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VI. Inspection program QM-THREAD %

VI.1. Characteristics of the program QM-THREAD

The QM-THREAD program has been designed as a support system for the computer aided inspection
for screw threads and screw thread gauges.

All thread nominal values can be generated through this program in accordance with the following
standards:

e SO metric screw threads according to ISO 1502:1996 (DIN ISO 965:1998)

e Unified threads and thread gauges according to ANSI/ASME B1.1-1982/ B1.2-1983
e Gauges for unified threads (ANSI/ASME B1.1-1982) according to BS 919:Part1:1960
e Gauges for Metric M Screw Threads according to ANSI/ASME B1.16M-1984

e NPSM pipe threads according to ANSI/ASME B1.20.1-1983

e Screw taps according to DIN 802:1982

e Pipe threads and gauges according to ISO 228:2000 (also the older DIN 259:1979)

e Steel conduit threads according to DIN 40431:1972

e ISO metric trapezoidal screw threads according to DIN 103:1997

o Parallel screw threads of Whitworth form according to BS 84:1956/ BS 919:Part2:1971
e Metrical thread inserts according to DIN 8140:1999 (EG threads)

e HELICOIL threads according to Boellhoff factory standard

e Knuckle threads according to DIN 405:1997

e Buttress threads according to DIN 513:1985 (factory standard for gauge values)

e Threads for valves according to DIN 7756:1979 and ETRTO V.7

e ACME Threads according to ASME / ANSI B 1.5 — 1988

e Stub ACME Threads according to ASME / ANSI B 1.8 — 1988

e Hot-dip galvanised threads according to DIN 965:1999

Attention: Some of the standards are optional available - call your local dealer!

The measurement process can be done according to VDI/VDE/DGQ 2618 guidelines or any other you
wish to apply. Before starting up the program, the user should be familiar with the guidelines being
applied as well as the measurement procedure for the inspection of screw thread gauges.

Only a basic knowledge of computers is necessary in order to use the QM-THREAD program.

Measurement data can be entered through an on-line connection of the measurement device or on the
keyboard. If the former is the case, the measurement device must be connected to the serial interface
of the PC (V.24, RS 232) or by a PC interface card (Heidenhain IK121, 1K220), TRIMOS WinDHI
indication program or SIP LMC program including interface unit.

For more information see the manual of the related indication program.

The QM-THREAD program can be started directly from the gauge data management system QM-
MANAG. The primary function of the program is to calculate all of the required gauge sizes and
tolerances according to the thread standards and type of gauge being applied (for example: Screw
thread GO ring gauge). Any limitations of the applied standard will be pointed out.

After selecting the QM-THREAD standard, the type of gauge, (for example: Screw thread GO ring
gauge) and entering the thread designation, for example: M20x1, all of the required gauge nominal
values and tolerances will be calculated automatically. The limitations and restrictions of the norms
being applied will be indicated.

The program supports the nominal value generation and the measurement process for all types of
thread gauges being standardised and also for all types of plain gauges used to check the minor or
major diameter of screw threads.
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The results of the evaluation can be produced on the screen and/or on the printer and/or in a file. The
nominal values of the gauge will be processed in the calibration certificate according to the inspection
requirements and the measurement results. Tolerance excesses will be noted and identified.

VI.2. Starting the program QM-THREAD

You can start the QM-THREAD program directly from the QMSOFT-command-Shell (click the
corresponded symbol in the shell). The other way is to start the program through the Windows
Explorer.

Before working with the program you have the possibility to customise some things according your
individual needs and wishes.

The following program settings you have to do:
- Configuration of the On-line Interface:

If you use a direct linkage between the computer and your measuring machine to transfer measuring
values, at first you should start the indication program required (RS232DRV, IK220DRV or SIDDRV
depended on the device and the interface connection you use) and set the correct parameters for the
Online Interface (see also the manual of the used program).

- Program settings and inspection conditions:

Here you can set some general things for the program environment; for example: the default way to
transfer measuring values (machine or keyboard) or the unit used for the evaluation. See section V.3
for this.

Attention: An incorrect selection of the parameters for the online connection (e.g. for the serial port)
can produce a system crash while measure data input ! Make sure that you are informed
about your computer system and the correct name of the serial port for on-line interface.
For settings of the serial interface see also Appendix D.

VI.3. Program settings

Before starting the measurement itself, you have to set few parameters to define the program
environment and describing the inspection conditions.

VI.3.1." Settings | General settings"

Using this option you have the following registers to change program settings:

Register "General"

Here you can choose the program language, set the default unit for the gauges and select the default
data input device (keyboard of the computer, online connection to an indication device).

