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@Enable to solve constructive machining defects of parts
which are unavoidable by Turret punch press working.

@Epochal-making blank machining centre with high quality
and accuracy.

Highest Productivity
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@Enable to solve low production efficiency due to many times
of setting up toolings on variety of production lot size.

@Function of scheduled operation enable to high production
efficiency with minimum stock.
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@®High potential machine for Value Engineering which are
enable to improve design to simple and to cut cost down.

@Multiple processing machine of Punching + Forming.
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Constructive machining defects of parts which are unavoidable by Turret punch working.
Komatsu original technology enables to solve this problems —— Advanced Technology in next generation.

24 hours automated operation without
preparation of tools for another lot works
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Over 600 hours operation per month is available by super excellent
equipments with highest quality and reliability.
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300 tool magazines All tool Al + All tool 3 inch
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Automated compact loading
and unloading unit

Work samples
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3 axis independent, synchroniset,

hydraulic servo controlled press headl.
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(1) Fool pressure = @ Punching pressure x 15%
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Auto-change
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Minimum burr No scralch
on bottom surface
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Minimum clearance
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Strong vacuum suction enable to eliminate slug pulling
by compulsion vacuuming. In case of slug pulling by any
chance, automatically machine stops by detecting function
without punching so that no defects on work piece.

Elimination of slug pulling.
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Vacuum suclion
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Stripper detector function of material thickness
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Detector of
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Stap without punching
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There's no need worker during operation 24 hours S{ELU.J:
automated operation is possible further. more than 3 time higher
Some customer a week non-stop operation. . MT #90%
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In recent years, multiple task and small lot production is increasing.
GT3300 provide the customer height productivity to respond to the need for frequent changes in the type
and amount of the produces.
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Working
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Turret punch press Gatling press
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Joint (_J_ff work

1,200,000 ~ 1,800,000 hit/month | | 700,000 ~ 1,200,000 hit/month, | | 2,000,000 ~ 3,000,000 hit/month
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No dead zone for machining by Auto

retractable clamps. All tools rotation 4
is available in any angle of 360 degree. B
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@Reduction of stock left unfinished results in used YIDEL Flanging & w7 Tapping (M8) ITUMARDERINES
= \ : : . Around blanking after
factory efficient and responded to shorter delivery time. ., — 10500 (M4) amboss working

@ Due to operate forming, tapping, bending in same machine.
It's unnecessary to check product accuracy and sheet slip.
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In recent years, manufacturers have to respond to more demanding requirements for shorter delivery times
and lower costs. Komatsu respond to these requirements through multiple processing which is one of the

features of Gatling Press Centre.
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Wide forming range (Stepped stripper)
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Added function of stripper thickness setting.
— Enable to achieve high accurate cutting and forming around
formed portion to upward or dawnward.
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Work samples
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Added function of auto-change of working reference.
— Enable high accurate punching and burring around formed

portion to upward or downward. AT BT
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Toolings
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Added function of synchronised moving of punch & die.
— Stable forming to either of upward and downward.

JN24F punch
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Samples for innovation in work methods
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Reduclion of welding process
Reduction of inspection process
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Welding of bracket
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To emboss
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Reduction of welding process
Reduction of parts
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Large bend

Laser work
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To forming
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Leverrer  Upward / downward buming

TED # D HIR
T AEEHR
Reduction of slock
Reduction of the cost for punch & die

Process change
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Tapping Small bend (10pcs) Large bend

Ow b X GAF = 1008, BA# = 20~30@/F i ((TEEERE,. FREEHR)

Production lot size ; Before investment = 100

Downward beat

Fwud + bkl
Tapping + Flanging

After Investment = 20 lo 30 pcs [ order (Mo need inventory control, Decrease of slock loss)
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Upward Z bending
[ Upward flanging

Fwd + bl LEbiEEL
Tapping + Flanging Upward flanging




CONCEPT

GATLING PRESS CENTRE
HhYLGTLAt % GT3300 |

Standard / Option

Specifications
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General views

