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MAIN COMPONENTS OF
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FIG. 2
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COMPONENTS OF
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ORDER OF OPERATIONS FOR MANUAL HORIZONTAL ALIGNMENT
OF SHAFTS IN PRECISION SHAFT ALIGNMENT SYSTEM

I

POSITIONING PRECISION MEASURING DEVICES FOR MEASURING
MISALIGNMENTS OF THE SHAFTS

:

DISPLAY FRONT AND REAR DISTANCE NUMERIC VALUES BY THE
CONTROL AND COMPUTING MODULE ON THE DISPLAY UNIT
DISPLAYING THE FRONT AND REAR MOVEMENT DIRECTIONAL LIGHTS

I

SENDING THE MEASURED MISALIGNMENTS OF THE SHAFTS TO THE
—P CONTROL AND COMPUTING MODULE AS PRESETS TO PERFORM
DYNAMIC DIRECT RESPONSE CALCULATIONS

!

MANUALLY ALIGNING THE SHAFTS WITH THE HELP OF FLASHING
LIGHTS SHOWING FRONT AND REAR DIRECTIONAL MOVEMENT AND
UPDATES CHANGES ON THE FRONT AND REAR NUMERICAL DISTANCE
DISPLAY VALUES

I

MANUALLY ADJUSTING THE SHAFTS WITH THE HELP OF FLASHING
LIGHTS SHOWING FRONT AND REAR MOVEMENT AND THE FRONT AND
REAR NUMERICAL VALUE CHANGES ARE DISPLAYED FOR
COMPENSATING THE STATIC MOVEMENT

FIG.5
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ORDER OF OPERATIONS FOR AUTOMATED HORIZONTAL ALIGNMENT
OF SHAFTS IN PRECISION SHAFT ALIGNMENT SYSTEM

I

POSITIONING PRECISION MEASURING DEVICES FOR MEASURING
MISALIGNMENTS OF THE SHAFTS

‘

DISPLAY FRONT AND REAR DISTANCE NUMERIC VALUES BY THE
CONTROL AND COMPUTING MODULE ON THE DISPLAY UNIT
DISPLAYING THE FRONT AND REAR MOVEMENT DIRECTIONAL LIGHTS

L

SENDING THE MEASURED MISALIGNMENTS OF THE SHAFTS TO THE
CONTROL AND COMPUTING MODULE AS PRESETS TO PERFORM
. DYNAMIC DIRECT RESPONSE CALCULATIONS

I

AUTOMATICALLY ALIGNING THE SHAFTS USING
THE JACKING SYSTEM BY ENERGIZING THE
COIL OPERATED FLOATING ENGAGEMENT DEVICE

‘

AUTOMATICALLY ADJUSTING THE SHAFTS WITH THE HELP OF THE
JACKING SYSTEM TO COMPENSATE FOR THE STATIC MOVEMENT
UNTIL REACHING HIGHEST POSSIBLE PRECISE ALIGNMENT

FIG. 6



U.S. Patent Dec. 10,2019 Sheet 8 of 11 US 10,503,131 B2

ORDER OF OPERATIONS FOR AUTOMATED VERTICAL ALIGNMENT
OF SHAFTS IN A PRECISION SHAFT ALIGNMENT SYSTEM

.

POSITIONING PRECISION MEASUREMENT DEVICES FOR MEASURING
MISALIGNMENTS OF THE SHAFTS

I

MANUALLY INPUTTING VERTICAL ALIGNMENT CORRECTION
INFORMATION BY MEASURING AND INPUTTING THE DISTANCE
BETWEEN THE MEASURING DEVICES 118 AND 120 AND THE DISTANCES
FROM MEASURING DEVICE 120 TO THE FRONT AND REAR MOTOR FEET.
THE DETERMINING VERTICAL ALIGNMENT CORRECTION INFORMATION
USES A PROGRAM HAVING BUILT IN SOFT FOOT DETECTION

'

SENDING THE MEASURED MISALIGNMENTS OF THE SHAFTS AND THE
VERTICAL ALIGNMENT CORRECTION INFORMATION
— TO THE CONTROL AND COMPUTING MODULE AS PRESETS TO BE
PROCESSED AS CALCULATIONS

