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] H H H H RADIALLY-COMPLIANT DEBURRING TOOLS

Product Description

ATl's line of Radially-Compliant (RC)
Deburring Tools, also known as
Flexdeburr™, are robust, high-speed and
lightweight air turbine-driven deburring units
for deburring aluminum, plastic, steel, etc.
with a robot or CNC machine. The RC
Ir Deburring Tool is especially suited for
removal of parting lines and flash from parts.
However, its flexible design allows it to be used in a wide variety
of applications.

The RC's pneumatically controlled, articulated design allows
the cutting bit to follow the part profile and compensate for
surface irregularities, allowing high feed rates with uniform
quality in any orientation. The tool also requires no oil, allowing
clean exhaust air to be vented directly into the work environment. A variety of radially-compliant deburring tools

Compliance is supported by air pressure applied to the shaft are available. Clockwise from top-left: RC-300/340,
of the unit and is used to perform consistent deburring on RC-660, RC-150 and RC-340-CNC.
irregular part patterns. The motor's internal governor maintains
high spindle speeds for optimum surface finish. The tools offer
up to = 9mm of compliance. The RC Deburring Tool also utilizes
standard industrial tungsten-carbide bits which allows for
adaptation to changing assembly lines and part requirements.

Features

Designed for removal of parting lines and flash: RC
Deburring Tools are particularly adept at flash and parting line
removal. Tools also perform edge deburring. The RC Deburring
Tool's flexible design allows the tool to perform a variety of
deburring tasks.

Quiet turbine motor: Quiet air motor (less than 70 dbA) utilizes The Radially-Compliant Deburring Tools have a
clean air (no oil). Exhaust air can be vented to atmosphere patented design which provides radial compliance,
without reclamation. throughout 360 degrees of movement, via internal

pneumatic pistons which center the spindle during use.
Several operating speeds: Motors are available in 30,000,

40,000, and 65,000 RPM models. A variety of sizes allows you
to match the proper RC deburring tool to your application.
“The flexibility and consistency of the RC Deburring Tool

Radial compliance: The radial motion of the RC spindle and will allow us 10 design move effcient cells with a smaller

cutter allow fast and simple programming of the robot.
pi€ prog 9 Jootprint. Also, the system’s robot is quicker and easier to

Flexible mounting options: The RC Deburring Tool can be train (program) with a more forgiving finishing tool.”
mounted to a robot, bench or fixture from the side or rear. Charlie Young

Systems Design Engineer

Industry standard tungsten-carbide bits: The collet system "o
Hammond RotoFinish

allows the user to select from a wide variety of standard
industrial cutter profiles to fit their deburring needs.

Minimal chattering and vibration: The compliance unit supports
the tool to provide stiffness for the cutter, yet allow motion in
response to the part profile. Radial compliance allows the unit
to perform where other deburring tools have failed.
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Product Description

ATl's line of Axially-Compliant (AC) Deburring Tools, also
known as Speedeburr™, are a patented family of robust, high-
speed, low-weight air tools with a floating rotary cutting burr for
edge-deburring and chamfering of aluminum, plastic, steel, etc.,
with a robot or CNC machine. While spinning at high speeds, a
rotary cutting burr or file (tungsten carbide, PCD, or CBN coated
cutting burr) rides on a cushion of air that provides compliance
while maintaining a constant force. Because the rotary burr has a
45° cutting angle, the compliance is both lateral and axial. This
patented force control system provides a very high stiffness in the
path direction and a low stiffness in the contact force direction that
prevents chattering (a common problem with robotic deburring).
Due to the extremely low inertia of the cutting burr, AC Deburring
Tools can quickly deburr parts, greatly reducing cycle time.

AC Deburring Tools maintain a consistent deburring result
from part-to-part. The floating head design reacts quickly to any
variances in part position or robot path. As a result, robot
programming time can be reduced by up to 75%.

Features

Designed for edge deburring and chamfering: AC Deburring
Tools are uniquely and exclusively designed for edge deburring
and chamfering.

Reliable vane motor: Robust vane-type motor designed with
rugged components provides long service with exceptional power.

High-torque performance: Vane motors increase their torque
in response to deburring demands.

Floating axial compliance: Remotely set air pressure controls
and maintains the constant axial force on the deburring cutter
mounted in the Free Flying Piston (FFP). The axially compliant
motion of the FFP allows the cutter to compensate for deviations
in the part profile along the robot path.

