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IOR TO SHIP

1L

By Fork Lift . By Hoist or Chain Block

(s

New Weight: 1650 kgs (3630 Ibs)
Gross Weight: 1850 kgs (4070 Ibs)

B . Unpacking
L. When unpatking the crate, starts from the upper cover, then follow the
sequence of front, rear, left and right.

2, Do not use hammer to break down the crate, please use nail exiruder in
stead of.

3. To avoid damaging the paint or machine, please pay more attention when

take away the wooden covers.

4. Loosen the fixing screws before lifting machine.
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Grinding wheel and optional accessories

#. Dust suction coolant sysiem




the components produced

The grinding machine should be handle just as carefully as a jig-borer. Aiter all,

exireme precision is demanded of both types of machine.

Grinding machines are often found between milling, shaping, drilling and even slotting
machines, without any thought of the consequences of such planning. In such cases,
it is impossible to achieve good surface finishes, as the vibrations from the milling
machines or the jerks from the reversal of the shaper sircke, eic. are transmitied
io the grinding machine. Chaiter marks can be found on the ground surface; which

are due io these exiraneous intfluences.

Unsolid floor is unsuitable for taking the machine as it results in distortion of the

rmachine bed.
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Use ihe anchor bolts

Anchor bolts

Lock the anchor bolis on

et

least 20mm for adjust.

3

* Lay down the machine slowly to aim anchor bolis at foundation holes.

Levelling the machine by taper blocks,
Fill up the holes with concrete.



. fall into the center hole of levellin

rmachine.

* Levelling the

910206

Lay down the machine siowly to

CAUTION: 1 you use Fork Lift in

shown under:

let the round head of levelling screws
(

- Hoist, please lifi as figure
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Use Longitudinal handwheel to let tabl

And then, use crossfeed handwheel to let Saddle at the middle position.
Levelling the machine by a {or two) Spirit Level in Longitudinal and
latitudinal direction, as Fig. shown.
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Hydraulic Tank
Rear Cover
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Conirol Panel
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Coolant Tank
Longitudinal handwhee / Downieed Handwheel

Crossfeed Handwheel
Direction Ceontrol Valve
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(Auto Lubricate
Pump)
SMA-6-10

Reliability of the machien and exonomic runn%n ensured only by the correct

choice of lubrication for the individual lubricating poinis.

1. Lubrication pump Auto lubrication pump will be operated when machine power

is ON, then pump 3-6 cc. (adjucmbﬂe) in every minutes.

Lubricant Tank: 1.5 liters

3. Lubricant: SAE30, or lubrication oil

s, Lubricating points: Saddle



by . Lubricating Systems.
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b Pushbutton ™

¢ Pushbutton
PB5: Pushbution mcat@r
PB6&: Pushbutton
PB7: Pushbutton "ONY of coolant or dust- cr“n
PB9: Pushbutton of continuous crossfeed, approac!
PB10: Pushbutton of continuous crossised,
5Wl1: ON-OFF switch for cooclant pump
S5W2: ON-OFF switch for dusit-collector motor
SW3s Selector switch of eleciro-magnetic chuck

(#7]
&
&

YR:

LEDI Maﬁneuzemsm indicator
LED?Z Dcmaaneuzemsm indicator
3-pha

SOCI: Socket for illuminator

SOC2Z: Socket for hydraulic power source
SOC3: Socket for coolant or dust-collector

#l: Magnetic contactor for power source

Mil: Magnetic contactor for spindle motor

2 Selector swiitch of auto/manu. crossieed
e Variable resisiance for crossieed incremental control

se Tr.e Transformer to change local \/Ohage to 220V
Tr. Az Transformer for eleciro-magnetic ChUCK & 24V conirol circuit &

M2Z: Magnetic contactor for hydraulic motor
M3, &M4 ¢ Internal mechanical lock magnetic contactor for crassfeed motor

M5: Magnetic contactor for coelant pump or dusi-collector motor

Fu: Fuse

OL I: Overload relay of Ml
OL2: Overload relay of . M2
@T §° Overload relay of M5

E

o
C‘L—4

$.5.C.U.2 Solid state control unit

Chuck control box

[#7]

Mmit switch for crossfeed inching

O

LB

#ENoge¥

572 511-512: Limit switch for maximum crossieed stroke control
2 . L21-1.22 .z Limit switch for adjustable crossfeed siroke control

ector pmww source
h to operator
away from operator

crossieed motor

Wheel spindle motor, Hyd{fauﬁic m©t@r9 Wheel elevation ”ﬂ@torg Coolant pump or Dust-

collector motor must be complied with your local power voliage.
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I Naswﬂ. on
PB 3 Pushbution 47 of Spindle motor
PB&: Pushbution "OFF" of hydraulic motor
PBS: Pushbutton ”“ON” of hy@muhc moior
F‘“B6° P ushbutiton "OFF" of coolant or dusi-collector power source
PB7: Pushbutton "ON" of coolant or dusi-collector power source
PR9: Pushbution of continuous crossieed, aDpr@aC“ﬁa to operator
PBED; Pushbuiton of continuous crossfeed, away from operator
PR11&GL: Pushbutton "ON" & indicator of automatic downfeed
SW1: ON-OFF switch for coolant pump
SW2: ON-OFF switch for dust-collecior motor
SW3s Selector-swiich of eleciro-magnetic chuck
SWus Selector switch of auvto/manu. crossieed
SW35: Selector switch of surface/plunge grinding
VRZ Variable resistance for crossieed incremental control
LEDI: Magnetizerism indicator
LED2: Demagne tizerism indicator
3-phase Tr.: Transformer to change local voltage to 220V
Tr.A: Transformer for electro-magnetic chuck & 24V contirol circuit & crossieed motor
& automatic downfeed solenoid valves
SOCL: Socket for luminaior
SOC2: Socket for hydraulic power source
SOC3: Socket for coolant pump or dusi-collector motor
KOs Magnetic contactor for power source
Mls Magnetic contactor for spindle source
M2: Magnetic contactor for hydraulic motor
M3 &MY : Internal mechanical lock magnetic contactor for crossieed motor
M3s Magnetic contactor for coolant pump or dusi-collector motor
K1z Relay for crossfeed reversal
X2: Relay for autornatic downieed clutch engage solenoid valve
#3: Relay for circuit lock of crossieed when plunge grinding
Xb: Relay for automatic downieed solenoid valve
OLl1: Overload relay of Ml
OL2: Overload relay of M2
OL35: Overload relay of M3
S11-812, 521-522s Limit switch for maximum crossfeed stroke conirol
Lil-Li2 - , L21-L22 . ‘¢ Limit switch for adjustable crossfeed stroke control
Lus Limit swgtch for crossfeed inching
81-82: Limit swiich for automatic dgwnfeed stroke control
91-92: Limit switch for plunge gmndmg signal
SOL1: Solenoid valve for automatic downfeed clutch engage
SOL2: Solenoid valve for automatic.downfeed
3:5.C.Uee Solid state control unit
C.C.B.: Chuck control box
D.T.Uce Delay timer unit

