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Mpnbop akTMBHOIO KOHTPOSS AS151 CONPSPKEHHOTO
LWNUdOBaHWSA pacnbIinTenen ToNAIMBHON annaparypsbl.

In-process control instrument for coupled grinding of

the fuel sprayers

| Ldfbeosd

/\POBOKOH v

Mpubop mopa. MKY122 npegHasHadeH gns
ynpaBneHns LMKNom LN oBaHNS UMbl pacnbiINTENs
no pesynsrataM OAHOBPEMEHHOIO KOHTPONSA Auamerpa
obpabaTbiBaeMoOl MNOBEPXHOCTU U AnamMeTpa
OTBEPCTUS B KOpMyce pacnbliINTens, Conpsraemoro ¢
obpabaTtbiBaeMow AeTarnbto.

OaHoM M3 OTNMYUTENbHBIX OCOBEHHOCTeN npubopa
ABMNSeTcsa ynpaBiieHMe 3Tanom pa3MepHOro
BbIXa)XMBaHUsa B KoHUe o6paboTkm C L enblo
WCKIIOYEHMS «3aBUCaHUS» NMPOLIeCCa BbIXaXKMBaHWSI.

Mpunbopbl yctTaHaBnuBatwTCHd Ha
KpyrnownudgoBanbHble cTaHkun «lWtynep» u
«KuknHga» B3aMeH paHee aKCnyaTMpyemblX Ha 3TuX
cTaHkax npubopoB «MoBomatuk» n «Mapnocc», a
TaKke Ha KpyrnowrnudosanbHble ctaHku KIWW3M n gp.
CTaHKM OTEYECTBEHHOIO NPOM3BOACTBA.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKU122 in-process control instrument is
designed to direct the grinding process of a sprayer’s
needle simultaneously using the diameter
measurements of the needle and the coupled
sprayer’s opening.

One of the distinctive features of this instrument is the
controllable finish grinding, that prevents hang-ups at
the final stage of adaptive matching.

These instruments can be mounted on the STUDER
and KIKINDA cylindrical grinders, and can replace the
earlier known MOVOMATIC and MARPOSS
instruments. Also compatibility with KS3M and other
Russian cylindrical grinders is provided.

BepHyTbcH B Hayano pasgena

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

Huana3oH koHmponupyembix duamempoes, MM: 4
Checkable diameters range, mm: .

.10

lMpuHyun usmepeHuUsi: WHOYKTUBHbIN
Principle of operation: Inductive

Memo0d usmepeHusi: CpaBHEHWE C MepoW
Measurement method: comparison with a Standard

HuckpemHocmb omcyema no yugpoesomy mabso, Mm:

Digital table reading discreteness, mm: 0,0001
LleHa deneHusi nuHeliHOU wmpuxoeol WKaJsibl :
o o . 0,002

Least division value of electronic linear scale, mm:
Huana3oH nokasaHul, MM:
Reading range, mm:

o yughposomy mabio +0.5

for digital table —~’
1o wmpuxoeou wkarse 0.08

for linear scale

lpeden donyckaemoli no2pewHocmu cpabambieaHusi

ynpasnsirouwux KoMmaHo (C y4emom crydYalHou rnospewHocmu

u3mMepeHus duamempa omeepcmusi 8 Kopryce pacribiLiumerns
coripsizaeMoz2o ¢ obpabamsigaemoll Oemarnbio) mm: 0,0002

Permissible peak error for the operating control commands (regarded

for the random measuring error of sprayer’s opening diameter, that is

coupled with the needle being machined), mm:

BepHyTbcs B Hayano pasgena
Return to section's beginning



Mprbop akTUBHOIO KOHTPOMS ANS CONPSXKEHHOIO
LINMdOBaHNS NAYHXKEPHbIX Nap.

In-process control instrument for coupled grinding of the
plunger pairs

Mpubop mopa. MNKY123 npegHasHadeH ang ynpasneHus

LMKINOM LUNNGOBaHMUA MyHXepa Mo pesynbraram
OQHOBpPEMEeHHOro KoOHTpond guameTpa
obpabaTbiBaeMoOll MOBEPXHOCTU U AuameTpa
OTBEpPCTUS BO BTYMKe MIyHXepa, conpsraemon ¢
obpabaTbiBaemol AeTanbio.

OpHol 13 oTnMYUTENbHBIX O0COBEHHOCTEN npubopa
ABMNsieTcss ynpaBlieHMe 3Tanom pa3MepHOro
BbIXaXXMBaHUA B KoOHUe 06paboTku C Uenbto
UCKITIOYEHMS «3aBUCaHNS» NPOLECCa BbiXaXXUBaHUS.

Mpnbopb ycTaHaBnuBalwTCH Ha
kpyrnownudosanbHble cTaHkn «LWTygep» wu
«KnknHga» B3amMeH paHee 3KCnnyaTupyeMbiX Ha 3TUX
cTaHkax npubopoB «MosomaTtuk» U «Mapnoccy», a
Takke Ha KpyrnowsnudosanbHble ctaHkn KLWW3M v gp.
CTaHKM OTEYECTBEHHOIO MPON3BOACTBA.

OCHOBHbIe XapaKTepUCTUKN

The model PKU123 in-process control instrument is

designed to direct the grinding process of a plunger

simultaneously using the diameter measurements of
the plunger and the coupled bushing’s opening.

One of the distinctive features of this instrument is the
controllable finish grinding, that prevents hang-ups at
the final stage of adaptive matching.

These instruments can be mounted on the STUDER
and KIKINDA cylindrical grinders, and can replace the
earlier known MOVOMATIC and MARPOSS
instruments. Also compatibility with KS3M and other
Russian cylindrical grinders is provided.

BepHyTbcH B Hayano pasgena

Main Technical Data

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

Huana3oH koHmponupyembix duamempos, MM:

Checkable diameters range, mm: 6...25

lMpuHyun usMepeHuUsi: VHOYKTUBHbIN
Principle of operation: Inductive

Memo0d usmepeHusi: CpaBHEHWE C MepoW
Measurement method: comparison with a Standard

JuckpemHocmb omcyema no yugpoeomMy mabsio, Mm:

Digital table reading quantization, mm: 0,0001

LleHa deneHus nuHelHOU wmpuxoeol WKaJsbl :
Least division value of electronic linear scale, mm:

0,002

Huana3oH nokazaHul, MM:
Reading range, mm:

o yughposomy mabro:
for digital table: *0,5

rno wmpuxoeoﬁ wkKare
for linear scale:

lpeden donyckaemoli no2pewHocmu cpabambieaHusi
ynpasnsirouwux KoMaHa (C y4emom criy4altHol noepewHocmu
uamepeHusi duamempa omeepcmusi 80 8MyriKe MyyHxXepa
conpsizaemoli ¢ obpabambieaemoti demarnbto), mm: 0,0002
Permissible peak error for the operating control commands (regarded for the
random measuring error of plunger bushing’s opening diameter, that is
coupled with processing part), mm:

BepHyTbcs B Hayano pasgena
Return to section's beginning



MpnGopbI aKTUBHOFO KOHTPOMS K BHYTPU U

[MKY126

Mpnbop wmoa. TMKY126 -1 npegHasHayeH ansi
yrnpaBneHnsa UMKIOM LWIMdOoBaHMSA No pesyrnbratam
KOHTpoOns auameTpa obpabaTbiBaeMoln NoBEPXHOCTU
aetanu.

