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Description

[0001] This invention relates to a centerless grinding
machine, as e.g. known from document JP-A-
408019944.

BACKGROUND ART

[0002] When grinding a cylindrical workpiece 5 such
as cylindrical rollers on a centerless grinding machine 7,
grinding accuracy is greatly influenced by the height H
of the center axis of the workpiece and a center height
angle γ.
[0003] Figs. 11(a) to 11(c) show a conventional cen-
terless grinding machine, which includes a grinder 1, a
regulating wheel 2 arranged parallel to and spaced from
the grinder 1, and a blade 3 disposed between the grinder
1 and the regulating wheel 2. The regulating wheel 2 is
rotated at a low speed and the grinder 1 is rotated at a
high speed in the same direction as the regulating wheel
2, about their respective axes. As shown in Fig. 5, this
grinding machine further includes opposed pairs of guide
plates 6 used to guide the workpiece 5 during what is
known as through-feed grinding. That is, the guide plates
6 guide the workpiece 5 into the space between the grind-
er 1 and the regulating wheel 2, and out of this space,
while sandwiching the workpiece 5 therebetween.
[0004] As shown in Fig. 12, the position of the blade 3
is determined such that the center axis w of the workpiece
5 is higher by height H than the line connecting the center
axis g of the grinder 1 to the center axis r of the regulating
wheel 2. The height H is called the "workpiece center
height" (hereinafter simply referred to as the "center
height H").
[0005] The acute angle γ between the line Gr connect-
ing the center axis g of the grinder 1 to the center axis w
of the workpiece 5 (this line is hereinafter referred to as
the "grinding centerline Gr") and the line connecting the
center axis w of the workpiece 5 to the center axis r of
the regulating wheel 2 is called the center height angle
relative to the regulating wheel 2 (hereinafter simply re-
ferred to as the "center height angle γ). The center height
angle γ satisfies the equation given by 

where γ a is the angle between the line connecting center
axis g of the grinder 1 to the center axis r of the regulating
wheel 2 and the grinding centerline Gr, and γ b is the
angle between the line connecting the center axis g of
the grinder 1 to the center axis r of the regulating wheel
2 and the line connecting the center axis w of the work-
piece 5 to the center axis r of the regulating wheel 2.
[0006] It is considered that if the center height angle γ
is too small, the cross-section of the workpiece 5 tends
to be a strain circle having an odd number of corners but

equal in diameter at any portion thereof, and if the center
height angle γ is too large, the cross-section of the work-
piece 5 tends to be a strain circle having an even number
of corners and different in diameter at different portions
thereof.
[0007] But in an ordinary centerless grinding machine,
when the outer diameters of the grinder 1. regulating
wheel 2 change with use. and/or a workpiece 5 having a
different outer diameter is used, the center height angle
γ changes.
[0008] For example, if the outer diameters of the grind-
er 1 and the regulating wheel 2 decrease, the angles γ a
and γ b increase to γ a’ and γ b’, respectively (Fig. 12),
so that the center height angle γ increases. If the outer
diameter of the workpiece 5 changes from the state
shown by phantom line in Fig. 13 to the state shown by
solid line, the center axis r of the regulating wheel 2 moves
from r1 to r2. This increases γ b to γ b’, thus correspond-
ingly increasing the center height angle γ. When the cent-
er height angle γ changes in this manner, no accurate
grinding of the workpiece 5 is possible.
[0009] In order to keep the center height angle γ con-
stant when the outer diameter of the grinder 1 decreases,
the center height H has to be repeatedly reduced. The
following complicated steps are necessary in order to
reduce the center height H.
[0010] It is first necessary to calculate the center height
H that achieves the required center height angle γ, and
then to adjust the height of the blade 3 necessary to
achieve the calculated center height H. After changing
the center height H, the regulating wheel 2 has to be
subjected to truing so that the workpiece 5 and the reg-
ulating wheel 2 contact each other along a straight line.
[0011] Since the center height H changes, it is also
necessary to change the diamond height Ht of the truing
device (corresponding to the distance from the grinding
centerline Gr to the contact point between the regulating
wheel 2 and the workpiece 5; see Fig. 13). It is further
necessary to adjust the positions of the guide plates 6
located closer to the regulating wheel 2.
[0012] As shown in Fig. 12, when the outer diameters
of the regulating wheel 2 and the workpiece 5 change
during grinding, the contact point between the regulating
wheel 2 and the workpiece 5 moves from v1 to v2. Thus
it is necessary to adjust the positions and directions of
the guide plates 6 and the diamond height Ht during truing
of the regulating wheel 2.
[0013] But in many cases, even when the outer diam-
eter of the workpiece 5 and/or the center height angle γ
changes, truing conditions are not changed. This results
in a change in locus of the workpiece 5 when the work-
piece 5 moves from the inlet to outlet of the grinder. The
change in locus of the workpiece 5 changes the contact
point of the workpiece with the grinder. Thus it was nec-
essary to adjust this contact point using a swivel mech-
anism D.
[0014] The swivel mechanism D adjusts the way how
the workpiece 5 contacts the grinder 1 and the regulating
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wheel 2 from the inlet to outlet of the grinder (distribution
of depth of cutting). The distribution of depth of cutting is
adjusted e.g. by adjusting the parallelism between the
grinder 1 and the regulating wheel 2 by changing the
direction of the center axis r of the regulating wheel 2 as
shown by the arrow d in Fig. 11(c).
[0015] But while grinding the workpiece 5, since the
outer diameter of the grinder 1 changes due to wear and
thus the center height angle γ changes correspondingly
with time, it is not practical to gradually lower the center
height H by repeatedly performing the above-mentioned
adjustment.
[0016] Thus, ordinarily, the above-mentioned adjust-
ment of the center height angle γ is performed only when,
or immediately before, the center height angle γ changes
to such an extent as to detrimentally influence the grind-
ing accuracy by interrupting the grinding operation.
[0017] The shape of the regulating wheel 2 is adjusted
by truing such that the workpiece 5 comes into line con-
tact with the regulating wheel 2, i.e. the workpiece 5
comes into contact with the regulating wheel 2 along a
straight line. But for this purpose, it is known that truing
has to be performed with the diamond height Ht and the
truing inclination angle θt adjusted to values given by the
respective equations: 

where H is the center height of the workpiece; θ is the
inclination angle of the regulating wheel during grinding;
D is the diameter of the workpiece; Dc is the diameter of
the regulating wheel; Ht is the diamond height for truing
the regulating wheel; and θt is the inclination angle of the
regulating wheel during truing.
[0018] In order to eliminate the necessity of adjusting
the guide plates 6 during setup, thereby solving the above
problem, it is known to keep the contact position between
the workpiece 5 and the regulating wheel 2 throughout
the grinding operation as constant as possible (see e.g.
Patent document 1).
[0019] In this arrangement, as shown in Fig. 10, the
grinder 1 and the grinder base supporting the grinder are
placed on a bed 10, and a swivel plate 18 and an upper
slider 12 supporting the regulating wheel 2 are provided
on the bed 10 through a horizontal slide mechanism such
that the line connecting the center axis g of the grinder
1 to the center axis r of the regulating wheel 2 is inclined
relative to a horizontal plane.
[0020] Since the line connecting the center axis g of
the grinder 1 to the center axis r of the regulating wheel
2 is inclined, by moving the upper slider 12 and the reg-
ulating wheel 2 horizontally relative to the table 11 ac-
cording to the diameter of the workpiece 5, the contact

point between the workpiece 5 and the regulating wheel
2 can be always kept constant. This, it is believed, makes
it possible to minimize the change in center height angle
γ when the outer diameter of the workpiece 5 changes,
compared to ordinary centerless grinding machine.

