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Kellenberger is a traditional company with a long history in the manufacturing of preci—
sion machines. Since its founding, the company has continuously driven innovation and
established itself as a reliable partner in the industry. With a strong focus on quality and
technological advancement, Kellenberger has gained trust worldwide.

1890: SUPER PRECISION was founded by Henry and Franklin Hardinge in Chicago, USA.
Known for ultra-rigid machines for hard turning, the brand would later become a legacy
name within the group.

1917: KELLENBERGER was founded by Leonhard Kellenberger in St. Gallen, Switzer—
land, where the first universal cylindrical grinding machine was developed. The company
quickly established itself as a leader in precision grinding.

1945: With the introduction of the first hydraulic universal grinding machine,
KELLENBERGER significantly advanced automation and precision in grinding technol-
ogy.

1960: KELLENBERGER expanded its expertise to include tool grinding machines,
further strengthening its position in universal cylindrical grinding.

1980: VOUMARD introduced CNC-controlled internal grinding machines, setting new
standards for precision and flexibility.

2008: KELLENBERGER merged with Hauser, Tripet, and Tschudin AG (HTT), uniting
leading Swiss grinding technologies under one brand.

2024: KELLENBERGER separated from Hardinge and became independent. At the
same time, USACH and SUPER PRECISION were integrated, bringing together decades
of expertise in high—precision grinding under one roof.

2025: KELLENBERGER becomes the leading technology group.

RMAEE—REFRBINARHIETEER L IEANEREW ., BRIIUEK, ASHFERRIBIF,
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1945 4F: WEEAREREERDM, KELLENBERGER AIBIRF T EEEIFREE REKT
5%E.
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1980 £F: VOUMARD #HEIZREER, FIEES REAMILT 2inE.
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OVER 100 YEARS EXPERINECE IN GRINDING

HEERIRARRRE

EFFICIENT

Robust construction & innovative design ofmachine
bed, wheelhead, and workhead ensure ahigher efficient
grinding process

RELIABLE

Well-known world top brand key componentsguarantee
the machine working with stability andaccuracy reten-
tioninits lifetime

PRECISE

Kellenberger globally unified standard of design,manu-
facturing and assembly allows each machineto every
customer is built with world-class quality

EASY

Easy to follow setup pages allow the operator todigitize
diamond and wheel positions by meansof a simple
user-friendly interface.

SAFE

Full enclosure, bullet-proof glass windows, wheelpro-
tection, one button fall back, emergencybutton and
interlock etc. offer operator a safeworking environ-
ment
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ROBUST CAST IRON MACHINE BED

REZENKS

REMEZEHRIRITR R

FERERF, BNSFENEZBENRS. MEENRTS
THREENRBET T AT RIRIEE. BEKRIME—TR
REREIKR I MREEFTIRPEFTERENNR, XLER
AR ET RS IMESH A, MR EREFRERE
BIRTS .

FHN—HRX TSR T ERERNDFXITIESIRIT,
PREGERARIIESEIINGE. BT HIERANEEAR, HIMNER]
BEXETHIRENEE, Bl#ENTERRMIFES,
EIFSEH—RERTTA S TAREHR],

Design benefits of bed and major
mechanical elements

Precision from the cylindrical grinding process
generally relies far more on thermal stability than
vibration damping. The machine bed ensures a lower
level in thermal expansion and the heat produced
during the production can also be quickly
transmitted through the machine bed. All structural
elements ensure a homogenous, continuous and
stable medium with all major parts having the same
low coefficient of thermal expansion.

Advanced one-piece working table replaces the

traditional separated working table which gives a

higher rigidity to the machine.

TEEEZASHN

TIFARSR V-FS4, BRgAE, Ak, SHE
Ex2SEFIFAMN, WANSBSROBE., SHEHIR
B, REEURHEAMNAR, BEDDBMHE, LEER
BOABIRIE, SHIR T BRIETEEE, BVZEMD S

e

Fully supported table slideways

The high-grade cast iron table slideways are precision
hand scraped for smoothness of movement and the
highest accuracy. Lubricated special material ensures
low friction, significantly reduced stick-slip differentials
and minimal wear on the slideways.

