7\

gz
s ol

~.
KOVOSsVIT MAS

machine your future

SPH / ROLLER

Special technologies
CneumnanbHble TEXHONOMUU

SPH 50 + ROLLER 2800 CNC

| ROLLER
Peon

www.kovosvit.cz



SPH 50 | SPH 50D | SPH 50DS

— CNC SPH 50 Iathes resolve in a productive and effective

manner, the technology of tooling long heavy shafts, cylinders

and axles.

— CNC SPH 50 Iathes typify the heavy version of these lathes
and are recommended mainly for power machining -
roughing operations.

— CNC SPH 50 D lathes are designed for precise machining
of form complicated parts of the shaft character.

— CNC SPH 50 DS lathes are designed for precise machining

of form complicated parts of the shaft character. The machine

is equipped with auxiliary counter-spindles.

TokapHble cTaHkm c YIY SPH 50 c 6onbLuown
NpOV3BOANTENbHOCTBI0 N 3OHEKTUBHOCTbBIO PELLAOT 3aaady
06paboTKM ANVHHDIX TAMXENbIX BaN0B, LNAMHAPOB, OCEW.

TokapHbi cTaHok ¢ YTY B ncnonHennn SPH 50 npeactaenseT
cobol MacCcuBHDIA BApUaHT 3TWX CTAHKOB, NMPefHa3HaYeHHbIV
B NepBYt0 o4yepefb 1% CMI0BOM 06paboTkM - YepHOBbIX
onepaumi.

TokapHbIn cTaHok ¢ YIMY B ncnonHennmn SPH 50 D
npefHasHayeH Ans TouyHo 0bpaboTky BanoobpasHbix geTanem
CNoXHOM GOopMbl.

TokapHbIn cTaHok ¢ YIMY B ncnonHennn SPH 50 DS
npeaHasHayeH Ans ToYHo 06paboTkn BanoobpasHbix AeTanei
CnoMHon popmbl. CTaHOK 060pyA0BaH BCNOMOraTe/lbHbIM
NpaBbIM LUNVHAENEM.

—

CAST IRON BODY

HIGH POWER

HIGH PRECISION
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Basic concept of machines

SPH 50, SPH 50D,

SPH 50D5

The machines are equipped with two independently controlled saddles which enable machining with two tools at the same time. The
turrets are located on cross saddles on the upper guiding of the bed and are mirror-oriented, faced with the tool plates. The turrets are
8-positioned in the SPH 50, or 12-positioned in the SPH 50D and the SPH 50 DS. They are electrically controlled and in SPH 50D and
SPH 50DS have the option to use driven tools. The left turret moves to the space above the headstock, the right above the tailstock.
Travels in axis Z are partially overlapped, however the minimum distance between the fl ange faces of the turrets is 400mm for SPH

50, (320 mm for SPH 50D and SPH 50DS).

BED AND BASE —

The cast bed is a box concept. The leading areas are declined

by 30° from the vertical position. The upper leading area is

steel, hardened (hardness 600-730 Hv) and grinded. The lower
leading areas are a combination of hardened, steel and cast
lines (400 HB). The bed is mounted to the cast iron base fi lled
with forming substance. On the base there are fi xation areas
for the base of the main motor, the covering and for the load-
bearing constructions of the machine nodes. On the upper bed
there are electric conductors and individual piping that are easily
accessible for the service and maintenance staff. The condensate
and lubrication oil are collected back into the fi ller for the chip
conveyer by drilled channels in the bed.

HEADSTOCK AND SPINDLE ———

The cast box of the headstock is screwed on the left side of the
bed. The placement of the spindle in the bearings ensures high
rigidity and precision of operation. In the front there are four

(for SPH 50 D, for SPH 50 DS three) ball bearings with conical
contact with a T and O arrangement and in the rear part there

are two-row roller bearings of the NN-K type. The inside hole has
a diameter of 125mm and 135 (for SPH 50 DS ) and in the front
itis lightened for the diameter 150mm with the length 25 mm.
The whole spindle system is dynamically balanced. Machines are
equipped with a brake used for reliably stopping the spindle in the
case of various non-standard situations (e.g. breakdown of electric
energy) within the time required by safety regulations. On the side
of the headstock there is equipment for reading the revolutions of
the spindle. The sensor drive is activated by a toothed belt.

SPINDLE DRIVE ——

The SPH 50 spindle drive is designed by AC regulation electric
motor, two-speed gearbox and a reducer which transfers

torque moment to the spindle by toothed wheels. The gearbox is
mounted on the reducer input. Gears are engaged by electrically
controlled movements. The transfer of torque moment from

the electric motor to the input into the gearbox is activated by
V-belts. For the SPH 50D and the SPH 50DS machines, the drive
is designed by a two-speed gearbox on the face of the motor and
the belt gear to the spindle.
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COUNTER-SPINDLE —

The SPH 50 DS machine is equipped with an auxiliary counter-
spindle for increasing the transfer of the torque moment to the
work piece. The counter-spindle represents a synchronous built-in
motor located on the lower leading areas of the bed. The counter-
spindle moves by means of the ball screw by a digital servo motor
with integrated position measurement. It is fi xed on the guiding
by springs and is released by the pressure of the hydraulic system.
The counter-spindle includes axis “C".

UPPER RIGHT AND LEFT SADDLE ———

Two independently controlled sliders with cross saddles are
moved on the upper guiding of the bed.

The slide movement is implemented by digital servo drives which
rotate pre-stressed ball screwthrough f1 exible junctions. For the
longitudinal slide movement, servo drives are located on the sides
of the bed; for cross movement of saddles, they are located on
slides. The measurement of the axes is integrated into the digital
servo motor. For the SPH 50 D and the SPH 50 DS machines
direct measurement by linear guide is used for cross axes to
ensure the high precision of machining. For the movement of
saddless, on the request of the client, drives from producers such
as SIEMENS, FANUC and others can be used.

UPPER TOOL TURRET, LEFT OR RIGHT ———

These are located in the right and left upper saddle. The heads can
rotate in both directions. For the SPH 50 machine, the blades are
clamped directly into the head for the right and left turning spindles,
from the left and right side of the tool plate. For the SPH 50 D and
the SPH 50 DS machines, 12-position turrets are adapted or radial
clamping holders with a cylindrical centre with the diameter of 50
mm according to DIN 69880. These turrets are equipped with the
drive for the rotary parts of tools with the coupling DIN 5480.

REST ——

The slide is moved by a self-centring rest on the lower guiding

of the bed. The slide for the rest is driven by digital servo motor
with front differential planetary gear which turns through fl exible
coupling with a pre-stressed ball screw. The measurement of axes
is integrated into the digital servo motor. The rest is hydraulically
controlled and moved into the working position.

For the SPH 50DS machine on the lower guide there is a pair

of selfcentric rests. The clamping of the rests is controlled
hydraulically. The hydraulic movement into the working position
and fi xation on the machine bed is mechanically designed.

TAILSTOCK ———

The body of the tailstock moves on the lower guiding areas

of the bed. The tailstock moves using the ball crew and the
asynchronous electric motor. It is fi xed to the guiding by means
of springs and released by the hydraulic system pressure. The
release of the tailstock sleeve with a rotary mounted centre is
also ensured electrically. The control circuit applies two different
pressures and changes pressure forces in an automatic cycle. The
SPH 50DS machine does not have a tailstock.

COVERING ——

The machine is deliberately covered by internal telescopic covers,
as well as external covers. Access to the workspace is through
the pneumatically driven front sliding covers. Monitoring of the
workspace is carried out through windows with safety glass.

CONTROL SYSTEM ———

The modern SINUMERIK 840 D control system is used to control
the system. The control panel for the control system is located on
the console which slides in the longitudinal axis of the machine.




ba30BA4d "KOHUENUMa CTaHKOB"
SPH 50, SPH 50 D, SPH 50 DS

CTaHK1 060pyAoBaHbl ABYMS OTAENbHO YNPABASEMbIMI CYMNOPTAMK, YTO NO3BOASET OAHOBPEMEHHO 06pabaTbiBaTb ABYMS
NHCTPYMEHTaMW. IHCTPYMEHTanbHble FONOBKM Pa3MeLLeHbl HA KPECTOBbIX CyNMOPTax Ha BEPXHEN HanpasnstoLwen noxe. OHu
OpVEHTMPOBaHbI 3ePKafbHO, MHCTPYMEHTA/IbHBIMU NaHeNamm Apyr K Apyry. MIHCTpyMeHTa/bHble FON0BKM 8-M1 NO3ULIMOHHbIE A
SPH 50 v 12-T1 no3uumorHble gng SPH 50D 1 SPH 50 DS. OcHalleHbl 3nekTpuyeckum ynpasneHvem, a ans SPH 50 D n SPH 50 DS
JOMOMHNTENbHO NPesyCMOTPEHa BO3MOMHOCTb NPUBOAA MHCTPYMEHTA. /leBast MHCTPYMEHTA bHAsh FONOBKA 33e3aeT B NPOCTPaHCTBO
NofA WnuHAenbHyo 6abky, NpaBas Noj 3a4H0 6abky. Xoa No ocn Z YaCcTUYHO NEPEKPLIBAETCS, OAHAKO MUHUMANbHOe PaccTosHue
Mexay Topuamm GnaHLeB MHCTPYMeHTanbHbIX ronoBok coctaensgeT 400 mm gng SPH 50 (320 mm gna SPH 50 D v SPH 50 DS).
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NOME N OCHOBAHUE —

OTnmnBKa NoMe NCNoNHeHa U3 Ceporo YyryHa, KopobyaTon
KoHuenuwuu. NoBepxHOCTb HaMPaBASOLLMX HakNoOHeHa Ha 30° oT
BEPTWKaNbHOM NNOCKOCTW. BepxHue HanpasnstoLwmne nnockocTv
CTanbHble, 3aKaneHHble (TBéprocTtb 600-730 Hv) n wnndoBaHHble.
HuMHWe HanpaBnstoLwmMe NNOCKOCTN NPeACTaBNAoT
KOMBMHALMIO CTaNbHbIX W YyTyHHbIX Hanpasasowmx (400 HB).
Jloxe 3akpenneHo Ha YyryHHOM OCHOBaHWW, 3an0fHEeHHOM
bopmytoLwmM cocTaBom. Ha 0CHOBaHWM NpefyCcMOTpeHbI
KpenéHble NIoLWaKV ANS IaBHOMO ABUraTenNs, KOMyX0B 1
HecyLLMX KOHCTPYKLWIA Y310B CTaHKa. Ha BepxHei nnockocTu
NOMe NPOXOAUT 3/1. NPOBOLKA W OTAeNbHble TPYBKM Tak, uTobbl
OHM BbINM XOPOLLO AOCTYMHbI ONepaTopy NPY TEXHNYECKOM
obcnysmBaHUN. KOHAEHCAT M CMa304yHOe Mac/o OTBOAATCS
06paTHO B COOPHUK KOHBENEepa CTPYMKKW Yepes NpocBep/eHHble
OTBEpPCTNS B IOXKeE.

