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complete machining at

B |i has always been impertant
for GILDEMEISTER to develop
lathes that safeguard and further
enhance the competitive edge of
our cusfomers. This is only possi-
ble through close contact with
our customers

The analysis of market demands
and the assessment of fuiure
developmenls with our customers
confinue fo be the recipe for success

for GILDEMEISTER machines.

Two

Due to the most diverse customer
requirements, fechnical solufions
must, in future, be first more indi-
vidually tailored to the cusiomer
and secondly must remain affor
dable. The new MF twin 42/65
is a two-spindle mill-turning
center that provides a maximum
of flexibility and alse raises the
possibilities for complete machi-

ning to a new level through its

concept and perfermance cha-

racteristic’s.

spindles

for

the

highest

level.
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4-axis automatic productio

for complex bar and chuck machining.

n lathe

W The MF twin 42/65 comes

info its own especially where
demanding drilling and milling
work is required.

The GILDEMEISTER two-spindle
avtomatic lathe MF twin 42/65

|" completely machines bar and

—

chucking parts. Even the basic
version, the MF twin 42/65, is
equipped for complete machi-

ning: The drive power for the

The CNC barfype automatic lathe
MF twin 65 is characterized by high

flexibility, precision, reliability and eco-

nomical production of most complex parts.

MF twin 42 main spindle is
12 hp and 16 hp for the coun-
fer spindle or even 28 hp for
the MF twin 65 with a bar
capacity of 2%sinch at the
main spindle, C-axis on both
spindlas, two 12 station VDI
30 turrets, usable on the main
and counterspindle, driven fools
on both turrets, chip conveyor.
For extended complete machi-
ning, in the fully equipped ver-
sion, the MF twin 42 /65 has a
Y-axis (+ 1.6 inch) in the upper
turret and thus permits milling
and eccentric machining ope-

rations.

Parallel machining on
the main and counter-
spindle through slide

synchronisation.




Powerful tool drive for
drilling and milling

operation.

Powerful

components

attuned to
P kW] Md [Nm]
6,5
5 51 5 =
2 7
-
] - an an e - - e a» b e 20
0,5 P e e r 115
- Md P
0,24 / 8
[
= o o ) o o a o
o o S o S @ &
= & B o 9 - 5
— €3 7]
n [rpm] *

* For turret without Y axis 4,000 n[rpm]

Machining with C-axis
and driven tools on the

main and counter spindle.

!
i N

V g A .\

B Complex diilling and milling

operations through powerful focl
drives in both furrets in conjunction
with the standard C-axes on the
main and counter spindle. For
this, each turret station can be
fited with o driven tooling

attachment.

your requirements.

Off-center machining with driven
tools on both spindles is possible
with the vertical Y-axis in the
upper turret (3& inch traverse
path £+ 1.6 inch), without the use

of complex er special tools.

Eccentric drilling and
milling on both spind|es
with the Y-axis in the

upper furref.






The latest

machine

for high dynamics

B Most technologically ad-
vanced components mcke the
MF twin 42 /65 info a preduction
machine for small and medium
lot sizes ot an optimum in quality
at an unparalled price/ perfor-
mance ratio. Bar capacity is
either 13/ inch ar 2 %/ inch,
chuck size standard is 8 inch
opfional it is 10 inch. A 45°
inclined bed from high-grade
casting forms a solid base for
the two crossslides and the two
opposing spindles. This, combi-
ned with the undeniable work-
man-ship of all GIIDEMEISTER
praducts, ensures the highest

rale possible in mefalremoving.

® 4

B The main and counter spindles
are designed as aircooled inte-
grated spindle mofors. Since no
fransverse forces are exerted by
the belt drive, the concenricily
and surface finish are improved.
In addifion, high dynamics and
short acceleration and braking

times are achieved.

and workpiece

B For eccnomic machining, the
main drive offers 19 hp (twin
42) or 28 hp [twin 65 the sub-
spindle offers 16 hp for both
modes The preloaded linear rol
ler guideways permit ropid tro-
verse rates of up fo 98.4 f/min
and avoid slipstick  effects.
Through the combination of
modern control and digital drive
technology, increased interpola-
tion precision achieves a major
improvement in the workpiece

quality and contour accuracy.

components

quality.

-






2 and 4 axis machining

on the left hand spindle.

Transferring the semifi-
nished component using
the travelling right hand

headstock.

Independent machining
on the right hand
spindle.

2 and 4 axis machi-
ning on the right hand
spindle.

B With the MF twin you obiain
highest flaxibility and economy.

Through the use of both fcol car
riers it is possible to machine both
2 as well as 4 axes on each

spindle.