WL T
WIHASHNEL S, TR SRR RN E

SHREHBRINRFEN, SEOMNEAEBK, #EHEE
WS, SPAEBRIEY O”BEMHITHR, HESRER
B 90"RIt, RAFFLAIRIMIBEEE kA, MTAIRRRS
AR,

Infeed linear guide O-geometry

The linear guideways guarantee a high level of precision
and low friction linear movement. The guideways are
equipped with recirculating roller bearings designed to
take loads from all directions and support extremely
high capacities.

Large internal spacings of the load carrying surfaces are
implemented with what is called an O-arrangement of
the guideway. In conjunction with roller tracks that are
offset by 90°, this achieves a uniform and high

absorption of forces from all directions and provides
high moment rigidity.

INFEEDAND MOVEMENT
e 5155
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MODULARIZED WHEELHEAD
IRIRILE I L 5R

U 15 ERVEEER

RRMGIRITRIRVECER | BSHR R EMECERILAERE , 1 4 1
M. 250 1A 219, TOMNE, E—IREKPTREINE. FIFL.
inE. EEMREEEESSRNERNTIE. BuLURERATERE
BRESMMNEXREEE.

SPERREMAD B EM , FE kW , BREEREEXIE
02500x80mm , SEERIMNER(SIE. EBXTESHEHIEE , ERE
HIZER, MAIERERER AR ARMLRIE.
MEEHHEBRIEESHW , BHETEM 30000 3 60000
EERILAGEE | tHRItRIER AR R R B EMEE .
FREEMBSEMIIKSRAERTLN , BEDELIFR—BRSEE—
BRRERNINSTIME.

iz “B”

BESSLIREISE M DAEFR I EIRIRE] |, ILRVEESLARISERAIRINE |
BfTEIMER, RE , FEAZESEE. I8 B MiRiHLE
HOSENERHE S HARN S TMIEE | IRARBIFO , NEISGE
i, 4EFRA (R,

2P B HHARESIEE | &\ OEMBEX 0.0001°, B E.
ESEEAE4",

U model universal wheelhead

Modular wheelhead design ensures multiple external and
internal grinding wheels combination to achieve OD, ID, face
and profile grinding in one clamping. The wheel head with 1
OD&11ID,20D&11D,2ID &1 OD or 2 OD are all common
configurations.

The wheelhead equipped high performance motor spindle as
main grinding spindle which gives power up to 9kW and
wheel sizes up to @500 x 80mm for higher efficient grinding.
Various internal grinding spindle can be equipped. Speed
range from 30000rpm to 60000rpm. More spindles solutions
are available depends on the application.

All spindles are cooling with water system to assist

maintaining a consistent temperature.

B axis

Torque motor directly driven rotary “B” axis gives
wheelhead in higher strength, smoothness of action and
maximum accuracy. The contraption encloses all parts in one
unit which makes the machine longer life and lower
maintenance cost.

Full enclosed B axis is very precise, with 0.0001° positioning

resolution and +4"arc repeatability

Efl llustrate

GRINDING SOLUTIONS
BRFE

i%BA Description

TRk EE )

[E% B 1 , RIS BIERI SR , —RERTrerEH.
Bearing positions grinding

Wheel T1 and T2 grind both side with B axis in one clamping

SMNEIFIFRFEERE

BEICERIMNETNIE | ARVICISEER B ERIIRE.

OD and tread grinding

Wheel T2 grinds OD and shoulder. Profiled wheel T1 grinds groove

18, SEmAMAFLEH

EESE B ENIE | ARCEEEFEEETHTETEY. BEEE
R TRFLEH.

Slot, taper and ID grinding

Profiled left wheel T1 grinds the slot. Wheel T2 grinds taper and
wheel T3 grinds ID in one clamping.

B EREER

ERSTERIMNEEETIEN  ARRIERMEIHITRIINEH.

Multi diameter grinding

Wheel T1 grinds OD with traverse. Profiled wheel T2 grinds with
angle plunge.