WNUHOENbHASA BABKA U LUNWUHAOEND ——

YyryHHbIV KOPMYC WNMHAENbHOM BabKW NPUKPYYeEH C

NeBOW CTOPOHbI Noxe. Mocafka WNMHAeNs B NOALUMMHUKAX
obecneunBaeT BbICOKYH MECTKOCTb M MPOYHOCTb X04a.

Cnepegnu ncnonb3oBatHbl yeTbipe (s SPH 50 D, SPH 50 DS 1pn)
LLIAPVKOBbIX MOALWMMHMKA C KOCOYToNbHbIM KOHTakToM € T n O
KOMMOHOBKOW, @ C3aAM — ABYXPSAHbBIA PONMKOBbIV MOALWMMHUK
Trna NN-K. InameTp BHYTpeHHero 0TBepCcTMs COCTaBnsgeT

125 mm 1 135 mm (ang SPH 50 DS), cnepean oHo obneryeHo

1o anameTpa 150 MM Ha aamHy 25 mm. Becb y3en wnuHaens
AVHamMunueckn cbanaHcmpoBaH. CTaHk 0b6opyAaoBaHbl TOPMO30M,
NpeAHa3HaYeHHbIM AN HAAEMHOW OCTAHOBKM WMWUHAENS Npu
BO3HWKHOBEHWW Pa3NNYHbIX HECTAHAAPTHBIX CUTYaLWiA (Hanp.
cHoI 3NeKTPONUTaHNA) B TeYEHNE BPEMEHW, NPefyCMOTPEHHOIo
no TexHuke besonacHocTh. CHoKy WnuHAenbHOM Babkn
pa3MeLLeHOo YCTPOMCTBO CYMTbIBAHNS 060POTOB LWNUHAENS.
[pnBOA AATUMKA UCMONHEH 3yBUYaTHIM PEMHEM.

neuBo4 WNUHOENA ———

MpuBog wnuHaens Ha ctaHke SPH 50 ncnonHex
3N1eKTPOoABUraTeNemM NepemMeHHOro ToKa C PeryinpoBaHmem,
ABYXCTYNeHYaTon KOpobKow nepeaay 1 pesykTopom,

KOTOPbI NepeHOCUT KPYTILWMUA MOMEHT Ha LNUHAENb Yepes
LwecTepHWU. Kopobka nepenay 3akpenneHa Ha BXoje peayKkTopa.
MNepefaTouHble CTYNeHW NEPEKIOYATCH MEXaHN3MOM C 311.
npvBOAOM. [lepeHoc KpyTSLLEero MOMeHTa OT 3N1eKTpPoABUraTens
Ha BXOA KOPObKM nepefay UCNONHEeH KNMHOBbIMUY PEMHSMU.
Inga ctanka SPH 50 D v SPH 50 DS npuBoa ncnonHeH
ABYXCTYNeHYaTon Kopobkow nepeaay Ha Topue ABUraTens u
pPEMEHHOW Nepefadyen K aBuraTento.

NPABbIV WNWHOEND ———

CtaHok SPH 50 DS obopyaoBaH BCMOMOraTe/ibHbIM NpaBbiM
WNWMHAENEeM NS yBeNNYEHMS NepeHoca KpyTAaWwero MoMeHTa

Ha 3aroToBKy. [1paBbli LWNMHAENb 06Pa30BaH CUHXPOHHBIM
BCTPOEHHbIM WNUHAENbHBIM ABUraTeNem, pa3MeLleHHbIM Ha
HVMHNX HANPaBNFOLLMX NOBEPXHOCTAX NoXe. MNpaBbli LWNMHAENb
nepemeLLaeTcs C NOMOLLbIO LAPUKOBOMO BUHTA LMQPOBbLIM
CepBoABUraTenem C MHTErpypoBaHHbIM OTMEPUBAHMEM
no3uumm. Ha HanpaBnsitoLLE OH 3aKPEN/IEH C MOMOLLbIO NPYUH
1 0CBOBOMAAeTCs faBNeHeM rMApaBvkL. B cocTas npaeoro
WNWHAENs BXOAUT OCb «C».

BEPXHWW NPABbIA U NEBbLIA CYNMMNOPT ————

Ha BepxHel HanpaBnsioLLen NoXxe nepemeLLalTcs ABOe
Canasok C OTAENbHbIM YNPABAEHNEM C NONepeyHbIMM
cynnopTamu. [IBUMeHne cana3ok peanm3oBaHo LMppoBbIMU
CepBOMNpMBOLAMM, KOTOPble Yepe3 ynpyrne My@Tbl BpaLLaoT
NpenBapuTENbHO HAMPSMEHHbIE LUAPVKOBbIE BUHTDI. s
NPOJObHOrO ABUMKEHNSA CaNA30K CEPBOMNPMBOLbI Pa3MeLLeHbl
Ha BOKOBMHAX NOXe, AN NONEPEYHOro ABMMKEHNS CYNNOpTOB
OHW pa3MmelLLleHbl Ha canaskax. OTMeprBaHWe ocen
VMHTErpnmpoBaHo B LMPPOBOM cepBoaBuraTene. B ctaHkax
SPH 50 D 1 SPH 50 DS ang obecneueHuns BbICOKOW TOYHOCTW
06paboTKM Ha NoMepeyYHbIX OCIX NCMONb30BAHO NPAMOe
OTMEPVBAHME MMHENHBIMIN NNHENKAMW. [1N9 ABUMEHNS
CyNMOPTOB MO eMAHMI0 3aKa34MKa MCNOMb3YTCA NPUBOLbI
Takux npomssogutenen kak SIEMENS, FANUC n T.4.

BEPXHAA NPABAS U NEBAS1 UHCTPYMEHTA/IbHAS
FTONOBKA —

OHW pa3MmelLleHbl Ha MPAaBOM W 1EBOM BEPXHEM CyMMOpTax.
[ONOBKM MOryT BpaLlaTbcs B 063 HanpasneHns. Ha cTaHke
SPH 50 pe3ubl 3akpennaiTcsd MPSMO B FO/I0BKe ANS MPaBbIX

1 NeBblx 060POTOB LWNWHAENS C N1EBOI 1 NPaBON CTOPOHbI
MHCTPYMeHTanbHoM naHenu. Ha ctanke SPH 50 D n SPH 50
DS MHCTpYMEHTaNbHble rONOBKM C ABEHAALATbIO NO3ULNSAMN
a[anTMPOBaHbl K PafNaNbHO 3aKpenasemMbiM Aep)aTensam C
LUNAMHAPUYECKMM Nanbuem gnametpom 50 mm no DIN 69880.
3TN UHCTPYMEHTa bHbIE FON0BKM 060PYAOBaHbI NPUBOAOM
POTAUMOHHBIX MHCTPYyMeHTOB € MydTom DIN 5480.

NHOHET —

Ha HuKHel HanpaBNSoLLEn NoMe ABUMKYTCS Canasku

C CaMOLeHTpuUpytoWwmmcs ntoHeToM. Canasku nloHeTa
NPVBOAWT B AeNCTBUE LMPPOBOI CEPBOMPUBOS C TOPLEBLIM
anddepeHLmanbHbIM NIaHETAPHBIM PeflyKTOPOM,
KOTOPbIN Yepes ynpyryto Myq@Ty BpaLLaeT NpeiBapuTenbHO
HanNpSXEHHDIN LIAPUKOBbIA BUHT. OTMeprBaHme ocu
VWHTErpnpoBaHo B LMPPOBOM cepBOABUraTene. /lloHeT
yNpaBAsgeTca U nepemelLaeTcs B paboyee nonoxeHve
rngpaennuyeckn. Ha ctanke SPH 50 DS Ha HuHei
HanpasnsoLLen pasmeLleHa napa caMoLeHTPUPYIOLLMXCS
NIOHETOB. 3aKpen/aeHve NIOHEeTOB OCYLLEeCTBISeTCS
ruapaenunyeckn. MpogonbHoe nepemelleHve B pabouee
NOSIOMEHWE 1 3aKPENNeHMe Ha NI0Me CTaHKa UCNONHEeHOo
MeXaHNYeCcKu.

3A0HA9 BABKA ——

Kopnyc 3agHel 6abkm nepemMeLLaeTcs N0 HUMKHUM
HanpaBAoLWMM NI0CKOCTAM NoXe. 3aHss babka
nepemeLLaeTCs LAPUKOBbIM BUHTOM Y aCUHXPOHHBIM
3nekTpoasuratenem. Ha HanpasnsoLLMX GUKCUPYETCS
NpyMHaMK, 0CBOBOMAIETCS AABNEHNEM TMOPABINKY.
BblaBMraHvie NMHONW € BpaLLaTelbHblM HAKOHEYHNKOM TaKXe
peLleHo ruapasnuuecku. KOHTyp ynpaBneHvs No3sonseT
NMPVYMEHNUTD AABE BEANYMHDI AABNEHWS N TEM CaMblM U3MEHUTD
NPVIXUMHYI0 CUNY MPY aBTOMAaTUYeCKoMm Lmkne. Ha ctanke SPH
50 DS 3apHei 6abkm HeT.

KOMYXU —

CTaHOK OCHaLLeH HEOBXOAMMbBIMUN BHY TPEHHUMM
TENEeCKOMUUYECKUMUN 1N HAPYKHbIMU KOXKyxamu. locTyn B
pabouyee NpOCTPaHCTBO 0becneunBaoT NepegHe NoABUMKHbIE
NIBEPV C MHEBMOMPUBOAOM. KOHTpO/b paboyero NnpocTpaHCcTBa
OCYLLECTBNSAETCS YEPE3 OKHA C MPEAOXPAHUTENbHBIM CTEK/IOM.

