods

M8/I\—U>J%w T
To burring Tap

B TIZHIR
RETIZHR
Reduction of welding process
Reduction of inspection process

I3y Nage
Welding of bracket

TVRAMIIC

To emboss

BETIZHIR
TS5y MERR
T3ZHR
Reduction of welding process
Reduction of parts

TUANMI %

From press

LTiEBIROMIY 70

BB Before investment

MREIMILIC

To forming

1ED S HIR
TURAEBIHR
Reduction of stock
Reduction of the cost for punch & die

AUy NUF wsaigm) — INUEXD — U—YIIT - RS - EFN—=UVT - &y T — I\#ilF (105 Fr) — Kl

Turret punch press(45 tool use) Cleaning of burrs

ent

GATRING—KHIF
Large bend

Leverrer  Upward/downward burring

Tapping Small bend (10pcs) Large bend

Ov bYA X EART = 100f8. 8A% = 20~30E/FiE (EEEBEAFE. TRHEER)

Production lot size : Before investment = 100 pcs

TE—hHU

Downward beat

©\>

YvT + IbikEL
Tapping + Flanging

After investment = 20 to 30 pcs / order (No need inventory control, Decrease of stock loss)

78R - EEIbEL
Upward Z bending
/ Upward flanging

w7 + §Ibiel UIO#EEL
Tapping + Flanging

Upward flanging

09



< Realization seaspnIoxn  (Other Features
Va rl o us Fo rm I n g BOE21—2TENT=LEEIR The tool information managed by a computer

Iﬁﬁﬁ?bﬂlﬁﬁ Kinds of various forming £RIMIEDayY PO—-—S5SHT—IFEEE, S RIETE
IDNO.. #&. ~¥Fhyy b, WEEIR,  Tool management

TLRE—2avE, 2ToOEHRINEEE 587 999RF[HE (T001~T999 : Y—INO.)
F—REEBLTWET, Registration : 999 tools possible (T001~T999 : Tool NO.)

£ : 1658 ]EE (M001~M165 : v /NO.)

Data of all tools are managed in the machine controller | 5ading : 165 tools possible (M001~M165 : Magazine NO.)

. . . . . and registered in ID NO., material, punch count, polishin
i et ZE8IS i i informgaltion rless motion etc o PR ID 71— RIS TEE

C shape bending Curling Z shape bending Upper bending Upper bending ) P ) Regi;ereta—g)-/ﬂl‘D card

- ERES

Tool NO.

B iZN

Tool shape

cHAX

Size

cRNAVFH
NK=Uvs, 5y IVRAE. 5y ZH1F FTIVRAZICUF RN TE
Burring and Tapping Tapping after Z shape bending Punching after Lower

Limit punch count
Emboss Forming Emboss Forming //a\:¢7 LRE—

& SO T—2 3 VERE CEEE
I > ' Tool registration Motion set up Adaptation thickness
RS
Current tool height
- £BME
Tool material
2 o ~ L "/ oy . 4

&y I, bEn IURRRRE. GIHf B
Upper bending After Tapping Cutting after Emboss Forming

B RSN Examples of various forming B 100H T#2,000K5EREDEH

- 33494 (R39) ' fﬂzikéé’é_%ml -FRETIVERZR The results which are operation for 2000 hours per 100 days

. Fealy BERESE 2mmEYFTMI - 1 Process punching BEMIZRCRSIT. N—)oTayT
B K=& 30mm, 1§55mm * 3mm Square Contouring(R39) by a R2,3,4,5mm Round = Upper Emboss

THEZEX10mmET Normal punch tool, Processing 2mm Pitch shapes tool in A square punch  Punching Hall, Burring Tapping after Forming %A g *Lf: j] |~ U v 7 70 l/ R ’t’ v 57 ‘i E ZSE W a) ﬁ lN U y 7\‘1 - -U:a) 53:%515‘]