#E Nppeks
¥Wheel spindie motor, Hydraulic motor, Wheel elevation motor, Coolant pumnp or Dust-

collector motor must be complied with your local power voltage.
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a). KGS-306AH Hydraulic alagram.
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Table drive cylinder
Direction Coniro! valve

. Preasure gauge

Relief Valve

.Check valve -
Hydraulic motor

‘Coupling

Hydraulic pump
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Hydraulic Tank
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4. Relief Valve

. Check valve
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bred

CPC BP ESSO MOBIL SHELL
R-68 ENGRGOL ESSTIC 50 D.T.E. oil SHELL
HL 100 Medium Tellus Oil 29
L.5°E/50°C B,7°E/50°C 3.93°E/50°C 4.0°E/50°C
33cst/50°C 35cst/50°C 29cst#50°C

28.9¢st/50°C

Fill up the hydraulic oil beiore starting.

within the range of table movement before starting the longitudinal travel.

pm—y

C

Viaximum hydraulic pressure: 25kgs/cm?

lean filter or change a new one if damaged when changing new oil.

* Table driven by hydraulic force, please ensure that there is no people or matter




{1) Rear limit

(5) Downfeed limit
swiich

{6) Crossfeed limit

Swtich

Descriptions: -

(1) Rear Limit s
(2}
(3)

) Front reversal limits |

511-512

Front Limit: S21-522

Rear reversal limit 3 1

=Y

Downifeed limit switch: 91-92
) Crossieed limit switchs 76=51-52
 Upper limit of elevation: 531-532

* Far above mentioned cord number,

(for A

S SIS .

(7) Upper limit of elevation

¥

A\

} Rear reversal limit

Front reversal limit

T

HD model only)

AN

fromer

(for AHD model only)

please refer to Circult Diagram.
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and bearings depend to some considerable extent on careful balancing. Static
balancing will frequently sufficed for this purpose.
S 3 I3

L I 7

Fhe grinding wheel together with the wheel tlarige is fitted to balancing arber

ly is then placed on two accurate parallel knife ed

=2

- wheel balancing base, and balancing can be effected as follows: { see Fig. 2 )

" The wheel balancing base must be levelled ( Fig. 1)

* Allow the wheel to oscillate tofind the center of gravity which is then marked
"S" with chalk { Fig.3 ) |

¥ Apply the first balancing weight "G" opposite to this point "S" and screw it up.

It can not be moved again { Fig. & )

K

" Place two correction weight "K" anywhere around the periphery, but at equal

distance "a" from weight "G" ( Fig.5 )

sk

“ Turn the wheel through 90° at a time and see if it is balance. If not, the correction

welight "K' must be moved until the wheel is in balance in any, pesition { Fig. 6 )

%

After balancing, the wheel must be given a test run of at least five minutes

at full working .speed before being used or starting re-balance.

= Wheel
Level fi@f w—Flange .

Arbor

' ;alancmg /?; QN\
S




rmountings.

" then carefully re-balanced. After being

SR I SR DU I g are lle ~F b =1 3
any out-oi-truth in the side walls of the wheel is

balancing, the wheel must be removed from the spindle again and

together with thelr

As wear can lead to unbalance, the wheel should be re-checked and, if

necessary, re-balanced.

Grinding wheel absorbs humidity and coolant, it is therefore advisable not to start

cooclant supply when the wheel is stationary, otherwise the wheel will absorb liquid.

on one side only and will then be out of balance. lf the wheel is allowed to stand

for any length of time coolant will collect at the lowest point. Unbalance will also

be generated if the wheel is not allowed to idle after operation. Idling is essential

to throw-off coolant by cenirifugal force.

s

Prior to place the flange-mounted grinding wheel to the spindle, flange bore and

spindle taper must be absolutely clean, and the wheel is pushed by hand onto the

spindie taper.

Subsequently, tighten wheel flange securely with fized bolt. ( Fig. 7 ). To release

wheel flange from spindle taper with extractor. ( Fig. 8 ).

==

I
I
=

—

Fig. 7 Fig. 8

nateriais have to be ground, so that the wheel has to be changed frequently,

adva

niageous to change the wheel complete with flange. It would involve .

2

7 loss of time and wheel waste to remove the wheel from its mounting

re=balance and re-dress it.




Box B: Threeaphase transformer for:

B

. Crossfeed motor
2. Solenoid valve ( AHD model }
3. Electro-magnetic chuck ( Optional }
ko Auto. lubrication pump ( K S=8ﬁ8AH®9
) 1020AHD ) "
Box C: Conirol panel and control circuit

(AHD model)

Aitention: Following motors must be wired in accordance with power source voltage,

i, Spindie motor
2, Hydraulic motor { For H, AH, AHD models )

3. Coolant or dusi-cellecior motor { Optional accessc»ry )

a. For 440V power source areass

b,!i@ 299
*ng‘A ‘ @L;Q 50
. , o 200

— | > Ll [*pojsgq | ] | ‘ﬁ?ti .ﬂ?lﬁéj#

Fovzr Source

b, For 380V power source areass
&
B ﬁa ‘_m{@
20
o | > || J=lolsgre] | |




Box A

|

220V o 260V power sources
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EA-2308
PBT : Emergency siop pushbution
yshbution "ON" & INDICATOR OF POWER SOURCE
o 3|

PB2 ¢ Pushbuiton "OFF"of grinding wheel motor

&
£
o
-
o]
&o
i

PB3  : Pushbution "ON" of grinding wheel motor

PB& : Poshbution "OFF'of hydraulic motor

PB5 : Pushbutton "ON"' of hydraulic motor

PB6 ¢ Pushbutton "OFF"of coblant pump

PB7 & Pushbutton "ON'™ of coolant pump

PBS ¢ Pushbution for saddle continuous iravel, forward

FPBIO : Pushbutton for saddle continuous travel, |backwarq

SW3 s Selector switch for eleciric magnetic chuck, mag./demag.
SW& ¢ Selector switch for saddie auto./manu. functions
VR 3 Variable resistance for crossfeed incremental control

LEDT. ¢ Indicator of eleciric magnetic chuck, demag.

