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Precision surface and profile grinding machine 

 

CNC-Control 
For a quick change-over of the machine, the data of  

workpieces, grinding wheels and dressers and  

the profile contours are stored in virtual file cabinets. 

The input of all data is dialogue based.  

All geometrical data can be entered as absolute values  

or using the Teach-In process.  

For single production or adjustment, all axes can be 

controlled with the electrical hand wheel. 

Different grinding processes are available and  

belong to the basic equipment of the machine.  

The interlinking of several grinding cycles enables the 

operator to machine workpieces with different grinding tasks 

fully automatically. 

 

 

 

 
 



 

   

 

 

 

 

Precision surface and profile  
grinding machine with CNC-control  
for highest requirements and flexibility 

• Dialogue based input of the process parameters 

 Taking over of the axes position  

with Teach-In-process 

 Virtual file cabinets for the data of work pieces, 

grinding wheels and dressing unit  

for a quick change-over of the machine  

 Comfortable realisation of contours for grinding 

wheels and workpieces 

• Addition of further axes 

• Addition of further grinding spindles 

• Possibility of network connection  

and remote maintenance 

 

 

 

Zentralschmierung 

Das vollautomatische Umlaufschmiersystem versorgt die 

Führungsbahnen der Achsen mit Schmieröl. 

 

 

 

 

 

 

 

 

 

 

 

 

 

 
 
 
 
 
 
 
 
 
 

 

 

 

 

 



 

DRESSING TECHNOLOGY 

 

 

Automatic dressing from the table allows highest precision. 

All dressing amounts are compensated. The undercutting  

of the grinding wheel for face, plunge or gap grinding is 

achieved by a twin dresser.  

Profiles can be realised most simply by means of a standard 

data library or as contour lines.  

  

  

 

 

 

 

 

 

 
Using the graphic support for the profile setup process and the 

integrated CAD program, virtually every grinding wheel profile 

can be created conveniently and rapidly.  

The transfer of existing CAD-data is possible  

(CAD/CAM- interface).  

The simulation enables to control of the dressing process  

and the time-optimised pre-dressing process for collision. 

 

 

 

 

 

 

 

 

 

 



 

The swivel dresser is used for the profiling of grinding wheels with steep contours. Beside the conventional form-diamond, the 

device is equipped with a twin-diamond for highest precision. For serial production, a powered diamond disc gives the tool a 

long life. A maximum of flexibility and precision in combination with a very short setup time is made possible by the diamond 

precision fast change system (DPS).  

Other dressing devices can be integrated into the machine on demand. 

 

 

 

 

 

 

 

 

 

Vertical grinding 
spindle 

A vertical grinding spindle  

allows internal round and coordinate 

grinding. With such a grinding spindle,  

it is also possible to treat T-slots or 

dovetail guides.  

Rotative or swivelling 
axes 

With integration of a rotative axis in form 

of a dividing head or a workpiece 

spindle, it is possible to realise multiple 

size operations, threads, circular or non-

circular works.  

 

 

Automation 

An automatic workpieces infeed is  

also possible. The interface can be 

determined with the automation 

manufacturer. 

  



FS 2050 GT CNC 

2.000 

500 

425 

625 

2.930 

X-Axis – longitudinal movement of the working table 

50 – 2.050 

0,001 – 35 

Y-Axis – vertical movement 

180 – 625 

180 – 825 

50 – 4.000 

Z-Axis – transversal movement 

500 

50 – 4.000 

C-Axis – Grinding spindle

11 

17 

800 – 2.380 

400x100x127 

FS 1550 GT CNC 

1.500 

500 

425 

625 

1.970 

50 – 1.550 

0,001 – 35 

180 – 625 

180 – 825 

50 – 4.000 

500 

50 – 4.000 

11 

17 

800 – 2.380 

400x100x127 

Tchnical modification reserved.. 

FS 1250 GT CNC 

1.200 

500 

425 

625 

1.650 

50 – 1.250 

0,001 – 35 

180 – 625 

180 – 825 

50 – 4.000 

500 

50 – 4.000 

11 

17 

800 – 2.380 

400x100x127 

FS 1050 GT CNC 

1.000 

500 

425 

625 

1.380 

50 – 1.050 

0,001 – 35 

180 – 625 

180 – 825 

50 – 4.000 

500 

50 – 4.000 

11 

17 

800 – 2.380 

400x100x127 

FS 850 GT CNC 

800 

500 

425 

625 

1.100 

50 – 850 

0,001 – 35 

180 – 625 

180 – 825 

50 – 4.000 

500 

50 – 4.000 

11 

17 

800 – 2.380 

400x100x127 

FS 840 Z CNC 

800 

400 

375 

565 

700 

10 – 850 

0,001 – 35 

140 – 525 

140 – 715 

50 – 4.000 

400 

50 – 4.000 

7 

9 

1.000 – 3.180 

300x50x76,2 

FS 640 Z CNC 

600 

400 

375 

565 

600 

10 – 650 

0,001 – 35 

140 – 525 

140 – 715 

50 – 4.000 

400 

50– 4.000 

7 

9 

1.000 – 3.180 

300x50x76,2 

FS 420 Z CNC 

400 

200 

300 

450 

150 

10 – 420 

0,001 – 35 

110 – 415 

110 – 565 

50 – 4.000 

200 

50 – 4.000 

3,7 

7 

1.000 – 4.240 

225x25x51 

mm 

mm 

mm 

mm 

kg 

mm 

m/min 

mm 

mm 

mm/min 

mm 

mm/min 

kW 

kW 

min-1 

mm 

Type 

Grinding length 

Grinding width 

Grinding height 

Grinding height (Option) 

Table load 

Table longitudinal movement 

Table speed 

Distance table to grinding spindle 

Distance table to grinding spindle (option) 

Vertical speed 

Transversal movement (max.) 

Transverse speed 

Power of grinding spindle motor 

Power of grinding spindle motor (Option) 

Rotation speed of grinding spindle 

Grinding wheel, standard 
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Who we are: 

On our site in Homberg (Ohm) in 

Hessen, precision grinding machines 

and their accessory equipment are 

being produced since 1956. Now, more 

than 10.000 manufactured machines 

are in action all over the world.  

All machines that are supplied by 

Geibel & Hotz are assembled, put into 

service and subjected to an extensive 

quality control on our site in Homberg. 

Thanks to the central situation of our 

company, every place in Germany can 

be reached by car within 8 hours. 

Service interventions can be arranged 

optimally for our customers from our 

location.  

 

Geibel & Hotz GmbH 

P.O. Box 11 61 

D-35311 Homberg (Ohm) 

Frankfurter Str. 102–104 

D-35315 Homberg (Ohm) 

GERMANY 

 

 

Tel. +49 6633 1 81 –0 

Fax +49 6633 1 81 –18 

vertrieb@gh-schleiftechnik.de 
www.gh-schleiftechnik.de 

 


