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MIKROMAT thread grinders have been desi MIKROMAT 2 AU EEt% 2 E P9 st AR L

gned for precision machining of workpieces, SEETH  -ZEHENTITH - SiEEHTR
featuring most different symmetrically as well KT EmASTHEINERE RN ERE T LM
intricate profiles. Internal and external shapes WEMT -

can be grind. MIKROMATF 85 B9 &1 {8 %l 28 BE 18 (X h 5 i

The CNC-Controller developed by MIKROMAT R INEE 3L e - R GE E

provides for precise interpolation of all the 2 ) B A 1 & . St 3 38
axes as well as reliable and comfortable pro- j’%%@’fgﬁ\ T%«L’E%ﬁ@&}%ﬂuﬁ%j@@ﬁ
HiGEEXNEE -

ramming. The easy operating oriented and ‘ i -
operator <ed progra £V L AREERABTNREREVHER

operator-interface based programs can be dra- — ! -
wn up directly or via interface to the machine. RO 8 1 2 DA BB BE B < R &) i 4 FE FE 1 1) &

Any movement required for grinding as well 2
dressing of the grinding wheels is a copgell|=ls!
one and equipped with digital drive gec=iylsllE:8
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Machining Technologies / il T £ i
+ Right-and left-hand profiles / A e & HEfY &

»  Single- and multi-start profiles / B 5F 0§82 5F O Y 85 2
Relief grinding / & J] & &
Progressive-lead grinding / &17 3 B2 E 4|
Progressive-diameter grinding / &7 X E K EHI|
Concave and convex contours /[U7 £ /4 72 % B8 BE &
* External cylindrical as well as plunge-grinding
operations / Bl 52 7 [l 8 A& K
«  Groove profiles / & 2R BE Bl « Thread shafts (metric, inch, trapezoidal, cylindrical and
others more) / 7F18 (A%, &El, %, BEEFEEAEMEZE)
Pump profiles, pump rotors / BB, BAE T
Screws spindle / 4248 BE
Special profiles, optionally with or without lead / # &2 =
FHERNISIREE
Worm shafts (ZA, ZK, ZI, ZN, ZC) / 312 EEH| (F &)
Ball screws / B 42 EEH|
Thread rollers / $25E8 F
Spline shafts / & &
Racks / & HE, B
Profile shafts / 47k iR 844
Rotor shafts, screw pumps / 8 ¥ 8, 2448 H
Fine-finishing rollers, bead rollers, cam-profile rollers /

BREZET, ®HK, MwET
Globoidal worms / 3IlE &8

sbbing cuttersg i s 7




ERETRENIE http://www.atmax-tech.com

Technical specifications / £l 4& 3G Gl 5G 10G 15G
Work table Z-Achse /| THBEKFEEBBH#HZ
Workpiece diameter max. / @ ATHME  mm 320 300 320 320 320
Grinding lenght, single profile / #E&E mm 300 e 500 1000 1500
Distance between center max. / x4 mm 450 - 750 1250 1750
Workpiece weight/ THE&
between center / #E M kg 160 160 160
center+ lunettes / BTE L EE B2 kg 50 160 200 300
Grinding saddle X-Achse / W BESA Al i & B & X
Infeed stroke max. / & KE#HTRE mm 310 265 265 265
Min. infeed value / 8/ & mm 0,001 0,001 0,001 0,001 0,001
Tilting axis A / $REA R A WA
Helix angle max. / & ki A -90/+60 -15/15 -40/+40 -40/+40 -40/+40
(Option) / & Grad (-200/+20) (-90/+60) (-90/+60) (-90/+60)
Tilting axis B (option) / WHkEFEEHB (R &)
Tilting angle max. / & xf&£ Grad -15/+15 -15/+15 -15/+15 -15/+15
Headstock C-axis /| THEEEN#C
Number of starts radial, / @ 7F 0 #
automatically indexable / &% 5 E# Grad beliebig beliebig beliebig beliebig beliebig
Headstock spindle / T{-Em#3:6 MK4 metr.80 metr.80 metr.80
Grinding wheel drive / B #5E &)
Cutting speed max., rpm-regulated / & A1 H|EE, ZHERPM
infinitely adjustable / g ¥ m/s 50 50 50 50 50
Cone / ##8# 1:7.5 M14 1:6 1:6 1:6
Grinding Wheel dimensions / ## R <