In addition to turning operations, if
is also possible to cary out ma-
chining with driven tools and
C-axes. The use of the vertical
Y-axis in the upper turret is also

no problem at all on both spindles.

The flexible use of both tool car
riers provides noficeable pro-
ductive and cost advantages in
practice. On workpieces with
differing machining complexities
for the first and second compo-
nent side, can be compensated
by using o d-axes manufacturing
process on the machining inten-
sive side, hence reducing the
cycle time.During 4-oxis machi-
ning on one spindle, the nexi
blank can be loaded at the
other spindle and the finished

part unloaded.



B The amply sized working

area and the arrangement of

both turrets, which work separg. "

ely in fronf of and behind the hur =

ning center, virtually eliminate

collision possibilities.

kil
W Simultaneous use of both tool M Angle controlled transfer of B Simultaneous machining with
carriers at the main spindle. work pieces from the main fo the  both tool carriers ot the oppased

subsspindle is possible. spindle.



Handling

and

automation

B Different bar feed and bar
loading magazines in conjunc-
ticn with the appropriate parts
catching devices, make the
MF twin 42/65 info a high per-
formance automatic production
lathe for bar machining.

Two different systems are availe-
ble for production of chucking
parfs in an automatic sequence:
An integrated handling system
consisting of a feed for horizon-
tal or vertical workpiece frans-

port, as well as a fransport con-

veyor bell for workpiece remo-
val. leading of the blank on the
main spindle as well as unloo-
ding of the finished part from the
opposed spindle is performed by
a hydroulic activated, programm-
able gripper in the lower turret.
This solution is characterized by
an  exceptionally  favorable
price/ performance rafio. Wide-
ranging sclutions consisting of @
CNC  loading ganiry  with
various workpiece storage devi-

ces [continuous conveyor belts,

modules.

pallet indexing devices) are sui-

table for more complex applice-
tions, e.g. in conjunction with
automatic measuring inside [in
process} or outside [posi process]

the machine.






Trailblazer in ergono-
mics and design: The
840 D control with flat
colour screen makes it

easy to use.

Easy

W The Siemens 840 D contrel is

part of the new confrol generati-
on.This uses the familiar shruciu-
res from the PC world and com-

bines them with the special requi-

rements of digital AC drive requi-

rements. The result is an especial-

ly user friendly control, which dis-
plays, for example, all informari-
on in plain text, and this in various

languages.

programming

and

W The Siemens 840 D is opti-
mally maiched fo the MF twin
and supports as o modular con-
cept all modern programming
functions through the integrated
Pentium I PC Intel based compu-
ter with hard drive. Management
of the programs, parameters, ser-
vices and diagnosis lokes place
on the computer and within the
MMC modu
ded direct

the actual contral.

e. The data is loar

% Through \'ob lists in

simple

B The digital interface between
the CNC control and the drives
ensures froublefree communicati-
on and improves the dynamic
response and confrol behavior of

the machine. Editing of the pro-

grams fakes place via the inter
grated fext editor, opsration via
the softkeys. The freely configura-
ble window display on the sfan-

dard flat color screen produces

optimum clarity.

operation.
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Technical data

Machine type MF twin 42 MF twin 65
Bed

Design o 45" inclined bed

Contour of the guides rolled guides o B
Operating range

Swing diameler inch 9.5 -
Tuming diameter, normal inch 79

Spindle diameter inch 3.5

Spindle 1 (left)

Chuck diameter inch s} 8

Bor diameter, max. inch 1 34 2 %e
Spindle nose diameter (flat flangs| mm 140h5 170h5
Spindle bere diameter inch 2.2 3.1
Diameter in the front bearing ~inch %] 4.7
Spindle 2 (right)

Chuck diameter inch 6 8

Bar diameter, max. inch 19 1.7, 1%s, 2%
Spindle nose diameter (flat flange) mm 140h5 140h5,/170h5
Spindle bore diameter inch 2.2 2.2
Diometer in the front bearing inch 35 3.5

Main drive (left)

Input power max. [40,/100% duty cycle] hp 255/188 37.5/28.1
Speed range rpm 31-6300 25-5000
Buckle speed B rpm 1000 850

Torque max. [40,/100% duty cycle] f./lbs. 97.8/132.1 233.6/1752
Drive type/range number B AC/1

Type Integroted spindle motar with Coxis
Main drive (right) -
Input power max. [40/100% duty eycle] hp 21.4/16.1

Speed range rem 31-6300

Buckle speed rpm 1000

Torque max. 40/ 100% duty cycle] ft./Ibs. 84/113.2

Drive type/range number AC/1

Type o Integrated spindle motor with Caxs
Slide 1 (top)

