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Description

Technical Field

[0001] The present disclosure relates to a transfer
press machine comprising a workpiece taking-out appa-
ratus configured to take out a cylindrical workpiece hav-
ing been pressed by the transfer press machine to the
outside of a frame which supports a ram and a bolster of
the transfer press machine.

Background Art

[0002] As conventional workpiece taking-out appara-
tuses of this type, what are known are an apparatus
formed as part of a transfer apparatus of a transfer press
machine, and an apparatus housed below a final-process
die of a transfer press machine (for example, see Japa-
nese Patent Application No. 2015-088297, published as
JP 2016-203212 A, paragraphs [0035] to [0038], and
Japanese Patent Application No. 2016-206683, pub-
lished as JP 2018-065187 A, FIG. 2). KR 10-1590589
B1 discloses a transfer press machine with a conveyor
belt, wherein when a blank material is formed into a tube-
shaped work with a blank forming punch, a bottom pres-
surizing member supports the blank material into a draw-
ing forming hole from a bottom, and falls by moving ver-
tically to the blank forming punch. Moreover, an opening
tool, which is installed in a work receiving step, to be able
to make a reciprocating motion, slides and contacts a
pair of gripping members; and the gripping members are
opened and closed, receiving the tube-shaped work from
the blank forming punch. JP 2018-144096 A discloses a
work conveying apparatus.

Summary of Invention

Technical Problem

[0003] Recent years, there has been growing demand
for a production line which includes a transfer press ma-
chine and an apparatus of the next process, such as a
trimming apparatus disposed beside the transfer press
machine. On the other hand, with the conventional work-
piece taking-out apparatuses, a cylindrical workpiece
can only be taken out just to a position in close proximity
to the outer surface of the frame of the transfer press
machine. Additionally, since various components includ-
ing a flywheel for example are disposed at the outer sur-
face of the frame, it is often difficult to dispose the next-
process apparatus adjacent to the outer surface of the
frame. Accordingly, what is desired is developing a work-
piece taking-out apparatus configured to take out a cy-
lindrical workpiece to a position spaced apart from the
lateral surface of the transfer press machine as com-
pared to the conventional apparatuses, and a transfer
press machine including such a workpiece taking-out ap-
paratus.

Solution to Problem

[0004] The solution to the problem is a transfer press
machine according to claim 1.

Brief Description of Drawings

[0005]

FIG. 1 is a front view of a transfer press machine
according to an embodiment of the present disclo-
sure.
FIG. 2 is a horizontal sectional view of the transfer
press machine.
FIG. 3 is a vertical sectional view of the transfer press
machine.
FIG. 4 is a vertical sectional view of the transfer press
machine.
FIG. 5 is a vertical sectional view of the transfer press
machine.
FIG. 6 is a front sectional view of a workpiece taking-
out apparatus.
FIG. 7 is a front sectional view of part of the workpiece
taking-out apparatus in an enlarged manner.
FIG. 8 is a plan view of the workpiece taking-out ap-
paratus.
FIG. 9 is a vertical sectional view of the workpiece
taking-out apparatus taken along plane A-A in FIG. 8.
FIG. 10 is a front view of an open-close driving part.

Description of Embodiments

First Embodiment

[0006] In the following, with reference to FIGS. 1 to 10,
a description will be given of an embodiment of a transfer
press machine 10 of the present disclosure. FIG. 1 shows
a press system 120 in which the transfer press machine
10 and a workpiece feeding apparatus 100 are coupled
to each other. The transfer press machine 10 includes a
plurality of punches 15 which are horizontally aligned in
line at a certain interval at the lower end of a ram 14.
Hereinafter, the alignment direction of the plurality of
punches 15 is referred to as "the first horizontal direction
HI", and the horizontal direction perpendicular to the first
horizontal direction HI is referred to as "the second hor-
izontal direction H2".
[0007] A frame 11 of the transfer press machine 10
includes: a pair of side walls 11A and 11B, the side walls
11A and 11B standing vertically and opposing to each
other in the first horizontal direction HI; and a ram sup-
porting wall (not shown), a bolster supporting wall 12 and
the like which are extending between the side walls 11A
and 11B. The ram supporting wall supports, via a not-
shown slide guide, the ram 14 so as to be vertically shift-
able. Between the side walls 11A and 11B, a cam shaft
17 extends at a higher level than the ram supporting wall.
The ram 14 engages with cams 17A of the cam shaft 17.
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[0008] One end of the cam shaft 17 projects laterally
from one side wall 11B. To the projecting portion, a not-
shown servomotor is coupled via a pulley 18A and a not-
shown timing belt. The servomotor rotates the cam shaft
17, whereby the ram 14 reciprocates vertically. To one
end of the cam shaft 17, a flywheel 18B is mounted to-
gether with the pulley 18A. The flywheel 18B and the
pulley 18A are covered with a side cover 11C which is
fixed to the outer surface of the side wall 11B.
[0009] The bolster supporting wall 12 extends between
the lower ends of the pair of side walls 11A and 11B. To
the upper surface of the bolster supporting wall 12, a
bolster 16 is fixed. To the upper surface of the bolster
16, a plurality of dies 13 (see FIG. 3) are fixed via a plu-
rality of die holders 13H. The plurality of dies 13 and the
plurality of punches 15 are paired to constitute a plurality
of process stages ST.
[0010] As shown in FIG. 2, a transfer apparatus 91 is
provided at the upper surfaces of the die holders 13H.
The transfer apparatus 91 is provided with a pair of rails
92 which extends in the first horizontal direction HI across
the plurality of process stages ST. The rails 92 oppose
to each other in the second horizontal direction H2. In
the rails 92, a plurality of pairs of fingers 94 are oppositely
disposed. The fingers 94 of each pair approach and be-
come spaced apart from each other using an air cylinder
93 as a drive source.
[0011] The fingers 94 adjacent to each other in the lon-
gitudinal direction in each rail 92 are arranged at a certain
interval, which is identical to the interval of the punches
15 and that of the dies 13. In synchronization with the
up-and-down operation of the ram 14, the pair of rails 92
repeatedly reciprocates at a certain pitch in the first hor-
izontal direction HI and the pairs of fingers 94 repeatedly
open and close, whereby cylindrical workpieces 90 are
intermittently conveyed by the transfer apparatus 91 from
the left side to the right side in FIGS. 1 and 2.
[0012] As shown in FIG. 1, the workpiece feeding ap-
paratus 100 is disposed adjacent and upstream to the
transfer press machine 10 in the workpiece conveying
direction. Similarly to the frame 11 of the transfer press
machine 10, a frame 107 of the workpiece feeding ap-
paratus 100 includes a pair of side walls 107A and 107B
which opposes to each other in the first horizontal direc-
tion HI, and a ram supporting wall 108S, a bolster sup-
porting wall 109S and the like which are extending be-
tween the side walls 107A and 107B. A ram 108 support-
ed by the ram supporting wall 108S so as to be vertically
shiftable receives motive power from a not-shown ser-
vomotor via a cam shaft 101 and shifts vertically. Note
that, one end of the cam shaft 101 of the workpiece feed-
ing apparatus 100 projects outside penetrating through
the side wall 107A on the side opposite to the transfer
press machine 10. To the projecting end, a pulley 101A
and a flywheel 101B are coupled, and covered with a
side cover 102.
[0013] In the workpiece feeding apparatus 100, a die
holder 103 supported on the bolster supporting wall 109S

