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ABSTRACT

This papsr pressnts a general dsscription of singls and dual contact tooling systems, finite element analysis, and
discussions on the application of the system to the 5-head router machine which is in particular for acrospace components.
This study has been performed ag part of the development of the new generation 5-head router machine which iz designed for
high productivity. Such high productivity in ezsence requires high speed rotation and multiple spindles in one machine. The
high speed rotation may exceed a range in a conventional single contact tooling systemn. The conventional tooling system iz
resvaluated in comparizon with the dual-contact system. Finite element analysis uasing simplified spindle models comparss

major diffsrsnces in the two systems. Soms problems in the application to the 3-head router machine are discussed.
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Fig. 1 Deformation of BT type tooling system
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Fig. 2 Combination of two-face-contact tooling system
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Fig. 3 HSK type tooling system
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Fig. 4 Clamping device of HSK type tooling system
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Fig. 5 BBT type tooling system
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Fig. 6 Clamping device of BBT type tooling system
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Fig. 7 Mesh distribution of spindle end part
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Fig. 13 30,000rpm
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