CUCTEMA YNPABNEHNA —

[ins ynpaBneHns CTaHKOM MCNONb3yeTCs COBPEMEHHAs
cuctema ynpasnenus SINUMERIK 840 D. MaHenb ynpaBneHuns
CUCTEMbI Pa3MeLLieHa Ha KOHCOW, KOTOPas NnepemeLLaeTcs no
NPOJO/IbHOM OCK CTaHKa.



Advantages of the SPH 50 machine /
[ IpemmyecTsa ctaHka SPH 50

The wagon and engine axles on SPH 50 CNC roughing machines
are roughed using a 2mm fi nishing accessory. Forged piece
semi products are clamped using a special clamping device from
the company FORKARDT. During the high peripheral run-out

of forged pieces, the depth of the cut is up to 18 mm which is
enabled problem-free by the main 100 W drive. When the taking
the chips there is high heating of the cutting liquid and large
additional tanks are delivered to the machine which ensure
cooling of the cutting liquid.

SPH 50 CNC roughing machines are equipped with eight position
turrets with direct clamping of the tool. The operating time for
machining of standard Czech Railway axles is about twelve
minutes without clamping. The SPH 50 D CNC fi nishing machines
are used for machining axles after roughing and for face
machining on milling machines. The clamping of the axle during
fi nishing is in special clamping devices with a solid centre of own
construction and production. The depth of the cut is about 2mm.

SPH 50 D CNC fi nishing machines are equipped with twelve
position turrets with the option to use rotary tools. Using special
rotary holders, the machining is performed by drilling the fl ange
on Pendolino type axles.

Ha TokapHo-06aMpoyHbIx cTaHkax SPH 50 CNC ocyuwiecTBnseTcs
yepHoBasi 06paboTka OCel BaroHOB 1 TOKOMOTUBOB C NMPUMYCKOM
INs OKOHYaTeNbHOM 06paboTkM OKOMo 2 MM. 3aKpen/ieHne
nony$habprkaToB NOKOBOK OCYLLECTBASETCS B CNeLManbHOM
ycTpoincTee ¢pupmbl FORKARDT. lNpy 60/1bWLIOM pagmansHOM
BUMEHNN NOKOBKW rMyBUHA CTPYMKM MECTaMMN COCTaBASET 0

18 MMm. MnaBHbI NpmBog MolHocTbio 100 kBT BnonHe no3sonseT
BOCTUrHYTb TaKMX Pe3ynbTaToB. Mpu 0TOope CTPYMKM MUAKOCTb
ANS PE3KW CUNbHO HAarpeBaeTCs, a ANs eé OXNaMAeHns co
CTaHKaMW NOCTABNAOTCS 6ONblUME LONONHUTENbHbIE BaKw,
obecneunBatoLLMe OXNAKAEHNE MUAKOCTN AN PE3KN.

TokapHo-o06ampoyHble ctaHkm SPH 50 CNC obopyaoBaHbl
8-M1 NO3NLNOHHBIMK MHCTPYMEHTANbHBIMW FONOBKaMU

C HEMoOCPeaCTBEHHbIM 3aKpenaeHNemM MHCTPYMEHTOB.
OnepauroHHoe BpeMs 06paboTKM CTaHAAPTHbIX OCen Ans
NPeAnpUATUS «HYeLLCcKme ene3Hble LOPOorn» COCTaBNSET OKONO
12 MMHYT 6e3 3akpenneHns. Ha foBoAouHbIX cTaHkax SPH 50
D CNC ocv 0bpabaTbiBatoTCS NOCAE MCNONHEHNS 0BANPOYHBIX
paboT 1 ppe3epHo 06pPaboTKM TOPLOB. 3aKpenneHne ocemn
Npy LOBOAOYHbBIX PAaboTax OCYLLECTBASETCS B CNELMANbHBIX
3aKpennsaLWmX yCTPOMCTBAX C HEMOABUMHBIM HAKOHEYHUKOM
HaLlel KOHCTPYKLMW 1 NPOM3BOACTBA. [NyBUHA CTPYKK
COCTaBASIET OKOMO 2 MM,

YumcTosble cTaHkn SPH 50 D CNC obopynoBaHbl 12-Tn
NO3VUMOHHBIMM MHCTPYMEHTANbHBIMW FONOBKaMK C
BO3MOMHOCTbI MCMO/Mb30BaHWs POTALMOHHbBIX UHCTPYMEHTOB.
MpyY NOMOLLM CReLmnanbHbIX POTALMOHHBIX JepKaTenen
OCYLLeCcTBNSETCS CBepneHve GnaHues ocen Tmna «MeHaonmHos.
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Complete machining

— high performance and productivity

/ KomnnekTHag obpaboTka

— BONbLLAY MOLWHOCTb 1 NMpon3BOONTE/IbHOCTb

MACHINE / CTAHOK: SPH50D
Part // [ietans: Railway axle // Xene3HonopoxHas ocb
; Cycle time // .
i ,ﬁ *}ﬂ - TPOJOMKUTENBHOCTb LMKNA: 12,5 min // i
& Ll

]

Semi-product // Monycabpukar:

Roughed with additional 2mm on surface // Mocne
4epHOBOI 06PABOTKY C NPUNYCKOM 2 MM Ha NoLLaab

Cutting speed // CkopoCTb pesku:

130 - 150 m/min // M/muH

Traverse // Mopaya:

0,3-0,6 mm /ot. // Mm /06

Range of machining //
06bEM 06paboTKM:

Turning, diameters for bearings with addition for
grinding // TokapHas 06paboTKa rotoea, AMameTpsl Ans
NOALMMHIKOB C MPUMYCKOM Ha LUANEOBKY

Method of clamping //
Cnoco6 3aKpenneHns:

Special front clamping, tailstock centre //
CreL,. TOpLEBOE YCTPOCTBO 3aKPENNeHNs,
HaKOHEYHWK 3afHelt 6a6KK

WORK PROCEDURE // TEXHOMOT A OBPABOTKI

SEQUENCE ORDER OF TOOLS DURING MACHINING: //
MOPANOK HCTPYMEHTOB MMPU OBPABOTKE:

tool No.2 — right turret // nHcTpymeHT Ne 2 — npaBas WHCTP. rofoBKa

Tools No.3 + 3 — both turrets // uHCTPYMeHTbI Ne 3 + 3 — 06€ MHCTPYMEHTabHbIE MONOBKN

Tools No.5 + 5 — both turrets // uHcTpymeHTbl Ne 5 + 5 — 06€ MHCTPYMEHTa/TbHbIE TONOBKM

Tools No.9 + 9 — both turrets // uHcTpymeHTbI Ne 9 + 9 — 06€ MHCTPYMEHTabHbIE MONOBKN

Tool No.11 —right turrets // nHcTpymeHT Ne 11 — npasast MHCTp. rofoBka

LEFT TOOL HEAD // NEBAA UHCTPYMEHTAJIbHAA FOJTOBKA

HOLDER — TOOL // JEPXATEJIb — UHCTPYMEHT

WORK DESCRIPTION // OMCAHVE PABOTbI

Position of turrets - 3 //
[103. MHCTPYMEHTabHO FONOBKN - 3

Mod. hl. -UT63D PCLNR 12-9C, CNMG 150412 PM
GC4015/25 //

Mogens ron. -UT63D PCLNR 12-9C, CNMG 150412 PM
GC4015/25

Roughing of transient centre-dust catcher, dust catcher-seat //
YepHosas 06paboTka nepexofa nanew, — NblbHYK, NblIbHAK
- Ceano

Position of turrets - 5 //
[103. MHCTPYMEHTabHO FONOBKN - 5

Mod. hl. -UT63D PDJNR 15-8L, DNMG 150612-22 HC-P10
// Mogenb ron. -UT63D PDJNR 15-8L, DNMG 150612-22
HC-P10

Tooling of profi le (centre-dust catcher-seat) //
TokapHas 06paboTka npochuns (nanew, — NbiNbHUK — CEL0)

Position of turrets - 9 //
M03. MHCTPYMEHTANBHON FONoBKM - 9

Mod. hl. -UT63D PDJNL 15-9E, DNMG 150612 PM
GC4015/25 // Mogenb ron. -UT63D PDJNL 15-9E, DNMG
150612 PM GC4015/25

Turning of body part + transition to the seat //
TokapHas 06paboTka YacTb CTEPXHS + NEPEXOL B CEAN0

RIGHT TURRET // NPABAA UHCTPYMEHTAJTbHAA FOJTOBKA

HOLDER — TOOL // IEPXXATE/b — MHCTPYMEHT

WORK DESCRIPTION // ONUCAHVIE PABOTI

Position of turrets - 12 // Mos. nHcTp. ronoskn — 12

Probe // 3oHp,

Measurement of the length of the axle, writing in the shift
of zero point // \3meperme AnnHbl 0cK, 3anuchb B CABUT
HYNeBOM TOYKN

Position of turrets - 2 //
M03. MHCTPYMEHTANBHON FONOBKY - 2

Mod. hl. - UT63D PDJNL 15-9E, DNMG 150408 PM
GC4015/25 // Mogenb ron. -UT63D PDJNL 15-9E, DNMG
150408 PM GC4015/25

Turning of strip for rest, clamping of the rest h3=1//
TokapHas 06paboTka nosicka s NIOHETa, 3aKpeneHme
noHeta h3=1

Position of turrets - 3 //
M03. MHCTPYMEHTANbHON roNoBKM - 3

Mod. hl. - UT63D PCLNL 12-9E, CNMG 120412 PM
GC4015/25 // Mogenb ron. - UT63D PCLNL 12-9E, CNMG
120412 PM GC4015/25

Roughing of transient centre-dust catcher, dust catcher-seat //
YepHoBas 06paboTka nepexoaa nanew, — NblibHUK, MblbHIAK
- Cefno

Position of turrets - 5 //
[103. MHCTPYMEHTANBHON FONOBKY - 5

Mod. hl. - UT63D PDJNL 15-9E, DNMG 150612 PM
GC4015/25 // Mogenb ron. -UT63D PDJINL 15-9E, DNMG
150612 PM GC4015/25

Tooling of profi le (centre-dust catcher-seat) //
TokapHas 06paboTka nponns (nanew, — NbINbHUK — CEA10)

Position of turrets - 9 //
[03. MHCTPYMEHTANbHOA rONoBKM - 9

Mod. hl. - UT63D PDJNR 15-9G, DNMG 150612 PM
GC4015/25 // Mogenb ron . - UT63D PDINR 15-9G, DNMG
150612 PM GC4015/25

Turning of body part + transition to the seat //
TokapHast 06pa6oTka YacTb CTEPXKHS! + NEPEXOZ B CEAN0

Position of turrets - 11 //
[103. MHCTPYMEHTabHOM roNoBKM - 11

Mod. hl. - UT63D PDJNL 15-9E, DNMG 150612 PM
GC4015/25 // Mogenb ron. -UT63D PDJINL 15-9E, DNMG
150612 PM GC4015/25

Finishing of the body // OKoH4aHue cTepXHS
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MACHINE // CTAHOK: SPH 50 DS
Part // fletans: REAR VEHICLE AXLE //

3aHs9 0Cb rPy30BOr0 aBTOMOOUNS
Cycle time //

TPOLOMKUTENBHOCTD LMKNA:

20,5 minuty // MuHyT

Semi-product // Nonychabpunkar:

Pre-tooled forged piece - weldment // MpeagaputensHo
06paboTaHHas NOKOBKA — CBapHas eTab

Cutting speed // CKopocTb pesku:

80 - 150 m/min // M/MuH

Traverse // Mopava:

0,05 - 2,00 mm/ot. // Mm/06.