SCEREEH]

EMEIZEE R |, IRIERSHY ISO FIEFEHITLES.

Contour grinding

Wheel dressed with radius, and then grinds contour with ISO sub
program.

IREFPHEE R

{3 FI P EE S Ah5E R PO SEE IR T EE HL.

Face and inner tapper grinding

The inner taper and face grinding can be done only by ID grinding
wheel T3.

E=RREH

HBPASPRESERG. REIRESHERE.

Flange grinding

Typical OD and ID grinding in one clamping for high requirement
of positioning accuracy.

it : WS EMNHRAIIBEES AR | SIRIEIN TS HRISEIRERRIRE.

Note: The more arrangements of grinding spindles are requested on applications.



HIGH PRECISION WORKHEAD
mRELALE

TiFEh

SRIEAEUEF ARG THLEE , HREE. SHEZIRATHRSR , Nk
ABREHR R RIS E I A HERORITE,

EHPEFLPER MT5 | IEEESERARAHZEER., IMERITE A2-5 518 , TEER
EEBAkE , IBEEERIE. hOBFLERO38 mm , ALEREMEISISET |
EILSHEMRALED.

EHE Fanuc #15F AC [FIREBINIEE , EETHET.

Workhead

The rigid live and dead spindle workhead contains robust, high precision roller
bearings assuring maximum spindle stability and superior stiffness.

The spindle has a MT5 taper with A2-5 nose which easy to adapt center and
chucks for higher stiffness on clamping. @38mm through bore to accommodate
workholding devices and through bore coolant options.

A Fanuc digital AC servo drive to the spindle provides variable speed change,

ensures fast, accurate spindle orientation

SEEMNIERERE

EfEE R , KFEEE

FRME , AIEESAERE ;
IEIREEEEMEEE | F5RZE 0.5um ;
BRXEESEE 0.06 mm ;

REESEEHR MT4 ;

IRREESE

AT ERERMED , ERESRRIT TSRERE. I
PAERIHTISEhERERL . ROBIR. SBINEERIERE |,
DRI E.

-------------------
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TAPER ADJUSTABLE TAILSTOCK

Taper adjustable tailstock

The high accuracy plain bearing lever operated tailstock
with optional fine taper correction adjustment can be
manually adjusted in 0.5um increments or less with a total
adjustment range of 0.06mm. Morse taper in tailstock is
MT4.

Air cushion lift to workhead

and tailstock bases

Both the workhead and tailstock bases have the added
benefit of being fitted with air lift pads to ensure easy,
quick and accurate re-positioning. The lifting mechanism is

simple to operate, reduces wear and ensures faster set-ups.

;3 HiEEE HEEE
Taper Range Accuracy
HEERE RS
MT4 +/- 60 pm 0.0005mm

Taper tailstock

it : BRAEMES , (ULSE. EUiRERANEERER AR THEH.

Note: Variant work spindles are possible for applications.

it BRARRERERE , (NiS%, LaiRERANTEIER MR,

Note: Variant tailstocks are possible for applications.
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WHEEL DRESSING ACCESSORIES
ibieieE T RE P F

eIz E

MR EARESHREREE
BMRSTRETAMSMEE , 53
fFLEREEEN. BFERRE
ENSNIEERRETFAEL. RIE
R RRER LA DIREN A S B
. WIS CBN B,

it : BRHSE , FRNEEFREE.

Note: Picture for reference only. Configurations are different depends on machine models

Wheel dressing

A multitude of dressing solutions are available, from Diamond disc or roll dressers, to

special programmable articulating dressers for complex or internal forms. Normally

equipped two diamond dresser holder behind of workhead and tailstock.
Even the smallest of details are considered by offering features such as coolant feed
directly to the wheel dressing diamonds to minimize diamond wear, optimizing

precision and reducing set ups and consumable costs.