Mounting options: The AC Deburring Tools use adapter plates
which are easily customized for robotic, bench, or fixture mounting.

Simple file-change system: The cutting files mount to the unit
using threaded shanks, and can be replaced easily and quickly
without removing the tool from the robot.

Easy teaching: The axial motion of the FFP and cutter allow
fast and simple programming of the robot. The movement of
the cutter compensates for changes in part tolerances, part
misalignment, and robot path variation.

Extensive industry use: AC Deburring Tools are being used by
hundreds of customers throughout the world. Customers
include Pratt & Whitney, Nissan, Volvo, Rolls Royce, Caterpillar,
Saab, General Motors, John Deere, and many others.

Z i

An array of axially-compliant deburring tools are available.
Clockwise from top-left: AC-90, AC-180-CNC, AC-180.

A floating burr rides on a cushion of air to provide
compliance and to maintain consistently deburred parts.

ATTs [AC Deburring Tool] has proven to be an
effective solution. The floating head provides a consistent
chamfer around the perimeter of the part, allowing for

variations in part tolerances and edge conditions.”

Scot Slosier
Project Engineer
Micron Manufacturing, Inc.
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Radial Compliance vs. Axial Compliance:
Which Deburring Tool best fits my application?

Radially-Compliant (RC) Deburring Tools use a turbine motor
which requires filtered, dry air. Standard industrial burrs may be used.
Axially-Compliant (AC) Deburring Tools use a vane-type motor
which requires filtered, lubricated air to operate properly. Use of

non-lubricated air will result in motor failure. This design also
utilizes specially designed burrs only available from ATI.

Edge deburring in tough-to-reach areas?

Radially-Compliant Deburring Tools, in many cases, can reach
deeper and into more confined areas than the AC units. The design
allows for a greater range of access points for robot programming.

Removing Parting Lines or Flash?
Radially-Compliant Deburring Tools are the only models designed
to remove parting lines and flash.

Edge deburring or chamfering?
Axially-Compliant Deburring Tools are faster and preferred over the
RC units for edge deburring.

Applications

ATI Deburring Tools are in use in hundreds of successful
applications around the world including:

e Crankshafts

e Aluminum bumpers

e Silver spoons

e Steel steering knuckles

e Automobile exhaust manifolds

e Steel and titanium jet engine parts

e Aluminum cylinder heads and casings
e Forged steel brake keys

¢ Plastic child car seats

“The compliance feature [of the Radially-Compliant deburring

tool] was the real selling point as the plates shift a bit from part-

to-part. We are quite happy with the units’ performance to date.”
Andy Morwood

Robotics/Welding Engineering
Dana Canada

ATT has proven itself as a first-rate company with first-rate
products. ATTs automated deburring tools are unchallenged in
the industry.”

Mike Olson

Sales Application Engineer
Automated Concepts, Inc.
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MODEL SPECIFICATIONS

Radially-Compliant Deburring Tools

Specification

RC-340-CNC

Weight (without mounts) 24 1b 2.54 |b 2.54 b 491b 401b
(1.1 kg) (115 kg) (1.15 kg) (2.2 kg) (1.8kg)
Compliance Travel 0.2 in 0.3 in +0.3in +0.35n 0.3 1in
@ collet (5 mm) (+ 8 mm) (+ 8 mm) (=9 mm) (+ 8 mm)
Compliance Travel +0.1in +0.1510n +0.151in +.1751n +0.151n
Recommended (+2.5 mm) (+ 4 mm) (+ 4 mm) (4.5 mm) (+4 mm)
Compliance Force 0.7-1.5 Ibf! 1.5-9.5 Ibf? 1.5-9.5 |bf? 1.5-9.5 Ibf3 1.5-9.5 Ibf?
(Pneumatically Variable) (3.1-6.7 N)! (6.7-42.3 N)2 (6.7-42.3 N)2 (6.7-42.3 N)3 (6.7-42.3 N)?
Idle Speed 65,000 rpm 30,000 rpm 40,000 rpm 40,000 rpm 40,000 rpm
Air Consumption# (idle) 3.0cfm (1.4 1/s) 6.0 cfm (2.8 I/s) 6.0 cfm (2.8 I/s) 11.5¢fm (5.4 1/s) 6.0 cfm (2.8 I/s)
(stall) 8.0 ¢fm (3.8 I/s) 21.5c¢fm (10.21/s) | 21.5¢cfm (10.21/s) | 38.0 cfm (17.9 1/s) 21.5cfm (10.2 I/s)
Air Connections® (spindle) 1/8 NPT 23/8" Tube 23/8" Tube g1/2" Tube Single line thru
(compliance) 1/8 NPT #5/32" Tube #5/32" Tube #5/32" Tube spindle or 1/8 NPT
Collet g 1/8" standard g 1/4" standard g 1/4" standard g 1/4" standard g 1/4" standard
(3mm opt.) (others avail.) (others avail.) (others avail.) (others avail.)
Power 150 W@ 300W@ 340 W@ 660 W @ 340W@
65,000 rpm 30,000 rpm 40,000 rpm 40,000 rpm 40,000 rpm
Mounting Feature Side & Rear Side & Rear Side & Rear Side & Rear 3/4" [19mm]
Patterns 6 Patterns 6 Patterns 6 Patterns 6 Weldon Shank

