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Roughness of surface cmparison form
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HIGH SPEED HYDROSTATIC
CENTERLESS GRINDING MACHINE
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TOP KING TECHNOLOGY CQ., LTD.
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41280 RBAPHARE T XM495%
No.49, Gongye 9th Rd., Dail Dist., Taichung City 412 Taiwan.
T.886-4-24932121 F.886-4-24963131

www.topking-tech.com
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Advantage for Hydrostatic Bearing and
Slider - slideway.

No abrasion between metal to metal.To increase machines use life.

Extremely low friction.Keep stable oil temperature during work to
keep accuracy.

High stiffness oil film covering spindle surrounding, suitable for

L]
-Series el -
; M high speed rotation.

H IG H s PE ED HYD ROSTATI C .. Precise apply and constant rotating to keep the rotating accuracy.
CENTERLESS GRINDING MACHINE
SRPRGREOERHRI)EZ Y SRR ETIES - AR - AR&HIEELL

R T REN(GET] #h)E RAB EARAF RIS - &/\EFGE nax7E0.0005mm » i EERG A
mEZFHRTHEE - REMABEURMIRIFHRERX -

The H series is shown TOPKING design idea for centerless grinder. It equipped with precision
hydrostatic bearing for both wheel spindles and the R.W. lower slider (infeed axis) is hydrostatic
guideway construction.

The minimal feeding setting value is 0.0005mm.This high precision and high speed performance
is satisfy the strict accuracy requirement like roundness, roughness, and size tolerance.
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Machine Base

The machine structure is manufactured from high quality
Meehanite cast iron, heat treated and stress relieved
before machining.Slider is high frequency hardened and
precision ground. Maximum material stability for defor-
mation-free and outstanding wear resistance.

ww.topking-tech.com
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Oil Coolant System

Oil coolant system equipped with oil cooler for keeping
the hydrostatic oil in constant temperature, to avoid the
unstable oil temperature influence grinding accuracy.
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Accumulator for Emergency Operation

Each machine has equipped with bladder accumulator
as standard. This accumulator is for emergency opera-
tion when machine power unexpected blackouts. Its
special design forces the stored hydrostatic oil reflux
into hydrostatic system for the spindle.To avoid the
spindles damage caused by emergency blackouts and
the hydrostatic pressure loss before spindles stop.
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Stable Grinding Wheel Dressing Unit

The lower slideways of the grinding wheel dressing unit is
of a concave dovetail structure. This combines with
extra-large sideway for greatly upgrading the stability of
the grinding wheel unit.

www.topking-tech.com
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Wheel Dressing Device for G.W. & R.W.

® Dresser structure is manufactured from alloy cast iron and is
heat treated for wear resistance.

® Hydraulically operated dressing motion.
@ Variable dressing speed.

@ Dresser stand for reqgulating wheel can be adjusted to suit
workpiece requirement, assuring high cylindrical accuracy.

TOPKING
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Hydrostatic Guideway Construction

R.W.lower slider (infeed axis) is hydrostatic guideway
construction design.This provides various features such as
extremely smooth and fast movement, high precision
feeing accuracy and stable grinding accuracy.

The feeding axis is control by servo motor cooperate with
Harmonic drive.The advantage is reduce backlash, increase
torque for high precision grinding work.

Manual micro.feed adjustment unit is 0.001mm and
cooperate with numerical control to satisfy high accuracy
request for all work task.
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CNC Series

Latest CNC technology.

Clever program edit for various kinds component
grinding application.

Install several shortcuts for practical function and
emergency stop button on operation panel. Improve
working safety and efficiency.

Flexible software for cooperating with various auto.

loading and unloading system (OPT-Individual design).

Mitsubishi / Fanuc / Siemens system are available.

NC 3 %l
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NC Series

The control system with teach-in Graphical User
Interface (GUI) without program editing, provide
the most convenient operate environment.

HMI with touch screen, user interface embed
shortcut keys for micro-feeding adjustment. It's
easy to adjust the grinding size.

Axial Combination — NC Series

One axis: X axis: Regulating wheel lower slide auot.
in-feed control.

Two axes: Z axis: Grinding wheel auto. dressing

(Vertical ) andX axis: Regulating wheel
lower slide auto. in-feed
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Axial Combination — CNC Series

Z axis: Grinding wheel auto. dressing (Vertical )

Y axis: Grinding wheel auto. dressing (horizontal)
A axis: Regulating wheel auto. dressing (vertical)

B axis: Regulating wheel auto. dressing (horizontal)
C axis: Regulating wheel upper slide auto. in-feed
X axis: Regulating wheel lower slide auto. in-feed

#if& SPEC. H-4515 H-4520
TEPERE N o
FFEEEEE] Standard grinding range (Dia.) 2 lailiL @1~275 mm
Grinding Capacity | FIEz=XEAEE
Max Infeed Length LT 205 mm
[ SIS
Wik Grinding wheel size @455 x 150 x @228.6 @455 x 205 x @228.6
Grinding Wheel (O.D. x width x I.D.)
rindin ee :
° WhRLEE 2700 m/min 2700 m/min
Grinding Wheel Linear Velocity
HEkeL AN

Regulating wheel size
(O.D. x width x I.D.)

