RAY M =T A —HAK
POINT AUTOFOCUS PROBE

ZRA=RllERE

3D FORM MEASURING INSTRUMENT

MLP-3

HHWBT—7OEEEEZFEH

FOR THE TOPOGRAPHY MEASUREMENT
OF A LARGE RANGE OF SURFACES

Zitaka



AR OE BB I RA A —FT*

Point autofocus measurement exceed ing the capability

2 R # ez L7- MLP-3
MLP-3 offers all-round contour measurement

SERIEEMORA Y M — NI A —AATO—AEBHED b WMATF—I LOHEFEDEICKY.,

HoDBT—U OEFEY 2 um EARAIE N FTHE,

The combination of a fully non-contact point autofocus probe and a high-precision five-axis stage offer the submicron
contour measurement of all kinds of workpieces.




—H A HIE

of conventional non-contact measurement

KREDE / RERITIKE L2 WEREHEIE
High-precision measurement with no influence of surface colors / reflectance
RADODRFEDHFNOLBEEDOI—F 1 VI HFAND
RETEO0% L LOBMEETH A LU NCERAITD I &N
ATHE,

MLP-3 directly measures various types of surfaces, from

coated glass with very low reflectance of approximately 0.5%
to mirror surface with reflectance of 90% or greater.

Ho5WBHMM»SDT S a—F HE[EE

Approach to a workpiece in various direction

D—oICEDRERBBRAAMNDOF FO—F T, @I -
=RTRIRZ EENICEHBEAIE,
The theta (8) axis of MLP-3 offers the most appropriate

angles and positions for the high-precision quantitative
measurement of 2D / 3D forms.

I E BB AR D BEZE A ] BE
Capable of observing the measurement point

ABRAASICRYVAERDOL—YRY NEDT—IRE
OEENEICHRET., AEEMZERICIEEU CREZ
752 &ENVHTEE,

The built-in CCD camera offers a live view of the laser

spot at each measurement point and surfaces of the
workpiece for easy setup of measurement points.

M S HIE IS TEIRERE & OF W HEM
High correlation with international standards for roughness measurement

(WSt - 25 5RER=5um) /S5 A —
Stylus: tip radius R=5pm BENT S — %

RAV N =T+ —HAK
FEsXOHESEEREFL
HEHZHES, BEEOFL
F—YERB/TEET,

Point autofocus profiling has a high
correlation with roughness
standards for stylus instruments
and obtains reliable data.

Roughness parameters PTB

= & (Ra) | 0.227um(£3%)

BEF—9 B & (Rz) 1.50 um (£4%)
Measured data

. EETRER TypeD1(1S05436-1)  MAIEE @ fdt= HINTA—4
Roughness standard : TypeD1(1S05436-1) Measurement method : stylus Roughness parameters MLP-3
WERRE  PTB (K1) WY A S 5um T e )
Calibration : PTB (Germany) Tip radius © 5pm Hiti ¥ & (Ra) 0.226 um
WHv b 78 (Ac) : 0.8mm W& (n) - 4mm

(RAY M A= R T2—HRE : U—F My MEBR=0.51m) &AS & (R2) 1.46 um

Cutoff value (Ac) : 0.8mm Evaluation length (In) : 4mm
(PAP: Laser spot radius R=0.5pm)




MLP-3 “ZZ» 567 TZ5HE
Measurements that can be ONLY done by MLP-3

SETO=RTHEHD. ¥R, V—YHEN
WCIRAARRTEGSHECEN,. MLP-3 H'&
BETBRTIA—IVRTIT . RAVMNF—NT#+—
AATO—=2 &, BEEZEHZEHOHIEIC K
Y, AIBEZMECTCVWRHEZRAVLET,
MLP-3 is specialized in complex measurement
which none of conventional 3D measuring
instruments, profile projectors or laser microscopes
could possibly offer - this is the filed in which

MLP-3 excels. Point autofocus probe with the
5-axis stage help measures solve problems.

