MIYANO MODEL ABX-64TH?2
10-AXIS CNC SUPER
TURNING CENTER W/ (3)TURRETS, (2) SPINDLES,
(2) Y-AXIS SLIDES & (36) REVOLVING TOOL STATIONS
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MIYANO MODEL ABX-64TH2
10-AXISCNC SUPER
CNC TURNING CENTER W/ ()TURRETS, (2) SPINDLES,
(2 Y-AXISSLIDES & (36) REVOLVING TOOL STATIONS

ABX-64TH?2

2.5[Diameter bar capacity for left spindle
2.0Collet capacity for right spindle
5Maximum turning length for left spindle
5Maximum turning length for right spin dle

STANDARD FEATURES

FANUC 16i-TB for 10-axis control

(2) 12 Station upper turrets by servo indexing motors that can each be tooled up to 24 1.D. tools
(1) 12 Station lower turret by servo indexing motor that can be tooled up to 24 1.D. tools
Left spindle for first operation work

Right spindle for secondary operation work

40 to 4,000 RPM left spindle speed

50 to 5,000 RPM right spindle speed

20 Horsepower Fanuc AC left spindle drive motor

10 Horsepower Fanuc AC right spindle drive motor

0.25 Second/station turret indexing (lower & upper turrets)

Bi-directional turret indexing

Left & right spindle synchronous control

Full C-axisleft & right spindle control

Y -axis dide on both upper turrets

Revolving tool attachment possible for live tooling on every st ation for al three turrets
40-4,000 RPM revolving tool speed on all three turrets

Servo driven revolving tools make rigid tapping possible with upper and lower turrets
3.4 HP drive unit for upper & lower turret live tooling

H-S26 left spindle stationary collet chuck system for bar work

H-S22 right spindle stationary collet chuck system for bar work

Automatic work piece transfer from left to right spindle

Right spindle provides the capability to finish both sides of awork piece from bar stock
10-Axis simultaneous machining

First and secondary operation can be performed simultaneously

Chuck work can be machined simultaneously by both the left and right spindles

One turret can be indexing while the other two are machining parts to reduce idle time
Cycle time of acomplicated part can be reduced by as much as 65 % compared to 3 -Axis machine
Increased productivity machining over 2, 3, and 4 axis machines

Free position indexing of each cutting tool

45 degree slant bed design provides extrarigidity, better chi p flow, & minimizes heat distortion
Left & right spindle orientation for hexagon and square bar work part transfer

Set of Miyano tool holders

Exclusive left and right spindle combination tool holders reduce turret indexing

Inner right spindle high-pressure coolant with air purge

1-Y ear warranty on machine

2-Y ear warranty on Fanuc control
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STANDARD ACCESSORIES

Signal tower [03-Step

Spindle disk brake for both left and right spindles

Flood coolant system

High-pressure coolant system

Air blow system for left spindle

Air blow system for right spindle

Programmabl e swing type parts catcher (controlled by servo motor)
Part conveyor

Work ejector (Air cylinder type) for right spindle

Cut-off confirmation by spindle torque check using M -Code
Manual handle retrace

Total & preset counter

Automatic lubrication system

Built in work light

Filler tube assembly

Splash guard door with safety interlock

Hand tools and toolbox

Instruction manual

Fanuc control manual

Parts list

Electrical diagram
Leveling screws and plates

OPTIONAL EQUIPMENT

Long shaft work (LSW)

Revolving tools for drilling, milling, and tapping for upper and lower turrets
6[Diameter 3 -jaw chuck for left & right spindle

6[Diameter 2 -jaw chuck for left & right spindle

Chip conveyor (Hinge type) Low ( Required with LSW)

Chip conveyor (Hinge type) (Goose neck) (Not used with LSVV)
Coolant level switch

460 Volt transformer

Additional part program storage

High-speed bar feed systems

Graphic display

Chip cart

Automatic power shut off
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MIYANO FANUC 16i-TB CONTROL
STANDARD FEATURES

10-axis control

Upper and lower turrets balance turning

Synchronized mix control

Simultaneous control of two axes in the same direction (e.g. upper Z1 with right spindle Z3 -axis)
Controlling two turrets working on a part from two different directions
Least input increment 0.0001 inch, .001mm, .001deg
Least command increment 0.0001 inch
Machine lock on all axes

Interlock

Emergency stop

Expanded stored stroke check 1

Tool post interference check
Chamfering on/off

Backlash compensation

MDI operation

Sequence humber search

Program number search

Dry run

Single block

Manual handle feed rate x1, x10, x100
Positioning (G00)

Linear interpolation (GO1)

Circular interpolation (G02, GO3)
Dwell (per second) (G04)

Skip function (G31)

Reference point return (G28)

Reference point return check (G27)

2" reference point return check (G30)
Optional block skip (8 Total)

Feed per minute inch/min (G98)

