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Description

Field of the invention

[0001] The present invention refers to a detection and verification apparatus for railway axles, particularly of the type
that can be installed in a railway depot and arranged to perform measurements aimed at determining some characteristic
quantities of a railway axle. An example of such apparatus is known, for example, from DE 17 28 624 U. other example
are known from US 2003/160193 A1, DE 103 52 166 B3, DE 103 36 042 A1 and DE 14 73 850 A1.

General technical problem

[0002] The rolling stock circulating on the railway system is subjected, during use, to a progressive deterioration of
the components thereof, which affects the with wheel arrangement elements too. In particular, among the wheel ar-
rangement elements, the railway axles are typically subjected to particularly marked wear phenomena given that they
are subjected to particularly heavy operating conditions.
[0003] Such wear phenomena are rarely regular or substantially symmetric between the wheels which form a railway
axle, hence potentially leading to unwanted and hazardous dynamic phenomena which affect the travel dynamics of the
train and the safety of the rolling vehicle and the occupants thereof.
[0004] The wear involving a railway axle occurs markedly on the wheels, which are subjected to variations and/or
alterations of the profile thereof due to, for example, impacts during travel, friction of the flange along the side of the
railway, and due to the simple rolling on the rails.
[0005] The periodic verification of the railway axles is important given that it allows having an indication regarding the
state of wear of a railway axle and hence indications regarding potential criticalities that could arise during the travel of
the rolling vehicle. However, in the field of known verification apparatus there still lacks a solution adapted to perform
complete and correct verifications in a simple and quick manner on the railway axles without requiring complex operations
for disassembling of the axle and installing on a test bench.
[0006] Nevertheless, the measurement apparatus of the known type, generally provide incomplete (e.g. not extended
to the entire circumference) and/or poorly accurate data, in particular regarding the diameter and eccentricity)

Object of the invention

[0007] The object of the present invention is to overcome the previously described technical problems.
[0008] In particular, the object of the invention is to provide an apparatus for the measurement and verification of
railway axles that allows to perform the measurement operations in a simple, quick and accurate manner without requiring
complex operations for disassembling and subsequently reassembling the axle on a bogie of a railway vehicle.

Summary of the invention

[0009] The object of the present invention which is defined by the technical features set forth in claims 1 and 8 achieved
by an apparatus having the features forming the subject of the claims that follow, which form an integral part of the
technical disclosure provided herein in relation to the invention.

Brief description of the invention

[0010] The invention will now be described with reference to the attached drawings, provided purely by way of non-
limiting example, wherein:

- figure 1 is a perspective view of an apparatus according to the present invention in a first operating condition,
- figure 2 is an enlarged view corresponding to figure 1 and with some components removed for the sake of clarity,
- figure 3 is a view according to the arrow III of figure 1 and with some components removed for the sake of clarity,
- figure 4 is a perspective view of a first functional assembly of the apparatus according to the invention,
- figure 5 is a view according to the arrow V of figure 4 with some components removed for the sake of clarity,
- figure 6 is a view according to the arrow VI of figure 4 with some components removed for the sake of clarity,
- figure 7 is an enlarged perspective view corresponding to figure 5 and with some components omitted for the sake

of clarity,
- figure 8 is a perspective view of a second functional assembly of the apparatus according to the present invention,
- figure 9 is a view according to the arrow IX of figure 8,
- figure 10 is a perspective view with some components omitted from the functional assemblies of figures 4, 8,
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- figure 11 is a perspective view, with some components omitted for the sake of clarity, of a third functional assembly
of the apparatus according to the invention,

- figure 12 is a perspective view of the apparatus of figure 1 in a second operating condition,
- figure 12A is a view according to the arrow XII of figure 12,
- figure 13 is an enlarged view corresponding to figure 12 with some components omitted for the sake of clarity,
- figure 14 is a view according to the arrow XIV of figure 12 with some components omitted for the sake of clarity,
- figure 15 is an exemplifying view of a method of operation of the apparatus according to the invention,
- figure 16 schematically illustrates the meaning of some quantities that can be measured by means of the apparatus

according to the invention, and
- figure 17 schematically illustrates the meaning of further quantities that can be measured by means of the apparatus

according to the invention;
- figure 18 schematically illustrates some procedures implemented by processing means operating in association to

the apparatus according to the invention;
- figure 19 is a schematic view of a detail of the apparatus according to the invention;
- figure 20 schematically illustrates the meaning of further quantities that can be measured by means of the apparatus

according to the invention;
- figure 21 schematically illustrates a first method for measuring a quantity that can be measured by means of the

apparatus according to the invention;
- figures 22 and 23 schematically illustrate a second method for measuring a quantity that can be measured by means

of the apparatus according to the invention;
- figure 24 schematically illustrates a module for controlling the apparatus according to the invention.