LED? magnetic chuck, mag. -
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PBi: ¢ Emergehcy stop pushbutton ‘
GL & PB2 : Pushbutiton "ON" & indicator of power source
PB2 1 s Pushbutton "OFF" of grinding wheel motor
PB3  : Pushbution "ON" of grinding wheel motor
PB4 ¢ Pushbutton "OFF" of hydraulic motor
PB5  : . Pushbaiton "ON" of hydraulic motor
PR6 = ¢ Pushbutiton "OFF" of coolant meoior
PB7 s Pushbutton "ON" of coelant motor
PB9 3 Pushbutton for saddle continusus iravel o forward
PBIO : Pushbutton for saddle continuous ‘traveﬂg backward
PBI1 & GL : Pushbutton "ON"-* indicator of aute. downf‘ee@"system>
‘PB12 . : Bushbuiton FOR GRINDING WHEEL ELEVATION, UPWARD
PB13 Pushbution for g grinding: wheel elevation,.. j
SW3 - ¢ Seelctor switch for eleciric magneitc chuck
3W4 ¢ Seldctor switch for saddﬂe auto./manu. functions
SW5 3 Selector swiich for surface grinding/plunge grinding
YR : Variable resistance for crossieed incremental control
LEDL : Indicator of eflectricmagnetic chuck, demag.
LED2 : Indicator of eelciric ma;gn@itc chuck, amg.
SOC1 : Socket for working lig
SOCZ : Socket for hydramh motor
SOC3
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machine can be started:

=

Choice of a location free from vibration.

Clean up the machine of those anti-dust oil and grease.
Installation and levelling of the machine.

Lubrication of the machine according to lubrication instruction.

Checking the spindle { wheel ) rotation direction, it must be in clockwise. Please
g

8]

the wheel prior to start spindle or it will cause danger if it rotates in

Fill up the hydraulic tank with suitable oil.

F

Flow control lever for hydraulic table traverse must be in close position.

Adjust suitable stroke of the table. The longitudinal stroke is limited by two pieces
of stopper dog on the iront side of table. The distance can be adjusted by loosening
the screws, sliding the stopper d@gs and fastening again.

And mention again: Please re-check your power source is same as that of the

voliage pre-wired when shipping.

b). Operation

L.

Power OMN & OFF

a. Press PBE, GL indicator lights, electric control box is ready.

b. Press'PBl to stop power. Re-set PBl and re-press PB8 for power ON again.

Whee! spindle

Press PB2, the wheel spindle motor starts; press PB3 to stop.

Power elevation

a. Press PB12, the wheel elevation upward, release to stop. Press PB13, the wheel
elevation downward, release to stop.

b. When the grinding wheel is going to touch workpiece, change to control downfeed
by handwheel. |

Table longitudinal travel

3. Press PB& to start hydraulic motor.

bo Turny the flow conirol lever clockwise until the table starts slowly, when it turhs

oy

to 90° it gets maximum iable speed.

)

the table starts jerkily, may be there is air in the hydraulic hose. The air will

Co it
escape easily if the table be operated at high speed and long stroke.
by & o

d. Press PB5 to stop hydraulic motor, now the table can be operaied by handwheel.



plunge grinding.

b. Turn SW& to right { /j // position ), press PB? or PB10 and release, adjust VIR, the
saddle now ieeds autormnatically wmch eueaed with each reversal of the iable when
surface grinding. By aciurating SW& to left, this function can be interrupted at once.
The crossieed distance can be limited by setting the two stopper dogs' distance to
touch the two limit swiiches located on the 'righ‘n: side of the machine base, which
effects the reversal of the saddle. ‘

¢c. There are two limit Swﬁtéhesg in addition, on the left side of machine base for
Mmit'&:ing the maximum cross travel of the saddle. They are also used as safety device
in case of accident when any failure of the crossfzed mechanism.

6. Automatic downfeed control { For AHD modgl )
3

Eemememih

a. Turn selecior switch SW5 on @@ ( plunge grinding ) position, press pushbutton

PBL} then grinding wheel will auto. dgwnfe&@d when table longitudinal traverse at

left end; turn. selecior switch SW3 on ( surface grinding ) position,

press PBLL, then grinding wheel will auto. dgwmeed at both ends @f crossieed
travels turn selector switch SW5 on neuture position, grinding wheel stop auto.
downieed. -

b. Downfeed increment can be pre-set by preset dial at 0.005, 0.04, 0.015,0.02, 0.025,
.@4039 0.035, 0.04, 0,065, 0.05mm, 10 steps ( meiric type ); or 0.0002; 0.000&, 0.0006,
0.0008, 0.001, 0.0012, 0.0014, 0.0016, 0.0018, 0.002inch, 10 steps ( inch type ). q

Figure shown under is downfeed increment be set at 0.025mm.

e Dol Dicl

Figure shown under is downifeed increment be set at 0.0012"

%’m\\ﬁ Preset Dial
y |
v

<} 1-0.0002"

2
5,
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at the mark "0".on the fixed indicator ring. { 1 revolution of downfeed handwheel

is 0.5mm minus total removal 0.3mm leaves 0.2mm | After automatic downfeed 15

times at each time 0.02mm { 0.0Zrm x 15 = 0.3mm ), the mark "0" of graduation
dial will meet "Q" of fixed indicator ring and auiomatic downfeed siop.

/Fixed indicator ring

0 ="

Beiore Works P T P I T TV IV
35 30 25 20 15 10 5

_— :;\\\Graduaﬂ@n dial

0

After Works TP T e nﬁmm' TPy

15 16 5 0 &5 40 35
d. Stop the table longitudinal fraverse by press pushbutton PB&%; stop grinding wheel by
press pushbutton PBZ when work is done.
Cautions Don't push the auto downfeed button while the table is traveling close to the
right end, (or the left stop dog is approaching the direction control armo) The
Cylinder might be hit at its left end, especially when the longitudinal traverse
is at its maximun distance. v ,
The best time io ‘push the auto downfeed buttons
When the direction control arm is near the middle range of the two dogs.
7. Coolant system ( optional accessory )
a. Press PB6 to start coclant pump.
b. Adjust cock valve to get suitable coolant flow.
8. Dust-suction coolant system ( optional accessory )
a. Press PB6 to start suction motor or coolant pump.
b. Adjust cock valve to get suitable coolant flow { when wet grinding ).
c. Press PB7 to siop.
* Caution: There are two seis of ON-OFF switches on Dusi-suction coolant sysiems
one is for dusi-collector ( dry grinding ) and the other one is for coolant
pump ( wet grinding J; it depends on your work situation. These two switches
can not be used simultanecusly. ‘
9. Eleciro-magnetic Chuck

2. Turn SW3 to right position for chuck magnetism, L

. Turm S position for chuck demagnetism,




» & very degree on the choice of the correct

=

For intensive stock removal & coarse grain { about 30-36 ) should be used. The wheel
is dressed by passing the diamend over quickly so that the surface of the wheel is
roughened and bit tes well.

