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ÏÊÓ122ÏÊÓ122

Ïðèáîð àêòèâíîãî êîíòðîëÿ äëÿ ñîïðÿæåííîãî
øëèôîâàíèÿ ðàñïûëèòåëåé òîïëèâíîé àïïàðàòóðû.

Ïðèáîð ìîä. ÏÊÓ122 ïðåäíàçíà÷åí äëÿ
óïðàâëåíèÿ öèêëîì øëèôîâàíèÿ èãëû ðàñïûëèòåëÿ
ïî ðåçóëüòàòàì îäíîâðåìåííîãî êîíòðîëÿ äèàìåòðà
îáðàáàòûâàåìîé ïîâ åðõíîñòè è äèàìå òðà
îòâåðñòèÿ â êîðïóñå ðàñïûëèòåëÿ, ñîïðÿãàåìîãî ñ
îáðàáàòûâàåìîé äåòàëüþ.

Îäíîé èç îòëè÷èòåëüíûõ îñîáåííîñòåé ïðèáîðà
ÿâëÿåòñÿ óïðàâ ëåíèå ý òàïîì ðà çìåðíîãî
âûõàæèâàíèÿ â ê îíöå îáðàáîòêè ñ ö åëüþ
èñêëþ÷åíèÿ «çàâèñàíèÿ» ïðîöåññà âûõàæèâàíèÿ.

Ï ð è á î ð û ó ñ ò à í à â ë è â à þ ò ñ ÿ í à
êðóãëîøëèôîâàëüíûå ñò àíêè «Øòó äåð» è
«Êèêèíäà» âçàìåí ðàíåå ýêñïëóàòèðóåìûõ íà ýòèõ
ñòàíêàõ ïðèáîðîâ «Ìîâîìàòèê» è «Ìàðïîññ», à
òàêæå íà êðóãëîøëèôîâàëüíûå ñòàíêè ÊØ3Ì è äð.
ñòàíêè îòå÷åñòâåííîãî ïðîèçâîäñòâà.

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.

In-process control instrument for coupled grinding of
the fuel sprayers

Âåðíóòüñÿ â íà÷àëî ðàçäåëà
Return to section's beginningMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Äèàïàçîí êîíòðîëèðóåìûõ äèàìåòðîâ, ìì:
Checkable diameters range, mm:

4….10

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà ïî öèôðîâîìó òàáëî, ìì:
Digital table reading discreteness, mm:

0,0001

Öåíà äåëåíèÿ ëèíåéíîé øòðèõîâîé øêàëû :
Least division value of electronic linear scale, mm:

0,002

Äèàïàçîí ïîêàçàíèé, ìì:
Reading range, mm:

ïî öèôðîâîìó òàáëî
for digital table

±0,5

ïî øòðèõîâîé øêàëå
for linear scale

0,08

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä (ñ ó÷åòîì ñëó÷àéíîé ïîãðåøíîñòè

èçìåðåíèÿ äèàìåòðà îòâåðñòèÿ â êîðïóñå ðàñïûëèòåëÿ
ñîïðÿãàåìîãî ñ îáðàáàòûâàåìîé äåòàëüþ) ìì:

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:

0,0002



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

Ïðèáîð àêòèâíîãî êîíòðîëÿ äëÿ ñîïðÿæåííîãî
øëèôîâàíèÿ ïëóíæåðíûõ ïàð.

Ïðèáîð ìîä. ÏÊÓ123 ïðåäíàçíà÷åí äëÿ óïðàâëåíèÿ
öèêëîì øëèôîâàíèÿ ïëóíæåðà ïî ðåçóëüòàòàì
î ä í î â ð å ì å í í î ã î ê î í ò ð î ë ÿ ä è à ì å ò ð à
îáðàáàòûâàåìîé ïîâ åðõíîñòè è äèàìå òðà
îòâåðñòèÿ âî âòóëêå ïëóíæåðà, ñîïðÿãàåìîé ñ
îáðàáàòûâàåìîé äåòàëüþ.

Îäíîé èç îòëè÷èòåëüíûõ îñîáåííîñòåé ïðèáîðà
ÿâëÿåòñÿ óïðàâ ëåíèå ý òàïîì ðà çìåðíîãî
âûõàæèâàíèÿ â ê îíöå îáðàáîòêè ñ ö åëüþ
èñêëþ÷åíèÿ «çàâèñàíèÿ» ïðîöåññà âûõàæèâàíèÿ.

Ï ð è á î ð û ó ñ ò à í à â ë è â à þ ò ñ ÿ í à
êðóãëîøëèôîâàëüíûå ñò àíêè «Øòó äåð» è
«Êèêèíäà» âçàìåí ðàíåå ýêñïëóàòèðóåìûõ íà ýòèõ
ñòàíêàõ ïðèáîðîâ «Ìîâîìàòèê» è «Ìàðïîññ», à
òàêæå íà êðóãëîøëèôîâàëüíûå ñòàíêè ÊØ3Ì è äð.
ñòàíêè îòå÷åñòâåííîãî ïðîèçâîäñòâà.

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.