Range of machining //
06bEM 06paboTky:

Turning of axle ends, milling of grooves //
TokapHas 06paboTka KOHLOB 0cy, (Ppe3epoBka LWnL0B

Method of clamping //
Cnocob 3aKpenneHns:

Special expanding clampers in the left and the right
spindle // CneuyanbHble pa3aBMKHbIE MEXaHU3MbI

3aKpennexnsd B N1€BOM 1 NPaBoM LUNWHAENE

During tooling, the synchronization of the main spindles is activated / Mpn 06paboTke Ha CTaHKe akTUBMPOBaHa GYHKLMS CUHXPOHMU3ALIMW FNaBHbIX

wnuHaenen

WORK PROCEDURE // TEXHOMOMA OBPABOTKM

HOLDER // IEPXXATESb TOOL // UHCTPYMEHT WORK DESCRIPTION — left upper head // ONMCAHVE PABOTbI — nesas BepxHsisi ronoska

C1 - 50x32 DDJNR 3225 P15 Turning of the strip for the rest // TokapHas 06pa6oTka nosicka Ans NioHeTa

C1 - 50x32 PCLNR 3225 P16 Roughing for g22+0+1 and the face; 8168+1 // Yeprosas o6paboTka Ha 8220+1 v TopeL; 6168+1

C2 - 50x32 PCLNL 3225 P16 Roughing of the second face of the collar; 9170+1 // YepHoBast 06paboTka BToporo Topua BeHua; @170+1
Roughing for 884,9+1; 99,5+1; roughing for 100,4+1; 102+1; g108+1; 6110,4+1; 8120+1; 140+1;

C1 - 50x32 DDJNR 3225 P15 // YepHosas obpaboTka Ha 884,9+1; 899,5+1; yepHoBas obpaboTka Ha 6100,4+1; 8102+1; 6108+1;
0110,4+1; 9120+1; 140+1

C1 - 50x32 PCLNR 3225 P12 Turning 8220 and the face; 3168h9 // TokapH. 06p. 8220 1 Topew; @ 168h9

C2 - 50x32 PCLNL 3225 P12 Turning the second face of the collar; 170+0/-0,5 // TokapH 06pa6oTka BToporo Topua Bexua; 9170+0/-0,5
Turning 84,9 pro M85x2; 882-0,2; 899,5 h11; 8100,4+0,2; 102; 6108; 6110,4+0,2; 9120,4+0,2;

C1 - 50x32 DDJNR 3225 P15 0140+0,1/-0,2;R6 // TokapHas o6pa6oTka 884,9 ansa M85x2; 882-0,2; 899,5 h11; 8100,4+0,2; 9102;
0108; 9110,4+0,2; 8120,4+0,2; 9140+0,1/-0,2;R6

C1 - 50x32 R166.4FG - 3225-16 Thread M85x2, position the workpiece // Pe3bba M85x2, no3unuyoH1poBaTh AeTanb

Rotary holder 40.5040 5482 //
Potau. pepxarens 40.5040 5482

Miller ¢ 10,25 // ®pesa g 10,25

Mill the groove W = 10+0,4, on the left // ®pe3eposatb wnuy, w = 10+0,4, Bneso

HOLDER // IEP)XATESb TOOL // UHCTPYMEHT WORK DESCRIPTION — right upper head // ONMCAHNE PABOTbI — npaBasi BepXHsist ronoBKa
The probe // 3oHa Measures the position for milling grooves // u3amepuTb NONoXeHne Ans (pe3epoBaHis LANLOB
C2 - 50x32 DDJNL 3225 P15 Turning of strip for rest clamp with rest // TokapHas 06pa6oTka nosicka Anst NtoHeTa 3aKpenuTb NloHETaMm
C2 - 50x32 PCLNL 3225 P16 Roughing for 8220+1 and the face; 8168+1 // YepHosas 06paboTka Ha @220+1 v Topel; 6168+1
C1-50x32 PCLNR 3225 P16 Roughing of the second face of the collar; @170+1 // YepHosas 06paboTka BToporo Topua BeHua; @170+1
Roughing for 884,9+1;8 99,5+1; roughing for g100,4+1;6102+1; 108+1; ¢110,4+1; 6120+1; 9140+1;
G2 - 50x32 DDJNL 3225 P15 // YepHosas obpaboTka Ha 884,9+1;0 99,5+1;4epHoBas o6paboTka ¢100,4+1;0102+1; ¢108+1;
0110,4+1; 0120+1;0140+1;
C2 - 50x32 PCLNL 3225 P12 Turning @ 220 and face; @ 168h9 // TokapH. 06paboTka @ 220 1 TopeL; ¢ 168h9
Turning of the second face of the collar; @ 170+0/-0,5 //
C1-50:32 PCLNR 3225 P12 TokapHast 06paboTka BToporo Topua BeHua; @ 170+0/-0,5
Turning ¢84,9 for M85x2; 982-0,2; ¢ 99,5 h11; ¢100,4+0,2; 8102; ¢108; 110,4+0,2; 8120,4+0,2;
C2 - 50x32 DDJNL 3225 P15 ©140+0,1/-0,2;R6 // TokapHas 06p. 884,9 ana M85x2; 882-0,2; @ 99,5 h11; ¢100,4+0,2; 9102; ¢108;
0110,4+0,2; 9120,4+0,2; 140+0,1/-0,2;R6
C4 - 50x32 R166.4FG - 3225-16 Thread M85x2 // Pe3sba M85x2

Rotary holder 40.5040 5482 //
Potau,. gepxarens 40.5040 5482

Miller ¢ 10,25 // ®pe3a ¢ 10,25

Milling of groove W = 10+0,4, on the right // ®peseposaTb wnny, w = 10+0,4, BNpaso




Technical data /
TexHn4yecke 0aHHble

TECHNICAL DATA // TEXHU4ECKIE LAHHBIE SPH 50 SPH 50D SPH 50DS
Control system // Cuctema Yny SIEMENS 840D | SIEMENS840D | SIEMENS 840D
Swing dia. over bed // MakcumanbHblii paboyuii guameTp mm // Mm 760 (*910) 760 760
) Max. dia. right/left saddle turning // Makc. anameTp ToKapHom
Working range // 0BpAGOTKM NaB./Nea, CyANOpTOM mm // Mm 550/550 550/410 550/410
Paboyuii amanasoH
Max. turning length // Makc. AnnHa TokapHoi 06paboTku mm // Mm 3000 3000 2700
Max. workpiece weight // Maxc. Bec petanu kg // kr 1200/2500 1200/2500 1200/2500
‘ i Nose of spindle (ISO 702-1) //
Operating spindle // MepeaHuii korew, wnuHaenda (IS0 702-1) ATS AT ATl
Pa6ounit wnuaaens
Spindle bore // 0TBepCTUE WNUHAENS mm // Mm 0125 8120 0135
Drive motor output // MowHocTb auratens S1 kW // kBT 100 60 28
Main drive // TnaBHbIiA NpUBOA Spindle speed range // [lnanasoH 060p0TOB LINUHAENS min™ // Mun! 20-2100 20-2800 20-2800
Nr. of speed range // KonnuecTBo ckopocTei 2 2 2
Nose of spindle (ISO 702-1) // . A8
MepenHuii koHew, wnuHaens (IS0 702-1)
Spindle bore // OTBEpCTME B LWUNUHAENE mm // Mm - 065
Auxiliary counter spindle - S
(electrospindle) Output of the spindle (51/56-40 A))o// KW // kBT . 29/98
// BcnomoraTenbHbilii npasbiit MouiHocTb auratens (51/56-40%)
WwAKHASNb (31, WNHABAD) Torque (S1/56-40%) // KpyTawmit MomeHT (S1/S6 -40%) Nm // Hw . 300/ 384
Spindle speed range // [inana3oH 060p0TOB WNNHAENS min™ // muH - 20 - 4000
Max. torque C-axes // Makc. KpyTawmit MomeHT ocn C Nm // Hm - 300
X-axes — max. travel // Ocb X — Makc. xog mm // Mm 224 (984-530) 280 (90 - 530) 280 (90 - 530)
NC I — upper saddle right // Z-axes — max. travel // Ocb Z — MaKc. xog, mm // Mm 2385 2620 2600
NC | — BepxHuit cynnopT npasbii .y
Rapid traverse X/Z // CkopocTHas nogava X/Z mM“m'V’l‘m 12000/15000 | 12000/15000 | 12000/ 15000
U-axes — max. travel // Ocb U — makc. xog, mm // Mm 222 (88-530) 200 (230 - 400) | 200 (230 - 400)
NC Il — upper saddle left // W-axes — max. travel / Ocb W — makc. xoa mm // Mm 1810 2030 2030
NC Il — BepxHuit cynnopT neBblid JR—
Rapid traverse U/W // CkopocTHas nogaya U/W MM‘ ik 12000/15000 | 12000/15000 | 12000/15000
Accuracy of repeated driving CSN Axes X,U//Ocb X, U mm // MM 0,006/0,005 0,006 /0,005 0,006 /0,005
IS0 230-2//
ToyHocTb NoBTOpHOro HaesAa CH | axes 7 W // Ock Z, W mm // um 0,013/0,013 0,013/0,013 0,013/0,013
IS0 230-2
Axes Q —max. travel / Ocb Q — Makc. Xo4 mm // MM 1715 1860 300
Lower slide with steady //
HUKHUE Canasku ¢ NOHeToM Cross lateral traverse of the rest // mm /7 um 280 280
TMonepeyHoe BbIABVKEHNE NIOHETA
Tailstock sleeve dia. / lJuameTp nuHonm mm // MM 190 190 -
Tailstock sleeve travel // Xoa nuHonn mm // MM 180 180 -
Tailstock // 3agHss 6abka
Sleeve tapper MORSE // Konyc nonoctn MOP3E 6 6 =
Travel of tailstock body // Xon kopnyca 3aaHei 6a6ku mm // Mm 1713 1860 =
o i L x W x H (incl. chip conveyor) // mm /o 8100 x 3435x2 | 8124 x3435x | 8124 x 3435 x
Machine dimensions // Pasmepbl [ x LUl x B (BKNtouas KoHBeIiep CTPYXKIA) 286 2230 2230
CTaHka
Machine weight // Macca cTaHka kg // kr 26 000 26 000 26 000