PRIOR ART DOCUMENTS

PATENT DOCUMENTS

[0021] Patent document 1: JP Patent Publication
2008-149387A (page 7, paragraphs 0031 to 0032, and
page 10, Figs. 1 and 2)

SUMMARY OF THE INVENTION

OBJECT OF THE INVENTION

[0022] In such conventional arrangements, the center
height angle γ of the workpiece 5 relative to the regulating
wheel 2 changes when the outer diameter of the grinder
1 and/or the outer diameter of the regulating wheel 2
changes.
[0023] This makes it necessary to recalculate the cent-
er height H corresponding to the desired center height
angle γ of the workpiece 5 relative to the regulating wheel
2 every time the outer diameter of the grinder 1, the outer
diameter of the regulating wheel 2 and/or the outer di-
ameter of the workpiece 5 changes. It is also necessary
to calculate the desired diamond height Ht and inclination
angle θt during truing of the regulating wheel 2 according
to the outer diameter of the grinder 1, the outer diameter
of the regulating wheel 2 and the outer diameter of the
workpiece 5. Patent document 1 is not free of this prob-
lem.
[0024] That is, in the arrangement disclosed in Patent
document 1, it is not easy to set the center height angle
γ to a desired value, as in the case with any other con-
ventional centerless grinding machines.
[0025] An object of the present invention is to make it
possible to easily and simply set and adjust the position
of the regulating wheel 2 according to the outer diameter
of the grinder 1, the outer diameter of the regulating wheel
2 and the outer diameter of the workpiece 5.

MEANS TO ACHIEVE THE OBJECT

[0026] This object is solved by the features of claim
1. Further improvements are laid down in the sub-
claims.
[0027] The present invention provides a centerless
grinding machine comprising a bed, a table mounted on
the bed through a horizontal slide mechanism, a swing
base mounted on the table through a γ -swing slide mech-
anism, an upper slider mounted on the swing base
through a lateral slide mechanism, a regulating wheel
mounted on the upper slider, a grinder mounted on the
bed so as to be in juxtaposition with the regulating wheel,
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wherein a workpiece can be placed between the grinder
and the regulating wheel, wherein the grinder has a cent-
er axis which is located higher than a center axis of the
regulating wheel by an predetermined amount, and a
blade provided between the grinder and the regulating
wheel and supporting the workpiece from under the work-
piece, the blade being capable of keeping constant a
center axis of the workpiece, wherein the horizontal slide
mechanism is capable of moving the regulating wheel
relative to the bed according to the workpiece by moving
the table in a direction of a line connecting the center axis
of the grinder to the center axis of the workpiece, wherein
the γ -swing slide mechanism is capable of adjusting a
center height angle of the regulating wheel relative to the
workpiece by swinging the regulating wheel about a
swing axis which is parallel to the center axis of the reg-
ulating wheel, wherein the lateral slide mechanism is ca-
pable of moving the regulating wheel relative to the table
in a direction of a line connecting the center axis of the
workpiece to the center axis of the regulating wheel when
the center height angle is determined at any value by the
γ -swing slide mechanism.
[0028] Since the γ -swing slide mechanism is capable
of swinging the regulating wheel about a swing axis ex-
tending parallel to the center axis of the regulating wheel,
it is possible to adjust the center height angle to any de-
sired value. It is thus possible to easily set the center
height angle to an optimum value according to the shape
of the workpiece and the grinding conditions.
[0029] It is considered that the optimum center height
angle would be around 7° but varies according to the
grinding steps and the shape of the workpiece. Thus, it
is advantageous that the center height angle can be ad-
justed to any desired value.
[0030] In a conventional centerless grinding machine,
in order to adjust the center height angle, it is necessary
to first calculate the center height corresponding to the
target center height angle and then move the blade to
the height corresponding to the calculated center height.
[0031] In this regard, with the arrangement of the
present invention, the height of the center axis of the
workpiece is kept constant, and thus the center height
angle is determined solely by the inclination angle of the
regulating wheel, which is changed by the γ -swing slide
mechanism. This eliminates the necessity of changing
the height of the blade and recalculating the center height
based on the new blade height when adjusting the center
height angle. That is, since the center height angle is
determined solely by the movement of the γ -swing slide
mechanism, it is not necessary to change the height of
the blade in order to adjust the center height angle. In
other words, when the center height angle changes, it is
not necessary to change the blade height.
[0032] The center axis of the workpiece may be always
kept at the same height as the center axis of the grinder.
[0033] Since it is not necessary to change the blade
height when the center height angle changes, the regu-
lating wheel and the blade can be configured such that

they move in unison with each other, except when the
lateral slide mechanism is moved.
[0034] In one arrangement for this purpose, the blade
is mounted to the swing base, and the blade is configured
to be swung about the swing axis by the γ -swing slide
mechanism together with the regulating wheel, and fur-
ther configured to be moved by the horizontal slide mech-
anism together with the regulating wheel.
[0035] In any of the above-described arrangements,
since the center height angle of the workpiece is easily
adjustable, it is possible to configure the horizontal slide
mechanism, the γ -swing slide mechanism, and the lateral
slide mechanism such that they are capable of keeping
constant the center height angle irrespective of the outer
diameter of the grinder and the outer diameter of the reg-
ulating wheel.
[0036] By keeping constant the center height angle
even when the diameters of the grinder and the regulating
wheel change due to wear during grinding, continuous
and stable grinding is possible.
[0037] In order to keep constant the center height angle
by the horizontal slide mechanism, the γ -swing slide
mechanism, and the lateral slide mechanism, based on
the center height angle as measured by a known reading
device, the horizontal slide mechanism, the γ -swing slide
mechanism, and the lateral slide mechanism may be
manually operated to adjust the center height angle to
the predetermined constant value. Otherwise, the center
height angle may be automatically controlled to the con-
stant value by automatically detecting the outer diame-
ters of the grinder, regulating wheel and workpiece, and
the center height angle by means of a known reading
device, and automatically controlling, based on these de-
tected values, the horizontal slide mechanism, the γ
-swing slide mechanism, and the lateral slide mechanism
so as to adjust the center height angle to the constant
value.
[0038] In the arrangement for keeping constant the
center height angle, the horizontal slide mechanism, the
γ -swing slide mechanism, and the lateral slide mecha-
nism may be configured such that they are capable of
keeping constant the contact point between the grinder
and the workpiece and the contact point between the
regulating wheel and the workpiece irrespective of the
outer diameter of the grinder and the outer diameter of
the regulating wheel.
[0039] In the arrangement for keeping constant the
center height angle, the horizontal slide mechanism, the
γ -swing slide mechanism, and the lateral slide mecha-
nism may be configured so as to be capable of keeping
constant the contact point between the regulating wheel
and the workpiece irrespective of the outer diameter of
the workpiece.
[0040] By keeping constant the center height angle,
even when the outer diameter of the grinder and/or the
outer diameter of the regulating wheel changes, or the
grinder and/or the regulating wheel is changed to a new
one having a different outer diameter, it is possible to
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keep substantially constant the contact point between
the grinder and the workpiece (and thus the position of
this contact point relative to the frame supporting the
grinder) and the contact point between the regulating
wheel and the workpiece (and thus the position of this
contact point relative to the frame supporting the regu-
lating wheel). This eliminates the necessity of adjusting
the directions and positions of the guide plates of the
grinder and the regulating wheel.
[0041] In this regard, in the case of a conventional cen-
terless grinding machine, when the outer diameter of the
grinder and/or the outer diameter of the regulating wheel
changes, or the center height angle is changed, the con-
tact point between the regulating wheel and the work-
piece inevitably changes. This makes it necessary to re-
adjust the position of the guide plates on the side of the
regulating wheel.
[0042] But with the arrangement of the present inven-
tion, when the outer diameter of the grinder and/or the
outer diameter of the regulating wheel changes, or the
center height angle is changed, the contact point be-
tween the regulating wheel and the workpiece remains
unchanged. Thus it is not necessary to adjust the guide
plates on the side of the regulating wheel, provided the
guide plates are mounted to e.g. the spindle head of the
regulating wheel or otherwise fixed in position relative to
the frame supporting the regulating wheel. Otherwise, it
is necessary to adjust these guide plates every time the
outer diameter of the regulating wheel changes.
[0043] With the arrangement of the present invention,
since it is possible to keep constant the contact point
between the regulating wheel and the workpiece irre-
spective of the outer diameters of the grinder and the
regulating wheel and the center height angle, it is also
possible to minimize the change in the locus of the work-
piece from the inlet to outlet of the grinder. This in turn
reduces the change in the grinding contact condition
even when the regulating wheel is ground under the same
truing conditions after the outer diameter of the workpiece
and/or the center height angle has been changed.
[0044] With the arrangement in which it is possible to
keep constant the center height angle, even when the
outer diameter of the workpiece changes or when the
workpiece is changed to a new one having a different
outer diameter, it is possible to keep substantially con-
stant the contact point between the grinder and the work-
piece (and thus the position of this contact point relative
to the frame supporting the grinder) and the contact point
between the regulating wheel and the workpiece (and
thus the position of this contact point relative to the frame
supporting the regulating wheel). This also eliminates the
necessity of adjusting the directions and positions of the
guide plates of the grinder and the regulating wheel.
[0045] Since it is possible to keep substantially con-
stant the contact point between the regulating wheel and
the workpiece, when truing the regulating wheel such
that the regulating wheel is brought into line contact with
the workpiece, the diamond height is kept constant during

