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Precision surface and profile grinding machine

FS 640 Z CNC

CNC-Control

For a quick change-over of the machine, the data of
workpieces, grinding wheels and dressers and
the profile contours are stored in virtual file cabinets.

The input of all data is dialogue based.

All geometrical data can be entered as absolute values
or using the Teach-In process.

For single production or adjustment, all axes can be
controlled with the electrical hand wheel.

Different grinding processes are available and

belong to the basic equipment of the machine.

The interlinking of several grinding cycles enables the
operator to machine workpieces with different grinding tasks
fully automatically.
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Precision surface and profile
grinding machine with CNC-control
for highest requirements and flexibility

+ Dialogue based input of the process parameters

e Taking over of the axes position
with Teach-In-process
o Virtual file cabinets for the data of work pieces,

grinding wheels and dressing unit
for a quick change-over of the machine
o Comfortable realisation of contours for grinding
wheels and workpieces
« Addition of further axes
« Addition of further grinding spindles
» Possibility of network connection
and remote maintenance
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DRESSING TECHNOLOGY

Automatic dressing from the table allows highest precision.
All dressing amounts are compensated. The undercutting

of the grinding wheel for face, plunge or gap grinding is
achieved by a twin dresser.

Profiles can be realised most simply by means of a standard
data library or as contour lines.
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Using the graphic support for the profile setup process and the
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(CAD/CAM- interface).

The simulation enables to control of the dressing process
and the time-optimised pre-dressing process for collision.
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The swivel dresser is used for the profiling of grinding wheels with steep contours. Beside the conventional form-diamond, the
device is equipped with a twin-diamond for highest precision. For serial production, a powered diamond disc gives the tool a
long life. A maximum of flexibility and precision in combination with a very short setup time is made possible by the diamond
precision fast change system (DPS).

Other dressing devices can be integrated into the machine on demand.

Vertical grinig
spindle

A vertical grinding spindle

allows internal round and coordinate
grinding. With such a grinding spindle,
it is also possible to treat T-slots or
dovetail guides.

Rotative or swivelling
axes

With integration of a rotative axis in form

of a dividing head or a workpiece e
spindle, it is possible to realise multiple
size operations, threads, circular or non- i
circular works.

Automation

An automatic workpieces infeed is
also possible. The interface can be
determined with the automation
manufacturer.



""POAISSS] UOIEIYIPOW [eaIUYD |

LTIX001X007 LZIX001X007 LZ1X001X007 LZ1X001X007 LTIX001X007 2'9/X0GX00¢€ 2'9/X0GX00¢€ 16XGZXS5TT ww pJepuels ‘j@oym Buiputio
08£'Z- 008 08£'Z - 008 08£'Z - 008 08£'Z - 008 08£'Z- 008 081°¢ =000’} 08L°€-0007L | O¥Z'¥—0001 U alpuids Buipuub jo paads uogejoy
L Ll Ll Ll 1l 6 6 1 M | (uondo) Jojow sipuids Buipuub jo semod

b ! ! ! b L L L't M Jojow ajpuids Buipuub Jo semod

a|puids Buipunig - sixy-9

0007 - 05 000'7 = 09 0007 = 09 0007 = 09 0007 = 05 0007 = 05 000'7 —0S 0007 -0G | ulwww poads aseAsuel |
008 00§ 008 008 005 00 00 00z ww ('Xew) Juswanow |esioAsuel |
JUBWIBAOW |BSIDASURL) — SIXY-Z

0007 = 08 0007 = 0§ 0007 = 08 0007 = 08 0007 = 0§ 0007 = 0§ 0007 = 0§ 0007 =08 | Ulwww poads [BolOA
6z8- 08l Gz8- 08l 6Z8- 08l 6z8- 08l 6z8- 08l 6z - 0vl 6z - 0vl 695 - 0L ww | (uopdo) sjpuids Buipuud o} sjge} souessia
6z9- 081 Gz9- 08l 629~ 08l 629~ 08l 6z9- 081 626 - 0vl 626 - 0vl Sy = 0LL ww ajpuids Buipub o} sjqe} souessiq
JUBWAAOW [BIIMBA — SIXY-A

G- 1000 € - 100°0 GE-100°0 GE-100°0 €= 100°0 €~ 100°0 €~ 100°0 GE-1000 | unuyjw poads sjqe]
050'Z - 08 065’} — 08 062’} = 08 060"} = 08 068 - 0§ 058 -0} 059 -0} 0zr =0l ww Juswianow [eupnyibuol siqe |
a|qe} Bunjiom ay} Jo Juawarow jeuipnyibuo] — sIXy-X

