§ELIRZINBONY., FEHLEETLIC D EOHETOD

KOMATSU

AVVER S T140-0013 BETER | IEELiHe-
Komatsu Industries Corpration

Urbanet Minami-Ohl Blag.

8-3-7 Minami-ohi, Shinagawa-ku, Tokyo 140-0013 Japan
Tel: 813-5561-2814 Fax: 813-5561-2909

3.7

.y

THETFZL

@Materials and specifications are subject lo change withoul notice

F—I{>3y MEAH#E L TELO3-5561-2815 FAX.03:5561-2877

O AL (000

_...__.

AC SERVO DRIVE PRESS-BRAI(E
ACY=FKRF4TTVATL—*

_— .-'

53 |
| i TR ‘.
—

.1 f I

SNy, T"‘i"’-‘mﬁﬂmrﬂm

iT'-

Mk

F"”’ﬁ;

- "'_'.I-—:H =

Sy

L




mﬁgﬁaﬂﬁiﬂi E}\ CDHEEﬁ The Challenge of Indeterminable Fluctuating Production m
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} e 7 Inthe manufacturing sector of today, both production lots and delivery
B e dates are uncertain.
L i e P, || Unlasg the satling up _th_q_ is _s_hgrtanad“tha Iaad-tima fn[,p_rgsg -brakes
[ | e cannot be shortened. The PAS Series already features outstanding |
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been added “external’ setting up environment, and it offers an RY—RE-SEH
‘ \Aliﬂnm mnlu g
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High Productivity Ultra Precision Press-Brake With an Open Network Environment BMERTLATL—F
Hydraulic Press-Brake

BAIF DT DZERE netual condition of bending

Low
TURT L —FOFEREELDHT N27%

The rate of operation regarding PRESS BRAKE is 27%
13% _ P g G E%H

in average. EXEN %@ _E p——

Setting up
_procedure improved ﬂ Safe operations
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Bending process analysis, input of data
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Tools changing, efc.
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Accuracy adjustment
peration . -
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] v High d Reduce material Ml Reduce electrical |
TR XUy K e

MEX/ FRER Y FR B DR R 255

The drastic shortening of waste time in total process is required.

Innovative Functions and Cost Advantages P8/R.T P.T BT
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Setting up
procedure improved

AL sShorten in-process inspection time

SIEDEEMZRDT.

| ’%’0.) ‘
% R—IVAZ U 1 EEEHC K Y,
&/ stahle bending angle by Ball SCREW [MECHANICAL DRIVE.

QuEE—UEDLEVW AT AT, SHEETHRBOLEIL
BHTLE<, RELIEBRUEBELREEZRONET.

@ This system employs absolutely no hydraulics, and so the effects of heat generation
in long-term operation are negligible resulting in stable repeat accuracy.
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AC servo motor

i (T A BE EAERFZE{L  Change in angle and time
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Die Distance Directly Controlied by Linear Scale
QHUHBETSry FICHRfITsRAEU=Z720=IT,. SLADONUBEZZ/0ET
BICERLET,
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Shorten compensation time for bending length difierence

@ The linear scale (encoder) fitted to the elongation compensation bracket constantly monitors the ram position with micron class accuracy.
@ Almost no effect from load-induced side frame defection, and accurate ram positioning is attained irrespective of requisite load.

IF] ﬂ FH o AfE S AMEZEL Change in load and ram position
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Compensation bracket With linear s;al_u - T
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An (% 7IBKHEN) Load (% / Maximum capacity)
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High speed

sl ding_. J : ﬁfduci uetsetc Reduc:ﬂr;tatenal ﬁ“ ;]ﬁ E TEE 'l- L, T‘- 3-3 OJ*I

-

-

Increase.in productivity, decrease in cost.!