* Upper Bending \ y 0103 > %Y > 7 (R30) Z Da 5‘75?1005 'C"Z,OOOH%FE?"@ An example of results of Gatling user in Japan
Max. height 30mm, ommEwF T ﬁﬁb%gﬁzo ZOH%FEE/EﬁEijJ{

width 55mm

: ®10 Contouring (R30) =} — EYASN Y
Lower Bending to 10mm Processing 2mm Pitch % t. ) i AD HT.I'{t L‘—o

N R DY ¥ 4 c JL—in— The most achieves operation for 2000 hours

- Bending + Burring, Tapping / BiELmT4 per 100 days in an introduced Gatling press
CREETY v EHERN center. Operation is the proper time for
EmE7Y 2 \ - Louver 20 hours a day.

—IfFYgyiz - .
TIEY )_E L The distortion
* Upper Bridge also becomes
1 Process smallest next

processing.

92,0008 14

A » 7 EER R
Gatling production time

cG7Iv&
TiRELYD AL
% EBCH0 T A48
s TVRREICHTBIRE -GFlatter

; . <« 100H
SECC  :t1.2 FHEBEE +/ X5V EE ALY ltis possible to B
o BB T4 (<A T A/ A — 1) L hSET g v\ process Punching
ZUED

and Mushing Burrs.
BB~ i%& :285mmx180mm » Punching -after Emboss Forming

Extend dimension : 285mmx180mm Thanks to use Non Interventional <R E+ Z 8T .

tool and Pass Line change Function,  EREINTRIZNSHIT. - Stamping
FRAEE . 25K It's possible to process holes and N=YF /YT cN=T7¥Ta(vh
Used tools : 25tools Burring after Forming - Special tool Punching ss/noa sy ra@S 8R0S/ R

AOTESRR - 243450, 1 (6/EELY) 2z shape Bending . aif Shear Joint

A . . Punching Hall, Burring , o joint of products which don't like
Process time : 2min 45sec/piece(per 6pieces) Tapping after Forming micro joint

BE A

Number of work days
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CONCEPT

Specifications

BARVYITLRAEYIGCTI165FKFANY T

Specifications of Gatling Press Center GT3165

BB - BT

Machine specifications

HRUVI TR GT3165 Gatling Press Center GT3165

BATLUREE

Maximum press capacity

kN (tonf)

250 (25) CHEY—RHIEIL) 250 (25) (Hydraulic servo control)

A bO—0%

Number of press stroke

min-1

X##H500 / YEH380 2mmEw F. 5mmA MO—2KF)  X-axis 500/ Y-axis 380 (In case of 2mm Pitch, 5mm stroke)

BRNVFHEE

Max. number of punch

min-1

XEM370 / YER280 (25mmEw F. 5mmA fO—2BF)  X-axis 370/ Y-axis 280 (In case of 25mm Pitch, 5mm stroke)

A bO—IRE

Stroke length

mm

45

A Y wIES

Stripper press capacity

kN (tonf)

5~40 (0.5~4) A1Z CHEY —RHI#ER) 5~40(0.5~4) Variable (Hydraulic servo control)

F1TUREE

Max. pierce thickness

kN (tonf)

290 (29) CHEY—MHIEIL) 290 (29) (Hydraulic servo control)

AR O—IRE

Cutting area dimension

20

RABMIMNIES

Max. forming height

@ :30. FEE: 10  Upperway : 30. Lower way : 10

BATA=RIUTSYR

Max. feed clearance

35

RATRE

Max.tool diameter

@76 (RFEA10x75) @76 (Long square 10 x 75)

ATCHR

ATC method

2HRIATC + 2HRRA— A VT w IR Alltools ATC + All tools Auto index

FRIZT—Y 3V

Number of stations

165

T—JIUitER

Table function

2£EISYT—TIU Al surface blush table

95VTARR I I5VTH

Clamp method / number of clamps

I7—RU RSO5TIL (BEHEBIHERS(T) 618  Airdriven retractable (with auto avoiding system) : 6 sets

vy VBHE

Carriage stroke

1620 (Y& | ATCRHERBEST) X 2520 (X&#H) 1620 (Y-axis : including ATC avoiding yield) X 2520 (X-axis)