truing. This simplifies the positioning adjustment of a tru-
ing device used for truing.
[0046] In any of the above-described arrangements,
the swing axis of the γ -swing slide mechanism may co-
incide with the center axis of the workpiece.
[0047] By arranging the swing axis of the γ -swing slide
mechanism so as to coincide with the center axis of the
workpiece, it is possible to easily calculate the swing
amount of the γ -swing slide mechanism.
[0048] By arranging the swing axis of the γ -swing slide
mechanism so as to coincide with the center axis of the
workpiece, it is possible to more accurately keep constant
the contact point between the workpiece and the regu-
lating wheel, which in turn makes it possible to further
simplify the positioning adjustment of the truing device.
[0049] In any of the above-described arrangements,
the γ -swing slide mechanism may comprise at least one
first arcuate surface formed on a top surface of the table,
and at least one second arcuate surface formed on a
bottom surface of the swing base, wherein when the reg-
ulating wheel swings about the swing axis, the first arcu-
ate surface and the second arcuate surface slide relative
to each other, thus guiding the swing motion. With this
arrangement, since the swing motion is guided by the
surface contact between the first and second arcuate sur-
faces, the regulating wheel can be swung about the swing
axis more reliably and stably.
[0050] In this arrangement, the at least one first arcuate
surface may comprise two concentric arcuate surfaces
having different radii from each other and formed on the
top surface of the table, and the at least one second ar-
cuate surface may comprise two concentric arcuate sur-
faces formed on the bottom surface of the swing base
and configured to be slidable relative to the respective
two arcuate surfaces formed on the top surface of the
table. With this arrangement, the regulating wheel can
be swung more reliably and stably.
[0051] In the arrangement in which the arcuate surfac-
es are kept in sliding contact with each other, the at least
one first arcuate surface and the at least one second
arcuate surface may be pressed against each other by
a shift prevention preloading mechanism. Preferably, the
arcuate surfaces are pressed against each other under
the biasing force of an elastic member such as a spring.
[0052] The shift prevention preloading mechanism
may comprise a bolt extending through an elongated hole
formed in the swing base and threadedly engaged in a
threaded hole formed in the table, wherein the bolt is
movable in the elongated hole when the swing base is
swung.
[0053] In any of the above-described arrangements, a
swivel mechanism may be provided between the table
and the bed, wherein the swivel mechanism is capable
of adjusting the directions of the center axis of the grinder
and the center axis of the regulating wheel, and wherein
the horizontal slide mechanism is capable of moving the
table relative to the bed after the directions of the axes
of the grinder and the regulating wheel have been ad-
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justed by the swivel mechanism.
[0054] By providing the swivel mechanism, it is possi-
ble to adjust the way how the workpiece contacts the
grinder and the regulating wheel from the inlet to outlet
of the grinder (distribution of depth of cutting). That is, it
is possible to adjust the distribution of depth of cutting by
adjusting the parallelism between the grinder and the reg-
ulating wheel.
[0055] The horizontal slide mechanism performs the
above moving function after the swivel mechanism has
adjusted the direction of the center axis of the regulating
wheel relative to the center axis of the grinder, while keep-
ing the adjusted direction of the center axis of the regu-
lating wheel.
[0056] In any of the above-described arrangements,
the horizontal slide mechanism moves the table relative
to the bed in the direction of the line connecting the center
axis of the grinder with the center axis of the workpiece,
thereby moving the regulating wheel according to the
workpiece. The direction in which the table is moved rel-
ative to the bed by the horizontal slide mechanism may
be a horizontal direction or may be inclined relative to a
horizontal direction.

ADVANTAGES OF THE INVENTION

[0057] According to the present invention, since the γ
-swing slide mechanism is capable of swinging the reg-
ulating wheel about a swing axis extending parallel to the
center axis of the regulating wheel, it is possible to adjust
the center height angle so as to be constant even when
the outer diameter of the grinder or the outer diameter of
the regulating wheel changes. This eliminates the neces-
sity of complicated control of the regulating wheel when
the outer diameter of the grinder or the outer diameter of
the regulating wheel changes.

BRIEF DESCRIPTION OF THE DRAWINGS

[0058]

Fig. 1 shows a first embodiment in its entirety.
Fig. 2 schematically shows the positional relation-
ships between a grinder, a workpiece, a regulating
wheel and a blade.
Fig. 3 shows the positional relationships between
the grinder, workpiece, regulating wheel and blade,
when the outer diameter of the regulating wheel has
decreased.
Fig. 4 shows the positional relationships between
the grinder, workpiece, regulating wheel and blade,
when the outer diameter of the grinder has de-
creased.
Fig. 5 shows the positional relationships between
the grinder, workpiece, regulating wheel and blade,
when the outer diameters of the grinder and the reg-
ulating wheel have both decreased.
Fig. 6 shows the positional relationships between

the grinder, workpiece, regulating wheel and blade,
when the regulating wheel has been swung by a γ
-swing slide mechanism.
Fig. 7 shows the positional relationships between
the grinder, a workpiece having a different diameter,
the regulating wheel and the blade.
Fig. 8 shows the positional relationship between the
workpiece and the regulating wheel.
Fig. 9 shows in detail a swing base.
Fig. 10 shows a conventional grinding machine in its
entirety.
Figs. 11(a) and 11(b) are perspective views of con-
ventional arrangements; and Fig. 11(c) is a plan view
of a conventional arrangement.
Fig. 12 shows how the center height angle changes
in a conventional arrangement.
Fig. 13 shows how the center height angle changes
in another conventional arrangement.

