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Exceed i ng ly fast p ierc i ng and remarkab ly fast cutt i ng
with l i near motor drive of 3 axes

Shorter p ierc i ng t i me by way of faster NC process i ng
Improvement of NC process i ng led to larger reduction i n p ierc i ng t ime

By speed ing up the AMNC contro l ler

and combin i ng that with l inear drives in

a l l th ree axes , the overa l l process i ng

speed for the nested sheet shown on

the ri ght was reduced . . . . . .

compared to that with ou r convent iona l
mach i ne. I t has ach ieved to reduce

of ru n n i ng cost over those

current ly i n use .

Nest i n g sheet

M i l d Stee l , 0 . 8mm (0 . 03 1 " ) ,
1 sheet , 4 ' x 8 ' mate r i a l

Speed command

Conventiona l mach i n e : 8000mm/min (31 5 ipm )

LC-30 1 5 F 1 NT: 1 4000mm/m in (55 1 i pm)

P rocess i ng t ime

Conven t i ona l mach i ne : 23m i n 50sec

LC-30 1 5 F 1 NT: 1 2m i n 37sec

Shorter p rocess i ng t ime by qu i cker acce lerat i on
Shorter process ing t ime at same cut command speed !

A sy n e r g i s t i c e ffe c t o f faste r ax i a l
acce l e rat i o n / d ece l e rat i o n a n d fas te r

trave l speed resu l ts i n tota l reduct i o n i n

the fab ri cat io n p rocess .

Cutt i ng command speed , acce le rat ion and cyc l e t ime*

/1
/

� /'

Rack and pin ion T App roach Peri phe ra l cutt i ng
Bal l screw [ - - - -7-- - - - - /-- - - - - -y-- - - - - 7-- - - - - - -- . - - -7-- . . . . . . F3000

Cutt i ng speed / V V V V V \ ---, P rocess i ng
t ime

Samp le workp iece

5mm (0 . 1 97" ) x Smm (0. 1 97 " ) ,

1 . 3mm (0.051 " ) i n th ickness

Cutt i ng speed
t roach- - , - - - ,

Pe r i phe ra l cutt i ng

ù , « - - , - - i . . . . . . . . . . . . . . . . - - - F3000
' ; "ù = 'i !

» P rocess i ng
t ime

*Cyc l e t i me :The t ime f rom the beg i n n i ng to t he end of a se ri es of ope rat i ons i n a s i ng l e p rocess of l ase r mach i ne 's cont i n uous repet i t ive ope rat i ons



II C SER,ES

Superb cutt i ng qua l ity with sharp corners over fu l l th ickness range

I Amada-tu ned osc i l l ator AF400O i -BMin im izes l i ght f l uctuat ion
Comparison of cut surface qua l i ty with conventiona l mach ine

P rocess i n g speed (mm/m i n ) Comparison of cut s u rface roughness : Ra va l ue (l m) at 1 mm from top face of sheet (p.m)Lase r beam q ua l i ty h as bee n im p roved

by m i n i m i z i n g beam f l u ctu at i o n u n i q u e

to h i g h -speed ax ia l f l ow.

Process ing 4kW osci l l ato r (AF4000E) on conventi0nal mach ine
i El(:l IP,I fl I i"rr 4 l[-. .. -th , ,] r.] =, ,[,[,[,[,[,[,[,[,[ i 1 1 iß..]i i i i�(1(:.il i[o]i [li iI i[. ],it.

Sta i n l ess stee l N i t r0gen 8000mm/m in e , . . . ... .1 mm Ra=2 . 1

Stai n less stee l N it rogen 3000mm/min3mm Ra= 1 .9 . . . . . . . . .

Sta i n less steel 2000mm/m in atlmnmnm l'
6mm N itrogen Ra=2 .5

3000mm/m in

M i ld stee l 6mm Oxygen Ra=2 .2

4kW osci l lato r (AF4000i-B) on LC-F1 NT
I ! i Ih"ll I I I. [1{ 11 II]l [O l l] I[ «1

8500mm/m i n

Ra-- 1 , 4 .. . . .

3000mm/m i n Lr
Ra= 1 . 2 " : -"=" . . . .