RN BRESR./SEMIT A/ 3IAT v TR
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TVEEH2004 A gy BB 396
(CADCAMMERERSIREE ST

Plate thickness 11.2 / Material SECC / 20 itemsaflot
About 200 holes / 396 shots by press machine
{Including effect of CAD.CAM external setup)
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High speed ATRHIRT S = ENFTE R LI, 28 r S /Eeoynawin
bending @PAS attains the curtailment of production =¥ a0 |— Tl 76FR
. time 47% less than Hydraulic type 7o R = 3
(Precondition in Japan as follows) 18- B i
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}: ‘Tg @PAS increases productivity 47% more and decreases operation cost
! Data ing ) o 35% less than Hydraulic type (Precondition in Japan as follows)
MESL ‘[T" 'E“ Eleclric power consumptlion decreasea 15%  No need of warm-up
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No need for periodic change of oil

TAMAEBROLESE Rate of material cost
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@ Hydraulic type takes much rost of materials in trial 0L —— —— —
bending. But PAS saves it drastically! The same to L :['l, \S HET PAS
repeated order! The benefit is remarkable in few lot! Ul okttt T

Conditions for calculation : Light electric parts / Five bends / 3-step bend.
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Shortened waste time and improved productivity

O F5EFE#HE  Shorten adjustment time for intergrate uniform angle
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S Stable hending angle at any length by 4 axes independent controll Ram drive system.

R Rl T O EEEIE R

Reduce adjustment time for long parts bending.

AT W TNy RTOME L dhFEEEE

Reduce trial bend time for step bend,
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Ball screw
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@The optimal work compensation curve is automatically calculated.

@By inputting the left, right and center angle compensation, the
depth of the four axes can be recalculated,
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BUMIET ST v b

Compensation bracket

REA y K

Ultra thick plate bed

@In step bending, by inputting the eccentric position, the optimal
distribution of the target depth of the four axes can be attained.

@Angle compensation can be performed with the same simple

input operation as center bending,

L D KIEHR

UMIET ST b

Compensalion bracket

Shorten data input time

N

B Precondition in Japan
T — Y IERL : AR /B

rinds of naw work for programming : 4 Product [ day

B B B:.e64H/H
Operation lime ;: 6.4H / day

o [ ¥ @ B £ - 2408

Annual operalion days : 240 day

J0YZ3F 44— : 4,000 /H
Operation cost of programmer : 4,000 Yon / H
@ LiERtT - 7 —F AN ZESEERY (S
BERATINIMORiEEE%[E
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@ The rate of actual operation of machine
is highly improved, because analysis for
bending process, impul of bend data are
procecced be off line.

i
2 954

0 6.080F M

L

15 =k
= =
-]

G000 —

=

D00 f—

m
e
|

4000 f—

&
= |

3
ol__! Diriwing

() EFHTI>0>0

Operation of CAD data input (Minutes)
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Pravious CAD

3000 |—

2,880F M

Annua operation cost of CAD operator (1,000 Yen)
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High speed
bending
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Mute position |

TR

Losweer limit

FJ—INE—9DRHELIcEENL
High.speed bending by Servo motor

_HTSLZTA LY NEE)

High Torque Motor Gives Direct Ram Drive

HEL !
Hydraulic type
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Safe operations
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@High torque servomotor enables both lower limit
stop precision at the micron accuracy level and
short cycle operation.

@With a hydraulic system, there Is a response loss
on switchover, but with the AC servo, operation
without loss is possible.

pEEEN,

=77 1&57—9EETTS. EDILBRIL
Relief.is.defined by equipping safety & data.control

ZLDE—T77 4
Saiml I_leens off stopping a machine

—

N=ET AL =ZS5=120¥

ON—FFA AGES—UJVERALELE. 280N—FT4 R
GT77ANENYIT T LTWADT. A—DTF—Fil%kEN
IELET,

QNEEUVEAFEH—K, BETHLEMERT—- o537, KRR
SHEBLE, FEBORSEZRL B2 ESEB (XT3 )
EZEMmMLUELLE,

@HD mirroring is equipped, and back up the data by two sets of HD.
So the data prevents from disappearing in an emergency.
@Many kinds of safety unit protect operators against danger as option.