BEST MODE FOR EMBODYING THE INVENTION

[0059] Figs. 1 to 9 show a centerless grinding machine
17 embodying the present invention, which is used to
grind cylindrical workpieces 5 such as cylindrical rollers.
[0060] As shown in Fig. 1, the grinding machine in-
cludes a grinder 1 having a circular cross-section, a reg-
ulating wheel 2 arranged parallel to and spaced from the
grinder 1, and a blade 3 disposed between the grinder 1
and the regulating wheel 2. A workpiece 5 having a cir-
cular cross-section is fed into the gap between the grinder
1 and the regulating wheel 2. In the embodiment, as
shown in Fig. 2, the center axis g of the grinder 1 and the
center axis w of the workpiece 5 are at the same height.
Thus, the grinding centerline Gr is horizontal.
[0061] As shown in Fig. 1, the grinding machine further
includes a bed 10 placed on a floor, and a table 11 placed
on the bed 10 through a horizontal slide mechanism A
so that the table 11 is horizontally movable relative to the
bed 10.
[0062] The horizontal slide mechanism A can horizon-
tally move the table 11 relative to the bed 10 while the
workpiece 5 is being ground, thereby moving the regu-
lating wheel 2 toward or away from the grinder 1 accord-
ing the outer diameter of the workpiece 5 in the direction
perpendicular to the center axis r of the regulating wheel
2 as viewed from the top of the grinding machine.
[0063] The moving direction of the regulating wheel 2
may be substantially parallel to the grinding centerline
Gr and preferably strictly parallel to the grinding center-
line Gr, as viewed from one side of the grinding machine
(see e.g. Fig. 2). In the embodiment, since the grinding
centerline Gr is horizontal, the table 11 also moves hor-
izontally.
[0064] The grinding machine further includes a swivel
mechanism D between the table 11 and the bed 10. The
swivel mechanism D includes a swivel plate 18 which
can laterally swivel the table 11 relative to the bed 10 (in
the direction of the arrow d in Fig. 11(c)), thereby finely
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adjusting the directions of the center axis g of the grinder
1 and the center axis r of the regulating wheel 2. By ad-
justing the directions of these center axes, it is possible
to adjust how the workpiece 5 contacts the grinder 1 and
the regulating wheel 2 (grinding amount distribution) from
the inlet to outlet of the grinder. Ordinarily, a plurality of
such workpieces 5 are fed continuously from the inlet to
outlet of the grinder and ground (see the arrow e in Fig.
11(c)).
[0065] The horizontal slide mechanism A is provided
at a higher level than the swivel mechanism D. With the
axis g of the grinder 1 and the axis r of the regulating
wheel 2 adjusted to predetermined directions by the swiv-
el mechanism D, the horizontal slide mechanism A can
move the regulating wheel 2 horizontally while keeping
the adjusted direction of the center axis r of the regulating
wheel 2.
[0066] When the swivel mechanism D swivels the cent-
er axis r of the regulating wheel 2 by a certain angle, the
horizontal slide mechanism A and the table 11 are also
swiveled by the same angle.
[0067] A swing base 13 is mounted on the table 11
through a γ -swing slide mechanism B.
[0068] The γ -swing slide mechanism B can swing the
swing base 13 about a swing axis s which is parallel to
the center axis r of the regulating wheel 2. In the embod-
iment, the swing axis s coincides with the center axis w
of the workpiece 5.
[0069] An upper slider 12 is mounted on the swing base
13 through a lateral slide mechanism C. The lateral slide
mechanism C can slide the upper slider 12 in a straight
line in the direction of the line connecting the center axis
w of the workpiece 5 to the center axis r of the regulating
wheel 2 (direction indicated by the arrow c in Fig. 2),
relative to the swing base 13. The inclination angle of the
swing base 13 relative to the table 11 changes by swing-
ing the swing base 13 with the γ -swing slide mechanism
B, and the direction in which the upper slider 12 is moved
by the lateral slide mechanism C varies with the inclina-
tion angle of the swing base 13. That is, according to the
inclination angle of the swing base 13, the upper slider
12 may slide horizontally or in any other direction. But
irrespectively of the inclination angle of the swing base,
when the upper slider slides, the regulating wheel 2,
which is mounted on the upper slider 12, is moved such
that its center axis r moves toward or away from the center
axis w of the workpiece 5.
[0070] The regulating wheel 2 is supported by a frame
of the upper slider 12 so as to be rotatable about its axis
r, and can be driven by a driving source such as an electric
motor. The upper slider 12 carries on its top a truing de-
vice 15. The regulating wheel 2 is supported by a spindle
head to which guide plates 6 at the inlet and outlet of the
grinder on the side of the regulating wheel 2 are fixed so
as to be moved in the directions of the arrows a, b and
c together with the regulating wheel 2.
[0071] The grinder 1 is mounted on the bed 10 in jux-
taposition with the regulating wheel 2. The grinder 1 is

supported by a frame of a grinder base 14 so as to be
rotatable about its axis g, and can be driven by a driving
source such as an electric motor. The grinder base 14
may be configured to be capable of moving the grinder
1 horizontally in parallel to the regulating wheel. Guide
plates 6 corresponding to the respective guide plates 6
on the side of the regulating wheel 2 are provided on the
side of the grinder 1 in a fixed state (by being fixed to a
workpiece rest 19).
[0072] In principle, the grinder 1 and the regulating
wheel 2 are positioned such that their respective center
axes g and r extend parallel to each other, and if neces-
sary, they are positioned such that their axes form a feed
angle necessary for through-feed grinding.
[0073] There is a difference in height Hg between the
center axis g of the grinder 1 and the center axis r of the
regulating wheel 2, with the axis g higher than the axis r.
[0074] The γ -swing slide mechanism B can adjust the
center height angle γ of the workpiece 5 relative to the
regulating wheel 2 by swinging the swing base 13 about
the swing axis s, which is parallel to the axis r of the
regulating wheel 2 (in the direction of the arrow b in Fig. 2).
[0075] As shown in Fig. 9, the γ -swing slide mecha-
nism B includes at least one arcuate surface formed on
the top surface of the table 11, and at least one arcuate
surface formed on the bottom surface of the swing base
13 and in sliding contact with the at least one arcuate
surface on the table 11. When these two arcuate surfaces
slide, the swing base 13 swings about the swing axis s.
When the swing base 13 swings in the direction of the
arrow in Fig. 9, the center axis of the regulating wheel 2
moves from r’ to r".
[0076] In the embodiment, the at least one arcuate sur-
face formed on the top surface of the table 11 is made
up of two concentric arcuate surfaces 11a and 11b having
different radii from each other, while the at least one ar-
cuate surface formed on the bottom surface of the swing
base 13 is made up of two concentric arcuate surfaces
13a and 13b which are in surface contact with, and adapt-
ed to slide on, the respective arcuate surfaces 11a and
11b, so that the swing base 13 can reliably swing relative
to the table 11.
[0077] Since the arcuate surfaces 11a and 13a have
different diameters from the arcuate surfaces 11b and
13b, respectively, it is possible to support the swing base
13 by surface contact at two spaced apart end portions
of the table 11. This allows stable, vibration-free swing
motion of the swing base 13.
[0078] The arcuate surface 11a, which is located near-
er to the swing axis s than the arcuate surface 11b, and
the corresponding arcuate surface 13a of the swing base
13 are pressed against each other by a shift prevention
preloading mechanism 16.
[0079] As shown in Fig. 9, the shift prevention preload-
ing mechanism 16 includes a presser member 16c pro-
vided on the swing base 13, and bolts 16b extending
through the presser member 16c and threaded into
threaded holes 11c formed in the table 11. The presser
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member 16c has an elastic member 16a in the form of a
spring which elastically biases the swing base 13 against
the table 11. This allows smooth sliding movement of the
arcuate surfaces 11a and 13a relative to each other.
[0080] The swing base 13 has an elongated hole 13c
in which the bolts 16b can move when the swing base
13 swings about the swing axis s. Another similar shift
prevention preloading mechanism may be provided be-
tween the other arcuate surfaces 11b and 13b.
[0081] The γ -swing slide mechanism B of this center-
less grinding machine 17 can adjust the center height
angle γ of the regulating wheel 2 relative to the workpiece
5 by swinging the regulating wheel 2 about the swing axis
s, which is parallel to the center axis r of the regulating
wheel 2 (the swing axis s being the center axis w of the
workpiece 5). Thus, it is possible to keep constant the
center height angle γ.
[0082] The operation of this grinding machine is now
described. In the state of Fig. 3, the center axis g of the
grinder 1 is located by higher than the axis r of the reg-
ulating wheel 2 by distance Hg, and thus the center height
angle γ is formed with respect to the grinding centerline
Gr.
[0083] Suppose now that the outer diameter of the reg-
ulating wheel 2 changes, due to wear, from the state
shown by phantom line in Fig. 3 to the state shown by
solid line. At this time, the lateral slide mechanism C
moves the upper slide 12 and the regulating wheel 2 in
the direction of the arrow c1 until the axis r of the regu-
lating wheel 2 moves to the position shown by r’. The
blade 3 moves together with the regulating wheel 2.
When the regulating wheel 2 moves in this manner, the
workpiece 5 and thus its center axis w remain stationary.
[0084] The center height angle γ of the workpiece 5
relative to the regulating wheel 2 remains unchanged be-
fore and after the regulating wheel 2 has been moved in
the above manner. This is because the regulating wheel
2 is moved by the lateral slide mechanism C in the direc-
tion of the line connecting the center axis w of the work-
piece 5 to the center axis r of the regulating wheel 2. That
is, in Fig. 3, which is a sectional view, after the regulating
wheel 2 has been moved by the lateral slide mechanism,
its center axis r’ is located on the line connecting the
center axis w of the workpiece 5 to the center axis r of
the regulating wheel 2 before the regulating wheel 2 is
moved by the lateral slide mechanism.
[0085] The difference in height Hg between the center
axis g of the grinder 1 and the center axis r of the regu-
lating wheel 2 decreases to Hg’.
[0086] Now, if the outer diameter of the grinder 1
changes from the state shown by phantom line in Fig. 4
to the state shown by solid line, since the workpiece 5
moves toward the grinder 1 as the wear of the grinder 1
progresses, the horizontal slide mechanism A moves the
regulating wheel 2 until its center axis r moves to the
position shown by r’ in the horizontal direction shown by
the arrow a1 in Fig. 4. At this time, the blade 3 moves
together with the regulating wheel 2, and the center axis