RAMIRY A X

Max. work sheet size

1250 (Y#H) X 2500 (X&) 1250 (Y-axis) X 2500 ( X-axis)

SAMNTIRE

Maximum process work thickness

3.2

RARXEE

Max. carriable work weight

75

NIHE GRE)

Process accuracy

+0.07

EEEEEE

Tool auto lubrication

b (FEMHICKDMB)  Attached (Quick drying lubricant)

oA = E e

Machine auto lubrication

BbD  Attached

HEIZ Y MsElBR

Hydraulic unit cooling system

KE (F5—IZw bTEKD5ED)  Water cooling (By chiller unit)

FEZERIES

Using air pressure

0.5~0.7

fERERERE

Using the power supply voltage

318 AC200V+10%. 50./60Hzt1Hz 3-phase AC200V=*10%, 50,60Hz+1Hz
AC220V+10%, 60Hz*+1Hz AC220V*10%, 60Hz+1Hz

BABREEEE

Max. electric power capacity

80

[ NS

Max. machine height

#3099 About 3099

EHArER

Max.machine length

#J 5060 About 5060

A AR

Max. machine width

#6450 CHEZEES=®) About 6450 (Including hydraulic unit)

Machine weight

19400

R - B0

ltem

{t#k Specifications

=S

Control unit

FANUC FS31i-PB
<Y HSNC GhEZ L AHliE) Komatsu HSNC (Hydraulic Press control)

il iE1EH R

Number of control axis

X, Y FvUwy - AlflfEE 48
THEES v TERENE 1%

AT CERIfEE: 3%

SHET LRSS 3%

X, Y carrage, Al control axes 4-axis
Lower direction tapping driven axis 1-axis
ATC control axes 3-axis
Hydraulic press control 3-axis

HfEERAMR BT

Minimum measuring Unit of control

X, Y Fv Uy IEBIOATCERE 0.001mm
Al 0.001deg
AEZLUZE#  0.01mm

X, Y carrage, and Al straight axes 0.001mm
Al axes 0.001deg
Hydraulic press axis 0.01mm

MITOI5 A
RARESN

Minimum unit for program setting

X, Y FvUwIEh 0.01mm
Algg 0.01deg

X, Y carrage axes 0.01mm
Al axis 0.01deg
TraES v JExEEM 0.05deg Lower direction tapping driven axis 0.05deg

SHEZLUA#  0.01mm  Hydraulic press axis 0.01mm

JOJ5LiREE

Program memory capacity

512kbyte

KARIIURDICD., FRFELFLEETDIIENHDEIIEZTTE TS,

Materials and specifications are subject to change without notice.

BSTDY AT L

Standard System

TSIy FERBINLY ME '
Z MY AICEBULIERI VI — RYRAFL T mEe

The standard system that a material supply
palette and a product palette were loaded

into a stocker.

5 H

ltems

Bl
{t#k Specifications

¥— bR by R

Number of steps at sheet stocker,

[] BEft#% [ 10ER(t4E [ 8 step function [ ] 10 step function

HEEE

Loading weight

ko/t (kg/step)

2000

BEES

Loading height

mm

260 (RF v FEHET100mmBE) 260 (including skit height 100mm)

U DY RRRE

Lifter up/down speed

m/min

6.5

S IN—DREhERE

Traverser feed speed

m/min

15

RMIRATTE

Work loading system

N\Fa1—L/)Vy RICKDRERE  Adhesion conveyance by a vaccuum pad

NFa1—LRERKE

Vacuum suction system

NUFaUAR

Venturi syste

NFa—L)y R

Vacuum pad

¢95, 328 @95, 32sets

O—5BEEE

Loader feed speed

40 (A )\—%55&)) 40 (Inverter drive)