If you set “Online” as the default device the Online connection to the device installed (see page
“Directories” — “Indication program”) will be started automatically if a gauge measurement will start.

Using the option “Save certificates automatically” any calibration certificate will be saved into the
“Certificate directory” (see register “directories”). The file name will be created by of the gauges
identity number or the entered certificate number. You can set if you want to save the certificate as
“RTF”, “PDF",... file format.
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General l Ingpection prncedules1 Directories I

Iv Show help test

Language | Englizh L] a LCancel

Transfer measuring values from |Keyboard LJ

Create certificate files as..-
+ RTF " PDF " DOC " HTML

v Save certificate files automaticat

To create the file name use
* | dentity number " Certificate nurnber

Figure: General program settings

Register "Inspection procedures”

Here you can enter for each gauge type a reference to a corresponded text file including the
inspection procedure as a text. Note that this “inspection procedure” does not influence the inspection
process. It will be set using the option “Inspection conditions”.

Register "Directories"

For some functions (indicating of measuring values; creation and edit of calibration certificates)
external programs will used. Here you can enter the directory where the corresponded program can be
found. Additional you can set a directory to save your calibration certificates.

While doing the program installation all directories will be set to a correct value !

ATTENTION: Make sure that this entries are correct. Errors may be happen while operating the
program caused by incorrect settings in the screen "Directories”
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VI.3.2. "Settings | Inspection conditions"

Using this option you have the following registers to set "inspection conditions":

VI.3.2.1 General used conditions (Register "General")

Inspection conditions

f* Mewtan

General l Thread plug gauges ] Thread ring gauges ] Plain plug gauges ] Plain ring gauges ] Plain znap gauges ]

Type of inzpection |Periodical inspection ﬂ
Algarithrn of calculation |classical method [Frof. Bemndt] j
Uit for evaluation |Metric: j

[ Automatic force zelection

Unit for measuring force

Unit to zhow deviations on certificate [only far inch meas. )

" lhch % thow.inch [inch 000] " micro inch [pin.]
Default certificate lapout file far
metnic measurements |I]MTHFEE.-'-\D_Enin$h ﬂ
inch measurements |IJMTHFEE.-‘-‘«D_EninSh j

I Inzpection of pitch, flank angles...

" Pound [Ib) " Qunce [oz]

E ju]s ﬁ Cancel ‘

Type of inspection:

Figure: Inspection conditions

According to VDI/VDE/DGQ guidelines, two different kinds of evaluation
for the gauge inspection we have. The "incoming inspection" includes
(beyond to the inspection of the gauge diameters) the inspection of
hardness of the gauge. For the evaluation of gauge diameter the
manufacturing tolerances of the gauge will be used. For "periodical
inspection”, the gauge evaluation will be done using the wear limit.

The setting of the “Algorithm of calculation” is very important !

Algorithm of calculation:
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Here, you can choose the algorithm used to calculate the effective
diameter. The most common algorithm is the calculation with the
"Classical method (Prof. Berndt)". This means the using of the general
known formulas (see also the related 1SO and DIN standards). Using this
formula the compensation of deformation caused by the used measuring
force is included !
In US often the “simplified formula for pitch diameter” is used.
If you want to use this option, make sure the following conditions:
- use only wires which are closed to the “best size”;
- be sure that the wires diameter was measured under the
recommended conditions (see ANSI B1.16M, section B4).
The “simplified formula” can only be used for external measures on
60 deg. threads
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For some reasons, for example threads with large pitch, it may be better
to choose the real three dimensional calculation called "Vector method".
This method is based on research results of the University Dresden,
Germany and is more accurate for such types of threads.

Unit for evaluation: Select the wished unit for the gauge evaluation.

Inspection of pitch, flank angles.. Additional to the usual inspection of the threads diameter you
can also enter and evaluate the values for pitch and flank angles. If you
want to do this click into the related check box to activate this option.

Unit for measuring force: Select the unit you will use for entering the measuring force. The
“measuring force” value will be used to calculate thread corrections and
to compensate deformations.

Unit to show deviations on certificate: Select if you want to show and print “Tolerance
excisions” in “Inch”, “thou.inch” (inch/1000) or in “micro inch (uin.)".
Please make sure that these settings do correspond with the numbers of
digits you have set for the related “Placeholders (Fields)” in the certificate
layout file.