Mpnbop moa.lNMKY126M-1 OOMONHUTENBHO OCHALLEH
KOHTYPOM KOHTPOMNSA MOLLHOCTM pe3aHus C Lesnbto
ynpaBneHns 3TanoM Bpe3aHust (MepekrnveHne c
pOopcCMpPOBaHHOMW Ha YEpPHOB YK nopgavy) u
cTabunmsaumm MOLLHOCTM Ha YepHOBOM 3Tane uukna
wnuncoBaHus.

Mpnbopbl NpMMEHATCA NpU WNMdOBaHMK AeTanewn,
Tpebywmx OOMnblWOKW BEMWYMHBI appeTUpoBaHus
N3MepPUTENbHbIX HAKOHEYHMKOB.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

/APOBOKOH V

KpyrrownudoBarnbHbIM CTaHKaMm
In-process gauging instruments for internal and

cylindrical grinders

The model PKU126-1 instrument is designed to
control the grinding cycle by the results of
continuously measuring the diameter of the surface
being machined.

The model PKU126M-1 in addition has a cutting power
controlled feedback with the aim of controlling the
cutting-in process (switching from enforced to the
rough feed) and stabilizing the power at the rough
grinding stage.

These instruments are employed for grinding
components, that need a greater amount of arresting
for the measuring tips.

BepHyTbcH B Hayano pasgena

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

POBOKOH

lMpuHyun usmepeHus:
Principle of operation:

Memod u3smepeHusi:
Measurement method:

HUCKPGMHOCMb omc4yema u duana3oH rnokasaHuu no
yughpoeomy mabio,

Least division value and reading range

of the digital display,

MM
mm

kBm
kWt

LeHa deneHusi u duana3oH noka3aHul Mo JAUHeUHol
wmpuxoeoll wkase, MM

Least division value and reading range

of the electronic linear scale, mm:

Konu4ecmeo ynpaensitoujux komaHo
Number of operating commands

10 KOHmporso duamempa
Diameter control:

0 KOHMpPOI1 mMmowHocmu
Power control:

lpeden donyckaemol no2pewHocmu cpabambieaHusi
ynpaensirouux KomaHo,
Permissible error limit for the operating control commands,

MM
mm

kBm
kWit

Tun appemupyrowje2o ycmpolicmea
(8cmpoeHo 8 Kopryc 20/108KU)

Type of arresting device

(built in the measuring head):

Hau6onbwas eenu4yuHa appemupoeaHusi UamMepumesibHbIX
HaKoOHe4YHUKo8, MM
Maximum arresting value of the measuring tips, mm:

HaeneHue cxxamozo eo3dyxa, M0A80OUMO20 8 appemupyroujee
ycmpotiicmeo, Mla
Pressure air supplied to the arresting device, MPa

WHOYKTUBHbIN
Inductive

CpaBHEHMEe C Mepoi
Comparison with a Standard

0,0005 (0,001) / 3,0 (ot -1,0 o +2,0)

0,1/20

0,002/0,08

0,00015

0,2

NHEBMaTUYECKNIA

MeMOpaHHbIN
Pneumatic, membrane

15

0,3....0,6

BepHyTbcs B Hayano pasgena
Return to section's beginning



NKy128
NKy129

Mpubopbl aKTUBHOrO KOHTPOJS
K BHYTPU U KpyrnownugoBanbHbIM

CTaHKaM

In-process control instrument for cylindrical grinders

CE‘_'b
<

/APOBOKOH %

Mpubop mop. MKY128-1 npepHasHayeH Ong
yMpaBreHnsl LUKINOM LWnMdgoBaHMsa Mo pesyrnbratam
KOHTpOns Avamerpa obpabaTbiBaeMon MOBEPXHOCTU
aetanu.

Mpnbop moa.MNMKY128M-1 OOMOMNHUTENBHO OCHALLEH
KOHTYPOM KOHTPONS MOLLHOCTM pe3aHusi C LEebio
yrnpaBneHus 3TtanoM BpesaHus (NepeknyeHne ¢
dopcuMpoOBaHHONW Ha 4YepHOB YK nogavy) u
cTabunmsaumm MOLLHOCTU Ha YepHOBOM 3Tarne uukna
LWwnudpoBaHus.

B npubopax MKY129-1 n MKY129M-1 B otnuume ot
npubopos MKY128-1 wucnonb3ywTca ABe
OOHOKOHTaKTHbIE TOMOBKW, Gnarogaps Yemy BeEpXHWIA
npegen [nuanasoHa KOHTPONMPYEMbIX OMaMeTpoB
onpenensieTcsi TonbKo napamMmeTpamu CTaHka.

MpenmyLlecTsom 3TMX  nNpubopoB  ABRseTCA
BO3MOXHOCTb NOAKIMIOYEHUS K  OOHOMY
3N1EKTPOHHOMY 6noky Ao yeTbipex

namepuTenbHbIX ckoO (npubopbl mog. MKY128) mnu

OBe napbl  M3MepuUTENbHbIX TFOMoBOK (MpMGopbI
mog. [MKY129), 4To no3BonsieT KOHTPONMpOBaTb
OnameTpbl  nocriegoBatenibHo  obpabaTbiBaeMbIx

yeTblpex (OByx) LeeKk Bana.

OCHOBHbIe XapaKTepUCTUKN

The model PKU128-1 in-process control instrument is
designed to direct the grinding operation by the results
of continuously measuring the diameter of the surface
being processed.

The model PKU128M-1 differs from the above-cited
instrument by having a cutting power controlled
feedback. It stabilizes the power control while the
grinder switches from enforced to rough feeding.

The models PKU129-1 and PKU129M-1 instruments
are equipped with two measuring heads, unlike one in
PKU128, owing to that the upper measuring diameter
for PKU129 depends only on the grinder’s model.

An advantage of these instruments is that they have a
possibility of connecting to one electronic block up to
four measuring snap-gauges (model PKU-128) or two
pairs of measuring heads (model PKU-129), and that
enables to monitor the successive machined diameters
four (or two) axle necks.