I

DISPLAYING FRONT AND REAR AMOUNT OF SHIMMING REQUIRED ON
THE DISPLAY UNIT FOR PRECISE VERTICAL ALIGNMENT AND
DISPLAYING THE FRONT AND REAR MOVEMENT DIRECTIONAL LIGHTS

:

ACTIVATING AN INDUSTRIAL AIR BAG/HYDRAULIC CYLINDERS TO LIFT,
HOLD AND/OR LOWER A FRONT AND/OR A REAR OF THE VARIABLE
POSITION UNIT WHILE PLACING OR REMOVING A DISPLAYED AMOUNT
OF SHIMS TO CORRECT THE VERTICAL ALIGNMENT PROCESS

FIG. 7
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ORDER OF OPERATIONS FOR MANUAL VERTICAL ALIGNMENT
OF SHAFTS IN A PRECISION SHAFT ALIGNMENT SYSTEM

:

POSITIONING PRECISION MEASUREMENT DEVICES FOR MEASURING
MISALIGNMENTS OF THE SHAFTS

I

MANUALLY INPUTTING VERTICAL ALIGNMENT CORRECTION
INFORMATION BY MEASURING AND INPUTTING THE DISTANCE
BETWEEN THE MEASURING DEVICES 118 AND 120 AND THE DISTANCES
FROM MEASURING DEVICE 120 TO THE FRONT AND REAR MOTOR FEET.
THE DETERMINING VERTICAL ALIGNMENT CORRECTION INFORMATION
USES A PROGRAM HAVING BUILT IN SOFT FOOT DETECTION

l

SENDING THE MEASURED MISALIGNMENTS OF THE SHAFTS AND THE

e VERTICAL ALIGNMENT CORRECTION INFORMATION

TO THE CONTROL AND COMPUTING MODULE AS PRESETS TO BE
PROCESSED AS CALCULATIONS

l

DISPLAYING FRONT AND REAR AMOUNT OF SHIMMING REQUIRED ON
THE DISPLAY UNIT FOR PRECISE VERTICAL ALIGNMENT AND
DISPLAYING THE FRONT AND REAR MOVEMENT DIRECTIONAL LIGHTS

l

ADDING OR SUBTRACTING A PLURALITY OF SHIMS TO OBTAIN
VERTICAL ALIGNMENT AS INDICATED BY DIRECTIONAL
FLASHING LIGHTS UNDER THE FRONT AND REAR MOUNTING

FIG. 8
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ORDER OF OPERATIONS FOR ALIGNING A SHAFT TO A HOUSING
AND/OR A CONTAINER IN A PRECISION SHAFT ALIGNMENT SYSTEM

v

DETERMINE AND INPUT THE VERTICAL ALIGNMENT CORRECTION
INFORMATION BY MEASURING FROM EACH END TO THE FRONT AND
THE REAR MOUNTING FEET OF THE SHAFT AND/OR HOUSING UNIT AND
DETERMINE AND INPUT THE GAP MEASUREMENTS BETWEEN THE
VERTICAL SHAFT AND THE HOUSING AND/OR THE CONTAINER AT EACH
END

v

DETERMINE AND INPUT THE INSIDE DIAMETER DIMENSION DATA OF
THE HOUSING OR THE CONTAINER AND THE OUTSIDE DIAMETER
DIMENSION DATA OF THE SHAFT

v

DETERMINE AND INPUT THE HORIZONTAL CORRECTION INFORMATION
BY DETERMINING THE GAP MEASUREMENT BETWEEN THE
HORIZONTAL SHAFT AND THE HOUSING AND/OR THE CONTAINER AT
THE FRONT AT EACH END

v

THE MANUAL AND/OR AUTOMATED PROCESS HORIZONAL ALIGNMENT
CORRECTION INFORMATION IS SENT TO THE CONTROL AND
COMPUTING MODULE TO ENABLE CALCULATING CORRECTION PRESETS
AND SENDING TO THE PAIR OF MEASURING MEANS 118, 120 PLACED AT
EACH END OF THE SHAFT OR HOUSING AND/OR THE CONTAINER VIA RS-
232 TWO-WAY COMMUNICATION. THE MANUAL AND/OR AUTOMATED
PROCESS VERTICAL ALIGNMENT CORRECTION INFORMATION IS SENT
TO THE CONTROL AND COMPUTING MODULE TO ENABLE
CALCULATING CORRECTION PRESETS TO BE DISPLAYED AS THE FRONT
AND REAR AMOUNT OF SHIMMING NEEDED FOR VERTICAL
CORRECTION

