Pneumatically Operated
Superfinishing Attachments
$G 50 and SG 75
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Achievements
High surface finish upto CLA = 0.8 "
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Roundness Improved 50-80%

appmﬁ.ﬁﬂﬁ —0.01 mm on diameter
Fine turned parts
approx. 0.015-0.02 mm on diameter
Rough turned parts
approx. 0.1 mm on diameter
Mam ide, stock removal should
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of the previous operation.

Operation methods:

longitudinal operation
(long components)
(short companents
Component clamping: undercut = 1.5 mm) - -

between centres or in chucks, preferably same clamping method as used in premachining operation.
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Application SG 50

Ground or fine tumed companents

Working range: up to 75 & x 500 mm long or
125 & = 300 mm long

The warking range will only be restricted by the capacity
of the machine tool on which the attachment is used. For

larger components and higher quantities our attachment
SG 75 would be more economical.

Examples of components that can be
superfinished:

Bearing shafts. piston rods, rolls, contact area of seals.
Raceways of cylindrical rollers and needles on gear shafts
and spindles.

Application SG 75

Ground or turned components with rough surface or
generally large components.

Working range will only be restricted by the capacity of the
machine tool on which the attachment is used. This high
powered unit will permit high stone pressures and conse-
quently high stock removal rates. 2 large stone guides

SF 50 can be applied simultanecusly and short machining
times can ba achieved.

Examples of components that can be
superfinished:
Large piston rods and gudgeon pins for heavy diesel

engines, bearing shafts of generators or of gear wheels, cold
rolls for sheetmetal, aluminium foils, rolls for paper industry.

Machining Examples — Type SG 50
before superfinishing
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Chrome Steel Roll
500 mm dia. = 1500 mm long
(Area — 23500 cm’)
Hardness 90° Shore

Machining Examples — Type SG 75

before superfinishing
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2. Pre-machining Condition:
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Surface | Roughness | Percentage | Stock Remowval | Machining Time
CLA (u™) Ra(um) |Contact Area| (ondia. um) min,
Piston rod Belore 24 0.6 -
1002 x 1500 mm soft or hardened [ agar 16 0,08 = (5 i
Pretumed bearing shaft Betare 240 6 tp0.3=3%
600 x 250 mm, steel 80 kp/mm? pr 8 02  |tp01-20% L. -




Circumferential speeds of components

for SG50 and SG 75
Approximate speeds
for lathes
Circumferential Fead
spead
m/min mm/rev
Rough finishing B-12 2-5
Final finishing
unhardened a-—12 1=-4
hardened 25-50 0.5-1
Superfinishing Equipment

Superfinishing attachment, filtration unit, feed system for
rinsing fluid.
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