1 When supplied 20-60 psi (1.4-4.1 bar) 2 When supplied 5-60 psi (0.3-4.1 bar) 3 When supplied 10-60 psi (0.7-4.1 bar)
4 Dry filtered air 5 Alternate air connections available, contact ATl 6 Accessories Available: Bench mounting plate, Rear interface plate

Axially-Compliant Deburring Tools

Specification AC-180-CNC
Weight 1121b 1121b 1121b AC Options
(0.51 kg) (0.51 kg) (0.51 kg) ) )
Several optional parts are available:
Max Burr +0.16 in +0.16 in +0.16 in . .
Compensation (+ 4 mm) (+ 4 mm) (+ 4 mm) e Filter-regulator-lubricator
. B 008 008 008 designed for the AC,
ecommenae urr + U. In + U. In +U. In
Compensation (+2 mm) (+2 mm) (+ 2 mm) P-No. 9150-FRL-2
Axial Force Range' 0256 Ib 0256 Ib 0256 Ib * Muffler and oil recovery device,
(1-25N) (1-25N) (1-25N) P-No. 9150-XMC
Cutting File Surface 25-35 ft/sec 25-35 ft/sec 25-35 ft/sec * High precision pressure
Speed (7.5-10.5 m/sec) (7.5-10.5 m/sec) (7.5-10.5 m/sec) regulator kit. Includes bracket
Air Consumption @ 75 14 cfm 14 cfm 14 cfm4 and gauge, P-No. 9150-P16-B-G
psi, 5 bar® (6.7 1/s) (6.7 1/s) (6.7 1/s)* * Spindle extension
Cuting File Rotation 18,000 to 18,000 to 18,000 to P-No. 9150-100020
Speed 25,000 rpm 25,000 rpm 25,000 rpm e Adaptor plate (illustrated in model
Sound Pressure Level/ 75 dB(A) 75 dB(A) 82 dB(A) drawings) P-No. 9150-H/T-3178
Value (87 dB(C)) (87 dB(C)) (95 dB(C))
Power 250 W @ 250 W @ 250 W @
20,000 rpm 20,000 rpm 20,000 rpm
Torque at lower speeds 0.30 ft-Ib 0.30 ft-Ib 0.30 ft-Ib
(0.4 Nm) (0.4 Nm) (0.4 Nm)

1 When supplied 0-43.5 psi (0-3 bar) 2 Measured at 8mm dia. (halfway between tip and outer rim)
3 Lubricated filtered air 4 At maximum of 87 psi (6 bar) 5 Idle RPM is at 30,000
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CASE STUDIES

Radially-Compliant Deburring Tools: Fanuc Robotics

“Most large manufacturing
companies have a number of
deburring needs that warrant
the purchase of a robotic cell.
The key to success is to
assure that the automated
deburring operation can
satisfactorily and repeatedly
perform the deburring task,”
says Bob Howard, Systems
Integrator for Fanuc Robotics
Southeast. “Creating a
deburring cell that can satisfy more than 90 percent of
all industrial applications is our goal.”

“We are convinced that the RC Deburring Tools will
provide a 35 to 40 percent gain in productivity due to

Axially-Compliant Deburring Tools: Ellison

Ellison engineers, builds,
integrates, services, and
supports customers who need
turnkey integrated systems
for a variety of industries.