@200 + 2x @300 + 2x @300 + 2x @300 + 2x
Diameter min. / &/hERE mm Profilhéhe Profilhéhe Profilhéhe Profilnéhe
Diameter max. / K EE mm 400 500 500 500
Grinding wheel width / W& EE mm 8-30 8-66 8-66 8-66
Grinding wheel mounting bore hole / 2. mm 127 203,2 203,2 203,2
Dresser / WWER{E %38
with 2 diamond form rollers (U/W) / 8 12 12 12
(Option) / & (20) (20) (20)
with 2 diamond form rollers (X/Z) / # &= Modul 10 (10) (10) (10)
Bore diameter for diamond form and
profile rollers / 5% 57L& mm @40 40" @40 @40
(Option) / @ @521 @521 @521
Accuracy of the machine and dresser axes
according to VDI / DGQ 3441 / # & #R S0 R EMEERIEVDIDGQ344 151§
Positional uncertainty P / {2 F#EEP mm  0,0024 0,0024 0,0024 0,0024 0,0024
Max. positional scatter Brax / #Azfzs%@E mm  0,0016 0,0016 0,0016 0,0016 0,0016
Max. reversal error Umax / BKEERE mm  0,0010 0,0010 0,0010 0,0010 0,0010
Weight without cooling systeme / zamwaswzm t 7,5 7,5 9 10 12

LxBxH
m 3,8x28x17

Dimension/ R (RES)
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Y MIKROMAT

Fields of application of the G-series: Machine building and tool man facture, medical
technology as well as precision and optical enginee ring industries including similar
sectors. Standard profiles are storedas program modules. Moreover, driving screws
and adjusting screws of different design, threading tools and limit plug gauges as well
as a large variety of other workpieces can be effectively produced. But special work-
piece such as thread rollers, regulating wheels as well as transport drums for centre-
less grinding, screws for screw pumps or pinions for gear pumps can be generated
and machined, too. Appropriate solutions are also on offer for workpieces charac-
terised by cylindrical sections and faces, also for single andlarge-batch runs.

MIKROMATHIGRSIR BEEWREAEEFEE - fINRERSE  JEXE BREEIZRB
ENBIRXEFFHMBALURENSURES  RENEVCEEIEELENEED - HiME
EANERTAESBREMNTANER DURGERERNTELAERNBEZARMN T HI9T
DERGRIMBHENEERF - EEENEGEMBAMNTIE - LEMROHERZE LS
BNFERERNRAE - BH - @38, BARBNRAHNEREBN/ N EROIEER
& #HETHRYE  GEREESER RENVERABNTFHIMUEGRIINRE LRIRE -

Depending on the concrete machining job, the grinding wheels are profiled by single
-grain diamonds, form or profile rolls. As for series production, we offer robots to load
and unload the machines from suitable magazines as well as measuring equipment
quality control.
RBEENONIFE . PHEFILASEMEBABY  AREVRBRHEY - £— 2
MIfED  BMEHBERFELRENREREWEH LT IH  tREHESSINEEMN
mEBE -
The MIKROMAT G-series includes compact machines for the manufacture of very
small as well as medium-sized workpieces and in addtition, machines up to 3.000 mm
grinding length.
MIROMATHIGR IR BO LA EFE/N BN THEPINTH - S—HEILIERIIKN
HEREN -
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Application samples / AJ I LZEA  srsszwm nip//wwwatmax-tech.com

External threads/
worms

Caltld
I ]

Internal threads

A AR AL

Tools

JJB

External cylindrical
grinding as well as
plunge-grinding
MBI AR FE B B2 ) A
= EH

Gears/
axial parallel Profile

e 8m / F T E T
T/ R
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Rotational form and thread grinding machine
e B E AR T4 80 12 B2 2 AU HIl 5% 1
MIKROI\/IAT3G 5G 1OG 15G - 2 GOG

—ig 4 B°H [
Bag) 1T i"-—

MIKROMAT

The rotational form and thread grinding machines are characterised by their high
production quality, performance, universality and comfort. Due to the technical parameters,
the machines can be used efficiently for the intensive and finishing grinding of various work
piece geometries, with high effectiveness and the highest level of precision.

REEFN THNETEBNERMUSEERE - S - MINBE &@BDIE’J@E'&?’%E
FE - IWRIRETUARNIZEIREAARLMUER ITHNSHNEEESBERKRNE
HimL -

MIKROMAT - specific software with a user interface guarantees a +U
high level of workshop acceptance, and enables the user to combine their special '\
grinding skills with MIKROMAT's know-how. The generation of the pitch andprofle W
is achieved by electronic coupling of the appropriate axes.

The rotational form and thread grinding machine’s 6 NC axes allow

+C' /
highly complex shape elements to be designed (.~ " 'ﬁ‘
MIKROMATHZEEBRSBRIENTEHNRE  IRAREFHEMEEERE (

3K - ITLAHEB’J@%EHa%E<Jr“QJﬁ“‘%ﬁéﬂMIKROMATE’J&m&%E?fEﬁ*‘ﬁ‘ > # W
PPEEERAZEEFEESHMNE B A NBIEMA - AARREEFN LTHREMEIZA
EHIREERITHMECECHRSE - T UEERPRAEEMN R TR RERAEFNER
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Optimal dressing of grinding tools is provided for all grinding jobs: NC dresser, dressing unit
with diamond wheel, steel pressure roller and conventional dressers. Preliminary machining
of contours of any kind by means of other machining processes is no longer necessary. The
machine allows automatic complete grinding of work pieces. A modern, thermally-controllered,
high-capacity coolant system creates the preconditiong required for highly productive
intensive grinding with constant accuracy. f