For example, side and rear protection guards, smart clump added form
lock and light curtain.
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QL E/ N AREDH SCADCAMS XFA TCADMAC) U —X L@l LTWBDT. BEFT
{ER L7cs#IFIN TR —# #E#FE U A AR EE,

@Bend data can be directly imported from office to CNC by "CADMAC" series, which is CADCAM
system used by many customers.

2D:%E1CAD/3DE2E1CAD
20 Design CAD/30D Desion CAD

«JT#J?*!JH—f
O T4 - O N—4(B-CON)(E. DXFRMET—%

CADMAC

@CADMAC (4. HRACCDXF - 3DIGESDA > H—

O FELPTVARSERSY v F/ (RIb. FLETLRFIIMEE. &5,
@ LKA —F—D0—20IT U7, BEDUE— REEIEFTEHL.
@250HDT 2 71 IL7ZZBUCK-UP, H—0OF—5BXZEFLL.

@Easy-to-use large LC touch panel enables simple use, even by
inexperienced operator

@ Wide user work area previous repeat product data can be recalled
instantly

@Dual hard discs allow file backup prevents loss of data

BEND>F—4% 4 2Vik— b
IDFROBRFER, HIFIEEEFRTR. MEZHIT{EXENAETYT,

3D display of work, bending process chart. Easy operation.

BEND data import

‘_..l Hl-n'_ (e |
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MHhiE, MEICHIFRANL TIDRREFRLET, (37432

@Bending converter simply transforms DXF Expansion figures
into 3D figures by inputting bend lines.

=T, Z2<OCAMBIEZIMATIVET.,

@CADMAC is installed DXF and 3DIGES importing
as standard, and many kinds of CAM,

@5 —5 1 vk~

Data import

®ILERET
Process chart display

L _EIoE. 1
3D aisplay operation

iﬁm LA 7o b
Die layout

@®CADMAC-BEND ZF|RT 5W T, Ti2fstr - da(¥f
MIT—2 ANERENERET DWAIHETT

@By using CADCAM-BEND, analysis for bending process
and input of bend data can be processed on offline.

L=Y/INDFT~

To Laser or Turret Punch Press

FEFESA SR RS R EES S FEE SRS AR R RS E R R R EE ‘

PHS-NET SERIES

it T L AT —F

Press-brakes of other firms

PAS-NET SERIES

#1 : CADMACS ) — XX RREA D ETT,
CADMAC senes Is necessary to introduce separately.

W2 CADMACIZ (B ) v Few /DR TT.
CADMAC made by CADMAC Corp.

JUBTOOMRAS. WIS IRE. TR - T— 9 ANDOTREKXMICHIMLET,
2D display « of work, banding saquence calculation.
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‘They assist and inputting bend data analysing the process to hand (K-PAPS : aptlnn]
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As stand-alone, easy operating at teaching and early producing few lots at sudden order.
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Option #7> 3>

BENH)EPIC o I- ‘}“,f“; Option #7537 SHE@W@@wamp

— TR
A

INPROCESS CONTROLLED BENDING SENSOR

0 K Z2 KigxEHE !

Ry TR & KR

Easy operation for punch chanaing. It shortens time to charge punches.
&S THRRE TS o TIRNE

Lnclamp

Shortenerd time for the correction of hending angle.

R

RS TOBERNREIAFAETYT, _@
Manual measurement and adjustment are not required. | @

MERENMEEO, i
The time for accuracy adjustment is not required. = ~—y

AT FBIBICLA TS

xorFo5y .

TOEERM
Changing time by 1“‘5‘

standard clamp |

Y --"{:'?_""«. 1?"’"‘?5??
2o\ N\ R Eits A ARHI 9
A=t RS BERH N 90’ 0K W Changing time by :
127y k Intermediate™ angla d&leclmn(;r-')' 90deg OK 48 . sSmart Clamp =
S0deq Input w Slop
b W"% 4 \ : : T ‘
Y e, d X OLNA—ERETBEGTIS YT - TU OS5 THAMETT.
Foodback EEETLDANVEEE 0705 7L THARAMBICE > TAYFRETLAVNDT, REICRETEET,

Setting up time to 1/5 OASA FRBICL>THENFETHSMBICRMGT, MALTEZEMARETT,

@Clamp & Unclamp by Lever.
@Bevel shot protocts punches from dropping.
@ Separate punches attached & removed up-and-down by Slide mechanism.