Detailed description of the invention

[0011] A verification apparatus for railway axles according to the present invention is indicated with 1 in figure 1. With
reference to figures 1 to 3, the apparatus 1 comprises a displacement and support assembly 2, a measurement assembly
4 and a mobile support assembly 6. The apparatus 1 is preferably installed in a workshop pit, generally indicated with
reference number 8 and represented, in some of the parts thereof, schematically. The pit 8 comprises a floor 9 in which
a seat 9A is obtained.
[0012] With reference to figures 4, 5, 6, the displacement and support assembly 2 comprises a bogie 10 having a first
frame 12 and a second frame 14. The bogie 10 furthermore comprises four wheels 16 rotatably connected to the first
frame 12 and movable along Burback rails indicated with reference number 18 and fixed to plates 20 in turn housed in
the seat 9A of the pit 8.
[0013] The first frame 12 comprises two longitudinal beams 22 joined by four crosspieces 24 to form a "ladder-like"
structure. Two of the crosspieces 24 are located in proximity of respective opposite ends of the longitudinal beams 22
(at times indicated, in the present description, as "outer crosspieces 24") while the remaining crosspieces 24 (at times
indicated, in the present description, as "inner crosspieces") are located between the previously mentioned two cross-
pieces 24 thereby defining a quadrangular gap 25 (figure 6). In the present description, the terms "longitudinal" and
"transversal" refer to the direction, respectively, of the longitudinal beams 22 and of the crosspieces 24.
[0014] At the ends of each longitudinal beam 22 there are further fixed (preferably by means of welding), substantially
orthogonal to the crosspieces 24, four uprights 26, in turn joined in pairs by respective crosspieces 28.
[0015] Preferably, the longitudinal beams 22, the uprights 26 and the crosspieces 24, 28 are provided by means of
steel profile beams having hollow cross-section. To each upright 26 there is further fixed a guide 30 positioned so as to
face towards all the remaining guides 30. In other words, each guide 30 is positioned in a spatial region comprised
between the four uprights 26.
[0016] The guides 30 comprise, each, a fixing plate 32, two clamps 34 fixed at opposite ends of the plate 32 and a
cylindrical bar 36, located with axis vertical and orthogonal to the longitudinal beams 22, fastened and secured in position
by the clamps 34 (preferably by means of fastening screws).
[0017] On the sides of the longitudinal beams 22, on the same side with respect to the wheels 16 and adjacent thereto,
there are arranged four feet 38, rigidly connected to the longitudinal beams 22 and each having a block 40 comprising
a recess 41 whose shape is substantially complementary to that of the Burback rail 18. The feet 38 protrude between
the wheels 16 and towards the rails 18, when the bogie 10 is positioned thereon.
[0018] With reference to figure 6, illustrating a lower view of the bogie 10, the wheels 16 are in pairs rotatably connected
to axles 42, on each of which there are engaged two guide elements 44 fixed in positions substantially corresponding
to those of the longitudinal beams 22 with respect to the axles 42.
[0019] Each guide element 44 comprises a lower portion 46 and an upper portion 48 mutually fixed and defining a
cylindrical cavity 50 within which there are arranged the axles 42. Furthermore, to each portion 46 there are fixed first
ends 51 of leaf springs 52, having second ends 53 fixed to the longitudinal beams 22. Thus, each axle 42 is elastically
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connected to the longitudinal beams 22.
[0020] Furthermore, each guide element 44 is movable, due to the second portion 48, in respective recesses 54 whose
shape is substantially complementary to the portion 48, thus obtaining a prismatic guide. With further reference to figure
7, wherein one of the longitudinal beams 22 was omitted so as to better show the inner details of the structure of the
bogie 10, each guide element 44 further carries a pad 56 arranged to cooperate with a stop plate 58 which is further
connected to a pin for adjusting the pre-load 60. The pad 56, the plate 58 and the pin for adjusting the pre-load 60 are
all housed within the longitudinal beams 22.
[0021] Thus, the guide elements 44, the leaf springs 52 and the axles 42 provide a suspension of the bogie 10 in
which the unsprung mass comprises the wheels 16, the axles 42 and the guide elements 44, while the sprung mass
substantially comprises the frame 12 and all that is directly or indirectly supported thereby.
[0022] With reference to figures 4 to 7, the second frame 14 is supported by four actuators 62 fixed to the longitudinal
beams 22 due to respective fixing plates 64. Each longitudinal beam 22 carries two actuators 62 arranged adjacent to
each of the uprights 26.
[0023] Each actuator 62 is of the screw type, preferably with the trapezoidal thread, and comprises a respective
threaded stem 66 of the through type. The stem 66 in fact traverses the entire actuator 62 and further also traverses a
respective through hole 68 provided on the corresponding longitudinal beam 22.
[0024] With reference to figure 6, between each stem 66 and the frame 14 there is interposed a load cell 70. Furthermore,
each actuator 62 is operatively connected, for operation, to a mechanical transmission 72 comprising an electric motor
74 with axis parallel to the longitudinal beams 22 and flanged to a first reducer 76 having three output shafts. In particular,
the reducer 76 comprises a first and a second output shaft 78, 80 connected with respective joints 78A, 80A (preferably
of the sleeve type) to corresponding pins 81 for the actuation of the actuators 62 (each actuator 62 comprises two mirror-
like actuation pins 81, whereby the one not engaged in the joint is observable), and a lay shaft 82 which bring the motion
to a second reducer 84 having two output shafts 86, 88 substantially identical to the shafts 78, 80 and also connected
by means of joints 86A, 88A to pins 81 for actuating corresponding actuators 62.
[0025] Each of the reducers 76, 84 is fixed to a corresponding inner crosspiece 24.
[0026] With reference to figures 4, 6, 7, the second frame 14 comprises two longitudinal beams 90 substantially arc-
shaped and each comprising respective vertical ends 92 substantially parallel to the uprights 26. Furthermore, the two
longitudinal beams 90 are transversely joined by two fixed shafts 94 which connect in rotation a first roller 96 to a second
roller 98. The rollers 96, 98 lie on opposite sides with respect to the frame 14.
[0027] The first rollers 96 have a larger diameter with respect to the rollers 98 and an electric motor 100 is connected
to one of them by means of a toothed belt 102. The rollers 96, 98 each comprise a terminal support stretch 104 (having
the same diameter on both rollers) having a conical edge 106 with larger diameter in extreme position with respect to
each roller 96, 98. A guide bushing 108 is fixed to each end 92 and it is slidably engaged on a respective cylindrical bar
36 of a guide 30.
[0028] With reference to figure 1, a first and a second pulley 110, 112 rotatably supported by means of respective
brackets 110A, 112A fixed to the plates 20 on which there is wound a rope 114 mechanically fixed to the bogie 10,
particularly to the first frame 12 are also part of the displacement and support assembly 2.
[0029] With reference to figure 3 and to figures 8 to 10, the measurement assembly 4 comprises a first lateral meas-
urement station 116, a second lateral measurement station 118 and a central measurement station 120. The first and
the second lateral measurement stations 116, 118 are identical and positioned mirror-like, in the seat 9A of the pit 8,
with respect to the displacement and support assembly 2 (figure 3).
[0030] Each lateral measurement station 116, 118 comprises: an optical acquisition unit 122 supported by an under-
carriage 123 slidably mounted on guides 124 carried by profiled beam 126 within the seat 9A of the pit 8. Thus, each
optical acquisition unit is slidable in the longitudinal direction along the guides 124.
[0031] The displacement of the optical acquisition unit 122 along the guides 124 is carried out by an electric motor
128 coupled to an angular position transducer, for example an encoder. Each optical acquisition unit 122 comprises a
first, a second and a third observation windows 130, 132, 134 associated to respective camera-laser source units
connected with an external control unit 250, illustrated in figure 24, comprising a plurality of electronic processor devices.
The camera-laser source units perform a detection of the so-called ’light section’, or even ’laser line detection’ type. The
laser sources of the light section unit emit a laser line at a given angle on the objects that should be scanned, which is
then detected in reflection by the camera, allowing obtaining the contour of the scanned object.
[0032] The observation window 132, like the respective camera-laser source unit, is in central position with respect
to the windows 130, 134 and it shall thus be identified, in the present description, also by the term "central window" and
the term "central instrument" shall be similarly used for the camera-laser source unit associated to the window 132.
[0033] Analogously, the windows 130, 134 and the camera-laser source units associated thereto will be at times
referred to by the terms "lateral windows" and "lateral instrument/s".
[0034] The central measurement station 120 comprises a third and a fourth optical acquisition unit, each indicated
with reference number 136, identical with respect to each other. Each acquisition unit 136 is carried by a plate 138 which
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develops in a substantially transverse direction, in turn carried by an undercarriage 140 mounted slidably along guides
142 oriented longitudinally parallel to the guides 124.
[0035] Each acquisition unit 136 comprises a respective observation window 144 associated, analogously to the units
122, to a camera-laser source unit.
[0036] With reference to figure 10, the lateral measurement stations 116, 118 and the central measurement station
120 are located on arrays of plates 20 within the pit 8 and in particular the lateral measurement stations are fixed to the
plates 20 so that the profiled beams 126 are parallel to the bogie 10 and to the Burback rails 18, while the central
measurement station is installed within the first frame 12 essentially so that the undercarriage 140 occupies the quad-
rangular gap 25 existing between the inner crosspieces 24 and also so that the plate 138 is arranged astride the
longitudinal beams 22 between the actuators 62 and the reducers 76, 84, preferably below the lay shaft 82.
[0037] With reference to figure 11, the mobile support assembly 6 comprises a first and a second mobile rails 146,
148 of the Vignoles type commonly used on the European railway system. Each mobile rail 146, 148 is supported by a
respective pair of actuators 150 preferably identical to actuators 62. Each actuator 150 comprises a threaded stem 152
rigidly connected to a load cell 154 to which there is in turn fixed a block 156.
[0038] Each rail 146, 148 lies on a pair of blocks 156 aligned in the longitudinal direction and to each block 156 there
is further fixed a guide bushing 158 which is slidably engaged on a cylindrical bar 160 with vertical axis fixed within a
guide column 162, also vertical. The guide bushing 158 and the cylindrical bar 160 define a guide of type substantially
identical to the guide 30.
[0039] Each of the actuators 150 is operatively connected to a mechanical transmission 164 comprising an electric
motor 166 mounted with vertical axis and flanged to a reducer 168 comprising two output shafts 170 coaxial with respect
to each other and aligned in the longitudinal direction.
[0040] Each output shaft 170 is mechanically connected by means of a joint 170A to an input shaft of a corresponding
actuator 150.
[0041] The actuators 150, the mechanical transmissions 164 and the guide columns 162 are carried by plates 172,
174 within the seat 9A of the pit 8.
[0042] In particular, with reference to figure 1, the mobile support assembly 6 is installed in the seat 9A of the pit 8 so
that the mobile rails 146, 148 are located, respectively, between the lateral measurement station 116 and the displacement
and support assembly 2, particularly the bogie 10, and between the lateral measurement station 118 and the displacement
and support assembly 2, particularly the bogie 10.
[0043] The mobile rail 146 is positioned in a spatial region comprised between the lateral measurement station 116
and the rollers 96, while the rails 148 is located between the lateral measurement station 118 and the rollers 98. Fur-
thermore, each mobile rail 146, 148 is located transversely aligned with fixed rails, respectively, 176, 178 and 180, 182
still of the Vignoles type and partly carried by the guide columns 162, partly by columns 184 in turn fixed, similarly to the
guide columns 162, to the plates 172. The displacement and support assembly 2 is arranged, evidently, between the
pairs of fixed rails 176, 180 and 178, 182, as well as between the mobile rails 146, 148. Furthermore, regarding what
has been described previously, the lateral measurement stations 116, 118 are located externally with respect to the
fixed rails 176, 178 and 180, 182, while the central measurement station 120 is located between the fixed rails 176, 178
and 180, 182 and between the mobile rails 146, 148, being included within the gap 25 of the frame 12.
[0044] Figure 24 shows a principle block diagram of a system for controlling the measurement of the apparatus. An
external control unit 250 of the apparatus, which for example is located in the electrical panel, comprises an actuation
control unit 251, comprising a programmable logic, with the task of actuating the motors present in the system and
perform the automatic measurement cycle. Such external control unit 250 preferably further comprises a diagnostics
processor 252, with the task of monitoring the system, revealing malfunctions and allowing the insertion of some pa-
rameters required by the actuation control unit 251 for the displacement. The external control unit 250 also comprises
a measurement processor 252, configured to be interfaced with the measurement instruments and with the actuation
control unit 251 for coordinating data acquisition. The bogies 116, 118, and 120, carry, as previously described, three
camera-laser source units adapted to acquire the external profile of the wheel and each camera-laser source unit
comprises a respective microprocessor card 260, for example PowerPC with Linux real-time ELDK operating system
and with modules for the profile acquisition, also as indicated in figure 19. A control rack 253, provided with a micro-
processor card for synchronising the laser pulses and the camera acquisition on the base of the pulses transmitted by
measurement encoders 258 that operate on electric motors 128 is also present in the external control unit 250.
[0045] The various processing modules and microprocessor cards illustrated in figure 24 communicate with each other
through TCP/IP protocol and each have a respective IP address.
[0046] The apparatus 1 operates as follows.
[0047] In particular, with reference to figures 1 to 3 and 12 to 15, the mobile support assembly 6 is arranged for
displacing mobile rails 146, 148 between a first operating position illustrated in figures 1 to 3 and a second operating
position illustrated in figures 12 to 15. In particular, the position illustrated in figures 1 to 3 is a raised position, in which
each of the rails 146, 148 is positioned so that a transversal section thereof is aligned and coincident with the transversal
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section of the rails 176, 178 and 180, 182 so as to provide a rail head substantially continuous and without steps.
[0048] On the contrary, the position illustrated in figures 12 to 15 is a lowered position (same case applying to figure
11, in which the rails are represented in lowered position) in which the rails 146, 148 are aligned transversely to the rails
176, 178 and 180, 182, but the cross-sections thereof are not coincident, thus leading to a vertical offset condition thereof.
[0049] The displacement of each of the rails 146, 148 is controlled by actuating the motors 166 which through the
transmissions 164 brings motion to the actuators 150 actuating an extraction or a retraction of the threaded stems 152.
In the vertical direction motion thereof the rails 146, 148 are also guided by the guide bushings 158 which are engaged
on the cylindrical bars 160.
[0050] Analogously, also the displacement and support assembly 2, particularly the second frame 14, is moveable
between a raised position and a lowered position associated respectively, as described hereinafter, to the lowered
position and to the raised position of the mobile rails 146, 148.
[0051] The displacement of the second frame 14 with respect to the first frame 12 occurs by controlling the motor 74
which due to the mechanical transmission 72 brings the motion to the actuators 62 controlling an extraction or retraction
of the stems 66. It should be observed that, similarly to what occurs regarding the transmission 164, the actuators 62
are all synchronized with respect to each other given that they are mechanically connected to a single kinematic chain.
[0052] The apparatus 1 is arranged to perform measurements and detections on a railway axle 186 which may roll
on the section of the track defined by the rails 176, 146, 178 and 180, 148, 182. The railway axle 186 comprises an axle
188 whereon there are fitted two wheels 190. Each wheel 190 comprises a centre 191, a conical rolling surface 192 and
a flange 194. Furthermore, each wheel 190 comprises an inner face 195 and an outer face 195a, wherein the inner face
195 of a wheel is in view of the corresponding inner face 195 of the other wheel. The wheels 190 are fitted on the axle
188 so that a portion of the axle projects externally with respect thereto, in particular defining two spindles 196 on which
there are fitted bearings of a bushing which connect the railway axle 186 to a frame of a railway bogie (not illustrated)
installed on a railway vehicle for which the measurements and verifications are to be carried out.
[0053] In order to be able to perform a measurement or detection on the railway axle 186 it is necessary to move the
latter to the level of the mobile rails 146, 148. For such purpose, given and considering that the axle 186 is not dismounted
from the frame of the railway bogie to which it is coupled, it is necessary that the railway vehicle be moved using a winch
or by means of manoeuvre locomotive so that the axle 186 is moved to the level of the rails 146, 148.
[0054] At this point, an operator in charge of controlling the apparatus 1 by means of the external control unit 250, in
particular the actuation unit 251 previously mentioned, controls a motor connected to the pulley 110 so as to move the
bogie 10 in proximity to the wheels 190, as illustrated in figures 1 to 3. The positioning of the bogie 10 with respect to
the railway axle 186 does not require high accuracy in this phase, given that, as described below, the bogie 10 is capable
of being arranged at an optimal position with respect to the axle 186 in an entirely automatic manner.
[0055] In particular, with reference to figures 12 to 15, the operator imparts an actuation, through the actuation unit
251, to the electric motor 74 which by means of the mechanical transmission 72 brings the motion to the actuators 62
controlling an extraction of the stems 66 thereof. Such extraction causes the raising of the second frame 14 and the
rollers 96, 98 carried thereby. Thus, the end sections of the support 104 are progressively neared to the flanges 194,
with the aim of reaching a position in which the rollers 96, 98 entirely support the axle 186 and the load weighing thereon
by supporting the flanges 194.
[0056] During the raising of the second frame 14, in the case in which the bogie 10 is misaligned with respect to the
optimal position that should be taken to support the axle 186, the contact between the flanges 194 and the rollers 96,
98 does not occur in a substantially simultaneous manner on each pair of rollers, but evidently the flanges 194 come
into contact with a roller 96 and a roller 98 associated to one of the tubular crosspieces 94.
[0057] The force which is exchanged at the interface between the rollers 96, 98 which come into contact with the
flanges 194 has a component oriented in the longitudinal direction having a module that is insufficient to displace the
axle 186 (in particular a rotation) but sufficient to displace the bogie 10 in the longitudinal direction until it causes the
contact of the flanges 194 with the rollers 96, 98 which had been interested by the contact and which are associated to
the other tubular crosspiece 94.
[0058] This substantially causes an automatic centring of the rollers 96, 98 with respect to the flange 194 which is at
a relative position illustrated in figure 12a, in which the flange 194 is supported by both support end stretches 104 of the
rollers 96 or 98.
[0059] Nevertheless, the optimal position thus achieved is maintained due to the feet 38 and the blocks 40. in fact,
when the vertical displacement of the second frame 14 is such that the entire weight of the axle 186 is supported by the
rollers 96, 98 and no longer by the mobile rails 146, 148 and by the relative actuators 150, the blocks 40 are in contact
with the Burback rails 18 given that the stiffness of the leaf springs 52 is chosen so as to have, under the load of the
axle 186, such displacement to override the distance existing between the blocks 40 and the Burback rails 18, hence
causing the contact therebetween. The recess 41 is shaped according to a substantially complementary shape to that
of the rails 18 and it is therewith maintained at contact by the weight of the axle 186 weighing on the bogie 10. The force
with which the blocks 40 are pressed on the rails 18 is sufficient due to the fact that the adherence conditions between
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them and the rails 18 can prevent any further movement, in the longitudinal direction, of the bogie 10 under the action
of the forces operating on the bogie 10 itself.
[0060] At the same time, when the entire weight of the axle 186 is supported by the rollers 96, 98, a descent of the
mobile rails 146, 148 towards the pit 8 is controlled.
[0061] The modalities with which the descent of the rails 146, 148 is controlled will now be described. Given that the
actuators 62 and the actuators 150 are operatively connected to load cells interposed between the respective stems
and the load supported thereby (in this case the second frame 14 for the actuators 62 and the mobile rails 146, 148 for
the actuators 150), the information coming from the load cells can be used to decide the instant when to stop the vertical
ascent of the second frame 14 and hence control the descent of the mobile rails 146, 148.
[0062] Actually, when the entire weight of the axle 186 entirely passes from the rails 146, 148 to the rollers 96, 98 it
is observed a reset to zero of the value of the load read by the cells 154 and an ensuing change of the voltage output
value provided thereby, which can be used for providing an actuation to the electric motor 74 to stop the motion and
hence the interruption of the ascent of the frame 14.
[0063] The descent of the rails 146, 148 can be controlled at this point. Such descent must be such to entirely uncover
the profile of the wheel 190 with respect to the windows 130, 132, 134 and with respect to the windows 144, substantially
reaching a position illustrated in figures 13, 14. Actually, in the aforementioned figures, it can be simultaneously observed
how the rollers 96, 98 support the axle 186 and the final position achieved by the rails 146, 148. In particular, with
reference to figure 13, it can be particularly observed how the lateral measurement station 116 (but the same may also
apply for the lateral measurement section 118, omitted for the sake of clarity in figure 13) faces the corresponding wheel
190 without interposed obstacles.
[0064] Subsequently, the electric motors 128 are controlled to bring the acquisition unit 122 to a position substantially
corresponding to that of the bogie 10 and of the railway axle 186. This occurs by sliding the aforementioned units 122
along the guides 124. Thus, the essential conditions for starting the measurement and the detection on the railway axle
186 are defined.
[0065] For such purpose, the external control unit 250 sends an actuation command to the motor 100 which rotates
the roller 96 connected thereto by the belt 102. From the roller 96 connected to the motor 100 the motion is transmitted
to the flange 194 of the corresponding wheel 190 and transmitted thereby also to the other roller 96 and to the rollers
98 due to the axle 188 and to the second wheel 190. In other words, with reference to the control system, the actuation
control unit 251 positions the inner bogies in axis with the inner bogie and it is kept standing by and awaiting confirmation
to start the measurement cycle by the measurement processor 253; the measurement processor 253 communicates to
the actuation control unit 251 the duration of the rotation of the wheel and the desired speed of rotation; the unit 251
starts the rotation of the wheels.
[0066] Furthermore, it should be observed that the presence of the conical edge 106 on the support stretches 104
and of the inner shoulder of the rollers facilitates the auto-centring and prevents the possibility that the axle 186 derails
from the rollers 96, 98 with ensuing damaging of the apparatus 1 and hazard for the safety of the operator designated
to perform the measurements by means of the apparatus 1 itself .
[0067] With reference to figures 15 and 12A, the assembly 4 is arranged to detect at least one profile of each wheel
190. In the present description, the term "profile" referring to the wheel 190 is used to indicate an open curve obtained,
at the rolling surface 192, of the flange 194 and of the faces 195, 195A, by intersecting the wheel 190 with a reference
plane. The following description and the respective figures will clarify the concept further.
[0068] Each camera-laser source unit is capable of framing a section of the wheel 190 and collimate a laser light beam
at said section. More precisely, through each window 130, 132, 134 there is emitted a respective beam F130, F132,
F134 which lights various sections of the wheel, corresponding to various diameters of the wheel 190.
[0069] Also the central measurement system 120 is arranged to emit, through the windows 144 due to the respective
camera-laser source units, laser light beams F144 which are collimated substantially at the beams F132. Thus, the
beams F132 and F144 are capable of detecting a profile P1 on a diameter aligned to the vertical, in which the beam
F144 evidently has the function of mapping the area of the profile of the wheel 190 corresponding to part of the flange
194 and to the face 195 which would otherwise be geometrically shielded with respect to the beam F132.
[0070] The beams F130 and F134 emitted by the lateral windows 130, 134 identify, in a manner similar to the beams
F132, respective profiles P2, P3 on diameters angularly offset with respect to the diameter on which the profile P1 is
detected. Hence the apparatus 1 is capable of detecting three profiles, but generally it can detect one or more profiles
of the type analogous to the profiles P1, P2, P3.
[0071] All profiles are framed and memorised by the cameras of each camera-laser source unit and sent to the external
control unit for processing.
[0072] In the example illustrated in figure 15, the profiles P2 and P3 are detected symmetrically with respect to the
profile P1, but the profiles P2, P3 can also be detected at diameters selected arbitrarily with respect to the reference
diameter considered for the detection of the profile P1.
[0073] During such measurement, repeatable for whatever number of rotations of the axle 186, the profiles generated
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by the camera-laser source unit associated to the central window 132 and those generated by the camera-laser source
units associated to the window 144 can be displayed.
[0074] It should be observed that supporting the flanges 194 by means of the rollers 96, 98 is particularly useful in
order to be able to measure the profile from the bottom in a vertical transversal plane and hence always radially and
independently from the diameter of the wheel.
[0075] The measurement terminates upon stopping rotation of the rollers 96, 98, which is followed by imparting an
ascent actuation to the mobile rails 146, 148 so as to return them into contact with the conical rolling surface 192 to free
the rollers 96, 98 from the load of the axle 186 (including both the own weight of the axle and the weight fraction of the
railway vehicle which is discharged thereon). Then, there is controlled a lowering of the second frame 14 due to the
actuators 62 actuated by the motor 74 followed by a displacement of the railway vehicle along the continuous rail head
of the rails 176, 146, 178 and 180, 148, 182, during which another axle of the same bogie or axles of a different bogie
or even axles of a different railway vehicle can be moved to the level of the apparatus 1.
[0076] In brief, the measurement procedure, starting from the instant in which the wheels are rotated comprises the
steps of:

a) collecting by means of the processor 253, while the wheels rotate, the profiles generated by the cameras. The
profiles are saved in the original format P and in a linearized format, as described in detail hereinafter with reference
to figure 18; during the measurement, it is furthermore possible to display the profiles generated by the central
camera and by the inner camera for each wheel. The profiles generated by the external cameras can also be
displayed;
b) saving the profiles P1, P2, P3 in binary format, in merged files MP, to allow subsequent post-processing operations
to obtain quantity values of the railway axle 186;
c) at the end of the rotation, the measurement encoder 258, with which the measurement processor 253 is in
communication, no longer sends pulses and the measurement processor 253 stops the measuring;
d) upon completing the acquisition procedure, the data is processed to produce quantities of the axle 186 as results.
e) upon terminating the measurement, as previously indicated the actuation control unit 251 returns the mobile rails
146, 148 to a rest position and lowers the rollers to return the wheels to rest on the rails.

[0077] The railway vehicle is thus free to be repositioned
[0078] The quantities of the railway axle 186, obtained downstream of the measurement in step b) and of the post-
processing in step d), beside the profile of the wheel that is processed using an algorithm to be described hereinafter,
comprise eight quantities, all provided as a function of the rotation angle of the axle 186. In particular, such quantities
comprise (figures 16, 17):

- a width S of the flange 194 detected at a distance d by a knee K in turn fixed at a distance D (conventionally fixed
at a conventional distance dc equivalent to 70 mm) from the face 195,

- a height H of the flange 194 referred to the knee K
- an inclination angle α of the conical rolling surface 192,
- a width L of the detected profile,
- an internal gauge Si, i.e. a distance between the faces 195 of the two wheels 190,
- a gauge S2r between the faces 195 of the wheel 190 associated to the lateral measurement station 116 and the

middle of the bogie 10,
- a gauge S21 with meaning identical to the gauge S2r but referring to the wheel 190 associated to the lateral meas-

urement station 118, and
- a diameter D of the wheel 190 calculated as described below.