Âåðíóòüñÿ â íà÷àëî ðàçäåëà
Return to section's beginningMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ123ÏÊÓ123
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Äèàïàçîí êîíòðîëèðóåìûõ äèàìåòðîâ, ìì:
Checkable diameters range, mm:

6…25

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà ïî öèôðîâîìó òàáëî, ìì:
Digital table reading quantization, mm:

0,0001

Öåíà äåëåíèÿ ëèíåéíîé øòðèõîâîé øêàëû :
Least division value of electronic linear scale, mm:

0,0020

Äèàïàçîí ïîêàçàíèé, ìì:
Reading range, mm:

ïî öèôðîâîìó òàáëî:
for digital table: ±0,5

ïî øòðèõîâîé øêàëå
for linear scale:

0,08

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä (ñ ó÷åòîì ñëó÷àéíîé ïîãðåøíîñòè

èçìåðåíèÿ äèàìåòðà îòâåðñòèÿ âî âòóëêå ïëóíæåðà
ñîïðÿãàåìîé ñ îáðàáàòûâàåìîé äåòàëüþ), ìì:

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:

0,0002
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ126 In-process gauging instruments for internal and
cylindrical grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ ê âíóòðè è
êðóãëîøëèôîâàëüíûì ñòàíêàì

Ïðèáîð ìîä. ÏÊÓ126 -1 ïðåäíàçíà÷åí äëÿ
óïðàâëåíèÿ öèêëîì øëèôîâàíèÿ ïî ðåçóëüòàòàì
êîíòðîëÿ äèàìåòðà îáðàáàòûâàåìîé ïîâåðõíîñòè
äåòàëè.

Ïðèáîð ìîä.ÏÊÓ126Ì-1 äîïîëíèòåëüíî îñíàùåí
êîíòóðîì êîíòðîëÿ ìîùíîñòè ðåçàíèÿ ñ öåëüþ
óïðàâëåíèÿ ýòàïîì âðåçàíèÿ (ïåðåêëþ÷åíèå ñ
ôîðñèðîâàííîé íà ÷åðíîâ óþ ïî äà÷ó) è
ñòàáèëèçàöèè ìîùíîñòè íà ÷åðíîâîì ýòàïå öèêëà
øëèôîâàíèÿ.

Ïðèáîðû ïðèìåíÿþòñÿ ïðè øëèôîâàíèè äåòàëåé,
òðåáóþùèõ áîëüøîé âåëè÷èíû àððåòèðîâàíèÿ
èçìåðèòåëüíûõ íàêîíå÷íèêîâ.

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 PKU126Ì-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.
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
Comparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display,

ìì
mm 0,0005 (0,001) / 3,0 (îò -1,0 äî +2,0)0

êÂò
kWt 0,1 / 20

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé
øòðèõîâîé øêàëå, ìì

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

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä
Number of operating commands

ïî êîíòðîëþ äèàìåòðà
Diameter control: 5

ïî êîíòðîëþ ìîùíîñòè
Power control: 3

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible error limit for the operating control commands,

ìì
mm 0,00015

êÂò
kWt 0,2

Òèï àððåòèðóþùåãî óñòðîéñòâà
(âñòðîåíî â êîðïóñ ãîëîâêè)

Type of arresting device
(built in the measuring head):

ïíåâìàòè÷åñêèé
ìåìáðàííûé
Pneumatic, membrane

Íàèáîëüøàÿ âåëè÷èíà àððåòèðîâàíèÿ èçìåðèòåëüíûõ
íàêîíå÷íèêîâ, ìì

Maximum arresting value of the measuring tips, mm:

15

Äàâëåíèå ñæàòîãî âîçäóõà, ïîäâîäèìîãî â àððåòèðóþùåå
óñòðîéñòâî, ÌÏà

Pressure air supplied to the arresting device, MPa

0,3….0,6
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ128
ÏÊÓ129
ÏÊÓ128
ÏÊÓ129

In-process control instrument for cylindrical grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ
ê âíóòðè è êðóãëîøëèôîâàëüíûì

ñòàíêàì

Ïðèáîð ìîä. ÏÊÓ128-1 ïðå äíàçíà÷åí äëÿ
óïðàâëåíèÿ öèêëîì øëèôîâàíèÿ ïî ðåçóëüòàòàì
êîíòðîëÿ äèàìåòðà îáðàáàòûâàåìîé ïîâåðõíîñòè
äåòàëè.

Ïðèáîð ìîä.ÏÊÓ128Ì-1 äîïîëíèòåëüíî îñíàùåí
êîíòóðîì êîíòðîëÿ ìîùíîñòè ðåçàíèÿ ñ öåëüþ
óïðàâëåíèÿ ýòàïîì âðåçàíèÿ (ïåðåêëþ÷åíèå ñ
ôîðñèðîâàííîé íà ÷åðíîâ óþ ïî äà÷ó) è
ñòàáèëèçàöèè ìîùíîñòè íà ÷åðíîâîì ýòàïå öèêëà
øëèôîâàíèÿ.

Ïðåèìóùåñòâîì ýòèõ ïðèáîðîâ ÿâëÿåòñÿ
âîçìîæíîñòü ïîäêëþ÷åíèÿ ê îäíîìó
ýëåêòðîííîìó áëîêó äî ÷åòûðåõ
èçìåðèòåëüíûõ ñêîá (ïðèáîðû ìîä. ÏÊÓ128) èëè

Â ïðèáîðàõ ÏÊÓ129-1 è ÏÊÓ129Ì-1 â îòëè÷èå îò
ïðèáîðîâ ÏÊÓ128-1 èñïîëüçóþòñÿ äâå
îäíîêîíòàêòíûå ãîëîâêè, áëàãîäàðÿ ÷åìó âåðõíèé
ïðåäåë äèàïàçîíà êîíòðîëèðóåìûõ äèàìåòðîâ
îïðåäåëÿåòñÿ òîëüêî ïàðàìåòðàìè ñòàíêà.

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 PKU128Ì-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 PKU129Ì-1 instruments
equipped with two measuring heads, unlike one inare

PKU128, owing to that the upper measuring diameter
for PKU129 depends only on the grinder’s model.

äâå ïàðû èçìåðèòåëüíûõ ãîëîâîê (ïðèáîðû
ìîä. ÏÊÓ129), ÷òî ïîçâîëÿåò êîíòðîëèðîâàòü
äèàìåòðû ïîñëåäîâàòåëüíî îáðàáàòûâàåìûõ
÷åòûðåõ (äâóõ) øååê âàëà.