BepHyTbcH B Hayano pasgena

Main Technical Data

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

POBOKOH

Huana3oH koHmMponupyembix duamempoe, MM:
Checkable diameter range, mm:

npubopsi [1KY128 -1 ¢ nuHelHbIMU meepdocriagHbIMU
HaKoHeYHUKamu

PKU128 -1 with linear hard-alloy tips

rpubops! [TIKY128 -1 co cehepuyeckumu anma3HbIMU HaKOHEYHUKaMU
PKU128 -1 with spherical diamond tips

npubopsbi [1KY129
PKU129

lMpuHyun usmepeHus:
Principle of operation:

Memo0 u3smepeHusi:
Measurement method:

HuckpemHocmb omcyema u duana3oH rnokasaHul rno

yughpoeomy mabno,
Least division value and reading range of the digital display,

MM:
mm:

kBm
kWt

LeHa deneHusi u Quana3oH rnokasaHul o JiuHetiHoU
wmpuxoeol wkKase, MM:

Least division value and reading range

of electronic linear scale, mm:

Konuyecmeo ynpaensiroujux KOMaHo:
Number of operating commands

o KOHMposnw duamempa
Diameter control

1o KOHMPOIIo MowHocmu
Power control

lpeden donyckaemol noepewHocmu cpabambsieaHusi

ynpaeJsisinuwux KoMaHo,
Permissible peak error for the operating control commands,

MM
mm:

KBm
kWit

4...25
12...100
12...

WHOYKTUBHbIN
Inductive

CpaBHeHMe C Mepon
comparison with a Standard

0,0005 (0,001) / 3,0 (o -1,0 Ao +2,0)

0,1/ 20

0,002 /0,08

0,00015

0,2

BepHyTbcs B Hayano pasgena
Return to section's beginning



[NKy138
NKy140

CETb

(&, J

MpnOOpblI aKTUBHOIO KOHTPONS
K BHYTPWU U KPYyrnowwnudoBanbHbIM CTaHKaM

In-process control instrument for cylindrical grinders

/APOBOKOH V

Mpubopbl mog. MKY138-1 n MNKY140-1 npegHa3HayeHbl
ANs ynpaBfleHUs ULWUKINOM wnudoBaHMa no

pe3ynsTataM  KOHTPOMs AuaMeTpa UMM paccTosiHUS
mMexay Topuamm oTpabaTtbiBaeMon rnagkon
(npnbop MNKY138-1) unn  npepbiBucTon  (Mpubop

MKY140-1) noBepxHOCTM AeTanmu.

Mpu6opbl moa.MKY138M-1 n MKY140M-1 gononHuTensHo
OCHaLlEeHbl KOHTYPOM  KOHTPOSS MOLLHOCTM pe3aHus C
Lenbio ynpaeneHust 3TanoM BpesaHus (MepekrnoveHne
c d¢opcuMpoBaHHOM Ha YepHOBYKW mnogayvy) u
ctabunusaumm MOLLUHOCTM Ha YepHOBOM 3Tane uukna
LwnudoBaHus.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKU138-1 and PKU140-1 instruments are
designed to control the grinding cycle by the results of
continuously measuring the diameter of the processed
surface or the distance between faces, that is continuous
for PKU138-1 and interrupted for PKU140-1.

The model PKU138M-1 and PKU140M-1 in addition have
a cutting power controlled feedback with the aim of
controlling the cutting-in process (switching from
enforced to the rough feed) and stabilizing the power

at the rough grinding stage.

BepHyTbcH B Hayano pasgena

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

POBOKOH

Main Technical Data

lpuHyun usmepeHusi: WHOYKTUBHbIN
Principle of measurement: Inductive

CpaBHEHME C Mepon
comparison with a
Standard

Memod usmepeHus:
Measurement method:

HAuckpemHocmb omcyema u Quana3oH rnokasaHul no
yugpoeomy mabino,

Least division value and reading range

of the digital display

MM 0,0005 (0,001) /3,0 (o7 -1,0 40 +2,0)
kBm
o 0,120

Lena deneHusi u duana3oH noka3aHull rno JiuHelHou
wmpuxoeoul wkKase, MM 0.002/0.08
Least division value and reading range ' ’
of the electronic linear scale, mm:

Konuyecmeo ynpassisarowux KomaHO
Number of operating commands

1o KoHmporso duamempa
Diameter control: 9

Mo KOHMpPOJ1o MmowHocmu
Power control: 3

lpeden donyckaemoli nozpewHocmu cpabambieaHusi
ynpaensirou,ux KomaHo,
Permissible error limit for the operating control commands,

MM 0,00015
mm

kBm
kWit 0.2

Tun appemupyrowe2o ycmpolicmea 3NEKTPOMarHUTHbIN
Type of arresting device, mm:

Hau6onbuwas eesiuduHa appemupoeaHusi UsmepumesibHbIX

HaKoHe4YHuUkKkoe, MM 4
Maximum arresting value of the measuring tips, mm:

BepHyTbcs B Hayano pasgena
Return to section's beginning



MpnOOopblI aKTUBHOIO KOHTPONS

K BHYTPWU U KpYyrnoLwwnnudoBarnbHbIM CTaHKaM
nKy1 38MT ans o6paboTkm Konew, KpynHorabapuTHbIX
NOALUWMHUKOB

In-process control instrument for cylindrical grinders
for machining of large bearing’s rings

ﬂl':u 1 — j\ ,

/A POBOKOH %

OcCHOBHbIMK  hbakTOpamK,  BAUSHOLIMMA Ha TOYHOCTb
obpaboTku Koneu 6onbworo anameTpa
ABNAKTCA HENOCTOSIHCTBO TeMnepartypbl Konew, B KOHUe inconstancy of the end of the grinding cycle and the
uMKna WwnMdoBaHUs U CMELLEHNne HacTpoviku npubopa, measuring instruments deviation caused by the thermal
06yCroBrneHHoe, MmaBHbIM 06pasoMm, TemmnepaTypHbIMU deformation of the grinding machine on which the

pedopmMauusamMm  MexaHu3Ma CTaHka, Ha KOTOPOM measuring heads are positioned.
YCT@HOBIEHbI U3MEPUTENbHbLIE TONOBKM.

The main factors influencing the machining accuracy of
large diameter bearing rings are their temperature

The developed control algorithm practically excludes the
effect of these factors.

For that purpose in the instrument besides circuits that
automatically inspect the diameter of the cutting power
There are contours that monitor the speed of the rings

diameter reduction, the lubricant-coolants temperature
and also the machined work pieces temperature.

PaspaboTaHHbIi anropuTM  ynpaBfneHus  MpaKTUYecKu
UCKM4YaeT BNUAHUE 3TUX (aKTOPOB.