w of the workpiece 5 remains unchanged.
[0087] The center height angle γ of the workpiece 5
relative to the regulating wheel 2 remains unchanged be-
fore and after the regulating wheel 2 has been moved in
the above manner. That is, the angles γ and γ’ in Fig. 4
are equal to each other. This is because the regulating
wheel 2 is moved by the horizontal slide mechanism A
in the direction parallel to the grinding centerline Gr.
[0088] The difference in height Hg between the center
axis g of the grinder 1 and the center axis r of the regu-
lating wheel 2 remains unchanged before and after the
regulating wheel 2 is moved in the above manner.
[0089] Now suppose that the outer diameters of the
grinder 1 and the regulating wheel 2 both decrease due
to wear from the states shown by phantom lines in Fig.
5 to the states shown by solid lines. At this time, since
the workpiece 5 gradually moves toward the grinder 1 as
the wear of the grinder 1 progresses, the lateral slide
mechanism C moves the regulating wheel 2 such that its
center axis moves from the position shown by r in the
direction of the arrow c2 in Fig. 5. But the blade 3 is not
moved by the lateral slide mechanism C at this time. The
height of the center axis w of the workpiece 5 remains
unchanged at this time.
[0090] Thereafter, the regulating wheel 2 is moved by
the horizontal slide mechanism A in the horizontal direc-
tion shown by the arrow a2 in Fig. 5, together with the
blade 3. At this time too, the height of the center axis w
of the workpiece 5 remains unchanged.
[0091] The center height angle γ of the workpiece 5
relative to the regulating wheel 2 remains unchanged be-
fore and after the regulating wheel 2 has been moved in
the above manner. That is, the angles γ and γ’ in Fig. 5
are equal to each other. The difference in height Hg be-
tween the center axis g of the grinder 1 and the center
axis r of the regulating wheel 2 decreases to Hg’ in Fig. 5.
[0092] Since the center height angle γ is kept constant
when the outer diameter of the grinder 1 and/or the outer
diameter of the regulating wheel 2 changes due to wear
during grinding, it is possible to grind workpieces contin-
uously and stably. The fact that the center axis g of the
grinder 1 and the center axis w of the workpiece are both
kept at constant heights makes it possible more stably
grind workpieces continuously.
[0093] Since the horizontal slide mechanism A, γ
-swing slide mechanism B, and lateral slide mechanism
C are configured to automatically keep constant the cent-
er height angle γ irrespective of the outer diameters of
the grinder 1 and the regulating wheel 2, it is possible to
eliminate the necessity of complicated position adjust-
ment of the regulating wheel 2, which was necessary in
conventional arrangements.
[0094] Now description is made of how the center
height angle γ is changed.
[0095] In order to change the center height angle γ of
the regulating wheel 2 relative to the workpiece 5, the
swing base 13 is swung relative to the table 11 from the
position shown by phantom line in Fig. 6 to the position
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shown by solid line by the γ -swing slide mechanism B,
together with the blade 3.
[0096] Since the swing base 13 and thus the regulating
wheel 2 are swung about the swing axis s, which is par-
allel to the center axis r of the regulating wheel 2, and
which coincides with the center axis w of the workpiece
5 in the embodiment, as shown by the arrow b1 in Fig.
6, it is possible to change the center height angle γ. In
Fig. 6, the center height angle is changed from γ to γ’.
[0097] Thus, in the above-described manner, the cent-
er height angle γ of the regulating wheel 2 relative to the
workpiece 5 can be easily changed to an optimum value
every time the shape of the workpiece 5 and/or the grind-
ing conditions change.
[0098] As shown in Fig. 6, when the center height angle
is changed in the above manner, the contact point be-
tween the regulating wheel 2 and the workpiece 5 (posi-
tion of this contact point relative to the frame supporting
the regulating wheel 2) never changes. Thus, it is not
necessary to adjust the positions of the guide plates 6
on the side of the regulating wheel 2. This is because the
guide plates 6 on the side of the regulating wheel 2 are
fixed to the frame supporting the regulating wheel 2 (such
as the spindle head of the regulating wheel 2 or the upper
slider 12).
[0099] Now description is made when grinding a work-
piece 5 having a different outer diameter from the previ-
ously ground workpiece. Suppose, for example, that the
workpiece 5 to be ground next has an outer diameter as
shown by solid line in Fig. 7, and the previously ground
workpiece 5 had an outer diameter as shown by phantom
line in Fig. 7.
[0100] In this case, adjustment is made so that the
swing axis s, about which the swing base 13 is swung,
coincides with the center axis w of the workpiece 5. This
adjustment is made by moving the blade 3 in the direction
of the arrow f in Fig. 7 to adjust its height, and moving
the upper slider 12 in the direction of the arrow c3 in Fig.
7 by means of the lateral slide mechanism C to adjust
the position of the regulating wheel 2. Then, the table 11
is moved in the direction of the arrow a3 in Fig. 7 by
means of the horizontal slide mechanism A. By moving
the table 11, the positions of the regulating wheel 2, work-
piece 5 and blade 3 are adjusted relative to the grinder 1.
[0101] Before and after the above adjustments, the
center height angle γ of the workpiece 5 relative to the
regulating wheel 2 remains unchanged. That is, the an-
gles γ and γ’ are equal to each other. The difference in
height between the center axis g of the grinder 1 and the
center axis r of the regulating wheel 2 decreases from
Hg to Hg’.
[0102] Since the center height angle γ of the workpiece
5 relative to the regulating wheel 2 remains unchanged,
the contact point between the regulating wheel 2 and the
workpiece 5 remains unchanged too. Thus, it is not nec-
essary to adjust the positions of the guide plates 6 on the
side of the regulating wheel 2, as in the case where the
center height angle γ is adjusted.

[0103] As shown in Figs. 7 and 8, if the outer diameter
of the regulating wheel 2 remains the same, even if the
outer diameter of the workpiece 5 changes, the contact
point between the regulating wheel 2 and the workpiece
5 remains unchanged. Also, as shown in Fig. 6, when
the regulating wheel 2 is swung about the center axis w
of the workpiece 5, while the center height angle γ chang-
es, the contact point between the workpiece and the reg-
ulating wheel remains unchanged. Thus, it is possible to
configure the system such that the contact point between
the regulating wheel 2 and the workpiece 5 remains un-
changed at all times.
[0104] That is, the horizontal slide mechanism A, the
γ -swing slide mechanism B and the lateral slide mech-
anism C are capable of keeping constant the contact
point between the grinder 1 and the workpiece 5 and the
contact point between the regulating wheel 2 and the
workpiece 5 irrespective of the outer diameter of the
grinder 1 or the outer diameter of the regulating wheel 2.
Also, the horizontal slide mechanism A, the γ -swing slide
mechanism B and the lateral slide mechanism C can
keep constant the contact point between the regulating
wheel 2 and the workpiece 5 irrespective of the outer
diameter of the workpiece 5.
[0105] As described above, that the contact point be-
tween the regulating wheel 2 and the workpiece 5 is con-
stant means that the position of this contact point relative
to the frame supporting the regulating wheel 2 is also
constant. Since this contact point scarcely changes, even
when the grinder 1 and the regulating wheel 2 become
worn, it is not necessary to change the positions and
directions of the guide plates 6 mounted to the grinder
and the regulating wheel, respectively.