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.
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Äèàïàçîí êîíòðîëèðóåìûõ äèàìåòðîâ, ìì:
Checkable diameter range, mm:

ïðèáîðû ÏÊÓ128 -1 ñ ëèíåéíûìè òâåðäîñïëàâíûìè
íàêîíå÷íèêàìè

PKU128 -1 with linear hard-alloy tips

4…25

ïðèáîðû ÏÊÓ128 -1 ñî ñôåðè÷åñêèìè àëìàçíûìè íàêîíå÷íèêàìè
PKU128 -1 with spherical diamond tips

12…100

ïðèáîðû ÏÊÓ129
PKU129

12…

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range of the digital display,

ìì:
mm:

0,0005 (0,001) / 3,0 (îò -1,0 äî +2,0)0

êÂò
kWt

0,1/ 20

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé
øòðèõîâîé øêàëå, ìì:

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

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands

ïî êîíòðîëþ äèàìåòðà
Diameter control

5

ïî êîíòðîëþ ìîùíîñòè
Power control

3

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible peak error for the operating control commands,

ìì
mm:

0,00015

êÂò
kWt

0,2
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ138
ÏÊÓ140
ÏÊÓ138
ÏÊÓ140 In-process control instrument for cylindrical grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ
ê âíóòðè è êðóãëîøëèôîâàëüíûì ñòàíêàì

Ïðèáîðû ìîä. ÏÊÓ138-1 è ÏÊÓ140-1 ïðåäíàçíà÷åíû
äëÿ óïðàâ ëåíèÿ öèê ëîì øëèôîâàíèÿ ïî
ðåçóëüòàòàì êîíòðîëÿ äèàìåòðà èëè ðàññòîÿíèÿ

(ïðèáîð ÏÊÓ138-1) èëè ïðåðûâèñòîé (ïðèáîð
ÏÊÓ140-1) ïîâåðõíîñòè äåòàëè.

Ïðèáîðû ìîä.ÏÊÓ138Ì-1 è ÏÊÓ140Ì-1 äîïîëíèòåëüíî
îñíàùåíû êîíòóðîì êîíòðîëÿ ìîùíîñòè ðåçàíèÿ ñ
öåëüþ óïðàâëåíèÿ ýòàïîì âðåçàíèÿ (ïåðåêëþ÷åíèå
ñ ôîðñèðîâàííîé íà ÷åðíîâóþ ïîäà÷ó) è
ñòàáèëèçàöèè ìîùíîñòè íà ÷åðíîâîì ýòàïå öèêëà
øëèôîâàíèÿ.

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
urface , that is continuouss or the distance between faces

for PKU138-1 and interrupted for PKU140-1.

The model PKU138Ì-1 and PKU140Ì-1 in addition have
à 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.

ìåæäó òîðöàìè îòðàáàòûâàåìîé ãëàäêîé
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Ïðèíöèï èçìåðåíèÿ:
Principle of measurement:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a
Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,0005 (0,001) / 3,0 (îò -1,0 äî +2,0)

êÂò
kWt

0,1/ 20

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé
øòðèõîâîé øêàëå, ìì

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

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä
Number of operating commands

ïî êîíòðîëþ äèàìåòðà
Diameter control: 5

ïî êîíòðîëþ ìîùíîñòè
Power control: 3

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible error limit for the operating control commands,

ìì
mm

0,00015

êÂò
kWt

0,2

Òèï àððåòèðóþùåãî óñòðîéñòâà
Type of arresting device, mm:

ýëåêòðîìàãíèòíûé

Íàèáîëüøàÿ âåëè÷èíà àððåòèðîâàíèÿ èçìåðèòåëüíûõ
íàêîíå÷íèêîâ, ìì

Maximum arresting value of the measuring tips, mm:

4
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îâíûå õàðàêòåðèñòèêè

ÏÊÓ138ÌÒÏÊÓ138ÌÒ
In-process control instrument for cylindrical grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ
ê âíóòðè è êðóãëîøëèôîâàëüíûì ñòàíêàì

Îñíîâíûìè ôàêòîðàìè, âëèÿþùèìè íà òî÷íîñòü
îáðàáîòêè êîëåö áîëüøîãî äèàìåòðà
ÿâëÿþòñÿ íåïîñòîÿíñòâî òåìïåðàòóðû êîëåö â êîíöå
öèêëà øëèôîâàíèÿ è ñìåùåíèå íàñòðîéêè ïðèáîðà,

îáóñëîâëåííîå, ãëàâíûì îáðàçîì, òåìïåðàòóðíûìè
äåôîðìàöèÿìè ìåõàíèçìà ñòàíêà, íà êîòîðîì
óñòàíîâëåíû èçìåðèòåëüíûå ãîëîâêè.

Ðàçðàáîòàííûé àëãîðèòì óïðàâëåíèÿ ïðàêòè÷åñêè
èñêëþ÷àåò âëèÿíèå ýòèõ ôàêòîðîâ.

Äëÿ ýòîãî â ïðèáîðå ïîìèìî êîíòóðîâ êîíòðîëÿ
äèàìåòðà è ìîùíîñòè ðåçàíèÿ èìåþòñÿ êîíòóðû

The main factors influencing the machining accuracy of
large diameter bearing rings are their temperature
inconstancy of the end of the grinding cycle and the
measuring instruments deviation caused by the thermal
deformation of the grinding machine on which the

êîíòðîëÿ ñêîðîñòè èçìåíåíèÿ äèàìåòðà êîëüöà,
òåìïåðàòóðû ÑÎÆ è òåìïåðàòóðû îáðàáîòàííîé äåòàëè.

