PROCESS MONITORING

SENSORS KEEP TRACK OF EVERYTHING

TOUCH SENSOR

The detection of the initial contact between the grinding wheel and
diamond dresser is very important during CBN and diamond grind-
ing wheel dressing operations. This detection prevents overfeed-
ing of the diamond dresser into the grinding wheel and also avoids
dressing passes in which the dresser is not actually in contact with
the grinding wheel. Since all moving components of the drive unit
cause structure-borne noise signals and thus a baseline signal noise,
the AE sensor is positioned directly in the spindle nose. The AE sig-
nals are also amplified in the rotor to allow a separation of contact
noises between the grinding wheel and dresser from the background
noise level signal at the best possible resolution. Through an elec-
tronic analysis of the structure-borne noise signals the contact point
between the grinding wheel and dresser can be identified and sent
to the machine control system. What's more, the system can also be
used to check the envelopes and automatically analyzes the dress-
ing result. The signal feedback to the machine control system takes
place in a matter of milliseconds and can therefore be used for colli-
sion control as well.

MODULAR SYSTEM SENSORS

Today's demand for high-performance dressing sys-
tems is higher than ever before. High-precision sen-
sors can be used to monitor and control the process.
Whether for temperature, speed or touch sensing, our
modular system lets you react to any requirement.

TEMPERATURE MONITORING

°C

Control

Temperature sensors monitor the motor
and bearing temperatures and report any
spindle overload to the control system.
Easy and effective.

SPEED MONITORING

RPM

Control

Speed sensors monitor the condition of
the spindle and transmit signals such as
.Speed reached” or ,Standstill” to the ma-
chine control system.

SPEED CONTROL

Vc

Control

Accurate control of the diamond dresser
speed is necessary for high-precision
dressing applications such as truing Dia-
mond and CBN grinding wheels. Sine-co-
sine encoders with a matching measuring
gearwheel are integrated into the dressing
spindles for this purpose so that deviations
can be compensated for as quickly as pos-
sible. Alternatively, the use of inductive mo-
tor speed sensors allows the adjustment of
the spindle speed (which is affected by pro-
cess parameters) with a speed accuracy of
10 rpm. Simple standstill monitoring is also
possible with this system.



