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Press Brake in a new age
FBD III is the Press Brake that has aimed at meeting
the customer needs,
Any and all operators want to secure precision in an easy manner,
Want to maintain the same angle,
Want to readily operate,
Want to machine any kind of work.
FBD III realizes these customer needs successfullv.
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Advance

Just fit for wide-range needs

NcfrydnuhLPasbntu l;

5-rililt
E ETNT
S E F I I  E S

o

Sashes, elevators
and medical  equipment
O CT scanner
a Elevator
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OA,.FA precision
equrpmenr
a Cash dispenser
O Communication equipment
O Copying machine
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Industrial machine cover
O Machine tool
O Construction machine

ffi

One-touch punch holder
O Sash bui ld ing
a OA, FA precision equipment
a lndustrial machine cover

For other types of industry
where tools often change.
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from a variety of

Advance

industries
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FBDIII- FS
a Data control
a Sharing of bending operations
OType of industry seeking multi-

f unctional, eff icient operations
of bending

ffi

FBDIII- LD
O Emphasis put on basic functions
OType of industry wanting the

operator to fully demonstrate
his abi l i ty, using the machine
like a tool

ffi

Back gauge to pull back
Pull-back function
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The table tilts for easier
angular adiustments.
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Mechanism

Machine form and mechanism to

@Hydraulic crowning device
under CNC control

Computer based analysis produces
the best intervals of cylinders to gen-
erate uniform pressurizing power
applicable all over the table to the full.

@Top limit set up by
servo control

The table is  set  at  the top l imi t  by
linked servo control without being fol-
lowed by the cy l inders.  The table is
accurately positioned right and left
under NC.

STable controlwithout
vibration

The servo motor used table dr ive
causes no vibrat ion when soeed
changes or when the table is at the
lowest l imit .  This assures oleasant
operations of bending.

SHigh ly  r ig id  tab le  and sand-
wich compound construction

The lower table is of a monolith type
thicker than the conventional type,
and prevents it from warping. The
table is of a triple compound construc-
t ion having two auxi l iary,  bui l t - in
cylinders to generate uniform pres-
sure all over the table.

&Large rear and front roller guide
Larger roller guides are mounted to the
frame guide to support rear and front
uneven load. They do not need lubri-
cating for a long period of time, and
there is no need for maintenancino.



Mechanism

go with every type of workpiece

@Steelhydraul ic pipes
Steel hydraulic pipes are used to
secure safety in case excessive pres-
sure occurs. They enjoy a long serv-
ice life, preventing oil leakage.

Olnterlocking upper table
Amada's or iginal i ty f ind anotherex-
pression in the interlocking system of
the side frame with the upper table,
which maintains accuracy for a long
period of t ime without any welding
distortiori.

0A 1SOmm-long stroke and
a table height faci l i tat ing
operations.

The 150mm-long stroke, the best in
the class, allows high upper and low-
er dies and V-dies of a large scale to
be readily attached, and material han-
dling and workpieces to be taken out
with ease. The table height is limited to
be 940mm (1 ,2m:885mm 2.5/3m:940mm)

OTable tilt (2.5mm)
The table t i l ts by a maximum of
2.5mm by means of D1.D2 independ-
ent control. The right cylinder is freely
coupled with the table.

@LD
Programming is carried out readily by
any operator in the shop as i f  he
entered into an electronic calculator
whi le maintaining the FBDIII  func-
tions as they are.

{DCNC system with
color crystal liquid screen

The TFT (active matrix) color crystal
liquid screen (10.5) provides informa-
tion on bending clearly and beautiful-
ly, enabling NC more compact and
increasing operat ion eff  ic iency.
(NC9-FS specif ications)
(The lC card unit is optional.)
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Qwestion & Answer

to produce longitudinal accu racy?

Pressurizing force changes as the bending width,
quality and thickness of a workpiece change.

A coo' - l

f#

S u p p o s e  t h a t  t h e
operator bends Pro-
duct B after bending
Product A, and i t  wi l l
happen that the table
warps because there
is difference in pres-
s u r i z i n g  f o r c e  b e t -
ween Products A and
B. The table wi l lwaro
more when Product B
is handled.