Êîìïåíñàöèÿ ñìåùåíèÿ íàñòðîéêè ïðèáîðà

îáåñïå÷èâàåòñÿ ïóòåì åãî ïîäíàñòðîéêè ïî ðåçóëüòàòàì
êîíòðîëÿ ñïåöèàëüíîé òåðìîñòàáèëüíîé ìåðû,
îñóùåñòâëÿåìîãî â êàæäîì öèêëå îáðàáîòêè.

äëÿ îáðàáîòêè êîëåö êðóïíîãàáàðèòíûõ
ïîäøèïíèêîâ

measuring heads are positioned.

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.

The measuring instruments adjustment deviation is

compensated by providing a corrective adjustment
based on the results of measuring a thermo-stable
standard during each machining cycle.

for machining of large bearing’s rings

Main Technical Data
Îñíîâíûå õàðàêòåðèñòèêè
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Ïðèíöèï èçìåðåíèÿ:
Principle of measurement:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a
Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,001 / 3,0 (îò -1,0 äî +2,0)

êÂò
kWt

0,1/ 20

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé
øòðèõîâîé øêàëå, ìì

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

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä
Number of operating commands

ïî êîíòðîëþ äèàìåòðà
Diameter control: 4

ïî êîíòðîëþ ìîùíîñòè
Power control: 3

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible error limit for the operating control commands,

ìì
mm

0,00015

êÂò
kWt

0,2

Òèï àððåòèðóþùåãî óñòðîéñòâà
Type of arresting device, mm:

ýëåêòðîìàãíèòíûé

Íàèáîëüøàÿ âåëè÷èíà àððåòèðîâàíèÿ èçìåðèòåëüíûõ
íàêîíå÷íèêîâ, ìì

Maximum arresting value of the measuring tips, mm:

4

Äèàïàçîí êîíòðîëèðóåìûõ äèàìåòðîâ, ìì
Range of measured diameters, mm:

200…700

ïî êîíòðîëþ ñêîðîñòè èçìåíåíèÿ äèàìåòðà
1Diameter reduction speed control:
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ136 In-process gauging instruments for cylindrical
face grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ ê
òîðöåêðóãëîøëèôîâàëüíûì ñòàíêàì

Ïðèáîð ìîä. ÏÊÓ136-1 è åãî ìîäèôèêàöèè

îñåâîé îðèåíòàöèè òîðöîâîé ïîâåðõíîñòè
äåòàëè îòíîñèòåëüíî ðåæóùåé êðîìêè

îáðàáàòûâàåìîé ïîâåðõíîñòè.

The model PKU136-1 instrument is dand modifications use
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 in addition has aand modifications
cutting power controlled feedback with the aim of controlling
het cutting-in process (switching from enforced to the

rough feed) and stabilizing the power at the rough

ïðåäíàçíà÷åíû äëÿ óïðàâëåíèÿ ïðîöåññîì

øëèôîâàëüíîãî êðóãà è óïðàâëåíèÿ öèêëîì

øëèôîâàíèÿ ïî ðåçóëüòàòàì êîíòðîëÿ äèàìåòðà

Ïðèáîð ìîä.ÏÊÓ136Ì-1 è åãî ìîäèôèêàöèè

ìîùíîñòè ðåçàíèÿ ñ öåëüþ óïðàâëåíèÿ
ýòàïîì âðåçàíèÿ (ïåðåêëþ÷åíèå ñ

øëèôîâàíèÿ.

äîïîëíèòåëüíî îñíàùåíû êîíòóðîì êîíòðîëÿ

ôîðñèðîâàííîé íà ÷åðíîâóþ ïîäà÷ó) è

ñòàáèëèçàöèè ìîùíîñòè íà ÷åðíîâîì ýòàïå öèêëà

grinding stage).

Ïðåèìóùåñòâîì ýòèõ ïðèáîðîâ ÿâëÿåòñÿ

áëîêó êðîìå ïîçèöèîíåðà äî òðåõ
ñêîá, ÷òî ïîçâîëÿåòèçìåðèòåëüíûõ

øëèôîâàíèÿ.

âîçìîæíîñòü ïîäêëþ÷åíèÿ ê ýëåêòðîííîìó

òðåõ ïîñëåäîâàòåëüíîêîíòðîëèðîâàòü äèàìåòðû

àëà.îáðàáàòûâàåìûõ øååê â

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
succesive axle necks.
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Îñíîâíûå õàðàêòåðèñòèêè

Äèàïàçîí êîíòðîëèðóåìûõ äèàìåòðîâ, ìì
Checkable diameter range, mm:

12…100

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display,

ìì
mm 0,0005 (0,001) / 3,0 (îò -1,0 äî +2,0)0

êÂò
kWt 0,1 / 20

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé

øòðèõîâîé øêàëå, ìì
Least division value and reading range

of the electronic linear scale, mm:

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä
Number of operating commands

ïðè êîíòðîëå îñåâîé îðèåíòàöèåé
Axial orientation control: 2

ïðè êîíòðîëå äèàìåòðà
Diameter control: 4

ïðè êîíòðîëå ìîùíîñòè ðåçàíèÿ
Cutting power control: 3

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible error limit for the operating control commands,

ìì
mm 0,00015

êÂò
kWt 0,2
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÌ2 In-process cutting power control instrument grinders

Ïðèáîð àêòèâíîãî êîíòðîëÿ ìîùíîñòè ðåçàíèÿ
íà øëèôîâàëüíûõ ñòàíêàõ

Ïðèáîð ìîä. ÏÊÌ2 ïðåäíàçíà÷åí äëÿ óïðàâëåíèÿ
öèêëîì øëèôîâàíèÿ ïî ðåçóëüòàòàì êîíòðîëÿ
ìîùíîñòè ðåçàíèÿ, à òàêæå äëÿ ôîðìèðîâàíèÿ
êîìàíäû íà ïðàâêó øëèôîâàëüíîãî êðóãà ïðè
óìåíüøåíèè åãî ðåæóùåé ñïîñîáíîñòè äî
çàäàííîãî óðîâíÿ.