L YAINOEAG ]

all-round measurement

(P5)

BT — o OFERE
soft and transparant workpiece
(PB)

REHEEC OLLER tIEI T ERIE R & REHEIR
comparison to the design value cutting tool measurement profile and surface texture
(P9) (P8) (PT7)



GH| %& %l measurement example)

BT IR O 2 JB 8 55

All-round measurement of complex forms

el Tl UL EL2EOBmEPIMETE 20
Problem Cut samples for contour measurements

7 — RIS Ul B B ED» 5 07 7u—F TR O EERHIE A 0] 58
Polygon measurement offers the entire contour measurements of the
complex formed workpieces

ARRZHEEBURNSERETEDZI AV Y N2ENU. EEOBFOZFHIBERNEBRICEDNET,
With a great advantage of being able to check each measurement position during the setup, you can easily
obtain the contours of the entire circumference at any position.

GRISE) example) ¥5Z£RN>F precision molding punch

bl 340143 pm

[ PR PP S-SR PSS PR PP S T

HICE S ARENS
application example

SEPYER i I %E f

thin part measurement

wri £/ 'gp0g




RoMPWVWT =T, BEAROT -7

Soft and delicate workpiece

T mamXclRENnT VW, TKT 3 EERT S

Problem Stylus damages and cutting deforms

D 4

MLP-323 3R  Solution

FRIEFMORIEFETHL720. PIEROT—IDRERFANFELEEA
A fully non-contact measurement never damages or deforms the workpiece during

the measurement.

ARRICBEY Y TV EFERAUCOREFHOFME LTI,

It is possible to evaluate product life after taking measurements.

3

GHI5Ef example) T LsZAL— K rubber blade

AR R RAL

HICH AR '
application example
HFER G, BRI LIRS

optical parts and
precision processing parts

S A3k NER—IVRU

glass sphere small diameter ball screw



GHI % ffl measurement example)

FEAR & 2R 1 K O FF A

Form and surface texture evaluations

T LIl RElE S S HIE T BloRIEM DS HE
Problem Different instruments for different measurements

ZFWHOREZ/E LT S MLP-3 &, TBRSTEOHIEIT L BA A,
HEHERE LTS CHERWLZTET

MLP-3 offers roughness, form and surface texture measurements.

ERTAEBRIDSTERRFHEZ TV, EOT—INSERZRET S ETRERROHFHIEIT S EE
AIHET T,

It is possible to carry out size evaluation from a surface texture measurement and to evaluate a surface texture by
removing a geometric form from it.

GAIRES example) &2V E&E precision gear tooth surface

MARBR =

form removal

1S025178

X=2.5mm 4

Y=2.5mm K Y=38044um o, o73um
7-0.74mm 25 © Z=2.73um Ssa  022um G
) K IKBRE
fmlh_ﬁ%/"&fﬁl’\ﬁ ~ spherical form 22 12%22,‘;:” "
application example e : = removal
FIKE O LEE :
processing error of . -
a semispherical surface A :
A7 X=1999.4um . X=1999.4um
Y=1999.4 um Y=1999.4 um

Z=156.9188 um Z=29.0124 um



Y1 H| T B HE

Cutting tool measurement

et LEONELELEEBROBIENTE WV

Problem Cutting edge and form measurements

D 4

MLP-323 3R  Solution

TE2AEORFHHIDEA A, NEOFMEHEES . MLP-3 TRIEETT
Not only can MLP-3 evaluate the form of the entire tool but also it can precisely

measure its cutting edge.

IV RINVAZREY TN (T2 3Y) ZEAUVILECEREZEHH TRET D EICKY., BHQEE
THIENATREICTR D ERICHIEMNEDRNICEBDEDONZT DEZR/IRICT B ENTRETT,

End mill measurement support software (option) automatically detects the cutting edges and the tips of the tool
which offers a simple operation and minimize the variability in data caused by measuring different positions.