2000mm/m i n

Ra= 1 . 4

3000mm/m i n

Ra= 1 . 1

I B u rn -free corners and edgesSmoother fi n ish on cut su rface

H i g h - s p e e d NC co n t ro l a n d n ew l y

e n h an ced osc i l l ato r o u t p u t res po n se

al lows fo r bu rn -free corne rs and edges .

[o [X: I.]i[--[=]

Convent ional 64 t imes feste r
) 0 . 1 2 5msec

mach ine : 8msec

Output response of conventional mach ine: 8msec Output respons i veness of LC-F1 NT: 0 . 1 25msec

__ _ __ , Target (p roport ional to speed) ' _ _ _, Target (p roport ional to speed)

ù -- - - D I - - - /- Di rected laser output

1 \ io I \ i rected lase r output .J°" Io : . . . . . .I ! J. ... . . . .. . l -- l l I- - - / ' "

Time "rime

H igh output respons iveness of 0 . 1 25msec with LC-F 1 NT's osc i l l ato r a l l ows tho rough contro l of lase r powe r

Extraord i nar i ly precise

Ach ievi ng h ig h accu racy i n h i gh speed cutt i ng
Constant prec is ion cutt i ng

With the Th ree Axes Li near Moto r D rive system , except i ona l h ig h -p rec is ion accu racy

is enab l ed by t rue closed Ioop feedback of the head pos i t i o n d i rectl y to the NC contro l .

Sem i -c losed Ioop contro l (Bal l screw d rive :Conventional mach ine)

NC equ ipment
Coup l i ng Command

c-5,,,
Position data

Fu l l -c losed Ioop (Li near moto r d rive : LC-F1 NT)

Coi l s l ider Command
New AMNC / PC

Bal l sc rew Nut Encoder Li near scale Scan head
Pos ition data

) Fee s back System does not tru ,y C°mmand ) Feeds back p°s 't '°nCommand Rotary to NC know the actua l pos it ion from NC di rectly to NCfrom NC moto r via encoder of the cutt i ng head

I The reason for the h i g h prec is i on process i ng is due to the l i near d r ive system
Consistent prec is ion cutt i ng

Trajectory data of D300 (1 1 .8 " ) un i form c i rcu lar mot ion (compari son with conventi ona l mach i ne)

Th re e Axes L i n ea r Moto r D r i ve Conventional LC -FI NT
ach i eves h i g h c i rcu la rity without ax ia l mach ine __

] .« , ' "



No lens change requ i red

I
Twi n adapt ive opt i cs generate opt imum beam
A sing le 7.5- i nch lens hand les th i n to th i ck sheets

Two adapt ive opt ics cont ro l the beam d iameter fo r opt i ma l cutt i n g pe rfo rmance . A s i ng le 7 . 5

i nch lens hand les th i n to th ick sheets , reduc i ng the non-va l ue added t ime of l ens rep lacement .

No lens rep lacement

I
Conventional mach ine

I

Th in sheet c

0.8mm

I I I I

3 . 2mm

Req ,ü i res I ,ens r p laceßent

LC - FI NT i ' ' , , , ' . . . . T '

A s i n g l e 7 . 5 - i nch l e n s i s ap p l i ca b l e to cu tt i n g f rom th i n to th i ck s h ee ts .

Th ick sheet

1 9mm

Optimum beam contro l

LC - F 1 NT Th ic k sheet Th i n sheet

cut cutt i ng .

Cont ro l s beam d iamete r Cont ro l s beam d i ameter

A/O No . 2

I Focal length lengthFocal

ù . . . . . ] . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . r. .2ca'. . . °! '. . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . . .
Focal depth Focal depth

A/O No . 2

A/O :Adapt i ve Opt i cs

Cut process mon itor i ng

Cut status detect i ng funct ion
Mon itors cut status and feeds back to mach i ne (optiona l )

Co n sta n t l y mo n i to rs cu t e r ro r facto rs

such as p i e rc i n g , goug i ng , and p l asma to

suppo rt constant , stab l e cutt i ng .
Sensor

Mon itor ing eye

Scattered l ight

Lens

I I u l = . .. . . . . .