Ìîùíîñòü ðåçàíèÿ îïðåäåëÿåòñÿ êàê àêòèâíàÿ
ñîñòàâëÿþùàÿ ìîùíîñòè, ïîòðåáëÿåìîé ïðèâîäîì
âðàùåíèÿ øëèôîâàëüíîãî êðóãà èç ñåòè, çà âû÷åòîì
ìîùíîñòè ïîòåðü õîëîñòîãî õîäà.

Íà ñòàíêàõ áåç ïîääåðæàíèÿ ïîñòîÿííîé ñêîðîñòè
ðåçàíèÿ ïî ìåðå èçíîñà øëèôîâàëüíîãî êðóãà
ïðèáîð îá åñïå÷èâàåò ê îððåêöèþ ó ðîâíåé
ñðàáàòûâàíèÿ êîìàíä ñîîòâåòñòâåííî èçìåíåíèþ
ñêîðîñòè ðåçàíèÿ.

Íàçíà÷åíèå óïðàâëÿþùèõ êîìàíä: ïåðåêëþ÷åíèå ñ
ôîðñèðîâàííîé íà ÷åðíîâóþ ïîäà÷ó íà ýòàïå
âðåçàíèÿ; ñòàáèëèçàöèÿ ìîùíîñòè íà ÷åðíîâîì
ýòàïå öèêëà îáðàáîòêè; áëîêèðîâî÷íàÿ
êîìàíäà; êîìàíäà íà ïðàâêó øëèôîâàëüíîãî êðóãà.

Ñîñòàâ ïðèáîðà: ýëåêòðîííûé áëîê óïðàâëåíèÿ è
áëîê òðàíñôîðìàòîðîâ, óñòàíàâëèâàåìûé â
ýëåêòðîøêàô ñòàíêà.

Ïðèáîð ìîæåò ðàáîòàòü òàêæå ñîâìåñòíî ñ
ïðèáîðîì àêòèâíîã î ê îíòðîëÿ äèàìå òðà
îáðàáàòûâàåìîé ïîâåðõíîñòè.

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.
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Ýëåêòðîííûé
Electronic

Äèñêðåòíîñòü îòñ÷åòà, êÂò:
Measuring discreteness, kWt:

0,1

Äèàïàçîí ïîêàçàíèé, êÂò:
Reading range, kWt:

20

Êîëè÷åñòâî êîìàíä:
Number of operating commands:

5

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ êîìàíä, êÂò:
Permissible error limit for the operating control commands, kWt:

0,2
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Îñíîâíûå õàðàêòåðèñòèêè

ÏÊÓ31

Ïðèáîðû ìîä. ÏÊ Ó31 ïðåäíàçíà÷åíû, â
çàâèñèìîñòè îò ïðèìåíÿåìîé íàëàäêè, ëèáî äëÿ
êîíòðîëÿ øèðèíû â ëàäèíû ìåæäó çóáüÿìè
øëèöåâîãî âàëà, ëèáî äëÿ êîíòðîëÿ âíóòðåííåãî
äèàìåòðà (ðàäèóñà) øëèöåâîãî âàëà ïðÿìîáî÷íîãî
ïðîôèëÿ.

Â ñîñòàâ íàëàäêè ïðèáîðà âõîäèò íàðóæíûé ðû÷àã ñ
èçìåðèòåëüíûì íàêîíå÷íèêîì.

Ïðè êîíòðîëå øèðèíû âëàäèíû èñïîëüçóåòñÿ
ñôåðè÷åñêèé íàêîíå÷íèê, ïîäâåøåííûé íà
ï ë î ñ ê î ï ð ó æ è í í î ì ø à ð í è ð å è
ñàìîóñòàíàâëèâàþùèéñÿ ïî âïàäèíå ìå æäó
çóáüÿìè âàëà. Ïðè êîíòðîëå âíóòðåííåãî äèàìåòðà
èñïîëüçóåòñÿ ðåçüáîâîé íàêîíå÷íèê ñ àëìàçíîé
âñòàâêîé.

Ïðèáîðû ïðèìåíÿþòñÿ íà øëèöåøëèôîâàëüíûõ
ñòàíêàõ.

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 kit.

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.

In-process control instruments for spline grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ ê
øëèöåøëèôîâàëüíûì ñòàíêàì
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Äèàïàçîí íàðóæíûõ äèàìåòðîâ øëèöåâûõ âàëîâ, ìì :
External diameter range of splined shafts, mm::

14…125

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a
Standard

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Èíäóêòèâíûé
Inductive

Äèñêðåòíîñòü îòñ÷åòà ïî öèôðîâîìó òàáëî, ìì :
Least division value of the digital display, mm:

0,001

Äèàïàçîí ïîêàçàíèé, ìì:
Reading range, mm: ±1,0

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ êîìàíä, ìì :
Permissible error limit for the operating control commands, mm: 0,001

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands:

2

Òèï àððåòèðóþùåãî óñòðîéñòâà
(âñòðîåíî â êîðïóñ èçìåðèòåëüíîé ãîëîâêè) :

Type of arresting device
(built in the measuring head):

ìåìáðàííûé
ãèäðàâëè÷åñêèé èëè
ïíåâìàòè÷åñêèé
Membrane, pneumatic or
hydraulic

Íàèáîëüøàÿ âåëè÷èíà àððåòèðîâàíèÿ èçìåðèòåëüíîãî
íàêîíå÷íèêà, ìì:

Maximum arresting value of the measuring tip, mm:
7

Äàâëåíèå ñæàòîãî âîçäóõà èëè ìàñëà, ïîäâîäèìîãî â
àððåòèðóþùåå óñòðîéñòâî, ÌÏà:

Pressure of air/oil supplied to the arresting device, MPa: 0,3…0,6
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ÏÊÓ67ÌÝ
In-process gauging instrument for honers

Ïðèáîð àêòèâíîãî êîíòðîëÿ
ê õîíèíãîâàëüíûì ñòàíêàì

Ïðèáîð ìîä. ÏÊ Ó67ÌÝ ïðåäíàçíà÷åí äëÿ
óïðàâëåíèÿ öèêëîì õîíèíãîâàíèÿ îòâåðñòèé
äåòàëåé òèïà ãèëüç öèëèíäðîâ äâèãàòåëåé ïî
ðåçóëüòàòàì êîíòðîëÿ äèàìåòðà îáðàáàòûâàåìîãî
îòâåðñòèÿ.

