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~ GRINDING MACHINE FOR ENGINE VALVES PROFILE
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COSTRUZIONE ATTREZZI E MACCHINE SPECIALI
NMPOMN3BOAOCTBA CIEUWAJIbHBIX NUHCTPYMEHTOB 1 CTAHKOB
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The grinding machine RPB has been designed to process the underhead and undercut profile of
internal combustion engine valves (Fig. 2.1). All motors of the machine are digital servo motors.
The RPB great flexibility allows to machine a wide range of engine valves with different length,
head diameter, stem diameter and seat angles. The setup time is very fast.

The grinding wheel has a @ 610 mm.

SR \ S WO | D N D A QUICK INFORMATIONS
* High production

NMPE3EHTALUA * Cycle time (400 pz/h)
LUnncosanbHbli  cTaHoK  RPB npegHasHayeH AnA * Grinding of a wide range of

1 O6pab A ) valves of different lengths, head
BbINOJHEHIA MEXaHN4eCKoi 06PaGOTKI MO, FoNIOBKO 1 Mo diameers, stem diamelers and seat
pasrpy3ku npodusb KnanaHoB A1A ABUraTenen BHyTPEHHEro angles
cropaHua (puc. 2.1). Bce aBurateny B MallnHe - undpoBble . fuaé}feference [valve end - over

ea
cepsogsuratenn. bonbwaA rnbkocts RPB no3sonAeT o Compesetion oadling wikes)
paboTaTb C LUMPOKMM CMEKTPOM KrlarnaHoB pasHOW AJMHbI, thrust Head rofation unit
AvameTpa rofioBKu, AnameTpa LWToKa W yrna cegna ¢ 0YeHb * Valve /O?dingtand unloading with
6bLICTPOV CMEHOM TUNa. pneumatc sysiem
OuameTp wnudgosansHoro kpyra 610 Mm. BbICTPbIE CMELIMOUKALIMA
y

* BbicokaAa NpoM3BOANTENEHOCTb

* BpewmA umkna (400 wr/yac)

¢ linucoBaHme WMPOKOro cnekTpa
KNanaHoB C Pa3fnNyHoM ONHOW,
L1aMeTPOM FOfI0BKW, ANaMETPOM
LITOKA

® BbICTpaA cMeHa Tvna o6paboTku

e [lBoiHaA cchinka (KOHew KnanaHa-
Hap, rofioBKON)

¢ KowmneHcauua Taru
WnmMchoBanbHOro Kpyra (rpynna
peakLumu rofioBKM)

¢ [lHeBmaTUyeckana cuctema
3arpy3Ku 1 pasrpysku knanaHa

Fig.2.1/Puc.2.1
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OPERATIONAL DESCRIPTION

After loading the valve is held by a rotating collet of the workpiece spindle. This unit moves on the loading
and unloading slide (T axis). The grinding wheel and dressing assembly are mounted on the grinding wheel
translation slide which allows, by a small movement parallel to the piece , to adjust and optimize the position
“grinding wheel/valve “. The grinding wheel is put in rotation by an electric spindle mounted on a carriage
running on the grinding wheel increment slide. The grinding wheel slide axis is at 60° compared to the valve
axis. The grinding wheel dressing is obtained by a diamond roller assembled on two slides with orthogonal and
independent motions in order to create the requested profile.

The dresser crossed slides assembly is mounted on the grinding wheel increment slide.

The loader picks up the valve coming from a rubber string conveyor, it lifts that to the level of the workpiece
head. Here the valve is clamped by the collet of a rotating shuttle to align it with the workpiece head axis.
During the unloading the valve is clamped by the open collet, remained standby, and placed on the outlet
rubber string conveyor. The valve head, during the grinding operation, is pushed against the grinding wheel
by two hard metal plates to counteract the grinding wheel thrust. This device is called Head Reaction Group.

OMUCAHUE PABOTbI

Mocne Harpysku knanaH yoep>XvMBaeTCA BpallalowmmcA Kewom WnMHOena 3aroTOBKW, Y3en KOTOpOoro
nepemMelLaeTcA Ha canaskax gnA 3arpys3kun u pasrpysku (ocb T). Y3en wnnudoBanbHOro Kpyra v anvasHbiin
y3en yCTaHOB/MIEHN Ha canaskax MoCTynaTeNbHOro nepemelleHva WwnndoBanbHOro Kpyra, KOTopble npwu
Heb0oMbLIOM nepemMeLleHN NapannensHo geTany No3BoAAT perynmposaTth N ONTUMU3VUPOBATL NOMOXKEHWE
WwnndoBanbHOro Kpyra/knanaHa. LnudoBanbHblin Kpyr BpallaeTcA C MNOMOLLLIO  3/1EKTPOLNUHAENA,
YCTaHOBMEHHOrO Ha KapeTke, KOTopaA CKOMb3UT MO canaskam WwnngosanbHoro Kpyra.