Feed per revolution inch/rev (G99)
Automatic acceleration/deceleration
Feed override 0 to 150% (10% Steps)
Manual continuous feed

Thread cutting, synchronous feed (G32)
Reset

Feed hold

Automatic coordinate system setting
Decimal point input

Programming input of offset data (G10)
Chamfering/corner R control

Tool nose radius compensation (G40, 41, 42)
Canned cycles (G90, 92, 94)

Multiple repetitive cycles (G70-G76)
X-axis diameter/radius programming




Manual pulse generator

C-Axis control for both spindles

Custom macro B

Wiaiting codes (M900-M999)

Coordinate setting (G50)

Counter input of offset value

Radius designation on arc

EIA/ISO automatic recognition

Miscellaneous function M -3 digit

S-4/S-5 digit command single analog output

Constant surface speed control (G96)

Spindle speed orientation 50 to 120%

Tool function T2+2

Tool offset memory +6 digits, 32 pairs + 32 pairs + 32 pairs
Tool geometry/wear offset

Direct input of offset value

Part program storage length 131 Ft. + 131 Ft. + 131 Ft.
Registered programs 63 pieces + 63 pieces + 63 pieces
Memory protect

Multi-language display English

Run hour and parts counter display

Display of spindle speed and T code at all screens
Actual speed display

Self-diagnosis function

Status display

Reader/puncher interference by RS-232C

Memory card interface

10.2[CRT/MDI (Full key type) high-resolution monochrome
Manual handle retrace

Soft key interlock release

Polar coordinate interpolation (G12.1, G13.1)
Cylindrical interpolation (G07.1)

Start interlock

Alarm display

Background editing
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(2) UPPER AND (1) LOWER TURRET

Three independently controlled turrets provide 10 -axis machining capability. These three turrets are
identical size and capacity, and can accept revolving toolson all stations. There are (2) upper turrets
and (1) lower turret. Each turret has 12-stations for machining. Typically the upper turret on the left
side will machine the first operation on the left spindle together with the lower turret. In addition, the
upper turret on the right side is responsible for backside operations on the rig ht spindle to finish the
part complete. The movement of the turretsis coordinated by using M900 -M999 waiting codes in
each program.

There are many combinations of machining operations possible with this (3) turret design. Here are
just afew examples.

Center support work for long parts can be achieved by using lower turret with live center for
supporting work on left spindle while upper left turret isturning O.D. of the supported part all
while the upper right turret is working the right spindle.

Live tool work by both the upper left and lower turret can be performed on the left spindle
which islocked down by the spindle brake all while the upper right turret completes live tool
operation on right spindle.

Turning 4-Axis simultaneously can be accomplished by upper left and lower turret both
working in X & Z at the same time on awork piece which is supported by both spindles
which are synchronized in RPM.

Turning 6-Axis simultaneously is possible by upper left and lower turret both turning 2 -Axis
profiles on the left spindle while the upper right turret is machining 2 -Axis profile on the right
spindle.

Machining 10-Axis combined is possible by locking both spindles with disk brakes. The
upper left turret can mill in X, Y, & Z ontheleft spindle at the same time the lower turret
millsin X & Z on the left spindle. Meanwhile the upper turret on the right side millsin X &
Y on the right spindle, which simultaneously movesin Z.

Examples of
Simultaneous
Machining

Two upper turrets and one lower
turret ensure high productivity
over a wide variety of work

| B Center Suport | B Drilling & Tapping

pieces.

Y-Axis slides on the two upper
turrets are capable of
simultaneous cutting-feed
along with all other slides,
enabling more complex wark
compared to the conventional
2-spindle, 3-turret machines.

| B 4 -Axis Turning | Il 6-Axis Turning




Miyano Machinery USA Inc.
Quote

ABX-64TH2 (C-RTA)
January 2008

7

Cutting tools can be mounted on both sides of the upper left and lower turrets for machining on both
the left and right spindles. Additional cutting tools can be mounted on one side of the upper right
turret for machining exclusively on theright spindle. These high quality tool holders and flexib le
tooling selection combined with free position turret indexing, allow each cutting tool on all three
turrets to be indexed anywhere around the part, and permits more efficient programming that can
substantially reduce cycletime.

All three turrets provide fast station-to-station servo indexing of 0.25 second due to the new non -lift
curvic coupling design. Bi-directional turret indexing allows the turrets to automatically take the
shortest path to the next selected cutti ng tool station. The turrets are interference free, providing
ample clearance between each tool station and the work piece, allowing any combination of O.D. or
I.D. tools to be used.

Y-AXESSLIDES

Y -axis machining on both spindles by upper turrets at th e same time is possible on the ABX -64TH2.
Pure Y -axis movement occurs along each slide, which is perpendicular to the dant base. Similar to
the other axes, aball screw and servomotor through the use of the CNC programming control drive
these new slides. Now, more complicated machining from the bar is possible to be able to finish the
parts complete in one set up.




