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Machine Tools ;
Surface Grinding Machines
with Horizontal Grinding Wheel Spindle
with Movable Rectangular Table for Grinding Length up to 1600 mm
Acceptance Conditions

DIN
8632

Part 1

Werkzeugmaschinen; Flachschieifmaschinen mit waagerechter Schieifspindel mit beweglichem Rechtecktisch bis
1600 mm Schieifiénge; Abnahmebedingungen

For connection with the |
Standardization (I1SO), see Explanations

Dimensions in mm

nternational Standard 1SO 1986 - 1974 published by the Intemational Organization

Type: 715 ZT

Machine number: (084302

Recipient: Order number:

Date: ©  2008/08/27

Inspector:

1 Purpose and application

This Standard defines technical acceptance conditions for surfacs grinding machines
with horizontal grinding wheel spindle with movable rectangular table for grinding

length up to 1600 mm. They comprise preparatory measures, geometrical tests on

the machine (accuracy of manufacture) and practical tests on the workpiece (working
circulating as draft), see Explanations.

If some of the tests are not to be carried out or if additional tests are necessary,

this is to be separately agreed between manufacturer and operator. The relevant German
specifications are to be observed for testing the safety of the machine. The test procedures
state only the test principle and the recommended test apparatus usually to be found in
the majority of firms. Other test procedures comrespending to DIN 8601 (successor issue
at present circulating as draft) and of equivalent accuracy are permissible.

inthe column headed "Test instructions™ the section number from DiN 8601 (successor
issue at present circulating as draft) is shown at the end in cases where the test
concemned commesponds to the stipulations contained therein.

- Continued on pages 210 7 -
Explanations on page 7
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2 Preparatory measures

DIN 8632 Part1 Page2

No. Object
of test

Diagram

Test
apparatus

Test instructions

Deviations

permissible

measures

Levelling
of the bed

a) Straight-
ness in
longitudinal
direction
(in vertical
plane)

b) Parallel-
ismin
transverse
direction

01

of slideways

Precision
level scale
interval
0,02 mm/m
maximum
length

200 mm

Measuring
bridge

Move table to the
feft to the end
position. Place
precision level in
longitudinal

direction at a; on the
slideway (fiat way)
and read off.

Place measuring
bridge and precision
level in transverse

| direction &t b1 on the

slideways and read
off. Then move
table to the right to
the end position and
repaat tests at a;
and be.

The test can also

be conducted by
placing the precision
jevel in the
longitudinal and
transverse directions
on the table in its
central position.

If, in exceptional
cases, the table has
{o be removed for a
test, this must be
agreed between
manufacturer and
operator.

3.1,32
52.1,54.1

a) 0,02 mm/m
both
measured
values rising
or falling
towards

the centre of
the bed

b) 0,02 mm/m
both
measured
values rising
or falling

a)
0.012mm/m

by

10.015mm/m

3 Geometrical tests

of
longitudinal
movement
of table

G1

Straightness

Support

Dial
indicator
accord-
ing to
DIN 879

Straight-
edge or
optical test
apparatus

Attach support with
dial indicator to a
stationary part of
the machine. Place
straightedge on the
table. Bring stylus
into contact with
straightedge in the
horizontal plane and .
line up ends of

paraliel
1o the longitudinal
movement of the
table.

Move table through
grinding length and
read off the
maximum deviation
in indication

5.2.3

0,01 mmup
to 1000 mm
grinding
length

0,015 mm
over 1000 mm

grinding
length

0.004mm

Grinding length

1000mm
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No.| Object Diagram Test Test instructions Petions
of test apparatus ' permissible measured.
Flatness of Precision _
table level scale | Table in central
surface in { interval position. Place 0,02 mm/m 6-8
grinding 0,02 mm/m | precision level in change in 02mm/m
zone — — maximum | longitudinal inclination
W == length directiona-bandin |overall cd
= == 200 mm transverss direction | tests
¢ - d and read off. 0.02mm/m :
G2
The number of
tests depends on
the size of the table
surface.
5322
53.23
Parallelism
of table ) Support Aftach support with
surface in dial indicator to 2 a)0,01 mm |a)
grinding Dial stationary part of up to 0,01 _
zone indicator the machine. Bring 1000 mm m'a%%m
accord- stylus on table grinding 1500mm
a)to ing to surface. length
longitudinal '?——%55‘ DIN 879
movement Movae table through 0,015 mm Grinding width
of the table grinding length over 1000 mm |[700mm
{Diag. a) and grinding '
G3 |b)to ing width length
transverse (Diag. b) and read
movement ’1 > off the maximum b)0,01mm |b)
of the table deviation in indication. |up to
A 1000 mm 0.006mm
In the case of grinding :
machines with ‘width
fransverse movement
of the wheelhead Local
and a stationary tolerance for
table, the testis to aand b:
be conducted as 0,005 mm
appropriate. over 300 mm
5.4.2
Parallelism
of W Support Attach support with
reference Z dial indicatorto a 0,01 mm
tee slot of 7 Dial stationary partofthe |upte
table to M indicator | machine. Bring 1000 mm
longitudinal I Z according to | stylus on the mea- grinding
G4 | movement i DIN 879 suring surface of length
of table . the referencs tee slot.
0,015 mm _
Movertable through | over 1000 mm
U grinding length and | grinding
read off the length
maximum deviation
in indication. Local Grinding length
tolerance '
5.4.2 0,005 mm
over 300 mm
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No.