0£6'C 046"} 069’} 08¢’} 0oL’} 002 009 051 63 peoj aiqe

629 6z9 529 529 6z9 GlS GlS 05y ww (uondo) yubiey Butputio

ey ey sey 147 144 Gle Gle 00€ ww WBley Buipuus

008 005 005 00§ 005 00 00 002 ww pim Buipuus

0002 009} 002’} 000"} 008 008 009 00% ww Wbus| Buipuno

ONO 19 050¢ S4

ONJ 19096} S4

ONO 19 09¢} S4

ONOD 19050} S4| ONJ 19098 S4

ONOZ0#9 4

ONOZ0¢y S4




*DaAIBSBI UOIEOYIPOW [EDIUYD |

Z'€0ZX001X00S | Z'€0ZX00LX00S |  LZUXOOLX00F |  LZIXO0LX00% |  LZUXQOMXQ0Y | Z2IX00KX00F |  LZLX00LX00 | LZLX00LX00¥ LZIX00LX007 ww pJepuels ‘j@oym Buiputo
006’} = 009 006’} = 009 08£'Z- 008 08£'Z - 008 08€Z-008 | 08£7Z-008 08£'Z- 008 08£'Z- 008 08£'Z - 008 U alpuids Buipuub jo paads uojejoy
144 144 144 144 144 1l 1l 1l Ll M (uodo) 4010w sjpuids Buipuub jo Jemod

Il 1l 1l Ll Ll L L L L M Jojow sjpuids Buipunb jo semod

a|puids Buipung - sixy-9

0007 = 09 0007 - 0§ 0007 = 05 0007 = 09 0007 = 09 0007 = 05 0007 = 05 000'7 —0S 0007-0G | Ulw/uww poads aseAsuel |
000"} 000'} 002 002 002 009 009 009 009 ww ('Xew) Juswanow [esIeAsuel |
JUBWdAOW [BSIBASUR) — SIXY/-Z

0007 = 0§ 0007 = 08 0007 = 0§ 0007 = 08 0007 = 08 0007 = 0§ 0007 = 0§ 0007 = 0§ 0007 =05 | Uw/ww poads [EOIOA
002’} = 02 002’} = 02 000'} - 08} 000"} =08} 000"} =08} 6z8- 08l 6z8- 08l 6z8- 08l 6z8- 08l ww (uondo) sjpuids Buipuub o} ejqe} souelsia
000"} - 02 000"} - 02 008 - 081 008 - 08} 008 - 08} 6z9- 081 6z9- 081 6z9- 081 629~ 08l ww ajpuids Buipuub o} sjqe} souesig
JUBWAAOW [BIIMBA — SIXY-A

0€ - 100°0 0€ - 100°0 €~ 100°0 GE-100°0 GE-100°0 €~ 100°0 €~ 100°0 €~ 100°0 GE-100'0 Ut/ poads sjge]
060'Z - 08 085’} = 08 050'Z - 0§ 065’} =08 060"} = 08 050'Z - 0§ 085} = 0§ 062’ = 0§ 060", = 08 ww Juswianow [euipnyfuol siqe
a|qe} Bunjiom ay) Jo Juswarouw [eulpnyibuoj — SIXy-X

0LLe 0887 0Le 08€'C 09} 0Le 08€C 058’} 095’} By peo| ajqe

096 056 008 008 008 529 529 529 629 ww (uondo) yubley Buipule

05L 05L 009 009 009 ey ey ey 147 ww Wbley Buipuuo

000"} 000’} 002 002 002 009 009 009 009 ww pim Buipuug

0002 005’} 0002 005} 000"} 0002 005'} 00z’ 000’} ww Wbus| Bupuus

ONO 19 0010¢ S4

ONO 19 0015} S4

ONO 19 0£0¢ S4

ONO 19 0451 S4

ONO 19040} S4 |OND 19 090¢ S4 ONJ L9 096} S4

ONO

OND 19 0901 S4




.
i ——

P

< T 117 <, o

Geibel & Hotz GmbH

P.O. Box 11 61
D-35311 Homberg (Ohm)

Frankfurter Str. 102-104
D-35315 Homberg (Ohm)
GERMANY

Tel. +496633 181 -0
Fax +49 6633 1 81-18

vertrieb@gh-schleiftechnik.de
www.gh-schleiftechnik.de

Who we are:

On our site in Homberg (Ohm) in
Hessen, precision grinding machines
and their accessory equipment are
being produced since 1956. Now, more
than 10.000 manufactured machines
are in action all over the world.

All machines that are supplied by

Geibel & Hotz are assembled, put into
service and subjected to an extensive
quality control on our site in Homberg.

Thanks to the central situation of our
company, every place in Germany can
be reached by car within 8 hours.
Service interventions can be arranged
optimally for our customers from our
location.