via a bolster 109 has a two-stage structure, in which the
upper surface of the lower stage is disposed to be flush
with the upper surfaces of the die holders 13H of the
transfer press machine 10. The upper stage of the die
holder 103 of the workpiece feeding apparatus 100 is
disposed above and spaced apart from the upper surface
of the lower stage, and supports a not-shown die. Not-
shown punch and die supported by the ram 108 punch
out a blank member from a sheet metal, which blank
member is caused to pass through the die to be shaped
into a cylindrical workpiece 90 having an oval cross sec-
tion. The cylindrical workpiece 90 is pushed down to
reach the upper surface of the lower stage of the die
holder 103.
[0014] As shown in FIG. 2, at each of the side walls
11A, 11B, 107A, and 107B of the frames 11 and 107 of
the transfer press machine 10 and the workpiece feeding
apparatus 100, a through hole 104 is formed for convey-
ing the cylindrical workpieces 90 in the first horizontal
direction HI. The transfer apparatus 91 of the transfer
press machine 10 extends across the transfer press ma-
chine 10 and the workpiece feeding apparatus 100
through the through holes 104. The cylindrical workpiec-
es 90 formed by the workpiece feeding apparatus 100
are intermittently conveyed to the transfer press machine
10 at a certain pitch by the transfer apparatus 91. To this
end, between the transfer press machine 10 and the
workpiece feeding apparatus 100, a plurality of dummy
stages DST are provided for tentatively stopping the cy-
lindrical workpieces 90 without processing. Note that, as
shown in FIG. 1, a driving part 105 configured to drive
the pair of rails 92 in the transfer apparatus 91 is disposed
on the side opposite to the transfer press machine 10 in
the workpiece feeding apparatus 100.
[0015] As shown in FIG. 2, each cylindrical workpiece
90 has an oval cross section when fed from the workpiece
feeding apparatus 100 to the transfer press machine 10.
The cylindrical workpiece 90 then is drawn or ironed at
a plurality of process stages ST of the transfer press ma-
chine 10, to ultimately become a rectangular cylinder
having an elongated cross section. In each of the process
stages ST other than the final process stage ST which
is farthest from the workpiece feeding apparatus 100, the
cylindrical workpiece 90 is pushed into a forming hole
13A (see FIG. 3) of the corresponding die 13 and shifted
above the die 13, and then conveyed to the adjacent
process stage ST by the transfer apparatus 91.
[0016] On the other hand, in the final process stage
ST, as shown in FIG. 6, the cylindrical workpiece 90 is
pushed below the bottom of the die 13, and shifted in the
first horizontal direction HI to be discharged outside the
frame 11. The workpiece taking-out apparatus 40 for car-
rying out the task is mounted on an outer surface 11E of
the transfer press machine 10.
[0017] Specifically, as shown in FIG. 3, a through hole
110 is formed on the extension of the forming hole 13A
below every die 13 of the transfer press machine 10, to
vertically penetrate through the die holder 13H, the bol-
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ster 16, and the bolster supporting wall 12. A knockout
pin 106 is housed in each through hole 110 so as to be
vertically shiftable. Below each knockout pin 106, for ex-
ample, a not-shown compression coil spring, cylinder or
the like is provided. The punch 15 pushes the knockout
pin 106 and the cylindrical workpiece 90 to compress the
compression coil spring. By the resilience, the knockout
pin 106 presses the bottom wall of the cylindrical work-
piece 90 thereby preventing the bottom wall from bulging
downward.
[0018] Note that, when the punch 15 shifts upward, the
knockout pin 106 also shifts upward following the punch
15. To each of the punches 15 of the process stages ST
except for the final process stage ST, a not-shown cylin-
drical stripper is fitted. When the cylindrical workpiece 90
having been processed returns to the position above the
forming hole 13A, the stripper abuts on the upper end of
the cylindrical workpiece 90. Then, the punch 15 further
shifts upward to leave the cylindrical workpiece 90. Thus,
the cylindrical workpiece 90 is taken out to the transfer
apparatus 91.
[0019] As shown in FIG. 3, in the final process stage
ST, a pair of strippers 97 is provided to the die holders
13H. The strippers 97 are provided juxtaposed to each
other in the second horizontal direction H2 at a lower
level than the die 13 in the die holder 13H, and supported
so as to be slidable in the second horizontal direction H2.
The respective opposing surfaces of the strippers 97
each have a stepped structure, in which the upper portion
with reference to a step surface 97D is projecting than
the lower portion. The strippers 97 are shifted to the
closed position where they are close to each other and
the open position where they are spaced apart from each
other, by a pair of air cylinders 96 provided on the outer
surface side of the die holder 13H. Then, as shown in
FIG. 4, when the punch 15 pushes down the cylindrical
workpiece 90 to the taking-out standby position which is
lower than the step surfaces 97D of the strippers 97, the
strippers 97 shift to the closed position and have their
step surfaces 97D opposed to the upper surface of the
cylindrical workpiece 90. In this state, the punch 15 shifts
upward and leaves the cylindrical workpiece 90. Here, in
order to prevent the knockout pin 106 from pushing up
the cylindrical workpiece 90, a not-shown latch mecha-
nism is provided below the bolster supporting wall 12 in
the final process stage ST.
[0020] Specifically, the knockout pin 106 in the final
process stage ST includes a not-shown engaging flange
which laterally extends from the lower end. The latch
mechanism includes a latch member which shifts be-
tween the position where it engages with the engaging
flange and the position where it cancels the engagement.
The latch member is driven by a not-shown actuator. The
operation thereof will be described later in conjunction
with clamping operation of the cylindrical workpiece 90
performed by a pair of arm parts 50.
[0021] As shown in FIG. 6, the cylindrical workpiece
90 in the taking-out standby position is disposed across