®5Standard blush table @2 setting tools ~ @Mechanical aulo lubricant unit @Chiller unit  @Bar-code reader for tools registration
@ Softwara for toal life control system  @Suction function enable to eliminate slug pulling @Auto cul the power supply unit  @Earth leakage breaker
@Memory capacity (NC tape 640m)  @Auto-Change of working refference
@Detector for sheet position to the Y axis working reference

@Detector for tapping tool broken

@Flashing unit ~ @Safe guard  @Chip conveyor

33".?‘3! 3 2/ optional equipment

eEERERE ety Y=L (GBS
Sictl=iheN (X EVEIZA) 1280m
@ISERIEE=>

OHEMMEEN (UPS) @SIREENaiteEN
OHhRtELo® (BoxA) ®/\ 51 eEWTOIS= vy
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@Customised painting  @Setting tools (additional)  @Uninterruptible Power System unit  @Special lubrication system for tool ins
@Memory capaci't},r additional (NC tape 1280m) @Siug selector @Pat-lights @FProgramming unit
@Cyclone filter @Additional Work clamp (Total & clamps)
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Specifications

@ Tel. call monitor of alarm ®Warm-up unit

BT - Bl Machine specifications HEUI T 1225 GATLING PRESS CENTRE GT3300
BATLARED Punch press capacity kN{tonf) 250{25) GRIFEY—h &=t Hydraulic servo control)
A RO—2% Stroke per minutes min-1 | X#4 X-axis 500 / Y% Y-axis 380 (2mmE ¥ pilch. 6mmA -O—21 stroke)
WK/ FRE [{/F27Es =1 Hit per minutes min-1 | X8 X-axis 300 / Y8 Y-axis 250 (25mmt > F pitch, mmA FO—20 stroke) Eﬂ%ﬁ & EE Handling Sorting systems & the pictures
A PO=—218 Punch stroke length mm ' 49

2 RU U Stripper capacity kN{tonf} |5~40{0.5~4} BJ% variable (HES—M#H#Z0 Hydraulic servo control)
LA ED—2&RE Die press stroke length mm 20

RARENISS _ Maximum fI:'JFT:'IiI"lQ height mm LEE upward : 25. FEIE downward : 8
WA —F2UFIA  Maximum feed clearance mm 35
P At DR Maximum tool diameter mm @76 (5 Rectangle 10 x 75)
ATCH ATC — | 228TC + 288F—F{>F v DR Alltools ATC + Auto index
HEAT—2/3 /8 Tool stations — 300
T =T ILALHE Table spec — £H =2 7—) Blush table

AR E R Y2 —5
Controller for handling and

SRIATFZ
Tools maintenance unit

25 VTHIN/ 25278 Clamps | Number of clamps — I7P—U 5257 Air retractable (BRnESEHENT) : 5@

FARFURDEY., BEFEHIEET A LDBDET CCZCTIHEEL,

Materials and specifications are subject to change without notice.

v U wIEIHN Carriage stroke mm 1620 (Y§l Y-axis ! ATCERESHEST) X 2520 (X0 X-axis)
— : — : sorting system [/ Scheduler.
RAIMIARY X Maximum punching area dimensions. mm 1250 (YH Y-axis) X 2500 (X¥@ X-axis)
TR Minimum - Maximum sheet thickness mm 0.:5~3.2
iR iE i Maximum carryable weight kg 75
MTIRE (GRE) Precision mm 0,07
iz B 5 R Tool auto lubrication device = D Be equipped
iA=L RNk Machine auto lubrication devicej = £ D Be equipped
HEI=w FAElAT Cooling (Hydraulic unit) - AHe (FS=1=w RCLD5H) Cooling by chiller unit
PREEEZUETD Air pressure required MPa _0.5=07
(ERME Rated input voltage v AC200V. 3t 3-phase
! Z*C'ii_'irﬁ'ﬂ GRS Rated input KVA 50 Tools registration Motion set up
B {E=0S Height from floor mm ¥ aboul 3105
R ER Machine length  mm ¥J about 5205
ERA S Machine width mm #] about 5260 GHAEEM2E Included Hydraulic unit)
B EST Machine mass Kg 20500 OLERMARMTRU A 7> 3~ REHMISHITLERETT.

@Standard equipments and optional attachments are patent pending.