Hven a combed pr*duet ean be hent wltha,ut any
difficulty {parallel pressurizing without causing the
prod$ct i* be warpedi

1. Did you take time for wedge adiusting

I Distribution of pressure

Bending combed
shape products
as shown in the
picture often re-
su l ts  in  see ing
i r r e g u l a r i t y  i n
accuracy.
U n l e s s  t h e s e
p r o d u c t s  a r e

evenly pressurized as against their length, the combed por-
tions suffer inevitably irregularity. FBDIII is provided with
four supporting points for overall pressurizing, one each at
right and left, and two in the center, minimizing the level of
warping and actualizing a uniform distribution of pressure.
The lower table is made of monolithic steel plate, more ri-
gid than the conventional type. lt least distorts.

"Autsrnatic cr&wning" under C${e ccntrcl
FBD III provides a 100/" crowning level of the capacity ton-
nage at maximum. The level of crowning is automatically
calculated and an optima longitudinal accuracy is automati-
cal ly set according to the bending condit ions (such as V
width, materialtype, thickness and bending width).

A longitudinal accuracy of +15' is realized on the following conditions:

'The punch holder is not subjecl to adjustment according to lhe above conditions. lt is necessary however,
to adiust lhe table D axis and crownino Dfessure.

I Variations of crowning level

Bending width-O Bending position-O Die V width/T=6 or over

SPC 0.8- 3.2 mm (equivalent to first-class)

SUS 0.8- 3.2 mm (equivalent to tirst-class:without vinyl)

A 0 0.8- 3.2 mm (equivalnet to first-classrwithout vinyl)

Punch:No.4high-precision type. Lower die high precision type (olheF are thesame in ength asthe bending widlh:Sus 84')

O No condition



Question & Answer

2. Did you give a check to the angle many times
in a short period of time?

The angle changes as:
@oil viscocity changes;
@mechanical pafts such as valve expand;
@lrregularities in depressing the foot pedal;

ls it inevitable to give a check to the angle in the course of long
bending operations?
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Servomotor used accurate positioning
I t  is  essent ia l  to  synchronize the r ight  posi t ion wi th the
lef t  posi t ion of  the table to mainta in an accurate prec i -
s ion.  FBDII I  does not  le t  the table fo l low the posi t ion as
selected, but it synchronizes the lower table with the ser-
vomotor  mot ion to the upper l imi t .  The table which is
going up is  put  to  the NC contro l ,  keeping the table posi -
tion always constant rightwise and leftwise as well.

Changes with the pas$age of time to be
within +0.01mm

FBDII I  successfu l ly  e l iminates angular  changes due to
the temperature of  o i l .Upper l imi t  devices are prov ided

at right and left, one each, and valves which are least
affected by the temperature of oil, which highly enhanc-
es the level of repeated precision. In addition, downward
changes of the top dead center due to oil temperature

- rise (making the angle more dull) are offset by upward
( cfranges of the same due to oil temperature rise in ball

1  screw (making the angle more sharp) ,  so that  changes
$ wi th the passage of  t ime are kept  wi th in *O.01mm

(oi l  temperature 10 ' -  60"  C,  or ig in pressure or  over) .

f f i e * w r f f i f f i 4 f f i s f f i

ffi fhe set-up time before

ffi slarting work can be reduced

* and the precision of products be stabilized.
s These ensure that the working ratio
ffi remarkably increases.
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I A new servomotor drive system

due to oil temperature changes



Question & Answer

3. lt seems difficult to secure precision in offset bending.
Have you given up offset bending?

It is because the table
does not warp evenly
and the workoiece is
not uniformly pressur-
ized due to frame dis-
tortion that it is difficult
to secure precision in
offset bending. And
un i fo rm long i tud ina l

precsion is difficult to obtain even if the table is positioned
uniformly rightwise and leftwise. This is why center bend-
ing is basic to any bending machine.

T i l t  * p e r a t i o a i

lf bending by offsetting is carried out using a conventional
bending machine for  uneven load bending,  no precis ion
will be secured. lt is necessary to adjust the punch holder
or  the table for  para l le l ism each t ime.  [T i l t  operat ionJ is
such that the bending pressure of a workpiece is read at
teaching after inputting the level of offsetting and the table
is positioned rightwise and leftwise according to NC-based
calculation.

When bending the workpiece offset as shown as right, the
pressure F is divided unevenly into F1 and F2 to be applied
to the workpiece and D2 is automatically tilted for positioning.

