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Table-Traverse-Type
CNC Roll Grinding Machines for Superior
Accuracy and Excellent Efficiency.

— Backed Up By The TOSNUC PX100G CNC System That’s Based On
SHIBAURA MACHINE’s World-Renowned Grinding Technologies —

Strong structure serves to promote precision and high
efficiency during heavy-duty grinding assignments

A direct-infeed mechanism for the wheelhead and a very rigid grinding-wheel spindle combine to assure roll
surfaces of the highest quality.
Automated grinding functions resulting from years of

accumulated know-how and advanced grinding technologies
The TOSNUC PX100G CNC System, specially designed by SHIBAURA MACHINE for roll-grinding applications,
automates each step in the grinding process.

Outstanding operability

The interactive input of everything from the shape of the roll and the amount of camber to the setting of the table-
traversing range can be easily performed while observing the displays on the CRT screen.

Simple maintenance and long service life

The simplification of all of the machine’s mechanisms made possible by the CNC control has resulted in easier and less
frequent maintenance work.
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Direct-infeed mechanism for wheelhead
guarantees high-precision roll-surface
accuracies

The TOSNUC PX100G CNC System
successfully automates roll-grinding operations

Each grinding process is executed automatically in accor-
dance with the program that has been stored in the CNC Sys-
tem’s memory.

Optional automatic grinding functions

®\Wheel quick approach

®\Wheel touching and infeed at the end of the table’s stroke
® Automatic setting of the table’s stroke

®The precision linear guides and a very ac-
curate ballscrew assure excellent following :
accuracy for the wheelhead'’s infeed mech- —
anism even when extremely minute move-
ments are performed. The construction is

Z-axis ballscrew

Z-axis servomotor
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Grinding wheel designed to provide all of the functions e b . , :
9 P . ) comenr Tees e e & L The diameter at a roll’s mid-section becomes smaller than at
Table necessary for fine and accurate direct-infeed e et/ “Sohce A0, & ;
Wheelhead i L Y b 4 el the collar sections at the ends of the roll due to the wear
) i TR ol caused by rolling operations. For this reason, initial rough-
W ®As a result of the s‘gructural arrangement, i e S R grinding involves the collar sections only since it is un-
the number of parts in the wheelhead has s s —— necessary to machine the central area. An automatic stroke-

been decreased and its rigidity has been T
greatly increased to provide an improved e
heavy-duty-grinding capability and high-

quality roll surfaces that are completely free

of chatter marks.

setting function can be employed at this time so that truing
will be executed only on the collar sections as required. In
this operation, the changes in the grinding-wheel motor’s
amperage are monitored as infeeding is performed and the
positions at which table traversing is reversed are deter-
mined accordingly. The operator is thus freed from the task
of setting the table’s strokes and the grinding time is con-
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DEGEDEE0D SR B @ Adaptive-control grinding function
DOGDED SRS This function compensates for grinding-wheel wear and

elasticity as a grinding operation is in progress. It assures op-
timal grinding conditions at all times by controlling the infeed
in accordance with the detected fluctuations of the grinding-
wheel motor’s load current.

Major machine elements are built
to bring about better accuracies

User-friendly interactive input sary, in addition to the possibility of qua- ®Gear-changing and  mechanical-dog-
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Headstock

®The headstock has been designed with a
rigid spindle, faceplate and drive mecha-
nism. It has been sturdily constructed to
minimize vibration and to assure adequate
rigidity.

®Torque is transmitted to the faceplate en-
tirely by V-belts and the tension of the belts
can be adjusted as required by changing the
distance between the pulleys. The roll-driv-
ing faceplate has the flexibility that facilitates
the extremely silent rotation of the roll.

Footstock

®The roll is supported on the footstock side
by a center that can be shifted in and out
within a large-diameter sleeve by means of a
handwheel.

®The longitudinal movement of the foot-
stock on the table is controlled by a handle
operation and the upper section is adjust-
able in the transverse direction. Clamp bolts
and stop block the footstock to the table to
prevent fine slippage or retractions during
grinding operations.

Bed

®[Extra bed durability results from the ample
pressure-bearing areas that have been pro-
vided for the V-shaped flat slideways.

®| ke the other major machine elements,
the bed slideways are made of high-grade
cast iron to guarantee superior stiffness and
wear resistance.

Table

®The table-traversing movements are pow-
ered by an efficient AC servomotor through a
pre-loaded precision ballscrew.

®By just inputting the necessary values
while viewing the diagram appearing on the
pendant CRT screen, each type of roll-shape
can be easily obtained. A maximum of 512
sets of data comprised of various roll shapes
and grinding programs can be stored in the
memory for easy retrieval whenever neces-
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dratic, biquadratic, S-shaped and free-form
curve cambering shapes can also be stored
and used with the use of a special curve
generating function.