The machine conforms to // CTaHOK KOH(DOPMHBI C ( E

In view of continuous machine development and innovation, specifi cations in this advertising material are subject to change without notice. //
B cBA3M C HEMpepbIBHbIM MPOLECCOM YCOBEPLLUEHCTBOBAHMS M UHHOBALM CTaHKOB [aHHbIE B 3TOM PEKNaMHOM MaTepuane He ABASOTCS 06513aTeNbHbIMN.
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Accessories // TlpuHagnesHoCTw

STANDARD ACCESSORIES / CTAHOAPTHbIE MPUHAONEMSHOCTW SPH 50 SPH 50D SPH 50DS
Control system // CucTema ynpasnenms v v v
Remote diagnostics // YaanexHas avarHoctika v v v
Portable panel with manual wheel // lNepeHocHast naHesb ¢ Py4HbIM KONECUKOM v v v
Axis C on the counter spindle // Ocb C Ha KOHTpLUNUHAENE x x v
Modifi cation for connection of equiprrjent for monitoring the Prometec cutting process // v v v
MoaroToBKa ANs NOAKMIOYEHNS YCTPOCTBA MOHMTOPMHIA NpoLecca 06paboTku prometec

Modifi cation of the connection of Ma[pos equipment (active checking of the part) // v v v
MoAroToBKa AN NOAKMOYEHNs YCTPOCTBA Marpos (aKTUBHbII KOHTPOAb feTank)

Locking of the switchboard door // 3amblkarvie Bepeii pacpeLkados v v v
Euro or bona paint // LgeT eBpo unu 6oHa v v v
Lighting // OcBeLueHve v v v
Set of tools for service // KoMnnekT MHCTpYMeHTa Ans 06CyKuBaHUS v v v
Conversation English / German // uanor aHruACKniA / HeMeLKWIA / YeLCcKuii v v v
User manual for the machine and main components, recording and testing of precision // v v v
VIHCTPYKUMs MO 3KCMNyaTaLym CTaHKa v OCHOBHBIX KOMMOHEHTOB, MPOTOKON MCTbITaHNIA HA TOYHOCTb

SPECIAL ACCESSORIES / CMELWANBHbBIE NPUHALNEMSHOCTU

Positioning of the spindle at 3° // Mo3uuMoHMpPOBaHKe WNMHAENS C Warom 3° x v %
Cooling unit (+ 50C + + 450C) // bnok oxnaxaeHus (+ 50C + + 450C) v v v
Adaptation for manipulator // AnanTaums ans masunynsTopa v v v
Lighting signalling of machine operation // CBeToBas curHann3auyst paéoTbl CTaHka v v v
Clamping KFD-HS 400/UVN 215 + draw rod // 3akpennetue KFD-HS 400/UVN 215 + Tara x v x
Clamping cylinder UVN 215 // Uununap 3akpennenust UVN 215 x v x
Draw rod drive // MprBog, KONOTUNBHON TATK v x x
Clamping Forkardt 3 LZD 500 // 3akpennenue Forkardt 3 LZD 500 v x x
Chip conveyor // KoHBeliep CTpY»XKu v v v
Cooling Z1 3000/S // Oxnaxperue Z1 3000/S v v x
Cooling Z2 3000/S // OxnaxaeHue Z2 3000/S v v x
Treatment of BS cutting liquid // MoarotoBka Xuakoctv ans pesku BS v v x
Tank for cutting liquid 900 | // Pe3epByap XMAKOCTW 151 PE3KM v v %
Rest SMW SLU4 including inlets, holder, distribution, control //

TlioHeT SMW SLU4 BKn. npuBog, Aepxatenb, pacnpefenexue, ynpasnexue v v *
Rest SMW SLU3.1 — left — fi rm + slide // NMioHeT SMW SLU3.1— neBbiit — CTaLMOHAPHbII +Canaski x x v
Rest SMW SLU3.1 — right — fi rm + slide // MioHeT SMW SLU3.1— npaBbiii — CTaUMOHAPHIIA +canasku x x v
Adaptation for hydraulic pressing by counter-spindle // AnanTaunst 4nst rnapaBaMYECKoro NpUKaTs npasbiM WNWHAENEM x x v
Clamping cylinder non-passable— left spindle // 3aXUMHOIA UMAMHAP FAYX0iA, NEBbIA WNUHAENb x x v
Clamping cylinder, two-stroke, non-passable, counter-spindle // [1Byxxo0BOA LMAVHAD 3aKPENNeHs, FyXoid, NPaBblii LWNMHAENb x x v
Cooling Z1 3000/S and magnetic fi Iltration // Oxnaxaerne Z1 3000/S ¢ mMarH. (unsrpaumen x x v
Cooling Z2 3000/S and magnetic fi ltration // Oxnaxaerne Z2 3000/S ¢ mMarH. dunsrpaumen x x v
Exhaustion of vapours // Acn1pauust napos v v v
Air distribution // BosmywHas cuctema v v v
Saddles for parts // Moanopkn fetanein v v x
Movement of cover 3000 // Otopsuranme koxyxa 3000 v v v
Active work-piece inspection // AKTUBHBI KOHTPOMb AeTanu v v v
Base material / Marepuan dyHaamenTa v v v
Lifting equipment // MogbéMHoe 060pyaoBaHie v v v




ROLLER /500 CNC

The special ROLLER 2800 CNC is the skeleton of the machine
and is derived from the standard MASTURN 70/3000 CNC lathe
machine. The function is based on cold moulding technology:
the rolling of cylindrical, conical and transition radius areas of
shaft parts, i.e. vehicle axles. This function, along with others,
pre-determines the area of the use of the machine for the
specialized production of parts for use in surface fi xation
technology in a perpendicular direction of the rolling tool to the
surface of the material by means of a mechanism for tilting axis
B by the CNC system.

Form rolling equipment is located on the longitudinal saddle.
The saddle moves by means of a CNC controlled axis Z on the
bed of the machine in a longitudinal direction. The movement
in axis X is performed hydraulically by two opposite located
tailstock sleeves for the rolling heads, into which the rolling
tools are clamped. Fluent changes to pressure on the rolling
tools can be changed in the program during the working cycle.
The system enables the indirect independent measurement of
the rolling force and the recording and archiving of data from
the rolling process.

The arrestment of turning the rolling heads in the respective
position is ensured by a drive using self-locking worm gears.

CneuwmanbHbli cTaHok ROLLER 2800 CNC KOHCTPYKTMBHO
OCHOBaH Ha CTaHAApPTHOM TokapHom cTaHke MASTURN 70/3000
CNC. CTaHoK npefHa3HayeH A1 XonoaHoM GOPMOBKN -
HaKaTbIBaHWS UMINHAPUYECKMX, KOHUYECKMX Y MEePEeXOAHbIX
PaAMYCHbIX MOBEPXHOCTEM COCTaBHbIX YacTel BanoB Hanp.

OCel TPaHCMNOPTHbIX CPefCTB. TO Ha3HauYeHre NOMUMO
npoyero npegonpeaenseT 061acTb NPUMEHEHNS CTaHKa Ang
Cneumann3vpoBaHHOro NPOM3BOACTBA AeTanein C NPUMEHEHNEM
TEXHONOrMM yKPenneHns NoBepxXHOCTW MNYTEM NPUNOMKEHNS
HaKaTbIBaKOLLEro MHCTPYMEHTa NeprneHanKyNspHO MOBEPXHOCTH
mMaTepwuana npy NOMoLLM MeXaH13mMa HaknoHa ocu B,
ynpaensgemMmomn cuctemomn Y.

YCTPONCTBO HaKaTbIBaHNS Pa3MeLLeHO Ha NPOAO/IbHOM CynmnopTe.
CynnopT nepemeLlyaeTcs C NoMoLLbio ynpasnsemon UMY ocn Z

0 NOMe CTaHKa B NPOAO/IbHOM HanpasneHuu. [1IBu4eHne no ocu
X peanv3oBaHo rMApaBnNYeckn ABYyMs PAacrnoNOMeHHbIMWN ApYT
NPOTWB ApYyra MMHONSMM HAKaTbIBAOLLMX FONOBOK, B KOTOPbIX
33KPEnNSTCS HAaKaTbIBakOLLME UHCTPYMeHTbI. [laBneHune
HaKaTbIBaKOLLUMX MHCTPYMEHTOB MOMHO BeCcTyneHYaTo U3MeHsTb
B NporpaMmme Bo Bpems pabouero umkna. Cuctema nossonseT
KOCBEHHO W HEe33aBMCUMO M3MEePSATb CUTY HaKaTbIBaHUS,
pervcTpMpoBaTb 1 apXMBMPOBaTb AaHHbIE NpoLecca
HaKaTbIBaHWS.