Object
of test

Diagram

Test
apparatus

Test instructions

‘ Deviations

permissible

measured _

G5

Squareness
of reference
tee slot of
table to
transverse
movement
of table

|
T

]

o
L

Support

Dial
indicator
according
to DIN 879

Angle 90°
according
to DIN 875

Length of
the
measuring
leg corres-
ponding
to grinding
width

Table in central
position. Attach
support with dial
indicator to a
stationary part of the
machine. Bring stop of
angle into contact with

.| the measuring surface

of reference tee slot of
table in position 1.
Bring styius on the
free leg of the angle
at a. Move table
through grinding
width. Read off
variation in indication

-at b with correct sign.

Repeat the test in
position 2: Bring
stylus on the free
leg of the angle at b.
Move table through
grinding width. Read
off deviation in
indication at a with
correct sign. Take
mean value.

In the case of
machines with
transverse movement
of the wheelhead and
a stationary table, the
test is to be conducted
as appropriate.

5.5.2

0,01 mm
over 100 mm
grinding
width
(referred to
‘mean valius)

Mexdmum
deviation:
0,03 mm

Measured
value 1

+0.006mm

Measured
value 2

-0.005 mm
Mean value

0.006mm

350mm

G6

Squareness
of vertical
movement
of wheel-
head to
table surface
in trans-
verse plane

Support

Dial
indicator
according
to DIN 879

Test
cylinder (1)

Table in central -
support with dial
indicator to wheelhead.
Bring stylus on test
cylinder at a. Move
wheelhead through
grinding height. Read
off deviation in
indication at b with
correct sign. Rotate
test cylinder through
180° about its
longitudinal axis and
repeat the test in the
same sequence.
Take mean value.

in the case of
machines with
movable table and
stationary wheelhead
the test its to be
conducted as
appropriate.

552

0,01 mm
over 100 mm
grinding
heig
(referred to
mean value)
Maximum
deviation:
0,05 mm