the die holder 13H and the bolster 16. In the through hole
110 of the final process stage ST, the space where the
cylindrical workpiece 90 in the taking-out standby posi-
tion is housed (hereinafter referred to as "the lower space
111") opens to one side in the first horizontal direction
HI of the die holder 13H and the bolster 16 and to the
outside of the frame 11 through the through hole 104 of
the side wall 11B. In order to take out the cylindrical work-
piece 90 in the lower space 111 to the outside of the
frame 11, the workpiece taking-out apparatus 40 is used.
[0022] The workpiece taking-out apparatus 40 clamps,
with the pair of arm parts 50, the cylindrical workpiece
90 in the second horizontal direction H2 and takes out
the cylindrical workpiece 90 to the outside of the lower
space 111. The cylindrical workpiece 90 is conveyed by
a belt conveyor 51 in the direction to be away from the
frame 11. Note that, in order for the pair of arm parts 50
to be inserted on the both sides of the cylindrical work-
piece 90 in the taking-out standby position, the lower part
of the lower space 111 is wider than the upper part there-
of.
[0023] Specifically, the workpiece taking-out appara-
tus 40 includes a fixed base 41 fixed to the frame 11 for
supporting the pair of arm parts 50, the belt conveyor 51
and the like. The fixed base 41 is fixed by bolts at, for
example, the upper side and the lower side relative to
the through hole 104 of the side wall 11B in the outer
surface 11E of the side wall 11B. The fixed base 41 lat-
erally projects from the outer surface 11E of the side wall
11B and partially inserted inside the through hole 104.
[0024] Note that, the fixed base 41 may be fixed to the
side wall 11B by welding. The position to fix the fixed
base 41 in the frame 11 may be the inside of the frame
11 (for example, the inner surface of the through hole
104 of the side wall 11B).
[0025] The belt conveyor 51 is supported by the fixed
base 41 and extends in the first horizontal direction HI,
and has its one end abutted on the side surface of the
bolster 16. The upper surface of the belt conveyor 51 is
disposed at a position slightly lower than the lower sur-
face of the cylindrical workpiece 90 in the taking-out
standby position. As shown in FIG. 8, the width of the
belt conveyor 51 (the width in the second horizontal di-
rection H2) is slightly greater than the cylindrical work-
piece 90.
[0026] Note that, the upper surface of the belt conveyor
51 may be inclined upward or downward relative to the
first horizontal direction HI, or may be bent midway in the
longitudinal direction.
[0027] As shown in FIG. 9, on both sides of the belt
conveyor 51 in the second horizontal direction H2, a pair
of rails 42 is provided so as to extend in the first horizontal
direction HI. The rails 42 are supported from beneath by
the fixed base 41. With each of the rails 42, a plurality of
sliders 42S (FIG. 9 shows one slider 42S each) are sli-
dably engaged. A pair of first movable bases 43 which
is band-plate like and extends in the first horizontal di-
rection HI is fixed to the slider 42S by being overlaid on
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the pair of rails 42.
[0028] As shown in FIGS. 8 and 9, at the upper sur-
faces of the pair of first movable bases 43, rails 45 ex-
tending in the second horizontal direction H2 are provid-
ed at a plurality of positions in the first horizontal direction
HI. With the rails 45, sliders 45S are slidably engaged.
Then, a pair of second movable bases 44 which is band-
plate like and extends in the first horizontal direction HI
is overlaid on the pair of first movable bases 43, and fixed
to the sliders 45S. Note that, as will be described in detail
later, the pair of arm parts 50 extends on the bolster 16
side in the first horizontal direction HI from the pair of
second movable bases 44.
[0029] In the pair of first movable bases 43, the ends
away from the pair of arm parts 50 project further from
the pair of second movable bases 44 toward the side
away from the bolster 16. To the ends, a shiftable-cou-
pling member 70 is fixed. As shown in FIG. 9, the shift-
able-coupling member 70 includes a crank part 70A, a
nut fixing part 70B, and a pair of slider fixing parts 70C.
The crank part 70A extends in the second horizontal di-
rection H2, and has its both ends bent downward and
stepwise. The nut fixing part 70B stands from the center
of the upper stage portion of the crank part 70A. The
slider fixing parts 70C extend in the opposite sides in the
second horizontal direction H2 from the position near the
upper edge of the nut fixing part 70B.
[0030] To respective ends of the first movable bases
43, the both ends of the crank part 70A are respectively
fixed. The distance between the stepwise parts of the
crank part 70A is wider than the width of the belt conveyor
51. Between the crank part 70A and the belt conveyor
51, a space for the cylindrical workpiece 90 to pass
through is formed. The space is sized just enough for the
cylindrical workpiece 90 fallen down on the belt conveyor
51 to pass through, and sized to prevent the standing
cylindrical workpiece 90 from passing through.
[0031] As shown in FIG. 6, above the belt conveyor
51, a ball screw mechanism 60 is provided. The ball
screw mechanism 60 is disposed above the range in the
belt conveyor 51 from the midway position in the first
horizontal direction HI to the position near the end on the
side away from the arm part 50. The ball screw mecha-
nism 60 includes a ceiling base part 69 which is fixed to
the fixed base 41. A ball screw 61 of the ball screw mech-
anism 60 is disposed immediately above the center in
the width direction of the belt conveyor 51, and has its
both ends rotatably supported by a pair of bearing parts
68 suspended from the ceiling base part 69. In the ceiling
base part 69, above the end on the side away from the
arm part 50, a servomotor 63 (corresponding to "the for-
ward-rearward driving part" in the claims) is mounted. A
rotation output shaft of the servomotor 63 and one end
of the ball screw 61 are coupled to each other by a pair
of pulleys 61P and a timing belt 61B.
[0032] As shown in FIG. 9, a ball nut 62 screwing with
the ball screw 61 is fixed to the upper end of the nut fixing
part 70B of the aforementioned shiftable-coupling mem-