[0079] The calculation of the diameter of the wheel 190 (of each wheel 190) is carried out by means of the three
profiles P1, P2 and P3 detected by the cameras and laser sources associated to the windows 130, 132, 134 and 144.
Known the distance between the camera-laser source units associated to the windows 130 132, 134 and selected a
measurement plane orthogonal to the axis of the axle 168 and intersecting the conical rolling surface 192, it is possible
to calculate the circumference passing through three points P10, P20, P30 resulting from the intersection of the above-
mentioned measurement plane with the three profiles P1, P2, P3 measured previously.
[0080] The distance between the camera-laser source units is, in this embodiment of the apparatus 1, fixed at 320
mm so that, assuming that the reference system is centred at the camera-laser source units associated to the central
windows 132, a triad of Cartesian coordinates related thereto is assigned to each point of intersection and it is possible
to write an equation - in general form - of a circumference passing through the points P10, P20, P30 on the profiles P1,
P2, P3 from which, by resolving the resulting system, it is possible to calculate the coefficients of the equation of the
circumference and hence all the geometric quantities associated thereto, including the reference diameter described
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herein and the coordinates of the centre. Such operations are described in detail with reference to a module for calculating
the parameters of the wheel 242 indicated in figure 18 and illustrated with reference to figures 21-23.
[0081] Figure 18 illustrates, by way of example, an elaboration processes scheme, in particular software processes,
related to the processes of the measurement method of the apparatus according to the invention, in particular in the
operations referred to in steps a) to d) described previously. In such figure 18 there are schematically illustrated blocks
which represent modules, or software processes, which implement the steps or operations of such procedure.
[0082] The software modules or processes used for the measurement are loaded into the processors of various
systems, on a system control card 221, just like in the processors associated to the lateral measurement stations 116
and 118.
[0083] Regarding the lateral measurement stations 116 and 118 there are provided four acquisition modules 224, for
acquiring profiles displayed by the respective four cameras, corresponding to the windows 130, 132, 134, 144, which
measure a given wheel 190, and for transmitting the measured data of profiles P1, P2, P3, in the original format, towards
the linearization modules 225, which provide for locating the original points of the profiles P1, P2, P3 in a homogeneous
reference system for all cameras, producing linearized profiles LP1, LP2, LP3. Regarding this, calibration procedures
and parameters are adopted.
[0084] The system control module 221 comprises an acquisition module 226 for acquiring the analogue signals coming
from distance laser sensors 211, 212 which measure the eccentricity of the wheel as a function of the displacements of
the bushing during the rotation of the wheel. Such acquisition module 226 provides - in output - of measured distance
data flow MCH which can be represented using a cartesian diagram with the abscissa being the development x of the
circumference and the ordinate being distance measured by the sensors 211 and 212; i.e. such measured data is
associated to the rotation angle of the wheel, provided for example by the encoder in form of pulses to be counted, and
thus these measurements are performed at a known position with respect to the measurements of the profiles performed
by the relative laser/camera units.
[0085] Provided for is a storage module 227 which saves in binary files the data transmitted by the cameras i.e. the
profiles P1, P2, P3, or by the profile elaboration processes such as the linearization module 225. Correspondingly, a
storage module 228 saves in binary files the distance measured data MCH, generated by the acquisition module 226.
[0086] A module for merging the profiles produced by different cameras is indicated with 230. The merged profiles
are preferably those of the internal and central cameras.
[0087] Display modules for graphically displaying the acquired profiles LP in real time are indicated with 229. In
measurement mode, only the display module 229 for displaying the profile made up of the data acquired by the cameras
on the internal 144 and central 132 windows is active.
[0088] A module for collecting and merging the data coming from the various linearization modules 224 i.e. the linearized
profiles LP, providing for - in output - merged files MP containing the profile data merging obtained from the lateral
measurement stations 116 and 118 is indicated with 231.
[0089] A post-processing module, which receives both the merged files MP regarding the measured profiles and the
distance data MCH measured by the sensors 211, 212 is indicated with 240.
[0090] A module 241, on the base of the profiles in the merged files MP and the distance data MCH, provides for the
calculation of the quantities of the wheel, like previously illustrated with reference to figure 16.
[0091] A module 242 provides for, still on the base of the profiles in the merged files MP and the distance data MCH,
the calculation of the diameter D of the wheel.
[0092] A module 243 further provides for performing calibration operations, to correct the mechanical alignments of
the camera and indicate the points of the profiles in a coherent reference system. Considering the mechanical imper-
fections, in particular in the horizontal and vertical alignment of the guides of the bogies, such procedure is performed
preferably in at least three points of the travel of the bogie to adapt the correction parameters to the actual mechanical
operation of the system, using "targets" with known dimensions. The calibration parameters are saved in a database
254. Upon starting the measurement, the module 231 updates the tables of the cameras with the correct calibration
parameters from the database 254.
[0093] Following is a detailed description, within the post-processing module 240, of the operation of the quantities
calculation module 241 of the wheel. Such module 241 is generally configured to calculate the eight quantities, provided
as a function of the rotation angle of the axle 186, previously described with reference to the figures 16, 17. Such module
241 is further configured to perform calculations of quantities of the axles 186 or wheels 190 on the base of measurements
originating from distance sensors 211, 212, in particular to perform calculations of the eccentricity of the wheels 190.
[0094] Regarding this, figure 19 schematically shows a railway axle 186, which, on the wheels 190, has respective
bushings 196 fitted on the spindles 196, not shown here. There are shown two distance sensors 211 and 212, respectively
right and left, which are mounted at reference positions, in particular respectively on the lateral measurement stations
116 and 118 and measure a right lr and left ll distance, from the relative bushing 214, representing the displacement of
the bushing 214 during the measurement. Such distance sensors 211 and 212 perform the detection on the base of a
laser triangulation procedure. Measuring the right lr or left ll distance between the sensors 211, 212 and the respective
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bushing 214 allows positioning the profiles in a coherent reference system.
[0095] Measuring the right lr and left ll distance at the diameter of the wheel at a preset distance from the inner face
of the wheel, which, as previously indicated, is conventionally fixed at a distance dc=70 mm from the inner face in this
reference system, obtaining a conventional diameter D70 as shown in figure 20, is provided for. By repeating the
procedure for each rotation angle ϑ it is obtained a function of the conventional diameter D70 which corresponds to the
calculated diameter at dc=70mm. The measurement of the variation of the value of the conventional diameter D70
provides a measurement of the eccentricity of the wheel. Obviously, such operations can be repeated not only regarding
the points at dc=70mm, but also the points at any distance deemed significant.
[0096] More in detail, the eccentricity and of the wheel is defined as: 

where D indicates the diameter of the wheel at a preset distance from the inner face of the wheel and ϑ the rotation angle.
[0097] As outlined by figure 20, in which there is represented the profile of the wheel in a manner analogous to figure
16, there is obtained the relation that: 

where P (ϑ) is a distance of the profile from the origin of the reference system, k is a distance of the sensor 211 or 212
from the origin of the reference system and it is constant, l (ϑ) is the distance of the sensor 211 or 212 from the bushing
214, c is the dimension (diameter) of the bushing 214.
[0098] By processing the previous relations, it is observed that: 

[0099] The last relation (4) shows how the eccentricity E can be calculated having two vectors containing the data of
the distances P and D as a function of the rotation angle ϑ.
[0100] It should be observed that the measurement of the eccentricity does not imply the measurement of the diameter,
but it is a differential measurement, which can be referred to various distances from the inner face of the wheel, in
particular due to the fact that there are accurate profiles measured along the entire circumference.
[0101] Following is a detailed description of the operation of the module 242 which implements a method for the
calculation of the diameter of the wheel starting from the measurement of the profiles, positioned in the three-dimensional
space, while the eccentricities are measured also using the data measured by the distance laser sensors 211, 212.
[0102] According to a first embodiment of such method, there can be used a three points method, as previously
mentioned with reference to figures 16 and 17, i.e. which exploits the fact that one and only one circumference passes
through three points in a plane.
[0103] Given three points P10, P20, P30 acquired by the three cameras on the lateral and central bogies one is capable
of calculating the circumference and hence the diameter.
[0104] Given the three points P10(x1,z1), P20(x2,z2) and P30(x3,z3) where, for example, x1 = 0,x2 = 320, x3 = 320
it is required to solve the system of equations: 

where A, B, C are the coefficients. Replacing the values of x and z with the values of the points indicated above allows
obtaining equations in A, B and C, which provide the values thereof.
[0105] Upon obtaining the values of the coefficients A, B and C the diameter D is obtained through the relation: 
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while the coordinates of the centre are given by 

[0106] In order to reduce the error committed when detecting these points, which is amplified by the calculation
algorithm and increase the accuracy, a three-point calculation method with error reduction may be applied, such method
being illustrated herein with reference to figure 21 and envisaging:

- for each triad of profiles P1, P2, P3 in a plurality of triads of profiles (actually hundreds of triads per wheel are usually
considered), calculating the diameter with the three-point method at a preset distance from the inner face of the
wheel, obtaining distance data at a plurality of distances (from the inner face), for example d50, d55, d60, d65, d70,
d75, d80, d85 and d90 as shown in Figure 21;

- repeating the calculation for each triad of profiles generating data vectors D50, D55, D60, D65, D70, D75, D80, D85
and D90;

- for each series of data, for example D50, calculating the average, maximum and minimum value, i.e. for example
dm50, dmin50,dmax50;

- using the average value, for example dm50, to generate the average profile;
- perform smoothing by applying a smoothing algorithm, for example of the third order, on the medium profile;
- calculating the diameter d70, i.e. at the conventional distance dc, of the smoothened profile, which corresponds to

the final value of the diameter.

