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INSPECTION REPORT

FUE H I BRE AR

FEROKEERRE  STATISTICAL INSPECTION RESULT
5 R moE n B T
No. INSPECTION ITEM M%ﬁéﬁi?;érﬁg%ég; FFoA | || E |
TOLERANCE | MEASUREMENT
Y Z i
(Z #h71m)
BEEOZHED | iy the V2 plane 0.04/m | 0.010
[E—]
Checking the 7
1 angular @X
deviations
of the Z-axis
motion R T
’ 0.04/m | 0.010
in the XY plane
D X BEB) D (Z #hJ571m))
Rz ’ 0.04/m | 0. 020
Checki N in the YZ plane =]
ecking the 7
2 angular [] IJ
deviations (i((iv}fﬂi;ﬁ;ﬁ) X
of the X-axis R
motion 0. 04/m O. 030
in the XY plane
Ny FIBY HOVITE
3 . . 0.01 0. 004
Parallelism of bed slide way
FahsmoRn
4 Run—out of centring diameter o S 0. 008 O. OO]-
FHERE DR
5 4| oo | 0.001

Camming of the spindle face
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- ILLUSTRATION OF = = - pm
No. INSPECTION ITEM MEASURING METHoD | il ¢ M| M JE fH
TOLERANCE | MEASUREMENT
gaangems |
P IE] Y Z N
LR L D TATEE 0.012/200| 0. 009
in the YZ plane
Checking the
parallelism -
6 between
the Z—axis motion
(carriage) and b N
the Z X1
workhead spindle a (ZX®@) 0.010/200 O. 004:
axis of rotation | in the ZX plane i@ b (YzmE)
TYEXEE XEhDES) - DEA K
7 Checking the squareness between 0. 005/100 O 002
the workhead spindle and the X- B °
axis motion
bﬁé@%@é@ b
HED 7 EhEs L 7 XN P
e ﬂ 0.005/50 | 0. 002
in the ZX plane —
Checking the
8 parallelism -
between the a
tailstock sleeve
motion and Y Z i a (ZXM@E) 0.006/50 | Q. 002
Z—axis motion of . % *
the carriage in the YZ plane b (YZiE)
LB A0 b
7 X
| fiary 0.012/200| 0. 008
Checking the .
parallelism in the ZX plane
S) between the
tailstock-sleeve a
internal-taper
bore andthe Y Z i a (2xm) 0. 012/200 0, 005
Z-axis motion of . L b (YZ@)
the carriage in the YZ plane
b
B2 i i 7 XN
DOFLDOE S D3 0.01 0. 005
in the ZX plane
Difference of
10 center height
between spindle a
and tail stock Y Z N
spindle 0. 020 O. 005

in

the YZ plane

a (ZXmE)
£<= b (Yz@E)
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FIEROFEEFRE INSPECTION RESULT OF POSITIONING ACCURACY
w5 B Ak WE Poar_m
No. INSPECTION ITEM MIELALSUUSRTII?GTIMO]%\]THOO% PR | oE fE
TOLERANCE [ MEASUREMENT
X5 1A ﬂ*trﬁil&
X axial }ED % 0. 007/50 O, 004
direction SO O O S (O
PBIOFEE
1 Positioning
accuracy
7 axial N 0.008/100| 0, 004
direction
IR L¥EERE INSPECTION OF REPEATABILITY
w5 B o# F m W Tt
No. INSPECTION ITEM MIELALSUUSRTI};‘;\GTII\AOENTHOOFD FFOoA || E R
TOLERANCE [ MEASUREMENT
X ifith 7 1] :‘_D_t:&i:
X axial }E{} {% +0.003 iO. OO].
direction i I B il ittt
1 MR UK E
Repeatability -—
7 axial uhN £0.003 iO. OO].
direction
AYE OB HOBER UK E
2 +0.005 (+ 0.001

Repeatability of turret indexing

R

TAKAMATSU MACHINERY CO.,LTD.




No. 4

THERERE

INSPECTION OF MACHINING ACCURACY

B AL
& W oE Gk 1) T/ S e i ™
No. |[ILLUSTRATION OF MEASURING METHOD CUTTING CONDITION R OEI|W O E
TOLERANCE [ MEASUREMENT
iz B BsBM
Parts material
= EME 0.003 0. 001
? T H K10 Circularity
o Tools (Cutters)
[{=]
©
1 BINIEE  400m/min
Cutting speed
150
MfEE 0.010 0. 002
§93a%. 0. 02m Gylindricity |f v ki
Cutting depth Surface
condition
PES Y 0.08mm/rev
Feedrate gOOJ
7 B BsBM
Parts material
T H. K10
L Tools(Cutters)
o
2 & BIHIEE  400m/min SEEE 0. 005 0. 002
'S‘_ Cutting speed Flatness
81V AA 0. 02mm (SRIN: i
Cutting depth igii?i?on

Feedrate

%k D 0.05mm/rev

good

REE
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