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Fully Automatic CNC Tool Grinder

TGR-016Hi

MODEL:I

£HEHCNCIEMHIE

Fully Automatic GNC Tool Grinder

TGR-016H;

MODEL:II
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Excellent workability and advanced machining
technology hidden in a compact body.

CNCIEffHlE

CNC Tool Grinder

TGR-OI6 (X

UPH'SHIGHAN
BEZEX38EN.

Rising higher and higher. Transcending
the boundaries of automation.

TGR-016Hi

£HECNCIEMHIE

Fully Automatic CNC Tool Grinder

TGR-016H;:

MODEL-I

TGR-016 Y —Z 1%
rTEDHNEHEICHIELT:
CNCI ERNIETY.

— N ., 3 —
Our TGR-016 series models are CNC tool grinders specialized Eb’&%ﬁ{g&ﬁ'rft
for re-grinding tool edges. :1—9*{70
New model born through continuous innovation.
o“*"—‘q\ /m’\
N b £
KUILD - £HECNCIEmfHIEE
HAEhrh—=vT ANR—AD AR Fully Automatic CNC Tool Grinder
(FAZVR)IMI%Z BMEREERLE %7 .
N i A=Y VR o
BLHEss W Y/t hRE 1 GR’016H1
\ EEEmT % y MODEL:II
— .- '&\%%‘_—_ﬁ/
High-precision machining, Compact design High
including honing resulting in optimal space cost performance g
(negative land processing) utilization IRARXA—YFrT09—
of drill edges TR—=Y—,;

Dorry, Utsunomiya's mascot
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ffHl FEERI Y= —
SO55. XEEBDT—HIAN]

Y7k AIEEIRY I N (ITPS) ZiE%E s R,

Grinding Interactive data entry software (ITPS)
program is provided as standard.

software

ITPSIEWindowsDEELTWS/\Y IVEE LT

NCXA Y709 LEMFEX CHBICERTIENTEET,

ITPS enables easy creation of the main CNC programs on

Windows OS computers.

[T TiEf] Processing screen

B

[7—V&%7—5EE]

Basic workpiece data screen

(B EREmE]

Grinding wheel control screen

_ HBAMTIRIES0Mm (EERDHE. SR SEEBET) LEVET, HO—IRRICEYBIRE R BIHBEDHVET,
Processing examples  Maximum length of processing edge is 50mm(length from tip to shoulder when stepped). This may be subject to limitations depending on the work configuration.

(O )TN i=54E(} & Standard accessories

N e«
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RYJLEES Drill point Yv=>% Thinning

FHSVR Negaland

AF7v7 Step RYJLEC Dril shoulder C |RUJLIER Drill shoulder R

@QARATFPIVRI)TR—ILIVKRZ)L Square and ball-nose end mills

% i

= =@

J J )

JEX Bottom blade Frvya Gash

3—7—C Corner C

2—3—R Comer R 2—F—FEComer back side | AUHEF Helix bottom blade |RAUNFrYYa  Helix gash

== =N

ﬁ‘%ﬂ

Y T

SEHESYT R Continued radius | R—JL Bal

R=)LF vy Bal gash

AR—JUIE Ball shoulder | 5@#5R—JL Continued ball | SE8REASL Point clearance

@Y=+ 57 Reamer and taps

= =

€ =X

BRVME Clearance depth | TEIEXD Chamfer

R R

FYYR Round

PIEIERD Inside chamfer | FIHE Edge back side SelEEsh Point flat

J1 “w o
(02N RULTRIRRRE > B —TRIEL.
SR A5 RNITEY T N EEEER,

Negaland Sensors measure the processing edge profile of drills.
processing Software for negaland processing is provided as standard.
of drills

FERICLZRAFYRMIE...
Manual processing of negaland
has disadvantages.

Difficulties transferring technology
Inconsistent processing quality

BADFEEHER T, "HIHEENAE TMIRBEINFTVEDEZIFOENZVDOHFRTY,
Negaland processing (honing) at the edge of tungsten carbide drills is a critical factor that affects the performance of the tools

Of course, manual operation by skilled workers is still the established practice, but challenges such as

technology transfer difficulties and inconsistent processing quality are faced by many in the industry.