Aluminum Wheel
Deburring: This system uses
an AC deburring tool to deburr
the slots on aluminum wheel
rims. The burrs, remaining
after casting and machining
processes, are 0.01 inch thick
with varying heights from zero to 0.1 inch. The requirement
is to remove the burrs and break the edge with a chamfer.

improvements in the deburring process. The first
successful application is an automotive parts
manufacturer in the southeast that had a very complex
part. The application needed the flexibility of the
deburring tip to access several crevices that were hard
to reach, even with manual deburring systems. We can
now maneuver the tip to reach all areas of the part and
at a pace of two parts every 190 seconds.”

Howard says the RC was the right deburring tool for
the job, and the flexibility of the tool opens up a larger
world of possible applications. “We must exhibit the
ability to handle both large and small burrs and have the
built-in compliance and flexibility to satisfy the most
challenging jobs.”

Machine Tools and Robotics

A six-axis robot is programmed to track the path of the
slot with the AC Deburring Tool mounted on the robot
flange. Because of the unit's +£0.16 inch compliance, the
number of points are reduced when following the path
around the arcs in the slot.

The AC cutting file length is 5/8 inch with 24 cutting
flutes and a small negative rake angle. The chamfer size
is controlled by the path speed and the axial air pressure
of the robot. When the robot runs at about 2 inches per
second, the chamfer cuts are approximately 0.035 inch.
Each rim has approximately 120 inches of edge to deburr,
and after 1,000 rims are deburred, the cutting file is still
usable, exhibiting very little wear.
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RC Collets
Part Number RC-C-12142 RC-C-12149 RC-C-12442 RC-C-12443 RC-C-12444 RC-C-12445 RC-C-12446
Description g 3 mm collet @ 1/8" collet g 3 mm collet 2 1/8" collet 2 3/16" collet @ 6 mm collet g 1/4" collet
Fits Model RC-150 only RC-150 only RC-300, RC-340, RC-300, RC-340, RC-300, RC-340, RC-300, RC-340, RC-300, RC-340,
RC-340CNC, RC-660 | RC-340CNC, RC-660 | RC-340CNC, RC-660 | RC-340CNC, RC-660 | RC-340CNC, RC-660
RC Burrs®

Part Number RC-B-24033 RC-B-24061 RC-B-24063 RC-B-24065 RC-B-24645 RC-B-24862
Description Diamond cut, Standard cut, Diamond Cut, Aluminum Cut, Aluminum Cut, Alt. Diamond Cut,
1/4" Burr Dia., 3/8" Burr Dia., 3/8" Burr Dia., 3/8" Burr Dia., 3/8" Burr Dia., 1/4" Burr Dia.,
5/8" Burr Length, 3/4" Burr Length, 3/4" Burr Length, 3/4" Burr Length, 5/8" Burr Length, 3/4" Burr Length,
1/4" Shank 1/4" Shank 1/4" Shank 1/4" Shank 1/4" Shank 1/4" Shank
Application For hardened and For deburring, For hardened and For deburring of cast For deburring of cast For metal or plastics.
tough materials, super | beveling, chamfering. | tough materials. aluminum and thermo- aluminum and Weld removal,
alloys, and fiber- Long life. Higher cutting capacity | plastics. No loading thermo-plastics. rough finishing,

reinforced plastics.

than standard cut.

of the flutes.

Rounded burr tip.

surface working.

Part Number RC-B-26408 RC-B-17203 RC-B-24061 RC-B-24063 RC-B-73003
Description Cut FVK, Cylindrical Double cut, | Flame Double cut, Cone Double Cut, Fiberglass Router,
1/4" Burr Dia., 1/8" Burr Dia., 1/8" Burr Dia., 1/8" Burr Dia., 1/8" Burr Dia.,
5/8" Burr Length, 9/16" Burr Length, 1/4" Burr Length, 7/16" Burr Length, 1/2" Burr Length,
1/4" Shank 1/8" Shank 1/8" Shank 1/8" Shank 1/8" Shank
Application For trimming and For hardened and For hardened and For hardened and For fiberglass and
contour milling of all tough materials, super | tough materials, super | tough materials, super | non-metallic
glass and fiber-reinforced | alloys, and fiber- alloys, and fiber- alloys, and fiber- materials.

plastic. High feed rates.

reinforced plastics.

reinforced plastics.

reinforced plastics.

* In stock. Additional off-the-shelf burrs available.

