LEXUS co.

Ultra High-Speed Attachment Spindle A L GTS

BMax. Speed of Rolation
: 60,000 [min"']

The Revolution of The High=-Spee
Small Diameter Micro-Machining I ataoua
;., adoplion of Ar-Cooling + Ceramic
—— Bearings. Excellent machinability and

B - machined surface  dccueracy - are
obtainable even for the small diameter

MHigh-Power 370 [W] + High-Torque
Equipped high perfiormance brush-less motor by which the sl
torgue property is ohtained throughtout working rotation 10,0600—
LU [inin | realizes high-power 370 W |

M “Zero” Rotation of Machine Main-Shaft
Since processinge 15 pecformed by ooly rotaton of s device without
rotating the main shadt of the machine cquipped AECGIS, the Tife of
machine's shail that equips AEGIS becaune longer and no change of
posilioning accuracy ciused by generation of heat will necur.

end-mill m Tmmy¢ or less of diameters.
M Spindle Precision

Spindle precision is within [[am)]
(Dvrmirine deflection socurey s dilsa
controllable.). Allew using marketing
standard  high  precigion COLLET
ER1l UP-EY11l AAARIL AA eic
(Becommend UP and move than AA
class, Correspond 1o Toolshank diam
Aoy = Gulmmg )

BLittle Generation of Heat & Vibration
This dewice is drven by the clectne motor, Sinee i's ool the speed
increasing spindle wsed gears ete., here are little vibration and
generation of heat on strocture, and a fne machined surface accuracy

i= abtuined. Also it allows contineation operation for a long time.

B Correspondence to Coolant

BEquipped Various Safety Protection Circuits
Eguipped the safely protection cirenits that functions suspending
rotation automaticaliv when the state of over-load, conling air 1=
blocked off and the number of rotation reached 64,000 [min'|

< The spindle for high-speed small diameter micro-machining
that aimed at machined precision equivalent to high-speed M/C.»

‘.’Exampm of Use (Small Dismoter High-Spesd Finish Machining)

{1} Polishingi(Crrinding): Attach an electrodeposition-grindstone 1o
the spindle tip part sa that vou use it for grinding.

4 Endmill Machining : High-speod cotting processing by the small
diameter endmill (Material to be cut and processed ; aluminum,
copiper, graphite, sleel for the strocture and resin ele,)

{3 Punching Machining : Punching by the amall diameter drill
(hletal and Nonmetal),

{4) Finish Machining of Molding Materials:
MNAKS0-TXD et by the endmill,

Finish machining nl

@ Appearance of AEG/S Attachment Spindle
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# Feature of AEGIS Attachment Spindle

{1} High-spezed rotation and high precision micro-machining are possible.

1} High-speed rotation hetween 10,000—60,000 [min' ],
B A clamp deflection precision : 2 [«m] in 30 {our measured vahe)

—-..-..-—

Grasping diameter ; Precise finish machining by the small diameter
knife within Gmm diameler,

{2) Bealized Energy Saving : Simee i drives by s built-in small motor
in the main body, remarkable power saving 15 realized in Gnish
machining ol the smal] ii:—ﬂi[l}[]lrl.hl'l':-'mill_l.: |-r|r||uc|.=~.

{3 Adoption of Targue Pricnity Tvpe Motor : Bealized mas. torgue @ 588 [Noem).

{1} Adeption of Compact Power Unit : External dimension 28hmm
F0mm1Y = ddmmH

- Puwer supply is ACLO0Y
It frecueney 50 RHZ)
= Cooling air{Recommend
.3—40.0 MPad

(3} We correspond 1o mannfachire
varois tvpe of Taper (BT,
HSE ete.), and pleasze fee] free

lo contacl our  markebog N - - SO

divisi.




& Bench Data of Processing Machining - Proof Material (Endmill Machining data of the mold material)

MNAESD=16
ATOTH =12

)

NAKBO [zoommir.

UpCut > Surface Fault P -nﬁll-l-ﬂ';-"'r
Rz044 | =7 -=3

Surface Fault 4 Endmill Machining Date of Quenching Cold Dice Steel

Rz0.46 T (Data were provided by Katayama Seiko Comparation, : hitp//

= . www. kitavama-corp.oopy

+ Parpose : Verifv whether machine being done by high-speed
M/C can be processed by genemlbpurpose MJC or nol

- Material @ SKD11 (HRCS8E2), Work Configuration @ Bead
Muolding.

¢+ Companson with the conventiomal machining (the following

=] indicates anly fnisl machining)

' <2 0T - Ultra-hard ball end mill (Coating) : R0.2
Surface Faull | .cimenmons

+ Ressull -
Rz0.80

Even if machining work cempares with the conventional high-
spead MAC, it is in tolerance level, and the life of 4 taol was also
equal, Since machining time is much less than the former, it was
evalivited that efficiency of an attaehment spinclle was fully

S00mm, Lancing =105

& Groove Machining Data of Quenching Cold Dice Steel
(Data were provided by Takahashi Tebmia Co. Lid, hotped Ssowew tekniaco.jpl

Surface Fault | jumre—snwne expectable
Rz0.68

T | AEGIS-AB0D-BTI0 | High-Speed M/C
| No.of Revolution [min) | 50,000 32,000
Feed : F {[mm/min) T80 500
Lancig [T-chrection): imm 0.005 0.005
Diegree af Suriace Faull |7 (Visus! Observation) | C) (Visual Dbservatien)
Tools Life £ Single-use tool) | £ (Single-use tool )
Machining time: jmin} |~ 98 158

< Purmpose 1 Tooverify whether comventional M/C wsing attachmen? spindle can perform machining work thal was processed by conventional

MSC, and 1o verily possilality of shorlening machining time.
* Material : SELDT (HECBL or over)
< Compirison with conventional machining (the following mdicates only the finish machining)
 Ura-hard solid malding end sl (Nom coating) < BO.Z (by down cat)
+ Length of machining groove @ 143mm

- Result @

When oor attachment spindle was used, user decided W purchase by obtaining the following evaluation = The sarface full degree and the ool
life are almost equivalent levels, and effect of shorening machining time can be considerably expected (Actual perchase was BT40 typed. (In
actval machining, there are groove machining of 30 or more per product. 18 hecomes 20 hours intotal when making it to machining time. —=
expeeted Lo b abioul 2hoursy 1 ks considered more than equal in the past about the ool Tite, (I is uncertain whether there s an effect of tye
extension of the longevity, Decaase i ended e processing in five grooves Dis Gne.

| AFGIS-ABOO-BTS0

Conventional MSC

Ma. af Bevaluticn {min)
Feed : F (mmy/min}
Dagree of Surfac Faul
Life

Wachiing (e pa one g, [T

Tools

50,000
250
0.1
3 (Visual Observation)
i) [Equal in the past)
3 min.20 seconds

5,000
15
0.05
(7 [Visual Observation)
0

over 40 min.

Mote - Design and specification are subject to change without notice.,

Creoove Cross Section
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Phone ; +81-58-384-9687
Fepail @ lesss. oo, @yt enet

Fax:+851-58-384-9458
UIRL : hittp:/ Slexusvricnet