GHI5ES example] T K3 )L end mil

&

1D TH68.55 pm

RN NERER

i
S
!Dl

S TRDBHSDINFEDT LEJE
T decentering measurement of the cutting
edge from the center axis of the shank

R & - BWEE (R=) FH

size and profile tolerance evaluations

RAfRZE total height of raw profile : Pt=0.298 um
BHREFRE root-mean-square deviation of the raw profile :

fIC® C ARENTT
application example

" Pg=0.044 um
BEZNTTE S i L R el
ultra-precision processing ZLE
tools o
. !
¢
: =ite, 2
SATVEVR RIS b & £

diamond round turning tool Wi i " et i Tt W



GHI % ffl measurement example)

Y 7umiEE DT — 70 s ET i

Fitting comparison in submicron accuracy

T el PNVE O B ERE A SR s

Problem Inner /outer contour measurements

D 4

MLP-3 2% Solution

MLP-3 THhiE, Y7170 ORETT— 720NN EDORIENFIRETT

MLP-3 directly measure inner/outer contours in a large area in submicron accuracy

RERELIZY N (FT23Y) ZEATNE. BEEOFHMEY 7 bV T (P11) THANEDIXDHBUEE
fii"> DXF 7 —% L OEZFHEN T,

Inner diameter measuring module (option) offers fitting evaluation and DXF comparison by using the standard

evaluation software (see Pg.11).

GRIERI example) AT 54 > % 7 KN - RZ spline shaft and boss

BEHEI EH 0.01mm!
gaps in the sliding surfice:0.01mm!

7\

! : g# 4

138 a5 L \FTi

fitting evaluation

BREHEE DES

comparison with design value

fICE CARENTT
application example
3DCAD & D LL#sfl
3D CAD comparison

AF¥avVINoTT
optional software

S R4 % 3DCAD F—XEDRERT

measured data comparison with 3D CAD data
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SEEEBD I bAFAE

the Fifth Monozukuri Nippon Grand Award )l
'\ RAERARE B8
Winner of the METI Minister’s Award

[SOWED - HIEH =

ISO-approved measurement method

—
5521 B/ SEBFBE - A ET - REEPI
The Japan Society for Precision Engineering Award "
\ EFE 2H

Winner of Technology Award

SRTCREER — FEFMBELEE (KA VM -7+ —HAT0—7)
ISOZS 1 78_605 3D surface texture - non-contact measuring instrument (point autofocus probe)

ISORFORIEFEHEEZHMEHEICEKD . KVEEEOFRVWT -y 2R LI T

MLP-3 offers more reliable data with ISO Standards measurement principle and
the multi-axis control.

([ o
fLali="_

Ly

10

sixe-Z &N

MABEARIEA T3> TY,
inner diameter measurement is optional

(P13)

HERHEEE SNELV YRRV -IRETREU. €D
BELEZEX L Y AR A AF VY EICHHRSEET, L—
YPARY NET +—HAMBICTAFEZY B OHDITHEHU.
FIA—ANARCRKETICEMUET, TOERMHNZAL
TAZEREBRZAFRBEIC T # —HARICABRDU. €
DEEEZHARY I, AET—IIF XYoD 3§, L—Y
TO—2AY NI& AF, Z BICREMEEZ RS, 74 —HAU
EEROEZEZRFIZLICKYBHEDET—U DS
FARZHREIC L E LTS,

