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HOOP THICKNESS MONITARING DEVICE OF STACK HEIGHT CONTROL SYSTEM

FASTEC SYSTEM LINE




What is "FASTEC™?

FASTEC is KURODA's revolutionary Fastening This technology was developed into actual

and Skewing Technology that allows assembly working machinery by KURODA, Japan's lead-

work to be done inside of the die during ing manufacturer of precision machinery. “FAS-

stamping. TEC" (Trademark reg.) stands for Fastening
and Skewing Technology.




FASTEC can offer you / {Gost savine]

Following is a typical example of working with motor core lamination dies, illustrating the cost
saving benefits of using the FASTEC system over a conventional system.

| Press | | Press |
l J
| Chuting | | Conveyor J All processes, including: press work,
chuting, and welding or fastening,
STATOR | Packeting Take-out | are carried out inside the die,

eliminating the need for the chuting
to welding or fastening processes.

| Welding or Revetting |

| Winding ] | Winding |

| Press | | Press |
| l

| Chuting | | Conveyaor |

l

] Packeting Take-out |

ROTOR I Skewing | # Packeting to dummy shafting
1 processes can be aeliminated.

| {Dummy Shafting) |

l

[ Die Casting ] [ Die Casting l
|
| Shatting | | Shafting |

Savings in labor and cost when manufacturing a set of cores

Conventional system FASTEC system

Almost half because the inner-
processes are automated.

Mumber of
Qperators

Cosl
Labor cost and expenses for

the inner-processes are greatly
cut down.



FASTECs SYSTEM

The FASTEC system consists of the dies for stamping and stacking core laminations and the
control box for setting following functions.

FUNCTIONS

FASTEC dies incorporate automatic fastening,rotation,skewing, counter-
boring and rotational skewing functions to manufacture core laminations
efficiently during a continuous press run.

1. Fastening

2. Rotation

3. Skewing

The die forms convexity and concavity
an the lamina.

When the convexity are pressed to
the concavity in the stamping-out
process, the upper and lower laminas
are fastened. When the required
number of laminas are fastenad, they
are separated with a pierced lamina.

If laminas with slightly different thick-
nesses are stacked, the shape of the
products will differ from the design.

To minimize differences caused by the
thickness of each lamina, the stamping
die stamps out the material while rotating
at intervals and then, by stacking the
lamina, quality products free from inclina-
tion can be producad,

Rotor cores are sometimes skewed to
improve the performance of motors.
The FASTEC die serves to skew the
lamina at any angle when fastening
rotor cores.

You can choose between the
mechanically driven skew and the
step-motor-driven skew according to
your reguirements.
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4. Counterbore

The rotor shaft of a motor requires a bore with
one or two steps to accomodate the bearing,
The FASTEC system is capable of counterbor-
ing by simply presetting the numbers of
lamina of &, B and C.
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5. Rotational skewing

This process is a combination of 2. Rotating
function and 3. Skewing function,

This patented Rotational skewing high technal-
ogy has been innovated to produce relighle
products.

All die functions are controlled through the
control box,

STACK HEIGHT
CONTROL SYSTEM

The thickness of hooos u=ed o stacking lamina ferd o
vary. This resulis in an emor in fhe thiciness of finished
poducts even if each peoduct is composed of the same number
of stacked lamina

The stack height control system consisting of 2 kamina thickness
measuring sensor and @ contol unit equipped with CPU senves to
elminaia this theckness enor in finished prodocts fo attain e
designad thickness independently of the cifferences in matenal
higanass

stack height

l Intended

hick case Thin case k

Wide range of parameters for controlling
the FASTEC system are available:

The FC series are equipped with lamina
counting/control  functions. The HFC
series are equipped with stack height
control functicns, etc,
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Super-precision machining technology
is the basis of the KURODA FASTEC SYSTEM.

CNC Wire Cut Electric Discharge Machine Sur:\ar:i’;ra;:ision Jig Grinding Méie

KURODA's unrivalled metal mold technology
will put a fresh new look into your products.
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STACKING HEIGHT CONTROLLER O:Standarg
#* :Optional
Controller model number KF IFEEU'FGEM FC30 FEEEI\'J' FC4 | FC50 |FCS0W FET[I|FC?EHH HECTO |HFCTOW
Single Sl el el Fa ekl | nela il L ialtll sl Ce il it o
NIRRT TN bl - -|o0|-|o[-|=-|0o[-[0o[-|0©
MNumber of laminas S ol Eolielie el el e ekl el | e
Height control | Stack height measuring | | * | * | % | % | * | * | * | | [ O O
(Option controller) HC5S |HC5W| HC5S HC5W | HCSS [HCSS |HCSW| | |SelectSelect
Controlled stack | 2(Stator, Rotor) =10 GO [0 | 0 O OO TOHEGHIHE
height per row | g(Stator, Rotor & Other) = en el Een e B FEE D] ek [E e @
PRterehaR 2 slepslehafthole & tecesses) | — (O (O (o |0 |o|o|o|Jolaoa|olo
hole recess 3 stepsishaft hole & 2 recesses) | — | — | — | — | — | — -|olo|lo| O
Inferlock signal | From aircylinder'sensos | — | O | O |C | O |O | O |O|O|O |0 | O
to press machine | From die rotation sensors 2 Pl = | = e B | a | SElEERiE
Sien motor One direction o|-|-]o]o|-]o|]o|o|lo[o]o
driven skew V-shaped skew -|=-|=-|-]1=-]=-]-|-|0|lo|o]| o
Plasma display - |[=1-T-T=-T-T-T=-Tolelal®o
Dimension of controller box A B|C|B | C B B c D E D E
Dimension of option controller box = EEE e rE N Gl == =
+#1 : FC series | Controlled by number of lamina
HFC series . Controlled by number of lamina/stack height in one box
HC series : Optional controller to add stack height measuring device onto FC series(iFC & HC come individual

stand alone boxes.)

%2 Combining FC series with HC5S/HCSW have limitation of controlled stacking
heights by 2 even FC has 3 heights function.

#3 . System Al(Roller contact) or system Blnon-contact] measuring device are
available with HFCT0 & HFCTOW.

<-4 | Rotor shaft hole recess functions on rotor only except three parts control
on FC70, FCTOW, HFCTD & HFCTOW.

+5 . Controller box and option controller box dimensions(W x Lx H):

A
B
c
D
E

200 400 400mm
« 400 > 400 X 114 0mm
* 600X 400 > 1140mm
© 500X 520 1140mm
+ B00 > 520X 1140mm

Stack height measuring device

STACK HEIGHT CONTROL SYSTEM

Coiler

Leveler

Air cylinder for separating the core

SystemA(Roller contact)
Dimensions(W > L):

Single row : 450> 630mm

Double rows : 600 1140mm

o

=FASTEC die

Press maching
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FC HC5S HFC Conve
Series HCSW Series rter

FC series +HC5S/HCSW or HFC series . System A of Roller contact
HFC series +Converter : System B of Non-contact measuring
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