[0107] The use of an "average profile" is useful to reduce the errors, due to the fact that it considers not only the single
point at the conventional distance dc equivalent to 70mm but also the various points there around involving them in the
measurement algorithm.
[0108] A second embodiment of the method for calculating the diameter of the wheels provides for using the eccentricity
data E produced by the laser triangulation sensors 211, 212 which measure the distance of the bushing 214 from the
origin of the reference plane during the detection of the profiles, considering that the eccentricity E of the wheel 190 is
a function of the variation of the right and left distances ll and lr measured during the rotation of the wheel.
[0109] The value of the right and left distances ll and lr as a function of the rotation angle ϑ are thus substantially
"repeatable" with period 2n, as shown in the diagram of figure 22, which shows the trend of the distance, for example
the right, lr, as a function of the rotation angle ϑ.
[0110] As mentioned previously there are provided angular position transducers, particularly encoders 258, which
measure the displacement of the optical acquisition unit 122 along the guides 124.
[0111] Given that the eccentricity E data is correlated with the abscissa provided by the encoder pulses, the detection
- therethrough - of a pulse related to the angle θ and a pulse related to the position x+2n will automatically provide the
number of encoder pulses required to perform a complete rotation.
[0112] Each encoder 258 is directly fitted on the roller 96 or 98 which rotates the wheel, whose dimensions are known
and it is hence possible to calculate the spatial development of the circumference of the flange of the wheel. In fact, it
is the flange of the wheel that lies on the rotation roller 96 and not the wheel itself.
[0113] With the aim of correlating a substantially unknown function like that of eccentricity E, which usually has a
plurality of relative maximums and minimums, further complicating the correlation with respect to that of the monotone
function, it is envisaged to operate by reducing the interval for performing the auto-correlation by using an approximated
measurement of the diameter.
[0114] The estimation operation of the diameter of the wheel may envisage to choose between the following options:

- a nominal diameter value introduced by the operator;
- a value introduced in a configuration database;
- a value obtained through the three-point procedure described previously, in the simple form at the sole distance

D70, or in the form with error reduction illustrated with reference to figure 21, applied to a single sample profile; in
the latter case it should be considered that the algorithm calculates the diameter of the wheel, while the value
required herein is an estimation of the diameter of the flange 194; thus the nominal height of the flange 194 should
be added to the obtained diameter value.

[0115] The interval to be applied preferably corresponds to an error Δe committed in the operation of estimating the
diameter outlined above. There are various possibilities also regarding the choice of such error, for example:

- a preset value;
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- a value such as the maximum or minimum distance values (e.g. dmin50 or dmax50) obtained from the procedure
of figure 21.

[0116] In figure 23 there is shown the development of the measured distance lr of the bushing as a function of the
rotation angle θ, as in figure 22, where there are however indicated two areas of auto-correlation, around the positions
x and x+π dest, (indicated herein as circumference developments, corresponding to respective rotation angles), where:

- dest indicates an estimated diameter
- Δe indicates an error on the estimation of the estimated diameter dest.

[0117] Thus, such method provides for:

- estimating the estimated diameter value dest;
- determining the error value Δe associated to the estimation operation of the estimated diameter dest;
- considering, within the displacement values lr or ll acquired as a function of the rotation angle ϑ, sets of displacement

values, lr or ll, placed with respect to each other at a distance dest 6 Δe, i.e. a determined distance, measured in
pulses of the encoder 258 - right and left for the right and left wheel respectively, converted to a length measurement,
i.e. of circumference developement, by means of the relative scale factor, for example each pulse corresponds to
a given number of micrometers - on the basis of the estimated diameter value dest and variable around the estimated
diameter value dest within a chosen error value Δe; figure 23 indicates the variation intervals 6 Δe around a position
x chosen as reference for the calculation and x+ dest;

- performing the calculation of a cross-correlation function, more specifically of auto-correlation, on said displacement
values lr, ll, in particular varying, regarding the auto-correlation calculation, such distance determined starting from
dest within the chosen error value Δe; in other words, the auto-correlation is not calculated on the entire domain, but
only within a determined neighbourhood (whose amplitude is 6 Δe) of an estimated diameter value, thus reducing
the problem regarding relative minimums and maximums.

- identifying as correct diameter, with respect to such estimated diameter value dest, the value of the determined
distance dest 6 Δe which maximises the result of said cross-correlation operation, in particular searching the distance
at which a given number of points in the two intervals takes consecutively the same value.

[0118] Furthermore, in order to calculate - in the common reference system - a diameter D70 with respect to the
conventional distance dc, it is hence provided for:

- calculating the circumference of the flange 194 and hence a diameter dflange thereof using the mechanical parameters
of the roller;

- taking a sample profile and, using the diameter dflange for positioning the profile in the common reference system,
calculating the diameter D of the wheel at 70mm from the inner face.

[0119] Generally, as mentioned, a measurement of the diameter can be obtained by operating solely a calculation of
the pulses of the encoders 258, multiplied by a scale factor, on a wheel rotation. The method described above exploits
the eccentricity for identifying a correct wheel rotation (a rotation of 2Π), so that the count of the pulses of the right and
left encoders 258 provides the measurement of the length of the right and left circumference respectively, and hence
the diameters. However, the same object can be obtained using another method or the sensor which can determine
when a complete revolution is performed. According to one variant embodiment, the used method, for example in the
case that it is forecast that the eccentricity be very small, and hence the correlation poorly sensitive, may provide for
creating a mark, for example a coloured mark on the side of a wheel (e.g. by means of an ink jet); such notch is then
read by a normal photocell, which hence directly generates the circumference length start and end count pulses.
[0120] It is clear that the apparatus 1 according to the invention has a series of indisputable advantages. Firstly, it
allows performing sufficiently accurate measurements along the entire circumference, in an entirely simple manner and
through a completely automated method and work cycle. Furthermore, operations for dismounting the axle from the
frame of the bogie of the railway vehicle are not required given that the system is entirely capable of bearing the weight
on the railway axle subject of the measurement independently from the diameter of the wheel.
[0121] Furthermore, using the data obtained from the measurement allows a more accurate evaluation of the actual
wear conditions of the wheels and possible damage caused to the axle which irremediably modifies the profile thereof,
for example an ovalisation thereof, or local flattening.
[0122] Thanks to the characteristics and advantages listed above the apparatus 1 can be used in various applications,
for example including:
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- railway vehicle approval/homologation tests
- verification in normal conditions of operation
- experimentation
- maintenance

[0123] Regarding the vehicle approval/homologation testing it is possible to verify the specifications conditions thereof
for the motion stability tests, verifying the wear of the railway axle thereof, verifying the trend of the wear and the turning
intervals and verifying the wear symmetry thereof.
[0124] Regarding verification in normal operating conditions, and the relative maintenance, there can be carried out
a verification of the flanges and the profiles and the diameters and the eccentricities, as well as scheduling maintenance
on the railway axles.
[0125] Lastly, regarding experimentation, new strategies can be outlined and also new wheel profiles to be used can
be studied.
[0126] Obviously, without prejudice to the principle of the invention, the construction details and the embodiments
may vary with respect to what has been described and illustrated if not thereby departing from the scope of protection
of the invention as defined by the attached claims.
[0127] The verification apparatus according to the invention may obviously be a platform adapted to implement other
types of measurement and other sensors with respect to the ones described: for example the verification apparatus may
be equipped with ultrasonic sensors for verifying the internal status of the metal.

Claims

1. A verification apparatus (1) for railway axles, characterized in that it comprises:

- a displacement and support assembly (2, 10),
- a measurement assembly (4),
- a mobile support assembly (6),

wherein:

- said displacement and support assembly (2, 10) comprises support elements (96, 98) arranged to rotatably
support a railway axle (186), wherein said displacement and support assembly (2) comprises a motor assembly
(100, 102) for the displacement of said support elements (96, 98),
- said measurement assembly (4) comprises optical instruments (122, 136) arranged for the detection of one
or more profiles (P1, P2, P3) of a wheel (190) of said railway axle (186),
- said apparatus (1) is configured to support said railway axle (186) alternatively by means of said mobile support
assembly (6) or said support elements (96, 98) of said displacement and support assembly (2),

wherein when said railway axle is supported by said support elements (96, 98):

- said motor assembly (100, 102) is arranged to bring in rotation said support elements (96, 98) and said railway
axle (186),
- said measurement assembly (4) can be actuated to detect said one or more profiles (P1, P2, P3),

wherein, furthermore, said displacement and support assembly (2) comprises a bogie (10) including a first frame
(12), a second frame (14) and actuators (62) arranged for the displacement of said second frame (14) with respect
to said first frame (12), wherein on said second frame (14) said support elements (96, 98) are rotatably mounted,
wherein said second frame (14) is movable between a raised position in which it is configured to support said railway
axle (186) by means of said support elements (96, 98) and a lowered position.

2. The verification apparatus (1) according to Claim 1, characterized in that said bogie (10) comprises wheels (16)
for the movement along rails (18), and
in that said displacement and support assembly (2) furthermore comprises a first and a second pulley (110, 112)
whereon a rope (114) fixed to said bogie (10), in particular to said first frame (12), winds, said first pulley (110)
further being connected to a motor that can be actuated for the displacement of said bogie (10).

3. The verification apparatus (1) according to any one of Claims 1 to 2, characterized in that said support elements
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are rollers (96, 98), each comprising a terminal support stretch (104) configured to support the wheels (190) of said
railway axle (186), particularly a flange (194) of each of them, in particular in order to be able to measure the profile
from the bottom in a vertical transversal plane and hence always radially and independently from the diameter of
the wheel.

4. The verification apparatus (1) according to Claim 1, characterized in that said mobile support assembly (6) com-
prises actuators (150) bearing a first and a second mobile rails (146, 148) and configured to displace said first and
second mobile rails (146, 148) between a raised position, wherein said first and second mobile rails (146, 148) are
arranged to support said railway axle (186), and a lowered position.

5. The verification apparatus (1) according to Claim 4, characterized in that said measurement assembly (4) comprises
a first and a second lateral measurement station (116, 118) and a central measurement station (120), wherein said
first and second lateral measurement stations (116, 118) comprise, each, a respective optical acquisition unit (122)
including three camera-laser source units associated to respective observation windows (130, 132, 134) thereof,
and wherein said central measurement station (120) comprises two acquisition optical units (136), each comprising
a respective camera-laser source unit and arranged to cooperate with a respective optical acquisition unit of said
first and second lateral measurement stations (116, 118), said acquisition optical units (122, 136) of said central
measurement station (120) and of said lateral measurement stations (116, 118) being configured to detect said one
or more profiles (P1, P2, P3) when said first and second mobile rails (146, 148) are in said lowered position.

6. The verification apparatus (1) according to Claim 5, characterized in that it is arranged for the installation in a
workshop pit (8) comprising fixed rails (176, 178, 180, 182) carried by columns (184), wherein:

- said displacement and support assembly (2) is arranged between said fixed rails (176, 178, 180, 182) and
between said first and second mobile rails (146, 148),
- said first and second lateral measurement stations (116, 118) are located externally with respect to said fixed
rails (176, 178, 180, 182),
- said central measurement station (120) is located between said fixed rails (176, 178, 180, 182),
- said first and second mobile rails (146, 148) are located, each, between a corresponding lateral measurement
station (116, 118) and said displacement and support assembly (2), and are furthermore located between said
fixed rails (176, 178, 180, 182),

wherein, furthermore, in said raised position said first and second mobile rails (146, 148) have cross-sections aligned
and coincident with respect to each of said fixed rails (176, 178, 180, 182).

