
A COMPACT COMPLETE SYSTEM
To link machines and automation with one another 

optimally means space-saving, flexibility and cost-

effectiveness.

WHILST OUR COMPETITORS ARE 
STILL BOLTING TOGETHER, YOU WILL 
BE PRODUCING ALREADY  !
Machines and automation are supplied as a unit. 

Because the automation and the machines 

are firmly linked together they need not be aligned 

to one another. This also enables the system to be 

moved at a later date without any additional work 

being required.

ARE THE ROBOT CELLS IN YOUR WAY? 
We place great emphasis on ensuring that all machi-

ne doors and maintenance hatches are constantly 

fully accessible.

AND INDIVIDUAL PARTS ARE ALSO 
MADE QUICKLY !
Despite the adaptation of automation, the system 

can also be operated manually, just as before. Thus, 

for example manual loading for individual parts in the 

daytime and automated operation in the night shift is 

possible.

WE SCORE WITH.
SAFETY FOR YOUR COMPLETE SYSTEM
A CE mark for the complete system is critical for you as 

the operator. Considering machines and robots in iso-

lation is not enough. With us you have everything from 

a single source.

ONE CONTACT PARTNER FOR EVERY-
THING
With us you have a fixed contact partner for machines, 

processes and automation, right from the start. Together 

with you we will define the requirements and generate 

a detailed specification - insofar as this is not already 

available - whose concept will follow your specific tasks 

and which will serve as the basis for the successful pro-

ject implementation.

We guarantee the continuity of the processes and thus 

achieve the most effective production flow. The advan-

tages for you: Everything from a single source   !

AND WHEN YOU NEED A LITTLE HELP?
Then we are there for you. For us a project is not con-

cluded with the delivery of the system. For that reason 

the project manager is always available to you as a cen-

tral contact partner, even afterwards: He will be happy 

to support you if you have questions and will ensure 

that you receive assistance as quickly as possible in the 

event of service support being required. Be it the provi-

sion of a replacement part by telephone, thanks to our 

in-house manufacturing we are also be able to manu-

facture this at short notice or through the deployment 

of a service technician at your premises. Here we profit 

from the SPINNER group worldwide network, which is 

also available to us in the event of service support being 

required.



Werkzeugverschleiss
Pl. Typ Werkzeugname DP 1. Schneide

� LängeX � LängeZ �Radius T
C

1 INNEN1 1 0.0000 0.0000 0.0000
2 INNEN2 1 0.6320 0.0000 0.0000

ARE YOU STILL TEACHING OR ARE YOU 
ALREADY MANUFACTURING?
We think like your machine operators ! Our robots can 

be operated with your knowledge.

Avoid system shutdowns due to position 
correction !
How often are systems at a standstill because the robot 

did not insert the part correctly? Small cause, large ef-

fect: System shutdown !

Our robot control surface is the solution for this ! Positio-

nal correction is implemented similarly to the entering of 

offset values, supported graphically. Thus the teaching 

of positions on the clamping device or on the pallet is 

completely omitted. Each machine operator can imple-

ment corrections without any additional help.

Simple re  -equipping of the part family !
When equipping a new workpiece, clamping device, gripper or a pallet, our surface will provide you with optimum 

support. Only the entering of a few parameters is required and the re -equipping is complete. Teaching is omitted 

completely. A change within the part family is carried out in a few moments. And of course you can save data and 

call it up again later.



WE SPEAK 
ONE LANGUAGE !

LABELLING

DEBURRING MEASURING

CLEANING

FEEDING  
AND REMOVAL 

OF PARTS

DO YOU KNOW YOUR WAY AROUND INTERFACES?
Not necessary. 

We take on the responsibility for the interfaces of the complete system. 

All components, whether machine, robot, measuring or subsidiary process station, communicate optimally with 

one another. This enables measurement values to be exchanged, programs adapted or machine axes speci-

fically positioned for example. In doing so the focal point is the optimisation of your process. Thanks to the  

constant communication of all components valuable cycle time can be saved and process reliability gained.

OUR ANCILLARY PROCESSES -  
YOUR INDIVIDUALITY
Our ancillary processes assure your individuality. We 

have the right supplementary processes to resolve 

your tasks: Whether measuring, deburring, cleaning or  

labelling, all work processes will be seamlessly integra-

ted into the system. There are almost no bounds to the 

creativity and huge adaptability. 