#1: AT—F2 327 dTools Pressit QBB TT . Smart clamp made by Tools Press.

PAS5020D R T 4 >4 « 7 A 2EIEHAIDIHE DB
In case of continuous two times measurement by BENDIG EYE (PAS5020)

BLHEI(T Trial bend 1B1A A # 1 Retrial bend P

ROV N WIEMA D N ] ®
Without BENDING EYE Measurement Input correction Measurement - ﬁ/g'\}l m’E . a r ﬂﬂ @ n
2.5% 108 15§ 28 108 e
39.9: EEER Standard equipment
T Bend sec
. 2 D O=BXT7—hAA4vF ONCEEBNET-NC (6~8MFIHINC) @70 hHR—p7—4 2FK) OFA4~—2 OFMik
'ﬂ;:ﬂ"'f:-'f }_.{f E ?‘f hlﬁ Measurement i . : o ) ! :
R (o 7o / OHEIR @t 45U VEwb @/ —7a—-X7l—Hh OBEAME (LXNLTL—hk PvyuFikibb) @FK=IA2Trh

Using BENDING EYE 3 3 @Three-stage foot switch @NC equipment NET-NC (6 ~ B axes control CNC) @Front support arm (Two arms) @Die base
——— n E.:g 5 ®Iintermediate plate @Accessory tools @ Centering set @No-fuse breaker @Foundation parts (Level plate/jack bolts)
2.5% 0.8%) t}‘,ﬁ @Hole in anchor
sec shortend

TEROIRMAMIEZ AN @ FER [NUF427  PA1EEDRA TORABISNETORR . Y Optional enuipment

Bending results incorporating previous In-process bending angle compensation — e ————————————————————

sheet thickness compensation data results using the Bending Eye

(8/deg) ' (8/deg) '
i 92 . # 92
Vi EI T | o
g4 & 8 Mgy |—
i3 o b4 i
14 L
© 90— 8——— 00|98 B8 g als R0 —
: %3 %"“ 8858 g5y 898
g 89 |——— : 2 | 3 |
5 ¢ 5 % | e , : — ' .
& 88 | ! | 3 aa _ | _ @B T2E N & MmislEs — F Qi@ s— F Ol —¥sfFLEE
| Light ray danger prevention device Rear protection guards Laser stopping device
! & Side protection guards
A B ¢ D E F AL BL G D ES EE
MEE 2 k- Material lots #M¥ow b Material lots ®/5y oAy F2MEI (Passozsiame) @FMR by ADEN OTHREHR-FT7—4L @75y bYR—-FT—4A
B—JE Roll grain : O &TE Paraliol direction IE) Vil & R o - @ Backstop two axes control (Standard with PAS 8025) @Additional intermediate stopper @T groove support arm  @Flat support arm
: @ I=TH Right angli direction Width of minimum and maximum valuos

10
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—Specifiqations

BNC 4% NC Unit Specifications

W/ v 22y 7{tE Back-stop specifications
PAS3512 PAS5012 PAS5020 PASB025

| PAS3512/5012/5020 | PASB025

77 Operation| e
— : 154 SF 1R ETFT BE( 1024576
Rdi Daplarl 18 tneh va0.000 :En.rl'[f'l‘ LC o
TePRES 1HZIBVOR |DSAMESINZIRY2RESE R
WHIBMREL Number of contiolied axes| oo U 'ac Y avis, 7.1, Y20 05 bans, B5:1 s, i, Y D, 882
Foe B RTEFTE Data wreny mithod i5ysaemi HDD
. HDDBRIS £ (99TH/7—