RC Pneumatic Accessories
9150-FFR-90

Part Number

9150-PPR-60

Description

Coalescing Filter/Regulator Assembly

(for air motor)

Precision Regulator Assembly

(for compliance)

AC Burrs’

Part Number 4579-C2 4579-C5 4179-C5-F 4153-C5 4153-C5-F 43967 1010-C2
Description Straight fluting, Straight fluting, 4579-C5 burr with Spiral fluting, triple | 4153-C5 burr with | Straight fluting, Straight fluting,
C2 micro-grain, C5 micro-grain, high lubricity micro- | segmentation, C5 high lubricity (2, 90° cone, Chip 90° cone
90° cone coating added grain, 90° cone coating added breaker feature 80° cone
Application For hard metal, For faster speed For hard metal, For faster speed For reinforced For soft metal in For soft metal,

i.e. Steel.

and longer life.

i.e. Steel.

and longer life.

plastics.

tight areas.

i.e. Aluminum.

* Specially designed burrs only available from ATI.

20.3

15.8

AC-90 Burr Dimensions
(except 1010-C2)

T

Spindle Extension

(9150-100020)

A spindle extension is
available to increase the AC's
reach by 52mm (2.05 inch) for
hard-to-reach applications.
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ATl INDUSTRIAL AUTOMATION Www.ati-ia.com
(2)1/8 NP

CENTER OF
ARTICULATION

/
H OPTIONAL
-~ J \ ROBOT INTERFACE
: <T’ PLATE BLANK
%94 —FH = 97
il
OPTIONAL N I
©

9230-50-1032-01

38.9

6.4
o v —
]_FA 110.7 57.3 = \ﬂ 12/
J 193.7 T~ -
CENTERING FORCE

91.2 25 (-G 3 APPLICATION

COMPLIANCE
(CENTERING) AIR
1/8 NPT

(2) B4 T4 (MAX)
(SF M4 DP) "\

®15.9
L $28.6
= | &N
(4) M4 SHCS EE
95 (12mm LONG) i

(2) p4 DOWELS (SUPPLIED)
4mm LONG n (2) M4x.7 TAP /
(SUAALIED) Y (4mm MAX. SCREW ENGAGEMENT) 4.3 = SPINDLE AIR
= o| 25433 =35 = J 1/g NPT
: 437 34.9
A 1/8" COLLET
56.7 ‘ f
1.9 A
NOTES:
1) SPINDLE AIR TO BE FILTERED 5 MICRCN OR BETTER, DRY (NO OIL) AND

SUPPLIED AT 6.2 BAR [90 PSI].
VIEW A-A 2; AR CONSUMPTION: [DLE=1.42 L/S [3 CFM], STALL=3.78 L/S [8 CFM]
(OPTIONAL BENCH MOUNT ADAFPTER) 3) OBSERVE MAXIMUM FASTENER LENGTHS AS NOTED ABOVE

www.ati-ia.com RC-300/RC-340 9230-50-1033-01
2129
=—— 831 —®» =137 NOTES

1) SPINDLE AIR SUPPLY TO BE REGULATED TO 6.2 BAR [90 PSI]
2) AIR SUPPLY TO BE FILTERED 5 MICRON OR BETTER, DRY, AND NON-

LUBRICATED. (THE USE OF A COALESCING FILTER IS RECOMMENDED)
CENTERING FORCE 3) SPINDLE AIR CONSUMPTION 2.83 L/S [6 CFM] AT IDLE,
APPLICATION 102 L/S [21.5 CFM] AT STALL.
] 4) SUPPLIED AIR FITTINGS MAY BE REMOVED TO UTILIZE CUSTOMER

SUPPLIED 1/8NPT FITTINGS

)
?15.9 ) )
5) DO NOT USE LIQUID THREAD LOCKER ON MOUNTING FASTENERS.
)

USE LOCK WASHERS
DO NCT EXCEED THE MAXIMUM THREAD LENGTH SHOWN FOR
RS

MOUNTING FASTENERS.