Ïðèáîð ñîñòîèò èç ýëåêòðîííîãî áëîêà è
ïíåâìîýëåêòðîííîãî ìîäóëÿ, óñòàíîâëåííîãî íà

çàäíåé ñòåíêå áëîêà, è äâóõ èçìåðèòåëüíûõ
ñîïåë, âñòðàèâàåìûõ â êîðïóñ õîíà.

Ïíåâìîýëåêòðîííûé ìîäóëü ñîäåðæèò
äèôôåðåíöèàëüíûé äàò÷èê äàâëåíèÿ ñ
ð äðîññåëåì, ñòàáèëèçàòîðåãóëèðóåìûì

ðàñïðåäåëèòåëüíóþ êîëîäêó ñäàâëåíèÿ è

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.

ìàíîìåòðîì.

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.



Âåðíóòüñÿ â íà÷àëî ðàçäåëà
Return to section's beginning

ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Ïíåâìîýëåêòðîííûé
Pneumoelectronic

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äàâëåíèå â ñåòè ñæàòîãî âîçäóõà, ÌÏà
Air pressure in the pneumatic system, MPa:

0,3…0,6

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,001 / ±0,5

Öåíà äåëåíèÿ è äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé
øòðèõîâîé øêàëå, ìì

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

0,002 / 0,08

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä
Number of operating commands

4

Ïðåäåë äîïóñêàåìîé ïîãðåøíîñòè ñðàáàòûâàíèÿ
óïðàâëÿþùèõ êîìàíä,

Permissible error limit for the operating control commands,

ìì
mm

0,001
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ÏÊÏ11
ÏÊÏ12
ÏÊÏ11
ÏÊÏ12 In-process control instruments for double-sided face and plane

grinders

Ïðèáîðû àêòèâíîãî êîíòðîëÿ
ê äâóõñòîðîííèì òîðöåøëèôîâàëüíûì è

ïëîñêîøëèôîâàëüíûì ñòàíêàì

Ïðèáîð ìîä. ÏÊÏ11 è åãî ìîäèôèêàöèè ìîä. ÏÊÏ11-1 è
ÏÊÏ11-2 ïðåäíàçíà÷åíû äëÿ ïîäíàëàäêè äâóõñòîðîííèõ
òîðöåøëèôîâàëüíûõ ñòàíêîâ, ðàáîòàþùèõ «íà ïðîõîä»
ïî ðåçóëüòàòàì êîíòðîëÿ :
ðàññòîÿíèÿ ìåæäó òîðöàìè îáðàáîòàííûõ äåòàëåé è
ïîëîæåíèÿ áàçîâîãî øëèôîâàëüíîãî êðóãà (ìîä. ÏÊÏ11).
ïîëîæåíèÿ îáîèõ øëèôîâàëüíûõ êðóãîâ (ìîä. ÏÊÏ11-1);
ðàññòîÿíèÿ ìåæäó òîðöàìè äåòàëè è îòêëîíåíèÿ îò
ñèììåòðè÷íîñòè ðàñïîëîæåíèÿ òîðöåâ îòíîñèòåëüíî
æåñòêîé áàçû ïðè øëèôîâàíèè â áàðàáàíå (ìîä. ÏÊÏ11-2).

Ïðèáîð ìîä. ÏÊÏ11Â è åãî ìîäèôèêàöèÿ ÏÊÏ11Â-1
ïðåäíàçíà÷åíû äëÿ óïðàâëåíèÿ öèêëîì âðåçíîãî
øëèôîâàíèÿ íà äâóõñòîðîííèõ òîðöåøëèôîâàëüíûõ
ñòàíêàõ ïî ðåçóëüòàòàì êîíòðîëÿ:
ðàññòîÿíèÿ ìåæäó òîðöàìè îáðàáàòûâàåìîé äåòàëè è
ïîëîæåíèÿ áàçîâîãî øëèôîâàëüíîãî êðóãà (ìîä. ÏÊÏ11Â);
ðàññòîÿíèÿ î ò æåñòê îé á àçû äî ê àæäîãî èç
îáðàáàòûâàåìûõ òîðöåâ äåòàëè ïðè øëèôîâàíèè â
áàðàáàíå (ìîä. ÏÊÏ11Â-1).

Ïðèáîðû ÏÊÏ12 è åãî ìîäèôèêàöèè ïðåäíàçíà÷åíû äëÿ
ïîäíàëàäêè ïëîñê îøëèôîâàëüíûõ ñò àíêîâ ïî
ðåçóëüòàòàì êîíòðîëÿ ðàññòîÿíèÿ îò îáðàáàòûâàåìîãî
òîðöà äåòàëåé äî æåñòêîé áàçû ñòàíêà.
Êîìàíäû íà ïîäíàëàäêó ïðè ïðèìåíåíèè ïðèáîðîâ ìîä.
ÏÊÏ11, ÏÊÏ11-2 è ÏÊÏ12 ôîðìèðóþòñÿ íà îñíîâå
ñòàòèñòè÷åñêèõ ìåòîäîâ îáðàáîòêè ðåçóëüòàòîâ
èçìåðåíèÿ, íàïðèìåð, êàê ñêîëüçÿùåå ñðåäíåå
çíà÷åíèå èç ðåçóëüòàòîâ èçìåðåíèÿ «N» ïîñëåäîâàòåëüíî
îáðàáîòàííûõ äåòàëåé.

