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A study on the Design Technique of a Process Integration CNC Lathe
for High Productivity

Jong-Kweon Park”, Dae-Bong Choi, Joo-Ho Hwang

ABSTRACT

Industrial products are getting more and more complex. The number of parts or components and the variety of
manufacturing processes are increasing. This leads to rapid product oriented machine tools. The process integrated CNC lathe
is one of the these machine tools which can produce numerous parts and various machining processes and reduce the lead

time and non-machining time.

Therefore this study deals with the design technique of a process—intergated CNC lathe which can reduce the tact time
and production cost by the speed-up of the tooling system and the high-—speed machining oriented construction of 2 spindles

and 2 turrets.
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7HFEEAA
P Fesg

Table 3-4 7/§&7])% 9 WAk (Total Product Capability) & 3}

8] =2 = 7HHEL E%

2 & 7NE 21 A Aiz= [Aas L] B
7HE & = (/R 15 18 18 Fig.3-13
A FHH%) 100 120 120 i

5 SHES

& A 100% 240% 2.4

4.8 =

2 ave 3 A gy 2o s E 5 Aok 4,
FEFA 28] Anke] A T BHZA
(1) B A71Fe 713FHol Aoz Jgs=ln Fd4
& Fol7l HAsh 71Ae AAAH T4 & Slant Bed(dddeg.)ot A1,
2 Al 25F&de A - RjEBY T2 AAT F 6FAAUF
FAlAO]) 7lFoR A2dE AR
(2) o14% Aol e FA 2 FrAAN HEEZE dgen,
714 FA A7 E L FHEALINCEH)TH FFUe olFA LY
(X, Z&) tololl ol FAREE du, FrA7FL FHCH)Y
s AFe AAHHEZHE AL A2FEF ] o] FoAT R
3ty B AFAE A1 25F% Alojol FZE9 Loading/Unloading
o] olFojA mAEY HP/FE +IPY + AXRF Hch

oz 1B gaRddd Y AFARN

(1) A1, 2% AN 2" DDS(Direct Drive System) %22l
FEUFH (Built-in Motor) 224 56x10° DmNE HEZ 47
3o

(2) ol& M= Qo= Zb syt HES 04712
Kgf/em’Z 71#8d Ul A+E Z2Fs4n olg Bz F
o)F4E 20m/ming EEE ZF o]& %9 Ball Screw ¥ Servo
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