ber 70. On both sides of the ball screw 61, a pair of rails
64 extending in the first horizontal direction HI is provided
and fixed to the lower surface of the ceiling base part 69.
To the sliders 64S slidably coupled to the pair of rails 64,
the pair of slider fixing parts 70C of the shiftable-coupling
member 70 is fixed. Thus, using the servomotor 63 as
the drive source, the pair of first movable bases 43 shifts
between the forward position which is on the bolster 16
side in the first horizontal direction HI, and the rearward
position which is on the side away from the bolster 16
than the forward position. The pair of second movable
bases 44 and the pair of arm parts 50 also shift between
the forward position and the rearward position in the first
horizontal direction HI together with the pair of first mov-
able bases 43.
[0033] As shown in FIG. 8, on both sides of the pair of
second movable bases 44 away from the belt conveyor
51, a pair of open-close driving parts 52 is provided for
driving the pair of second movable bases 44 in the second
horizontal direction H2. The open-close driving parts 52
are disposed on the bolster 16 side with reference to the
ball screw mechanism 60. As shown in FIG. 9, the open-
close driving parts 52 each have a mount part 52A fixed
to the fixed base 41. The upper surface of the mount part
52A is a horizontal mount surface 52B. To the mount
surface 52B, a pair of rail parts 53 (see FIG. 8, FIG. 10)
extending in the second horizontal direction H2 is fixed
as juxtaposed to each other in the first horizontal direction
HI. Between the rail parts 53, a body part 54H of an air
cylinder 54 (corresponding to "the first actuator" in the
claims) is fixed. Then, a junction member 55 extends
across and fixed to a pair of sliders 53S slidably engaging
with the pair of rail parts 53. To the junction member 55,
a linear-motion rod 54R which is an output part of the air
cylinder 54 is fixed.
[0034] To the upper surface of the pair of sliders 53S,
a pair of band plates 55P is fixed via the junction member
55. As shown in FIG. 9, the pair of band plates 55P
projects in a cantilever manner to the position above the
second movable base 44. To the lower surface of the tip
of each band plate 55P, a pair of rollers 56 is mounted.
Each of the rollers 56 has a rotation axis aligned in the
vertical direction. The rollers 56 of each band plate 55P
oppose to each other in the second horizontal direction
H2. Note that, the junction member 55, the band plates
55P and the rollers 56 constitute "the slide coupling part"
in the claims.
[0035] To each pair of rollers 56, a projecting wall 44T
stands from the edge of the second movable base 44 on
the side away from the belt conveyor 51 and extends in
the first horizontal direction HI. The projecting wall 44T
is interposed between the rollers 56 in the second hori-
zontal direction H2. Thus, the pair of second movable
bases 44 shifts, by the motive power of the air cylinder
54 in an arbitrary position in the first horizontal direction
HI, between the closed position close to each other in
the second horizontal direction H2, and the open position
spaced apart from each other from the closed position.
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The pair of arm parts 50 also shifts between the closed
position and the open position together with the pair of
second movable bases 44.
[0036] Note that, the open-close driving parts 52 may
be mounted on the first movable base 43 to drive the
second movable base 44 in the second horizontal direc-
tion H2 relative to the first movable base 43. In place of
providing the projecting wall 44T of the second movable
base 44, for example, a groove extending in the first hor-
izontal direction HI may be formed at the second movable
base 44, and the roller 56 or a pin may be engaged on
the inner side of the groove.
[0037] As shown in FIG. 8, on the ends of the pair of
second movable bases 44 on the bolster 16 side, a pair
of connection members 46 whose plan shape is L-
shaped is fixed. Each of the connection members 46 is
formed of a first band plate part 46A and a second band
plate part 46B crossing perpendicular to each other. The
first band plate parts 46A of respective connection mem-
bers 46 are disposed in an identical plane perpendicular
to the first horizontal direction HI, and fixed to the ends
of the pair of second movable bases 44 by welding or
the like. From the ends close to each other in the first
band plate parts 46A, the second band plate parts 46B
project toward the bolster 16 side, and oppose to each
other in the second horizontal direction H2.
[0038] On the other sides of the opposing surfaces of
the second band plate parts 46B, extension plates 47 are
respectively overlaid and fixed with bolts. The pair of ex-
tension plates 47 is band plate-like extending in the first
horizontal direction HI, and projects toward the bolster
16 side than the pair of second band plate parts 46B. In
the extension plates 47, on the opposing surfaces pro-
jecting further than the second band plate part 46B,
pressing members 48 are respectively overlaid and sup-
ported by not-shown pair of bolts so as to be capable of
becoming near to or far from the extension plates 47. On
the outer side of each bolt, a compression coil spring 49
is inserted between the extension plate 47 and the press-
ing member 48, to bias the pressing member 48 in the
direction away from the extension plates 47. To the op-
posing surfaces of the respective pressing members 48,
buffer members 48A such as urethane foam sheets or
the like are bonded. Each of the arm parts 50 is formed
of the extension plate 47, the pressing member 48, the
buffer member 48A and a component coupling them.
[0039] Note that, replacing the pair of arm parts 50 by
other pair of arm parts 50 and fixing to the second band
plate parts 46B will deal with a change in the shape of
the cylindrical workpiece 90.
[0040] While the cylindrical workpiece 90 is positioned
higher than the lower space 111, the pair of arm parts 50
shifts from the rearward position to the forward position
in the open state (the state where the pair of arm parts
50 is disposed in the open position), and as shown in
FIG. 3, the arm parts 50 are inserted into the lower space
111. Then, as shown in FIG. 4, the cylindrical workpiece
90 comes down to be set between the arm parts 50, and

disposed in the taking-out standby position. Then, as
shown in FIG. 5, the pair of arm parts 50 enters the closed
state (the state where the pair of arm parts 50 is disposed
in the closed position), and clamps the cylindrical work-
piece 90 in the second horizontal direction H2.
[0041] In detail, when the pair of arm parts 50 shifts
from the open position to the closed position, the buffer
members 48A respectively provided at the pressing
members 48 of the pair of arm parts 50 are pressed
against the cylindrical workpiece 90. At this time, the buff-
er members 48A warp and the compression coil springs
49 are compressively deformed. These avoid application
of excessive clamping force onto the cylindrical work-
piece 90 and hence avoid any possible damage to the
cylindrical workpiece 90.
[0042] While the pair of arm parts 50 is clamping the
cylindrical workpiece 90, the above-described latch
member engages with the engaging flange at the lower
end of the knockout pin 106 thereby restricting the up-
ward shift of the knockout pin 106; and the pair of strippers
97 shifts forward to engage with the upper surface of the
cylindrical workpiece 90 thereby restricting the upward
shift of the cylindrical workpiece 90. In this state, the
punch 15 shifts upward and leaves the cylindrical work-
piece 90.
[0043] When the punch 15 has left the cylindrical work-
piece 90, the pair of arm parts 50 shifts to the rearward
position while remaining in the closed state, to take out
the cylindrical workpiece 90 from the lower space 111.
When the cylindrical workpiece 90 is no longer positioned
on the knockout pin 106, the pair of strippers 97 opens
outward. Thereafter, the engagement of the knockout pin
106 by the latch member is released, and the knockout
pin 106 shifts upward to reach the upper end of the form-
ing hole 13A.
[0044] The pair of arm parts 50 clamping the cylindrical
workpiece 90 shifts to the rearward position, where the
cylindrical workpiece 90 is positioned above the belt con-
veyor 51. Then the pair of arm parts 50 enters the open
state, whereby the cylindrical workpiece 90 is passed to
the belt conveyor 51. In the present embodiment, at the
end on the bolster 16 side in the through hole 104 of the
side wall 11B of the frame 11, the cylindrical workpiece
90 is passed from the pair of arm parts 50 to the belt
conveyor 51.
[0045] As shown in FIG. 7, in order to stably pass the
cylindrical workpiece 90 from the pair of arm parts 50 to
the belt conveyor 51, the transfer press machine 10 in-
cludes a workpiece holding apparatus 80. The workpiece
holding apparatus 80 includes: a standing base 81 stand-
ing from the end on the bolster 16 side in the ceiling base
part 69 of the ball screw mechanism 60; a pair of rail parts
82 (see FIG. 8) fixed to the surface oriented to the bolster
16 side in the standing base 81 and extending in the
vertical direction; a pair of sliders 82S slidably engaging
with the pair of rail parts 82; and an up-and-down base
83 fixed to the sliders 82S. As shown in FIG. 7, from the
lower end of the up-and-down base 83, the workpiece
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holding part 84 extends in a cantilever manner toward
the bolster 16 side. From the tip of the workpiece holding
part 84, a workpiece abutting part 84T formed of a buffer
member projects downward. As shown in FIG. 6, the
workpiece holding apparatus 80 further includes an air
cylinder 85 as the drive source. A body part 85H of the
air cylinder 85 is fixed to the fixed base 41 and extends
in the vertical direction. From the lower end thereof, a
rod 85R extends downward and fixed to the upper end
of the up-and-down base 83.
[0046] Then, when the pair of arm parts 50 clamping
the cylindrical workpiece 90 shifts to reach the rear end
position, the workpiece holding part 84 shifts downward
having its workpiece abutting part 84T abutted on the
cylindrical workpiece 90, thereby pressing the cylindrical
workpiece 90 against the belt conveyor 51. Thereafter,
the pair of arm parts 50 shifts to the open position. There-
after, the workpiece abutting part 84T shifts upward.
Then, the pair of arm parts 50 returns to the forward po-
sition and clamps the next cylindrical workpiece 90, to
repeatedly perform the same subsequent operations.
[0047] While the workpiece abutting part 84T presses
the cylindrical workpiece 90 against the belt conveyor 51
and then leaves upward from the cylindrical workpiece
90, the belt conveyor 51 shifts the lower end of the cy-
lindrical workpiece 90 toward the side away from the bol-
ster 16. Thus, the cylindrical workpiece 90 is caused to
fall down and lie on the belt conveyor 51. Then, the cy-
lindrical workpiece 90 passes beneath the ball screw
mechanism 60, and passed from the belt conveyor 51 to
the next process at the position further away from the
bolster 16 than the ball screw mechanism 60.
[0048] Furthermore, taking into consideration of the
case where the workpiece holding apparatus 80 and the
belt conveyor 51 fail to cause the cylindrical workpiece
90 to fall down, as shown in FIG. 6, there is provided an
abutment bar 86 in the belt conveyor 51 upstream to the
ball screw mechanism 60. The abutment bar 86 is sup-
ported by the fixed base 41 in a cantilever manner, and
extends in the second horizontal direction H2 so as to
cross above the belt conveyor 51. In detail, the abutment
bar 86 includes a supporting shaft 86A having its one
end fixed to a not-shown stand which is fixed to the fixed
base 41 and stands from one side of the belt conveyor
51, and a roller 86B formed of a buffer member rotatably
supported by the supporting shaft 86A. The abutment
bar 86 abuts on the cylindrical workpiece 90 which stands
on the belt conveyor 51 so as to lay the cylindrical work-
piece 90 on the belt conveyor 51. The abutment bar 86
is disposed so as to prevent interference between the
cylindrical workpiece 90 laid by the abutment bar 86 on
the belt conveyor 51 and the subsequent cylindrical work-
piece 90.
[0049] The foregoing is the description of the transfer
press machine 10 and its workpiece taking-out apparatus
40 according to the present embodiment. Next, a descrip-
tion will be given of the operation and effect of the transfer
press machine 10 and the workpiece taking-out appara-

