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or many shops doing high-speed micro-

machining operations, producing a batch of

parts involves an operator tied 1o a2 machine
making one piece ata time. Based on this scenario, la-
bor costs abouwt 3.400min, and machines opetiie al ap-
proximately 50.20Mmin. 50 an §-hr day of this one-up
produsction rans around 30.00min. Bach processing,
however, can Improve IEELE CSOuRs.

With o |-'|l-'51.‘ machine table dnd the .—i11'|1£ wiarkhold-
ing, a shop can batch process parts unettended, duning
8 second shii for example, o reduce both labor and
machine costs, Largs wble sizes also Izt shops handle
unexpecisd emergency machining razks withour diz-
rupting régular workflow,

Batch processing. or batch machining. on large ma-
chine tables reduces operator interveniion by accom-
modating sizable “blanks.” Cyvele times for full
beiches can then coincide with an operator™s shift, al-
lowing him to load abatch in the morning end attead o
other duties during the dayv. At chifi's end, the operator

m]::mF : " '. e |:|| hining loble removes the completed barch and sets up another (o
parnered with the right workholding system. run usantended overnight.
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boteh-mochining setups and changeovors.

In the moming, the opersior removes the overnight
batch and starts another. One operator does two shifis’
wiorth of woek, bat this exareple reflects an ideal situa
Lion = the machine operating unatended for most of
the workday and at might. While this may not fit neatly
into every application, the closer a shop gets to this
ideal, the more efficient and cost-effective its opera-
tion, Also, the shop must identify alternative labor
fonctons to (1l the void left by the operator’s dimin-
ished production role.

blanks but also combinations of workholding
systerns for high-speed batch mochining.

f_:l.'l:l'r'-tml:u'. ChEre ane rany 'LL'L'IIIS\.hi:Il.:iIrIE.'\'l'lJrhl'i,l.|1d
dling touls available for binch machining tht are oflen
ased in conjunction with one arother, Howewver, some
aptimize batch machining better than others.

For instance, low=-cost manual pallet changers, such
as Datron Dynamics” Quick-Pallets, combinad with
pick-and-place grippers and large machine tables, offer
optimum micromachining baich processing. Quick-
Palkets let shops change workholding setups in sec-
onds and use & vacuum o secure the pallets, which are
keved (o a Mixed positon oo the machine table.
After i:-::mp:cl'ir.g n batch, Cprerators remove the '|'.-||||-e:t,
zlean the table surface, and install & new pallet. The
system s lightweight pallets work well for different
wiorkholding applications, including preumatis short-
stroke clamps, vacuum plates, and blank panels for
sustom-workholding solutions,

Teaming Quick-Pallets with pick-and-place gnppers
lets shops machine along a part’s circumference and
face. Grippers pick up parts from pallets and secure

them kndih (and Sthi-axis positions for such machimng.
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like Dotron's Yacumate, oplimize
batch-machining operations.

Some economy-minded shops try toin-
crease efficiency by adding automatic pal-
costing frem 510,000 ta
20,000 — o thewr machining centers.
With these pallet changers, operators ex-
change freshly made parts with a new
blank v facilitate continuous machine op-

eration and redece machine-idie ime. Un-

laf changers

fortunately, anjomatic pallets can kesp op-
erators at machines. In the long run, a
company may spend a great deal of money
without fuither avtiomating its unatiended
haich processing

Like awiomatic pallet changers, robots
involve substantial investments in money
and time, Besides the cost ol a machine
tool, ndding o robot may require another
SA0L000 o 40,000, but they do save
||||.l|'.::. if |.'||:!||:|:|;."|'|h5~..

Rather than simply programming robots,
shops must teach them tasks, so there's sig-
nificant setup and preparation time for
batch processing. Addationally, a robot’s
size and shape can limit 1% sccess to o ma-

chine wol's work envelope. Lastly, shops have to pres-
et robots with the paris o be machined, which often

mieans developing a costam=designed magazine thar

continuously feeds parts to the robot. CT

High-speed batch
machining with micro tooling

invehves mils ond drills with diometers of 0.250 In, of
lexss, nunning o high rom. Typica micromachinng TG
systems sport high-frequency spidles fuming ot speeds
from 6,000 fo 40,000 mm for fast feedrates that produce
significartly shorfer cycle firmes with inflcate workpleces,
o8 wed as superior edges and surface finishas:

Datron Dynamics” machines, for example,
gccommadate high-speed batch mashining with
60.000-pm spndles thot produce low force, feediafes
up to 1,000 ipm, and quality surface finishes with
tocling D.250 In, In diometer and smaoller. The
machines’ environrmentally friendly Ethanal-hMist
coolart systerns also enhonce surfaca finishes and
efmincte secondany processes ke debuning
and degreadsing.

Cther mochine fealures, such s Z-Comeciion
prooes and automatic tool-management systems,
along with the company’s Quick-Pallets and
Vocumats workholding systams et shops batch
machine paris inlights-out proguciion. The mochines
ore wall suited for manufaciuning EDM alecirodes, hot-
stamping and embossing diss, 30 molds. and ropid
prototypes, Inaddition. shops use ihe machines fordb
preciEion engraving, preducing frent panets, and
machining outomotive and cercspace pars.
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high-speed spindle
botch mochines using
01 18-im.-dicrmeder
mibcro looding

VVE wWART WiEOLIR FEEDBACK.

Article of iniereng., Circla 118
Fovr produc o fechumion! ieformatioe on this fopic, . Clcle 119

EE '-'.""'--\.-T'--'-