FIG. 9A
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O

ALIGNING THE MANUAL HORIZONTAL SHAFT TO THE HOUSING AND/OR
THE CONTAINER BY MONITORING THE FRONT AND REAR MOVEMENT
DIRECTIONAL LIGHTS AND MONITORING THE FRONT AND REAR SHAFT
MOVEMENT CHANGE VALUES DISPLAYED ON THE DISPLAY UNIT OR
USING THE AUTOMATED HORIZONTAL JACKING SUPPORTED PROCESS.
ALIGNING THE MANUAL VERTICAL SHAFT TO THE HOUSING AND/OR
THE CONTAINER BY MONITORING THE FRONT AND REAR MOVEMENT
DIRECTIONAL LIGHTS AND PLACING OR REMOVING THE FRONT AND
REAR AMOUNT OF SHIMS THAT ARE DISPLAYED UNDER THE FRONT
AND REAR OF THE MOTOR FEET OR USING THE AUTOMATED VERTICAL
JACKING SUPPORTED PROCESS

FIG. 9B
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PRECISION SHAFT ALIGNMENT SYSTEM

CROSS-REFERENCE TO RELATED
APPLICATION

This is a continuation-in-part of U.S. patent application
Ser. No. 14/453,425, filed Aug. 6, 2014.

BACKGROUND OF THE INVENTION
Technical Field of the Invention

The present invention relates generally to alignment sys-
tems and, more specifically, to a precision shaft alignment
system for establishing concentric alignment of a first rotat-
ably mounted shaft and a second opposed rotatably mounted
shaft.

Description of the Prior Art

Conventional loading units having rotatably mounted
shafts are coupled to a rotatably mounted shaft of a first
torque-producing unit. For effective coupling, the align-
ments of the rotatably mounted shafts of the loading unit and
the first torque-producing unit are important. The desired
axial alignment, if true and precise, provides for the high
efficiency coupling of torque from the first unit to the second
unit. Often the shafts are associated with respective rotating
members of the each unit. The misalignment of the shafts of
the first unit to the second unit while coupling may provide
an X, y angular alignment error. This misalignment of the
shafts may cause the center-lines of the two shafts to
intersect at an angle, or may be manifested by a x, y parallel
offset misalignment error where the respective shafts are
parallel but exhibit an axial offset with the center-lines of
each shaft not concentrically or coaxially aligned. If the first
unit and the second unit are not properly aligned, the
respective shafts of which may not be axially aligned along
a common center-line or axis. This will lead to inefficient
coupling of the shafts of the first and second units and in
some worst cases the result of these types of inefficient
coupling may be damage to various components including
items such as bearings, seals, gears, couplings, and ulti-
mately machine failure. In addition, these types of inefficient
coupling between the shafts may lead to energy lost via
friction and vibration. Thus with a proper coupling between
the shafts of the first and second rotating units, more energy
may be conserved with proper axial alignment and can be
delivered to the load.