$t*p  hend ing  w i th  a  s ing i *  b*n<$ ing  r " lae  h ln*
t* ?:*r ' ld le a wmnkpF*** *f  a e*mtpl ieated shape
Did you think i t  impossible to secure precision with a
NC press brake i f  bending set-up are made per pro-
cess? lt is natural to think that way if the press brake is
a convent ional type which carr ies out of fset bending
and to which center bending is basic.  Use the t i l t  opera-
tion, and play-back (teaching) will be possible for the off-
set die posit ion as i f  you were conduct ing center bend-
ing .
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Srastie labor saving and reduction pf t irne: #

fnom a plurality of rnachines : ' i
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a plurality nf operatcrs t* a *ingle eperator :as
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I Tilt operatioh

I Step bending reduces the number of processes
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Qwestion & Answer

4. Have you experienced any difficulty lately in bending
products which can not be processed
with standard tools?

$troke cf ts$rnnyr *nd a larger open height {420mm}
Welding is essent ial  to sheet metal  work. l f  welding is
reduced even a little, the product will be stereoscooic in a
complicated manner. Work material handling taking-out
and attaching a special tool may be carried out in a differ_
ent manner.
I With two punch holder, deep bending is readily carried our.
I With a high split die hotder, it is possible to bend any product that hangs.

Deformed products

I Two-decker punch holder

Long pendent

PositioninE available aicng a strnke length of 1S0nlm
Any and all types of tool including standard, goose necK
punch, and deep bending jigs are used within the stroke.lf
the operator works more in a varied manner, a sense of bigg_
er safety will be gained and better products will be produced.
(There is a limit on the adjustment of back gauge for height.)

Sne-toueh punch holder equipped
The press brake is equipped with a punch clamp mechan-
ism which enables any operator to readi ly secure the
punch only by turning the lever.  The set-up t ime to
attach/detach tools is largely reduced. Loosen the clamp
and slide the punch, and it will be readily replaced since it
has a key way.

I One-touch DUnch holder

NC HthuhL Pils bntu t
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Qwestion & Answer

5. Satisfied with productivity at site?

Productivity is not related to ram speed alone.

@ The table goes up immediately after the pedal is depressed.

@The table goes down immediately after bending is over.

@ Stroke can be set arbitrari ly.
These, when repeated, make a big difference in productivi-
ty. lt takes the bender of a down stroke type much time to
switch the valve from going up to going down and vice ver-
sa. lt also needs a big stroke.

Ta** tirffi* r*duced. SLiE*r* *X*e*dy g*i*g-tsp *:=$-
dmwrc F**t p*d*F qs;'!i*t? re*p*ndm v,:*FB
For vertical motions, FBD III is wholly under NC control,
including upper and lower limit positions, going-up speed,
and going-down speed. Oil is circulated upward even
when the ram is at pause, so foot pedal motions directly
interlock with the table's vertical motions with almost no
t ime lag.

Rhythrxi*al fuer*d$x'*g
The ram can be freely controled by servo control in
response to how the foot pedal is depressed. The operator
may feel as if he operated the machine in RG. FBD III will
enable the operator to operate it in one, including "set to
marking", "re-depressing in the course of going up".
(The bar pedal is optional.)

&ttenuat*d sgr*sk ns*e*t speed swit*hes
It will give the operator a sense of anxiety psychologixally
when speed is rapidly switched from approaching to
bending. FBD III minimizes table vibration by NC speed
switch instructions and oil level control. (0.3 G or less)

I Recycle tact view

I Table drive synchronous with the seruomotor



Qwestion & Answer

6. Don't you think you can leave bending to
another operator?

Bending needs skilledness, Do only able operators bear burden?
Ol ' l l  make set-up, but I  want to leave actual bendino.
@operations to other operators.
+part-timer, young operator, biginner
@lwant every operator in the shop to be engaged in bending.
rOne operator can perform multiple functions. A higher efficiency.

I want to raise young operators to be work force as soon
as possible.

Instnueticns *er th* w*rk t* be d*s.l*
Prior check on the data control screen. Give instructions to
the operator on the work to be done, and any part-timer or
young operator can readily understand visually. Work
shape, material, tool, bending order must be checked
before bending. Manpower can be efficiently used by
dividing operators for making set-up and those who
actually bend.