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
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Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Èíäóêòèâíûé
Inductive

Âðåìÿ ïðîõîæäåíèÿ êîíòðîëèðóåìîé ïîâåðõíîñòè äåòàëè
ïîä èçìåðèòåëüíûìè íàêîíå÷íèêàìè, ñ, íå ìåíåå:

Minimum time by the surface being checked under the measuring tips, sec:

0,015

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands:

3…5

Ïðåäåë äîïóñêàåìîé îñíîâíîé ïîãðåøíîñòè èçìåðåíèÿ, ìì:
Permissible main error limit of a measurement, mm:

0,001

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,0005 / 0,5±

Äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé

øòðèõîâîé øêàëå, ìì
eading rangeR

of the electronic linear scale, mm:

ñîîòâåòñòâóåò ïîëþ äîïóñêà
(óñòàíàâëèâàåòñÿ ïðè íàñòðîéêå)
corresponding with the tolerance zone
( set up during adjustment )



ÏÊÏ7Ì
In-process gauging instrument for centreless grinders

Ïðèáîð àêòèâíîãî êîíòðîëÿ ê áåñöåíòðîâî-
øëèôîâàëüíûì ñòàíêàì

Ïðèáîð ìîäåëè ÏÊÏ7Ì ïðå äíàçíà÷åí äëÿ
ïîäíàëàäêè ñòàíêà ïî ðåçóëüòàòàì êîíòðîëÿ
äèàìåòðà äåòàëåé òèïà ïîðøíåâûõ ïàëüöåâ è
ðîëèêîâ ïîäøèïíèêîâ íåïîñðåäñòâåííî ïîñëå
âûõîäà èç çîíû îáðàáîòêè.

Äåòàëè ïåðåìåùàþòñÿ ïîä ñîáñòâåííûì âåñîì ïî
íàêëîííîé ïðèçìå èçìåðèòåëüíîé ïîçèöèè. Ñõåìà
èçìåðåíèÿ äèàìåòðà – äèôôåðåíöèàëüíàÿ,
ïîñðåäñòâîì äâóõ ãåðìåòè÷íûõ èíäóêòèâíûõ
äàò÷èêîâ ñ òâåðäîñïëàâíûìè ñôåðè÷åñêèìè
íàêîíå÷íèêàìè.

Êîìàíäà íà ïîäíàëàäêó ôîðìèðóåòñÿ íà îñíîâå
ñòàòèñòè÷åñêèõ ìåòîäîâ îáðàáîòêè ðåçóëüòàòîâ
êîíòðîëÿ, íàïðèìåð, êàê ñêîëüçÿùåå ñðåäíåå
çíà÷åíèå èç ðå çóëüòàòîâ èçìåðåíèÿ «N»
ïîñëåäîâàòåëüíî ïðîêîíòðîëèðîâàííûõ äåòàëåé.

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.

Âåðíóòüñÿ â íà÷àëî ðàçäåëà
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Äèàïàçîí èçìåðÿåìûõ äèàìåòðîâ, ìì:
Range of measured diameters, mm:

15…50

Êîíòàêòíîå óñèëèå íà èçìåðèòåëüíûõ íàêîíå÷íèêàõ, H :
Measuring tips’ contacting force, N:

0,3

Âðåìÿ ïðîõîæäåíèÿ êîíòðîëèðóåìîé ïîâåðõíîñòè äåòàëè
ïîä èçìåðèòåëüíûìè íàêîíå÷íèêàìè, ñ, íå ìåíåå :

Minimum time of the surface being checked by the measuring tips, sec:

0,015

+0,1

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,0005 / 0,5±

Äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé

øòðèõîâîé øêàëå, ìì
eading rangeR

of the electronic linear scale, mm:

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands:

3…5

Ïðåäåë äîïóñêàåìîé îñíîâíîé ïîãðåøíîñòè èçìåðåíèÿ, ìì:
Permissible main error limit of a measurement, mm:

0,0005

ñîîòâåòñòâóåò ïîëþ äîïóñêà
(óñòàíàâëèâàåòñÿ ïðè íàñòðîéêå)
corresponding with the tolerance zone
( set up during adjustment )



ÏÊÏ5Ì
In-process gauging instrument for centreless grinders

Ïðèáîð àêòèâíîãî êîíòðîëÿ ê áåñöåíòðîâî-
øëèôîâàëüíûì ñòàíêàì

Ïðèáîð ìîäåëè ÏÊÏ5Ì ïðå äíàçíà÷åí äëÿ
ïîäíàëàäêè ñòàíêà ïî ðåçóëüòàòàì êîíòðîëÿ
äèàìåòðà íàðóæíîé öèëèíäðè÷åñêîé ïîâåðõíîñòè
äåòàëåé òèïà êîëåö ïîäøèïíèêîâ íåïîñðåäñòâåííî
ïîñëå âûõîäà èç çîíû îáðàáîòêè.

Äåòàëè ïåðåìåùàþòñÿ ÷åðåç èçìåðèòåëüíóþ
ïîçèöèþ ïî íàêëîííî ðàñïîëîæåííûì ñêàëêàì.
Ñõåìà èçìåðåíèÿ äèàìåòðà – äèôôåðåíöèàëüíàÿ,
ïîñðåäñòâîì äâóõ ãåðìåòè÷íûõ èíäóêòèâíûõ
äàò÷èêîâ ñ òâåðäîñïëàâíûìè ñôåðè÷åñêèìè
íàêîíå÷íèêàìè.