Cross fravel X inch 7.5

Lengituding travel Z inch 21.8

Vertical travel loption) Y inch +1.6

Ropid fraverse speed X/Y/Z inch/min N 787.2/295.2/1180.8

Fead force X/Y/Z daM 400/700/700

Slide 2 (bottom) o

Face fravel X inch #i5

longitudinal travel Z inch 21.8 -
Rapid fraverse speed X/7 inch/min 1787.2/1180.8

Feed force ¥/7 dal 400/700

Slide 3 (Spindle 2)

Longitudinal travel inch 6.3

Rapid traverse speed inch/min 1180.8 S
Feed force dalN 700

Tool carrier 1 and 2

Number of tocls o 2x12

Shatt digmeter according to DIN 69880 inch 1.2

Number of driven toal siations - 2x12

Power, max. [40/100% duty cycle] hp B.7/67

Torque max. [40/100% duty cyc|e] ft./lbs. 14.6/11

Speed range rpm 40 - 40000*

Dimensions and weights -

Overall length, with swarf conveyor inch 18.8

Qverall depth, with control cobinel inch 87.4

Overall height, with control cabinet inch 7468 -
Weight of machine, with conlrol cabinet lbs. approx. 16500

* |40 - 3500 for tool carrier 1 with ¥ axis
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Control Technical Data

SIEMENS 840 C

Function

Comments

Control type

Path control for 2x2 axes, T main spindle with C axis, 1 counterspindle with C axis,

tool drive of turrets 1 ond 2, Y axis [depends on machine)

Measuring systems

incremental measuring systems

Measurement system

mefric, inch

Measurement input

Absolute dimension/incremental dimension

Input precision

0.001 mm [0.0001 inch]

Interpolation type and scope

linear + 3935.999 inch/circular + 3935.999 inch

Feed input

direct in inch/rev. or inch/min

Feed superposition

C-150%

Feed range

0.00004 inch/rev. to 393.6 inch/rev. (machine related)

Servo handwheel

for the fine adjusiment of the slides, selectable ranges on the handwheel:

0.3936 / 0.003936 / 0.0000393 inch

Thread cutting

longitudinal, transverse and taper thread, from 0.0000393 - 19.7 inch/rev. pitch,

single or multiole start with constant or variable pitch
2] P &

Rapid traverse

transverse/longitudinal

Rapid traverse limitation

through parameter input

Spindle speed

inpul in rev./min,

Spindle speed superimposition

50 -150%

Spindle speed limitation

ic be programmed and conlrolled via parameters

Spindle stop

io be programmed

Coordinate system

absolute, incremental and Cartesian polar and cylinder coordinates

Constant cutting speed

input in inch/min.

Tool programming

posilion programming with tool data

Tool file

200 data records, for sefting dimension and fool correction

Cutter radius compensation

available

Tool-life monitoring

tooHife monitoring with programmable strategy for replacement tools

Machining time cycle fime
Leadscrew error compensation for all axes
Backlash compensation available

Zero shift

programmable

Part program memory

> 200 MB on hard disk

Variable programming

with 500 global and 200 local variables, including figenometric and arithmetic

compuling functions

Real time clock and date

secure against power foilure

Diagnosis (automatic)

aulomatic selldiagnasis, display of current error conditions .

Diagnosis following selection

display of internal memory confents,input and oulput, drive diagnosis functions

Screen display

10.4" TFT colour display

Screen struciure

display of current data of all axes (posifion, speed) in the operofing mades marnual
confrol and automatic, display of batch number, feed, tool number and tool cerrection

of the relevant selected slide

Clear text display

program texl, block fext, diagnosis text







Your Representative:

DMG

America Inc.

DECKEL MAHO GILDEMEISTER

DMG Chicago: 1665 Penny lone, Schaumburg, IL 60173, Tel.: (847) 781-0277, Fox: (B47) 781-0388
DMG Charlotte: 13509 South Point Blvd., Charlotte, INC 28273 - 6759, Tel.: (704) 5831193, Fax: [704) 583-1149
DMG Houston: /57 Kenrick, Suite 108, Houston TX 77060, Tel.: (281) 99@-DMG1, Fax: [281) 999-1279
DMG Los Angeles: 17321 Pepper Tree St Fountain Valley, CA 92708, Tel - [714] 842:0663, Fax: [714) 8420443
email- info@dmgamerica.com, Infernel; www, gildemeister.com

MONTFGRT MWEREUNG

Technical update rights reserved.

Subject te madification

Pio.D 1290/ 1 09%us