@

N_ CENTER OF
ARTICULATION

= 8.7

AOPTIONAL BENCH 2266
OPTIONAL ROBOT

MOUNT ADAPTER 35:0.013 = INTERFACE PLATE BLANK

R ! . (DOWEL PINS)  “e—s=\ (REAR MOUNTING KIT)
7 95 (CUSTOMER SUPPLIED)

= —= 2) ¢4 DP

(o) (5rr)1m LONG (2) 94 V4 ) S
23 \I\ﬁ JT (SUPPLIED) EF MBRENEY) 532 [4mm
1 i (CENTERING AIR'
125

) - i - \ ﬁ 1
I == o
< + ®) TAF?éE—D M5x.8 /T <@ K N

=

©

60.6 —T= 4 I )
(4.4mm MAX t 18
384 FASTENER LENGTH) 45 }:Ll— 38. k
T f (CUSTOMER SUPPLIED)
= (4) M6x1 SHCS
9510.013 e 10mm LONG
(DOWEL PINS) (SUPPLIED)
SECTION A-A RC-300 & RC-340 #3/8 [9.5mm]
(OPTIONAL BENCH MOUNT ADAPTER) ARE DIMENSIONALLY IDENTICAL 114" COLLET (SPINDLE AIR)
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ATI INDUSTRIAL AUTOMATION

www.ati-ia.com RC-340-CNC 9230-50-1031-01
2432 50.8
#1659 ° e 17.1 1/4 NPT
{Plug to Use
r$254 i Alternate Air
Connection)
1———1» 325
34.9 -
® c P19 20°
253 ALTERNATE
COMPLIANCE PRESSURE REGULATOR ‘yR IReIr
@ |_—COMPLIANCE FORCE
b TEST GAUGE PORT
©
— _ He_ [
e aglel |~
9 WELDON SHANK
NOTES: @ ~—1/8 NPT
1) SPINDLE AIR SUPPLY TO BE REGULATED TO 6.3 BAR [90 PSI}, {Alternate Air Connection)
2) AIR SUPPLY TO BE FILTERED 5 MICRON OR BETTER, DRY, AND NON-
LUBRICATED. (THE USE OF A COALESCING FILTER IS RECOMMENDED). B —
3) SPINDLE AIR CONSUMPTION 2.83 /S [6 CFM] AT IDLE, .
)

102 L/S[21.5 CFM] AT S
PRIOR 1O LOADING DEBURRING UNIT, CNC SPINDLES MUST BE
VE RESIDUAL COOLANT.
BIOAND W ATER N SPINDLE AR WILL DAMAGE TURBINE MOTOR.
5) GOMPLIANCE PRESSURE IS SET USING AUXILIARY GAUGE (9150-GA-60)
HICH MUST BE ORDERED SEPARATELY. GAUGE IS REMOVED PRIOR 1/4" COLLET
T NACHINING, REFER T0 RC M40.CNG MANUAL REGARDING USE,
6) SHIPPED FOR AXIAL AIR SUPPLY. CUSTOMER MAY PROVIDE THEIR
OWN /4 NPT PLUG FOR WELDON SHANK, REMOVE 1/8 NPT PLUG FROM
SIDE OF UNIT AND SUPPLY AIR RADIALLY.

4

ATI INDUSTRIAL AUTOMATION

www.ati-ia.com - 9230-50-1030-01

(CUSTOMER SUPPLIED

_ 237.4
|09 202
98 CENTERING FORCE
APPLICATION 0
©5/32 [4mm]
@254 CENTER OF CIERNG Al
B8 i ARTICULATION
617 * ‘
f i
g $492-
149 — = 1248 ——— >
257.7 1/4" COLLET
(STANDARD)
BASIC UNIT @1/2" [12.7mm]
SPINDLE AIR:
(4)MBx1 SHCS (2) $5 T 5 MAX.
SIS ST o
N3 == M- (SUPPLIED
(2) ®M5 DP % el ( )
5mm LONG — [© € ’
(SUPPLIED) ©20 -
N, o] 60
W 48
caq k@ @0 o
L i OPTIONAL ROBOT
35.1 N INTERFACE PLATE BLANK
i @TarPED Mo @ “ (REAR MOUNTING KiT)
%4 (6:5mm MAX, PASTENER LENGTH)
349

SECTION A-A F=003==
(OPTIONAL BENCH MOUNT ADAPTER) SI0E MOUNTING PATTERN

SPINDLE AIR SUPPLY TO BE REGULATED TO 6.2 BAR [90 PSI].
If\l!JR SL(J:F}’\PLY TO BE FILTERED 5 MICRON OR BETTER.

3 DRY, AND NON-
{ é) HE USE OF A COALESCING FILTER IS RECOMMENDED)
3) SPINDLE AIR C NSQI_MPTION 543 L/S {11.5 CFM] AT IDLE,
)
)
) D!