BB TBFAENTE T EERHF

 MIEEDE  RENAERNEDET - 4 % [ 11 3% 8 61
BHEDE - 2815 T —LLEE T L oY SRy | EEHERBD
wEtHnCcrEEE7 &< T 3',-?54=’i sEEy T
fEaTLISE 2 M EIBISEAY -+ ) o & ¥ B2
BRAL - BEFNR ‘RS A

BRNSNRG 4 AN~ d NP SRR
o BB i _ N e 1475 S8 R O 2 AR -

Automatic adjusting

in pre-machined work pieces for o >
efficient grinding of highly-precise 5
small and medium series. e

T /NS, h B RS TR+
G B A LB T M T A T 4ER
B8 3E% -
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1E BO B NER 18 7% 1o 45 48]

The high level of
BAERSS RERY

universality of the modular series

with additional equipment allows ﬁ.ﬁ_FWE’\JD[lI”:
* internal grinding * T A ERAY BE HI
* relief grinding *

* axially-parallel grinding
* pitch and diameter progressive &£
grinding 4

* B 617 8 S
* @B EEFES .




The integrated automation systems ERESHNBEE F TR ﬁ}ﬁ

for loading and unloading work pieces TL,@]‘EF';F“ HEEMAEAE
allow the efficient machining of highly- WIEMEBRENMI -

precise medium and large series.
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Grinding of precision threads requires experience and me-
chanical knowledge. Programming skills are not necessary,
since drawing specification are entered directly.
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Max. grindable workpiece diameter external

IR0 T HERASME iim
Max. grindable workpiece diameter internal
A THRAAE mm
Max. grindable thread length, single profile
external mm
SEHMNIERNEARE (BEH)
Max. grindable thread length, single profile
internal mm
OEHIMNABARARE (BEH)
Max. workpiece length with internal thread mm
BAABHTHERE
Max. distance between centers / & ATEM B mm
Max. weight of workpiece between centers k
BEARBNBATHER g
Grinding wheel adjustment range / % o] ;5 & & mm
Grinding wheel diameter min. / max.
T YN-E PSR AL
Grinding wheel width min./max. / B R/NEEXEE mm
Space requirement / 1 it & L-B-H
Net weight / & KF & kg
Feed/rapid traverse Z axis mm/
THEEKFEELBE Z Mita/REBEET min
Feed / rapid traverse X axis mm/
WS BRATERIR X B/ REBEIEE min
Positional uncertainty i ~HEEM (P) X,Z/U, W mm
Positional scatter U 5E (Ps)X,Z/U, W mm
Reversibility #R@z2%= (U) X,Z/U, W mm
Positional deviation EfiIf& Z (Pa) X,Z/U, W mm
Spindle speed rate / =¥ i® min?
Grinding wheel drive, max. grinding speed
WRES - BAEYIRE m/s
kW
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MIKROMAT
3G 5GI 5G (P) 10G (P) 15G (P) | 20G (P) | 60G (P)
250 400 320
- 320 280 -
300 - 500 1000 1500 2000 6000
- 300 - 50 150 250 -
- 350 = 150 450 700 =
400 - 750 1250 1750 2225 6250
50 80 160 160 240 300 1000
265
200+2x )
Profilhéhe/ 350 13/ 32 300+2x Profilhéhe/ 500
8/ 8/ 60
29-30-16 7.0-4,0-3,0 8,0-4,0-3,0 9,0-4,0-3,0
5000 9000 12000 15000 20000
5000/ 15000
1000/ 4000
0,0024 0,003 0,005
0,0016 0,002 0,003
0,001 0,0016
0,001 0,002
0,2 ... 300 0,2 ... 100
60 50
12 15 20(52)
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Experience in Precision / £ ¥ i5E & 5%

ACCURACY of the MACHINE

GEOMETRY / IR &I 15 E

+ Straightness /| E&E

*Accuracy of the rotation /
Tedd s =

* Accuracy of the inclination/
BRNEE

*Perpendicularity / EEE

PROCESS of MACHINING /

MITE

*Technology of manufacturing /
BS R lo

* Fixing of the workpiece /
THRE

*Tools/ JJEE# &

ACCURACY of the DRIVE
CONTROL / EEB) 251 A5 E

« Control system / 5l Z 4%
*Drive system / Be8) 2 %

» Measuring system / £ | & #t

« Positioning accuracy / E I &

=

ACCURACY of the DYNAMICS /

EEIBE

*Bending / Torsion under load /
AN &S 185 T A% €5 iR B2 41 iR

*Vibration in the working process
[ N8 P AR ED

ACCURACY ofthe THERMAL /
*Environmental influences /
BERFE
* Internal heat source /
1 PR A B0 A9 3R
* Influences of the coolant /
=2 AER

Deviation in the whole workspace / #5& T #4352 =

Y

Precision / {5 &
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