DurKcaumMs HaKNOHA HAKATHIBAKOLLMX FOMOBOK B AAHHOM
nonoeHnn obecneyvBaeTcs npnBOLOM C CaMO6I10KVIDyIOLLlVIMVIC9|
yepBAYHbIMU pegyKTOopaMu.
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Machine highlights /
JCHOBHbIE Y4epThl

— Cold moulding technology — compaction of material — TexHonorus XxonoaHoM GOPMOBKM — YKPENNeHNe MaTeprana
— The skeleton of a special machine is derived from the standard ~ — CreunanbHbIi CTAHOK, KOTOPbIN KOHCTPYKTMBHO OCHOBAH Ha
MT 70/3000 CNC lathe machine. CTaHAApTHOM ToKapHoMm cTtaHke MASTURN 70/3000 CNC.
— The function is based on cold moulding technology - rolling — HasHaueHne cTaHka COCTOMT B TEXHONOMMW HaKaTblBaHUS
of cylindrical, conical and transition radius areas of the shaft LUMANHAPUYECKMX, KOHUYECKMX 1 MEPEXOAHDIX PAANYCHbIX
parts, i.e. vehicle axles. NMOBEPXHOCTEN COCTaBHbIX YacTeln BanoB, Hanp. ocen

— The use of the machine for specialized production of parts TPAHCNOPTHBIX CDEACTE.

using surface rolling technology. — [pMeHeHue CTaHKa Ans Cneuvanv3npoBaHHOro

— The form rolling equipment is located on the longitudinal e e S A
saddle HaKaTblBaHUS MOBEPXHOCTU.

— The saddle moves by means of CNC controlled axis Z on the — YCTPOMCTBO HaKaTblBaHNS Pa3MeLLeHO Ha MPOAC/bHOM

bed of the machine in a longitudinal direction. L]

— The motion in axis X is performed by tailstock sleeves of rolling ~ — CYNMOPT nepemelyaeTcs ¢ nomoLbio ynpasnsemoi Iy ocu Z
heads into which the rolling tools are clamped. edlehulS ULl aleistol S el I R S (A 4

— The tailstock sleeve movement and the rolling force are
performed hydraulically.

— The machine is equipped with hydraulic aggregate in the
standard variant.

— Fluent changes in the pressure and the force on the rolling
tools during the work cycle in a defi ned pressure scope.

— Indirect independent measurement of the rolling force;
recording and archiving.

— Tailstock with hydraulically tailstock sleeve is equipped with
special mechanical arrestment equipment for the safe transfer
of axial forces.

— JIBuXeHwre no ocu X peanusyeTcs NUHOASMIN HAKaTbIBAOLLMX
rONOBOK, B KOTOPbIX 3aKPENAAoTCA HAaKaTbiBatoLWume
VNHCTPYMEHTbI.

— JIBMKeHMe NMHONM 1 CMNa HaKaTbIBaHUS reHeprpyTCs
TMAPABINYECKN.
— CTaHmapTHO CTaHOK 060pyA0BaH MMAPOarperaTom.

— [1naBHOE M3MeHEeHWe AaBNEHUS U CUAbl HA HAKATbIBAKOLLMX
WHCTPpYMeHTax BO BpemM4 paﬁoqero LMKNa B yCTaHOB/IEHHOM
[ManasoHe AaBneHun.

— KocBeHHOoe He3aBUCKMMOE M3MEPEHME CU/bl HAKaTbIBaHWS,
pervcTpaunsa N apxmeMpoBaHue.
— 3apgHss 6abka C rmapaBAMyeckin yrnpaBngaemMon NMHObIO

nns besonacHoro nepeHoCa oceBbIX CUN OﬁODyﬂ,OBaHa
crneunanbHbiM MexaHUYeCcknM yCTPOMCTBOM CDVIKCBLU/WI

— The headstock is placed on the bed on the reinforced centre.

— Independent oil management, including the tank and the tube
under the work area of the machine.

— The whole rolling saddle system is integrated into the covered
area of the machine.

— Sliding guiding areas for additional rolling saddle are
connected to the central lubrication system of the machine.

— LUnnHaenbHas 6abka CTaHKa yCTaHOBIEHA HA NOXe Ha
YCUNEHHOM LIEHTPUPYIOLLEM NanbLie.

— OTpenbHas MacnaHas cMcTema, BKIYas 6ak v BaHHy nopa
pabounm NPOCTPAHCTBOM CTaHKa.

— Cucrema CynnopTa HakaTblBaHW4 B Lle/IoM MHTerpupoBaHa B

— The machine can be operated in manual and automatic cycles. 33KPBITOM KOXyXaMi NPOCTPaHCTBE CTaHKa. y —
-

— Hanpasnsiowme NoBepXHOCTY CKOMbXEHVA HAaKaTbIBaKOLLEro =
CynnopTa NOAK/OYEHDI K LIEHTPabHOM CMCTEME CMa3Ku - ‘

— CTaHOK MOMHO 3KCMNyaTMPOBaTb B pyY n - *
ﬂﬂh pa—
-
—
r B

ABTOMAaTUYeCKOM LunKne. !

CTaHKa. e

g

-
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Advantages of a rolled surface
/ T1permMyLecTBa HaKATaHHO

NOBEPXHOCTY

The advantage of a rolled surface is based on achieving a smooth
surface by cold moulding the surface layer. With the quality of
the tooling it replaces grinding technology, although without

the precision of the dimension of the machined area when
grinding. Rolling is recommended as a fi nishing operations for
the strengthening of surfaces of non-tolerated dimensions or

as technology for strengthening the surface layer before the fi
nishing grinding of areas for tolerated dimensions.

Rolling is mainly used for savings of material by up to 8%, a higher
resistance to the origination of fatigue fracture, i.e. higher fatigue
of the strength in cyclic stressing of parts, increased hardness and
a very smooth surface, it ensures higher resistance to abrasion
and the origination of corrosion; a further advantage for the
environment is the option of replacing molybdenum spraying by
rolling of the surface.

[pevMyLLecTBa HakaTaHHOM MOBEPXHOCTW COCTOSAT B
LOCTUMEHWN FAaAKoM MOBEPXHOCTY AeTann X0NogHoM GOpMOBKOW
NMOBEPXHOCTHOrO CNos. [10 KaYecTBY 3aMeHsieT TEXHONOMo
LWNMhOBKK, OAHAKO MO TOYHOCTM Pa3mMepoB 0bpaboTaHHOM
NMOBEPXHOCTW He JOCTUraeT KayecTsa WandoBky. HakaTbiBaHWe
peKOMeHAYeTCs Kak YACTOBas onepauns Ans yKpenneHus
NoBepXHOCTen C pa3Mepamu Be3 fonyCcKoB NN ANs YKPenneHus
NOBEPXHOCTHOrO C0S Nepes OKOHYaTeNbHOW LWANGOBKOM
NMOBEPXHOCTM MO YCTaHOBNEHHbIM pa3mepam.

HakaTblBaHVe B NepByto ouepesb NCNOMb3yeTCs ANS SKOHOMUN
MaTepuana B 06béme o 8%, aanee Ans nosbILLEHNS
YCTONYMBOCTYM K YCTANoCTV MaTepuna Npu LMKANYECKOM Harpy3ke
JeTanu, NoBblleHHas TBEPAOCTb Y OYEHb INafKas MOBEPXHOCTb
obecneynBaloT yCTONYMBOCTb K MCTUPAHWIO Y BO3HMKHOBEHWIO
Koppo3uu. CneayoLmnm 3HaUMTeIbHbIM NPEeVMYLLECTBOM

LN OKPYKatoLLen cpebl 9BNSETCH BO3MOMHOCTb 3aMeHbl
MONMHAEHOBOrO HaMbINEHNS HA HAaKaTbIBaHWE NOBEPXHOCTU.




Advantages of ROLLER /
[IpemmyecTsa cTaHka ROLLER

The functions and technological capabilities of the machine are DyHKUMOHANbHOCTb ¥ TEXHONOTMYEeCKMe BO3MOMHOCTY CTaHKa
derived from domestic requirements as well as global standards NCXOAAT KaK M3 OTEeUeCTBEHHDIX, Tak W 3apybeHbiX HOPM 1

and technological instructions for the force rolling of railway TEXHOMNOrMUYECKUX NHCTPYKLUNIA [N9 CUNOBOMO HAaKaTbIBAHWS
vehicle axles. The use of the machine and its technological ocel penbCoBbIX TPAHCNOPTHbIX cpeacTB. CTAHOK W ero
capabilities can also be applied to similar applications of this TEXHOMOrMYeckne BO3MOMHOCTN MOTYT BbITb MPUMEHEeHb! 1 ANg
technology based on target oriented local strengthening of the QHaNOrMYHbIX BAPMAHTOB MCMONb30BaHNS JAHHOW TEXHONOTUK,
surface layer of the axle parts. 3aK/loYaloLLencs B LieneHanpaBneHHOM 10KaNbHOM YKpenaeHum

NOBEPXHOCTHOro C/104 Banos.

o
i

T—
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Working space //
Paboyad 30Ha CTaHka

1| The working space of the machine where in
the first row there are distances and dimensions
concerning the clamping of the shaft, the so
called spindle clamper, the distance of the
clamper face from the face area of the spindle
275mm, starting the tailstock of the machine

(related to the distances of the inserted tailstock max. 3412

s!eeve from the foAce of the spilndle, i.e. 3412mm, - max. 2876 - 2006

size of the expansion of the tailstock 160mm N 38 =1
and the distance of the movablecentre tool (in 35‘ —"

this case R6hm MK6 VEL.116 - Id.Nr.093439
centre) from the face of the tailstock sleeve
192mm. The total distance between pins is then
2876-2906mm depending on the form and
the size of the centric axle pit. In addition, in the

work space there is an indication of the starting 35 - 65
support with rolling rolls with the distance only & 275

to the face of the spindle and the face of the
inserted tailstock sleeve; there is also angular
deviation of the rolling tailstock sleeves (+35 J .

—
-

degrees), the position of the centre where the
tilting is performed, i.e. 290mm and the value of
the distance of the faces of the inserted tailstock
sleeves for the rolling heads 522mm and the —
expansion of each tailstock sleeves 112mm. :L
Most dimensions are stated to the face of the

spindle, the face of the tailstock sleeve and the

faces of the tailstock sleeves of the rolling heads,

because the independent clamping device into

the spindle, the centre into the tailstock and

the rolling tools are selected and constructed o

a
522
290
,r":"".\
L ! III

i

especially according to the requirements of the
client and their values may differ.