Fe. AF v VHERE-—RZBEHR UL EICKY., RKY
BREHSOREAL— RHELSBRY XU,

1| @b @
0
AFEY
AF sensor

workpiece

surface tube lens

objective

L—HFO0—-T%ER
laser probe optical system

The laser beam from the optical system reflects on a workpiece
surface and its scattering light is captured by the objective to form
a laser spot on the Autofocus (AF) sensor. The laser spot is
positioned at the center of the AF sensor when the workpiece
surface is in focus. The laser spot position displaces upward or
downward when the workpiece surface is out of focus. The AF
sensor detects the laser spot displacement and feeds back the
information to the AF mechanism in order to adjust the objective
back to the in-focus position. The workpiece is controlled in three
axes (X, Y, and 6) and the laser probe is controlled in two axes
(AF and Z) axes. This control mechanism offers profile
measurements of various kinds of workpieces by obtaining each
coordinate value at each in-focus point.
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Measurement and evaluation functions

|AEYIRYTT7

Measurement software

AERZHRBUBNSRHEZRITCTERED. 1D TOTT CHBRICERENTETY,

The built-in CCD camera offers user-friendly operation by visualizing the measurement point.

Bl e ##fix=1— measurement/ evaluation menu
B A7—YHBRDI> Y —) console E] EERRNI> 5 counter

2] SEMMSEEER  microscope image
B A= 1—7  upper camera view

MitakaViewer

| ERTREERERY T D 7+

3D Surface texture analysis software*

MitakaMap ST

MLP-3 Z2eLA4E
standard for MLP-3

HEHRXTENCT N T NI T T OH\IRT Y 5 A NIV THEEZ fE#. #1O TDT T EBRICHRREN,

Interactive and user-friendly software complete with powerful online help. Advanced analysis is carried out byapplying straightforward
operations to measurement data.

IZ¥-0O Minidocs

Automatic analysis by insertion of

UR— b2 EFDR—IBHERTR

TNV Studies
EREE DR VIRITY —ILZ &SR

FENSX—9
Standard parameters

CAD F—9 &DHE CAD data comparison

CADF—% EEAH 5 x:;"’ (laser spot radius R=0.5um)
RBEY—ILZERWNT -
SHBEICNT DR - 1S025178
REERR -
Loading CAD datain = S22 Re12665] ME
order to compare o] :a g'g% “2
measured profiles with = S:k 06995 -
design specifications - Sku 56783

MitakaMap XT

FHfiRAPIRE Z S8R U C BT
pre-defined sequences of analysis steps

N—=IK1—T Page viewer

Fast navigation to every page in the analysis report

Icons for analytical studies applicable to the selected data set

IFX/¥—p
Expert

#2514 >~F Online help
FERIEE Dl
Detailed descriptions of all studies and operations
f#HT~XR—2 Document page
T — 5 DFEHT - fwET 1« —IU R
Current page in the analysis report
E g7 —o 70— Analysis workflow
BRIFBEZ—BRT

Tree view of all analysis steps in the report

=RTTREMEIREENT Areal surface texture analysis
ISO 25178 TEESNDERF/ S A —5%Z%(# Parameters defined in ISO 25178 are pre-installed

B 5&AM[ Height @ Sz, Sa, Sp, SV, Sq, Ssk, Sku, 1ISO 4287-2, ASME B46.1, EUR15178N
W FEE Flatness : FLTt, FLTp, FLTv, FLTq (ISO12781)

WEBMNTRE Ry MEZR=05um)
Surface after electrical discharge machining

CIMTEIDETR - (AT

Area and volume analysis

MLP-3SP &
standard for MLP-3SP

MitakaMap ST 27 Y TIV—R, KUSEDINFA—F - B5E -

S % BE TREEIRZ T

MitakaMap XT is available as an upgrade to MitakaMap ST (standard software) and contains parameters for specialized applications.

FBEFRELLERKE Worn metal surface IEl#EE  Additional functions

= BT E R E IR

2D advanced surface textyre analysis

B BJIS 2EZDOMD 2D /85X =9 (+RTFGES (Rz jis) F)
ISO, JIS and other 2D parameters
(ten point height of the roughness profile (Rz jis), etc.)