FHEEIREBRHSYRINI Manual processing of negaland

‘4\ BRERVILOAZBICHESNZRHIVR (h—=V ) T TRIEEEEETIERLERTT,

7093 LB E 5B BELEEIT,
BERATOBRELBBRBICBDE LT,

Further advancements in program software
has enabled the shaping of complex drills with ease.

BEIRH SV RINT Automatic processing of negaland

1

SRl —F 2
3&-2% 3

Point rake 3/2 Ry y=>4
R thinning ﬂ’J}JHBb\ﬁUE 4
Measurement — .
follows edge Wﬂ*ﬁ?‘/l\
Negaland
follows edge

ﬂuIIE Processing steps

RUILINITF—%

) _ . HTREBETHEM T ERTOMIREEEHLIEDTT,
Drill processing data for various drill types

The following data represents only the processing results of our demonstration machine.

HBERY ® BSE-e FAZVRIE KAZVRABE TR
TR Diameter Number of edges Negaland width Negaland angle Processing time
carbide drill
AR 63 2t 0.03mm 250 54 10%
Company A type 2 5m10s
AR 68 2t 0.08mm 250 5455#%
Company A type 2 5m55s
B 3 21 0.03mm 20° 5512#
Company B type 2 5m12s
Cita #142 3 0.12mm 25° 7240
Company C type 3 7m40s
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01 6 SERIES

TGRS U-XTREDHBIL 17D haiRA.
fiDTGR>U-X&T 095 LA BEHHEE

We have adopted an axis layout with a proven track record for the TGR series.
Program sharing with other TGR series machines is also possible.

BEEE R O EERE (C (35,
|mmm EENRICEND
[ Axis struoture { _ O—-5—54F¥7=iFA.
/

Employs a roller-type gear for pivot
and rotating axes, ensuring high precision and
excellent transmission efficiency.

®©

BRAESRIVE—-5—(F
BREMREICHE. (HIREH)

The grinding spindle motor can perform
high-intensity grinding
(as compared to conventional machines).

ERENEODAIET v T &ER,
(xIEE2)

Pursuing improved rigidity of the drive shaft
(as compared to conventional machines).

XY@
e

New Features

- XAZVR A 7OEARLABRE
PC D M CB NIE@EE’TEEE%‘L Ncga\a7nd/ \n'p/voccss dressing nmcmnﬁb
PCD-CBN tools can also be resharpened.
AV —hFvTRE FYTINA
Insert Chip Chip bite

=1

P A7vaveE

Options HTRMMCEMABATY 2 SEBRUTHNET,
Options other than those given below are also available.
FHED/\AROF vy TR IRER RS HSK C40 BAR#MAL> N)L T—URIRE

Manually tightened hydro chuck Wheel end face detecting function HSK C40 grindstone spindle Work receiving device

EETEMAER Wi height adjustment function

.f
T
. :

TGR-016

-

INEL - Rl TH DRNS
=1t IC TRON SEREID I #E.

Allows for the high performance
grinding of tools while remaining
compact and affordable.

i
TGR-016

BR7—/I\—

Grinding wheel arbor

0.

EfE
Iry7—

53

No compressed air required
No hydraulic unit required

ATLyY— HERCTE
FERAULBRVWEICELD,
BERNHIRICDRDDET,

We have reduced electricity costs by
removing compressors
and hydraulic pumps.

{ERMZERL.
ROBZLIEDE
EhEH) — 2R,

Wide opening with a curved window design
enhances workability.

INYVIAENCERATS
FICEKD, BAR-R{LZ2RH,
GARATLAHEFRE)

We have achieved greater space
efficiency by incorporating a built-in PC
(a separate display in not required ).

T—IRILY— %« A2 Dimensions, outline drawing

Workpiece holder

2361

HERATYav kT,

This is an optional specification

3334

1436
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TGR-016

MODEL:I

RHBXOORY MES.
|MAEIE(CKDEANEZRE,

Equipped with a proficient carrier robot.
Automatic robotic operation conserves man-power.