Site fr iend ly with fu l l access enc losu re and selectab le r ight or left layout

J F lex i b le layout [for mach i ne with shutt le tab le (LST)]Customers can choose a sheet output d i rect ion , r i g ht or left, for per i pheral equ ipment accord i ng to the i r system layout

By placing al l sh utt le tab les to be on the materia l entrance

side , a s ing le operator can manage mu lt i p le systems .

n, , l- , '

Shuttle table : R ight-output Osci l lator : Rear side (standard)

' w = IIII1 m

t

Shuttle table : Left-output Osci l lator: Rear s ide

-J II II

Shuttle tab le : Left-output Osci l lator : R ight s ide

I S imp le setup enab led by fu l ly open i ng enc losu reMach ine desig n ach ieves both h igh-speed and versat i l ity with l i near motor d r ive

The fu l l y open i ng enc l osu re a l l ows eas i e r access fo r

nozz l e rep l acement and l e ns ma i ntenance and a l so

al l ows an ope rator to carry i n / carry out mate ria l s from

the mai n cutt i ng area .

New dust co l lector a l lowing mai ntenance du ri ng operat ion

I Reduces dust co l lect i ng workDisposes of dust du r i ng mach ine operation (optiona l )

Two can iste rs are p rovided at the bottom of dust co l l ecto r

so that d ust can be d isposed to e i th e r can w ithout

stopp i ng the mach i ne . Fu rthe rmo re , the no i se has been

reduced by app rox imate ly 5dB f rom
ou r conventiona l mach i ne for bette r

facto ry envi ro nment . Th is i s the Ioca l

accessa ry . S pec i f i cat i o n may

changed depends on cou ntr i es .

ù . . . . . . . . . . . . . . . . . . . . . . . .
ù . . , '



When the cutt ing product iv ity of part samples is compared with a convent ional mach i ne,
the advantage of the LC-FI NT is c lear.

II Compar ison of sample cutt i ng

Workpiece sample : M i ld stee l 1 mm, N itrogen cut

Comparison of runn ing cost 4 1 . 0% less cost per p iece

16o =--Tötal--t49=3.. .................................. . .

Comparison of cutti ng time

36 . 6% sho rte r time pe r p iece

I Conventi0nal
machine:4kW LC-F1 NT:4kW

Cuttin9 speed 8000mm/min 8500mm/min

lhree nested 5min4sec 3minl l sec
ads

S ingle piece l min41 sec l min4sec
»an

140 -

120 --

100 ---

80 ---

60

40

20

0

Conventional mach ine

Tota l 78 .2

LC-F 1 NT

Workp iece sample : Sta i n less stee l 6mm, N itrogen cut

Comparison of runn ing cost 4 . 3% less cost per p iece

Total 1 80.7

' , ,ù . + 1 80
160

7 140 -
120 -

Comparison of cutt i ng time lOO --
1 1 % sho rter t ime pe r p iece

8o

Convent ional LC-F1 NT:4kWmachine:4kW 60

Cutting speed 800mm/min 2000mrn/min i 40

Four nested 4min50sec 4min1 9sec 2o
parts

0

Sin ]le piece l min1 3sec l min5sec Conventional machine
part

LC- F I NT

Workp iece sample : Sta i n less steel 2mm, N itrogen cut Workp iece sample : M i ld stee l 6mm, ECO-cut

P,

, ;F- -- >

Comparison of runn i ng cost 3 1 . 1 % less cost per p iece

Comparison of cutt i ng time

27% shorte r time pe r p iece

Convent ional !
I

LC F1 NT:4kW jmachine:4kW "

Cutting speed 5000mm/min 5500mm/min

Three nested 5min45sec 4min1 3sec
paris

Single piece
par[ lmin55sec 1 m in24sec LC-F1 NT

1 «0 - 'otat150.4

1 40 -

120 -

100

80 -

6O

40

2O

0

Conventional mach ine

Comparison of cutt i ng t ime
1 8 . 2% shorter t ime per p iece

Convent ional
machine:4kW LC-F1 NT:4kW

Cutting speed 3000mm/min 3000mm/min

Four nested 2min55sec 2min22sec
patts

Sin ] le piece 44sec 36sec
par[

Compar ison of runn i ng cost 1 0 . 6% less cost per p iece

+ 8 Total 1 7.8 Assist gas cost O1 ,+ 0:4- 5. 5
1 4

Conventional mach ine LC-F1 NT

II Compar ison of runn i ng cost

Workpiece samp le : Sta i n less stee l 2mm, N itrogen cut, Nested sheet
Workpiece size : 4 ' x 8 '

