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DESCRIPTION TYPE E
The sheet feed press consists of a speedy eccentric press with a wide open frame and a 2-coordinate servo
driven advance system which moves the sheets synchronously to the ram.

In the basic version of the press the sheet is placed onto the positioning table and registered manually. The
sheet is taken automatically from the positioning table by pneumatically controlled grippers. These grippers
move the sheet into the first punching position.

When the sheet arrives there, the clutch of the press is engaged and the sheet is moved synchronously with
the ram from punch to punch. When the sheet is finished, the grippers open and the sheet falls on the floor
on the front side of the press. At the same time the grippers are moved to the positioning table to pick up the
next sheet.

This mode allows the placement of another sheet onto the positioning table while a sheet is in process so that
the operator is able to feed more than one machine.

The positioning table is equipped with 3 register points.

Far processing of printed sheets, these register points
are adjusted to the corresponding register points of the printing
press. Therefore an exact reproduction is always possible and
it is independent of the real geometry of the sheet.
In the basic version, the placement of the sheet and the
positioning are done manually. When registered, the sheet is
locked on the positioning table by pressing a foot switch until
the grippers take the sheet.

From the view of the operator, the 2-coordinate advance

system is located behind the press. The forward
movement is carried out through play free preloaded ball
screws which are directly coupled to maintenance-free A.C.
servo motors. All of the necessary measurements systems are
integrated in the servo motors themselves. The slides of both
coordinates are moved on playfree roller bearing guidances.
The sheet advance system is equipped with 2 pneumatically
operated grippers which hold the sheet at the outermost edge.
Extra space for clamping purposes is unnecessary for round
blanks. The complete control of the sheet through the advance
system enables a minimal skeleton width of 0.6mm without
any clip out risk.

In order to pick up the sheet, the advance system moves

forward and reaches with its grippers from behind
through the press frame. After the grippers have taken the
sheet over, it is unlocked and the advance system moves back-
ward as far as one sheet width, so that the punching of the
sheet starts at the side of the sheet opposite to the grippers.
The discharge of the punched parts is perpendicular to the
opening of the press and it is operated by controlled com-
pressed air.
A die safety device monitors whether the product has left the
die in time. If the die safety device signals that a part was not
properly discharged, the clutch is disengaged to stop the ram
before the die closes to prevent damage.
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Accﬂ;fi to the die by simple removal of the feeder.

SHEET-FEED-PRESS The forklift is wired with the CNC control

WITH AUTOMATIC FEEDER (EF) system so that the system has access to
level the stillage automatically.

DESCRIPTION

Additional to the functionality of the The forklift is a commercial device with

E Version, the feeder is automated conventional 12V batteries and integrated
consisting of fork lift with electrical charger. Through the connection between
drive, sheet destacking device, sheet CNC Control system and lift, the charger
alignment station and optional lubricator. is constantly supplied with energy.

Alignment Station

Optional Lubricator
____ Destacker
Fork Lift Truck




METAL SAVING

THE PRINCIPLE

Not staggered punching
pattern

Strip feeding has disadvan-
tageous material utilization
and will produce additional
costs for "strip slitting".

Staggered punching pattern

Better material utilization in
range of blank diameters up
to 200 mm with approximately
0,6 mm space between blanks.

Alfons Haar

Staggered punching pattern
scrolled

Best material utilization
especially in range of blank
diameters of more than
200 mm.
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Blank diameter 100mm, 100 blanks per sheet

Metal utilization 75.4 %

Metal utilization 83.8 %

Metal utilization 87.9 %

METAL SAVING: 14.2% (1-out)

WEIGHT SAVING: (1-out)

METAL UTILIZATION
IN RELATION TO
BLANK DIAMETER

Metal Utilization in %
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¢ Daily production (8 hours)

* 80% machine utilization 104,5 m2/ day

e Using tin plate 0,2 mm; 40t / year
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MICRO-GUIDE
CNC-CONTROL

Alfons Haar
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Alfons Haar

Hardware

Panel PC based on PCI-bus with multicolor
LCD screen

Panel design and functionality identical to
MK 1-4 but foil exchangeable

Commercial CPU with software release update

capability
Commercial SERCOS Interface for main drive,
servos, press load monitor

e Commercial double ASi interface
e GONFIX: external memory plug for parameter

transfer in case of control exchange
Free PCl-slot

Software

Operator guidance language adapted (Latin,
Chinese and Japanese characters)

Simple language for sheet layout and die
setup programming (99 files memory)

Maschinenbau

Microguide Computerized Numeric Control MK5

Restroke safe discharge monitor (die safety)
incl. signal/crankshaft position indicator
Press load monitor

Piece and sheet counters

Power on and production hour counters
DNC factory automation interface for:
Program data interchange, overhead line
control and productivity analysis

Automatic algorithmic adjustment for
dynamic synchronization between feed
system and press

Automatic optimization for servo parameters
on each start up

Diagnosis system for all external devices
incl. servos with help text window
Oscilloscope functionality for servo speed
over time

Commercial 32 bit real time basic operating
system
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TECHNICAL DATA

Alfons Haar

PV 15

BACKGEAR DRIVE
15t

70 - 180 spm
7,5 kW

150 mm

46 mm

200 mm

1150 x 1000 mm
47 x 39 inch

1-out/2-out tandem

TYPE: P 15

DRIVE: AC-DRIVE WITH STATIC FREQUENCY CONVERTER, MECHANIC FLYWHEEL BRAKE
DIREGT DRIVE

CAPACITY: 15t

SPEED MAX.: 100 - 250 spm

DRIVING POWER: 2,2 kW

STROKE LENGTH: 120 mm

CUP HEIGHT MAX.: 30 mm

CUT EDGE DIAMETER MAX: 200 mm

SHEET SIZE MAX.: 1150 x 1000 mm
47 x 39 inch

TOOLING: 1-out/2-out tandem

RAM ADJUSTMENT: +10/-15 mm

e Playfree preloaded anti friction ram roller guidance

e Tool holding fixture with pivot (@ 50 mm), alternatively with T-Slots.

e Automatic central lubrication-system with closed circuit.

SHEET PATTERNS (standard and double die strip feed)

+10/-15 mm
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