(2) Surface finish required
if fine finish is to be produced, a in@r grain wheel is f@qunr@@ { 40-80 ). The diamond
in this case is passed slowlyover the wheel so as to break up the grain.

(3) Distortion of the workpiece ' '
if the workpiece shows too much distorrion when being ground, this means that the
stock removal was too great and the longitudinal and cross movements of the table
was too slow, er the grinding wheel in " @ﬂéﬁgged Q

() Undersirable burns and grinding cracks
if burn marks and grinding cracks appear, this means that the wheel is too hard, or the

wheel " clogged "
G,  Whee!l Inspection

It is absolutely essential to comply fully with following safety rules. These are intended

to protect the operator against danger.

Wheel inspection.and fitting:

Prior to fitting any grinding wheel, it should always be tested. Sounding the wheel is a
generally accepted test method. ‘ v

The wheel should be suspended from a mandrel secured to its bore and should then be
lightly sounded with a wooden hammer. Even wheels with hair cracks not visible with the
bare eye will produce a distorted note in comparison with perfect wheel where the sound
is clear. Defective grinding wheel must not be used.

There are two pie—ceg@f paper washer on both faces of wheel and serve as plastic packings
between wheel : and mounting flange. The packing washer must not be removed, when
mounting the wheel should slide onto the flange easily by hand without the need for force.
Wheel flange must be absolutely clean especially on the clamping and location surface,

in the spindle bore and thread. The flenge fixing screws should be tightened gradually and
diagonally. The wrench vsh@uﬂd be applied at least & to 6 times 10 each screw in turn. Wh@@—
the wheel has run under coclant for sometime the paper packing washers will be damped,

so it must re-tighten the fixing

SCrews aga ain dia BOFE”’M“%

&



s

wheel. This is done by feeding the diamond in about 0.03mm and turning the handwheel

rapidly, so that the dressing diamond moves %u&c ly over the wheel. This makes the wheel

=
20

[}

(D

te well and the stock removal is good.

If the component is to be finish ground to size with the same erindifig wheel, the whesl
must be dressed again, this time slowly, in two or three passes, with the diamond fed §
only about 0.0lmmi.

Frequent light drc:smo is better f@r the life of the grinding wheel and the diamond than a
heavy cut.

When dressing, the diamond should always be coscled, if possible; but sudden cooling is
dangerous, as it can lead to the diamond being split.

As the diamond is very brittle because of its extracordinary hardness o

ja]
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te even the slightest knock, naturally cracks easily.

When Jressiﬂgg begin in the center, as the edges are vauvally wom down further. If rer@'ssing)

in at the worn edges, there Is danger of the higher pressure in 1

the daimond and shattering it.
Experience has shown that, with highly accurate grinding, dressing with the hand-operated
dressing device on the spindle carrier is inadequate. The hand operation necessarily causes

slight undulations in the surface of the wheel.

W is

is inclined at the correct
(2} As a face has formed on
{3) The new point acts

y in the middle
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(1) The new diamond.
)

he diamond now be reset.
]
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oo late. The diamond can no longer be reset, as it has no more holder. Resetting

should be done by specialists only.

I. Storage Of Grinding Wheels

The wheels should be kept in special racks in a dry place and must be protected from.

inocks and jolts, especially when they are being transported.
As a rule, they should be stood on edge, but thin wheels and wheels with a sharp edge

must be lald flat on an even suriace.

Grinding wheels must not be allowed to come into contact with oil or grease. An oilscake

‘wheel loses its bite and iis application is very limited.
J. Selection Of Suitable Grinding Wheels

Grinding wheel markings: For instance WA 86K8V
WA: Kind of abrasive '
&&: Grain size
K: Grade
&8s Siructure
V¥: Bond type
A, Kinds of abrasive
As For common steel grinding

WA: For higher hardness material grinding, such as heat-treated steel, alloy

7 3

H: Suitable for higher hardness material, particularly high speed steel

Ce For cast iron and non-ferrous grinding

. B ., . s o oz
grinding such as tungsten carbide sieel

5

e




Narrow

small

. Grade: It indicate the strength of the bond which hold abrasive
Soft: A 1o H
Medium: { 1o P

Hards Q t0 Z

Grade
Works hardness hard soft
Surface be contacted wide narrcw
Movement of work slow quick
Wheel speed quick slow

D. Structure: The structure number of a wheel refers to the relative spacing of the grains
of abrasives the larger number, the wider the grain spacing.
Clese: 0,1,2,3,6,5
Medium: 6,7,3,9,
Wides 10,11,12,

Sturcture
Grinding .
it Wide Close
condition e
Surface roughness coarse fine
Surface be contacted| wide narrow
Works hardness soft hard

E. Bond:

Vs Vitrified, .

A

s Silicate,

[ox)

: Resinoid,
R Rubber,

-~

E: Shellac

e

il

1
i



Under 203mm 205 to 355mm
Mater jEA
Carbon sieel | Under HRC25° YA yer WA ue3
above HRCZ5° WA 867 WA 461
r under HRC35° A o el
Alloy steel - <A ) <A
above HRCS55° W Y6H w A b6G
under HRCS0® oA el o8 nen
Tool steel F - éA SA :
above HRC60 WA 46H WA beH
Stainless steel o 461 o ueH
Cast iron C 463 C L6l
Brass C 307 C 301
Aluminum alloy C 303 C 301
Tungsﬁ:en Carbide GC 60H-1001 GC 60H-1001
Glass C 60K C 60K
Marble %C IEM %C 361

L. Choice Of The Grinding Conditions

{1). Down feed of grinding wheel

Down feed

Work material

Cast iron, Soit steel,

Stainless & Heat

Tool steel

Cross feed

L

Finish Hardenead steel resistant steel
’ Fine 0.0002-0.0004" 0.0002-0.0006" under 3 of
0.005-0.01mm 0.005-0.015mm | wheel thickness
Rough 0.0006-0.0012" 0.0008-0.0012" 0.0008-0.002¢ under $ of
0.015-0.03mm 0.02-0.03mm 0.02-0.03rmm wheel thickness
_\@p\fv’&%\i@ Great Small
: ‘\
Grinding resistance great small
Heat produced much less
Surface finish muéh fine
Wheel worn out much litele
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|
Surface finish rough fine
Wheel worn out much tittle
(3). Table longitudinal traverse
— ] - .
lable traverse ﬂ Quick Slow
Grinding resistance great small
Heat produced less much
Surface finish rough - fine
Wheel worn out much little

Suitable speeds of the table traverse

Work material

Soft steel

Heat treated steel

Tool steel

Cast iron

Speeds M/Min. 6-15

20-253

6-25

16-20

(4). Suitable peripheral speeds of wheel : 1200-1300M/Min.

