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ABSTRACT

This paper describes the design and fabrication of an automatic alignment and loading system for workpieces.
To move a workpiece to a chucking position of a machine tool using a gantry robot, an automatic aligning
device is required to load the workpiece before machining and automatically align them. The automatic
alignment system was conceptually designed, and the structural analysis was performed for the main parts such
as the top plate, center support, front and back support, and support shaft. Based on the structural analysis
results, the size of these structures was determined. The automatic alignment system was manufactured, and the
vertical movement characteristics of the workpiece up-and-down movement device and the rotation characteristics
of the workpiece rotation device were experimentally examined. The result has confirmed that they operate
normally.

Key Words : Automatic Alignment and Loading System(AtSHEE 2 MR ZX|), Workpiece(S2H=), Finite

Element Method( ®&F2 4% ), Displacement(?|), Stress(S2)
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(a) Analysis lines  (b) Structural analysis result
Fig. 3 Structural analysis result of automatic
alignment and loading system
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