DESCRIPTION OF THE NUMERALS

[0106]

1. Grinder
2. Regulating wheel
3. Blade
5. Workpiece
6. Guide plate
7. 17. Centerless grinding machine
10. Bed
11. Table
11a, 11b. Arcuate surface
12. Upper slider
13. Swing base
13a, 13b. Arcuate surface
13c. Elongated hole
14. Grinder base
15. Truing device
16. Shift prevention preloading mechanism
16a. Elastic member
16b. Bolt
16c. Presser member
18. Swivel plate
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19. Workpiece rest
A. Horizontal slide mechanism
B. γ-swing slide mechanism
C. Lateral slide mechanism
D. Swivel mechanism
Gr. Grinding centerline
g, r, w. Center axis
H. Center height
γ, γ’. Center height angle

Claims

1. A centerless grinding machine comprising a bed
(10), a table mounted on the bed (10) through a hor-
izontal slide mechanism (A), a swing base (13)
mounted on the table (11) through a γ-swing slide
mechanism (B), an upper slider (12) mounted on the
swing base (13) through a lateral slide mechanism
(C), a regulating wheel (2) mounted on the upper
slider (12), a grinder (1) mounted on the bed (10) so
as to be in juxtaposition with the regulating wheel
(2), wherein a workpiece (5) can be placed between
the grinder (1) and the regulating wheel (2), wherein
the grinder (1) has a center axis (g) which is located
higher than a center axis (r) of the regulating wheel
(2) by a predetermined amount (Hg), and a blade (3)
provided between the grinder (1) and the regulating
wheel (2) and supporting the workpiece (5) from un-
der the workpiece (5), the blade (3) being capable
of keeping constant a center axis (w) of the work-
piece (5),
wherein the horizontal slide mechanism (A) is capa-
ble of moving the regulating wheel (2) relative to the
bed (10) according to the workpiece (5) by moving
the table (11) in a direction of a line (Gr) connecting
the center axis (g) of the grinder (1) to the center axis
(w) of the workpiece (5), wherein the γ-swing slide
mechanism (B) is capable of adjusting a center
height angle (γ) by swinging the regulating wheel (2)
about a swing axis (s) which is parallel to the center
axis (r) of the regulating wheel (2), wherein the center
height angle (γ) is an acute angle between the line
(Gr) connecting the center axis (g) of the grinder (1)
to the center axis (w) of the workpiece (5) and a line
connecting the center axis (w) of the workpiece (5)
to the center axis (r) of the regulating wheel (2),
wherein the lateral slide mechanism (C) is capable
of moving the regulating wheel (2) relative to the table
(11) in a direction of the line connecting the center
axis (w) of the workpiece (5) to the center axis (r) of
the regulating wheel (2) when the center height angle
(γ) is determined at any value by the γ-swing slide
mechanism (B).

2. The centerless grinding machine of claim 1, wherein
the center axis (w) of the workpiece (5) is always
kept at a same height as the center axis (g) of the

grinder (1).

3. The centerless grinding machine of claim 1 or 2,
wherein the blade (3) is mounted to the swing base
(13), and wherein the blade (3) is configured to be
swung about the swing axis (s) by the γ-swing slide
mechanism (B) together with the regulating wheel
(2), and further configured to be moved by the hori-
zontal slide mechanism (A) together with the regu-
lating wheel (2).

4. The centerless grinding machine of any of claims 1
to 3, wherein the horizontal slide mechanism (A), the
γ-swing slide mechanism (B), and the lateral slide
mechanism (C) are capable of keeping constant the
center height angle (γ) irrespective of an outer diam-
eter of the grinder (1) and an outer diameter of the
regulating wheel (2).

5. The centerless grinding machine of claim 4, wherein
the horizontal slide mechanism (A), the γ-swing slide
mechanism (B), and the lateral slide mechanism (C)
are capable of keeping constant a contact point be-
tween the grinder (1) and the workpiece (5) and a
contact point between the regulating wheel (2) and
the workpiece (5) irrespective of the outer diameter
of the grinder (1) and the outer diameter of the reg-
ulating wheel (2).

6. The centerless grinding machine of claim 4 or 5,
wherein the horizontal slide mechanism (A), the γ-
swing slide mechanism (B), and the lateral slide
mechanism (C) are capable of keeping constant the
contact point between the regulating wheel (2) and
the workpiece (5) irrespective of an outer diameter
of the workpiece (5).

7. The centerless grinding machine of any of claims 1
to 6, wherein the swing axis (s) of the γ-swing slide
mechanism (B) coincides with the center axis (w) of
the workpiece (5).

8. The centerless grinding machine of any of claims 1
to 7, wherein the γ-swing slide mechanism (B) com-
prises at least one first arcuate surface formed on a
top surface of the table (11), and at least one second
arcuate surface formed on a bottom surface of the
swing base (13), wherein when the regulating wheel
(2) swings about the swing axis (s), the first arcuate
surface and the second arcuate surface slide relative
to each other, thus guiding the swing motion.

9. The centerless grinding machine of claim 8, wherein
the at least one first arcuate surface comprises two
concentric arcuate surfaces (11a and 11b) having
different radii from each other and formed on the top
surface of the table (11), and the at least one second
arcuate surface comprises two concentric arcuate
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surfaces (11b and 13b) formed on the bottom surface
of the swing base (13) and configured to be slidable
relative to the respective two arcuate surfaces (11a
and 11b) formed on the top surface of the table (11).

10. The centerless grinding machine of claim 8 or 9,
wherein the at least one first arcuate surface and the
at least one second arcuate surface are pressed
against each other by a shift prevention preloading
mechanism (16).

11. The centerless grinding machine of claim 10, where-
in the shift prevention preloading mechanism (16)
comprises a bolt (16b) extending through an elon-
gated hole (13c) formed in the swing base (13) and
threadedly engaged in a threaded hole (11c) formed
in the table (11), wherein the bolt (16) is movable in
the elongated hole (13c) when the swing base (13)
is swung.

12. The centerless grinding machine of any of claims 1
to 11, further comprising a swivel mechanism (D)
provided between the table (11) and the bed (10),
wherein the swivel mechanism (D) is capable of ad-
justing the directions of the center axis (g) of the
grinder (1) and the center axis (r) of the regulating
wheel (2), and wherein the horizontal slide mecha-
nism (A) is capable of moving the table relative to
the bed after the directions of the axes of the grinder
and the regulating wheel have been adjusted by the
swivel mechanism (D).

13. The centerless grinding machine of any of claims 1
to 12, wherein the horizontal slide mechanism (A)
moves the table (11) relative to the bed (10) in a
direction inclined relative to a horizontal direction.