Several manual and automated precision shaft alignment
systems exists, which may be utilized as a stand alone
system, or may be retrofitted with an existing measuring
system. However the existing precision shaft alignment
systems failed to establish as high an accurate concentric
alignment of a first rotatably mounted shaft and a second
rotatably mounted shaft, which leads to maximum energy
efficiency, less friction to the moving parts, reduced noise,
increased lifespan etc. These existing systems failed to
effectively process the plurality of information from a plu-
rality of measuring means because of static movement to
allow for the highest degree of positioning accuracy of the
first and the second rotatable shaft during the process of
coupling the shafts. Moreover, the existing shaft alignment
systems failed to process the position information of the
shafts till achieving the highest degree of aligning accuracy
because of the high error ratio of the input measurement data
requirements while achieving the horizontal alignment pro-
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cess. There exists no other systems performing horizontal
dynamic direct response calculations without entering user
input distance measurements giving reference to the distance
between measuring devices and distances from one of the
measuring devices to the front and rear of the motor feet.
This is a requirement of other systems and the disadvantage
is it is difficult to obtain accurate input measurements. The
more accurate or abstemious the input measurement gives
the most accurate alignment positioning results. This system
utilizes calculated information that is based only on dynamic
direct response readings without user input information.
This system eliminates the disadvantage other systems have
and gives the highest level possible of abstemious minute
horizontal dynamic directly responsive calculated position-
ing accuracy. In addition, there exists no other system that
compensates for static movement caused by applied pressure
difference against the motor when you are moving the motor
to correct the misalignment which affects the alignment
readings. This compensation allows the user to achieve the
highest degree of manual horizontal positioning accuracy.
The needed system would also enable the automatic hori-
zontal alignment to have a coil operated floating engagement
device and would have the ability to compensate for static
movement caused by applied pressure difference against the
motor when you are moving the motor.

Hence there exists a need for an improved precision shaft
alignment system for establishing precise concentric align-
ment of a first rotatably mounted shaft and a second opposed
rotatably mounted shaft. The needed system would be able
to receive information from two shaft mounted digital or
laser measuring means (118, 120) to allow for the highest
degree of positioning accuracy of the first rotatably mounted
shaft and the second opposed, rotatably mounted shaft.
Further, the needed system would provide a computing,
control and display module that calculates and initiates and
controls positions of the first rotatably mounted shaft and/or
the second opposed, rotatably mounted shaft automatically
with highest degree of aligning accuracy. Moreover, the
needed system would allow for manual alignment of the
shafts with highest degree of aligning accuracy. In addition,
the needed system would be able to receive position infor-
mation of the fixed and variable shafts and would be capable
of processing the information to allow for the highest degree
of aligning accuracy. Further, the needed system would be
provided with a manual or automated vertical program
having built-in soft foot detection to allow the user to
achieve a vertical alignment of the shafts with a highest level
of'accuracy. Further, the needed system would enable a user
to align a shaft to a housing or container manually or through
automated process supported by taking gap measurements
between the horizontal and vertical shaft and the housing/
container at each end of the housing/container. This infor-
mation would be entered manually into the touch screen
display or transmitted via wired or wireless to the CPU.
Entering manually to the touch screen display the inside and
outside dimensions of the housing and shaft and the length
of the container or housing along with the distance from
each end of the container or housing to the front and rear of
the mounting feet. The needed system would be able to
perform dynamic direct response calculations while guiding
you through the alignment process with flashing lights
showing the correct movement direction. The front and rear
movement correction distances are displayed on the control
and computing module for horizontal and vertical alignment
process based on information obtained from the 2 digital or
laser measuring means 118, 120. The present invention
addresses such a need.
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SUMMARY OF THE INVENTION

The present invention is a precision shaft alignment
system for establishing precise concentric axial alignment of
a first shaft rotatably mounted and extending from a fixed
unit and a second shaft extending from a variable position
unit towards the first shaft to precisely couple with the
second shaft of the variable position unit. The precision shaft
alignment system comprises a control and computing inter-
face module for establishing precise concentric axial align-
ment of the first shaft of the fixed unit and the second shaft
of the variable position unit by processing a plurality of
information, from two shaft mounted laser or digital mea-
suring means (118, 120) for precisely measuring at least one
position of the first shaft and the second shaft and a jacking
system. The two laser or digital measuring means is in
communication with the control and computing interface
module for transferring the at least one position of the first
shaft and the second shaft for establishing precise concentric
axial alignment of the first shaft and the second shaft. The
jacking system is controlled by the control and computing
interface module for horizontal and/or vertical arrangement
of'the second shaft extending from the variable position unit.
The jacking system is in communication with and controlled
by the control and computing interface module to reposition
the second shaft horizontally and/or vertically to establish
precise concentric axial alignment with the first shaft
extending from the fixed unit.

A primary object of the present invention is to provide a
precision shaft alignment system for establishing concentric
alignment of a first rotatably mounted shaft and a second
opposed, rotatably mounted shatt.