R o
max. 3205 S | # min207
1| Pabouee NpoCTPaHCTBO CTaHKa, rae B Nepsyto min, 275 max. 3137
ouepefib YKa3aHbl PacCTOSHWUS 1 pa3mMepbl
NPV 3aKpenneHnr Bana, T.H. yCTPONCTBO
3aKpenneHns LWNUHAeNs, yaaneHve Topua
YCTPOWCTBA 3aKpenneHns oT nepesHei
NOBEPXHOCTU LWUNUHAENS 275 MM, ABMMKEHWE
33AHen 6abkm cTaHKa (OTHOCUTENbHO
PacCTOSHWS 3aiBUHYTON NMHONM 3afHei
6abku OT TOpLUA WNVHAENS CTaHKa, T.e. 3412
MM, BEIMYMHA BbIABMIaHNS NMHOAM 160 MM 1
yAaneHvie oCTpVs BPaLLaTebHOro HakOHeYHMKa
(B HaLweMm cnydyae HakoHeYyHWK R6hm MK6
VEL116 - na. N° 093439) oT Topua nuHonu
3apHen 6abkn 192 mm. ObLLee yaaneHne mexay
HaKOHEeYHVKaMK B pe3ynbTaTe COCTaBNseT
2876-2906 MM B 3aBMCMMOCTY OT HOpPMbI U
pa3mepa LeHTpYpytoLLero yrnybneHus ocu.
Janee B paboyem npocTpaHcTBe 0b03HaueHo
Hauyano ABMMEHWS CynnopTa C PoAvKaMm
HaKaTbIBaHWS W YKa3aHWEM PacCTOSHWIA K TOpLY
LNMHAENS 1 TOpLY 33ABVUHYTON NMHONM 3afHei ) o
6abkK, fanee ykasaHo yrnoBoe OTKNOHEHWNe [iv | N
NUHONen HakaTbiBaHWs (+/35 rpapycos), [
no3nums LeHTPa, BOKPYT KOTOPOro NPOUCXOANT
HaKMOoH, @ UMeHHO 290 MM 1 3HaueHWe yaaneHns 4 u
TOPLIOB 33[iBUHYTbIX MMHOMNEN HAKaTbIBAOLLMX : i \
roN0BOK 522 MM U BblABUIraHNe Kaxaon 13 ——— - - — ——
nuHonei 112 Mm. BonblUMHCTBO pa3mepoB 1
YCTaHOB/IEHO OTHOCUTE/IbHO TOPLA WNUHAENS, il ! I i
TOpLUa NMHONW 3aaHel 6abkn 1 TOpLOB NMHONEN i )
HAKaTLIBAIOLLIVX FO/I0BOK, @ CAMO YCTPO/ACTEO & AR 1 1 T
3aKpenneHns B WNUHAENe, HAKOHEYHWK ANs —— T : e
3aAHen 6abKu 1 HaKaTbIBAKOLLME MHCTPYMEHTbI -

: g
L —
g

BbIBUPAIOTCS M KOHCTPYMPYIOTCS CNeumnanbHo no | ICE: T
TpeboBaHUAM 3aKa3umKa U UX NApaMeTpbl MOryT o | -~ 1l & .
e L s = el

OTINYaTHCS. { L= L rgdl L=

2 | Maximum clearance of the part without
tilting the rolling heads.

2 | MakcrmanbHblin avameTp obpabaTbiBaeMoit
JAeTany 6e3 Hak/NoHa HaKaTbIBAOLLMX FOOBOK.



Technical data /
TexHn4yecke 0aHHble

TECHNICAL DATA // TEXHWYECKWE OAHHBIE ROLLER 2800 CNC
Geometric and operating accuracy // lfeomeTpuyeckas u pa6oyas TOYHOCTb IS0 1708
Swing dia. Wlthf)ut using of Elltlng B-axes // mm // 300
Makc. paboynit-npoTouHbIil AuameTp 6e3 1CMoNb30BaHNS HAKI0Ha ocu B
Swing dia. W|th‘usmg of tilting B-axes to + 30° / . mm /v 280
Makc. pa6o4uii AMameTp ¢ UCNOb30BaHNEM HaK/0Ha ocu A0 =30
Swing dia. W|thvusmg of tilting B-axes to = 35° / ) i mm // um 250
Makc. pabounit LuameTp C UCnoNb3oBaHEM HakNoHa ocn B +35
Working range // Tailstock sleeve travel of multi-roller headstock // Makc. xof NHOAM HaKaTHOM mm // um 112
Pa6ouuil AnanasoH rOnoBKM
Range of multi-roller power // [Jnana3oH Harpy3ku HakaTbiBaHus kN // kH 1-50
Max. power of multi-roller with using of tilting B-axes (B = + 35°) //
P kN // kH 20
Makc.ycunme HakaTbiBaHus C MCMOSb30BAHNEM HaKOHa ock ,B
Max. power of multi-roller without using of tilting B-axes (B = 0°) //
. kN // kH 50
Makc.ycunume HakaTbiBaHus 63 MCnob3oBaHnsg HaknoHa ock ,B
Distance between centres / PaccTosiHue LEHTPOB mm // Mm 2876
Max. workpiece weight // Makc. Bec 3aroToBku kg // kr 1000
Nose of spindle (DIN 55027, 55029) / . B11/CH
Operating spindle // MepenHuit Korew wnnnaens (DIN 55027, 55029)
Pa6oumin WwnuHaens Spindle bore // CBepnexve WwnuHaens mm // MM 106
Spindle taper — metric // KoHyc B uinuHaene - MeTpuyeckui mm // MM 112
Control system // SIEMENS SINUMERIK - 840D
CucTema ynpasnexus
Drive motor output (S1) // Mpon3BoanTenbHas MOLHOCTb ABUraTens (S1) kW // kBT 1
Main drive // TasHbift npUE0: Max. spindie torque (S1) // Nm // Ha 2975
Makc. KpyTSLLMiA MOMEHT Ha WwnuHaene (S1)
Spindle speed range // jnanasoH 060p0OTOB WNUHAENS min™ // Mun" 0-400
Ratio of worm-gear unit // Nepenaya 4epBs4HbIX KOPOOOK Nepesay 1:40
Ratio of spur gearing of tilting mechanism // 112
Axis B// Ocb B lMepenaya TopLEBbIX 3yObeB MexaH3ma HakoHa '
Tilting range // lnana3oH HaknoHa ° +35
Rapid traverse // YckopeHHas nogaya min™ // Mun" 10
Ball screw — dia. / increase // LLIBIM — gnameTp / war mm // MM 50/10
Travel // Xop, mm // MM 2876
Axis 7 // Ock Z Rapid traverse // YckopeHHas nogaya m/min // M/MnH 10
Max. feed force // Makc. ycunue nogaym kN // kH 20
Repeatability of positioning // ) mm /M 0,015
TOYHOCTb NOBTOPEHMS UCXOLHON TOUKI (YCTAHOBKM NONOXEHMS)
Tailstock sleeve dia. / JnameTp nuHonm mm // MM 115
Tailstock // 3agHss 6abka Tailstock sleeve travel // Xoa nuHonn mm // Mm 160
Sleeve taper // KoHyc nonocTu B nMHOM MORSE 6
Hydraulic oil volume // O6beM ruapaBanyeckoro Macna 1//n 10
Hydraulic aggregate // Operating pressure of pump // Pa6ouee Aasnexve Hacoca bar // 6ap 110
lmapasnuyeckui arperar Nominal capacity of pump // HomuHanbHbIi pacxof Hacoca |/min // a/muH 1
Nominal motor output // HomuHansHoe paboyee gaBneHne Hacoca kW // kBT 3
Nominal pressure of pump // HoMnHanbHoe AaBneHne Hacoca bar // 6ap 3
Lubrication of multi-roller tools Nominal capacity of pump // HoMuHansHas npon3BoAUTENLHOCTL Hacoca |/min // n/muk 0,9
// CMa3Ka HakaTbIBatoLLMX -
MHCTDYMEHTOB Tank capacity / 06bem Gaka I//n 32
Pump motor rating // HomnHanbHas npon3BoAMTENbHOCTb ABMUraTENs HAacoca kW // kBT 0,05
Machine dimensions // Fa6apuTbl Length x width x height // O6Le rabapuTbl (AIMHA X WMPUHA X BbICOTA) mm // Mm 4000 x 1815 x 1863
CTaHka Machine weight / Macca kg // kr 6200
Max. total machine input // Makc. o6was notpeénsiemas MOLWHOCTb CTaHKa KVA // kBA 30

The machine conforms to // CTaHOK KOH(DOPMHBI C CE

In view of continuous machine development and innovation, specifi cations in this advertising material are subject to change without notice. //
B cBA3M C HenpepbIBHbIM MPOLECCOM YCOBEPLLUEHCTBOBAHMS M UHHOBALM CTAHKOB []aHHbIE B 3TOM PEKNaMHOM MaTepuane He SBASOTCS 06s13aTeNbHbIMIA.
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Accessories // TlpuHagnesHoCTw

STANDARD ACCESSORIES // CTAHOAPTHBIE NPUHAAZIEMKHOCTU ROLLER 2800 CNC
Working space lighting // OcBelieHne paboyero npocTpaHcTea v
Réhm 116 Mk6 (604H) movable centre // BpatyaTenbHblit HakoHe4HKK Rohm 116 Mk6 (604H) v
Calibrating load gauge // Kann6poBoyHblil iHAMOMETP v
Adaptor into spindle Metric 112/Mo 6 // Mepexoaxuk ans wnusaens Metric 112/Mo 6 v
Carrier // NoBogok v
Lubrication of pulleys // Cmaska ponnkos v
Tube for lubrication oil for rolling oil // BaHHa cMa304HOro Macna Ans HakarblBaHus v
Tool kit // 'HcTpymeHT ans yxona v
Accompanying documentation // ConpoBoA1TENbHAsA LOKYMEHTaLMS v
The machine is equipped in standard with SIEMENS 840 D system // CTaHaapTHO cTaHoK 060pyaoBaH cuctemoit SIEMENS 840 D v
SPECIAL ACCESSORIES // CNELUMANBbHBIE NPUHAANEMKHOCTH

Lifting equipment 3000 // MoabéMHoe ycTpoiicTeo 3000 v
Switch board cooling — air-condition // OxnaxaeHue pacnpefenuTeNbHOro Wwkada — KOHANLMOHEP v
Adapter // Apantep 4
Rolling holder (2 pc set) // Llepxatens Ans HakaTku (komn. 2 WT.) v
Pulleys on request (2 pc set) // Ponuku no xenaxuio 3akasunka (komns. 2 wr.) v
Remote diagnostics // YnaneHHas gnarHoctuka v
Special movable centre / CneuyanbHblil BpaLLATENbHbIA HAKOHEYHNK v




Remote
diagnostics

=> complementary service that saves money

= Fastest technical and technological service for the customer
» Immediate “on-Line” contact with the customer’s machine
« Inexpensive and reliable technical solution

« Experienced team of diagnosticians and application engineers -
technologists

Remote diagnostics are the analysis of the machine’s condition
via communication software by a diagnostician. Using the
communication software, the screen and the dialogue menu

of the control system are remotely accessible via Internet. The
actual communication software does not include any diagnostic
tools. The service technician only remotely uses the internal
diagnostic capabilities of the control system. The screen and

the dialogue menu of the CNC are accessible from the service
technician’s computer at any distance. The technician not only
monitors the current condition of the machine via his screen,

but using the keyboard of his computer controls the CNC menu,
transfers basically all data in both directions, and using the CHAT
function communicates with the operator. During machine failure
analysis, the technician utilises all diagnostic functions integrated
in the CNC.