C@nditi@ﬁ;ﬁeeﬂ speed Quick Slow
Grinding resistance small great
Heat produced rouch less
surface finish fine rough
Wheel worn out small great
Safety bad better
Material Peripheral speed 4,
Steel 20-30M/Min.
Cast iron 18-20M/Min.
Tungsten Carbide 8-18M/Min.

Zinc alloy and light n:ne-ta,ﬂ 25-30M/Min.




ensuring that there i

5 = 1 3 o e =
| and points are. same

the wheel”. Experience has shown that, with highly accurate grinding, dressing wit
the diamond which mounted on the magnetic chuck is better than which on the spindle

carrier { the former Is more stable than latter ) as t

{b). Angle forming attachment
(1) Let the Attachment be atiracted to the magnetic chuck, keeping a 90° right angle
between the attechment and the wheel. The magnetic chuck should be kept level.
(2) The value in question will be the Sine of the angle times 50. That is B=3in6 x 50
(3) Get = Block gauge the thickness of which equals that of B ( or make one )
(&) Put this Block gauge under the base of the Sine Bar stand. Fix with the fastening

bolts and the forming is done.

A
o

< 7 | ‘ bigger than &
FES T d;“//’///i&//f/a /‘/Jk///////-/ FIFrr 777777777 | B5°.90° )

:,{ﬂ/" b Magnetic chuck

S

I

. Fastening bolt

[y

2. Mandrel

3. Slide adjustment bolt

2

8 smaller than &5°




Put this gauge at one end of the Sine Bar and Iet it be attacted to the inclinable

o

magnetic chuck. hn@ Sine B@r shall be kept parallel to the longitudinal dirsction
of the machine. _

(&) Press the dial gauge against the surfzce of the Sine Bar and meanwhile turn the
cross feed hand wheeﬁy so that the saddle moves back and forth for the checking

of the accurancy of the angle of the magnetic chuck

l. Mandrel 3. Inclincalb Magnetic Chuck
2. Sine Bar 6. Mandrel of the Magnetic Chuck
3. Block gauge 7. Stop block

t. Applicantion of the trigonometr Y,

g3
) ‘ 2
" Sine Bar " \\\1%\\6
(d) . Radius Forming Attachment : ij

The Radius Forming Attachment is composed of a main stand, severaﬂ swing rods and
a diamond tool. '

(1) Main Stand

)

' Diamond tool
A ] ﬁ“}/ //ﬂg@@@m@r

[ Vg

polt

I

2]
(33}
@
2
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A name plate is attached to the swing rod with the A and B o mean:

°

s the distance between the upper rim and the center

o

B: the dnsmnce between the bottom rim and the center
The R forming is the adjustment of the distance between the diameond
a2 o 2, ’

rog center so that the R shaping results.

tool and the swing

V13,



ess under the diamond tool = H-A

proper thickn

/ - ¥ & is
- K ;
£ I e e

PSS

i ///c//l//{/ 7 pd E}(,«f LSS A

q

d. To determine the big concave R: R= B+X.

Workpiece

I. The base and side of the grinding wheel shall be well-dressed.

2. The Radius Forming Attachment shall be parallel to the grinding wheel.

3. The diameond tool shall be parallel to the Radius Forming Attachment.

() Operation of the Radius forming attachmerits

a. Find the center of the grinding wheel. then fix the work table.

Fastening belt

AR o
jauuuuuuuuuuuhm

b. Turn the down-feed handwheel at .E/B on the width of the wheel so that the wheel

cuts into 0.02mm of the diamond tool. Now turn the cross feed handwheel to dress .

the grinding wheel, and turn the calibration reading on the down feed back to zero.

c-
d. - Elevate the grinding wheel so that it goes away from the dizmond tool and the wheel

distance betwen the side of the wheel and the center of




the following table.

R &, = ~
. -
3 g
£ =,
L=
| 2
002 n
0 0.02, 4,2.5 %F@Dw _
Turn the downfeed handwheel so that the grinding wheel ﬂppr@gc s the diameond tool.

Turn the swing rods 90° each time, inching 0.05mm till the R is determined.

The wheel finally becomes t

Coolant System

Insert the pewer source plug in socket { & t the E@ar side of electric conirol box ).
Press the pushbution switch to start the coolant pump, the pump sheuld rotates. in
clockwise dweaﬂ@m if not, muﬂmh@dn% the any two cords of thiee-cord cable.
Adjust coslant flow by Lummg the ball vaﬂve to suitable rate.

Cooling water collected from table and returns to coolant tank through return hose

then filtered in the coslant tank by turns of cabinet #1,2,3

— B0 -



e work have a

s
)

smaller contact surface, in which case the efficiency is higher, and the surface rough-

ness is betier.

s
Inthe figure above, the wheel and the work have two sections of contact, and the

surface of grinding is bad. The surface has to be corrected into the shape shown
in (1).
(3)

The wheel did not cut to "Relief Angle", thus it contacts the whole face of the work,
causing the surface of processing rough and rugged. Also, the greater face of contact
will cause burns and cracks.

(4)

The "Relizi Angle” of the wheel is lower than the surface of the work, so that the
work face becomes two sections, the upper section resembling that in (3) and the
Jower section in (1). Now it is necessary to enlarge the "Relief Angi@” part so that
it will higher than the face of the work.