RBOORY MERALEAR—REEBIEER,
BEE/LY RO YA ZBD/Ly NRIBHREL DT,

Our suspended robot design increases space efficiency.
The horizontal pallet configuration eliminates the need to
change pallets for workpieces of different sizes.

T—Y ARy O%E

Work stock holding device

30AMEBE/ Ly~ \\

30-piece horizontal pallet

R EE
Carrier
Oy ~

Robot

Tﬁf' %ﬁz@ Dimensions, outline drawing

2154 3280

o1 I
=

o il <
[ [— 3
—d
= .

@ MODEL:

aLyhEm
BEIRMIATLA
Automatic replacement of
individual collets

(BESv> I DEFEMTICHG)

Allows continuous processing of
shanks with different diameters

& mobeL:
FEpza Ol y Mtk

Manual replacement of individual collets

(R— v o EEHEMTICRE) ~_

Ideal for continuous processing of shanks
with identical diameters

@ MODEL:
FEGEAIL Y Mt

Manual replacement of individual collets
7 LIRS
(TY529 EOTLUEEERITHNIG)

3 Runout adjustment function provided
(Can support higher runout precision
requirements)

ERGE

Operation method

MODEL:II

TGR-016

RHE5NBEANEDERK.
EEERALEICERURGTENS—20

Developed with the aim of saving labor, TGR-016
contributes to our goal of continuous productivity improvement.

tEZ/\Ly AR TI00EDKRBRIC

MIDFTEEICRD H UTeo
The vertical pallet configuration has a
holding capacity of 100 workpieces.

T—UANY VB
Work stock holding device
100F4tEE/ Ly b

100-piece vertical pallet

4 ¥

xRS
Carrier
Oy k

Robot

24 Y2 — LB

Function for scheduled operation

T_I'E'?HTZIZI Dimensions, outline drawing

2276 -

2288
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[ E & £ #%] Main Specifications

fEIEER Grinding Range TGR-016 @ TGR-016Hi

BINE - BAE Minimum and maximum diameters HBIRTE Rod tools mm $3.0—-¢16.0 $3-9¢13
BRI Maximum shank diameter mm $16.0 ¢13
- 50 (BRAFDIBE. Sl SBEBET) 50 (from the tip to the shoulder when stepped) 50 (BRAFDIBE. N SBERET) 50 (from the tip to the shoulder when stepped)
BAIITFIER Marimum processing edge lengtn mm HI— ORI DHIRER I BIBANENET, HI— ORI DHIRER I BIBANENET,
This may be subject to l ,, g on the work configuration. This may be subject o l dependmg on the work configuration.
2R Total length mm HKT—IARICR ')E‘JITEEEW%%Ab‘EO ES T—IRARICE Dﬁﬂlﬂi""‘tﬂ%hﬁb‘ﬁbi?«
This may be subject to g on the work configuration. This may be subject to on the work configuration.
BEMEHE 305/EH W 37/2.2 3.7/22
Wheel shaft drive motor (30-minute continuous operation possible)
77+v?¥ 30i-B 77}v¥ 30i-B
B Mocel FANUC 30i-8 FANUC 30i-B
5 (FIFs58) 5 (FIR58)
EAHUEE Bosic axis control Simultaneous 5-axis control Simuitaneous 5-axis control
BMBER Ronge of each axis X x-axis mm 185 (+90~—95) 185(+90~~95)
Yl v-axis mm 245(—150~+95) 245(—150~+95)
Zi#h zaxis mm 140(—25~+115) 140(—25~+115)
Al A-axis deg o) o
CHf C-axis deg 190(—90~+100) 190(—90~+100)
BRNRTEBAL Minimum setting units E#RE Longitudinal axis mm 0.0001 0.0001
[El#58H Rotary axis deg 0.0001 0.0001
= 1514¥FHZ—LCD 151> FH5—LCD
FOREE ooy i 15-inch color LCD 15-inch color LCD
I KB, 512 512
8
OV JLERE rogram memory capacity = 1280 1280
HHR IOV SLMEE Number of programs that can be saved 1@ 1000 1000
- |
FEF B Grinding spindle| 52— )¢ Taper ¢2¢32§1 ]/ /887_;;/9 E_ ¢%‘2§1 ]/ /887;5_’3’;_
[EIERERE Rotary speed min Max. 6000 Max. 6000
fEREAR Wheel used mm Max. 130 Max. 130
PR (O b Conveyor rabot - 77727 LR-Mate200iD
y . . — HBEE/ Ly b30A{HR fitE /Ly N 100
T—=Y Ay Uk Work stock holding device 30-piece horizontal palate 100-piece vertical palate
T—HAYK Work head _ - . TYPE:A MODEL: TYPE:B MODEL . @l TYPE:C MODEL
WP RIS R ARORALY RFros 3IFaLyRFrys | 31EILy N vy ) s
Hydro collet chuck Pull-back collet chuck Pull-back collet chuck (with runout adjustment function)
y - BB 21 (3mm)
ALy R Colet replacement Auto-replacement, See Note 1 (3 types) Manual replacement
BIRBA Power consumption KVA 8 8
5 200/50Hz &% U*60Hz, 220/60H 200/50Hz &% U'60Hz, 220/60Hz
BIRBLE Power supply voltage V AC éou/squ and 60Hz, 220/50{11 ‘ 200/50Hz and 60Hz. 220/60Hz
BROBE Hoort mm 1785(2360) 2285
HRER weiont kg 2000 2600
ST ALY T, L BT,
Note 1: Standard model comes with 3 types of collets. For additional . please contact the