Another object of the present invention is to provide a
precision shaft alignment system capable of receiving a
plurality of information from two shaft mounted laser or
digital measuring means to allow for the highest degree of
positioning accuracy of the first rotatably mounted shaft and
the second opposed, rotatably mounted shaft.

Yet another object of the present invention is to provide a
precision shaft alignment system with a computing, control
and display module that calculates and initiates and controls
positions of the first rotatably mounted shaft and/or the
second opposed, rotatably mounted shaft automatically with
the highest degree of aligning accuracy.

Still yet another object of the present invention is to
provide a precision shaft alignment system with a comput-
ing, control and display module that calculates positions of
the first rotatably mounted shaft and/or the second opposed,
rotatably mounted shaft and allows for manual alignment of
the shafts with the highest degree of aligning accuracy.

Still yet another object of the present invention is to
provide a precision shaft alignment system with precision
measuring devices that have two-way RS 232 communica-
tion that receive and transmit the position information of the
shafts as presets to allow for the highest degree of aligning
accuracy.

Another object of the present invention is to provide a
precision shaft alignment system with manual and auto-
mated horizontal and vertical alignment process leading to
the highest degree of positioning accuracy.

Still yet another object of the present invention is to
enable a user to align a shaft to a housing or container
manually or through automated process supported by taking
gap measurements between the horizontal and vertical shaft
and the housing/container at each end of the housing/
container and entering manually into the touch screen dis-
play or transmitting via wired or wireless to the CPU.
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Entering manually into the touch screen display the outside
diameter measurements of the shaft and the inside diameter
measurements of the housing. In addition to achieve the
vertical alignment process the length of the container and the
distance from each end of the container to the front and rear
mounting feet are entered manually into the touch screen
display.

Still yet another object of the present invention is to
provide a precision horizontal shaft alignment system with
dynamic direct response calculations. There exists no other
systems performing horizontal dynamic direct response cal-
culations without entering user input distance measurements
giving reference to the distance between measuring devices
and distances from one of the measuring devices to front and
rear of the motor feet. This is a requirement of other systems
and the disadvantage is it is difficult to obtain accurate input
measurements the more accurate or abstemious the input
measurement gives the most accurate alignment positioning
results. This system utilizes calculated information that is
based only on dynamic direct response readings without user
input information. This system eliminates the disadvantage
other systems have and gives the highest level possible of
abstemious minute horizontal dynamic directly responsive
calculated positioning accuracy

Still yet another object of the present invention is to
provide a precision shaft alignment system with vertical
program having built-in soft foot detection to allow the user
to achieve a vertical alignment with a high level of accuracy.

Yet another object of the present invention is to provide
automated horizontal precision shaft alignment with a jack-
ing system having a coil operated floating engagement
device when activated applies pressure when deactivated
allows freedom of axis movement thereby having the ability
to allow measurement of compensation for static movement
caused by applied pressure difference.

Yet another object of the present invention is to provide
manual or automated horizontal precision shaft alignment
capable of measuring, calculating, transmitting compensa-
tion data for static movement caused by applied pressure
difference as presets to allow for the highest degree of
positioning accuracy.

Yet another object of the present invention is to provide
manual horizontal precision shaft alignment capable of
compensating for static movement caused by applied pres-
sure difference. By observing when numerical distance
value readings reach 0.0000" at least one indicator light
turns from green to red after stopping the movement during
the manual alignment process. Upon relieving the jacking
system 106, the at least one indicator light turns back to
green and an amount of static movement is displayed in form
of numerical distance value on the display means and/or the
numerical distance display. To compensate for the static
movement, the user may advance the movement of the
variable position unit 116 until the red indicator light comes
on and the user reaches the numerical distance value that
was displayed on the display means and/or the numerical
display. After the jacking system 106 is relieved and the
reading of 0.0000" indicates that the user has compensated
for static movement and left with a high precision total
dynamic movement allowing for the highest degree of
positioning accuracy. The user may also activate the auto-
mated button when doing manual horizontal alignment then
observe the amount of front and rear static movement by a
comparison of the readings once movement begins to when
movement is relieved. The numerical value difference is
entered as input into the control and display unit as presets
so that when observing the directional lights and front and
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rear values when those values are reached the horizontal
function resets and the horizontal alignment is complete and
the highest degree of positioning accuracy is achieved.