@255 x 150 x @127

@255 x 205 x @127

R HEE 2 10 ~ 300 R.P.M. 10 ~ 300 R.P.M.
Regurllatig I Regulating wheel speed (#ERVariable) (4#E%Variable)
AR RER AE +5° ~ _3° +5° ~ _3°
Regulating wheel tilt angle
ARG AT s -
Regulating wheel swivel angle
LiBEnitE T F6n =82 4 mmirev. =82 4 mm/rev.
Upper slide feed graduation £5%%10.05mm/graduation £5%%10.05mm/graduation
E N EEES 82 0.08 mm//rev. 52 0.08 mm//rev.
Fanvhen] Upper slide micro-feed graduation 5 %1£0.001mm/graduation #5%1810.001mm/graduation

Graduation

ZF8ET] Fhn
Trimming device graduation

ica=p-=UANE 753
X-axis Min. Input Increment

=42 2 mm/irev.
£%&10.01mm/graduation

0.0005 mm
(A1 BR 55 iZHEH Servo Motor )

=42 2 mm/irev.
£%&10.01mm/graduation

0.0005 mm
(A1 BRESiZ 3% H Servo Motor )

Drive Motors

Wb RiE
Grinding Wheel Motor

BEL ) SbE

Regulating Wheel Motor
MBI EE

Hydraulic Pump Motor
SAlREE

Cutting Coolant Pump Motor

7.5KW x 4P

3.5 kw IR FEiE Servo Motor

1.5 kw

0.18 kw

7.5KW x 4P

3.5 kw IR &3Z Servo Motor

1.5 kw

0.18 kw

L = AN

Machine Dimensions

ExExS

LxWxH

2460 x 1340 x 1650 mm

2460 x 1340 x 1650 mm

SAERC Standard Accessories =ER G Optional Accessories
AR EReEM Regulating Wheel And Flange T EaiE Wheel Balancing Stand Arbor
gecEm Grinding Wheel And Flange THE e Hydraulic Feeder For Infeed (Up And Down)
FIE T e T A Infeed Work Rest And Carbide Blade JHEEEERE (1R Hydraulic Work Ejector (Infeed Grinding)
ERNTIReEHT A Thrufeed Work Rest And Carbide Blade EEIUE ERE Automatic Loading Attachment(Thrufeed Grinding)
FHEEITE T Standard Electric Equipment FRIUE Ehx # (] eEIt) Automatic Feeder (Thrufeed Grinding)
TR BT (SRS A0 Oil Tank(Incl. Qil Cooler) FEIUE BT HE Automatic Unloading Attachment (Thrufeed Grinding)
SRR Standard Coolant System RETRHE(FEV type) V Type Supporter For Long Bar Grinding
BEED Diamond Tools ARV T Profile Grinding Attachment
T1EsE Work Lamp EREERE Magnetic Coolant Separator
TR#E&THR Tool Box And Kits A e Paper Filter
Tk SEEHE Hydrocyclone Coolant Separator
=B B U Auto_Loading And Unloading Attachment

MEN B EE HGRA
EOEmEREE

(Infeed Grinding)
Vibratory Feeder (Thrufeed Grinding)
Diamond Roller Dressing Device

H-4515
H-4520

T10OPKING
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Standard Blade Specification

i#i@z\ T B Thru-feed Blade

A B C
80mm 170mm 80mm
92 .5mm 225mm 92 5mm

—

— |

A

L B < |

{Z1EXT] H In-feed Blade

A B C
H-4515 37mm 170mm 37mm
H-4520 37.5mm 226mm 36.5mm
——ra
| ‘ f
| L
La L B Le]

#* NAREEEIHREYE
The blade length vary with work component length.

Ba@E =R TIR#EE
Carbide Blade Selection for Thru /

In-feed
TS TREE (T
Workpiece Dia. Carbid Blade
Thinkness (T)
®1 mm 0.6 mm
d2 mm 1.3 mm
$3 mm 1.8 mm
d4 mm 2.5 mm
®5 mm 3 mm
$6 mm 4 mm
&7 mm 5mm
$8 mm 6 mm
d9 mm 7 mm
@10 mm 8 mm
®12~P15 mm 10 mm
@©15~d50 mm 12.8 mm

EZ &L & Individual Design

AEXNTHREIEE BERXICERR
Induvial Design for Loading and
Unloading System
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