7. The verification apparatus (1) according to Claim 2 characterized in that said wheels (16) of the bogie (10) are
rotatably connected to respective axles (42) on each of which guide elements (44) fixed to springs (52) engage, so
as to achieve an elastic connection of each axle (42)to the first frame (12), the stiffness of said springs (52) being
chosen so as to have, under the load of the railway axle (186), such a displacement to override the distance existing
between feet (38) fixed to said first frame (12) and said rails (18).

8. A method for the verification (1) of railway axles, using a verification apparatus (1) according to one or more of
Claims 1 to 7, characterized in that it comprises the phases of:

- supporting said railway axle (186) alternatively by said first and second mobile rails (146, 148) or said support
elements (96, 98) of said displacement and support assembly (2),

wherein said phase of supporting said railway axle (186) alternatively by said first and second mobile rails (146,
148) or said support elements (96, 98) of said displacement and support assembly (2) includes:

- moving said railway axle to the level of the mobile rails (146, 148),
- positioning the bogie (10) of the displacement and support assembly (2) in proximity to the wheels (190) of
said axle (186),
- raising the second frame (14) of the bogie (10) until the weight of the axle is entirely supported by said support
elements (96, 98), and
- controlling a descent of the mobile rails (146, 148),

said phase of supporting a railway axle (186) by said support elements (96, 98) including supporting in a rotatable
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manner,
said phase of supporting a railway axle (186) in a rotatable manner including a phase of operating in rotation (100,
102) at least one of said support elements (96, 98) to bring in rotation said railway axle (186),
the method further including a detection phase (122) of one or more profiles (P1, P2, P3) of a wheel (190) of said
railway axle (186), said detection phase (122) being performed during the operation of at least one of said support
elements (96, 98) to bring in rotation said railway axle (186).

9. The method according to Claim 8, characterized in that it comprises a post-processing phase (240) to compute
on the basis of said one or more profiles (P1, P2, P3) detected in said detection phase (122) one or more quantities
of the railway axle (196) selected among:

- a width (S) of a flange (194),
- a height (H) of the flange (194)
- an inclination angle (α) of a conical rolling surface (192) of the wheel,
- a width (L) of the detected profile,
- an internal gauge (Si),
- a gauge (S2r, S21) between the wheel (190) and the middle of the bogie (10) of the displacement and support
assembly, and
- a diameter (D) of the wheel (190).

10. The method according to Claim 8 or 9, characterized in that said post-processing phase (241) includes computing
(241) a diameter (D) of said wheel (190), said computing operation (241) including the steps of:

acquiring at least three profiles (P1, P2, P3) detected by camera-laser sources associated to said observation
windows (130, 132, 134),
computing a circumference passing through three points (P10, P20, P30) obtained by the intersection of a
measurement plane orthogonal to the axis of the axle (168) and intersecting the conical rolling surface (192)
with the three detected profiles (P1, P2, P3).
computing the diameter (D) of said circumference.

11. The method according to one of Claims 8 to 10, characterized in that it includes computing the diameter (D) of
said circumference of a wheel (190) on the basis of the count of pulses associated to a complete rotation of the
wheel given by an angular position transducer, in particular an encoder, multiplied by a scale factor.

12. The method according to Claim 11, characterized in that it includes optically detecting a mark applied on the wheel
(190) by an optical sensor to generate start and end count pulses of the length of the circumference of the wheel (190).

13. The method according to one of claims 8 to 12, characterized in that said operation of detecting includes detecting
the displacement of a bushing (214) of the wheel (190) with respect to a reference, in particular with respect to a
measurement station (116, 118) by respective distance sensors (211, 212) during said detection phase (122).

14. The method according to claim 13, characterized in that said post-processing phase (240) includes acquiring said
displacement (lr, ll) of a bushing (214) of the wheel (190) detected as a function of the rotation angle (ϑ) of said
wheel (190) and measuring an eccentricity (E) of the wheel on the basis of said acquired displacement (lr, ll) .

15. The method according to claim 13 or 14, characterized in that said post-processing phase (240) includes:

- acquiring said displacement (lr, ll) of a bushing (214) of the wheel (190) detected at the variation of the rotation
angle (ϑ) of said wheel (190),
- estimating an estimated diameter value (dest)
- determining an error value (Δe) associated to said estimation operation;
- taking in said acquired displacement (lr,ll) as a function of the rotation angle (ϑ) displacement values (lr, ll) as
a function of the rotation angle (ϑ) placed with respect to each other at a distance (dest 6 Δe) determined on
the basis of said estimated diameter value (dest) and variable around said estimated diameter value (dest) within
the selected error value (Δe);
- performing the calculation of a cross-correlation or auto-correlation function on said displacement values (lr,
ll), in particular varying said determined distance (dest 6 Δe) around said estimated diameter value (dest) within
the selected error value (Δe);
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- identifying as correct diameter the value of said determined distance (dest 6 Δe), in particular measured as
encoder pulses by a scale factor, which maximises the result of the cross-correlation or auto-correlation oper-
ation, in particular searching for the distance at which a given number of points in the variation intervals takes
consecutively the same value.

Patentansprüche

1. Überprüfungsvorrichtung (1) für Eisenbahnachsen, dadurch gekennzeichnet, dass sie umfasst:

- eine Verschiebungs- und Lagerungsanordnung (2, 10),
- eine Messanordnung (4),
- eine mobile Lagerungsanordnung (6),

wobei:

- die Verschiebungs- und Lagerungsanordnung (2, 10) Lagerelemente (96, 98) umfasst, die angeordnet sind,
um eine Eisenbahnachse (186) drehbar zu lagern, wobei die Verschiebungs- und Lagerungsanordnung (2)
eine Motoranordnung (100, 102) zur Verschiebung der Lagerelemente (96, 98) umfasst,
- die Messanordnung (4) optische Instrumente (122, 136) umfasst, die zur Erfassung eines oder mehrerer Profile
(P1, P2, P3) eines Rades (190) der Eisenbahnachse (186) angeordnet sind,
- die Vorrichtung (1) so konfiguriert ist, dass sie die Eisenbahnachse (186) alternativ mithilfe der mobilen La-
gerungsanordnung (6) oder der Lagerelemente (96, 98) der Verschiebungs- und Lagerungsanordnung (2) lagert,

wobei, wenn die Eisenbahnachse durch die Lagerelemente (96, 98) gelagert wird:

- die Motoranordnung (100, 102) angeordnet ist, um die Lagerelemente (96, 98) und die Eisenbahnachse (186)
in Drehung zu versetzen,
- die Messanordnung (4) betätigt werden kann, um das eine oder die mehreren Profile (P1, P2, P3) zu erfassen,

wobei darüber hinaus die Verschiebungs- und Lagerungsanordnung (2) ein Drehgestell (10) umfasst, das einen
ersten Rahmen (12), einen zweiten Rahmen (14) und Aktuatoren (62) umfasst, die zur Verschiebung des zweiten
Rahmens (14) mit Bezug auf den ersten Rahmen (12) angeordnet sind, wobei an dem zweiten Rahmen (14) die
Lagerelemente (96, 98) drehbar montiert sind, wobei der zweite Rahmen (14) zwischen einer angehobenen Position,
in der er konfiguriert ist, um die Eisenbahnachse (186) mithilfe der Lagerelemente (96, 98) zu lagern, und einer
abgesenkten Position bewegbar ist.

2. Überprüfungsvorrichtung (1) nach Anspruch 1, dadurch gekennzeichnet, dass das Drehgestell (10) Räder (16)
für die Bewegung entlang der Schienen (18) umfasst und
dadurch, dass die Verschiebungs- und Lagerungsanordnung (2) darüber hinaus eine erste und eine zweite Seil-
scheibe (110, 112) umfasst, auf die ein an dem Drehgestell (10), insbesondere an dem ersten Rahmen (12) fixiertes
Seil (114) gewickelt ist, wobei die erste Seilscheibe (110) des Weiteren mit einem Motor verbunden ist, der zur
Verschiebung des Drehgestells (10) betätigt werden kann.

3. Überprüfungsvorrichtung (1) nach einem der Ansprüche 1 bis 2, dadurch gekennzeichnet, dass die Lagerelemente
Rollen (96, 98) sind, die jeweils ein Endlagerteil (104) aufweisen, das zum Lagern der Räder (190) der Eisenbahn-
achse (186), besonders eines Flansches (194) von jedem von ihnen konfiguriert ist, insbesondere um das Profil
vom Boden in einer vertikalen Querebene und somit immer radial und unabhängig von dem Durchmesser des Rades
messen zu können.

4. Überprüfungsvorrichtung (1) nach Anspruch 1, dadurch gekennzeichnet, dass die mobile Lagerungsanordnung
(6) Aktuatoren (150) umfasst, die eine erste und eine zweite mobile Schiene (146, 148) tragen und konfiguriert sind,
um die erste und zweite mobile Schiene (146, 148) zwischen einer angehobenen Position, in der die erste und
zweite mobile Schiene (146, 148) angeordnet sind, um die Eisenbahnachse (186) zu lagern, und einer abgesenkten
Position zu verschieben.

5. Überprüfungsvorrichtung (1) nach Anspruch 4, dadurch gekennzeichnet, dass die Messanordnung (4) eine erste
und eine zweite seitliche Messstation (116, 118) und eine mittlere Messstation (120) umfasst, wobei jeweils die
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erste und zweite seitliche Messstation (116, 118) eine jeweilige optische Erfassungseinheit (122) mit drei Kame-
ralaserquelleneinheiten umfassen, die jeweiligen Beobachtungsfenstern (130, 132, 134) davon zugeordnet sind,
und wobei die mittlere Messstation (120) zwei optische Erfassungseinheiten (136) umfasst, die jeweils eine jeweilige
Kameralaserquelleneinheit umfassen und angeordnet sind, um mit einer jeweiligen optischen Erfassungseinheit
der ersten und zweiten seitlichen Messstation (116, 118) zusammenzuwirken, wobei die optischen Erfassungsein-
heiten (122, 136) der mittleren Messstation (120) und der seitlichen Messstationen (116, 118) konfiguriert sind, um
das eine oder die mehreren Profile (P1, P2, P3) zu erfassen, wenn sich die erste und zweite mobile Schiene (146,
148) in der abgesenkten Position befinden.