B 2T~V (FFT)#8#7  Frequency spectrum (FFT) analysis
W 7309V Fractal analysis
B ELTx0Y0)VER  Morphological filtering

B ENE A ERE AT

2D automotive analysis
W R&W EF—TRHT (1ISO 12085)

Sz N R&W motifs analysis (IS0 12085)

Sa 0.56  um - —

Sq 0.81 um W Rk 75 7%mR (ISO 13565)

Ssk -2.02 Graphical study of Rk parameters (ISO 13565)

7.31 MRk FO774)L Rk profile

S = RITRE MR
3D advanced surface texture analysis
M ISO 25178 TEHINBIEED 3D/V5A—9
(BEIITA—5 . BRI A—5, BRIISX—9, BEINSX—9, BEEII5%—9)
All the 3D parameters defined in ISO 25178
(Height, Functional, Spatial, Hybrid, Functional (volume) Parameters)
M Sk 757K Graphical study of Sk parameters
W AFE/NS A—9F R Graphical study of volume parameters
W =757 Peak distribution
W 2T~V (FFT) ###7 Frequency spectrum (FFT) analysis
W FYND—2_T MUEE  Averaged power spectrum density
W JS509)U#T  Fractal analysis
W UDDEEH  Measurement of wrinkle
W REBEDNRT NUEEHT  Vectorization of the micro-valleys network
W HEROBEME, F5 Texture direction, isotropy

*The Advanced Contour Analysis is included.

11
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Measurement / evaluation functions for specific needs

| @Efﬁ"@ﬂﬁ Gear measurement and evaluation
A TIIAREETE o 72/ MEF Y O 2B ERFFIREIE 2 EIH

MLP-3 measure contours of small-diameter gear that contact stylus instruments cannot measure.

V=P 2ZRY RMEMN 1 umEBNDIED. PEFVONED 12—V OLEBEHBIRRAENAEE TS, BB UET—FH BJIISHIKE
WO - B89 Uidzalli. MHS\ELEREZDY I IV —YI VN TEET,

The 1um laser spot diameter enables to measure the entire contour of small diameter gears and small-module gears. Following
evaluations that are conforming to JIS Standards can be performed; profile form, helix form, transmission error and mesh simulation.

(mm)

Y1 o0%v s FSRAFvIEY
micro gear Wooo ) plastic gear

m=0.06 d=0.36 LN m=0.5 d=20

1: EMEBER root diameter 18.729mm
2: ta5EMER  tip diameter  20.971mm

1: EEMAER root diameter 234 um
2: ESEMER  tip diameter  575um

FELPTVEEFHDAE Y 7 ho 7
Easy-to-use gear evaluation software

WEDETEHEMBEZIEET DI THEICEZBEDHIBEIRAENHESD e
HWEAIEY 7 MU TV EWERIREHEY 7 b I VICLY. KUSRERE A iiEn |
HOBEPRETHEICHILEFET, [.__n_ =
DXFZEZ &Y 7 NICTCADT— 4 E DB M ERNIC TEBEHICHEFV g3 ;
PREFVEOREHECOBREHELETEET, E5: F ‘
Gear evaluation software is conformed with ISO Standards and carries out ,

the simulation of meshing gears and transmission errors with simple A R ‘

operations. It helps produce high-precision gears and manage quality control. [z

BEERETM - fZERE. Ev FIRE. mEDHN
gear evaluation: profile deviation, pitch deviation, runout

| EMAEAESE Ml  Roundness measurement and evaluation
HET. ¢ 20 um OEMEHE % EH

World first roundness measurement of a ¢ 20pum glass sphere

ENE CEEQOREFRENFIEETY A 7 0N\—Y O PREEECEN T,

Roundness and diameter can be measured simultaneously. A perfect solution for development and quality control of microparts

¢20umHS REK ¢ 100 umBHR
®20um glass sphere $100um gold wire

&

EME roundness : 0.065pm

EME roundness : 0.91um
BEfR diameter :$20.74um BEfE diameter :$99.78um

150um

12



GAlEE#4 7> 3> Options]