[t B8 R U {F B M1 Accessories

Fihlfd/E Optio

IVFREIMIAZOTSLY 7~ [l 3:he=R 7 @HEBER OOy hHPHEV AT L ( 4MByte (10240m) @705 LB REEEN (10008 1MBytels) (300018 2. 4.8MBytels)
Programs for drill grinding Tool set Ol temperature regulator Robotic feeding system Additional memory ( 4MByte (10240m). Extended program storage (for up to 1000 programs in case of 1Mbytes)
@XHS AT YIDTHERRTA SR OImEHAE ORUILAILT— (1) OT—HZ Iy IRILY N (30FLE) 0/—hEE OHHITOTSLY TR @3y —5— for up 10 3000 programs n case of 2,4 & BMbytes)
d Instruction manuals ril hoider (one) Palet for stocking workpieces (30-pisces) Coolan system Grinding programs Control board cooler o EEEe OEEMALY KL (HSK CA0HH)  @IL v (EFAX)
OT—HIERDY Y F Y — OIEATOY S IHHYXFAMPS  @910IL Y (1) OBRIOY Y A1y F (EER. BBIERT) OAMLIZNALISI—  @UTFILIT— OTLFHII— User-specified extemal color coating  Grinding spindle (HSK C40 specification) _ Colle (alsizes)
Touch sensor for automatic positioning Interactive Program Creator IT: $10 collet (one) Electromagnetic lock switch (for front door and door on the automatic machine side) Oil mist collector ‘Signal tower Multicounter OHEEAEE OERRE R LR @aLYhRF—y3viEN
OBETTYY (HER 1y k) @I—SURENE Y — OERETER L O Y2 —LEEHE OEETISYY BN I~y @I FI—y Automatic fire extinguisher Grinding whee end face detection ‘Addtional collet station
Grinding whee! flanges (1 standard sec) ‘Coclant pressure sensor ‘Automatic power shtoff function _ Schaduled operation Grinding wheel flange Lighting and Interlock Insde control panel _Signal horn O UBIEE ®T—UILF—AALYE SERRBEEASE
OFMIER (CBN, SDC)  @HIHAIREE ORRER TSy s Work recsing device Work hoider collet Cobat concentration reducton
Grinding wheels (for CEN. SDC) - Dehumicifier or control panel Splasn oun for cleanng @ —RARBE @G32F /A KOF vy dedeelcredetontyee)
OV TOLARLAMEE Adapter for non-standard 632 Manual tihtening hydro chuck

In-process dressing function power supply voltage

— —
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