The goal of Remote diagnostics is to shorten the downtime of the
machine by precisely targeting the subsequent servicing activity.
This brings especially a reduction of customer’s losses arising
from the machine downtime.
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JIMCTAHUMOHHOY
OMArHOCTUKA

=> AONONHUTeNbHada ycnyra, 3KoHoMslada cpeacTBa

« CaMmbli1 BbICTPbI CNOCO6 TEXHNYECKOM N TEXHONOMMYECKOM
MOMOLLM 33Ka3UMKaM

» HenocpefncTBeHHbIN KOHTAKT CO CTaHKOM 3aKa3ulKa B pexnme
“on-Line"
« Hepoporoe v HaféXHoe TEXHNUYECKOE peLIeHne

. KBal’II/IdJI/ILlVIDOBaHHbIVI KONNEKTUB NHMXEHEPOB-TEXHO/OIOB AN4A
ANArHOCTUKN N I'IpaKTI/ILIECKOVI aKCnayaTaunn

JNCTaHUMOHHAs AMArHOCTMKA - 3TO aHaNM3 COCTOAHMS CTaHKa
TEXHWUKOM MO [VNArHOCTUKE NOCPeACTBOM KOMMYHUWKALMOHHOMO
nporpammHoro obecneyeHus. Npu NOMOLLN KOMMYHWKALMOHHOMO
MO nocpeacTeom ceTu VIHTepHeT obecneurBaeTcs
AMCTAHUMOHHBIA AOCTYN K 3KPaHy Y INanoroBOMY MEHIO CUCTEeMb
ynpasneHus. Camo no cebe KOMMyHMKaUMoHHOe 10 He BKAUaeT
WNHCTPYMEHTbI ANarHoCTUKN. CepBUCHbIA TEXHWK ANCTAHLMOHHO
MNCMONb3yeT BCTPOEHHbIE BO3MOMHOCTY ANArHOCTMKN CUCTEMDI
ynpaBneHns. Ha KoMnbloTepe CepB1CHOr0 TEXHKKA Ha NtoboMm
paccTosiHMM 0TOBpaMaeTcs 3KpaH 1 AManoroBoe MeHto YMY.
TexHvIK He TONMbKO NpoBepsieT akTyaNlbHOe COCTOSHME CTaHKa

C NMOMOLLLbIO 3TOrO 3KPaHa, HO C MOMOLLbIO KNaBMaTypbl CBOETO
KOMMbOTepa ynpasngeT MeHto YIMY, B ABYXCTOPOHHEM pexunme
nepenaeT NpakTUYecku ntobble AaHHbIE @ C NPUMEHEHVEM
dyHKUumn CHAT noagepunBaeT gnanor c onepatopoMm. Mpun
aHanu3e HemcnpaBHOCTM CTaHKa TEXHMK UCMONb3yeT BCe
BCTPOeHHble B UMY anarHocTnyeckne QyHKLUN.

Llenbto ANCTaHUMOHHOM AVArHOCTUKW SBASIETCS COKPaLLeHne
NPOCTOEB CTaHKa MNyTéM TOYHOro onpeaeneHns HeobxoANMbIX
CepBUCHbIX Orepauni. 310 YMeHbLaeT NoTepu 3aKa3unKka,
BO3HMKaKLWKMe N3-3a NPOCTOEB CTaHKa.

Customer's
’ LAN Network
. VPN TUNEL

PPTP Type




MAS MACHINE MONITOR

=> Tool for increasing the productivity of your operation!

=> UHCTPYMEHT AN9 NOoBbIlLIEeHNUT NPOU3BOAUTENIbHOCTHU Bawero HPOMBBO.EI,CTBa!

MAS MACHINE MONITOR is a software product that allows the
customer to monitor the time utilisation of machine during the
shift online or allows to view the operating status history and to
subsequently take measures in production and logistics. All this
is possible in the visualisation program that is installed in the
customer’s PC.

MAS MACHINE MONITOR an arguable leap increase of your
operation’s productivity = YOUR PATH TO COMPETITIVENESS
ENHANCEMENT THANKS TO THE MAS!

Basic functions of the MAS MACHINE MONITOR:

= Monitoring of utilisation of any number of machines, possibility
of machine classifying into groups (workplaces)

= Online display of machine status or browsing through
utilisation history

= Number of made pieces, display of power circuit start interval -
electricity saving measures

= Summary statistics for individual machines

= Important information for company management and
production control

An option of the MAS MACHINE MONITOR is the MAS GSM
MONITOR - monitoring of selected machine conditions via
mobile phone operator network at selected phone numbers in the
form of an SMS message. The employee can thus immediately
react to an event even if he is not present near the machine at the
moment.

Be independently and factually informed about the course of

your jobs directly from the machine even during your physical
absence from the company!

GSM MONITORING - function of the GSM MODULE:

Via the touch panel, it is possible to define up to 5 phone numbers
that can be used for monitoring and controlling of the machine.
SMS messages about machine condition changes are then sent

to the entered phone numbers. The current condition of the
machine can

also be queried by sending an SMS reading “STATUS". The SMS
can optionally be sent also upon meeting a certain condition (e.g.
making a certain number of pieces etc.)
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MAS MACHINE MONITOR - 370 N0, koTopoe no3songeTt
33Ka3uunky B pexunme “on-Line" KOHTPOAMPOBATb NCNONb30BaHNE
CTaHKa BO BpeMs pabouert CMeHbl AV MPOCMOTPETb UCTOPUIO
paboyero cocTosHWS 1 B byayLlemM NpeanpuHaTb Heobxoanmble
Mepbl Ha NPOV3BOACTBE 1 B NOrUcTUKe. Bcé 370 BO3IMOMKHO

B NPOrpaMme BM13yanunsaumm, KOTopas yctaHosneHa B MK
3aKasuvika.

MAS MACHINE MONITOR o3Ha4yaeT NpoBepeHHbI Ha NPaKTUKe
CKaYKOBbIi POCT NPOU3BOAUTENbHOCTM Ballero NpovM3BoACTBa

= BALU NMYTb K NOBbIWEHNHO KOHKYPEHTOCNOCOBHOCTHU
BNIATOOAPSA MAS!

OcHoBHble dpyHkuuu MAS MACHINE MONITOR:

» MOHWTOPWHI MCNOMb30BaHNSA NobOro KoNMyecTsa CTaHKOB,
BO3MOMHOCTb BK/MHOYEHWA CTAHKOB B rpynnbl (paﬁoume MecTa)

« OTObpaeHne cocTosHWS CTaHKoB “on-Line" nan npocmoTp
nctopum paboTbl

« Konunuyectso npon3sBefeHHbIX eAnHNL, OTO6Da>KEHVIE
MHTEPBAa/a BK/IKYEHNA CUTOBbIX Lenew - MOMoraeT 3KOHOMUTb
2N1EKTPO3HEPruno

« 0606LeHHas CTaTUCTUKA MO OTAEeNbHbIM CTaHKaM

= BaxHasa nibopmaunsg ang meHegxsmeHTa GrpMbl 1 ynpasieHms
NpoV3BOACTBOM

JHAononuutenbHas pyHkuus MAS MACHINE MONITOR - MAS
GSM MONITOR - no3BongeT ocyLwecTBASTb MOHUTOPUHT
BbIBPaHHbIX COCTOSHMIA CTaHKA NOCPEeACTBOM CETM MOBUIBbHOMO
onepaTopa Ha

3aflaHHble TenehoHHble HoMepa B hopMe KOPOTKOro CO0B6LLeHNs
(SMS). TeM cambiM paboTHMK MOMET pearmpoBaTb Ha CobbiTne
[laXe KOrja OH He HAaXO[UTCS PSAOM CO CTAaHKOM.

Bbl 6yneTe He3aBUCMMbI M NONYYUTE peanbHy MHGOPMaLUIo
06 MCNONHEHUM BaLLIMX 3aKA30B AAKe B C/lyYae pU3N4ecKoro
OTCYTCTBUSA Ha pupme!

GSM MONITORING - ¢pyHkuus GSM MODUL:

C NOMOLLbIO KOHTAKTHOW NaHeNn MOMHO YCTaHOBUTb A0 5
TEI'IE'CDOHHbIX HOMEPOB, KOTOPble MOTryT NCNONb30BaTbCyd ANg
MOHUTOPWHIA N yNpaBneHNa CTaHKOM.

Ha 3apaHHble TenedoHHble HOMEpa OTMNPABASOTCS COOBLEHNS
SMS 06 N3MEHeHNN COCTOSHUS CTaHKa.

3anpoc 06 akTyanbHOM COCTOSAHWM CTaHKa MOMHO OTMPaBUTb B
Buae SMS coobuieHms «STAV».

CncTemMa No3BonseT TakMe 0TnpaBky SMS npu BbinOAHEHWUN
onpeaeneHHoro yCnoBus (Hamnp. NpoV3BOACTBO OMNpejeneHHoro
KONNYEeCTBa eAVHUL U T.M.).

MNocpeacTBom SMS c HEKOTOPOro U3 NpeaBapUTenbHO
YCTaHOB/EHHbIX TeneOoHHbIX HOMEPOB MOXHO YNpPaBAsaTb o 2
CUrHaNoB Nonb3oBaTens. Taknm NyTEM MOMHO AUCTaHLMOHHO
YNPaBNgTb CTaHKOM (HanprMep, OCTAHOBKA CTaHKa Mo OKOHYaHWK
aKTyanbHOWM AeTanu, N3MeHeHne NPOM3BOACTBA Ha APYron Tun
netanuun T.n.).