38 CFM] A
SUPPLIED AIR FITTINGS MAY BE REMOVED TO UTILIZE CUSTOMER
S%PPLIEDSé&II:IPT AND 3/8NPT FITTINGS.

NOT U QU DSTHREAD LOCKER ON MOUNTING FASTENERS,

EXCEED THE MAXIMUM THREAD LENGTH SHOWN FOR
MOUNTING FASTENERS.
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www.ati-ia.com AC-90 9230-50-1013-03

F['ee Flying (Option 1) on/off Mist . Air supply
Piston valve actuated from lubricator Filter 75 PS|
o \@ Tungsten Carbide robot controller 3
Burr (File) 1/4 NPT
Strokej;‘& 1 Exhaust %
8 - #10-32 Port provides (Option 2) onfoff
(1 I tuated
f 2X #10-32 ports used r e asre roet controlar|
DETAIL A for Mutliposition Hiac @ on Burr
SCALE 1: 1 o y % @ Yane | Exhaust
Do g 12
L1 Gauge
Loy / xd (Optii) on/off Exte nz‘;lﬁ;;ss e P
il Xxtert Ure
Drive Pressure 1/4 NPT valve actuated regulpator .
Exhaust from robot 0-45psi Hiac
. controller
®6+O'O15 Adjustment Screw
0 D54 Axial force from deburring
H7 5 Deep 4X @6 Thru 7| ﬁﬁ $32.1 process

for M6 Socket Cap i i

Screws C'bore ( Pneumatic Diagram

from Far Side

B.C.#40 0 98
Max.
9503 0%
H7 2 Deep
®16 H -
fa—— 75
1121

Adaptor plate sold separately

www.ati-ia.com AC-180 9230-50-1019-02

(Option 1) on/off Mist § Air supply
T ten Carbide vall)v? actt:atlelzd from |Ubrl02!g_2t;r 75 PSI
Free Flying ungsten Carl robot controller i
Piston Burr (File) ’%
< ) 1/4 NPT oo nchatad 1
v #10-32 Port provides N o
Axial Exhaust Axial Pressure UeRECE )
8 Strok ~ constant force | &
— 0K on Burr Exhaust
DETAIL A d 6 7 =
SCALE 1: 1 2X #10-32 ports used_r® " 7 % % @
for Mutliposition Hiac f ©] A = e
q i [—
@‘\ (Olption %) Otn/dOﬁ External Ipressure
t .
1/8 NPT from robot 045pst Hiac
Drive Pressure controller
14NPT L
Exhaust
Axial force from deburring
(2)6"'8-015 process
84.5——= A .
H7 5 Deep 4X 36 Thru Pneumatic Diagram

for M6 Socket Cap

Screws C'bore - =

from far side * = *

. $36 o :@; P40
B.C.%40 ‘ N ERe & B54
X 550+0.030 B = ]
H7 2 Deep
f=— 37 110.8 Min-
118.6 Max.

Adaptor plate sold separately
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INDUSTRIAL
AT N5
e '

1SO 9001 ¢

PRI C-180-CNC 9230-50-1015-02

Ai ly, 75psi . 90psi
Normal and Low range Htersd o et oot
640 adjustment screws.
_[16.2] See note 2 S|
Flat CNC-Hiac
) 0 olf Vane motor
X O|
2 § fb@\ | < Exhaust
< N . Plug
1/4 NPT Air
Drive pressure Supply Port DETAIL A (Low Range)
adjustment screw Plugged SCALE 1:1 Optional Plug
for spindle air (Normal Range)
Vent <—
K o Force’adjustment File
o 0
(o] [«
o o
) “ Axial force from
deburring process
1/8 NPT external . i i
?1.93 axial pressure port 1/4 NPT Spindle Spmdle Alr SU pply
Free Flying [¢49] plugged air supply port to be Pneumatic Diagram
Tungsten Carbide /[ Piston plugged when using Notes:
Burr (Fil 2913 external 1/4 NPT GEE
urr (File) : 1. All dimension are in inches secondary
[74] port " =NSiof nenes
623 dimensions in [ ] are in millimeters.
[15.7]] 0 ) 2. Normal range is with both holes plugged
0 ®1.26 with M2 screws and low range with only
(]
@\ [¢32]
315 N !
[8] f— \Axial pressure
Axial 3.543 * adjusment screw
Stroke 90 used with spindle|air
3.858 Min. 4.1
[98] [104.1]
Max.