tus 40. In the workpiece taking-out apparatus 40, a pair
of arm parts 50 configured to clamp a cylindrical work-
piece 90 extends from a pair of second movable bases
44 toward the bolster 16. By the pair of second movable
bases 44 being shifted in the second horizontal direction
H2 relative to a pair of first movable bases 43 by a pair
of open-close driving parts 52, the pair of arm parts 50
opens or closes. The pair of first movable bases 43 is
shifted by the ball screw mechanism 60 relative to the
fixed base 41, to convey the cylindrical workpiece 90.
That is, in the workpiece taking-out apparatus 40, a
mechanism portion for causing the pair of arm parts 50
to perform the open-close operation and the convey op-
eration is provided spaced apart from the pair of arm
parts 50. This allows the workpiece taking-out apparatus
40 to clamp the cylindrical workpiece 90 in the space
which is smaller than that of the conventional apparatus
in which the mechanism portion is provided inside the
transfer press machine 10. Additionally, by the mecha-
nism portion being increased in size or elongated outside
the transfer press machine 10, the cylindrical workpiece
90 is taken out to the position more spaced apart from
the side surface of the transfer press machine 10 than in
the conventional case.
[0050] In the workpiece taking-out apparatus 40, the
belt conveyor 51 receives the cylindrical workpiece 90
from the pair of arm parts 50, and conveys the cylindrical
workpiece 90 through beneath the ball screw mechanism
60 toward the side away from the bolster 16. Thus, the
convey distance of the cylindrical workpiece 90 is further
increased.
[0051] Due to the foregoing, a trimming apparatus for
trimming the opening edge of the cylindrical workpiece
90, a processing apparatus for painting or cleaning the
cylindrical workpiece 90 and the like can be easily con-
nected to the transfer press machine 10, which facilitates
structuring the production line. In particular, in a case
where the transfer press machine 10 and the apparatus
downstream to the transfer press machine 10 are of dif-
ferent manufacturers, it is often difficult to connect them
to each other. Here, the transfer press machine 10 solves
such a problem.
[0052] In the workpiece taking-out apparatus 40, the
arm parts 50 and the belt conveyor 51 cooperate to con-
vey the cylindrical workpiece 90. Accordingly, as com-
pared to the case where just the arm parts 50 convey the
cylindrical workpiece 90, the burden on the arm parts 50
in terms of the convey distance is alleviated, and an op-
eration of the transfer press machine in a high speed 10
is realized.
[0053] In the workpiece taking-out apparatus 40 ac-
cording to the present embodiment, instead of the drive
source for the open-close driving parts 52 being fixed to
the first movable bases 43, the air cylinder 54 being the
drive source is fixed to the fixed base 41 and the output
part being the drive source is coupled to the second mov-
able bases 44. This reduces the weight of the compo-
nents which shift together with the first movable bases

11 12 



EP 3 756 784 B1

8

5

10

15

20

25

30

35

40

45

50

55

43, and contributes to realizing a high-speed operation.
[0054] Furthermore, in a case where the cylindrical
workpiece 90 is not easily removable from the pair of arm
parts 50 because of the lubricant attaching to the outer
surface thereof, the workpiece holding part 84 presses
the cylindrical workpiece 90 against the belt conveyor
51. Therefore, the arm parts 50 are surely separated from
the cylindrical workpiece 90, and the position of the cy-
lindrical workpiece 90 when released from the pair of arm
parts 50 stabilizes. The cylindrical workpiece 90 laid on
the belt conveyor 51 by the workpiece holding part 84
realizes stabilized conveyance. Provided that the work-
piece holding part 84 fails to lay the cylindrical workpiece
90 down on the belt conveyor 51, the abutment bar 86
lays the cylindrical workpiece 90 down on the belt con-
veyor 51. Thus, stabilized conveyance is realized.
[0055] Note that, by being laid on the belt conveyor 51,
the cylindrical workpiece 90 can pass through beneath
the ball screw mechanism 60, which allows the ball screw
mechanism 60 and the belt conveyor 51 to be disposed
close to each other. Thus, the whole workpiece taking-
out apparatus 40 is downsized.
[0056] In the transfer press machine 10 including the
workpiece taking-out apparatus 40, the cylindrical work-
piece 90 is shifted to the lower space 111 below the die
13 and the cylindrical workpiece 90 is taken out to the
outside the frame 11 from the lower space 111. There-
fore, as compared to the case where the cylindrical work-
piece 90 is returned over the die 13 and taken to the
outside the frame 11, the cylindrical workpiece 90 be-
comes less likely to be damaged. Additionally, the cylin-
drical workpiece 90 is taken out to the outside the frame
11 by the workpiece taking-out apparatus 40. This sta-
bilizes the conveying the cylindrical workpiece 90. In this
regard also, the cylindrical workpiece 90 becomes less
likely to be damaged.