(5) If the spindle does not constitute a right angle with the work table surface, the side

faces will turn out to be as shown :

(g) - Right Angle Grinding

(<]

A~ . - Clamp
r/\ - Bloclk S Clamp | 5@5@ o

"t
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Block gauge Clamp
(2} Use of the jigs and toocls: take the grinding of the block of six faces A, B, C, D, E,
F. For example:
a. Under 200mm:-
# Grinding of the first basic face, or the surface grindingof A and B,
N /f'-f/ C
E F A B

E IF W@rkpieceﬁ%fm@ck

Clamp k

Magnetic chuck

Wheel
- —Workpiece
‘Right angle gauge 1 r=-d—Block
RIBNT angle gauge ., ; i
! Clamp
N T OO T :
lMagneﬁc chuck
s
7. s

b. Over 200mm:
* Grinding of-the first basic face or A,

#* Grinding of C and Ds turn the m%ﬂmabﬂe magnetic chuck into 90°

(3) Precaution: The grinding of right angle depends on the patience and clever mindedness

of the operator for its precision. For inatance, whether the burrs after grinding Is ,

done well, whether the tools are kept clean, whether the work table are kept clean,

the accuracy of the angle gauge, etc. all will have a direct influence over the

precision of the product.
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J. Machine Model and Serial No.

[a—

Z). Index Number.

3). Parts Number and Parts Name.

&), Quality.

Thank you !
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COLUMN, SADDLE & TABLE A
Farts No. Parts Name
301314 Splash Guard
301315 Splash Guard
301104 Table
301132 Hydraulic Panel
301103 Saddle
910302 Lifting bolt (Long)
251131 Rubber plate
301101 Bed
910301 Lifting bolt {(short)
210204 Levelling Screw
910203 Levelling Pad

461105 Trade mark plate

F&ou08C Socket head cap screw
301112 Side cover
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Farts Mo Paris MName Oty
i 3013148 Splash Guard I
Zs Fl10606C Socket head cap screw &
3. 301104 Table i
& JT41080 Tetflon 3
5. 411677 Shield Guard for dog 1
6. Fi0406C Socket head cap screw 8
7o 411678 Nut 2
8. 391675 Dog (left) 1
9. FS0507C Set screw 2
i0. 301674 Dog (right) I
il 301103 Saddle ]
12. 251131 Rubber palte 1
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COLUMN A057Y

Index No. Parts MNo. Parts Mame Dty
I. 03-633033-00 Dust Shield (Upper 1 #) Z
2. 03-633034-00 Dust Shield (Upper 2 #) 2
3. 03-633035-00 Dust Shield (Upper 3 #) 2
4, 03-633036-00 Dust Shield (Upper 4 #) 2
5. 03-633037-00 Dust Shield (Upper 5 #) 2
6. 03-633032-00 Dust Shield Hold Slip 4
7. 03-633040-00 Dust Shield Ahead Cover (Down) 2
8. 03-633041-00 Dust Shield (Down 1 #) 2
9. 03-633042-00 Dust Shield (Down 2 #) 2

10, 03-633043-00 Dust Shield (Down 3 #) 2
11. 03-633031-00 Column Front Cover 1
12. 03-633038-00 Dust Shield Rear Cover (Upper) 1
13, 03-633022-00 Spindle Housing (Head B) 1
14. 03-523054-00 Slide Slice (Upper) 2
15. 03-633027-00 Motor Fixed Plate 1
16. 03-633039-00 Dust Shield Rear Cover (Down) 1
17. 03-523055-00 Slide Slice (Down) 2
i8. 03-631003-00 Column I
19, 03-631037-00 Column Rear Cover 1
20. 03-633021-00 Spindle Holder (Head A) 1
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210102 Grip

910121 Handwheel

210101 Handwheel Nut

301401 Graduation Dial
301804 Graduation Dial Holder
WNAOOLR Check Nut

WWAQCL Ratchet washer
WOOOR52 Snap ring

B120500 Selt-Aligning ball bearing
301405 Bearing housing
F10510C Socket head cap screw
251407 Washer

251408 Spring

W000525 Snap ring

WDIK 5520 Key

301406 Shaft

B6204277 Ball bearing

251409 Small bevel gear
WPS0530 Spring pin

301434 Bevel gear bracket
F10&80&C Scoket head cap screw
251432 Elevating leadscrew nut
301431 Elevating Leadscrew
251433 Connector

WP50430 Spring pin

F10508 C . Socket head cap screw
WDK7525 Key

B511030 Thrust Ball bearing
B601100 Ball bearing

251435 Bevel gear

WWADD0E Ratchet washer
WHNAQDOE Check nut

251205 Adjusting screw
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B520300
301827
301823
WO0OR35
B&e0O3ZZ
4112820
301816
411818
411813
F10304C
W000510
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WWE0006
WNHO06C
321817
301822
WD 55453
B520600
WO00L+7
DCL0001

01(301881 i

Handwheel

Graudation dial bushing

1)Graduation dial

Pin

Fixed Screw
Collar .
Indicating rign
Adjusting screw
Spring

Collar

Bearing

Spacer

Timing belt gear
Snap ring

Ball bearing

Bevel gear

Slipper

A

atchet ‘gear
Transmission arm
Socket head cap screw
Snap ring

Spacer

Transmission claw
Transmission claw shaft
Spacer

Washer

Hexagonal screw

Spacer
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Index MNo. Parts No Paris Name

&i. F20302C Set screw

b2, 411842 Cylinder

43, GUSHzza V-packing

L, L11835 Cooper bushing

45. GO000PR7 O-ring

46, 4iiauei Cylinder cover

47, Fio31aC Socket head cap screw

48, Fi0306C Socket head cap screw

49, WPS0425 Pin

50. 301837 Small bevel gear

51. 411836 Spacer

52, B6001ZZ Bearing

53. 411834 Small gear shaft

54, 411833 Fixed bush

55. 411832 Fixed indicator

56. 301825 Spring

57, WsB0003 Steel ball

58, Fz20406C Set screw

59. F20404C Set screw

60. 301831 (mm) Indicator dial
301283(inch) Indicator dial

61, DTI&7L3 Timing bel:

62. WQo0siz Spring washer

63, W000S525 Spring washer

64, 301829 Washer

65, 301830 ~Small belt pulley

66. WDKaaje Key

67. MS2512A 1/8 HP motor

68. F10506C Socket head cap screw

69. F10605C Socket head cap screw

70. 301807 Housing

71. 301805 Gear box

72, Flo40acC Socket head cap. screw

73. 301822 Shait

Tl WDK5525 Key

75, 251407 Washer

76. 251408 Spring washer

77, B520400 Bearing

72, 301823 Gear
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Paris Ne. Paris Name O'ty