Ona osTtoro B npubope MOMMMO KOHTYPOB KOHTPONS
anametpa M MOLLHOCTM pe3aHusi UMEKTCA  KOHTYpbI
KOHTPONs CKOPOCTU M3MEHEeHVs1 AuamMeTpa  KorbLa,
Temnepatypbl COX n TemnepaTypbl 06paboTaHHOM aeTanw.

KomneHcauus CMeLLeHUs HacTpoliku  npubopa | he measuring instruments adjustment deviation is
obecneunBaeTcss MyTeM ero MOAHACTPOMKW no pesynbtatram compensated by providing a corrective adjustment
KOHTpONS crneumanbHoii TepmocTabunbHoii  Mepbl,  Pased on the results of measuring a thermo-stable
OCYLLECTBMSAEMOro B KaxdoM Luukne ob6paboTku.

standard during each machining cycle.

OCHOBHbIE XapaKTepUCTUKN
Main Technical Data

BepHyTbCﬂ B Ha4ano pasaerna

Return to section's beginning



OCHOBHbIe XapaKTepUCTUKN

POBOKOH

Main Technical Data

Huana3oH koHMponupyemMbix duamempos, MM
. - 200...700
Range of measured diameters, mm:

lpuHyun usmepeHusi: WNHOYKTUBHbIN
Principle of measurement: Inductive

CpaBHEHWE C Mepon
comparison with a
Standard

Memod usmepeHus:
Measurement method:

HAuckpemHocmb omcyema u duana3oH nokasaHuu no
yugpoeomy mabino,

Least division value and reading range

of the digital display

MM
m  0:001/3,0 (o1 -1,0 no +2,0)

kBm
Py 0,1/ 20

LjeHa deneHusi u duana3oH noka3aHuli rno JiuHelHou
wmpuxoeol wkase, MM 0.002/0.08
Least division value and reading range ' ’
of the electronic linear scale, mm:

Kosiuvecmeo ynpaensiroujux komaHoO
Number of operating commands

10 KOHmMporso duamempa
Diameter control: 4

M0 KOHMPOIIo CKo[éqocmu usMeHeHus Ouamempa
iameter reduction speed control: 1

10 KOHMpPOJI1 MmowHocmu
Power control: 3

lMpeden donyckaemoll nozpewHocmu cpabambieaHusi
ynpaensirouux KomMaHo,
Permissible error limit for the operating control commands,

MM 0,00015
mm

KBm
kWit 0.2

Tun appemupyrouje2o ycmpolicmea 3NeKTPOMarHUTHbLIN
Type of arresting device, mm:

Haub6onbwasn eenu4yuHa appemupoeaHusi usMepumesibHbIX

HaKOHe4YHUKo8, MM 4
Maximum arresting value of the measuring tips, mm:

BepHyTbcs B Hayano pasgena
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[KY136

[Mpnbopbl aKTUBHOIO KOHTPOSSA K
TOpLI,eryI'ﬂOLIJﬂI/ICbOBaﬂbeIM CTaHKaM
In-process gauging instruments for cylindrical

face grinders

/APOBOKOH v

Mpubop mog. MKY136-1 u ero wmogmdpumkauymmn
npeAHasHayeHbl AnA  ynpaBfieHWs MnpoueccoMm
OCeBOM OpUeHTauum TOPLOBOW MNOBEPXHOCTHU
getann  OTHOCMUTENbHO pexylLien KPOMKM
WNNdOoBanbHOro Kpyra W ynpasreHus LUKNIOM
wnucoBaHMa Mno  pesynbratam KOHTPONs Auamerpa
obpabaTbiBaeMONn MOBEPXHOCTY.

Mpnbop wmopn.NMKY136M-1 n ero mogudukaymm
OOMNOMHUTENBHO OCHALEHbl KOHTYPOM KOHTPONS
MOLWIHOCTU pe3aHuss C Uenbko ynpaBneHus
aTanom Bpe3aHus (nepekntoyeHne ¢
dopcupoBaHHOW  Ha  4YepHOBYK  nogadvy) MU
cTabunmsaumm MOLUHOCTM Ha YEepHOBOM 3Tane uukna
LNndpoBaHmA.

MpeumywecteoM 3Tux npubopoB  ABnsieTcH
BO3MOXHOCTb  MOAKIIOYEHUA K 3SNEKTPOHHOMY
Gnoky Kpome nosuumoHepa 1o Tpex
N3MEPUTENBHbIX cko0, 4yTO nosBonser

The model PKU136-1 and modifications instrument is used
to control the axial orientation of the component’s facial
surface relatively to the grinding wheel’s cutting edge

and directing the grinding cycle by the results of
continuously measuring the diameter of the surface

being machined.

The model PKU136M-1 and modifications in addition has a
cutting power controlled feedback with the aim of controlling
the cutting-in process (switching from enforced to the

rough feed) and stabilizing the power at the rough

grinding stage).

An advantage of these instruments is that they are provided
with a possibility of connecting to the electronic block not
only a positioner, but also up to three measuring snap -
gauge, and that enables monitoring the diameters of three

KOHTPONMPOBaTL AMAMETPbl Tpex nocnegoBaTenbHo SUccesive axle necks.

obpabaTtbiBaembIX LLeek Bana.

OCHOBHbIEe XapaKTepUCTUKN

Main Technical Data

BepHyTbcH B Hayano pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

Huana3oH koHmponupyembix duamempos, MM
Checkable diameter range, mm:

lMpuryun usmepeHus:
Principle of operation:

Memod usmepeHus:
Measurement method:

HUCKPGMHOCMb omcyema u duana3oH rnokasaHutl no

yughpoeomy mabno,
Least division value and reading range
of the digital display,

MM
mm

kBm
kWt

LeHa deneHusi u Quana3oH noka3aHul no JIuHelHou
wmpuxoeou wkase, MM

Least division value and reading range
of the electronic linear scale, mm:

Konuyecmeo ynpaensirouux komaHoO
Number of operating commands

rpu KoHMporse ocegol opueHmMauyueu
Axial orientation control:

rpu KoHmporsne duamempa
Diameter control:

npu KoOHMposie MowHoCcmMuU pel3aHus
Cutting power control:

lMpeden donyckaemoli noepewHocmu cpabamsbieaHus

ynpaensirou,ux KomaHo,
Permissible error limit for the operating control commands,

MM
mm

kBm
kWit

POBOKOH

12...100

WHOYKTUBHbIN
Inductive

CpaBHeHMe C Mepou
comparison with a Standard

0,0005 (0,001) / 3,0 (ot -1,0 Ao +2,0)

0,1/20

0,002 /0,08

0,00015

0,2

BepHyTbcs B Hayano pasgena
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Mprbop aKTMBHOIO KOHTPOMNSA MOLLHOCTN pe3aHus
Ha WnndoBarbHbIX CTaHKaXx

In-process cutting power control instrument grinders

(&

CETb

Mpnbop mog. NMKM2 npegHasHadeH Ans ynpaBneHus
UMKNom wnucoBaHMa Mo pesynbratam KOHTPOrs
MOLLUHOCTU pe3aHus, a Takke aAna opMupoBaHus
KOMaHgbl Ha npaeky LWnudgoBanbHOro Kpyra npu
YMEHbLIEHNN €ero pexyuwen cnocobHocTu Ao
3aaHHOTO YPOBHS.