Comparison of cutt i ng time

20 .2% shorte r time pe r p iece
Conventional
machi ne:4kW LC-F1 NT:4kW

Cuttin9 speed 5000mm/min 5500mm/min
Cutt ng t me 22m n46sec 1 8m n l Osec

Comparison of runn ing cost 24 . 7% less cost per p iece

Total 1 787.3
1 80

1 60 -

140 -

120 -

100 -

80 --

601-3,T
4o

20 -

0

Conventional machine

"ota l 1 1 66 .3

LC-F I NT

Workp iece samp le : M i ld steel 6mm, ECO-cut, Nested sheet
Workp iece s ize : 4 ' x 8'

Comparison of runn i ng cost 1 5 . 0% less cost per p iece

Comparison of cutt i ng time

1 5 .3% sho rte r t ime per p iece

Convent ional LC F1 NT 4kWmachine:4kW " :

Cuttin9 speed 3000turn/min 3000mm/min
Cutt ng t me 42m n22sec 35min54sec

1 200 .70Total 1 033.7 Assist gas cost
l O00 14.

800

25 .4
600 -

4O0

208

0

Conventional mach ine LC-F 1 NT

II Comparison of power consumpt ion

Comparison of standby power

6O

Total 48. 1
5O

40 ---

30 ----

20-

10-

0.4

0

Convent ional machine

Tota l 29 .6

Un i t : kW

LC-F I NT

0.5

Comparison of power consumed du ri ng cut at 4kW output
U n i t : kW

80 ---Total-75.4

60

50 ----

40

30 ---

20

1 0

Conventional mach ine

Tota l 62 . 6

LC-F 1 NT



The opt iona l equ i pments can be se lected for eff ic ient product ion .

I Coo l i ng cut

Assist gas

Inner nozzle sensor

Cool ing wate rr

Laser beam

j-

-- )ute r nozzle

Material

� WACS (Wate r Ass ist Cutt i n g System ) fo r th i ck m i l d stee l

(WACS ) Sp rays wate r o n th e s u rface of th i ck mate r i a l d u r i n g l ase r cu tt i n g to

p reven t the heat b u i l d u p f rom adve rse ly affect i n g cu t q ua l i ty as we i l as i mp rov i n g

th e y i e l d of th e mate r i a l .

� Samp l e wo rkp i ece

I OVS IV

Measu reO ho,eO Measu reO ho ,e®

-ö i-ö :ö i ::ö , :: o [ . . . .

[ 9. . . . . . . . 9. i :: o o i :, o o :: i o o :: ': o o ::
fö ö ö- !ö i ö

i o o :: i o o :: :: o o :: i o o ': ': o o ',
iö ] ö i ö ] ö ] ö]

i o o i i o o i ! o o { { o o :: { o o l
ö - iö ] t ö ] ö - iö ]. . . . . . . . : i . . . . . . . . : i . . . . . . . . . . : i i . . . . . . . . : i . . . . . . . . :
0 0 : 0 O 0 0 O O i i O O i

� Pos i t i on measu rement of two scan ned ho l es �Samp l e wo rkp i ece

1 . I n comb i nat i on p rocess i ng wi th NCT, a pos it i on of scanned holes i s measu red and

d isp lacement f rom NCT's o r i g i n a l po i nt fo r p rocess i ng i s co rrected au tomat ica l ly .

2 . T h e p i t c h b e twee n two p roce s s e d h o l e s a n d t h e c i rc u l a r i t y a r e m eas u re d .

I f t h e meas u reme nt resu l t i s o u t of s pec i f i cat i o n , an a l a rm messag e i s d i s p l ayed .

I X-d i rect i on conveyor I Lens assemb ly

Ca r r i es ou t sc rap and sma l l -s i ze

p roducts i n X-d i recti on us i ng a conveyor

p rov ided with i n the frame .

L e f t : 5 " l e n s assemb ly

(fo r t h i n mate r ia l s )

R ig ht : 1 0 " l e n s assemb l y

(fo r t h i ck mate r ia l s )



The LC-FI NT uti l izes a cel l system to let you select the optimum config u ration accord i ng to your production sty le,

fabricat ion process , and i nsta l l at ion space. The system is des igned to be f lex i b le enough to hand le h i gh-m ix /
Iow-volume production as wei l as h igh-volume mass production . Al l configu rations also increase machine uti l izat ion .