IRFAIELI="Y N Inner diameter measurement
T—=IRIZIBCT 24T 254 F v T

2 types of modules
=S5—EERX XL > X—{F3X
fixed mirror type objective type
. N . SS—@EE7—L (AF #&5EE)
B ¢ 1~8mm ORAEDHIE g\r::\fr?gglzcj%fctgn o e B ¢8mm Ll LORAEOHE mirror fixing arm =
®1~8mm doughnut hole over 8mm doughnut hole (inter-connected with AF axis)
measurement BRI ) _AFS&%@H::]AF
. . EER . 3'5%@7.('_'—1@-;{'_,1“_ riving direction of axis
B EEICHIS =5 Workp‘ece perfect for through;nd "
=7
perfect for through hole mirror non-through holes
measurement . N
B AIEHFXOER (R-0 XI3EH

) [C& Y EMRICE IS
complex form measurement
(select either R-6 or polygon)

SS-EE —————— e;m@;aﬁ‘

RS g [P Baxds rotation B REEERENEERZR

6 8 & EE) L 7R L) <2
( it is noﬁnter—c%nnected) —QEER _ETEHil
with Baxis evaluation of both inner and outer -
(I forms in the same coordinate system 6 #hEEn =7
Baxis rotation  workpiece
¢2mm UV I —IDAES (= S5—EFER) N7V IVANERES 3L > X—EF)

inner and outer diameter measurement of a bearing (objective type)

$2mm ring gauge measurement (fixed mirror type)

HAEEES G S5HE
evaluation of roundness and irregularities in thickness
AEEMAE=2.74um  HEEMAE=1.04pm
inner roundness outer roundness

\_W‘O

RIEAESR result ©
EME roundness 1.02um

| AF @ JL MME#k  AF optical axis tilt measurement (AFOT)
IT—DALWNMER., BT EOREIE %2 EB

Offering contour measurement of small diameter and stepped inner surface

AEMOEZERITEDEE T, AFHLEROHZMERI ST 2 C & TREGHNAIEZHIE

The coordinate system of the measurement axes remains the same, and only the AF axis optical system is tilted to measure
complicated inner surfaces.

AFtEh
AF optical axis
YLV R
Objective lens
Laslgr_b:aj;?nc \

AED—2
Workpiece

EFE (T)
Fixed angle (T)

+Z p ' i
g | . -
+Y +X m . Unit: mm -

AF SEEESL R BE 5mm L X/NUIJL  Lens barrel (dia. 5mm)
AF optical axis tilt measurement ABR=XTHARRZ  Inner form deviation




R ZRTHEDAY V' —RET I
Standard model

SESERT—IORREARE - FHEICH IS

A perfect solution for meausring and evaluating various workpieces
B [MitakaMap ST| [EHEWZEENT] [ZRTBEY 7hD 17| ZEEERR

[MitakaMap ST] [Advanced Contour Analysis] [3D measuring software] are included as standard equipment

ERERR specification [MLP-3]

% Axes X8l axis Y Bl axis Z®l axis AF(R) i axis AZ(6)®l axis
W] E#iFH Measuring range 120mm 120mm 130mm 40mm 360°
53 ##BE Scale resolution 0.1um 0.1um 0.1um 0.01um 0.0002°
HIF#5 Scale 2% =)V Glass Scale 2% —)V Glass Scale NV A Pulse 247 —)V Glass Scale 2% —)U Glass Scale
HIEFEE Accuracy (2+20L/1000)um (2+20L/1000)um (4+100L/1000)um (2+20L/1000)um +0.02/360°
L: HI5EfE length (mm)
B —Y7O—2#8  Laser probe Wi FMER I ¥ 1—% Personal computer for controller / evaluation
SO 1S 100 f& (YEEhEERE =3.4mm) 0s Windows 10
Objective 100X (WD = 3.4mm)
15— CCD HAS EZ#{tE Monitor included
Color CCD camera
—HHA 1mW(Max.) A=635nm 52X 2 == s
Laser output 1mW (Max.) A=635nm Class 2 B1=F1UF 1 Utlitles
2Ry R& 1 um (100 fEI2T) BHEEIR _ AC100V(5A)
Spot diameter 1um  (with 100X) Power consumption
L, b [—
B EL # (8) : 0~ 90° fRiRE ALie ES 4kgf/cm? Bl b (46 T 7 7R — 25 % ¢ 6mm)