MoLLHOCTb pe3aHus onpefernsieTcs kak akTUBHas
COCTaBnsoLWas MOLHOCTU, NOTpebrnsaeMon NnpMeoaoM
BpaLLeHUs LWNNMoBanbHOro Kpyra U3 ceTu, 3a BbIYETOM
MOLLHOCTU MNOTEPb XONOCTOro XOAa.

Ha ctaHkax 6e3 nogaepkaHusi MOCTOSIHHOW CKOPOCTM
pesaHuss no Mepe u3HOoca LUNMAOBanbHOMO Kpyra
npuGop obecneuynmBaeT KOPPEKLMUIO YpPOBHEN
cpabaTbiBaHUS KOMaHg COOTBETCTBEHHO W3MEHEHWIO
CKOPOCTU pe3aHuisl.

HasHauyeHWe ynpaBnsioLwmx KOMaHa: NepekntoYeHme ¢
dopCUpPOBaHHOM Ha YepHOBYD nogady Ha 3Tane
Bpe3aHusl; cTabunusaumsi MOLHOCTM Ha YepHOBOM
aTane umkna 00paboTky; OrnokupoBoYHas
KOMaHfa; koMaHAa Ha NpaBKy LUMdOoBanbHOMo Kpyra.

CocrtaB npubopa: aneKTpOHHbIN 6rok ynpaBneHus u
6nok TpaHcopmaTopoB,  yCTaHaBnMBaeMblii B
aneKkTpoLllKag CcTaHka.

Mpubop MoxeT paboTaTb TakkKe COBMECTHO C

npnbopom aKTUBHOINo KOHTpPOMsS guamMeTpa
obpabaTbiBaeMON MOBEPXHOCTH.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

©
- | éposoxou'\?

The model PKM2 instrument is designed to control the
grinding cycle by the results of continuously
measuring the cutting power, and also to form the
command to dress the grinding wheel when it's cutting
capacity is diminished to the preset level.

The cutting power is determined as an active
component of the total electric power of consumption
for the grinding wheel, excepting the losses of the idle
run power.

When the grinder doesn’t maintain the constant
cutting speed, this instrument provides the correction
of commands’ operating level in accordance with the
cutting speed drop and wear of the grinding wheel.

The functions of the operating commands are:
switching over from enforced to the rough feed at the
cutting-in stage; the power stabilization at the rough
machining stage; the blocking command; the
command to dress the grinding wheel.

The instrument consists of: the electronic control unit,
the block of transformers that is installed in the
machine tool’s cabinet.

The instrument can also function together with the in-

process control instrument that gauges the machined
surface.

BepHyTbCﬂ B Ha4ano pasaerna
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

TMpuHyun usMepeHusi: ONEKTPOHHbIN
Principle of operation: Electronic

HAuckpemHocmb omcyema, kKBm:

Measuring discreteness, kWt: 0.1
Huana3oH noka3aHul, kKBm: 20
Reading range, kWt:
Konuyecmeo komaHO: 5
Number of operating commands:
lpeden donyckaemol noz2pewHocmu cpabambigeaHusi KoMaHO, KBm: 02

Permissible error limit for the operating control commands, kWt:

BepHyTbcs B Hayano pasgena
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MpnGopbl aKTUBHOFO KOHTPOMS K
LnMueLwnndoBanbHbIM CTaHKaMm

In-process control instruments for spline grinders

Mpubopbl moa. MKY31 npegHasHaveHbl, B
3aBUCMMOCTM OT MPUMEHSEMON Hanagku, nubo ans
KOHTPONS LWWPUHbI BraguHbl Mexay 3ybbamu
LUMLEBOro Bamna, NMbo Ans KOHTPOMNsi BHYTPEHHEro
OnameTpa (paguvyca) WnmLeBoro Bana npsiMo604HOro
npodounsi.

B cocTaB Hanagku npubopa BXoAWUT HapyXHbI pblyar ¢
N3MEPUTENbHbIM HAKOHEYHUKOM.

Mpn KOHTpONEe WNPUHbI BIAAWHBI MCMNOJb3YeTCs
cepnyeckMn HaKOHEYHWUK, MOABELIEHHbIN Ha
NMOCKOMNPYXUHHOM WWapHUpPe u
camMoyCTaHaBnMBalwLWMNCA N0 BNaguHe Mexay
3ybbamu Bana. pu KOHTPOre BHYTPEHHErO AnameTpa
ncrnonb3yeTcsd pe3bboBON HAKOHEYHUK C armMasHon
BCTaBKOW.

MpuGopbl MPUMEHSIIOTCA Ha  LWNMLUELWNMpOoBanbHbIX
CTaHKax.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKU31 instrument is designed to measure
the width of the tooth space or the internal diameter of
a splined shaft with a straight-sided profile, in
accordance with a type of the setup Kkit.

The setup kit of the instrument includes the external
leaver with the measuring tip.

When checking the tooth space a spherical measuring
tip is used, that is suspended on the flat-spring hinge
and self-aligned with the middle of the tooth space.
When measuring the internal diameter, the thread-
measuring tip with a diamond insert is used.

The instruments are used on spline grinders.