®A floppy disk drive unit is standardly
equipped for the storing of roll shape and
grinding program data in a floppy disk.
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adjustment operations are no longer neces-
sary since the table-traversing range can al-
S0 be set from the keyboard.
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Specifications

Accessories

Maximum grindable diameter mm (in) 710 (27.9) { 610 (24.0) 410 (16.1) 210 (8.3)
Ic\j/:;l?(rir;::n crown and concavity on mm (in) 5 (0.2)
CAPACITY :
Maximum mass between centers kg (Ibs) 3 000 (6 600) 1 000 (2 200) 200 (440)
Distance between roll and wheel center mm frotiitosl | Bl ety B ot
(in) (13.4~-29.1)(11.8-27.6) (9.8-21.6) (4.9~12.4)
Speed of work (continuous) min™ 7-70 15-150 80-~300
HEADSTOCK -
Roll starting torque N-m (ft-Ibs) 980 (722) 196 (144) 48 (35)
; mm/min 10-4 000 10-5 000
TABLE Traverse speed (continuous) (iom) (0.4-157.5) (0.4-196.8)
. . . mm 760x75x%x304.8 610x65x304.8 | 355x38x127 @@ Grinding wheel and wheel center ® Work centers
WHEELHEAD | Wheel size (diameter X width X bore) (in) (29.9% 2.9 x 12) (24x2.6x 12) (14x 1.5 5)
NECKREST Supportable journal diameter mm (in) 150-310 (5.9-12.2) =
E;ﬁ?; L Wheel-drive motor kW (HP) AC15 (20) AC11 (14.6) AC5.5 (7.3)
B e — mm 2 000-5 000 1 000-3 500 1 000-~-2 500
(in) (78.7~196.9) (39.4~-137.8) (39.4-98.4)
Overall langth mm 8 130-14 130 5 470-10 470 5 400-8 400
DIMENSIONS . . (|n). (320-556.3) (215-412) (213-331)
& MASS Maximum width mm (in) 3 760 (148) 2900 (114.2) 2 180 (85.8)
19000 ' 18500
Machine mass kg ~28 000 ' -~27 500 8 800-11 800 6 500-8 000
(Ibs) (41 800 ' (40 700 |(19 360-25 960) (14 300-17 600)
~61 700) ' ~60 600)

@ Tools for disassembly/assembly
and operation

Standard Accessories Special Curve-Generating Functions Miller attachment (for KT-600C only)

[E] Neckrest for small diameters

© Grinding wheel ... 1 pc. eQuadratic curves (KT-400C and KT-600C only)
®V\hesl.conter (#hee] Tange]. s 1 psi :Si—sgggres[ig Lérgrevses Neckrest bearing shoes for small diameters
© Work centers.........cccccceuenine. 1 set of 2 pcs. . > (KT-400C and KT-600C only)
: . ®[ree curves (empirical input)

WVHECl NG deuie8snsmmmmum s 1 e, ®Free curves (formula input)
O Bed covers.......coiiiiiiiiiannn 1 set of 2 pes. Optional Functions for Automation
© Blocks to verify bed : ” Optional Accessories #Grinding-wheel touch function

ACCUIACY ..vvvvieiinieeeaeieeeeeaens seto Cs. 3

¥ P Wheel-balancing stand e|nfeed to the desighated amperage

B Conlant sySIaN sussmsmmsssmsmunss 1 pe Wheel-balancing arbor (at the start of traversing)
© Tools for disassembly/assembly and g e|nfeed to the designated motor amperage

OPEIAtION.......ovvcerceieiese e 1 set Neckrest (for KT-400C only) (g gtring]
O Installation Parts .........cccoceevveeeeieienns 1 set Bearing shoes for neckrest e Adaptive control
@ Foundation blocks................ 1 set of 4 pcs. Roll-driving dog e Truing :
® Spare parts for electrical equipment .... 1 set A Diamond tool for wheel truing Wheel-balancing arbor
® Lamps for grinding ......ccevevveiiieinininns 1 set Coolant magnetic separator
® Neckrest El Coolant combination filter Zo

(KT-400C and KT-600C only).. 1 set of 2 pcs. EJ Splashguards
Basic Curve-Generating Functions [l Jib crane for replacing grinding wheel

Additional wheel centers

®Sine curves (convex and concave)

e(Curves having symmetrical tapers and radius Additional work centers

configurations on both ends of a barrel Dynamic balancer for grinding wheel
eCurves having an unsymmetrical taper and ra- f7 Backrest -

dius configuration on one end of the barrel only el g
eTaper configurations Shoes for backrest ﬂ
eCurves for truing the surface of a grinding wheel i@ Center-offset method shift: % ( o :

2] ;
T Wheel

Center-offset method

3 Coolant combination filter Backrest
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