6. Überprüfungsvorrichtung (1) nach Anspruch 5, dadurch gekennzeichnet, dass sie für den Einbau in eine Werk-
stattgrube (8) angeordnet ist, die von Säulen (184) getragene feste Schienen (176, 178, 180, 182) umfasst, wobei:

- die Verschiebe- und Lagerungsanordnung (2) zwischen den festen Schienen (176, 178, 180, 182) und zwischen
der ersten und zweiten mobilen Schiene (146, 148) angeordnet ist,
- die erste und zweite seitliche Messstation (116, 118) sich mit Bezug auf die festen Schienen (176, 178, 180,
182) außerhalb befinden,
- die mittlere Messstation (120) sich zwischen den festen Schienen (176, 178, 180, 182) befindet,
- die erste und zweite mobile Schiene (146, 148) sich jeweils zwischen einer entsprechenden seitlichen Mess-
station (116, 118) und der Verschiebungs- und Lagerungsanordnung (2) befinden und sich darüber hinaus
zwischen den festen Schienen (176, 178, 180, 182) befinden,

wobei außerdem die erste und zweite mobile Schiene (146, 148) in der angehobenen Position Querschnitte haben,
die mit Bezug auf jede der festen Schienen (176, 178, 180, 182) ausgerichtet und übereinstimmend sind.

7. Überprüfungsvorrichtung (1) nach Anspruch 2, dadurch gekennzeichnet, dass die Räder (16) des Drehgestells
(10) mit entsprechenden Achsen (42) drehbar verbunden sind, an denen jeweils an Federn (52) fixierte Führungs-
elemente (44) in Eingriff kommen, um eine elastische Verbindung von jeder Achse (42) mit dem ersten Rahmen
(12) zu erreichen, wobei die Steifigkeit der Federn (52) so gewählt wird, dass sie unter der Last der Eisenbahnachse
(186) eine derartige Verschiebung hat, die den Abstand überbrückt, der zwischen an dem ersten Rahmen (12)
fixierten Füßen (38) und den Schienen (18) besteht.

8. Verfahren zum Überprüfen (1) von Eisenbahnachsen mittels einer Überprüfungsvorrichtung (1) nach einem oder
mehreren der Ansprüche 1 bis 7, dadurch gekennzeichnet, dass es die Phasen umfasst:

- Lagern der Eisenbahnachse (186) alternativ durch die erste und zweite mobile Schiene (146, 148) oder die
Lagerelemente (96, 98) der Verschiebungs- und Lagerungsanordnung (2),

wobei die Phase zum Lagern einer Eisenbahnachse (186) alternativ durch die erste und zweite mobile Schiene
(146, 148) oder die Lagerelemente (96, 98) der Verschiebungs- und Lagerungsanordnung (2) aufweist:

- Bewegen der Eisenbahnachse auf die Ebene der mobilen Schienen (146, 148),
- Positionieren des Drehgestells (10) der Verschiebungs- und Lagerungsanordnung (2) in die Nähe der Räder
(190) der Achse (186),
- Anheben des zweiten Rahmens (14) des Drehgestells (10), bis das Gewicht der Achse vollständig von den
Lagerelementen (96, 98) getragen wird, und
- Steuern eines Absenkens der mobilen Schienen (146, 148),

wobei die Phase zum Lagern der Eisenbahnachse (186) durch die Lagerelemente (96, 98) das Lagern in einer
drehbaren Weise aufweist,
wobei die Phase zum Lagern der Eisenbahnachse (186) in einer drehbaren Weise eine Phase zum Betreiben in
Drehung (100, 102) wenigstens eines der Lagerelemente (96, 98) aufweist, um die Eisenbahnachse (186) in Drehung
zu versetzen,
wobei das Verfahren des Weiteren eine Erfassungsphase (122) von einem oder mehreren Profilen (P1, P2, P3)
eines Rades (190) der Eisenbahnachse (186) aufweist, wobei die Erfassungsphase (122) während des Betreibens
von wenigstens einem der Lagerelemente (96, 98) durchgeführt wird, um die Eisenbahnachse (186) in Drehung zu
versetzen.

9. Verfahren nach Anspruch 8, dadurch gekennzeichnet, dass es eine Nachbearbeitungsphase (240) umfasst, um
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auf der Basis der in der Erfassungsphase (122) erfassten einen oder der mehreren Profile (P1, P2, P3), eine oder
mehrere Größen der Eisenbahnachse (196) zu berechnen, die ausgewählt werden aus:

- einer Breite (S) eines Flansches (194),
- einer Höhe (H) des Flansches (194)
- einem Neigungswinkel (α) einer konischen Rollfläche (192) des Rades,
- einer Breite (L) des erfassten Profils,
- einer innere Spurweite (Si),
- einer Spurweite (S2r, S2l) zwischen dem Rad (190) und der Mitte des Drehgestells (10) der Verschiebungs-
und Lagerungsanordnung und
- einem Durchmesser (D) des Rades (190).

10. Verfahren nach Anspruch 8 oder 9, dadurch gekennzeichnet, dass die Nachbearbeitungsphase (240) das Be-
rechnen (241) eines Durchmessers (D) des Rades (190) beinhaltet, wobei der Berechnungsvorgang (241) die
Schritte aufweist:

Erfassen von wenigstens drei Profilen (P1, P2, P3), die durch die den Beobachtungsfenstern (130, 132, 134)
zugeordneten Kameralaserquellen erfasst werden,
Berechnen eines Umfangs, der durch drei Punkte (P10, P20, P30) führt, die durch den Schnitt einer Messebene
orthogonal zur Mittelachse der Achse (168) bezogen werden, und Schneiden der konischen Rollfläche (192)
mit den drei erfassten Profilen (P1, P2, P3),
Berechnen des Durchmessers (D) des Umfangs.

11. Verfahren nach einem der Ansprüche 8 bis 10, dadurch gekennzeichnet, dass es das Berechnen des Durchmes-
sers (D) des Umfangs eines Rades (190) auf der Basis der Anzahl von Impulsen umfasst, die mit einer vollständigen
Drehung des Rades verbunden sind, die von einem Winkelpositionsgeber, insbesondere einem Kodierer, multipliziert
mit einem Skalierfaktor angegeben werden.

12. Verfahren nach Anspruch 11, dadurch gekennzeichnet, dass es das optische Erfassen einer auf dem Rad (190)
aufgebrachten Markierung durch einen optischen Sensor aufweist, um Start- und Endzählimpulse der Länge des
Umfangs des Rades (190) zu erzeugen.

13. Verfahren nach einem der Ansprüche 8 bis 12, dadurch gekennzeichnet, dass der Vorgang zum Erfassen das
Erfassen der Verschiebung einer Buchse (214) des Rades (190) im Hinblick auf einen Bezug, insbesondere im
Hinblick auf eine Messstation (116, 118) durch jeweilige Abstandssensoren (211, 212) während der Erfassungsphase
(122) aufweist.

14. Verfahren nach Anspruch 13, dadurch gekennzeichnet, dass die Nachbearbeitungsphase (240) das Erfassen
der Verschiebung (lr, ll) einer Buchse (214) des Rades (190), die als eine Funktion des Drehwinkels (ϑ) des Rades
(190) erfasst wird, und Messen einer Exzentrizität (E) des Rades auf der Basis der erfassten Verschiebung (lr, ll)
aufweist.

15. Verfahren nach Anspruch 13 oder 14, dadurch gekennzeichnet, dass die Nachbearbeitungsphase (240) aufweist:

- Erfassen der Verschiebung (lr, ll) einer Buchse (214) des Rades (190), die bei der Änderung des Rotations-
winkels (ϑ) des Rades (190) erfasst wird,
- Schätzen eines geschätzten Durchmesserwertes (dest)
- Bestimmen eines Fehlerwertes (Δe), der mit dem Schätzvorgang verbunden ist;
- Aufnehmen der erfassten Verschiebung (lr, ll) als eine Funktion der Rotationswinkel (ϑ) -Verschiebungswerte
(lr, ll) als eine Funktion des Rotationswinkels (ϑ), der mit Bezug auf einander in einem Abstand (dest 6 Δe)
platziert wird, der auf der Basis des geschätzten Durchmesserwertes (dest) bestimmt wird und um den geschätz-
ten Durchmesserwert (dest) innerhalb des ausgewählten Fehlerwerts (Δe) variabel ist;
- Durchführen der Berechnung einer Kreuzkorrelations- oder Autokorrelationsfunktion an den Verschiebungs-
werten (lr, ll), insbesondere Ändern der bestimmten Entfernung (dest 6 Δe) um den geschätzten Durchmesser-
wert (dest) innerhalb des ausgewählten Fehlerwerts (Δe);
- Identifizieren des Wertes des bestimmten Abstands (dest 6 Δe) als den korrekten Durchmesser, insbesondere
als Kodierimpulse durch einen Skalierfaktor gemessen, der das Ergebnis des Kreuzkorrelations- oder Autokor-
relationsvorgangs maximiert, insbesondere Suchen nach dem Abstand, bei dem eine gegebene Anzahl von
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Punkten in den Änderungsintervallen aufeinanderfolgend den gleichen Wert annimmt.

Revendications

1. Appareil de vérification (1) pour essieux de chemin de fer, caractérisé en ce qu’il comprend :

- un ensemble de déplacement et de support (2, 10),
- un ensemble de mesure (4),
- un ensemble de support mobile (6),

où :

- ledit ensemble de déplacement et de support (2, 10) comprend des éléments de support (96, 98) agencés
pour supporter en rotation un essieu de chemin de fer (186), où ledit ensemble de déplacement et de support
(2) comprend un ensemble de moteur (100, 102) pour le déplacement desdits éléments de support (96, 98),
- ledit ensemble de mesure (4) comprend des instruments optiques (122, 136) agencés pour la détection d’un
ou de plusieurs profil(s) (P1, P2, P3) d’une roue (190) dudit essieu de chemin de fer (186),
- ledit appareil (1) est configuré pour supporter ledit essieu de chemin de fer (186) soit au moyen dudit ensemble
de support mobile (6) soit au moyen desdits éléments de support (96, 98) dudit ensemble de déplacement et
de support (2),

où lorsque ledit essieu de chemin de fer est supporté par lesdits éléments de support (96, 98) :

- ledit ensemble de moteur (100, 102) est agencé pour mettre en rotation lesdits éléments de support (96, 98)
et ledit essieu de chemin de fer (186),
- ledit ensemble de mesure (4) peut être actionné pour détecter ledit ou lesdits plusieurs profil(s) (P1, P2, P3),

où, en outre, ledit ensemble de déplacement et de support (2) comprend un bogie (10) comportant un premier cadre
(12), un deuxième cadre (14) et des actionneurs (62) agencés pour le déplacement dudit deuxième cadre (14) par
rapport audit premier cadre (12), où sur ledit deuxième cadre (14) lesdits éléments de support (96, 98) sont montés
en rotation, où ledit deuxième cadre (14) est mobile entre une position relevée dans laquelle il est configuré pour
supporter ledit essieu de chemin de fer (186) au moyen desdits éléments de support (96, 98) et une position abaissée.