BepHyTbcH B Hayano pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

POBOKOH

Huana3oH HapyxHbIx Quamempoe WuUueebIX 8asoe, MM :
External diameter range of splined shafts, mm::

Memod usmepeHusi:
Measurement method:

lMpuryun usmepeHus:
Principle of operation:

HuckpemHocmb omc4yema no yugpposomy mabsio, MM :
Least division value of the digital display, mm:

Huana3oH noka3zaHul, MM:
Reading range, mm:

lMpeden donyckaemoli no2pewHocmu cpabambieaHusi KOMaHO, MM :

Permissible error limit for the operating control commands, mm:

Konuyecmeo ynpaensrouwjux komaHO:
Number of operating commands:

Tun appemupyrouwezo ycmpotlicmsea
(6cmpoeHo 8 Kopryc usmepumeribHoU 20/108KU) :
Type of arresting device

(built in the measuring head):

Hau6osnbwas eenuyuHa appemupoeaHusi usMepumesibHO20
HaKOHe4YHUKa, MM:

Maximum arresting value of the measuring tip, mm:

HaeneHue cxxamozo eo3dyxa unu macna, no0eodumMoeo 8
appemupyrouwiee ycmpotlcmeo, Mlla:

Pressure of air/oil supplied to the arresting device, MPa:

14...125

CpaBHEHME C Mepo
comparison with a
Standard

MHOYKTUBHbLIN
Inductive

0,001

MeMOpPaHHbIN
rmapasnuyeckui unu
NHEBMaTU4eCKUin
Membrane, pneumatic or
hydraulic

0,3...0,6

BepHyTbcs B Hayano pasgena
Return to section's beginning



[Mpnbop akTMBHOIO KOHTPONS

NMKY67MO

K XOHUHIoBalribHbIM CTaHKaM

In-process gauging instrument for honers

e oo b boneboee e len |
70- &0 50 40 30 20 -0 o

/APOBOKOHY/

Mpubop moa. MKYB67MO npepHasHadyeH AOns
ynpaBreHUs UWUKITOM XOHWHTOBaHWS OTBEpPCTUW
Aetaner Tuna rUnb3 UMMAMHOPOB ABuratenei no
pesynsratam KOHTponsa anameTtpa obpabaTbiBaeMoro
OTBEpCTUS.

MpuGop coCTOUT W3  3NIEeKTPOHHOro Groka w”
MHEBMOSMEKTPOHHOTO  MOAYSS, YCTaHOBIIEHHOIO Ha

3agHen cTeHke Ornoka, wu ABYX WU3MEPUTEINIbHbIX
conen, BCTpanBaeMbIX B KoOpnyc XOHa.

coOepXuT
OaBneHns ¢
ctabununsaTtop
KONnoaky ¢

[MTHEBMOSMEKTPOHHbIN MOAYNb
anddepeHumnanbHbIn Jatymk
perynupyeMmbliM OpOCCenem,
OaBneHMs ©n  pacnpegenuTenibHyo
MaHOMETPOM.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKU67ME in-process gauging instrument
is intended to be used for controlling the honing cycle
of a component’s opening (e.g. in an engine’s cylinder
liner) by the results of continuously measuring the
diameter of such an opening being machined.

The instrument cosist of an electronic block and a pneumo-
electronic module mounted on the block’s back wall
and two measuring orifices that are built in the hone’s body.

The pneumo-electronic module consists of a differential
pressure transducer with an adjusting orifice, a pressure
regulator and a distributing block with a pressure gauge.

BepHyTbcH B Hayano pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

lMpuryun usmepeHusi: [THEBMOSMNEKTPOHHbIN
Principle of operation: Pneumoelectronic

Memo0d u3smepeHusi:

CpaBHEHME C Mepon
Measurement method:

comparison with a Standard
HuckpemHocmb omc4yema u duana3oH nokasaHull rno

yughpoeomy mabino,
Least division value and reading range

of the digital display

MM
mm

0,001/0,5

LeHa denteHust u duana3oH noka3aHull 1o JIuHelHou

wmpuxoeod wkKase, MM 0.002/0.08
Least division value and reading range ~’ ’

of the electronic linear scale, mm:

Kosiuvecmeo ynpaensiroujux komaHO
Number of operating commands

lMpeden donyckaemoll no2pewHocmu cpabambieaHusi

ynpaenisrou,ux KoMaHo,
Permissible error limit for the operating control commands,

MM
mm

0,001

HaeneHue 8 cemu cxxamozo eo3dyxa, Mlla 03 .06
Air pressure in the pneumatic system, MPa: = ""™?
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[Mpnbopbl aKTUBHOIO KOHTPOJSIS
K ABYXCTOPOHHUM TopLEeLNMdOoBanbHbIM U
nnockownngoBarnbHbIM CTaHKaMm

In-process control instruments for double-sided face and plane
grinders

/\POBOKOH v

Mpn6op moa. MKM11 u ero mogudpmkauum moa. MKM11-1 n
MKIM11-2 npegHasHayeHbl Ang nogHanagkM ABYXCTOPOHHUX
TopueLLnudoBanbHbIX CTAHKOB, paboTaloLlmx «Ha Npoxoa»
no pesynsratam KOHTPOns

paccTosHua mexagy Topuamu oOpaboTaHHbIX AeTanev u
nonoxeHunsi 6asosoro LwnudosansHoro kpyra (mog. MKM11).
nonoxeHuns 06omx WnmdosanbHbIX Kpyros (Mog. MKM11-1);
paccTosiHUs Mexay Topuamu getanv U OTKIMOHEHUs OT
CYMMETPUYHOCTU PaCMONOXEHUs TOPLEB OTHOCUTENbHO

XecTkon 6a3bl npu wnudosaHun B 6apabaHe (mog. MKIM11-2).

Mpubop mog. TMKM11B u ero mogudmkaumnsa TMKMN11B-1
npefHasHavyeHbl Ana ynpaBreHWs LMKIOM BPE3HOro
WNMAOBaHNS Ha [OBYXCTOPOHHMX TopLeLwwnmMdgoBanbHbIX
CTaHKax Mo pe3yrnbratam KOHTPOrs:

paccTosiHusi Mexay Topuamu obpabaTbiBaemon getanu u
nonoxeHusi 6asoBoro LwnmdoBansHoro kpyra (moga. MKrM11B);
paccTosaHMA OT XecTKkoW 6asbl A0 Kax4oro u3
obpabaTtbiBaeMbIx TOpLUEB AeTanu npu  WindoBaHn B
6apabaHe (mog. MKrM11B-1).

Mpu6opsl MKIM12 n ero mogndmkaunm npegHasHadYeHbl Ans
nogHanagku nnockownudoBanbHbIX CTAHKOB MO
pesynbTaTam KOHTPOISl paccTosiHus OT obpabaTtbiBaemMoro
TopLia AeTanen [o XecTko 6a3bl CTaHka.

KomaHapbl Ha nogHanagky npu npuMeHeHun npubopos Mog.
MKM11, MKM11-2 v K12 dopmupytoTca Ha ocHoBe
cTaTUCTUYeCcknx mMeTonoB 00paboOTKM pes3ynbTaToB
U3MepeHnNs, Hanpumep, KaK cKkonb3slee cpegHee
3HayeHue 13 pesynsraTtoB uaMmepeHns «N» nocrnegoBaTenbHO
obpaboTaHHbIX geTanen.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKP11 instrument and its modifications PKP11-
1, PKP11-2 are designed to be used for the corrective
adjustment of the double-sided face grinders, that operate in
run-through mode using the results of checking the
parameters given below:

face-to-face distance for the machined components and the
position of the basic grinding wheel (mod. PKP11);
positions of both grinding wheels (mod. PKP11-1);
face-to-face distance of the machined component and the
deviation from symmetry of its faces’ positions relatively to
the grinder’s fixed base when machining in a drum (mod.
PKP11-2).