Patentansprüche

1. Spitzenlose Schleifmaschine, umfassend ein Bett
(10), einen Tisch, der auf dem Bett (10) über einen
horizontalen Schlittenmechanismus (A) montiert ist,
eine Schwenkbasis (13), die auf dem Tisch (11) über
einen γ-Schwenkschlittenmechanismus (B) montiert
ist, einen oberen Schlitten (12), der auf der Schwenk-
basis (13) über einen Querschlittenmechanismus
(C) montiert ist, eine Regelscheibe (2), die auf dem
oberen Schlitten (12) montiert ist, eine Schleifschei-
be (1), die auf dem Bett (10) neben der Regelscheibe
(2) montiert ist, wobei ein Werkstück (5) zwischen
der Schleifscheibe (1) und der Regelscheibe (2) plat-
ziert werden kann, wobei die Schleifscheibe (1) eine
Mittelachse (g) hat, die um einen vorbestimmten Be-
trag (Hg) höher als eine Mittelachse (r) der Regel-
scheibe (2) angeordnet ist, und eine Auflageschiene
(3), die zwischen der Schleifscheibe (1) und der Re-
gelscheibe (2) vorgesehen ist, und die das Werk-

stück (5) von der Unterseite des Werkstücks (5)
stützt, wobei die Auflageschiene (3) geeignet ist, ei-
ne Mittelachse (w) des Werkstücks (5) konstant zu
halten,
wobei der Horizontalschlittenmechanismus (A) ge-
eignet ist, die Regelscheibe (2) relativ zu dem Bett
(10) entsprechend dem Werkstück (5) zu bewegen,
durch Bewegen des Tisches (11) in eine Richtung
einer Linie (Gr), die die Mittelachse (g) der Schleif-
scheibe (1) mit der Mittelachse (w) des Werkstücks
(5) verbindet, wobei der γ-Schwenkschlittenmecha-
nismus (B) geeignet ist, einen Mittenhöhenwinkel (γ)
durch Schwenken der Regelscheibe (2) um eine
Schwenkachse (s) einzustellen, die parallel zu der
Mittelachse (r) der Regelscheibe (2) ist, wobei der
Mittenhöhenwinkel (γ) ein spitzer Winkel ist zwi-
schen der Linie (Gr), die die Mittelachse (g) der
Schleifscheibe (1) mit der Mittelachse (w) des Werk-
stücks verbindet und einer Linie, die die Mittelachse
(w) des Werkstücks (5) mit der Mittelachse (r) der
Regelscheibe (2) verbindet, wobei der Querschlit-
tenmechanismus (C) geeignet ist, die Regelscheibe
(2) relativ zu dem Tisch (11) in einer Richtung der
Linie zu bewegen, die die Mittelachse (w) des Werk-
stücks (5) mit der Mittelachse (r) der Regelscheibe
(2) verbindet, wenn der Mittenhöhenwinkel (γ) auf
einen beliebigen Wert durch den γ-Schwenkschlit-
tenmechanismus (B) festgelegt ist.

2. Spitzenlose Schleifmaschine nach Anspruch 1, wo-
bei die Mittelachse (w) des Werkstücks (5) immer
auf einer gleichen Höhe wie die Mittelachse (g) der
Schleifscheibe (1) gehalten wird.

3. Spitzenlose Schleifmaschine nach Anspruch 1 oder
2, wobei die Auflageschiene (3) an der Schwenkba-
sis (13) montiert ist, und wobei die Auflageschiene
(3) so ausgelegt ist, dass sie um die Schwenkachse
(s) durch den γ-Schwenkschlittenmechanismus (B)
zusammen mit der Regelscheibe (2) verschwenkt
werden kann, und außerdem so ausgelegt ist, dass
sie durch den Horizontalschlittenmechanismus (A)
zusammen mit der Regelscheibe (2) zu bewegen ist.

4. Spitzenlose Schleifmaschine nach einem der An-
sprüche 1 bis 3, wobei der Horizontalschlittenme-
chanismus (A), der γ-Schwenkschlittenmechanis-
mus (B) und der Querschlittenmechanismus (C) ge-
eignet sind, den Mittenhöhenwinkel (γ) unabhängig
von einem Außendurchmesser der Schleifscheibe
(1) und einem Außendurchmesser der Regelscheibe
(2) konstant zu halten.

5. Spitzenlose Schleifmaschine nach Anspruch 4, wo-
bei der Horizontalschlittenmechanismus (A), der γ-
Schwenkschlittenmechanismus (B) und der Quer-
schlittenmechanismus (C) geeignet sind, einen Kon-
taktpunkt zwischen der Schleifscheibe (1) und dem

19 20 



EP 2 594 363 B1

12

5

10

15

20

25

30

35

40

45

50

55

Werkstück (5) und einen Kontaktpunkt zwischen der
Regelscheibe (2) und dem Werkstück (5) unabhän-
gig von dem Außendurchmesser der Schleifscheibe
(1) und dem Außendurchmesser der Regelscheibe
(2) konstant zu halten.

6. Spitzenlose Schleifmaschine nach Anspruch 4 oder
5, wobei der Horizontalschlittenmechanismus (A),
der γ-Schwenkschlittenmechanismus (B) und der
Querschlittenmechanismus (C) geeignet sind, den
Kontaktpunkt zwischen der Regelscheibe (2) und
dem Werkstück (5) unabhängig von einem Außen-
durchmesser des Werkstücks (5) konstant zu halten.

7. Spitzenlose Schleifmaschine nach einem der An-
sprüche 1 bis 6, wobei die Schwenkachse (s) des γ-
Schwenkschlittenmechanismus (B) mit der Mittel-
achse (w) des Werkstücks (5) übereinstimmt.

8. Spitzenlose Schleifmaschine nach einem der An-
sprüche 1 bis 7, wobei der γ-Schwenkschlittenme-
chanismus (B) zumindest eine erste bogenförmige
Fläche umfasst, die auf einer oberen Fläche des Ti-
sches (11) ausgebildet ist, und zumindest eine zwei-
te bogenförmige Fläche umfasst, die auf einer Bo-
denfläche der Schwenkbasis (13) ausgebildet ist,
wobei wenn die Regelscheibe um die Schwenkach-
se (s) schwenkt, die erste bogenförmige Fläche und
die zweite bogenförmige Fläche relativ zueinander
gleiten, um so die Schwenkbewegung zu führen.

9. Spitzenlose Schleifmaschine nach Anspruch 8, wo-
bei die zumindest eine erste bogenförmige Fläche
zwei konzentrische bogenförmige Flächen (11 a und
11 b) umfasst, die unterschiedliche Radien vonein-
ander haben und auf der oberen Fläche des Tisches
(11) ausgebildet sind, und wobei die zumindest eine
zweite bogenförmige Fläche zwei konzentrische bo-
genförmige Flächen (11b und 13b) umfasst, die auf
der Bodenfläche der Schwenkbasis (13) ausgebildet
sind und so konfiguriert sind, dass sie relativ zu den
jeweiligen zwei bogenförmigen Flächen (11a und 11
b), die auf der oberen Fläche des Tisches (11) aus-
gebildet sind, verschiebbar sind.

10. Spitzenlose Schleifmaschine nach Anspruch 8 oder
9, wobei die zumindest eine erste bogenförmige Flä-
che und die zumindest eine zweite bogenförmige
Fläche durch einen Verstellungverhinderungs-Vor-
spannmechanismus (16) jeweils gegeneinander ge-
presst sind.

11. Spitzenlose Schleifmaschine nach Anspruch 10, wo-
bei der Verstellungverhinderungs-Vorspannmecha-
nismus (16) eine Schraube (16b) umfasst, die sich
durch ein Langloch (13c) erstreckt, das in der
Schwenkbasis (13) ausgebildet ist, und in Gewinde-
eingriff mit einer Gewindebohrung (11c) ist, die in

dem Tisch (11) ausgebildet ist, wobei die Schraube
(16) in dem Langloch (13c) bewegbar ist, wenn die
Schwenkbasis (13) verschwenkt wird.

12. Spitzenlose Schleifmaschine nach einem der An-
sprüche 1 bis 11, die außerdem einen Drehmecha-
nismus (D) umfasst, der zwischen dem Tisch (11)
und dem Bett (10) vorgesehen ist, wobei der Dreh-
mechanismus (D) geeignet ist, die Richtungen der
Mittelachse (g) der Schleifscheibe (1) und die Mittel-
achse (r) der Regelscheibe (2) einzustellen, und wo-
bei der Horizontalschlittenmechanismus (A) geeig-
net ist, den Tisch relativ zu dem Bett zu bewegen,
nachdem die Richtungen der Achsen der Schleif-
scheibe und der Regelscheibe durch den Drehme-
chanismus (11) eingestellt wurden.