SHS MM AILLEERE - |
- TARERHNTEAR T

BFSMTUMBRFERAR | tHRAH
- SRR/ AZ RIS - Bz, BEMzhhIsE FEBEtARER., ESEYARR B
. WER . ¥
s THEDETHEER ESRARRIREATTER.
= [ERSERRER = 3ARTIE
= MBIk - TERESLREE =  CAD/CAM #xf%

= REEEN - BaEEam
= RR. RARPURE
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CONTROL SYSTEM
EH RS

- ERARHERERE
Graphical User Interface

- REFERRE
Quickly and efficiently set-up
- HeETHRE
Color screen
- SURHIEEE
Multi wheel datum
= PAKK
Ethernet
- [EEmENEE
Background editing

S ARRERSR

REEE T Fanuc EfiF=m 0i CNC #=§l
82,104 TFT BT , Fieshlssit
REENGE, EdPBEmASITIEREN
B4,

RHpgiHS e ERERIVE . MiRKE
FIERY = SRPE= SRAIRE .

RS ERERNIES | B FETLIES
B ZEEERANENEMRAE. B
RS XL RIEEEIEEEE , THIR
EARIBASZIERAE , NFHMERE
BiE EEtED T IHEEA RISNAIRRE.

Easy used control system
The machine incorporates Fanuc 0Oi
CNC control system.

The 10.4 inch TFT color screen display
is designed with a remote pendant for

convenience and flexibility. Soft keys

enable the operator to type quickly and

efficiently avoiding the slowness
commonly associated with a virtual
keyboard.

The software is designed to minimize
set-up times, which is fundamental in
reducing machined component costs
whilst maximizing manufacturing
output.

Easy to follow set-up pages allow the

operator to digitize diamond and wheel

positions by means of a simple user-
friendly interface. This graphical

programming removes the requirement

for operators to input complex code,
subsequently reducing set-up and
operator training costs.

{&% Dressing

?.-

&

#iEH Description

G901 ERVESIEEETEIF
Straight dress

G903 IRERESISEEFEIR

Face dress

G905 FHIRESISEEFEIR

Angle face dress

G906 FEIEEETEF

Taper dress

G907 I1SO 5SERIEEEMER
ISO profile dress

GI11 IR ERISEEEAR
Single Radius/Angle dress

G913 EiRmE(EEE

LH face dress

it - ESHERREFAERIES RN ERETH.

Note: Please refer to programming manual for more details of cycles

13

DRESSING & GRINDING CYCLES

EEHI Grinding

o |
55

—

-

22 R ERI AT

B Description

G810 fINEHITEIR
Plunge grind

G811 FETIEHITER

Traverse grind

G812 TIANR AR EHITER
Plunge & shoulder grind

G815 EEIINEDER
Multi-plunge & traverse

grind

G816 $HEEETIEHITER

Taper traverse grind

G818 ISO RErRIZIEIR
ISO Contour grind

G821 IREETIEHITER

Face traverse grind
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SPECIFICATION
PR R

HH Items 8% Data
T{EEE Capability

fulyE Center height 200 mm
EAOEEERE Max. swiveling diameter @399 mm
EBAXEHIER Max. grinding diameter @380 mm
FIRZIEH<E (650 &) Distance between 650 mm
FRZIEH<E (1000 &) Distance between 1000 mm
AIRZ[EHRE Workpiece load between centers 100 kg
FRERDERLER Universal

ERaiEE Max. speed 5000 rpm
SR (OxWxB)Wheel size left ©500x80x203.2mm
EbEEIREIRE SR 0.0001°
WLk mEEBEE Rotary range -30° / +235°
PRI EiMFEEEF, D spindle diameter @120mm
SPEEHEEHINZE OD wheel motor drive power 9 kW
IMNERMESRSEERE Max. OD wheel surface 63 m/s

PIESER E4HER 1D spindle speed
IEs Workhead

30000~60000 rpm

EEEE , THFE Speed range 0-1000 rpm
FEHPE Inner taper MT 5
FihyMEE Outer taper A2-5
ERKIRE (FIR) Max. load (Between centers) 100 kg
EE Tailstock

EfRERE Poppet diameter @50 mm
EfS{TIE Poppet travel 49 mm
BN H#EE Morse taper MT 4
HERIETEE Range of taper 60 pm
fbieER#Le - X 5t Wheel infeed X axis