The model PKP11V and its modification PKP11V-1 are
designed to control the cutting-in grinding cycle in the
double-sided face grinders using the results of checking the
parameters given below:

face-to-face distance for the component being machined
and the position of the basic grinding wheel (mod. PKP11V);
distances between the fixed base and each face of the
component being machined when grinding in a drum (mod.
PKP11V-1).

The model PKP12 and its modifications are designed for the
corrective adjustment of the plane grinders using the result
of checking the distance between the face of components
being machined and the fixed base of grinder. When PKP11,
PKP11-2 and PKP12 instruments are employed, the
commands for corrective adjustment can be formed by
using the statistically processed measuring data, for
example, as the average value of the results measured for
N sequentally machined components

BepHyTbCs B Hayarno pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

lMpuHyun usmepeHusi: VIHOYKTUBHbIN
Principle of operation: Inductive

Memod usmepeHusi: CpaBHeHVe C MepoW
Measurement method: comparison with a Standard

HuckpemHocmb omc4yema u duana3oH nokasaHull rno
yughpoeomy mabno,

Least division value and reading range

of the digital display

MM 0 0005/ 0,5
mm

Huana3oH noka3saHuli No JIUHeUHOU  COOTBETCTBYET MO0 AOMycKa
wmpuxoeoll wkase, Mv  (YCTaHaBNMBaETCS NpU HAaCTPONKe)

Reading range corresponding with the tolerance zone
of the electronic linear scale, mm: (' set up during adjustment )

Bpewmsi npoxoxdeHusi KOHMpoJsiupyemol noeepxHocmu demasnu
nod usmepumersibHbIMU HaKOHe4YHUKaMu, ¢, He meHee: 0,015
Minimum time by the surface being checked under the measuring tips, sec:

Konuyecmeo ynpaensroujux KoMaHoO:
Number of operating commands:

lpeden donyckaemMoli OCHO8HOU Mo2peuwHOCMuU U3MepeHUsl, MM:
Permissible main error limit of a measurement, mm:

0,001
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[Mpnbop aKTUBHOIO KOHTPOSIA K OeCLUEeHTPOBO-

K17

IJJﬂI/ICbOBaJ'IbeIM CTaHKaM

In-process gauging instrument for centreless grinders

Mpubop mopgenu TKIM7M npepgHasHayeH p[ns
nogHanagku cTaHka Mo peaynbratam KOHTPOIs
anameTpa [AeTanen Tuna MOpPLUHEBbLIX MNarnbLEB U
PONMKOB MNOALUWMHUKOB HEMNOCPEeACTBEHHO Mocne
BbIXOZa U3 30Hbl 06paboTKu.

Hetanu nepemeLyaiotca nog cobCTBEHHBIM BECOM MO
HaKMOHHOW Npu3Me n3mepuTenbHon nosmuun. Cxema
namepeHns pguameTtTpa — AnddepeHunanbHas,
nocpeacTBOM [ABYX FepMEeTUYHbIX WHAYKTUBHbIX
AaT4YNKOB C TBepAOCMnNaBHbIMU CdepuyeckumMu
HaKOHEYHMKaMMU.

KomaHga Ha nogHanagky dopMupyeTca Ha OCHOBE
CTaTUCTUYECKUX MeToaoB 06paboTkm pesynsratos
KOHTPOMs, Hampumep, Kak  CKOMb3sillee cpegHee
3HavyeHue un3 pea3ynbTaTtoB uamMepeHus «N»
nocnegoBaTenbHO NPOKOHTPONMPOBaHHbIX AeTanen.

OCHOBHbIe XapaKTepUCTUKN

The model PKP7 instrument is intended to be used for
introducing into the grinders corrective adjustments
after gauging the machined external diameter of
several components (e.g. piston pins and bearing
rollers) that come in succession out of the grinding
area.

Due to their own weight the components move on an
inclined prism of the gauging position.

The method of gauging the external diameter is
differential and is accomplished by two leak-proof
inductive transducers with carbide spherical
measuring tips. A command for a corrective
adjustment can be developed after statistically
processing the measured results, e.g. as the average
value of the results measured for N sequentally
machined components.

BepHyTbcH B Hayano pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

Huana3oH usmepsieMbix duamempoes, MM:
Range of measured diameters, mm:

15...50

lMpuHyun usmepeHusi: VIHOYKTUBHbIN
Principle of operation: Inductive

Memod usmepeHusi: CpaBHEHWE C Mepo
Measurement method: comparison with a Standard

,qUCKPGMHOCMb omcyema u duana3oH nokasaHutl rno

yughpoeomy mabno,
Least division value and reading range

of the digital display

MM 0,0005/+ 0,5

mm

Huana3oH noka3saHulii o TUHeUHOU COOTBETCTBYET MO AoMNycKa
wmpuxosoli wkane, MM (yCTaHaBNMBAETCSH NPU HACTPOWIKE)

Reading range  corresponding with the tolerance zone
of the electronic linear scale, mm: ( set up during adjustment )

KoHmakmHoe ycusnue Ha usmepumesibHbIX HaKOHe4YHUKax, H : 0 3+0’1
Measuring tips’ contacting force, N: ’

Bpewmsi npoxoxdeHusi KOHmMpoJiupyemMoli nogepxHocmu demanu

nod usmepumeJsibHbIMU HaKOHe4YHUKamu, ¢, He meHee : 0,015
Minimum time of the surface being checked by the measuring tips, sec:

Kosiuvecmeo ynpaensiroujux KOMaHo:
Number of operating commands:

lMpeden donyckaemMoli OCHOBHOLU Mo2pewHoOCmuU U3MepPeHUsl, MM: 0.0005
Permissible main error limit of a measurement, mm: ’
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[Mpnbop akTUBHOIO KOHTPOSISI K 6ECLIEHTPOBO-
LWNMcoBanbHbIM CTaHKaMm

In-process gauging instrument for centreless grinders

Mpunbop mopgenu T[KIM5M npepgHasHayeH Ons
nogHanagku cTtaHka MO pe3ynbTaTamM KOHTPOns
OMaMeTpa Hapy>XHOW UUNMHAPUYECKON MOBEPXHOCTU
Jetanen Tuna korew, NogLWmWnHUKOB HENOCPEACTBEHHO
rocre BbixoAa U3 30Hbl 06paboTKu.