Pressure supply for  over 4kgf/cm?
vibration isolator (air hosediameter for pressure supply:$6mm)

HESRERER B 20~23C =*0.5C/H

Recommended 3 3
operating temp. 20 ~ 23°C +0.5°C/day

Tilting mechanism  EL axis (manually operated) : 0 ~ 90°

L—4a (8 : 45 ~-90°
Laser beam axis (manually operated) : 45 ~-90°

BHIET—2 94 X Workpiece size

14

MR
Cylinder

RINE

Minimun diameter

¢80mm LR (A7 3> ¢ 120mm)
smaller thang80mm (option : $120mm)

¢ 0.02mm

NiE#Y 7 MU T 7 Standard software

MitakaMapST+ Bt AE#R ZREEHT
MitakaMapST+ Advanced Contour Analysis

B+ v 7F v (MitakaViewer) Image capture (MitakaViewer)
HIEY 7 MU 7 Measuring software

T 74 )VEH#Y T N File conversion software (CSV, DXF)
J—#AIEY 7 N Workpiece axis measurement software

B{TE& Accessories

E#Ek 1 {8 Reference sphere 1 piece
J—2R)VF— 13 Workpiece holder 1 set
T7RIRE Air type vibration isolator
18i&73/\— Dust proof cover

B4 7> 3> Options

HEABER 1) BOEYL > X (fEENRERE =10.6 X[ 18mm)
Hardware 50X objective (WD=10.6 or 18mm)
2) ZBWMYUZT7 A=)V
Z axis linear scale
3) EL @EENTiR
Motorized EL axis
4) XY @D - FIVRNRAF—D
XY alignment stage, XY tilt adjustment stage
5) AERAIEI=Y b
Inner diameter measurement

6) AF )L MMk
AF optical axis with tilt mechanism
(manual / motorized)

7) Q8T A RNtk
AZ axis air spindle model
8) TR 200~240V & GEAFIT)
Power supply 200 - 240V (for overeas)
BEEHIRE FHIEY 7 b
Gear measurement / evaluation
I> NI VAIERBIY T b
End mill measurement support software
EMEHIE FHEY 7 b
Roundness measurement / evaluation
3DCAD LEEEFiE Y 7 b
3D CAD comparative evaluation

VIJhoz7
Software



BRI 2 ST
High-end model with high resolution

ZEI 7 AT=V. XYBHDAT—I, XY FIVNREAT —IZEEERH

Z axis linear scale, XY alignment stage and XY tilt adjustment stage are included as standard equipment

B [MitakaMap XT| ZE#EEFE, HARFARERXEOEMDEFICHIG

[MitakaMap XT] is included as standard equipment. A perfect solution for R&D and specialized applications

ERERR specification [MLP-3]

& Axes X8l axis Y Bl axis Z®l axis AF(R) 8 axis AZ(6)®l axis
W] E#iFH Measuring range 120mm 120mm 130mm 40mm 360°

53 ##BE Scale resolution 0.01um 0.01um 0.01um 0.001um 0.0002°
HIEE8 Scale 24 —)V Glass Scale 2% —)V Glass Scale A% —)JU Glass Scale A% —)V Glass Scale X% —)U Glass Scale
HIEFEEE Accuracy (0.5+2.5L/1000) pum (0.5+2.5L/1000) pum (0.5+2.5L/1000) pm  (0.5+2.5L/1000) um +0.01/360°

L: fIE(E length (mm)