=KA{TIE Max. travel 350 mm
BailSiEE Max. slide velocity 10 m/min
BFFiERIMEE HPG min. 0,0001 mm
AlwieRviaE Programable min. 0.0001 mm
EESEMIR 2##E Glass scale resolution 0,00005 mm

HHE Items 8% Data
I{E& Z %k Working table Z axis

BATTIE(650 BY) Max. travel 800 mm
BRATTEE(1000 BY) Max. travel 1150 mm
BFFLRIMESE HPG min. increment 0,0001 mm
ARIERIWHESE Programable min infeed 0.0001 mm
BEINEHIR 2¥82 Glass scale resolution 0,00005 mm
EHIZRS Control system

Hy=Z 45 Control Fanuc CNC 0i
R4 Software BERZERE GUI
SRR Display 10.4 < TFT
BIFi#ETEFE Program 20
#EHIshEg Max. controlled axes 5
&0 Interface USB/Ethernet

HUERES Electrical supply

tmfE 3 #BEBiRE 3 phase electrical supply 380v 3ph 50Hz

{E=HIEEZERIE Control circuit voltage 24vDC.
NHBERZEEE Tolerance of input +/-5%.
HGAEINEEEFE ( EH ) Power consumption 32 KVA
Szh{#E Pneumatical supply

ASIE Input pressure 5.5 bar

ERifiE Required flow 40-50 I/min

SiEHE Air supply quality ISO 8573-1 : 2001

IFIEEE Environment

PWERIES Machine noise <75 dB(A)
IMEBE Ambient 0 - 40 °C
IMEEE Ambient humidity <75%

Hfth Miscellaneous

HERERE Color on enclosure
FREERE Color on bed
R (650 &) Floor space
it R<F(1000 &) Floor space
&E Height 2720mm
& Gross weight 6500/7500 kg

RAL 7035 %k
RAL 7012 ik
3060 x 2290 mm
3660 x 2290 mm

it : FEPEIENETHAERESHIAE. EARANSYNERBSTEA.

Note: All specifications and designs are subject to alterations without notice.

M F# Main machine:

No. A
1 HHRSRIES
Cast iron machine bed and working table
2 | BEEEERbEESR
Automatic rotary wheel head
3| X5 Z HhyeHRR
Glass scales on X and Z axis
4 EERERIHSLEE
Workhead with taper adjustment
5 | FEEEE, HHERMR
Manual operated tailstock, with taper adjustment
6 | ENEIITE
Diamond dresser holder
7 | BSE, BTE
Cabinet with air conditioner
8 | HBERSR
Lubrication system
9 | SEHESR
Pneumatic system
10 | BRERSR
Hydraulic system
11 CNC R, WFISEhIzs
CNC Control system with HPG
12| BANFKIE
Full closed enclosure
13 | ITEMT
Work light

it : NARSSRE BRI SRP RS ERE .
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CONFIGURATION
KBS E

™M Bl Accessories:

10

11

12

13

B
S ERIEAY
Axial positioning probe
SMEIRES , @500mm
OD grinding wheel, @500mm
SMEIRVESIE= |, ©9203.2
Flange for OD grinding wheel, @203.2
R 4 SEIEERESMRERR
Morse taper 4 carbide centers
THRahikER (B0 )
Driving dog
IRESNE
Diamond dresser
IR EEHIFEEEIER
Grinding and dressing cycles
@150mm =&
@150mm 3 jaw chuck
ST
Wheel balancing mandrel
IREFHNITRERIESF
Operator tools
sl AR IER AR T IRILEE
Coolant filter and oil mist
SE—RIMARYEEmm
Coolant and lubrication oil for the first fill
FARFi

User manual

Note: The actual machine configuration is subject to the scope of supply in contract.

Fm#mBE Layout:

650/1000

A B C D
650 3060 2290 1030 1270
1000 3660 2290 1030 1270
H mm

it : WFREMHREAENTRE | NARMNEZEDREL 1 KX
LROIRIE=1R

Note: For safety and convenience of operation, at least
one meter space needed around the machine.

Service hotline:
400 006 8690
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