2. Appareil de vérification (1) selon la revendication 1, caractérisé en ce que ledit bogie (10) comprend des roues
(16) pour le déplacement le long de rails (18), et
en ce que ledit ensemble de déplacement et de support (2) comprend en outre des première et deuxième poulies
(110, 112) sur lesquelles s’enroule un câble (114) fixé audit bogie (10), en particulier audit premier cadre (12), ladite
première poulie (110) étant en outre reliée à un moteur qui peut être actionné pour le déplacement dudit bogie (10).

3. Appareil de vérification (1) selon l’une quelconque des revendications 1 et 2, caractérisé en ce que lesdits éléments
de support sont des rouleaux (96, 98), comprenant chacun un tronçon de support terminal (104) configuré pour
supporter les roues (190) dudit essieu de chemin de fer (186), en particulier une bride (194) de chacune d’entre
elles, en particulier pour pouvoir mesurer le profil à partir du bas dans un plan transversal vertical et donc toujours
radialement et indépendamment du diamètre de la roue.

4. Appareil de vérification (1) selon la revendication 1, caractérisé en ce que ledit ensemble de support mobile (6)
comprend des actionneurs (150) portant des premier et deuxième rails mobiles (146, 148) et configurés pour déplacer
lesdits premier et deuxième rails mobiles (146, 148) entre une position relevée, où lesdits premier et deuxième rails
mobiles (146, 148) sont agencés pour supporter ledit essieu de chemin de fer (186), et une position abaissée.

5. Appareil de vérification (1) selon la revendication 4, caractérisé en ce que ledit ensemble de mesure (4) comprend
des première et deuxième stations de mesure latérales (116, 118) et une station de mesure centrale (120), où
lesdites première et deuxième stations de mesure latérales (116, 118) comprennent chacune une unité d’acquisition
optique respective (122) comportant trois unités de source caméra-laser associées à des fenêtres d’observation
respectives (130, 132, 134) de celle-ci, et où ladite station de mesure centrale (120) comprend deux unités optiques
d’acquisition (136), comprenant chacune une unité de source caméra-laser respective et agencées pour coopérer
avec une unité d’acquisition optique respective desdites première et deuxième stations de mesure latérales (116,
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118), lesdites unités optiques d’acquisition (122, 136) de ladite station de mesure centrale (120) et desdites stations
de mesure latérales (116, 118) étant configurées pour détecter ledit ou lesdits plusieurs profil(s) (P1, P2, P3) lorsque
lesdits premier et deuxième rails mobiles (146, 148) sont dans ladite position abaissée.

6. Appareil de vérification (1) selon la revendication 5, caractérisé en ce qu’il est agencé pour l’installation dans une
fosse d’atelier (8) comprenant des rails fixes (176, 178, 180, 182) portés par des colonnes (184), où :

- ledit ensemble de déplacement et de support (2) est agencé entre lesdits rails fixes (176, 178, 180, 182) et
entre lesdits premier et deuxième rails mobiles (146, 148),
- lesdites première et deuxième stations de mesure latérales (116, 118) sont situées à l’extérieur par rapport
auxdits rails fixes (176, 178, 180, 182),
- ladite station de mesure centrale (120) est située entre lesdits rails fixes (176, 178, 180, 182),
- lesdits premier et deuxième rails mobiles (146, 148) sont situés, chacun, entre une station de mesure latérale
correspondante (116, 118) et ledit ensemble de déplacement et de support (2), et sont en outre situés entre
lesdits rails fixes (176, 178, 180, 182),

où, en outre, dans ladite position relevée, lesdits premier et deuxième rails mobiles (146, 148) ont des sections
transversales alignées et coïncidentes par rapport à chacun desdits rails fixes (176, 178, 180, 182).

7. Appareil de vérification (1) selon la revendication 2, caractérisé en ce que lesdites roues (16) du bogie (10) sont
reliées en rotation à des essieux respectifs (42) sur chacun desquels s’engagent des éléments de guidage (44)
fixés à des ressorts (52), de manière à obtenir une liaison élastique de chaque essieu (42) avec le premier cadre
(12), la rigidité desdits ressorts (52) étant choisie de manière à avoir, sous la charge de l’essieu de chemin de fer
(186), un déplacement permettant de surpasser la distance existant entre les pieds (38) fixés audit premier cadre
(12) et lesdits rails (18).

8. Procédé pour la vérification (1) d’essieux de chemin de fer, en utilisant un appareil de vérification (1) selon une ou
plusieurs des revendications 1 à 7, caractérisé en ce qu’il comprend les phases consistant :

- à supporter ledit essieu de chemin de fer (186) soit par lesdits premier et deuxième rails mobiles (146, 148)
soit par lesdits éléments de support (96, 98) dudit ensemble de déplacement et de support (2),

où ladite phase de support dudit essieu de chemin de fer (186) soit par lesdits premier et deuxième rails mobiles
(146, 148) soit par lesdits éléments de support (96, 98) dudit ensemble de déplacement et de support (2) comporte :

- le déplacement dudit essieu de chemin de fer jusqu’à atteindre le niveau des rails mobiles (146, 148),
- le positionnement du bogie (10) de l’ensemble de déplacement et de support (2) à proximité des roues (190)
dudit essieu (186),
- l’élévation du deuxième cadre (14) du bogie (10) jusqu’à ce que le poids de l’essieu soit entièrement supporté
par lesdits éléments de support (96, 98), et
- la commande d’une descente des rails mobiles (146, 148),

ladite phase de support d’un essieu de chemin de fer (186) par lesdits éléments de support (96, 98) comportant le
support d’un essieu de chemin de fer d’une manière rotative,
ladite phase de support d’un essieu de chemin de fer (186) d’une manière rotative comportant une phase permettant
de faire fonctionner en rotation (100, 102) au moins l’un desdits éléments de support (96, 98) pour mettre en rotation
ledit essieu de chemin de fer (186),
le procédé comportant en outre une phase de détection (122) d’un ou de plusieurs profil(s) (P1, P2, P3) d’une roue
(190) dudit essieu de chemin de fer (186), ladite phase de détection (122) étant effectuée pendant le fonctionnement
d’au moins l’un desdits éléments de support (96, 98) pour mettre en rotation ledit essieu de chemin de fer (186).

9. Procédé selon la revendication 8, caractérisé en ce qu’il comprend une phase de post-traitement (240) pour
calculer sur la base dudit ou desdits plusieurs profil(s) (P1, P2, P3) détecté(s) dans ladite phase de détection (122)
une ou plusieurs grandeur(s) de l’essieu de chemin de fer (196) sélectionnée(s) parmi :

- une largeur (S) d’une bride (194),
- une hauteur (H) de la bride (194)
- un angle d’inclinaison (α) d’une surface de roulement conique (192) de la roue,
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- une largeur (L) du profil détecté,
- une jauge interne (Si),
- une jauge (S2r, S2l) entre la roue (190) et le milieu du bogie (10) de l’ensemble de déplacement et de support, et
- un diamètre (D) de la roue (190).

10. Procédé selon la revendication 8 ou 9, caractérisé en ce que ladite phase de post-traitement (241) comporte le
calcul (241) d’un diamètre (D) de ladite roue (190), ladite opération de calcul (241) comportant les étapes consistant :

à acquérir au moins trois profils (P1, P2, P3) détectés par des sources caméra-laser associées auxdites fenêtres
d’observation (130, 132, 134),
à calculer une circonférence passant par trois points (P10, P20, P30) obtenus par l’intersection d’un plan de
mesure orthogonal à l’axe de l’essieu (168) et croisant la surface de roulement conique (192) avec les trois
profils détectés (P1, P2, P3).
à calculer le diamètre (D) de ladite circonférence.

11. Procédé selon l’une des revendications 8 à 10, caractérisé en ce qu’il comporte le calcul du diamètre (D) de ladite
circonférence d’une roue (190) sur la base du comptage d’impulsions associées à une rotation complète de la roue
donnée par un transducteur de position angulaire, en particulier un codeur, multiplié par un facteur d’échelle.

12. Procédé selon la revendication 11, caractérisé en ce qu’il comporte la détection optique d’une marque appliquée
sur la roue (190) par un capteur optique pour générer des impulsions de comptage de début et de fin de la longueur
de la circonférence de la roue (190).

13. Procédé selon l’une des revendications 8 à 12, caractérisé en ce que ladite opération de détection comporte la
détection du déplacement d’une douille (214) de la roue (190) par rapport à une référence, en particulier par rapport
à une station de mesure (116, 118) par des capteurs de distance respectifs (211, 212) pendant ladite phase de
détection (122).

14. Procédé selon la revendication 13, caractérisé en ce que ladite phase de post-traitement (240) comporte l’acqui-
sition dudit déplacement (lr, ll) d’une douille (214) de la roue (190) détecté en fonction de l’angle de rotation (θ) de
ladite roue (190) et la mesure d’une excentricité (E) de la roue sur la base dudit déplacement acquis (lr, ll).

15. Procédé selon la revendication 13 ou 14, caractérisé en ce que ladite phase de post-traitement (240) comporte :

- l’acquisition dudit déplacement (lr, ll) d’une douille (214) de la roue (190) détecté lors de la variation de l’angle
de rotation (θ) de ladite roue (190),
- l’estimation d’une valeur de diamètre estimée (dest)
- la détermination d’une valeur d’erreur (Δe) associée à ladite opération d’estimation ;
- la considération, dans ledit déplacement acquis (lr, ll) en fonction de l’angle de rotation (θ), de valeurs de
déplacement (lr, ll) en fonction de l’angle de rotation (θ) placées l’une par rapport à l’autre à une distance (dest
6 Δe) déterminée sur la base de ladite valeur de diamètre estimée (dest) et variable autour de ladite valeur de
diamètre estimée (dest) avec la valeur d’erreur sélectionnée (Δe) ;
- la réalisation du calcul d’une fonction de corrélation croisée ou d’autocorrélation sur lesdites valeurs de dé-
placement (lr, ll), en particulier en faisant varier ladite distance déterminée (dest 6 Δe) autour de ladite valeur
de diamètre estimée (dest) avec la valeur d’erreur sélectionnée (Δe) ;
- l’identification, en tant que diamètre correct, de la valeur de ladite distance déterminée (dest 6 Δe), en particulier
mesurée en tant qu’impulsions de codeur par un facteur d’échelle, ce qui maximise le résultat de l’opération
de corrélation croisée ou d’autocorrélation, en particulier la recherche de la distance à laquelle un nombre
donné de points dans les intervalles de variation prend consécutivement la même valeur.
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