79, W A0k Washer

0. WNAQOLR Nut

§
W
A1






03-633502-00
1092-07070350
03-303509-00
03-303502-00
03-303510-00

Spacer

Spindle housing

Spindle cover
Spindle cover

Spindle Nut

LB O RN |
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fa—






WWAQGOL

251207
WDK 5530
301211
301221
F10506C
F10508C
251212
WDK 5520
301222
F10618C

Handwheel

Handwheel nut

Graduation dial

Check nut

Ratchet washer

Bearing housing

Bearing

Graduation dial holder
Spacer

Key

Crossfeed Leadscrew
Leadscrew bracklash adjusier
Socket head cap screw
Socket head cap screw’
Leadscrew nut

Key

Crossfeed leadscrew nut base

Socket head cap screw

S T S
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Index Mao. Paris Mo, Parts Name , Q'ty

e

1. 91010C3 Grip i

2. 910101 Handwheel nut 1

3. 910121 handwheel I

4. 301201 Graduation dial i

Se WNADOLR Hexagonal nut i

6. WWAQ00Y Ratchet washer !

7. 251206 Bearing retainer 1

&. Fioa0aC Socket head cap screw 3

2. B320400 Bearing i

10. 301204 Graduation dial holder 1
il. F1o408C Socket head cap screw 3
12, 251231 Spacer i
13. 251232 Timing beli pulley i
i, 301211 Crossiced leadscrew I
15, WDK 5530 Key 1
16. 301221 Leadscrew backlash adjusier i
17. F10506C Socket head cap screw 2
18, F10508C Socket head cap screw 2
19. 251212 Leadscrew nut 1
20. WDKK 5520 Key i
21, 301222 Crossieed iecadscrew nut base 1
22, F10e618C Socket head cap screw &
23. WO000s11 Snap ring i
24, 251233 Washer 2
25. 251234 Timing belt pulley i
26, DTLO503 Timing belt i
27. WDK&210 Key i
28, MS2512A Crossfeed motor I
29, Fi0306C 3ocket head cap screw 4
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Parts Name

Bracket

Socket head cap screw
Set screw

Pad rod

Dog

Set screw

Limti Switch

Dog

Socket head cap screw
Dog
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FParts Name

0o

\00

.
]

o
foe

o

—
3

W000s17
251351
251352
BE6O0O3Z0
301353
WOOOR35
WDK5520
301354
301355

Handwheel nut

Handwheel
Snap ring
Bush
Spring
Bearing
Frame
Snap ring
Key
Pinion shaft

Gear Rack

[ S e



iy

\

N %7 \

N, 2
7 Ly
AN

—\




Indesx MNao. Parts Name Dty
I W I E Hexagonal nut &
2. WWEOCOs Washer b
3. 251677 Spacer (Rubber) 2
&, 251673 End bracket 2
5. 301653 Cylinder bracket z
5o GS519284 U-Packing 2
7. 301654 Oil seal bracket 2
2. GUOUNZ20 U-Packing . 6(4)
9. 301655 O-Ring seat 2
10.. GO00G35 O-ring 2
I 301656 end cover 2

12, "G000G30 O-ring 2
i3, 301657 Cyliner clamper 2
14, 301652 Piston rod 2
15, 301651 Cylinder 1
l6. GUOREZ25 U-packing 2
17, 301658 Piston 1
18. WPRO632 Spring pin 2
19, GOO0P11 O-ring 2
20. G10605C SOCke{' head cap screw &
21. F10418C Socket head cap screw &
22. Fl0616C Socket head cap screw &






F10304C
G000P16
301456
301640

GOOOPI6

251641
F1o404C
WILE 3205
301674

911402

Flow conirol shafy

Control valve body

@)

O-ring
Botton cover

Socket head cap sor

=
1%
A
=
)]
&

O-ring

Side cover
Side cover
Adjusting shaft

C-ring

Direction control s
Direction control arm

Socket head cap screw

)

O-ring

Adjusiing screw
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VALVE (KGS-308AH, AHD)

index No. Paris No, Parts Name Oty
L. 251645 Flwo control lever 1
2. 23164d Flwo coniroel knob 1
3. GSI775C Oil seal 3
&, 301631 Upper cover 3
S GO00P22 O-ring 4
6. GOOOPIL O-ring 2z
7. 301693 Flow contrcl shaft i
8. 301690 Control valve body I
9. 301633 Botton cover 1
10, F10308C Socket hedd cap screw o
11 301636 Side cover 2
12. 301640 Adjsuting shaft 2
13, GO0OP1 1 O-ring 2
ia. GOO0P16 O-ring 2
15, 301635 Pilot piston i
16, F10304C Socket head cap screw 8
17. 301646 Cam 2
L& 301634 Direction control shaft 1
i9. 251641 Direction conirol arm 1
20. F10404C Socket head cap screw I
21. WLK3205 Dog handle, 2
22 301647 Dog i
23, 911402 NMut~ 2
24, 301675 Dog. I
25. E31151 Limit switch 2
26. G0O000P9 O-ring 3
27. 301638 Adjsuting screw 3
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index Nao, Parts No. Farts Name Dty
1. HLO000S Plug P
A GA00001 Oil Gauge and thermometer i
3. HZ00008 Oil filter 1
&, HNOO208 Nipple i
S 301607 Hydraulic pipe 1
6o HELFG0& Elbow 3
Brs 301601 Hydraulic tank 1
3. WWS000% . Spring washer 2
9. Fi1040uC Socket head cap screw 2
10. 301618 Cover 1
il 4ileiz2 Washer 1
12, 301605 Hydraulic pipe 1
13, 301603 Hydraulic pipe 1
14, F30614C Hexagonal,screw &
15, WWS0008 Spring washer 12
16. F30610C Hexagonal screw &
17, HPLCI7R Pump I
18, 301603 Hydraulic pipe 1
i9. 4ileil Washer 1
20. HRN00606 Nipple 4
21, HT00006 Tee joint 1
22, MH00262 Motor (Hydraulic motor) 1
23, WDK7735 Key 1
24, F1040aC Socket head cap screw 2
25, 511610 Pretective plate 1
26, 411602 Chain coupling i
27. 301602 Chain coupling 1
28. WDK5525 Key 1
29, 921503 Oilinlet cap I
30. HC00006 Check valve 1
31, HS00302 Gauge valve i
32. HGZ26070 Presure gauge i
33, HR0O0006 Relief valva.: 1