13. Spitzenlose Schleifmaschine nach einem der An-
sprüche 1 bis 12, wobei der Horizontalschlittenme-
chanismus (A) den Tisch (11) relativ zu dem Bett
(10) in einer Richtung geneigt relativ zu einer Hori-
zontalrichtung bewegt.

Revendications

1. Machine à meuler sans centre comprenant un bâti
(10), une table montée sur le bâti (10) par l’intermé-
diaire d’un mécanisme de coulissement horizontal
(A), une base oscillante (13) montée sur la table (11)
par l’intermédiaire d’un mécanisme de coulissement
oscillant selon un angle γ (B), une coulisse supérieu-
re (12) montée sur la base oscillante (13) par l’inter-
médiaire d’un mécanisme de coulissement latéral
(C), une roue de régulation (2) montée sur la coulisse
supérieure (12), une meule (1) montée sur le bâti
(10) de manière à se trouver en juxtaposition avec
la roue de régulation (2), dans laquelle une pièce à
usiner (5) peut être placée entre la meule (1) et la
roue de régulation (2), dans laquelle la meule (1)
possède un axe central (g) qui est situé plus haut
que l’axe central (r) de la roue de régulation (2) d’une
valeur prédéterminée (Hg), et une lame (3) prévue
entre la meule (1) et la roue de régulation (2) et sup-
portant la pièce à usiner (5) par le dessous de la
pièce à usiner (5), la lame (3) étant capable de main-
tenir constant l’axe central (w) de la pièce à usiner
(5),
dans laquelle le mécanisme de coulissement hori-
zontal (A) est capable de déplacer la roue de régu-
lation (2) par rapport au bâti (10) en fonction de la
pièce à usiner (5) en déplaçant la table (11) dans la
direction d’une droite (Gr) reliant l’axe central (g) de
la meule (1) à l’axe central (w) de la pièce à usiner
(5), dans lequel le mécanisme de coulissement os-
cillant selon un angle γ (B) est capable de régler l’an-
gle de hauteur centrale (γ) en faisant osciller la roue
de régulation (2) autour d’un axe d’oscillation (s) qui
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est parallèle à l’axe central (r) de la roue de régulation
(2), dans laquelle l’angle de hauteur centrale (γ) est
un angle aigu entre la droite (Gr) reliant l’axe central
(g) de la meule (1) à l’axe central (w) de la pièce à
usiner (5) et une droite reliant l’axe central (w) de la
pièce à usiner (5) à l’axe central (r) de la roue de
régulation (2), dans laquelle le mécanisme de cou-
lissement latéral (C) est capable de déplacer la roue
de régulation (2) par rapport à la table (11) dans la
direction de la droite reliant l’axe central (w) de la
pièce à usiner (5) à l’axe central (r) de la roue de
régulation (2) lorsque l’angle de hauteur centrale (γ)
est déterminé à une valeur quelconque par le mé-
canisme de coulissement oscillant selon un angle γ
(B).

2. Machine à meuler sans centre selon la revendication
1, dans laquelle l’axe central (w) de la pièce à usiner
(5) est toujours maintenu à la même hauteur que
l’axe central (g) de la meule (1).

3. Machine à meuler sans centre selon la revendication
1 ou 2, dans laquelle la lame (3) est montée sur la
base oscillante (13), et dans laquelle la lame (3) est
configurée pour osciller autour de l’axe d’oscillation
(s) au moyen du mécanisme de coulissement os-
cillant selon un angle γ (B) en même temps que la
roue de régulation (2) et configurée en outre pour
être déplacée par le mécanisme de coulissement
horizontal (A) en même temps que la roue de régu-
lation (2).

4. Machine à meuler sans centre selon l’une quelcon-
que des revendications 1 à 3, dans laquelle le mé-
canisme de coulissement horizontal (A), le mécanis-
me de coulissement oscillant selon un angle γ (B) et
le mécanisme de coulissement latéral (C) sont ca-
pables de maintenir constant l’angle de hauteur cen-
trale (γ) quels que soient le diamètre extérieur de la
meule (1) et le diamètre extérieur de la roue de ré-
gulation (2).

5. Machine à meuler sans centre selon la revendication
4, dans laquelle le mécanisme de coulissement ho-
rizontal (A), le mécanisme de coulissement oscillant
selon un angle γ (B) et le mécanisme de coulisse-
ment latéral (C) sont capables de maintenir constant
le point de contact entre la meule (1) et la pièce à
usiner (5) et le point de contact entre la roue de ré-
gulation (2) et la pièce à usiner (5) quels que soient
le diamètre extérieur de la meule (1) et le diamètre
extérieur de la roue de régulation (2).

6. Machine à meuler sans centre selon la revendication
4 ou 5, dans laquelle le mécanisme de coulissement
horizontal (A), le mécanisme de coulissement os-
cillant selon un angle γ (B) et le mécanisme de cou-
lissement latéral (C) sont capables de maintenir

constant le point de contact entre la roue de régula-
tion (2) et. la pièce à usiner (5) quel que soit le dia-
mètre extérieur de la pièce à usiner (5).

7. Machine à meuler sans centre selon l’une quelcon-
que des revendications 1 à 6, dans laquelle l’axe
d’oscillation (s) du mécanisme de coulissement os-
cillant selon un angle γ (B) coïncide avec l’axe central
(w) de la pièce à usiner (5).

8. Machine à meuler sans centre selon l’une quelcon-
que des revendications 1 à 7, dans laquelle le mé-
canisme de coulissement oscillant selon un angle γ
(B) comprend au moins une première surface incur-
vée formée sur la surface supérieure de la table (11)
et au moins une seconde surface incurvée formée
sur la surface inférieure de la base oscillante (13),
dans lequel, lorsque la roue de régulation (2) oscille
autour de l’axe d’oscillation (s), la première surface
incurvée et la seconde surface incurvée glissent
l’une par rapport à l’autre, guidant ainsi le mouve-
ment d’oscillation.

9. Machine à meuler sans centre selon la revendication
8, dans laquelle l’au moins une première surface in-
curvée comprend deux surfaces incurvées concen-
triques (11a et 11b) ayant des rayons différents l’une
de l’autre et formées sur la surface supérieure de la
table (11) et l’au moins une seconde surface incur-
vée comprend deux surfaces incurvées concentri-
ques (11b et 13b) formées sur la surface inférieure
de la base oscillante (13) et configurées pour pouvoir
coulisser par rapport aux deux surfaces incurvées
respectives (11a et 11b) formées sur la surface su-
périeure de la table (11).

10. Machine à meuler sans centre selon la revendication
8 ou 9, dans laquelle l’au moins une première surface
incurvée et l’au moins une seconde surface incurvée
sont appuyées l’une contre l’autre par un mécanisme
de précharge de prévention de déplacement (16).

11. Machine à meuler sans centre selon la revendication
10, dans laquelle le mécanisme de précharge de pré-
vention de déplacement (16) comprend un boulon
(16b) s’étendant à travers un trou allongé (13c) for-
mé dans la base oscillante (13) et engagé par vis-
sage dans un trou taraudé (11c) formé dans la table
(11), dans lequel le boulon (16) est mobile dans le
trou allongé (13c) lorsque la base oscillante (13) os-
cille.

12. Machine à meuler sans centre selon l’une quelcon-
que des revendications 1 à 11, comprenant en outre
un mécanisme de pivotement (D) prévu entre la table
(11) et le bâti (10), dans lequel le mécanisme de
pivotement (D) est capable de régler les directions
de l’axe central (g) de la meule (1) et de l’axe central
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(r) de la roue de régulation (2), et dans lequel le mé-
canisme de coulissement horizontal (A) est capable
de déplacer la table par rapport au bâti après que le
mécanisme de pivotement (D) a réglé les directions
des axes de la meule et de la roue de régulation.

13. Machine à meuler sans centre selon l’une quelcon-
que des revendications 1 à 12, dans laquelle le mé-
canisme de coulissement horizontal (A) déplace la
table (11) par rapport au bâti (10) dans une direction
inclinée par rapport à la direction horizontale.
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