File name to save the certificate: Here you can enter a default file name to save the calibration
certificate. Note, if the option “Save certificates as RTF-file” is switched
on (see menu “Settings | General settings”) the name entered will not be
used. In this case the program will create the file name using the “ldentity
number” (Note: the file name consist of the, at maximum, first 8
characters of the identity number, the file extension is “RTF");

Default certificate layout file for..: Here, you can enter the name of the "Certificate layout" file
used to create the layout of your calibration certificate. This file includes
all information about the layout and the content of the record list being
created. For "mm” and "inch” measurements different files are used.

NOTE: Because the program will be installed to support different languages you will find serious “L32"
fles in the related directory. The file name (for example
“QMTHREAD_English.L32") will show you the language related. Using
the Windows-Explorer you can delete all certificate layout files you do not
use.
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VI.3.2.2 Gauge type depended settings

Before starting the measuring process a series of parameters you can change. The parameters you
have to set are depended on the type of gauge you have to inspect. Use the related register screens
to set the inspection conditions.

IMPORTANT: For unified threads and also for metric threads of each there are two options to
calculate the gauge tolerances. For unified threads you can use the ANSI/ASME B1.2
or the BS 919 standard. For metric threads the DIN ISO 1502 and the ANSI B1.16M are
available. In case that the thread designation does not differ, please select the default
standard should be used to calculate the gauge tolerances!

Register “Thread plug gauges”

Note: You can not access to this page before selecting a “Threaded plug” in the main menu !

Inspection conditions

General Thread plug gauges l Thread ring gauges ] Plain plug gauges ] Flain ring gauges ] Flain shap gauges ]

Effect. diameter
G0 side MO GO side

Mo, of meas. planes |2 ﬂ |2 =

Measz. for each plane |'| ﬂ |1 ﬂ

Caleulate "Unified" thieads ace. to | Unified threads acc. to ANSI/ASME B1.1a £1.2 |

Calculate "Metic’’ threads acc. to |ISD metric threads accarding ta DIM 150 1502 (DM 13] j

Measuring method |Three wires method ﬂ

Uzed zeries of wire diameter |ZEISS diann. j

[ Inzpection of major diameter

Order of measurements |

Inspection periad |'| 2| [vears) =

E ]S ﬂ Cancel ‘

Figure: Inspection conditions for thead plugs
The following two parameters are divided in “GO” and “NO GO” side of gauge.

Number of measuring planes: Type the number of measuring planes for the effective diameter
and, if “Inspection of major diameter” is switched on, for the major
diameter measurement.

Measures for each plane: Type the number of measuring values per each measuring plane.

Measuring method: Here, choose the measuring method for measurement of external
threads. You can choose either the "Three-wire method" or the
"Two-wire method".

Used series of wire diameter: Select the table with thread wires should be used for the
automatically selection of a thread wire diameter. Measuring an
external thread the wire will be selected from the chosen table. You
can also select a thread wire diameter manually if you set the
specific measuring conditions. Using the "best wire" option the
calculated "best wire" diameter will be set automatically.
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Inspection of major diameter:  Marking this field, you can decide if you want to measure the major
diameter additionally to the effective diameter.

Order of measurement: If you want to inspect the major diameter, here you can select the
wished order of the measurement.

Inspection period: Enter an “Inspection period” if you want to calculate a
“Next inspection date” for the certificate.
Starting the program through the QM database this parameter will
not used because the “Inspection period” will be managed in the
database system.

Register “Thread ring gauges”

Note: You can not access to this page before selecting a “Threaded ring” in the main menu !

Inspection conditions

General ] Thiead plug gauges  Thread ring gauges l Flain plug gauges ] Plain ring gauges ] Plain snap gauges ]

G0 ring gauge MO GO ring gauge

Mo. of meas. planes |2 ﬂ |2 ﬂ
Meas. for each plane |'I ﬂ |'I ﬂ
Calculate "Unified" threads acc. to |Unified threads acc. to AMSIAASME B1.1a-B1.2 j

Calculate ""Metic!' threads acc. to |ISD mehic threads according to DI 150 1502 [DIN 13] j

Measuring method |"Three balls" method [using T-probe) j

|Jsed zeries of ball diameter |Table T-shaped ball probes j

[ Inepection of minor diarmeter

Inspection period |'| | |vearls) =

E ak. ﬂ Caticel ‘

Figure: Inspection conditions for “Thread rings”

Number of measuring planes: Type the number of measuring planes for the effective diameter
and, if “Inspection of minor diameter” is switched on, for the minor
diameter measurement.

Measures for each plane: Type the number of measuring values per each measuring plane.