BT TR oy capcty e o gt Depanis nrﬁi EE p%mil:.rgq%ﬂﬁm?cuﬂ )
FHBOIZ I 75 3%, Exiesnal outpul memary FOD

EARZE  General views
A x | $EEH—RRTTY3TT,
B - i Salty Guard Is option.
=] ] i
] I
H“—Ff_“ | = 2 I = [r
[ | o = - g
| LSS, 1K o[ ——g
= — 1 0 = | =
5 | | H
B ] i i
PAS3512 PAS5012 PAS5020 PASB025
A | MERBAMmrs)  Maximum press width (Including control panef) | mm 2565 2580 3360 4195
B | A &en Maximum press only width mm 1595 1645 2440 3495
C | tiff= Overall bending length mm 1250 1250 2000 2550
D| ZL—AMIERM Distance between frames mm 960 960 1700 2570
E | MERyAX Size of control panel mm 610 610 610 610
F | RERERE L& Contral panel height from floor mm 1650 1650 1650 1650
G | MEEMmE Press height from floor mm 2350 2535 2615 2555
H| F=Fmz Table height mm 900 915 915 915
|| PRI A B FT 0k s ax) Maximum press widih (Including control panel) | mm 1445 1445 1450 1725
J | AR RET Press only width mm 1285 1320 1375 1655
K| #yw TR Throat depth of side frames mm 255 255 255 250
S e A i Open height mm 350 400 400 450
M| i G = Intermediale plate height mm 100 100 100 100
N| Z2rkOo—=21 Stroke mm 100 150 150 150
O | R FIfTH Punch attachment width mm 20 20 20 20
P | & {46l Die attachment width mm 60 60 60 60

BEEFEER specifications

—— .

m B @n

e —

8 H Model

PAS3512

PAS5012

PAS5020

PASB025

BAhERES Tonnage capacity kNftonf}|  350{35) 500{50}) 500({50) 800{80}
BRI RS Overall bending length mm 1250 1250 2000 2550
SFE R R Allowable upper die weight mm 175 200 200 280
t F7 L —ARBER  Side frame distance mm 960 960 1700 2570
B2 (R L) Height from floor mm 2350 2535 2615 2555
B ST Width mm 1450 1445 1450 1725
JL—AF¥r v TRE  Gapdepth mm 255 255 255 250
Fo7hmE Table height mm 900 915 915 915
A=TonA b FERE  No intermediate plate mm 350 400 400 =
Open height  E{&EA  With intermediate plate mm 250 300 300 350
BAAFOD—ORE Ram stroke mm 100 150 150 150
TREEE Ram approach speed mm/sec 100 100 100 100
IEEE Ram work speed mm/sec| 0.15~15 0.15~15 0.15~15 0.15~15
P EEE Ram relurn speed mm/seg 100 100 100 100
I rE—H Ram drive motor kW 40x%2 40x2 40x2 40x4
Ny ALw7E—4 AliERE Stop fore-aft drive motor kW 0.4 0.4 0.4 0.85
L+ TR  Stop up-down drive moteor kW 0.2 0.2 0.2 0.4
KEHEAE  Stop longitudinal drive motor kW 0.1 0.1 0.1 0.1
BS2#  BSZ-axis kW . - - 0.1
WG HRER U Operation control system = Fe—TE. W, TH. O Cycle, Single. Inching, Off
BN R Machine weight ton 3.0 3.7 6.0 9.4

OELIBIIMBOLEY, FEACTETEoAMEUETOTITHRT 2L, @Materials and specifications are subject to change without nolice.

BNCEZEREE Comparison of major functions

PAS3512 PAS5012 PAS5020 PASB025

L 7S

Barding doto search ond retribyval

mEANTOD SR

B SRHTOESANIR St o sk i v ad g ot !