[Other embodiment]

[0057] The workpiece taking-out apparatus 40 of the
transfer press machine 10 of the above embodiment
takes out the cylindrical workpiece 90 from beneath the
die 13 in the final process stage ST. Here, the cylindrical
workpiece 90 may be taken out from above the die 13 in
the final process stage ST by the workpiece taking-out
apparatus 40.
[0058] The workpiece taking-out apparatus 40 of the
transfer press machine 10 of the above embodiment in-
cludes the belt conveyor 51 as a conveyor part. Here,
the workpiece taking-out apparatus 40 may include, as
the conveyor part, a roller conveyor or a chute which is
inclined upward or downward relative to the first horizon-
tal direction HI and on which the cylindrical workpiece 90
shifts by its own weight.
[0059] The cylindrical workpiece 90 taken out by the
workpiece taking-out apparatus 40 is a quadrangular cyl-
inder. Here, the cylindrical workpiece 90 may have any
shape so long as it is cylindrical, and for example, it may

be circular cylindrical or oval cylindrical. It may have its
one end bottomed as the cylindrical workpiece 90 of the
above embodiment, or may have its both ends opened.
[0060] In the workpiece taking-out apparatus 40 of the
above embodiment, the second movable base 44 shifts
in parallel to the second horizontal direction H2 relative
to the first movable base 43. Here, the second movable
base 44 may rotate in the second horizontal direction H2
relative to the first movable base 43 so that the pair of
arm parts 50 opens and closes.
[0061] In the workpiece taking-out apparatus 40 of the
above embodiment, as shown in FIG. 7, the abutment
bar 86 extends in the second horizontal direction H2 so
as to cross above the belt conveyor 51. Here, the abut-
ment bar 86 may be suspended from above.

Claims

1. A transfer press machine (10) comprising a frame
(11) supporting a ram (14) and a bolster (16), a plu-
rality of punches (15), and a workpiece taking-out
apparatus (40) configured to transfer a cylindrical
workpiece (90) having been pressed by the plurality
of punches (15) in a first horizontal direction (H1) in
which the plurality of punches (15) are arranged, and
to take out the cylindrical workpiece (90) to an out-
side of the frame (11), the workpiece taking-out ap-
paratus (40) comprising:

a fixed base (41) fixed to the frame (11) and
projecting from an outer surface of the frame
(11);
a pair of first movable bases (43) supported by
the fixed base (41) so as to be shiftable in the
first horizontal direction (H1), the first movable
bases (43) being juxtaposed to each other in a
second horizontal direction (H2) perpendicular
to the first horizontal direction (HI);
a pair of second movable bases (44) supported
by the pair of first movable bases (43) so as to
be shiftable in the second horizontal direction
(H2);
a pair of arm parts (50) extending from the pair
of second movable bases (44) to the bolster (16)
side in the first horizontal direction (HI);
a ball screw mechanism (60) disposed at a high-
er level than the first movable bases (43) and
the second movable bases (44), supported by
the fixed base (41), and including a ball screw
(61) extending in the first horizontal direction
(H1) and a ball nut (62) screwing with the ball
screw (61);
a shiftable-coupling member (70) coupling the
pair of first movable bases (43) and the ball nut
(62) to each other so as to be integrally shiftable;
a forward-rearward driving part (63) configured
to rotate the ball screw (61) so that the pair of
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arm parts (50) shifts between a forward position
where the arm parts (50) are positioned on both
sides of the cylindrical workpiece (90) in the
frame (11) and a rearward position where the
arm parts (50) are spaced apart from the frame
(11) in the first horizontal direction (HI);
a pair of open-close driving parts (52) coupled
to the pair of second movable bases (44) and
configured to shift the pair of arm parts (50) be-
tween a closed position where the arm parts (50)
clamp the cylindrical workpiece (90) and an
open position where the arm parts (50) are
spaced apart from the cylindrical workpiece
(90);
a conveyor part (51) extending in the first hori-
zontal direction (H1) or a direction inclined up-
ward or downward relative to the first horizontal
direction (H1), and configured to receive the cy-
lindrical workpiece (90) from the pair of arm parts
(50) and convey the cylindrical workpiece (90)
to a side away from the bolster (16) beneath the
shiftable-coupling member (70); and
a workpiece holding apparatus (80) including a
workpiece holding part (84) configured to press
the cylindrical workpiece (90) clamped by the
pair of arm parts (50) in the rearward position
against the conveyor part (51) from above, and
to shift upward upon the pair of arm parts (50)
leaving the cylindrical workpiece (90).

2. The transfer press machine according to claim 1,
characterized in that

the conveyor part (51) is a belt conveyor (51),
and
in a state where an upper part of the cylindrical
workpiece (90) is stopped by the workpiece
holding part (84), a lower part of the cylindrical
workpiece (90) is shifted by the belt conveyor
(51) in the first horizontal direction (H1) whereby
the cylindrical workpiece (90) is laid down on the
belt conveyor (51).

3. The transfer press machine according to claim 2,
characterized in that a gap in a vertical direction
between the shiftable-coupling member (70) and the
belt conveyor (51) is sized to allow the cylindrical
workpiece (90) being laid down on the belt conveyor
(51) to pass through and to prevent the cylindrical
workpiece (90) standing on the belt conveyor (51)
from passing through.

4. The transfer press machine according to any one of
claims 1 to 3, characterized in that
each of the open-close driving parts (52) includes:

a first actuator (54) including a body part (54H)
fixed to the fixed base (41) and an output part

(54R) configured to shift in a reciprocating man-
ner in the second horizontal direction (H2); and
a slide coupling part (55, 55P, 56) configured to
couple the output part (54R) of the first actuator
(54) to the second movable bases (44) so as to
be integrally shiftable in the second horizontal
direction (H2) while being capable of relatively
shifting in the first horizontal direction (H1).

5. The transfer press machine (10) according to any
one of claims 1 to 4, further comprising:

a lower space (111) formed below a die (13) of
the transfer press machine (10) and opening to-
ward the outer surface of the frame (11), wherein
the cylindrical workpiece (90) having passed
through the die (13) being disposed in the lower
space (111); and
a pair of strippers (97) configured to approach
the cylindrical workpiece (90) in the second hor-
izontal direction (H2) in the lower space (111)
to engage with an upper surface of the cylindrical
workpiece (90) and cause the cylindrical work-
piece (90) to leave the punch (15).