Additional objects of the present invention will appear as
the description proceeds.

Other objects and advantages of the embodiments herein
will become readily apparent from the following detailed
description taken in conjunction with the accompanying
drawings.

BRIEF DESCRIPTION OF THE DRAWING
FIGURES

In the drawing figures, wherein similar features are
denoted with similar reference numerals throughout the
several views:

FIG. 1A shows the components of the precision shaft
alignment system of the present invention;

FIG. 1B shows the coil-operated floating engagement
device, according to an embodiment of the present inven-
tion;

FIG. 2 is a block diagram describing a plurality of
components of the precision shaft alignment system accord-
ing to a preferred embodiment of the present invention;

FIG. 3 is a block diagram of the precision shaft alignment
system including a manual input means according to the
preferred embodiment of the present invention;

FIG. 4 is a block diagram of the precision shaft alignment
system showing a plurality of controls or components for the
fixed unit and the variable position unit of the present
invention;

FIG. 5 is a flowchart showing a process of manual
horizontal alignment of the shafts of the fixed unit and the
variable position unit of the precision shaft alignment sys-
tem;

FIG. 6 is a flowchart showing a process of automatic
horizontal alignment of the shafts of the fixed unit and the
variable position unit of the precision shaft alignment sys-
tem;

FIG. 7 is a flowchart showing a process of automated
vertical alignment of the shafts of the fixed unit and the
variable position unit of the precision shaft alignment sys-
tem;

FIG. 8 is a flowchart showing a process of manual vertical
alignment of the shafts of the fixed unit and the variable
position unit of the precision shaft alignment system; and,

FIGS. 9A and 9B, considered in combination, is a flow-
chart showing a process of horizontal and vertical aligning
the shaft to a housing and/or the container manually and/or
through automated process.

DESCRIPTION OF THE REFERENCE
NUMERALS IN THE DRAWING FIGURES

Turning now descriptively to the drawings, in which
similar reference characters denote similar elements
throughout the several views, the figures illustrate the Pre-
cision Shaft Alignment System of the present invention.
With regard to the reference numerals used, the following
numbering is used throughout the various drawing figures:

100 Precision Shaft Alignment System of the present

invention

102 control and computing interface module

104 digital inclinometer

106 jacking system

108 display unit

110 hydraulic jacking tools
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112 coil operated floating engagement device

114 fixed unit

116 variable position unit

118 precision measuring module of the fixed until 114

120 precision measuring module of the variable position
unit 116

122 horizontal adjustment means

124 vertical adjustment means

DETAILED DESCRIPTION OF THE DRAWING
FIGURES AND PREFERRED EMBODIMENTS

In the following detailed description, a reference is made
to the accompanying drawings that form a part hereof, and
in which the specific embodiments that may be practiced is
shown by way of illustration. These embodiments are
described in sufficient detail to enable those skilled in the art
to practice the embodiments and it is to be understood that
the logical, mechanical, electrical and other changes may be
made without departing from the scope of the embodiments.
The following detailed description is therefore not to be
taken in a limiting sense.

In this document, the terms “a” or “an” are used, as is
common in patent documents, to include one or more than
one. In this document, the term “or” is used to refer to a
nonexclusive “or,” such that “A or B” includes “A but not
B,” “B but not A,” and “A and B,” unless otherwise
indicated. Furthermore, all publications, patents, and patent
documents referred to in this document are incorporated by
reference herein in their entirety, as though individually
incorporated by reference. In the event of inconsistent
usages between this document and those documents so
incorporated by reference, the usage in the incorporated
reference(s) should be considered supplementary to that of
this document; for irreconcilable inconsistencies, the usage
in this document controls.

FIG. 1B shows the components of the precision shaft
alignment system 100 of the present invention. More spe-
cifically, FIG. 1B shows a coil-operated floating engagement
device, which includes an electro-magnetic coil 15, hori-
zontal and vertical sliding shafts 12, 14 and an adjustment
shaft 16. The housing 18 is supported by a linear bearing 20
atop mounting bracket 22. A screw jack assembly (not
shown) is attachable to the horizontal sliding shaft 12 via a
hole 24.