Êîìàíäà íà ïîäíàëàäêó ôîðìèðóåòñÿ íà îñíîâå
ñòàòèñòè÷åñêèõ ìåòîäîâ îáðàáîòêè ðåçóëüòàòîâ
êîíòðîëÿ, íàïðèìåð, êàê ñêîëüçÿùåå ñðåäíåå
çíà÷åíèå èç ðå çóëüòàòîâ èçìåðåíèÿ «N»
ïîñëåäîâàòåëüíî ïðîêîíòðîëèðîâàííûõ äåòàëåé.

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.

Âåðíóòüñÿ â íà÷àëî ðàçäåëà
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Äèàïàçîí èçìåðÿåìûõ äèàìåòðîâ, ìì:
Range of measured diameters, mm:

35…100

Êîíòàêòíîå óñèëèå íà èçìåðèòåëüíûõ íàêîíå÷íèêàõ, H :
Measuring tips’ contacting force, N:

0,3

Âðåìÿ ïðîõîæäåíèÿ êîíòðîëèðóåìîé ïîâåðõíîñòè äåòàëè
ïîä èçìåðèòåëüíûìè íàêîíå÷íèêàìè, ñ, íå ìåíåå :

Minimum time of the surface being checked by the measuring tips, sec:

0,015

+0,1

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,0005 / 0,5±

Äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé

øòðèõîâîé øêàëå, ìì
eading rangeR

of the electronic linear scale, mm:

ñîîòâåòñòâóåò ïîëþ äîïóñêà
(óñòàíàâëèâàåòñÿ ïðè íàñòðîéêå)

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands:

3…5

Ïðåäåë äîïóñêàåìîé îñíîâíîé ïîãðåøíîñòè èçìåðåíèÿ, ìì:
Permissible main error limit of a measurement, mm:

0,0015

corresponding with the tolerance zone
( set up during adjustment )



ÏÊÏ8
In-process gauging instrument for centreless grinders that

machine conical rollers

Ïðèáîð àêòèâíîãî êîíòðîëÿ ê áåñöåíòðîâî-
øëèôîâàëüíûì ñòàíêàì äëÿ îáðàáîòêè

êîíè÷åñêèõ ðîëèêîâ

Ïðèáîð ìî äåëè ÏÊÏ8 ïðå äíàçíà÷åí äëÿ
ïîäíàëàäêè ñòàíêà ïî ðåçóëüòàòàì êîíòðîëÿ
äèàìåòðà êîíè÷åñêèõ ðîëèêîâ íà çàäàííîì
ðàññòîÿíèè îò áàçîâîãî òîðöà ïðè äâèæåíèè
ðîëèêîâ «â ñòîëáå» ïîñëå âûõîäà èõ èç çîíû
îáðàáîòêè.

È ç ì å ð å í è å òå ê ó ùå ãî ä è à ì åò ð à ð îë è ê à
ïðîèçâîäèòñÿ äâóõêîíòàêòíîé ñêîáîé. Ðåãèñòðàöèÿ
ðåçóëüòàòà èçìåðåíèÿ ïðîèçâîäèòñÿ ïî êîìàíäå
áûñòðîäåéñòâóþùåãî îòñåêàòåëÿ, ôèêñèðóþùåãî
ìîìåíò ïðî õîæäåíèÿ ò îðöà ðî ëèêà ïî ä
íàêîíå÷íèêîì îòñåêàòåëÿ.

Êîìàíäà íà ïîäíàëàäêó ôîðìèðóåòñÿ íà îñíîâå
ñòàòèñòè÷åñêèõ ìåòîäîâ îáðàáîòêè ðåçóëüòàòîâ
êîíòðîëÿ, íàïðèìåð, êàê ñêîëüçÿùåå ñðåäíåå
çíà÷åíèå èç ðå çóëüòàòîâ èçìåðåíèÿ «N»
ïîñëåäîâàòåëüíî ïðîêîíòðîëèðîâàííûõ äåòàëåé.

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.

Âåðíóòüñÿ â íà÷àëî ðàçäåëà
Return to section's beginningMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè



Âåðíóòüñÿ â íà÷àëî ðàçäåëà
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ÐÎÁÎÊÎÍMain Technical Data

Îñíîâíûå õàðàêòåðèñòèêè

Íàèìåíüøèé äèàìåòð êîíòðîëèðóåìûõ ðîëèêîâ, ìì:
Minimum diameter of measurable rollers, mm: 10

Ñêîðîñòü òðàíñïîðòèðîâàíèÿ ðîëèêîâ, ì/ìèí, íå áîëåå:
Maximum speed of rollers in a row, m/min:

2,5

Ïðèíöèï èçìåðåíèÿ:
Principle of operation:

Èíäóêòèâíûé
Inductive

Ìåòîä èçìåðåíèÿ:
Measurement method:

ñðàâíåíèå ñ ìåðîé
ñomparison with a Standard

Äèñêðåòíîñòü îòñ÷åòà è äèàïàçîí ïîêàçàíèé ïî
öèôðîâîìó òàáëî,

Least division value and reading range
of the digital display

ìì
mm

0,0005 / 0,5±

Äèàïàçîí ïîêàçàíèé ïî ëèíåéíîé

øòðèõîâîé øêàëå, ìì
eading rangeR

of the electronic linear scale, mm:

Êîëè÷åñòâî óïðàâëÿþùèõ êîìàíä:
Number of operating commands:

3…5

Ïðåäåë äîïóñêàåìîé îñíîâíîé ïîãðåøíîñòè èçìåðåíèÿ, ìì:
Permissible main error limit of a measurement, mm:

0,0005

ñîîòâåòñòâóåò ïîëþ äîïóñêà
(óñòàíàâëèâàåòñÿ ïðè íàñòðîéêå)
corresponding with the tolerance zone
( set up during adjustment )