Measuring method: Here, choose the measuring method for measurement of internal
threads. You can choose either the "Three ball method", the "Two-
ball method" or the “Cone-V-method”.

Note: In the program context the “Three ball” method means the
internal thread measurement using a T-shaped ball probe
and contacting three points on the threads surface to
calculate an effective diameter. It is different from the
“Three ball method” described in the ANSI/ASME
standards. See also the section “VI.4.2.2 — Internal thread
measuring” where the measuring methods are illustrated.
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Used series of ball diameters:

Inspection of minor diameter :

Inspection period:

Choose here, from the list provided, the table with the balls should
be used for the automatically selection of a ball diameter.
Measuring an internal thread the ball diameter (or the related
probe) will be selected from the chosen table. Otherwise you can
enter a ball diameter manually if you set the specific measuring
conditions.

Note: A “Three ball” measurement in the programs meaning can
be done only with a “T probe”.

Marking this field, you can decide if you want to measure the minor
diameter additionally to the effective diameter.

Enter an “Inspection period” if you want to calculate a

“Next inspection date” for the certificate.

Starting the program through the QM database this parameter will
not used because the “Inspection period” will be managed in the
database system.

Other registers for the inspection conditions of plain gauges

In case that the program does also support the inspection of plain gauges used for thread gauging
there are additional registers to set the related parameters for this types of gauge.

The parameters are comparable the things described in the sections for “Thread plugs” and “Thread

rings”.

VI.3.3. "Settings | Probes”

Using this option you can start the probe and masters management program "TASTER32".
Here you can insert new probes to a list and calibrate this.

Remember that “T-shape ball probes” and “Single (stylus) ball probes” used for internal measurements
should be calibrated before you can use it

See the manual for the probe management program (Appendix E) for more detailed information.
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VI.3.4. Certificate layout files

The program QM-THREAD gives you the possibility to customise the layout of your calibration
certificate. The layout of the calibration certificate is based on the so called "Certificate layout file".
This file contains all information about the form of the certificate and the values should appear in this.
By editing this certificate layout file you can change the layout. Saving this file with another file name
give you the possibility to work with different certificate layouts.

All this certificate layout files you have created will be saved in the working directory of the
QM-THREAD program. The files have the extension ".L32".

Using the option "Certificate layouts | Show/edit.." you can load a certificate layout file into the
QMSOFT editor program.

NOTE: Do never open a “L32" certificate file outside of the program. In this case you will loose all
“placeholders” representing the “actual values” when the certificate will be created !

A certificate layout file is consisting of three different types of information:

e standard text: is text information just like in a known text processing application; you can change
the text as you want and you can set the different text parameters;

e "Placeholders" ("Fields"): a "Field" is including a variable information about the gauge, the
measuring process or the measuring environment. A "field" will be fulfilled with the actual
information while executing the program. While editing a certificate layout file you can change
"field" positions, delete "fields" (if you do not need the related information) and insert new "fields".

e '"Text conditions™: A text condition gives you the possibility to control the certificate layout in
dependence of different program situations. A text or field following to a text condition will be print
out on the certificate only if the condition is "true". For example you can print a special text only if
an "External measurement" was done. Please open an existing certificate layout and see the
comments for the “Line conditions” available.

VI.3.4.1 The usage of “Place holders” (fields):

To insert a new "Place holder" in your certificate layout use the menu "Insert | Fields".

Using this menu you can also see all available "Place holders" (Fields) and the related information.
The fields are grouped to different categories (e.g. Gauge nominal values). If you select a field (click
on it) you can see the field designation.

B OMSOFTE / DITOR32 - QUTHREAD_English.132 .

B & 2@ -« |qf0s =@ EE @ - 18
Jeaie = elk|y|[F = z[s| == [0 3 6]
H ¥ i i i i ¥ i i i 4

Calibration Certificate

< Measurement Laboratary >
QMSOFT: < customize here your name and logo > e

{InspectionType]) of {GaugeType} e

Thread desigration {ThreaDesignation] [l ThissdDezigration
Thraad standard: {ThrazdSandard} | |Page ndaimaton Thiesditandaid
15t Flank angla: {FlankAngle2}® £ [1] [Genzal Flankingle2

Znd Flank angle: {FlankAngle} + (7] FEEEMEIE PEE ;‘:"h“"i'ﬂ
Fitch {Pitch {Units 2 {Toll [ e e