Patentansprüche

1. Transferpressmaschine (10) mit einem Rahmen
(11), der eine Ramme (14) und eine Unterlage (16)
abstützt, einer Mehrzahl von Stempeln (15) und ei-
ner Werkstückentnahmevorrichtung (40), die dazu
ausgebildet ist, ein zylindrisches Werkstück (90),
das durch die Mehrzahl von Stempeln (15) gepresst
worden ist, in einer ersten horizontalen Richtung
(H1), in der die Mehrzahl von Stempeln (15) ange-
ordnet ist, zu transferieren und das zylindrische
Werkstück (90) auf eine Außenseite des Rahmens
(11) zu entnehmen, bei der die Werkstückentnah-
mevorrichtung (40) aufweist:

eine feste Basis (41), die an dem Rahmen (11)
befestigt ist und von einer äußeren Oberfläche
des Rahmens (11) vorsteht;
ein Paar erster bewegbarer Basen (43), die
durch die feste Basis (41) so abgestützt sind,
dass sie in der ersten horizontalen Richtung
(H1) verschiebbar sind, und die in einer zweiten
horizontalen Richtung (H2) senkrecht zu der
ersten horizontalen Richtung (H1) nebeneinan-
dergestellt sind;
ein Paar zweiter bewegbarer Basen (44), die
durch das Paar erster bewegbarer Basen (43)
so abgestützt sind, dass sie in der zweiten ho-
rizontalen Richtung (H2) verschiebbar sind;
ein Paar von Armteilen (50), die sich von dem
Paar zweiter bewegbarer Basen (44) zu der Un-
terlagen-(16)-Seite in der ersten horizontalen

15 16 



EP 3 756 784 B1

10

5

10

15

20

25

30

35

40

45

50

55

Richtung (H1) erstrecken;
einen Kugelumlaufspindelmechanismus (60),
der bei einem höheren Niveau als die ersten be-
wegbaren Basen (43) und die zweiten beweg-
baren Basen (44) angeordnet ist, durch die feste
Basis (41) abgestützt ist und eine Kugelumlauf-
spindel (61), die sich in der ersten horizontalen
Richtung (H1) erstreckt, und eine Kugelmutter
(62), die mit der Kugelumlaufspindel (61)
schraubend in Eingriff ist, aufweist;
ein verschiebbares Kopplungsbauteil (70), das
das Paar erster bewegbarer Basen (43) und die
Kugelmutter (62) so aneinander koppelt, dass
sie integral verschiebbar sind;
einen Vorwärts-rückwärts-Antriebsteil (63), der
dazu ausgebildet ist, die Kugelumlaufspindel
(61) so zu drehen, dass sich das Paar von Arm-
teilen (50) zwischen einer Vorwärtsposition, in
der die Armteile (50) auf beiden Seiten des zy-
lindrischen Werkstücks (90) in dem Rahmen
(11) positioniert sind, und einer Rückwärtsposi-
tion, in der die Armteile (50) in der ersten hori-
zontalen Richtung (H1) von dem Rahmen (11)
beabstandet sind, verschiebt;
ein Paar von Öffnungs-Schließ-Antriebsteilen
(52), die an das Paar zweiter bewegbarer Basen
(44) gekoppelt sind und dazu ausgebildet sind,
das Paar von Armteilen (50) zwischen einer ge-
schlossenen Position, in der die Armteile (50)
das zylindrische Werkstück (90) einklemmen,
und einer offenen Position, in der die Armteile
(50) von dem zylindrischen Werkstück (90) be-
abstandet sind, zu verschieben;
einen Beförderungsteil (51), der sich in der ers-
ten horizontalen Richtung (H1) oder einer Rich-
tung, die relativ zu der ersten horizontalen Rich-
tung (H1) nach oben oder nach unten geneigt
ist, erstreckt und dazu ausgebildet ist, das zy-
lindrische Werkstück (90) von dem Paar von
Armteilen (50) aufzunehmen und das zylindri-
sche Werkstück (90) zu einer Seite weg von der
Unterlage (16) unterhalb des verschiebbaren
Kopplungsbauteils (70) zu befördern; und
eine Werkstückhaltevorrichtung (80), die einen
Werkstückhalteteil (84) aufweist, der dazu aus-
gebildet ist, das zylindrische Werkstück (90),
das durch das Paar von Armteilen (50) in der
Rückwärtsposition eingeklemmt wird, von oben
gegen den Beförderungsteil (51) zu drücken und
sich nach oben zu verschieben, wenn das Paar
von Armteilen (50) das zylindrische Werkstück
(90) verlässt.

2. Transferpressmaschine nach Anspruch 1, dadurch
gekennzeichnet, dass
der Beförderungsteil (51) ein Bandförderer (51) ist,
und
in einem Zustand, in dem ein oberer Teil des zylin-

drischen Werkstücks (90) durch den Werkstückhal-
teteil (84) gestoppt wird, ein unterer Teil des zylind-
rischen Werkstücks (90) durch den Bandförderer
(51) in der ersten horizontalen Richtung (H1) ver-
schoben wird, wodurch das zylindrische Werkstück
(90) auf dem Bandförderer (51) abgelegt wird.

3. Transferpressmaschine nach Anspruch 2, dadurch
gekennzeichnet, dass eine Lücke in einer vertika-
len Richtung zwischen dem verschiebbaren Kopp-
lungsbauteil (70) und dem Bandförderer (51) so be-
messen ist, dass zugelassen wird, dass das zylind-
rische Werkstück (90), das auf dem Bandförderer
(51) abgelegt ist, durchläuft, und dass verhindert
wird, dass das zylindrische Werkstück (90), das auf
dem Bandförderer (51) steht, durchläuft.

4. Transferpressmaschine nach einem der Ansprüche
1 bis 3, dadurch gekennzeichnet, dass jeder der
Öffnungs-Schließ-Antriebsteile (52) aufweist:

einen ersten Aktuator (54), der einen Körperteil
(54H), der an der festen Basis (41) befestigt ist,
und einen Ausgabeteil (54R), der dazu ausge-
bildet ist, sich in der zweiten horizontalen Rich-
tung (H2) in einer hin- und hergehenden Weise
zu verschieben, aufweist; und
einen Gleitkopplungsteil (55, 55P, 56), der dazu
ausgebildet ist, den Ausgabeteil (54R) des ers-
ten Aktuators (54) an die zweiten bewegbaren
Basen (44) so zu koppeln, dass sie in der zwei-
ten horizontalen Richtung (H2) integral ver-
schiebbar sind, während er imstande ist, sich in
der ersten horizontalen Richtung (H1) relativ zu
verschieben.