Adaptor plate sold separately

www.ati-ia.com AC-180-CNC 9230-50-1017-02

640 o owomvae i
n alve

_[16.2] Actuated by |
4 Flat CNC Controller Air supply |
3 A Mist 75PSl
o| lubricator  (max. 90psi)
0 « ’ |
o 0 On/Off Valve Filter ‘
o Actuated by CNC-Hiac |

N 1/4 NPT Air CRCCORRlSy Vane motor

Drive pressure Supply Port
adjustment screw not A2 e

used for external air 41 Guage

|
|
|
. |
Normal and Low range ALSUPRYY ol Plug |
adjustment screws. = (max. 90psi)  Pressure I
See note 2 o Regulator Plug |
| 0-45 PSI |
S Old Vent =—| |
; ; o Filel |
© 0 = Axial force from ‘
N & _ _ _ __ ___ ______ _ debumngprocess __ _ !
\ DETAIL A . .
- SCALE 1:1 Side Air Supply
Pneumatic Diagram
1/8 NPT external 1/4 NPT Spindle .
) $1.93 axial pressure port air supply Sort to be e ) .
. Free Flying [@49] plugged when using 1. All dimension are in inches secondary
Tungsten Carbide Piston external 1/4 NPT dimensions in [ ] are in millimeters.
Burr (File) A & 2.913 port 2. Normal range is with both holes plugged
.623 RN [74] with M2 screws and low range with only
[15.7] 7 v I one of the ports plugged.
l a 3 $1.26
[(Z)%Z]
315 N
[8] Axial pressure
Axial — 3.543 * “—adjusment screw not
Stroke [90] used with external| air.
3.858 Min Must be closed.
[98] py
Max. [104.1]

Adaptor plate sold separately
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Other ATI Products

Robotic/Automatic Tool Changer

A high-precision rugged device that automatically
changes tooling. Patented fail-safe locking mechanism
uses No-Touch Locking™ technology, allowing plate
separation when locking.

Robotic/Automatic Tool Changers
for Heavy Automation

This series of modular tool changers are designed
specifically for high-payload and high-moment
applications. Utility Modules to pass air, fluid, and
electrical signals are also available for use in non-tool
changer applications. Useful for processes requiring
repeated connection/ disconnection of utilities.

Robotic Collision Sensor

Designed to prevent damage to robotic end-
effectors resulting from robot crashes. Features
include: Automatic reset, high-repeatability, and
large moment rotation.

Robotic Rotary Joint

A device that allows unlimited rotation of end-of-arm
tooling without tangling or twisting robotic tooling utility
lines. Utilizes advanced slip-ring technology to pass
electrical and pneumatic signals from robot to tooling.

Multi-Axis Force/ Torque Sensor

Measures the full six components of force and
torque. High overload protection and high signal-to-
noise ratio. Used in robotic and research applications.

Automated Assembly Alignment Device

An insertion device using Remote Center
Compliance technology that helps assembly
machines automatically align close-fitting parts,
preventing jamming and galling.

© Copyright by ATl Industrial Automation, Inc. 2005. Al rights reserved.

Company Profile

ATl Industrial Automation is a world-leading
developer of Automatic Tool Changers, Multi-Axis
Force/Torque Sensing Systems, Compliance Devices,
Robotic Collision Sensors, Robotic Deburring Tools,
and Robotic Rotary Joints. Our products are found
in thousands of successful applications around the
world.

Since 1982, our engineers have been developing
cost-effective, state-of-the-art products and solutions
to improve manufacturing productivity.

Our Mission is to provide customers around the
world with high-quality robotic peripheral devices,
tooling and sensors that enhance customer
profitability by increasing the effectiveness,
flexibility, safety and productivity of their automation
applications. We accomplish this through continuous
improvement of existing products, product
customization and new product innovation.

Our engineering-centric staff focuses on providing
customer solutions to robotic, automation and
sensing applications.

Our Quality Policy

ATl Industrial Automation strives to provide
customer satisfaction through continual improvement
of on-time delivery, quality and reliability, and a
constant focus on innovation and profitability.

_—
AT KR o
V ISO 9001 Registered

Engineered Products for Robotic Productivity

Pinnacle Park
1031 Goodworth Drive
Apex, NC 27539 USA

+1919.772.0115
+1919.772.8259 fax
E-mail: info@ati-ia.com
www.ati-ia.com
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