AUTOMATIC RECESSING HEAD
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RAOINTROSMM A= RF YoYU AW Automatic Recessing Head | RH

Minimuem Machining Diameter of 3 mm
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Uty VIRNGS mm

No need for circular curve cutting!
Minimum recessing diameter of 5 mm
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Achiayes perpendicalarity of 5 pmdslide movemam of S0 mm

willh high-pracision grinding.
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Cutting Peed and raturn are autamatically periormed wsing NG commands.
Oy tha barming force of 1he maching's spindle supplies lned povwer.

S5 Hioh precision
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Fepeated machining accuracy = 0H
Perpendicularity 5 pmvslide mevement 50 mm {no load)

T HBERY Versatility
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10mmigETODIT—r0d
T—ZCEHETIEAO Y EH SR
TROPIER AL - - ERT R
Minimum maclining dismeter of Smm
Facing up 1o 10-mm widih

Thiree types of head aptians are aallable to mateh different workpleces,
Commercially produced Internal grocving tools can be used,

FLEEEH: PB1~83
Detailed explanation; pages 81 fo 83

(RO
Positioning pin
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360 adjuslable
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Collet
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Alloves wou to change the bar diameater
through vanous collat sizes
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Fina-tuning block
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Alkavs you o perform fine-tuning of
e machining diameter,

RIS

Holder
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Allives you to freely change prsfion
wiith the dovetall gromve strictare
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TR E _'> Whan the machineg spindls bagins lorward
(_ A (_ rofation, the slides apsn aulomatically.
Tha.s.lldas ng.II'.I opEning up .1na miven
pasitian (reguiring manual dimensional
adjustment belorehand). and than closs
alomalically as the spindle conlinees

Tarward rofation.

When the slides almast return to the start
paind, 1hey ara sal in neulral and then
comnlinue air culting at the origin position.

When operating the head again, engage
the clatch by rodating the spindla in

ravarse; the lood perdorms tha same
=R Modsl EE  Spead oparalion with the spindle rataling
Tarward,
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BT50 * Sag page B2 for an overyiew of the
raling prooedines,
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BT40 -
BTS0 -RHT 0N AfEEER  Ouad spand
Uy A THE (mm)  Racessing diameter (mm) ¢5-¢ 150
ARO—4{mm) Stroks (mm) 05-10
STEREIERER (r. porm)  Allovabh rotaticesl frequency (pm) 380
BEOINE@E  Feeding shift SEEE  Thee-apeed
HEOELFIEWE(mm)  Repelitive stopping accuracy =0.07 (BEES7E08)  + 0.0 {at no load)
HE (O HE) (k) BETSD 95
Biody weight (with shank) (kg) BT40 71
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Repeat these steps
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—RTFuHsUbw gAY RE)
g Diameter of 5mm M IBEODS

1. Switch tha haad maode to Manual and move the slide to the maximum
diameter pogition, and then adjust the stroks while checking the scale of
the head bady.

¥

2. Set the machining diametar while maving the holdar with the tool pre-

satter.
3. Switch tha haad made to Auto,

¥

4. Adjust the phasas of the drive key and pasitioning pin and mount the head
on the main spindle,

4

5. Set the number of feed ping.

kS

e 5, Rotate in revarse at S0rpm for 5 sacands

¥

7. Mawe tha blade edge {in the Z-axis) ta the machining position.

L 4
E. Perform cutting feed and return in forward rofation (set dwell tire based
an the main spindle speed and the number of feed pins).

B, Heturn ta the origin and stop,

10. Travel in the Z-axis, arlentation.

L 4

11. Tool change

v

L— 12, Tool change

| R AEBUHA
< ]

* This machina daas not move at a constant spaed.
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This machine adapls a mechanism whereby the blade edge is moved according to the x-direction component of the retation mavernent of an eccentric pin (crank pin)
anly. In the figure ta the left R: Ezcantricity (half of the stroke setting value), Point 5: Blade edge start point {erigin, Paint M: Maximum blade edge moving point.

The crank pin ratates clockwisa starting from point 5 and goes throuoh paint M, and then returns ta point 5, theraby making one round frip,

Mow, assume that the crank pin at paint Pr moves o point Pz by one rotation of maching main spindle 1 and, accordingly, the blade edge moves from point o to ya

It the crank rafating angle per ratation of the main spindle is danoted w, the travel distance of the blade edge y when the spindle rotates n timas i y =R = B cas w-n,
Therefare, the feed speed at that peint {travel distance per spindle rotation) is: ¥y =R w sin « n, That is, the speed follows a sine curve and changes sign every second,

* The machining time is constant as far as the speed pin is not replaced, regardless of the stroke.
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RH (A—F¥FvoUtwvirwdaw E) RH (Automatic Re ng Head)

B NTiEDS Minimum Machining Diameter of 5mm

800> AHESEM o
"~ Body model constant
Th= % (SETREE)
ENDE O F Ok {rpm] {Actival travel time)
Mumber of fead pins Main spindle spaed(rpm}
T 10MISH  (rmm)
to 15seconds  (Time allowanca -
FEAREREE  standard speed 1
T+ Tel e JL) 2fE3EE  Double speed 2
=T1+T2({lk— Total time :
( ) AfEEE  Quadruple speed 4
F4~1iERR (838) Blade size table(reference) -
1] WEF S
e — B OTE Apglicatabe ip
Manufachure Code Minimum | & | L [ o L
nlgdunmu Cods t )
i diamelnt e
CGRR-0018| 20 16 | 160 10, 1.5 20, 25, |
—— GoXA-0020| 21 [20 [eo|  [aD | i -
fotiided 10, 1.5 20, 25, a| | : ol
CeEXR-0025 3z 25 | 200 2.0, 3.5, 4.0, 45, |
5.0 ! T
S FOLS118R| 20 |18 |
Mi:;;;;ﬁrﬁs FCLE1208| 24 20 || er |2s32.38 b
G EE 25 [250 LN
HuRE v s R15401-16-3] 20 16 [150 1.1,1.3, 1.8, 185, ;
20397k R154.91-25-3 as o5 | 200 R154917(215, 265, 3.0
Sandvik Cormant R154.91 -25—5| 3.15,4.15,50
AT ¢ )
X :
A=ty T WS "R
Ko Minimuam B 5 H T L L = L
Manatactare | Model [ A . Material
0 B o8| , [4 [15[s62 |22
SEN 1 10 = 6 | 2 | 55| 25
3 17 ; 10|10 | 3 | 100]100
" ooo 5 1.2 2B |18 ]| 48 | 15
A2 P H— oo | &5 |18 25 16| =0 | 25| SKH
el 5] o 18| & [as| 2 |52 | 26| {MA)
Ihanger 4G NS - {High-spaed
[Sitzertnd) 1 11 2 [=] 23|66 | 28 sleed)
2 13 EE 75 | 26| 64 | _
g 17 25|10 | 10| 3 |00
] 17 3 (0| & | 4 |80 20
N =7 |seldi2 10| 5 |eE] -
tNEIEEEEE Cutting test data p——
EHH (JIS)
Wiork materials[J15) S45C 55 FC AC2a-F
[PET ]
Weitple dameter 54 174 270 130
NIm=
Machining depth = = G :
AR
il SKH4 SKH4 TU-20 TU-20
TEIEE (m/min) R
Culing b a2 B5 =10 12012120
EREER (rpm) a0
et 200 115 20 300 - 30 - 300
ZO0—2
Sk a5 & = 3
&% DREE (p)
Fed spiediph = H = 2