Tcehnieal know-hew on bending turning ta
nun'rerie*l data
Precious data given from skilled operators must be turned to
numerial data to make the best use of such data in the
shop. NC conveys technology to computer-generation
workers and improves production efficiency.

ffiendlng data tn tfi* *utslde
Enormous bending data can not be well controlled on NC.
Select suitable media from among lC cards, floppy disks
and paper tapes. (Any and all external output devices are
optional.) A way to AMACOM-AR ASIS Series networkino
is opened.

I Data control monitor

lC card unit AIVIT memory mini lV

ffi@g4#'%
I,
ffii'
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Question & Answer

7. Don't you think it ideal that every operator
can handle the press brake with ease ?

NC is more troublesome to use for the bending of work
according to the shape each time unless it allows any
operator or operator at any post in the shop to operate the
machine only by using basic functions upon entering data
like an electronic calculator.

You ean Lrse it l i lEe a t*cl
One-touch enter ing sends basic sett ings to the
parameters. Changes after setting can be directly entered
into the parameters.

Langitudinal preeisi*n readily seeured
The adjustment of angle for right and left is readily carried
out  whi le  bendino.

Further, th* table center *an be adjusted
Precision can be secured even when an uneven material
is bent in a right and left reverse manner.

^^"uo*no"ltt 
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LD merits
eOperable with ease by any operator
@SteaOy precision @Angles can be

@Continuous bending availabler
modified while checking visually

@
Calculate the elongation of material and enter it into LD.

O Process 1 60-(elongation 1.40)=58.6
O Process 2 so-(elongation 1.40)=48.6
O Process 3 7o{elongation 1.40)=68.6

@
Use manual pulse handle to determine the bending position at 90 degrees.

QProcess I

-.>
90 deg. bending

@
* G i v e  a  c h e c k  t o  t h e  f i r s t  p i e c e  f o r  a n g l e .

T h e  o t h e r  p i e c e s  n e e d  n o  a d j u s t i n g .

OProcess 1

Q,,o"""",
\

\OProcess 3

O135 deg. bending
Process 3

60-(elongat ion 1.40)=58.6
Check and decide the bending angle by manu-
al  pulse handle in each process.
so-(elongat ion 1.40)=48.6 Calculate the elon-
gation of material and enter it to LD.
Check and decide the bending angle by manu-
al pulse handle in each process.
70-(elongat ion 1.40)=68.6
Check and decide the bending angle by manu-
al pulse handle in each orocess.

Back gauge retreats
by pul l -back funct ion.

Finished products
Finished one by one

---  
-  

Foruarded to the later

EEil
90 deg. bending
@ Process 2

Pul l-back funct ion
Back gauge to retreat

Product in progress which
was bent at 90 degrees only

€,w
135 deg. bending

\ 
Back sause

\ +

Eil
Make another set-up
Set to 135 degrees by handle.

)

@d; #
Pull-back setting

Timer setting

D axis tilting

;::%:n, 
processes one bv one

-
CC pressure setting

Input mode switching Simplified mode (auto-back gauge)

Direct (NC inputting)

Nc Htuuh.  PEs bdk  La

FEttrilll
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I LD specifications

D axis 0.01, L axis 0.01

198 processes Simplified node 99 processes

Direct mode 99 processes

Keyboarding for the entering ot numerals

Teaching by manual pulser

Teaching by manual pulser

for Produce 5 oroducts.

Back gauge uni l



FS merits
O Data can be control led
@ Steady precision

@ Quicker and easier  cont inuous bending
@ Any operator can bend

Back-gauge t i l t ing
The back gauge t i l ts ,  using the
pu lse  hand le  a t  the  manua l  o r
play-back mode. 80mm common
to FS I and FS ll.

6 Inter lerence check

7 Zooming

B Mater ia handl ng display

I Box bending input

10 Unfold length calculai ion

11 ldle t imer

1 2 Slow-down

1.3 Pull back

(simpliiied mode)

The simpllfied mode is ehanged
. by keysMswitching

Work and tool to be enlarged for display

Temporary stop tunction

Back gauge rekacts away
trom the matefial

20 Stopper selection O

Strcke counter O

Y axis manually
Z axis pneumatically
Position change evel 1omm upward
and downward each from the datum
position. The datum position can be
manually moved.