Long run automated operation model for
h igh-m ix / Iow-vol ume production and mass production

Fork pal let changer (ASF)
Si ng le-sheet Ioad ing / un load ing equ ipment + Shelf
contai n i ng packag ing pa l let , product stacki ng pa l let
and process ing (fork) pa l let

Automated storage (MARS)
Large-s ize she lf a l lowing free setti ng for packag ing
pa l let and product stacking pa l let

LC-301 5FI NT+ASF-301 5 F1

LC-301 5F1 NT+ASF-30 1 5F1 +2nd Station LC-301 5FI NT+ASF-301 5F1 +MARS

LC-301 5FI NT+ASF-301 5F1 Tw in tower

1 0



Mach i ne, peri phera ls , software and eng i neeri ng are the keys for productivity improvement .

The So l ut ion Packages are the products that solve you r p rob lems by combin ing these fou r e lements at a h igh leve l .

Bas ic mode l

P rog ramm i n g t i m e has b ee n s i g n i f i ca n t l y

reduced by ut i l i z i n g d raw i ng and nest i n g data
made on D r .ABE_B lank.

Facto ry _

Model 20

Model 30

LC-F1 NT+LST

Duri ng the day, the mach i ne can-
be operated either as a stand
a lone un it or fu l ly automated
Du ri ng n ight sh ifts , the mach i ne can be operated
i n a fu l ly automated ope rat i o n . I n a man ned

operat ion the system is f lex i b le enough for
remnant material to be Ioaded into the system
hel p ing to reduce material waste .

LC-F 1 NT+ASF

A u tomat i c o pe rat i o n d u r i n g-
dayt i me and n i g h tt i me
H igh -capacity mode l capab le of operati ng fo r 24
consecut ive hou rs togethe r with automated

sto rage MARS .

LC-F1 NT+ASF+MARS

Model 1 0

Bend ing mach i ne

(Opt ion)
FMS contro l l e r

Pu nch & Laser
comb inat i on mach ine

FMS cont ro l l er
r

Punch i ng mach i ne

(Opt ion)
SheetWorks

AP 1 00 SDD

D r .ABE_B lank

(Opt ion)

vFacto ry

1 1



H igh-m ix / Iow-vo l ume product ion , job i nterupt ions , u nexpected job and short lead t ime . . .

With such a variety of demands pressu r i ng you r shop f loor, ou r cutt i ng-edge software offers you support to improve

MNC/PC

High eff ic iency NC contro l system as standard equ ipment

S imp l i f i es ope rat ion and management of LC-F 1 NT .

"Conso l i dat i on fu nct i on " w i th one -to uch ope rat i on P rocess i n g Cond i t i on sett i n g

You can consol idate funct ions you frequently use ,

such as Orig in Retu rn , JOG cut, Pos it ion i ng , and
Nozzle / Head Rep lacement Pos it ion , with one-touch

operation . Just press the Start button for execut ion .

Th is al lows you to set optimum cond it ions fo r
pierc i ng , corner t reatment , etc . Sett i ng of up to 1 0

cond it ions each for a s i ng le material (th ickness)

type and a maximum 200 types is perm itted .

G r i d Patte rn sett i n g

ù - - c m

ii m

I n spect io n sett i n g

Th is a l l ows you to set da i l y sched u l e fo r

stand-alone machines as wei l as manufactu ri ng

l i nes and check the overal l p rog ress .

Sched u l e

Th is enab l es you to eas i l y c reate a g rid

patte rn p rog ram on the shop f loo r . Th i s automat ica l ly noti f i es an operator of an
upcom i ng part i nspect i o n with a warn i ng

message based on the i nspection pe riod he
/ she set fo r each item .

®

1 2

I FMS contro l lerThe LC-F1 NT and the automation for it a re contro l led by a state of the art system ,
wh ich supports the Iong hou rs of automatic operat ion attai nable by the LC-FI NT laser ce l l .

The FMS cont ro l l e r responds q u i ck ly and adj usts to req u i rements fo r h i g h -m ix / I ow-vo l u me
p roduction , sho rte r l ead t i me and Iower cost .

P re -ed i t / Sched u le

C reates , ed i ts , a n d manages p rocess i n g

schedu le fo r schedu led operation us i ng FMS .