Ocb ckonbXKeHWA Non3yHa WwnngoBanbHOro Kpyra HaknoHeHa Ha 60 rpaycoB No OTHOLLEHMIO K OCU KlanaHa.
AnmasHoe wnudoBaHne Kpyra AOCTUraeTcA C MOMOLLBIO anMas3HOro ponnka, YCTaHOBNEHHOro Ha ABYX
canaskax C He3aBUCMMbIMUA OPTOrOHANbHBLIMWU OBUXEHUAMKU, CMNOCOOHOro co3faBaTh XKenaembll Npousb.
AnmasHbIf y3en yCTaHOBMNEH Ha canasku WwWingoBasbHOro Kpyra.

Morpy3unk 3abupaeT BxogAwme KnamnaHbl C HABECHOrO0 KOHBenepa, NOAHMMAaeT MX Ha BbICOTY paboyen
rONOBKW, rAe OHW 3axBayvBaHW MAOCKorybuamu BpallalowerocA YenHoka, KOTOpbli BblpaBHMBAET UX MO
ocu ¢ paboyeinn ronoskon. MNpu pasrpyske ob6paboTaHHbIN KnanaH 3axBaTblBAETCA OTKPbITbIM KELWOoM, U
OTKN1IaAblBAETCA Ha LIAPHMPHOM KOHBEWEpPE Ha BbIXOAE.

lonoBka knanaHa BO BpeMA 06pabOTKM NpMXXUMAEeTCA K Kpyry ABYMA TBEpPAOCMIaBHbIMWU naacTuHamu,
4YTOObl KOMMEHCMPOBATb YCUME Kpyra. OTO YCTPONCTBO HasbiBaeTcA [pynna Peakunn onoskw.

GRINDING WHEEL UNIT

The grinding wheel unit is assembled on the incre-
ment slide which grants the approaching motion
to the valve and the increment motion to grind.
On the same slide are also mounted the dressing
increment slides and the dressing spindle.

WINPOBAJIbHAA NOJIOBKA
LnudgoBanbHas ronoeska ycTaHoBrieHa
Ha canaskax WwnngoBanbHOro Kpyra, 4To
obecneumBaeT NpUOAMXKEHUA K  KranaHy
n  nepeasmxeHuAa  wnudoskn.  Canasku
aNMa3HoOro MHKpPEeMEeHTa 1 anMasHbIi WNnHAEeNb
yCTaHOBJIEHbl HA O4HOM CYIMopTe.

GRINDING WHEEL
KPYr

DRESSER ROLL
AJIMA3OLEPXXATE/Tb

WORKPIECE SPINDLE AND SLIDE
WNAVHAENL N CYMNTMOPT 3ATOTOBKU

DRESSING SPINDLE
AJIMA3HbIV LUNUHAEb

DRESSING INCREMENT SLIDE
g1 AJIMASHAA CANTASKA

GRINDING WHEEL INCREMENT SLIDE
CANA3KA YBE/IMYEHWA WNMPOOBAJTIBHOTO KPYTA
GRINDING WHEEL TRANSLATION SLIDE
CAJTA3KA NMEPEBO[A KPYTA
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AIR INLET
COUPLING
BO3/TYXO3ABOPHHK

COOLING LIQUID
INLET COUPLING
BITYCKHOM ITATPYBOK

OXJTAXIAIOIEN 15600
KUJKOCTH
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INLET LINE OUTLET LINE
JIMHWS - JIMHWS
MOAAYM S BBITPY3KH

- ] -»>

L]

1700

TECHNICAL FEATURES / TEXHUYECKUE OAHHbIE

Valve size: head diameter 20 - 60 Pa3mep knanaHa: OvameTp rosioBKu
stem diameter mm. / MM 4,5-12 OVaMeTp WToKa
length 70-200 OnnHa

Cycle time pz/h 400 Bpewmsa uvkna

Grinding wheel sizes mm. / MM 610 x 44 x 203,4 | Paamep wnundoBanbHoro Kpyra

Grinding wheel max speed mt./sec. - m/cek 100 MepwvicbepritHan CKOPOCTb Makc.

Grinding wheel spindle power kW / kB 30 MoLLHOCTb 3NeKTPOLINMHAENA LWA. Kpyra

Power supply V/Hz - BTy 400V 50Hz 3Ph | HanpsxeHve nuTaHus

Air supply bar / 6ap 5-6 Boaayx

Floor space (x height 2100 mm.) mm. / MM 2200 x 1860 Paamepbl (BbicoTa 2100 MMm)

Machine weight kg. / kr 6500 Bec
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Administration and plant
AIMUHVCTPATUBHBIA aapec 1 3aBof,

Via della Liberta, 47/49

10095 GRUGLIASCO (Torino - ltalia)
Tel: 0039 011.789598 / 7801386
Fax 00392 011.7803829

www.boccetti.com e-mail: info@boccetti.com