Tolerance f rom aulomatic operation
is regisiered by the user.

To prevent dies from hir t ing

lntegralion stop/reduction stop

lreg.ar rO i ow ofte1 rr hble rs."es Ir roo"' Ln 1 ro, -tr,

Timer for power on/otf (by mode)

A oesciflol o'a,r ia'y iu-q.o.s 4r I De given M lhe illoow.

FS I back gauge electrically (Y axis)

Table tilt
t2.5mm common to
FS I ,  FS I I ,  LD

(angle) 6 screens

24 Integratrng t imef

FS II back gauge manually (Y axis)

Y ax is  Z  ax  s  e lec t r i ca l l y
Z  ax is  d isp lacement  80-165mm

' 1  
Inout  nooe se le f f ion  Ang le  :  d  rec l

Shape:  s imp l i t ied

lems

14 Mult i - lower l im ts Ostep ess Skoke sett ing in each process

1 5 FF bendrng C(iR set i rng)

Angie 0 inpul

Calculat ion of elongat ions, angles

I I Compensalon table(elongahon) 6 screens

2 Play-back D.LIYXZ) cc Teaching by pulse handie 16 Hemming calculat ion O

3 D axis origin nemary O orgin io be slored atlhe time when pow€r is shulofl l7 Automatic operaton D.L"(YXZ)

4 Automalc bendn! ordef sefup O l8 Wor< lame .npJl Alonn-neic 20 lelrers Shapes may be control led.

5 Aulomatictool selection
Accofding to bending sottware

(material lrandling,inportant dimdn6ions)l
Work rotatlon, iurn process d;sday Seftng ol No. of workpieces O

It is possible lo display by segtion. 22 Allomaic stop pro$ue selln! O

o
(o)

I NCgFS soecitications

10.5'  coior crystal  l iquid

8 axes
D1,  D2.  11 ,  L2
YR,  YL,  ZR,  ZL

D axis 0.001, L ax s 0.01

D axis I  (mm/sec).  L axis 30.0

Y axis: 30, Z axis: 2.4
D axis 2.5 L axis 80

50 workpieces 20 processes (500 processes at max.J

(Y)(Z) ava lable only wth FS l .  Oautomatic sett ing (when lnputt ing shapes)



Options l ist

FBDIII-  FS

Specffication
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Specif ications options l istFBDIII-LD
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Uni l :mm

A Table length 1 200 1200 2000 2000 2500 2500 3000 3000

B Dislance between frame 1 020 1 020 1 700 1 700 2200 2200 27Q0 2700

C Lower table height 885 885 885 940 940 940 940 940

D Upper table heighl 560 5 6 0 730 780 850 870 1 000 1 000

E Overall height 222Q 2220 2220 2365 2365 241 5 2515 2515

F Side frame heighl 1 850 1 850 1 845 201  5 201  5 2065 2065 2115

G Depth 1250 1250 1  250 1 285 1 285 1 425 1 425 1 495

H Installation width 1 630 1 630 2345 2370 2865 2870 3370 3390

I Overall width 2270 2270 2980 3055 3625 3625 4335 4360

t'
I

Reference only
J9 ISO 
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OAMADA used recycled paper for the production of this brochure.O MAEDA .,nnnbvAMADAco LrD

Capacity KN
honrl

343
l35t

490
t50l

490 784
{8ol

784
l80 l

980
l1  001

980
1 i  oo l

1225
t 1 2 5 1

Bending length 1 200 1 200 2000 2000 2500 2500 3000 3000

Stroke length 1 5 0 '150 150 1 5 0 1 5 0 1 5 0 150 1 5 0

No. of cyl inders(auxi l iary) 212 ) 2(.2) 2Q) 2 Q ) 212) 2 (2 ) 212 ) 212 )
Risino-uo soeed
tcomior i  to soiooHz) " ' "

77 77 77 77 77 77 77 77
Bendino soeed
(commo-n td so/6oHz) "/"

8 8 I I I I 8 I

Lowerino soeed
(solooHl) mm/s 90 90 90 90 90 90 90 90

l\4ass ol machine 3.0 3.2 4.O 5.0 6.2 6.5 7.6 8.8

Tank capacity L 70 70 70 70 70 90 90 90

Motof 5.5 7.5 7.5 7.5 7 .5 ' 1 1 t ' l 1 1

Power capacity
(FS/LD) 8.1 /6 .2 9.7 /7.7 9.7 /7 .7 9.7 /7 .7 9.7 /7 .7 13.0/1113.0 /11 13 .0 /1  1

n
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Phone:49-2129-57901 Fax:49-21 29-591 83