B —H70O—2E8  Laser probe WIEEHIELS Standard hardware
PSE7 1778 100 f& (fEEhEERE =3.4mm) Z#U 72T =) Z axis linear scale
Objective 100X (WD = 3.4mm) XY ADATF—D XY alignment stage
71— CCD AHAZ - R -
Col70r ccD camer: XY F)V N F—D XY tilt adjustment stage
V—HHH 1mW(Max.) A=635nm 52X 2
Laser output 1mW (Max.) A=635nm Class 2 W, FHiiFE 2> 1—% Personal computer for controller / evaluation
Z/RY hE 1um (100 fFI2T) 0s Windows 10
Spot diameter 1um  (with 100X)
PR A EL @ (F8) : 0~ 90° E=Sf1/8 Monitor included
Tilting mechanism  EL axis (manually operated) : 0 ~ 90°
L—4ea (578 : 45 ~-90° B1—>+UF« Utilities
Laser beam axis (manually operated) : 45 ~-90° P
Li5 R
BT — 514 X Workpi . Power consumption AC100V(5A)
i — orkpiece size
’ P BRIEGERES  dkgf/ome Db (6T 7R—24\E ¢ 6mm)
AR ¢80mm LR (#7 3> ¢ 120mm) Pressure supply for  over 4kgf/cm?
Cylinder smaller thand80mm (option : ¢120mm) vibration isolator (air hosediameter for pressure supply:p6mm)
R/ME HRBERE 20~23C =*=0.5TC/H
Minimun diameter EHOz Recommended

operating temp. 20 ~23°C +0.5°C/day

BE#EY T N 17 Standard software

MitakaMapXT+ =R ER ZRARAT BftE&, Accessories

MitakaMapXT+ Advanced Contour Analysis HE#ELR 1 {8 Reference sphere 1 piece
Eiff+vTFv (MitakaViewer) Image capture (MitakaViewer) J—2R)VF— 13 Workpiece holder 1 set
HI5EY 7 N 7 Measuring software I7RBIRE Air type vibration isolator

18i83/\— Dust proof cover

T 74 )VEH#Y 7 N File conversion software (CSV, DXF)
J—HflIEY 7 N Workpiece axis measurement software

B+ 73> Options
PEABER 1) 50NV > X (tEENEERE =10.6 Xi& 18mm)
MR MLP-3, MLP-3SP it5& Hardware 50X objective (WD=10.6 or 18mm)
Outline drawing for MLP-3 and MLP-3SP 2) EL @iEanftsR
Motorized EL axis
1520 4\ 2 305 2 860 3) HEHEIZ=Y b
[ 750 g \ 10 Inner diameter measurement

= \ 4) AFHIFIL MER
% Ll AF optical axis with tilt mechanism

N

(manual / motorized))
5) 6T ALY RIViLkR
AZ axis air spindle model

6) IR 200~240V K GE/NFAEIT)
Power supply 200 - 240V (for overeas)

15650
1660

I

7 VIhoz7 EEEHIRE FHE Y T
Software Gear measurement / evaluation

o] WE < e~

- va I RI)VAIERBY 7 &
1. HfEA/YY 3> PC for control & evaluation 6. K77 Door Sl meas_urement SUBRe B
2. £=#% Monitor 7. A1 > 24 YF Main switch EHMEHIE FHEY 7 b
3. JEHMBIEAR S > Emergency stop button 8. FA#RZEA Vibration isolator Roundness measurement / evaluation
4. HBEIAR Main body EEAKER © 340k 3DCAD HEEHEY 7 I
7 g [ ko G Weight: Approx. 340kg 3D CAD comparative evaluation
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M E E % %E ** Et % *i HR55RIBIE  Distributor

MITAKA KOHKI co., LTD.

T181-0014 RFE=EHHIE 1-18-8
1-18-8 Nozaki, Mitakashi, Tokyo 181-0014 Japan

TEL 0422-49-1491 FAX 0422-49-1117
+81(0)422-49-1491 +81(0)422-49-1117

http://www.mitakakohki.co.jp

E-mail: sales@mitakakohki.co.jp
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