O—5BREnA0

Loader drive method

SvOSEZA Y. A VI\—FERE)

Rack & Pinion, Inverter drive

1#EDHER

Sheet pick up method

YHIRy hJO—%. I7J0O—. RITEERRE

Magnet floater, Air blow, Waving function

HELDHRAIS TN

Sheet pick up miss detecting method

O—SRHAC K DIRERAAGR

Material thickness measure system by roller insertion

2B D B DILIE

Process at the sheet pick up miss|

DREEM P Z REOEHRDEL .
IR DI 77 5 — L TELE

A predetermined number repeat and at 2 measure
suspend movement separate by an alarm

FMAIERD/ (Y B

Positioning pad method

MEROEER/ Y ROX, Y2HEEEEICLDHR

System by X, Y 2way movement of a pad for positioning adheion

fiIERD/y B

Positioning pad

@95, 2ty N @95, 2sets

RERHTA

Product carrying method

95 VINICELBIBEHHEX  Hold conveyance by a clamp

25V \(EE

Number of clampers

& (set)

3

7YO—5BENEE

Unloader feed speed

m/mi

40

7VO—55EAR

Unloader drive method

SyISEZAY, A V)\—%8RE Rack & Pinion, Inverter drive

J—UYiK— AN

Work support method

TS5V AT w bOUANT  Brush system slat conveyor

T—0 9 ik— MEEEE

Work support feed speed

40 (A VI\—58&)) 40 (Inverter drive)

BEBERE

Truck feed speed

15 (4 > I\—5EF&) 15 (Inverter drive)

Iy hRERR

Pallete up/down method

SHFED 74 Hydraulic lifter

SHEY 7Y BERE

Hydraulic lifter feed speed

2

Rpiass S IS

Products loading height keep control

HEIAA v FICLDEE LE—TEHIE  Loading height keep control by optoelectronic switch
1

HEY 7555

Number of hydraulic lifter

BAY— KX

Maximum sheet size

1,250 (Y&#) X 2,500 (X&) 1,250 (Y-axis) X 2,500 (X-axis)

BOY— (X

Minimum sheet size

500 (YE#) X 1,000 (X&) 500 (Y-axis) X 1,000 (X-axis)

HHIRE

Material thickness

0.5~3.2

M E

Suitable Material

SPCC, SECC, SPHC, SUS, AL
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BEMJISY AT L

Micro Joint Separate System
So/0Ya4A Y MIIENnrEm
Y—hCEHFTEST
So0va«ary beNNL—-FIATA
The micro joint separate system
that every sheet removes a micro

joint processed product
automatically.

BEE([ZGT330004!

_

_ [ 8tk [ 105:&*% [] 8 step function [] 10 step function

kg (kgistep)

_ = 2 including skit hei

oSREEE lferudonspesd  [mmn] g5 o

_ J\Fa1—LJ)\v RICKDREREZ  Adhesion conveyance by a vaccuum pad

N\F21—LFERBE  Vacuumsuctonsystem | — [  ANYFaUBK Venturisyse |

_

— s Q%EEIJ Rack & Pinion, Inverter drive

[1#ExbA®  Sheetpickupmethod | — [¥¥%vyh70-%. 17’7 . /\47 l/—57 jﬁ)‘ﬁU Magnet floater Air blow,Vibrator, Hem p|ck|ng

—

ﬁﬁﬁ?ﬂﬂf’é“ﬁ@ﬁ%ﬁbﬁb A predetermined number repeat and at 2 measure

SHRDIONE ORUIRHI DB 7S — LA TELE  suspend movement separate by an alarm

?MEERUN \°‘y R Positioning pad method | —  |ERoORERCy ROX, Y2H5MEEIC LB  System by X, Y 2way movement of a pad for positioning adheion