AMADA S.A./AMADA EUROPE S.A.
Avenue de la pyramide, 93290 Tremblay-en-France, France
Phone:33-1-4990-3000 Fax:33-1-4990-3199

AMADAAUSTRIA GmbH
Wassergasse 1, 4-2630 Ternitz, Austria
Phone:43-2630-351 70 Fax:43-2630-351 65

AMADA SCHIAVI S.R.L.
Via Copernico 2/4, Casoni di Gariga, 29027
PODENZANO (Piacenza) , ltaly
Phone:39-0523-5507 1 1 F ax:39-0523-55]7 24

AMADA SINGAPORE (1989) PTE LTD,
561 1, North Bridge Road 01-02A, Eng Cheong Tower,
Singapore 1 98782
Phone:65-298-5033 Fax:65-296-1 71 3

AMADA SINGAPORE (1989) PTE LTD.
INDONESIA REP. OFFICE
J l .  Dr .  Sus i lo  Raya no .17  Jakar ta  1  1450
Phone:62-21-56965367 Fax:62-21-56965369

AMADA (MALAYSIA) SDN, BHD.
Lotl-1, Technology Park l\.4alaysia, Support Services, Resource
Cenlre, Lebuhraya Puchong-Sungai Besi, Bukit Jali l , 57000 Kuala
Lumpur, Malaysia.
Phone:60-3-9663079/3912 Fax:60-3-9665937

AMADA (THAILAND) CO., LTD.
Thosapol Land 3 BLDG., 6th Floot 947 l\4OO 12 Bangna-Trad
Road, K.M. 3, Bangna Sub-District, Bangna District, Bangkok
'10260 Thailand
Phone:66-2-361-9152-60 Fax:66-2-361-9'165-66

AMADA TAIWAN INC.
21, Wenmjng St., Linkou 3 Ind. Park. Kweishan, Taoyuan Hsien,
Taiwan
Phone:886-3-328-351 1 Fax:886-3-328-4200

BEIJING AMADA MACHINE & TOOLING CO., LTD.
No.14 Dongpangmen,Guang Qu l\ i len Nei Street, Chong Wen
District, Beij ing, People's Republic of China
Phone:86-1 0-671 1 -841 4 Fax:86-1 0-67 1 1 -8348

AMADA INTERNATIONAL INDUSTRY AND
TRADING (SHANGHAI) CO., LTD.
Room B1-1 ,  F i rs t  F loor ,  Huashan garden,  No.813,  J iangsu
Road, Shanghai, People's Republic of China
Phone:86-21 -6240-41 07 F ax:86-21 -6240-41 05

AMADA HONG KONG CO., LTD.
U n i t  1 8 0 8 ,  1 8 / F . ,  M i r a m a r  T o w e r , ' 1  K i m b e r l e y  R o a d ,
Tsimshatsui, Kowloon, Hong Kong People's Republic of China
Phone:852-2868-9186 Fax:852-2521-1363

AMADA CO., LTD,. INDIA LIAISON OFFICE
MUMBAI OFFICE
412-C,  F Iora l  Deck  P laza ,  MIDC,  Opp.  Seepz,  Andher i (Eas t ) ,
Mumbai-400093 lndia
Phone:91 -22-823-5406, 91 -22-839-5592, 91 -22-838-227 1
Fax91-22-823-54Os
CHENNAI  OFFICE
54/55,  Nor th  Usman Road,  "The Go ld  Cres t "  ,  T .Nagar ,
Chenna i -600 017,  Ind ia
Phone:91 -44-8255397 F ax:91 -44-827 6907

AMADA KOREA CO., LTD.
123 B lock  s lo t ,  Namdong Indus t r ia l  Area  693-4  Ko jandong,
Namdong-ku, Inchon, Korea
Phone:032-821-6010-4  Fax :032-821-6015

AMADA OCEANIA Pry LTD.
2415 Salisbury Rd., Castle Hil l N.S.W.2128, Australia
Phone:61 -2-9680-8900 Fax:6 1 -2-9680-9855
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