DS codculaiion af angla inpul

A4 =R

Coining eolculation

RENFR L o 7. ERM R bending cakculabion (PchiNo, of imes)

SET =T JBRERULY) Teaching lncion dor sl ioss {man s pusal)

BUENMER(I-YH)

Fisseaion smounl srmpananion chart (For boesi

FHAEIDS, BS)

B, PRABTOMERRR g cooperasten by i ich w1 v s

Cregrall compansaton (D5/BS)

REHET

Prasawark disploy

SEF I o JRMSIE) D check (Contacl poml memonzation

S4BT o, MEE) Ran o ind e Pragam e rilest)|
RIS EEETE(1 ~ 100%)] Vadabie bending speed (1 -100% |

oo lr.ll o000 I]I ee

il JAV I

Shift-nmck funclian

oo

o0 000 'llﬂlllllilllilll

seolacocaconoase

.......4.......
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WVIEDEUS How to select V width

SRERTRZE, YOVEIHETY, —BOCVER, ERO6~12E@ZHUET.

When selecting a die, V widlh Is a faclor. Generally, a plate thickness of six to
twelve times the V width is preferable.
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V width of die  Standards for angled bending using air bending
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radius R
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Minimum lag langih

Minimum leg length of product o be ban and
inside band radius are as foliows.
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Ingdde band ragius

BIMEE A7) Fora-ah 0-550mm | 0-5850mm | 0=550mm 0~550mm
Monng gt RS Updown | 50-210mm | 50-210mm | 50-210mm | 67~227mm
SEHR (% Left) L350 = +250mmi ~350 = +250mm | <710 = +610mm [+1140 =+ 101 0mm
{45 Right] 250 - +350mm -250 = +350mm|-B10 = +740mem |-1040 = +1110mm
BS28a BS52-axs : - & -S0=-50mm _
BEGERE WSO Fore-af J2mimin A2mimin 32mimin 32mimin
Woveg speed | AT Up-down Imfmin Amimin Imimin Imimin
EEHM Longhudinal |  S0mimin S0m/min S0mJmin S0mimin
_ BSP#W  BS2axis : - B gmimin
IEERE {5 Fore-al 0.01mm 0.01mm 0.01mm 0.01mm
Sefng range R Up-down 0, 1mm 0. 1mm 0.1mm 0.1mm
EGAE Longitudingl 0. 1mm 0. tmm 0.1mm 0. 1mm
BS2# B52-axis 0.01mm
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Work capacity chart (Case of canter wark)
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Main Specifications of Bending - Eye

HAF e S
Galeulabin angles 90"~ 185
HAEN W

Short thickness 0.5t =~ 3.2t
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Materdal guality
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No resiriciions (Howewer, protective shaet neaded for mifrror
ayrface siainkess slesl and hairding finish)

B ET i B 5 G.TXVE + 12mm
Calculable minimum leg fength 0.7 XV widih + 12mem
it + 64
Maasummonl accuracy plus/minus Gmin,

(B F Gl :2000° dh (1Y)
Diles wsed #2{Al 90" banding)

#4 VRETS" OIVE  Diss v angle 75deg 1V type
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Furnch : Tip angla Thdag
{Sefit die can be usad)
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Syelem banding angle accuracy

188 £307LIMm,. LlikE154 81
Fisl time with plisiminug 30 min. and than plus/minus 15 min.
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4 0.7 28 | 40" | 60
& 4 30 | 40 | vO | 110
7 1.1 5 30 30 | 1000 | 140
8 1.3 5.5 | 30 | 50 | &t | 50
10 1.5 i 70 | a0t o T Y 1 I O
12 8.5 80 | 80 [ 110 | 140 | 220 |
14 2.3 10 |00 |1 180 | ‘250 |
16 2.5 1 80 | 8o | 1o [ 170 | 220 | 280
18 13.5 80 | 100 | | 250 | 370
20 3.3 14 | 130 | 170 | 220 | 300 | 37
25 18 410 [/ 40 | 180 || 2 270 i
32 5.5 23 110 | 140 | 180 | 210 | 270
a0 6.5 28 10 | 150 | 170 | 210 B
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