Jetanu nepemellalnTca Yepes U3MEpPUTENbHYHO
MO3ULMIO MO HAKMOHHO PAaCMOMOXEHHbIM CKarnkam.
Cxema n3mepeHus auameTpa — auddepeHumnansHas,
MoCpeaCcTBOM [BYX TE€PMETUYHbBIX WHOYKTUBHbLIX
AaTynKoB C TBEpOOCMNNaBHbIMU CEepPUYECKUMM
HaKOHEYHVKaMK.

KomaHaa Ha nogHanagky ¢opMupyeTcsi Ha OcHoBe
CTaTUCTMYECKUX METOOOoB 00paboTkm pesynbratos
KOHTPOMs, Hanpumep, Kak CKomnb3sillee cpegHee
3Ha4yeHue u3 pe3ynbTaToB u3MepeHUs «N»
nocrnefoBaTernbHO NPOKOHTPONMPOBaHHbIX AeTanen.

OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

The model PKP5 instrument is intended to be used for
introducing into grinders corrective adjustments after
measuring the external diameter of cylindrical
components (e.g. bearing

rings) immediately after they leave the machining
zone.

The components move on two inclined parallel slide
rods through a diameter checking position.

The external diameter measuring method is a
differential one and is carried out by two sealed
inductive transducers that have carbide alloy spherical
measuring tips. The command for making

a corrective adjustment in the grinder can be formed
after statistically processing the measured results, e.g.
as the average value of the results measured for N
sequentally machined components.

BepHyTbcH B Hayano pasgena
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data POBOKOH

Huana3oH usmepsieMbix duamempoes, MM:
Range of measured diameters, mm:

35...100

lMpuHyun usmepeHusi: VIHOYKTUBHbIN
Principle of operation: Inductive

Memod usmepeHusi: CpaBHEHWE C Mepo
Measurement method: comparison with a Standard

,qUCKPGMHOCMb omcyema u duana3oH nokasaHutl rno

yughpoeomy mabno,
Least division value and reading range

of the digital display

MM 0.0005/ +0,5

mm

Huana3oH noka3saHulii o TUHeUHOU COOTBETCTBYET MO AoMNycKa
wmpuxosoli wkane, MM (yCTaHaBNMBAETCSH NPU HACTPOWIKE)

Reading range  corresponding with the tolerance zone
of the electronic linear scale, mm: ( set up during adjustment )

KoHmakmHoe ycusnue Ha usmepumesibHbIX HaKOHe4YHUKax, H : 0 3+0’1
Measuring tips’ contacting force, N: ’

Bpewmsi npoxoxdeHusi KOHmMpoJiupyemMoli nogepxHocmu demanu

nod usmepumeJsibHbIMU HaKOHe4YHUKamu, ¢, He meHee : 0,015
Minimum time of the surface being checked by the measuring tips, sec:

Kosiuvecmeo ynpaensiroujux KOMaHo:
Number of operating commands:

lMpeden donyckaemMoli OCHOBHOLU Mo2pewHoOCmuU U3MepPeHUsl, MM: 0.0015
Permissible main error limit of a measurement, mm: ’
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[Mpnbop akTMBHOIrO KOHTPONSA K 6BecLeHTPOoBO-

[1KT18

LWNrMdoBarnbHbIM CTaHkaM Ans obpaboTku

KOHUYECKUX POJINMKOB

In-process gauging instrument for centreless grinders that

machine conical rollers

Mpunbop mopmenun TMKIM8 npeaHasHavyeH Ons
nogHanagkuM cTtaHka MO pea3ynbraTtam KOHTPOns
avameTpa KOHUYECKMX POJIMKOB Ha 3a4aHHOM
pacctosiHumM oT 6as3oBoro Topua Mpu ABWMXKEHUU
ponuKkoB «B cTonbe» nocne Bbixoga WX W3 30HbI
obpaboTkn.

MamepeHne Tekywero gumamerpa ponuka
Npon3BOANTCA ABYXKOHTAKTHOM ckobou. Pernctpaums
pesynbrata U3MepeHusi NMpPou3BOAUTCS MO KOMaHae
ObICTPOOENCTBYIOLLErO OoTCcekaTens, (UKCMPYOLLEro
MOMEHT MNPOXOXAEHUS Topua ponuka nop
HaKOHEYHMKOM OTceKaTens.

KomaHga Ha nogHanagky opMMpYeTcsi Ha OCHOBE
CTaTUCTMYECKUX MeToaoB 06paboTkM pesynsratos
KOHTpOIs, Hanpumep, Kak  CKOmnb3silllee cpegHee
3HavyeHne un3 pe3ynbTratoB uaMepeHusa «N»
nocriegoBaTenibHO NMPOKOHTPONMPOBAHHbLIX AeTanen.

OcHOBHbIE XapaKTepUCTUKN

Main Technical Data

The model PKP8 instrument is intended to be used for
introducing into grinders corrective adjustments after
measuring the diameter of conical rollers at a
predetermined distance from their reference base,
while the rollers are moving in a continuous row after
they have left the machining zone.

The measurement of the roller’s running diameter is
accomplished by a 2-contact snap gauge, and the
result at a predetermined distance from the basic
roller’s face is registered by a signal from the fast
shutting-off device, that operates when the basic face
comes under the tip of the said device.

The command for making a corrective adjustment in
the grinder can be formed after statistically processing
the measured results, e.g. as the average value of the
results taken from N sequentally measured
components.
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OCHOBHbIe XapaKTepUCTUKN

Main Technical Data

POBOKOH

HaumeHbwuli duamemp KOHMPOIUPYeMbIX POJIUKO8, MM:
Minimum diameter of measurable rollers, mm:

lMpuryun usmepeHus:
Principle of operation:

Memod usmepeHus:
Measurement method:

,qUCerI'HHOCI'nb omcyema u Auana3oH nokasaHull no

yughpoeomy mabino,
Least division value and reading range
of the digital display

MM
mm

Huana3oH nokasaHul no nuHelHol

meUXOBOﬁ WwkKarsme, MM
Reading range
of the electronic linear scale, mm:

Ckopocmb mpaHcrnopmupoeaHusi POsIUKos, M/MUH, He 6oJiee:
Maximum speed of rollers in a row, m/min:

Konuyecmeo ynpaensirouwjux komMmaHo:
Number of operating commands:

lNpeden donyckaemoli OCHOBHOU MoO2pPewHOCmuU U3MepeHuUsi, MM:
Permissible main error limit of a measurement, mm:

10

MHOYKTUBHLIN
Inductive

CpaBHeHME C Mepou
comparison with a Standard

0,0005 /0,5
COOTBETCTBYET MOS0 Jonycka

(ycTaHaBnuBaeTCsi Npy HacTpoWike)

corresponding with the tolerance zone
( set up during adjustment )

2,5

0,0005
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