Thread stars: IThreadStar s} “Fiitrg” - Condisers: |Seiehes]) ThiesdSlats

" D atabasa inloimalion TuoFich

Best wire diameter {Bastire} Table with actisal sizes [messuing readls) ™ [MaoDmMa GO
Uzed wire diameter: ADmamWired § {Linit} [~ Sast lisids
Maasuring foree: {MeasForce) Desciplion

Best ball diarmgter |Bestwire] Phoh of thraad
Wllsed ball dismeler: {DoamBaill) {Lind)
Constant of T-shaped probe: {ProbeCanst} {Linit
wllsed ball diametar: DiamBall} {Limit
# : I 1 Insest |

Gauge nominal values
* G0 side NiD 50 side

Figure: Inserting of fields into a Certificate layout file
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Note: Fields which does contain text information can have a property “Language”. To open the “Field
property” dialogue click the right mouse key on the related field. If this dialogue have a field
“Language” (see figure) you can change it to create “Multilingual” certificates.

avncdeldd  Modece Gewinde Erglsh O 132 N asler et e Englsh

Calibration Field properties ...

Sr_ 3004 20058

Idmme |

< Measurement Fiekl type |
QMEDFTi < cusiomize here you
Dlascaiplioe Tepa ol ke inspacted gauge [defaull languads]

{InspectionType} of {GaugeType}

Thriead desigration [ThieadDesignd Language i
Thraad standard: AT hraadZtanda

#5t Flank angla: {Flankangle2}” ﬂ ok ﬂ Camcel |
2nd Flank angle: {Flankangle2}®

Fitch IFitch} {Unith £ {TolPich] { Dev Unit)

Threead stans {ThrizadStarl s}

Figure: Field property “Language”
VI.3.4.2 The usage of “Text conditions”

Text conditions may be used to control the text you want to print out dependent on the current
program situation. Inside a certificate layout file you can see a text condition as a “#" character. When
clicking with the right mouse button on such a “#” character you can use the menu item “Field
properties” to show the definition of this condition.

To define a new text condition use the menu " View | Text conditions " to show the “Text condition”
window on the screen. Now click the “Add” button to define a new condition. In the “condition line” at
first select the “Field name”

[ oMSOFT® / EDITOR32 - C:\PROGRAM FILES',QMSDFT32}GEWINDE32,_Templates\QMTHREAD_Engli -0 x|

File Edit Wiew Insert Format Tables Extras 7

DRz s2d|vc B @ - # |B

[ RN =]« froox ] Flx|u|[=s =|=

[ ket B B, BEM I 1R T T
L 3 L |9 9 L

CORR_DEFORM

DABAC
F_DoubleSided [
F_OneSide
F_SpecWear
F_TruncFlank

#Gewnindel 32 Vorlage Gewinde_Englizh_01 13 E Wear file Englizh Sir, 04.03.2005#
G_ADIUST .
G_PLAIN rtificate
G_SPECIAL

boratory »

QMSOFT&' «  G_TProduct QM'THREAD

ame and logo >
Iadd_aAngle_GO

Iadd_angle_MOGD

{InspectionType} of {Cauge 14dd GO
Iadd_Length_&Go

'_Il'_:reen:ti| dtesi%nahion: Idd_Length_NOGO on}
read standar
#15t Flank angle WA (0D (TolAngley#
2nd Flank angle: Wi Pl (69 {TalAngle#
Pitch: LAdd_Pich_NOGO olPitchi {DevUniti# =
I_CheckGO
I_checkNOGO X
Conn... | Field name Condlior 1 ycom [Fees
T — e 5 1_Misual Ll
Gauge nominal values 3 L=y 2Ly | |
M_EXT_3W 1 Add
General Y bexT comE ; "
Inspection conditions b AT click the "Add" button to get a new Femove
M_EXT_SETT line far definining a "condition”

_IMMEM_ZPYert Remave all
M_INT 2B —l
S L e |

M_INT_COMNE

M_INT_GAGE fve down |
REM
T_Effect_GO

[Page 1 [Line 1 [Col @ [100% [ T_Effect NOGO

Figure: the usage of text conditions
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The fields you can select are divided into different sections. The section “Printing” — Conditions

(Switches)” is defining a list a simple “logical” switches which can have the property “true” or “false”.
The other sections will show properties of the gauge or the measuring process.
Select a text condition from the shown list to insert it in the “Field name” column.
QMSDFT[E] / EDITOR32 - C:»PROGRAM FILES'\QMSOFT32 GEWINDE32",_Templates'OMTHR = |EI|£|
File Edit Wew Insett FEormat Tables Extras *
Dl =l s 2l v o @ da e |5
[ A J_IWJI_KIUII_—I 1= =l=] [T 3]
E.....|.........E‘........l? ....... [CHT (LTI LNV TOON I ?I_.l ........ (e I|_.‘P ...... M. E?.......|‘..3.......I|_‘..4.......|.‘.5.......||_!.5.......|‘.?.......||_‘.?......i‘..9.......

