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StateMonitor collects and visualizes the 
statuses of production machines. By evalu-
ating important data such as the current 
machine status, machine messages, override 
positions, and utilization history, StateMonitor 
provides in-depth information about the 
machine’s degree of utilization. Based on the 
data it collects, StateMonitor also reveals 
machine-speci�c optimization potential. 
By entering comments regarding machine 
downtimes and setup times, the operator 
can also uncover potential for improvement 
at the organizational level. Through its 
 messenger function, StateMonitor noti�es 
the appropriate employee by e-mail based 
on customizable combinations of machine 
signals and statuses.

StateMonitor collects and visualizes the 
following information from the networked 
machines:
� Operating modes
� Override positions (spindle, rapid traverse, 

feed rate)
� Program status and program name, 

as well as subprograms if applicable
� Program run time
� SIK number and software number
� Machine messages

Active support for production planning with 
an extensive range of functions for job data 
collection:
� Create and assign jobs
� Start and terminate jobs
� Plan setup times and interruptions
� Store additional job data, such as 

quantities produced

StateMonitor even lets you connect 
machines with different controls and 
supports the following protocol types: 
HEIDENHAIN DNC, OPC UA, MTConnect, 
and Modbus TCP.

For more information, please contact 
HEIDENHAIN.

 
StateMonitor: collect and evaluate machine data

Workpiece measurement 
Setup, preset setting and measuring with touch trigger probes

TS 460 with collision protection

The workpiece touch probes* from 
HEIDENHAIN help reduce costs in the 
shop and for serial production. Setup, 
measurement, and control functions can 
be automatically executed in conjunction 
with the touch probe cycles of the TNC7.

Upon contact with the workpiece surface, 
the stylus of a TS touch trigger probe is 
de�ected. In that instant, the TS generates 
a triggering signal that, depending on the 
model, is transmitted either by cable or an 
infrared beam to the control.

The touch probes are inserted directly 
into the machine tool spindle and can be 
equipped with various taper shanks 
depending on the machine. The ball tips, 
which are made of ruby, are available in 
different diameters with various stylus 
lengths.

* The machine and TNC must be specially adapted 
by the machine manufacturer.

Cable-bound touch probes
For machines requiring manual tool changes, 
as well as for grinding machines and lathes:
TS 150/TS 750
� Axial or radial cable connection on its base
� High probing accuracy and repeatability
� Compact dimensions
TS 260
� Axial or radial cable connection
� High probing accuracy

Wireless touch probes
For machines with an automatic tool changer:
TS 460
� Standard touch probe for radio and 

infrared transmission
� Compact dimensions
� Energy-saving mode
� Optional collision protection
� Thermal decoupling

TS 642
� Activation via switch in taper shank 
� Infrared transmission

TS 760
� High probing accuracy
� High reproducibility
� Low probing forces
� Infrared transmission

Transceiver
Radio or infrared transmission is established 
between the TS or TT touch probe and the 
SE transceiver:
SE 660
� For radio or infrared transmission 

(hybrid technology)
� Same SE for TS 460 and TT 460

SE 661
� For radio or infrared transmission 

(hybrid technology)
� Same SE for TS 460 and TT 460
� EnDat functionality for transmission of 

the switching state, diagnostics, and 
additional information

Further information:

You can �nd detailed descriptions of 
workpiece touch probes on the Internet 
at www.heidenhain.com or in the Touch 
Probes for Machine Tools brochure.

Machine inventory 
visualization

Job assignment, booking, 
and feedback

Machines connected over the 
HEIDENHAIN DNC, OPC UA, 
MTConnect, and Modbus TCP 
interfaces

Access over a web browser 
from various terminals

Relaying to an external SQL database 
for processing of machine data in 
an MES or ERP system

Real-time noti�cations 
via e-mail

Comprehensive evaluation 
of all StateMonitor modules

Organization and logging of 
scheduled maintenance and 
identi�ed faults

Enhanced capturing and recording 
of equipment-speci�c signals

Display and 
evaluate multiple 
instances of 
StateMonitor



TT 460

HR 550
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Tool measurement 
Measuring length, radius and wear inside the machine

A key factor in obtaining consistently high 
production quality is, of course, the tool. 
This requires exact measurement of the 
tool dimensions and periodic inspection of 
the tool for breakage, wear, and tooth shape. 
For tool measurement, HEIDENHAIN 
offers the TT triggering tool touch probes.

These touch probes are installed directly 
within the machine’s workspace, where 
they enable tool measurement either 
before machining or during interruptions.

The TT tool touch probes measure the 
tool length and radius. During probing of a 
rotating or stationary tool (e.g., for 
individual tooth measurement), the contact 
plate is de�ected and a triggering signal is 
transmitted directly to the TNC7.

The TT 160 uses cable-bound signal 
transmission, whereas the TT 460 sends 
its signals via radio or infrared transmission. 
It is thus particularly well suited for use on 
rotary/tilting tables.

To prevent limiting the machining space 
and avoid collisions, the TT touch probe 
must occasionally be removed from the 
machine. The touch probe’s new magnetic 
base features three contact points and a 
setting screw. As a result, the touch probe 
requires calibration only during initial 
installation and can then be re-installed and 
removed with a quick hand movement. 
Here are the bene�ts in a nutshell:
� Fast re-installation without recalibration
� Low-pro�le base
� Same accuracy as a permanent 

installation Panel-mounted handwheel
The HR 130 panel-mounted handwheel 
from HEIDENHAIN can be integrated into 
the machine operating panel or mounted 
to a different part of the machine.

Expanded range of functions of the 
HR 520 and HR 550
� De�nable traversing distance per 

revolution
� Display for operating mode, actual 

position value, programmed feed rate, 
handwheel offset, spindle speed, and 
error messages

� Override potentiometers for feed rate, 
handwheel offset, and spindle speed

� Selection of axes by means of and 
soft keys

� Keys for continuous traverse of the axes
� Emergency stop button
� Actual position capture
� NC start/stop
� Spindle on/off

You can set up the workpiece by manually 
jogging the axes with the axis direction keys, 
but this task is easier and more �nely 
controllable with the electronic handwheels 
from HEIDENHAIN.

In this method, the axis slides are moved 
by the feed motor in accordance with the 
handwheel’s rotation. For particularly high 
sensitivity, you can incrementally set the 
amount of traversing distance for each 
handwheel rotation.

Positioning with an electronic handwheel 
Fine motion control of axes

Portable handwheels
The HR 510, HR 520, and HR 550 portable 
handwheels are particularly helpful when 
you work near the machine’s working 
space. The axis keys and certain function 
keys are built into the housing. In this way, 
you can switch axes and set up the 
machine at any time�regardless of where 
you happen to be standing. As a wireless 
handwheel, the HR 550 is ideal for use on 
large machines. If you no longer need the 
handwheel, simply attach it to the machine 
using its built-in magnets.

Further information:

You can �nd detailed descriptions 
of tool touch probes on the Internet at 
www.heidenhain.com or in the Touch 
Probes for Machine Tools brochure.














