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1 Introduction - Overview

In the abrasivendustrygrinding tools are worn or dull after a certain process time
andcannotthus guarantee the precision in machining. In this case, they must be
broughtin form or sharpenea@gain, which is called "dressing".

This dressing is generallyery important feature becauseig controllingdirectly the
guality of the producbut on the other hand a lot of process time is lost. The goal is
to producealways the most accurate surface precision and simultaneously remove as
little materialas possible.

When dressing, there are two basic methofilst the use of stationary dressing tools
andsecondthe use of rotating tools.

For highest accuracy mostly the latter method is used, and is supported for
reconsideration increasing the precision usually also through the use of sensor
systems subject. In this case, sensors are installed inpihels, that are connected

to an additional electronic evaluation system.

TheDressView® system is a completely new and innovative system and takes a
different approach It works without sensors and yet alloywsocess precisions of
0.5- 1 microns, andsthus in a similar capacity range as seAsmne systems.

TheDressView® system of BMR works together with frequenopvertersof BMR
and dressing spindles amountingrange from33mm to 72mm and is available in
two different va'sionsand performance classelSor capacities up to 3 kWis
available as Dre$$ew-0303 and for lower power ratings up #®0VA as DressView
0200.

Moreover, both versions are also available in two versgtiser as a desktop unibr
as cabinet solution.

Theintegrated solutiorin adesktop versiornncludes the drive and the Dreggw
system along with the LCH0 itis immediately ready for connection

The separate version as Dr¥sswSSE is particularly suitable for use in control
cabinets. ldre the BMR dri and the Dresgiew dock foiDressView®is then
installed. All signals from and to the PLC are wired hacteDresséw display can be
mounted directly on the machine.r a slim cable as "umbilical corg"then
connectedwith the docking station andhe drive.

A characteristic control signal is derived, and graphically presented on a LCD display
from the operation of the spindle. For signal output to the PLC in each case a limit
value for signal detection and, in addition, a higbaee can be set t@a potential crash
detedion.

The DressView® system is easily operated and adjustéatesially arranged
membrane keysVarious settings can be made for the dressing process, such as the
afterglow of last measurement processes as silhouedtasthe time baseor the



scalingof the display

For communication with the PLC 3 digital inputs, 3 digital outputs and one analog
output are availableUsingthem the system can be started and the current staigis
indicated The analog outpus deriveddirectly from the measurement signal of the
dressing.

With this system BMRassucceeded in creating a bridge between the existing
concepts and to combine the best of both worlds. It is a system with a very high
resolution with modest cost and low folleup costs beause standardpindlescan
be used, because the spindle is the sensor.
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2 Key Functions

Display Control s ., SSS—— Spindle Control
L =3 | ©
2 7
4 = 9
5 e 10
Number Key Function

1 MENU jump one level ahead , back, Open menu

2 b Increase value or shifts up (graph menu)

3 SELECT Jump to the next selectable item

4 @ Reduce value or shifts down (graph menu)

5 ENTER confirms a selection

6 START Spindle Start
+ To increase speed of spindle
8 T Selects digit, where speed value is to be changed

(100, 1.000 or 10.000 digit)
9 - To reduce speed of spindle

10 STOP Spindle Stop

In case it is not selected thefMminal or Dressing Menu, there is the possibility to
jump back to the Terminal Menu with the keys of "Spindle Control" in order to start,
stop the spindle or change it's rotational speed
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3.1 Main Menu

In the Main Menu all functions of theressViewwsystemcan be accessed
Moreover it shows the datand numberof version, the type of converter being

connected and it's number of firmware version.
This menu can be accessed by actuatingMiteNUkey one or several times.




























