#Gewindel 32 Yorlage Gewinde_English_01 1532 M Master layou file English

Calibration Certificate

Str, 04.03.2005%

i

QM-THREAD

< Measurement Lahoratory >
< customize here your name and logo >

{InspectionType} of {Gauge Type} |

Thread designation: {ThreadDesignation}
Thread standard: {ThreadStandard}
_® st Flank angle: {FlankAngle2}*# + {TolAnglel#
2nd Flank angle: {FlankAngle2} % + {TolAngle Y#
Pitch: {Pitch} {Unit} # {T olPitch} {DevlUnith#
Thread starts: {ThreadStarts}
#
Bast wire diarmetar IRectifiiral i

b
| Conn... | Field name | Condition | Walue r it i]
L

G_THREAD - | MED -
I — Jlequa J I e J Cloze |

m G_SPECIAL | - W True -
Add |
Remave I

[Page 1 [Line 14 [Col 33 [100% [ [NUM |

Figure: defining a text condition

After selection of a text condition (in the example the first condition "G_Thread" - means that the

selected gauge is a thread) that the related “Condition” and “Value” of the selected field. Using the
"Add" you can now add the next condition.

This procedure will give you the possibility to combine two or more conditions to define more complex
conditions. Please pay attention to the field "Connection" (see the first column) which define the type
of the combination of the single conditions. Using the "AND" operator is meaning that all single

conditions has to be "true" to get the result "true". If you are using "OR" to join the conditions, only one
of these conditions needs to be "true" to get the result "true".

If your "list of conditions" is finished (in the most cases you will need only one condition) use the
“Insert” button to insert the condition(s) in your certificate layout.

Note: A “Text condition” is not restricted to one line in your layout. The condition is active until a new

“Text condition” is defined or an “empty” condition is set. The text after an “empty” condition will
appear on your certificate in any cases.
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VI.4. Doing a gauge inspection

VI.4.1. Entering gauge nominal data

To create a measurement record it is necessary to take the measuring values of the thread and to
compare this actual values with the thread nominal values and it's tolerances. This nominal values and
tolerances can be generated in the QM-THREAD program for all Thread standards listed in section
VI.1 of this manual.

After choosing the type of gauge to be inspected (using the related button or the menu "Inspection"),
a dialog box will appear on your screen corresponding with your selection in which the gauge nominal
values are to be entered (see Figure, dialog for a double sided GO/NO GO screw plug gauge).

The fields in this dialog box should be filled with the corresponding values. If the program is started up
from the gauge data management system QM-MANAG this possibility is blocked and the nominal
values of the gauge will be transferred from the database.

GO / NO GO thread plug gauge

Identity number I':IBElEIEIEI L

Thread designation |1 d2-13UNC -2B

Automatic standard recognition [+

Thread standard ILlnifieu:I threads acc. to ANSI/ASME B1.1, B1.2 j

Pitch I'I 9540 1rzt flank angle |3|l|:":| *
Thread ztarts I‘I 2nd flank angle |3|:|,|:||:| i

GO zide HO GO side

Max. major diameter [127152mm M. maior diameter [12.4403 rm
Min. maior diameter [12.7000mm Min. major diameter [12.4257 mm
Ma. minor diameter W M. minor diameter IW
M ax. effect. diameter Im b ax. effect. diameter Iw
Min. effect. diameter IW Min. effect. diameter IW
‘wiear limit of effect. diameter IW wiear limit of effect. diameter IW

@ |nzpection procedure

<7l LCalculate tolerances | {i Ingpection conditiohz

ﬂ Cancel

Continue a

Figure: Entering of gauge designation, calculation of gauges nominal values

Following is a description of the fields in the nominal data dialog box:

Identity number: This field is used as a label for the gauges using an identity
number. This ID number will appear in the -calibration
certificate.

Thread designation: Enter here the standardised designation of the thread you want

to inspect. The program is checking this designation and will
calculate all related sizes and tolerances. In case that the
designation is not valid for the standard selected it may be that
you get back an different (but valid) designation. This may
happen especially for Unified threads because there are only
defined “diameter / pitch” combinations are allowed.
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Automatic standard recognition:  Marking this option the program recognise the thread standard
automatically based on the entered designation. Necessary for
this is, that the designation includes the required characters
(e.g. "Tr" means trapezoidal thread acc. to DIN 103).

VI.4.2. The Measuring Process

Measurement values are always entered in a sequence of measurement values 1 to n for gauge
position 1 (corresponding with measuring plane 1 to n), measurement value 1 to n for gauge position 2
etc. If the "1" is given as the number of measurement values in the inspection conditions, only one
effective diameter will be determined. Measuring double sided GO/NO GO screw thread plugs is done
first on the GO - side of gauge and then on the NO GO side. It is up to the program user to administer
a measurement value sequence that fits into an overall scheme (it is not possible to check this through
the program).

Effective diameter GO side / 1/2 - 13 UNC -2B / 089999 LW

Mo. of plane [Mo. of measz. |Meaz. walue Effective diameter Tolerance field
1 1 0.513520 inch 0,450173 inch [remeemeneens e |
2 1 0,450185 inch [rememseennes e |
M eazuring method: IThree wires method
"best" thread wire diarn.: ID,DM#DD irch
Current wire diameter; ID,D#SB‘I Oinch m Wires/Balls |

teazuring force I*LUU N

ity =
Reading limits  1.515346 inch |0.513646 inch
Gauge limitz |IZI,45EIEIEIEI inch |EI,45I]3EIEI inch
Online
IJ i]

g Back | Continue a

Figure: Entering of measurement values

While executing the measurement the current probe parameters are shown on the screen. If you want
to change the probe or to calibrate or recalibrate it use the “Wires/Balls” button to do this.

The measuring will be supported by a graphic display showing the calculated effective diameter in the
gauge tolerance field. The tolerance limits of the effective diameter as well as any limits of readings
over wires/balls will also be shown. For the limits of the readings over wires/balls, known reference
gauges or setting ring diameters are taken into consideration so that even before the measurement
values are taken over, a check if the value is inside the tolerance is possible.

If you want to take over measuring values from an Online connected measuring machine, press the
"Online" button to start the indication program.

Note: Use the menu option "Settings | General Settings" to set the "Transfer measuring values
from.." (Register "General") to the option "Online".
Please check, that in the register "Directories" the correct "Indication device" is selected.
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VI1.4.2.1 External Thread Measurement

The measurement of the effective diameter of external threads is relatively simple. According to the
known measurement procedure, three or two wires will be used. After searching the point of
declination, the measurement value that is used for the effective diameter calculation can be
transferred or entered. Depending on the chosen measuring force and the known wire diameter, the
calculated effective diameter includes the compensation of deformation.

Measuring Anvil

-—-q--

Pitch Diameter Measure over Wires

(MO.W.)

Fixed Anvil

Attention:  Depended on the selected list of thread wires (see the menu “Settings | Inspection
conditions” the wire with the smallest difference to the calculated “best” wire diameter
will be set automatically. This selection will also activated in the indication program.
If you want to change the pre set values use the button “Wires/Balls” to select an other
wire from the defined lists.

VI1.4.2.2 Internal Thread Measurement

For the internal thread measurement, two measurement methods are applicable that are seen
differently by the required measurement procedure. For two-point measuring requires only minimal
technology and is a quicker measurement procedure. Three-point internal measuring requires a
special measuring application and is commonly used for small Screw thread ring gauges in which a
ball support bracket cannot be inserted. Additionally, with this procedure there is smaller room for
errors (smaller measurement circle, no deformation of brackets, etc.).
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a) "Two Ball" - Internal measurement

As we have already mentioned, this measurement is done between two ball support brackets and is
analogous to the measurement of a plain ring gauge. You should make sure that both brackets have
suitable thread balls with comparable diameters for the thread inspection (depending on the pitch).
Before measuring the Screw thread ring, the brackets have to be calibrated on a plain master setting
ring. Normally, the indication device of the measuring machine (check the machine specific operation
instructions) should be set to "Zero" or to a “Preset” value equal the master rings size.

Then the measuring values can be entered on the keyboard or transferred from your machine.

Figure : Two-ball-method for internal thread measurement

b) "Three Ball" - Internal Measurement

“Three-ball” internal measuring is done using a special internal measuring application and "T-shaped"
ball probes.

The corresponding values of the probes (ball diameter dy, and probe constant ¢) must be known to

program. Now all three measuring positions should be moved on and the corresponding values
transferred. For the required measuring positions refer to

shown figure. Once the third measurement value has been transferred, the effective diameter will be
calculated and the graphic display of the results will be shown. According to the configured number of
the inspected diameter value, the measurement should be repeated.

£ ‘“\;, 5
- /// e = L Hf;""/’;/ /-/
s | 3 Pl
e .
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S @ vy
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/’/ - . E{"H{': A
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y . T
e e 2 | T
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Figure : Three-ball-method for internal thread measurement

Before using a T-shaped ball probe make sure that the probe is correctly calibrated. See also
appendix E: Probe management.

Page VI - 15



QMSOFT © 1990-2008 L&W GmbH

VI1.4.2.3 Entering of additional thread parameters — pitch, flank angles ..

Additional to the inspection of the thread diameters sometimes the inspection of the pitch and/or the
flank angles should be done. In this case use in the menu “Settings | Inspection conditions” the page
“General” to activate the check box “Inspection of pitch, flank angles..” (see manual section VI.3.2).

In this case after the inspection of the thread diameters the screen shown in the next figure will appear
to enter the related parameters.

Using the “Check Boxes” you can switch off parameters you will not check.

Currently an Online connection to the measurement machine is not implemented because special
hardware requirements has to be fulfilled for this.

Inspection of Flank angles and pitch .. {GD side} / 1/2 - 13 UNC -2B [ 08

Marinal walue Actual walue Y aluiation
v 1. Flark angle IED,DDEI : |3ll1 2 Iin tolerance j
2. Flank angle IEEI,EIDEI : |3I:I Iin tolerance j
W Pitch [0.07632 inch |0.07ed [in tolerance =]
[ Mark for screw length
Maw value [0.00000 inch [0.00000 inch | o inspection =
Min. value IEI,EIEIEIEIEI inizh IEI,EIEIEIEIEI itizh In-:u ingpechion j

Back | Caontinue |

Figure: Entering of parameters for pitch, flank angles ...
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VI.5. Output of results

After entry of the measurement data has been completed, the screen "End of inspection” will appear.

QMSOFTE / QM-THREAD - Thread gauges El

Certificate number Certificate layout
| | OMTHREAD_Engish |
Cuztamer name
IFIintstDne
Evaluation J)" Edit the certificate lapout
Iin tolerance j
Remarks Show certificate
| =4

L »

E&Ea Print certificate

w
4] »
|nzpection date  Mext inzpection date O perator
[3ro52007  [20.05.2008 S| Jswstem
Back | Return to main mexnu |

Figure: End of inspection / show certificate

If the inspection is finished you get the screen shown above. The summary result of the inspection is
shown. Here you can enter the name of the customer, the date for the next inspection and also some
remarks to the inspection.

Before creating the calibration certificate you can change the "certificate layout file” will be used. To
start the output of the results press the "Show certificate" button.

All functions for the editing and the output of calibration certificates will be controlled by the
EDITOR - program. See the manual of this program (Appendix B) to see how to operate it.

VI.5.1. Saving of certificate files

After completing a measurement you can save the inspection certificate into a file.
The file extension is set in according to your settings made in “Settings | General settings”.

If you use the “Save to..” option you can select the directory where you want to save the file and you
can enter the file name.
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Using the “Save” Icon the directory and the file name will be set by the programs default values.
To change the default values see the following section.

1) the directory to save certificates

You can set the directory where you want to save your certificate files using the menu
“Settings | General settings” in the page “Directories” (see figure / last line !')

Genelal] Inzpection procedures  Directories l
g

Indication program -
= a LCancel
CAPROGRAMMENOMSOFT32NBINYRS 2320 RV ExXE e ]

Frobe databaze program

CAPROGRAMMENIMSOFTIZMBINATASTERIZEXE

Directony to zave certificate layout files
CAPROGRAMME MIMSOFT 32AGEWINDE 324 _TEMPLATESS

Directory to save certificate files

g
CAPROGRAMMENIMSOF T32MGEWINDE 324 h =

2) the used file name
there are two options for the default setting of the used file name:
a) using a fixed file name:

the name of this file is set in the menu “Settings | Inspection conditions” in the page “General”;
there is a field “File name to save certificate:”.

For the QM-THREAD program the default name is “GEWIND4W.RTF”.

Note: if you use the fixed file name the “save” dialogue will overwrite the existing certificate !

b) creating a new file name for each measurement:
using the menu “Settings | General settings” you will find in the page “General” a click box
named “Save certificates automatically” . If you activate this option the program will save the

certificate automatically. The file name will be created either by using the first 8 characters of the
gauges identity number or of the entered certificate number. You have to select the wished option.

++++
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