. (FCS-306AHD)

index No. Farts No. Parts Mame Ly
i. HLOGO0S Plug
Za GACOCOL Oii gauge and thermometer
3, HZ00008 Gil filter

i, HMOOE0E Nipple

5. 301607 Hydraulic pipe

6. HELF0O0S Elbow

7. 301601 Hydraulic tank

8. WWS000% Spring washer

2. Fioa0ac Scoket head cap screw

10, 301618 . Cover
11. 411612 Washer
12. 301605 Hydraulic pipe

13. 301603 Hydraulic pipe
te. F30614C Hexagonal screw

5. WWS0008 Spring whaher
16. F30610C He_xag@nal sCcrew
7. HPLCI7R Pump
18, 301606 Hydraulic pipe
2. 411611 Washer
20, HIN00606 Nipple
21. HTO00006 Tee joint
22. MEH00262 Motor

3. WDK7735 Key

24, F10404aC Socket head cap screw
25, 411610 Protective plate

26, 411602 Chain coupling
27. 301602 Chain coupling
28, WDK5525 Key

29. 921503 Qil inlet cap
30. HC00006 Check valve
31 HS00302 Gauge valve
32. HG26070 Presure gauge

33, HEQ0006 Relief valve

34, 411850 Fixed body

35, GOoo0Re O-ring

36, 4slicla Adjusting screw

57 F10509P Socket head cap screw
33, Diireciton conitrol valves
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Socket head cap screw
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Parts No. Parts Mame ’ Q'ty
I MVB1322 Motor 1
2. 921408 Motor Fiked Plate : i
3. 921407 Suction Fan ‘ i
&, 521004 Upper Cover I
3. 221401 Tank i
6. 921409 Suction Hose Connector 1
7 921421 Coolant Hose Connecior i
- MVB1322 Coolant Pump ' 1
92160n Cover i

GMO0006 Coolant Indicator i
HLO000: _Plug |
921403 Filter Cover I
921402 Filter i
921405 Cover Packing 1
JAQ0003 Roller Bracket i
F30610C Hexagonal Head Screw 4
VADL010 Coolant Hose’ i
VBZJ&OZ’Q Suction Hose 1
ES9600 On-Off Switch i
92‘1 424 ‘Coolant Pipe i
921425 Coolant Nezzle I
921422 Dgs%C@Mem’:@r i
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Faris Name
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921645

e
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F20403C
F10407C
WWF000L
F10304C
9214350
92145}
921452
F20404C
WNHO004
921453
WPRQS524
921454
521455
921442
F10403C
311108
GUOREZ0
F20304C

921112
921120

Socket Head Cap Screw

Knob

- Set Screw
S

ocket Head Cap Screw
Washer '
Socket Head Cap Screw

Front .Cover

‘Oil-Immersed Pad

Rear Cover
Set Screw
Nut

Spring

‘Pin

Slider

gib

Upper Cover

Socket Head Cap Screw
Diamond Tip

U-Packing

Socket Head Cap Screw
Adapter

Set Screw

Diamond Tip Helder
Spring

Cappér Bush

Leadscrew

Bearing

3

[ f— en

o -

L_Q
Ry N

s

e

(=) s = had

Go

[



Code I
OGS INGo

BRZ4 | AT e Mg
BRZ401 ‘ AH:Tr.
BF240 A40-380-220-0

e [200-100-0-12-24 AED: Ty
ranstormer -

‘ﬁ\‘T

BL7249 | 308 24% | | o
: AH°PI |
Green | '

o
td
o
G3
(=

HO-11BRH10/1.7) AH :MC5
247 AHD:UCH

BEM2241

BMZ24

s
BES

HO<1IERELO/4 | AHMC2
' ABD:MCZ

HO-11GRHIC/7 | AH :MC1
247 AHD:MC1

AH:MC3

AED :MC3,MC4

ES51012

=y

° P




Contour

“Cade Mo,

i I0-11F AH MO
L AHD MO

BMB5242
247 ATD:X3

2"

BM5244

4P 249

o

X4,%X1,X2

°

BN503°

-S004

HRS-21-4P

:25002,80C3

220 Réd

AHD

220 Green

v
o
(58]
o
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PSS
E-—.-.—
o
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22¢ Black -
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220 Green
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Parts No.
M 20 o
AU O WL & o nA E . )

308 Red AH:PB2,.PB4,
ES3100 304 Black AH:-PE9,PBI1O
BS3105 206 Green ‘PR3, PR5,PR7

e
w2
]

303 Black

2-POSITION

30 Black

3-POSITION

;
i
Peped
[
LB
w
-
=)
&3

220
2-POSITION

AHD:5W4

2209
3-POSITION

=
=i
=

590
3-POSITION

=
E:;ﬂi
=

BUOOOS3

Chuck cont rol

1,

B>

i
@ o
@
2
o

DoxR o ,
i AHD: (C.C.B.
- Delay timer N
BUCCO4 . AHD :D.7.U.
v &

BUL0G04

COUNTER

E:E’;'
Il
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&

cCounter

o7
Locputy




| Sol. coll |

_Lurned

Machinery-problern:
open downiced gear
box, check auto. down
feed system.

# Rema

o e ' S /// i \‘\\ o 1 Gy e
; ek ves 7 SD-57 = nder 190V AC \ ;
@ p\“’“ - S? 52 s Y : Check green andg
G o 2201 AN e 5 S Ta I Ve
Gho \f/j\%bv{“\c—/ = black corss 220VAC|
ol W7o o7
4 p

T X2 coil burned

no
1Counter demaggzd
. — _1 X2 Relay
burned -

“Ssurface grinding 7

reset

s | counter &
T cheek

again




i

Errors

I direction

a). 0.02mm per

1000mm

1.
iness in bi. 0.0Z2pmm per
1000mm
Flatness of table movement
a). Longitudinal direction a)o 0.0Zmm per 1000
N ==
2. - ' J} 1000mm
b). Cross direction b). 0.02mm per
1008mm
Rise and fall of table in " 0.0lmm per -
e longitudinal traverse 1000mm
i Surface of iable parallel 0.0lmm per
with iis cross traverse table width
o
|
’ RS ¥ ,,‘»31_;
g 15mm per

LGO0mm




e, t ! ors
‘ Clamping slot square with 0.02Zmm per
table cross traverse N 300mm

J
-
- Taper of grinding spindl .,,_b.L,__ 2 )
7. aper of grinding spindle H ’ﬂj 0.01mm
for true running é
Grinding spindle parallel
5 with table ( test made by 0.02mm per
turn~round method with 300mm
150mm arm )
: . i
Grinding spindle square ﬂ}m‘i fj%ﬁ
. —
g with table ( test made by B 0.02mm per
. &l
turn-round method with T N 7 300mm
(S J
150mm arm ) meﬁ
Vertical traverse of grinding
0 spindle carrier square with 0.0imm per
table in cross plane of 180mm
machine