H i sto ry management

D isp l ays h i sto ry of com p l eted p rod u ct i o n i n

sch ed u l ed ope rat i o n us i n g FMS

Ope rat i on status an imat i on

� Starts automat ic ope rat ion fo r lase r ce l l .

o Estimates schedu led comp l etion .

o D isp l ays wo rkp i ece f l ow o n man ufactu r i n g

l i ne du r i ng schedu l ed ope rat ion us i n g FMS .

Mai n tenance

A I I ows fo r vari ous opt i o n s to be setup i n the

ope rat i ng sched u l e of the FMS system .



you r product ion effic iency.

I
Dr .ABE.B lank

H igh-effic iency nest i ng system maxim iz i ng laser mach ine product ivity

D r . ABE_B l an k i s a fu l l y-automat i c CAM softwa re fo r mak i ng l ase r p rocess i n g data . Yo u can gene rate
p rocess i ng data automat ical ly j ust by cal l i ng upon d rawing data and sett i ng numeric / mate ria l i nfo rmati on fo r it .

Ope rat i n g AP 1 00

After d rawings are unfolded on

AP 1 00 , p rocess i n g d ata i s

created automatical ly by simply

ca l l i n g u p th e d raw i n g d ata

f rom t h e S D D an d s ett i n g
numerical /material i nformation .

So , data creation t i me can be

shortened and productivity and

operation rate of laser machine
can be max im i zed .

Ope rat i ng 3D data

D raw i n g d a ta u n fo l d ed by
SheetWo rks i s sto red i n t h e

S DD . Th e p roce ss i n g data i s

created automatical ly by cal l i ng

up the drawing data from the SDD

and sett i n g n umer i ca l / mate r i a l
i n fo rmat i o n . So , data c reat i o n

t i m e can be sho rte ned an d

p roduct iv ity and ope rat ion rate of
laser mach ine can be maxim ized .

Ope rat i ng DXF data

The processing data is created

automat i ca l l y by sett i n g the
numerical / material information

based on DXF data created on

a CAD system . S o , d ata
creation time can be shortened

and productivity and operation
rate of laser machine can be

max im i zed .

Drawings are unfo lded on AP1 00 SheetWorks 3rd party CAD system

V V

V V

V V

DXF

DATA

V

V

Dr.ABE_B lan k-Lase r

Automat ic nest i ng fo r l ase r

V V V

SDD k
V V V

LC-F1 NT

i

I
vFactory
Solves customers ' product i on problems by uti l iz i ng d ig ita l data

vFacto ry "v i s ua l i zes " you r facto ry by automat i ca l l y co l l ect i n g var i o u s i nfo rmat i o n f rom you r
facto ry ' s mach i n es v i a the netwo rk , v Facto ry i s he l pfu l i n so lv i n g you r facto ry ' s p rob l ems by
a l l ow i ng you to check p roduct i on p rog ress and p rocess i ng state of each mach i ne i n rea l t i me .

V isua l izat i on of factory mach i ne state
V i rtua l facto ry

D isp lays ope rat ion / stop status of mach i ne i n rea l t ime .
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Sh utt le tab le (LST)

Simp le Ioad i ng /un load ing equ i pment (shutt le tab le) with two a lternate ly-moving process i ng pa l lets
Un i t : mm

Purg e un i t Ch i l l e r

° 1 1 " " " " 300 1300

/ ', Osc i l l ato r - 1 - / -- LL=50O0 ) - o° ;u

! / I '= ( ' ( i/ ' ust cO' l ec`°r y-' :- - i

S pec i f i cat i o ns

I tems

Mate r ia l Max . s ize mm

spec Max. mass of Ioad kg

Wrok suppo rt

Operation method

LST-30 1 5F1

3050 x 1 525 x 25

920 / pal lets

Metal p late

Shutt le ope ration on ly

6043(Overal l l ength )

*These spec i f icat i ons and mach i ne ry and equ i pment appea rance are su bject to
change wi thout not i ce fo r reason of improvement .