Possible measuring example:

Raw part checking by robot or machine, measurement 

inside and outside the machine with corresponding 

feedback of the measured values to the control system 

Possible deburring example:

Outside the machine in the robot's drive area 

Possible cleaning example:

In the robot's drive area with air or ultrasonic cleaning

Possible labelling example:

Implemented as a station, e.g. through laser, dot-peen 

marker or engraver
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HAVE ALREADY DONE.
THIS IS WHAT WE 

We developed a combination of grinding, milling, cleaning and 

measuring for our customers. Along with the high process ac-

curacy the customer placed very high requirements on the au-

tonomy of the system. A exciting task for which our technicians 

developed a package of smart solutions:

Automatic feeding via pallet stacker system

The blank is screwed into the spindle for machining 

- incl. torque monitoring

HF spindles on the linear carriage - one for vertical processes, 

one for horizontal processes and one for adjustable angle 

processes

An additional side milling cutter on the linear carriage, in order 

to slot the workpiece

Function of the slots will be monitored: The emergence of  

cooling lubricant through the slots will be detected via sensors

Unscrewing of the workpieces

Air blasting of the workpieces

Measurement in optical shaft measuring station: The measured 

values are then transferred to the control system and an adap-

tation of the program is implemented if necessary

Parts within tolerance are set down on the pallet, faulty parts in 

the NOK gate. 

The system is also equipped with some additional 

features for support and for quality assurance:

The covering of the machine interior with bellows protects 

the guides from grinding dust and swarf

The HF spindles are permanently acoustically monitored 

for wear through a cooling lubricant stream by means of 

structure-borne noise and trued if necessary 

The external preparation of cooling lubricant via a belt filter 

assures the quality of the coolant.
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EXAMPLE 1 | PRODUCING CERAMIC COMPONENTS



Goods insertion grids stipulated by the customer, which are 

to be used for the feeding of housings. As the grids were too  

unstable to be automated, a base carrier which acts as a frame 

was developed. The housings in the customer's insertion grids 

can now be fed into the machine via these base carriers. The 

robot identifies the orientation of the workpieces using a camera. 

Based on this the machine turns the spindle to the required 

position. Then the robot places the workpiece into the spindle 

were it will undergo the turning process.

Bushings are added via the vibration conveyor pot - these are to 

be pressed into the housings from the insertion grids whilst the 

force/displacement is monitored. Then the complete workpiece 

as well as the internal diameter of the bushing undergoes finishing 

machining. When the bushing is pressed into place the force/dis-

placement characteristics are displayed directly on a screen and 

saved in a file for statistical purposes. In addition there may be 

an adaptation of the machining program as the measured values 

provide an indication of tool wear. 

Additional workpieces are fed into a hopper as bulk goods. 

From this an ascending conveyor transports the raw parts cy-

clically into an oscillating conveyor. From there the raw parts 

move onto a rail where they are pre-machined (i.e. drilled) in  

order to keep the cycle time in the machine as short as possible.

The robot intervenes here: It packs the workpieces, detecting 

whether the holes in the workpiece are present via a camera, 

and then feeds the machine with these.

The machine has a linear tool design with 

��three turning tools 

��a pressing mandrel 

��a high frequency spindle for milling work

After the workpieces are machined they are cleaned in an ultrasonic bath with an attached blow-off station. After 

that the internal diameter of the bushing is measured by means of an air measuring probe. The values determined 

at this point can also be used to carry out an automatic correction of the machining program if required. Additional 

security is provided by the cyclical calibration of the measurement device in order to compensate out external 

influences such as temperature fluctuations.

With the combination of various different feed elements we provide optimum flexibility for the processing of 

automotive accessories: Different workpieces are processed in multiple steps in just one machine !

The following feed elements are connected around 

the system:
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EXAMPLE 2 | TRIPLE FEED SYSTEM



EXAMPLE 3 | HONING AND GRINDING PROCESS

Our specialists have devised a solution for a customer in  

North Rhine-Westphalia which is as cost-effective as it is space-

saving.  

The customer's requirement was a compact system in which 

honing, turning and grinding processes were to be integrated. 

Furthermore this system should also be automated. The cost-

effective SB with linear tool design was selected for the machi-

ning.

Particular features: Permanent operation !

Workpiece changing: Two grippers on the machine carriage 

provide the feed of parts to the clamping device, as well as the 

discharge of the parts from the clamping device. 

Workpiece provision: The workpieces are separated and fed to 

the machine via a rail. 

Expansion of autonomy: A conveyor belt is attached to the ma-

chine in order to provide a high degree of autonomy for the 

system. This can be used to feed the workpieces into the rail if 

required

Particular features: High surface quality and  

precision !

Grinding: High frequency spindle with sealing air 

Sensor polling to avoid collisions

Compact design of the turning tool

Honing: Honing stylus for interior surface, held in 

a sprung floating chuck

�

�

�

�

�

�

�


