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USING MICROSCOPES AND INSPECTION GAUGES FOR QUALITY
INSPECTION OF PIN GAGES PROVIDES DIFFICULTY FOR INSPECTORS.

The pin gage's lip is inspected by
nressing it against the inspection
gauge, checking if it stops at a
designated position. However
: -.___magni[if:d by a microscope

B it is very difficult for

'df;_ W inspectors to accurately
' judge if the product
nasses standgards or not.

MICROSCOPE

INSPECTION
GAUGE

The pin gage is pressed against an
inspection gauge with the tip stopping at its
designated position. A pin gage with a large
tip angle will not reach the designated
position, while one with a small angle will
exceed it (limit).




CA INSPECTION ACCURACY AND WORKABILITY HAVE SIGNIFICANTLY
IMPROVED BY USING THE INSPECTION MICROSCOPE WITH BUILT-IN
\| OCULAR MICROMETER.
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LATHE (CHUCK)

The standard tip angle of the
pin gage is engraved on the
buill-in acular micromeler

three reference linegs 50
inspectors can immediately
decide whether it passes

inspection standards or nol.

Various positions are made possible
by attaching the microscope to the
magnetic stand. Inspection is also
possible without removing the
workpiece from the chuck after

lathing!

The engraving, composed of three refer-
ence lines, is convenient, allowing more
accurate and speedy results in the guality
inspection of the pin gages.

In addition, by fixing the microscope into a
magnetic stand, the user can attach the
device directly in contact with the lathe
machine, making it possible to inspect the
product right after processing.



CHARACTERISTICS OF THE
INSPECTION MICROSCOPE

) MAJOR SCOPE
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THE LEMNSES ARE BRIGHT, THE THIS CAN BE USED AS A NON-CON- BY REPLACING THE OCULAR i
ACTUAL FIELD OF VIEW 15 WIDE TACT, MEASURING MICROSCOPE BY CROMETER, IT ©AN BE USED IN
AMD THIS 15 A FULLY UPRIGHT LISING VARIOUS LENSES TOGETHER MANY WAYS LIKE MEASURING, IMN
IMAGE TYFE MICROSCOPE. WITH THE OCULAR MICROMETER. SPECTING, CENTERING, POSI-
TIONING, ETC.

THE MANUFACTURE OF GUIS- AGCESSORIES (10X EYEPIECE 2X

TOM-BUILT MICROMETERS TO OBJECTIVE LENS)
SUIT THE CUSTOMER'S SPECIF

CATIONZS IS ALSO POSSIBELE.

READING THE OCULAR MICROMETER WITH A MINIMUM SCALE X

THE QCULAR MICROMETER'S SCALE GAN BE CALCULATED BY DIVIDING 1T BY THE MAGMIFICATIONE
OBJECTIVE LENS WHICH LISES A MIMIMUNM SCALE OF 0.1 MM (ENGRAVED ON THE OCULAR MICRO

FOR EXAMPLE IF THE SCALE OF THE OCULAR MICROMETER IS 10 MM INM 100 EQUAL PARTS (MIMIKMLIK
SCALE VALUE OF 1) THE READINGS ARE:

B OBJECTIVE LENS WHEN USING 2X MAGNIFICATION: 0.1 + 2 = 0.05 MM [MINIMUM SCALE VALUE OF 1)
B OBJECTIVE LENS WHEN USING 5X MAGMNIFICATION: 0.1 + ! M (MINIMUR SCALE VALUE OF 1)
B CBJECTIVE LENS WHEN USING 10X MAGNIFICATION: 0.1 + 10 = 0.01 MM {MINIMUM SCALE VALUE OF 1)