value 1

-0.005mm

value 2

-0.004mm |
Mean value

0.005mm

Grinding hed
270mm
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No.| Object Diagram Test Test instructions Deviations
of test apparatus permissible | measured
Run-out Support Attach support with
of wheel dial indicator to 0,005 mm a)
spindle Dial wheelhead. Bring 001mm
nose indicator stylus at right-angles Q) 01 .
according | on the surface of the 0.001mm
) to DIN 879 | wheel spindle nose.
1 Rotate wheel spindie
G7 b @ or allow it to revolve -
and read off the
maximum variation
in indication.
Carry out testing at
aand b.
5.6.1
Periodical Support Attach support with
axial slip dial indicator to 0,005 mm
of wheel Dial wheelhead. Insert 0.001mm
spindle indicator steel ball in the
according | centring recess of
to DIN 879 | the wheel spindle.
’ Bring stylus on the
Gé Steel ball steel ball. Rotate
according | wheel spindie or
to DIN 5401 | allow it to revolve
and read off the
maximum deviation
in indication.
Paralielism Trammel Table in central Measured
of axis of support position. Attach 0,01 mm value 1
wheel trammel support with | over 100 mm
spindle to Test dial indicator to the
table Y n cylinder wheel spindle. Bring | Measuring +0.007mm
surface —] - stylus on the test radius R Measured
2 x Dial cylinder at a and (referedto | value 2 - 2
1 indicator read off the deviation | meanvalue) |4+(0.006mm |
E—‘*} according | in indication with
Gs to DIN 879 | comect sign at b after
L tum-round. Rotate Mean value
test cylinder
through 180° about
its longitudinal axis 0.007mm
and repeat the test in _
the same sequence. radius R
Take mean vaiue. 150mm
5.5.1.2
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No.| Object Diagram Test Test instructions Deviations
of test apparatus permissible i
Squareness Trammel Table in central
of axis of 5 support position. Attach 0,005 mm
wheel ﬁ . trammel support over 100 mm | 0.005mm
spindle to : w Dial with dial indicator to Test .
reference [ indicator | wheel spindie. Bring | Test distance A
tee slot of according | stylus at a on the distance A
tabie to DIN 879 | measuring surface 300mm
G10 of reference ise slot
Ur |1 Straight- (of straightedge or of
L_,._,. edge or slip gauges) and read
slip gauges | off the deviation in
according | indication at b after
to DIN 861 | turn-round.
5.5.1.2
4 Practical tests
No.| Object Diagram Grinding Test Test Deviations
of test conditions apparstus | instructions permissible | measured
Working 5iestwork- |External | Measure
accuracy pieces are fo | micrometer the 0,005 mm
of the be placed on | with dial maximum upto
machine: the table in indicator deviation in | 400 mm
___# accordance according | thickness of | grinding
Uniform- ‘ Ll with the to DIN 879 |the test length
ity of diagram. workpieces
thickness with 0,01 mm
of the A In the external over
test absence of micrometer | 400 mm
workpiece any special and dial upto
agreements, indicator. 800 mm
the manufac- gringding Grinding
turer will 41,42 length length
Nk 0,015 i
,015 mm
Quality and over 1000mm
dimensions of 800 mm
the grinding upto
P1 wheel; material 1600 mm
of the test grinding
workpieces length
(cast iron or
steet);
grinding and
workmounting
conditions.
Recommended dimensions of
the surface of the test The bearing
workpieces to be ground: surfaces of 1
the test Opm
workpieces 2
must be fiat to Oum
f ﬂ within 3
i ) 59 0,002 mm. Mm
4
-1ym
| Hm




Further Standards
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DIN 8632 Part 2 Surface grinding machines with horizontal grinding wheel spindle with movable rectangular table for
grinding length over 1600 mm; acceptance conditions .

DIN 8632 Part 3 Surface grinding machines with horizontal grinding wheel spindle with round table; acceptance

conditions

DIN 8633 Part 1 Surface grinding machines with vertical grinding wheel spindle with movable rectangular table for
grinding length up to 1600 mm; acceptance conditions (at present circulating as draft)

DIN 8633 Part 2 Surface grinding machines with vertical grinding wheel spindle with movable rectangular table for ’
grinding length over 1600 mm; acceptance conditions (at present circulating as draft)

DIN 8633 Part 3 Surface grinding machines with vertical grinding wheel spindle with round table; acceptance conditions

(at present circulating as draft)

Explanations

DIN 8632 "Acceptance conditions for surface grinding
machines with horizontal grinding axis and vertically
adjustable wheelhead up to 2 m grinding length”, edition
June 1942, has already been revised once and published
as draft DIN 8632 Part 1 in July 1968.

Since, in the meantime, surface grinding machines have
been included in the study programme of Technical
Committee ISO/TC39/SC2 "Machine tools; acceptance
conditions for metal cutting machines” it became
necessary in March 1973 to publish a second draft, so
that the intemnational agreements could be taken into
account in the DIN Standard.

This Standard contains some deviations from the

ISO Standard 1986 - 1974 published by the Intemnational

Organization for Standardization (ISO)

E: Test conditions for surface grinding machines with hori-
zontal grinding wheel spindle and reciprocating table -
Testing of accuracy

F: Conditions d'essais des machines a rectifier les sur-
faces planes, a broche porte-meule 4 axe horizontal -
Contrdle de la précision

In contrast with the ISO Standard it has been divided
into DIN 8632

) Part 1: Surface grinding machines with horizontal

grinding wheel spindle with movable rectangular

table for grinding length up to 1600 mm;

acceptance conditions
Part 2: Surface grinding machines with horizontal

grinding wheel spindle with movable rectanguiar

table for grinding length over 1600 mm;

acceptance conditions
so that, in respect of these grinding lengths, differsnt
permissible deviations have become necessery for cerain
tests.

The tast methods of the Standard correspond with the
ISO/R 230-1961

E: Machine Tool Test Code
F: Code d'Essais des Machines-Outils

on the basis of which DIN 8601 "Acceptance conditions
for machine tools for machining metal; general rules”
(successor issue, at present circulating as draft) has been
prepared.