5. Transferpressmaschine (10) nach einem der An-
sprüche 1 bis 4, ferner mit:

einem unteren Raum (111), der unter einer Ma-
trize (13) der Transferpressmaschine (10) aus-
gebildet ist und sich in Richtung der äußeren
Oberfläche des Rahmens (11) öffnet, bei dem
das zylindrische Werkstück (90), das durch die
Matrize (13) passiert ist, in dem unteren Raum
(111) angeordnet ist; und
einem Paar von Abstreifern (97), die dazu aus-
gebildet sind, sich dem zylindrischen Werkstück
(90) in der zweiten horizontalen Richtung (H2)
in dem unteren Raum (111) zu nähern, so dass
sie mit einer oberen Oberfläche des zylindri-
schen Werkstücks (90) in Eingriff kommen und
bewirken, dass das zylindrische Werkstück (90)
den Stempel (15) verlässt.
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Revendications

1. Machine de presse de transfert (10) comprenant un
châssis (11) supportant un coulisseau (14) et un por-
te matrice (16), une pluralité de poinçons (15), et un
appareil d’extraction de pièce à usiner (40) configuré
pour transférer une pièce à usiner cylindrique (90)
ayant été pressée par la pluralité de poinçons (15)
dans une première direction horizontale (H1) dans
laquelle la pluralité de poinçons (15) sont disposés,
et pour extraire la pièce à usiner cylindrique (90) vers
un extérieur du châssis (11), l’appareil d’extraction
de pièce à usiner (40) comprenant :

une base fixe (41) fixée au châssis (11) et faisant
saillie depuis une surface extérieure du châssis
(11) ;
une paire de premières bases mobiles (43) sup-
portées par la base fixe (41) de manière à être
déplaçable dans la première direction horizon-
tale (H1), les premières bases mobiles (43) étant
juxtaposées l’une à l’autre dans une seconde
direction horizontale (H2) perpendiculaire à la
première direction horizontale (H1) ;
une paire de secondes bases mobiles (44) sup-
portées par la paire de premières bases mobiles
(43) de manière à être déplaçable dans la se-
conde direction horizontale (H2) ;
une paire de parties de bras (50) s’étendant de-
puis la paire de secondes bases mobiles (44)
jusqu’au côté du porte matrice (16) dans la pre-
mière direction horizontale (H1) ;
un mécanisme de vis à billes (60) disposé à un
niveau plus élevé que les premières bases mo-
biles (43) et les secondes bases mobiles (44),
supporté par la base fixe (41), et comprenant
une vis à billes (61) s’étendant dans la première
direction horizontale (H1) et un écrou à billes
(62) se vissant avec la vis à billes (61) ;
un élément de couplage déplaçable (70) cou-
plant la paire de premières bases mobiles (43)
et l’écrou à billes (62) l’un à l’autre de manière
à être intégralement déplaçable ;
une partie d’entraînement avant-arrière (63)
configurée pour faire tourner la vis à billes (61)
de sorte que la paire de parties de bras (50) se
déplace entre une position avant où les parties
de bras (50) sont positionnées des deux côtés
de la pièce à usiner cylindrique (90) dans le
châssis (11) et une position arrière où les parties
de bras (50) sont espacées du châssis (11) dans
la première direction horizontale (H1) ;
une paire de parties d’entraînement d’ouverture
et de fermeture (52) couplées à la paire de se-
condes bases mobiles (44) et configurées pour
déplacer la paire de parties de bras (50) entre
une position fermée où les parties de bras (50)
serrent la pièce à usiner cylindrique (90) et une

position ouverte où les parties de bras (50) sont
espacées de la pièce à usiner cylindrique (90) ;
une partie de convoyeur (51) s’étendant dans la
première direction horizontale (H1) ou dans une
direction inclinée vers le haut ou vers le bas par
rapport à la première direction horizontale (H1),
et configurée pour recevoir la pièce à usiner cy-
lindrique (90) de la paire de parties de bras (50)
et transporter la pièce à usiner cylindrique (90)
vers un côté éloigné du porte matrice (16) sous
l’élément de couplage déplaçable (70) ; et
un appareil de maintien de pièce à usiner (80)
comprenant une partie de maintien de pièce à
usiner (84) configurée pour presser la pièce à
usiner cylindrique (90) serrée par la paire de par-
ties de bras (50) dans la position arrière contre
la partie de convoyeur (51) depuis le dessus, et
pour se déplacer vers le haut lorsque la paire
de parties de bras (50) quitte la pièce à usiner
cylindrique (90).

2. Machine de presse de transfert selon la revendica-
tion 1, caractérisée en ce que

la partie de convoyeur (51) est un convoyeur à
bande (51), et
dans un état où une partie supérieure de la pièce
à usiner cylindrique (90) est arrêtée par la partie
de maintien de pièce à usiner (84), une partie
inférieure de la pièce à usiner cylindrique (90)
est déplacée par le convoyeur à bande (51) dans
la première direction horizontale (H1), moyen-
nant quoi la pièce à usiner cylindrique (90) est
déposée sur le convoyeur à bande (51).

3. Machine de presse de transfert selon la revendica-
tion 2, caractérisée en ce qu’un écart dans une
direction verticale entre l’élément de couplage dé-
plaçable (70) et le convoyeur à bande (51) est di-
mensionné pour permettre à la pièce à usiner cylin-
drique (90) étant déposée sur le convoyeur à bande
(51) de passer à travers et pour empêcher la pièce
à usiner cylindrique (90) se tenant sur le convoyeur
à bande (51) de passer à travers.

4. Machine de presse de transfert selon l’une quelcon-
que des revendications 1 à 3, caractérisée en ce
que
chacune des parties d’entraînement d’ouverture et
de fermeture (52) comprend :

un premier actionneur (54) comprenant une par-
tie de corps (54H) fixée à la base fixe (41) et une
partie de sortie (54R) configurée pour se dépla-
cer en va-et-vient dans la seconde direction ho-
rizontale (H2) ; et
une partie de couplage coulissante (55, 55P, 56)
configurée pour coupler la partie de sortie (54R)
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du premier actionneur (54) aux secondes bases
mobiles (44) de manière à être déplaçable inté-
gralement dans la seconde direction horizontale
(H2) tout en étant capable de se déplacer rela-
tivement dans la première direction horizontale
(H1).

5. Machine de presse de transfert (10) selon l’une quel-
conque des revendications 1 à 4, comprenant en
outre :

un espace inférieur (111) formé sous une ma-
trice (13) de la machine de presse de transfert
(10) et s’ouvrant vers la surface extérieure du
châssis (11), dans lequel la pièce à usiner cy-
lindrique (90) ayant traversé la matrice (13) est
disposée dans l’espace inférieur (111) ; et
une paire de dévêtisseurs (97) configurés pour
s’approcher de la pièce à usiner cylindrique (90)
dans la seconde direction horizontale (H2) dans
l’espace inférieur (111) pour s’engager avec une
surface supérieure de la pièce à usiner cylindri-
que (90) et amener la pièce à usiner cylindrique
(90) à quitter le poinçon (15).
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