(MIERD/Cy K Positioningpad | — | 99, 2By I\ 995, 2sets

BERMHSE  Productcamyingmethod | — [ 00000000 OS5Y/NCABEBHEX Holdconveyancebyaclamp |
T - S S

S

SyvI8EZAY, A V)\—%E8RE) Rack & Pinion, Inverter drive

F40vIJ> ‘Dﬁ*ﬁ%’ri}] —7")11 Sideways movement table with nylon brushes

Process at the sheet pick up miss

Elﬁﬂl
7J|:| Q?s’EJJEfE‘ Unloader feed speed
—
D=5~ 5% Wor supportmetiod | — |

AREHEE Truck feed speed
R FRBAR paleis st | = | w5 et
DT SBEHEE  Hydraulo ifer foed specd —
SRS SISHE  Products loading height keep control A wFICKDEELE—FEHE  Loading height keep control by optoelectronic switch
JHEY 7558 Number of hydraulic lifter
BAY— AKX Maximum sheet size 1,219 (YE#) X 2,438 (X&) 1,219 (Y-axis) X 2,438 (X-axis)
500 (Y##) X 914 (X&) 500 (Y-axis) X 914 (X-axis)
(BLZHOY 34V M) \U—SEB#EREE 914x914)  (When using the micro joint separator device : 914x914
o0V 3AY M MIRO (RIA) =05V TTHES i .|stcom o?ea An }he qummgnﬁ v;mch Frasps both .sngﬁs o(f the m|%(o
(ATt EFBEIS). ZRISEOY. BRIKOREE | doun m%v"e”r%eitiz;émﬁi? 203 ybrtaion more than ot
. B ERIREOB T DEBICTHEMR TS sides and separaters the balance tambour and a product.
BRI, BEEI5 Cavity side 5 sets, movement side 5 sets
I7INA TU—YICKDIREID ST, Vibration separation system by air vibrators Cavity
Ejﬁtﬂlm—t $§,§)j{ﬂ|j4it side 4sets, the other side 4 sets

100mm>< 100mmL‘,u: Over 100x100mm
—

BYY—rPaX Minimum sheet size

KRIRE Material thickness
NRME Suitable Material

=oO0vaqarhb

vN\L—%

952 TE Number of clamps

=o0Y31> b Micro joint remove structure

DEtES

o5V T@HE  Clampyield | — |

—

—
==

Micro joint separator

%QEJ— NMiLFABERE  Caring sheet supply function
BAEHES Maximum loading weight

BEY—HtPA4X Caring sheet size

BTOSY AT LA
Take Out Separator System
Ev*>o7r0-5 &aait31FI\L
TAOF7 O MENL—FIRAF
The take out separator system that a picking unloader
and a auto separate palette were Loaded.

v MEEUT:

*Z_'E ﬁ&nn Standard equipment

O£HISYT—TJIL @TEtLvhY-IL OHBEIEERE ORRTREBHHIGRE
OF>—1=vh @FRN-I-—RU—-4F @ZEEMEEVIL @HNRALDDORLEYIYaVEE
OEFEREMKE  @FENLE OLERE (XEVEEGA) 512kB @BHFERHUANKE
05 v IJITERHRE  @YHU—UBEERHRE O ZER5EM OFy JIURF

@Standard blush table @Setting tool @Automatic lubrication unit @Special lubrication unit for tooling  @Chiller unit
@Bar code reader for tool registration @Software for tool life control system @Suction function enable to eliminate slug pulling
@Automatic power off unit @Short circuit breaker @Memory capacity (NC tape 640m) @Auto-Change of working refference

@Detector for tapping tool broken @Detector for sheet position to the Y axis working reference @Safe guard @Chip conveyor

FTIvay Optional equipment
QIEEERRE OLAtLISY (UzA)

@Customized painting @Slug selector (2 way)

FERIDEER
Tools registration

AXITFIRA ATia—5
Maintenance Scheduler

E—3avE
Motion set up

14

15
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