LC -3 0 1 5 F 1 N T + LS T - 3 0 1 5 F 1 S h u t t l e t a b l e ( r i g h t - o u t p u t ) , O s c i l l a t o r ( r e a r - s i d e )
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Fork pa l let changer (ASF)

S i ng le-sheet Ioad i ng /un load i ng equ i pment + Shelf cons ist i ng of packag i ng pa l l et , p roduct stacki ng pal let and process i ng (fork) pal l et
U n i t : mm

S pec i f i cat i o n s

I tems

Pa l let layout (standa rd type)

She lf he ig h mm

Process i ng (fo rk) pal l et
specif i cat ions
(w ith 4 cl amps)
(bo l t-t i ghten i ng structu re)

Pa l l et change

Sing le-sheet cycle

M i n . mate r ia l s ize mm

Max . materia l s ize mm

Max . load he i g ht mm

Max . mass of Ioad kg l

M in . wo rkp i ece s i ze mm

Max . workpiece s ize mm

Max . mass of I oad kg

Werk clamps

M i n . p roduct s ize mm

Max . load he i ght mm

Max . mass of Ioad kg

ASF-30 1 5F1

Packaging pal let : 2
Product stack ing pal let : 2
P rocessi ng (fo rk) pal let : 3

4572

40sec

5m in30sec

9 1 5 x 9 1 5 x 0 . 8

3050 x 1 525 x 1 2

260 ( i nc l . sk id he i ght)

2000 / 3000*

800 x 1 50 x 0 . 8

3050 x 1 525 x 25

920

4(Pneumat ic)

1 50 x 1 50

2 1 5 ( i ncl . skid he ight)

2000 / 3000*

*The packag i n g pa l l e t can be used wit hout s k ids .
*These spec i f icat i ons and mach i ne ry and equ i pment appearance are s u bject to
change withou t not ice fo r reason of imp rovemen t .
*Speci f icat i on may changed depends on co u nt r i es .

P roduct stacki ng pal let
specif icat ions

Packag i ng pal l et
specif i cat ions
(preset to ori g i na l point)

Tact t ime

L=J U

ÖSFe31ö5Flane l( H = 1 300 )/ with p l ug swi tch

L C - 3 0 1 5 F 1 N T+A S F - 3 0 1 5 F 1 F o r k p a l l e t c h a n g e r ( r i g h t - o u t p u t )

( H = 1 655 )

o

03
r--

o

P rotec t ive fence

i Packag i n g pal le [IRoduct

s tack in g pal le t

" pa l l e t

M ach i ne spec i f i cat io ns

Mode l name

Max. ax i s t rave l

Max. mass of Ioad

Fast-fo rward i ng speed

Max. cutt i ng speed

Acce le rat i on/dece le ration

Cutt i ng head

Z-ax i s sensor

NC

Osci l l ato r mode l

Power requ i rement

Mass of mach i n e

Standard equ ipment

mm

kg

m/m i n

m/m i n

G

kVA

kg

LC-301 5F1 NT

3070 x 1 550 x 1 00

92O

X ,Y ,Z : 1 20

6O

X ,Y : 1 . 5 Z: 3

Cartridge-type cutt i ng head

HS-2007 (Ant i - p l asma, No i se- res istant)

AMNC/PC

AF4000 i - B (4kW)

5 1 (mach i ne) , 55 (osc i l lato r) , 27(ch i l le r)

1 3000 ( I nc l ud i ng osc i l l ato r)

Fu l l open ing enclosure,CNC assist gas contro l (2 .0MPa) ,CNC focus control ,Oi l shot ,Cut process monitoring ,Nozzle cleaner
*The spec ificat ions , appearance and equ i pments are subject to change wi thout p rio r not ice fo r im p rovement .

* LC30 1 5 F 1 NT , LST30 1 5 F 1 , AS F30 1 5 F 1 P l ease u se th ese mode l names when ap p l y i ng fo r adm i n i st rat i o n ap p l i cat i ons such as i nsta l l at i on report , expo rt , an d f i nanc i ng , etc .
To make th i s cata log mo re l eg i b l e , we have i ns e rted a hyp h en i n th e mach i ne mode l n ame su ch as LC-30 1 5 F 1 NT , LST-30 1 5 F 1 and , AS F-30 1 5F1 NT
* The re may be d i ffe rences i n th e spec i f i cat i on that h as bee n desc r i bed i n t h i s cata l og to the Amada p rod ucts wh ich a re actu a l l y s h i pped . P l ease ask o u t staff fo r mo re deta i l .
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