More particularly, the coil operated floating engagement
device may be best understood as an electric-controlled
locking engagement device independently operated, but
directly connected to the electric motor driven worm gear
screw jacks allowing the screw jacks to remain running but
the load force created by the applied pressure between the
worm gear screw jacks and the moveable component that is
being jacked to be activated for movement or deactivated or
neutralized allowing free movement.

When the jacking system is engaged in positioning the
movable component into alignment there is applied load
force on the jacking system that enables measuring device A
and measuring device B to show x amount of deflective
movement numeric values before actual movable compo-
nent movement occurs. Once the movable component move-
ment begins, this deflective movement is measured by the
difference in the numeric values when the moving jacks with
applied load force stop then again when the load force is
released. These deflective value changes misrepresents the
actual movable component movement you are trying to
achieve which can then be calculated to determine and
compensate for the amount of misrepresented movable
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component movement. This information can then be stored
in the v memory location of a CPU to be used to achieve a
more precise control of the shaft alignment positioning
process with a higher degree of alignment accuracy.

Although measuring devices A and B reflect deflective
readings these readings are regarded as static or no move-
ment.

FIG. 2 is a block diagram describing a plurality of
components of the precision shaft alignment system 100 of
a preferred embodiment of the present invention. The pre-
cision shaft alignment system 100 of the present invention
provides an efficient means for establishing precise concen-
tric axial alignment of a first shaft, which is being rotatably
mounted, and extending from a fixed unit and a second shaft
extending from a variable position unit towards the first
shaft to precisely couple with the second shaft of the variable
position unit. The precision shaft alignment system 100 of
the preferred embodiment of the present invention provides
manual and automatic methods for establishing precise
concentric axial alignment of the first shaft of the fixed unit
and the second shaft of the variable position unit. Here the
fixed unit and the variable position unit may be a motor drive
or a motor driven machine or the like. Both methods provide
the user with a high precision and efficient means to align a
motor drive shaft with the shaft of a motor driven machine
or the like. The precision shaft alignment system 100 for
establishing precise concentric axial alignment of the first
shaft of the fixed unit and the second shaft of the variable
position unit comprises a control and computing interface
module 102 for processing a plurality of information
received from two shaft mounted laser or digital measuring
means 118, 120, wherein laser or digital measuring means
118 is associated with the fixed unit and laser or digital
measuring means 120 is associated with the variable posi-
tion unit. The two shaft mounted laser or digital measuring
means 118, 120 is selected from a group of digital measuring
units and/or laser measuring units to measure and to provide
precise positions of the first shaft extending from the fixed
unit and the second shaft extending from the variable
position unit towards the first shaft to the control and
computing interface module 102. The control and comput-
ing interface module 102 receives the plurality of positional
information of the first shaft and the second shaft measured
by the two shaft mounted laser or digital measuring means
118, 120 and processes calculations to precisely align the
first shaft extending from the fixed unit and the second shaft
extending from the variable position unit by controlling a
jacking system 106 for precise horizontal and/or vertical
arrangement of the second shaft and/or the variable position
unit. Digital inclinometer 104 is used to measure the degrees
of angle of rotation relative to Earth. Digital inclinometer
104 mounts to one of the shafts of the motor that is being
aligned and can be controlled and viewed independently or
configured wired or wireless for control and to display
results on the display screen or display unit 108. This
establishes a reference point to begin and end the simulta-
neous rotation of the shafts to obtain misalignment mea-
surement information commonly called reverse alignment.

FIG. 3 is a block diagram of the precision shaft alignment
system 100 according to the preferred embodiment of the
present invention comprising a plurality of components
including a component user input device 108 such as, but not
limited to, a touch screen monitor, a plurality of input keys
or a touch screen display unit which is capable of displaying
a plurality of information and for receiving a plurality of
inputs from the user, the control and computing interface
module 102 that is connected to the two shaft mounted laser
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or digital measuring means 118, 120 via wired or wireless
means, and the jacking means 106 via wired or wireless
controlled by the control and computing interface module
102 to precisely align the shafts of the fixed and the variable
position unit. The two shaft-mounted laser or digital mea-
suring means 118, 120 precisely measures and sends the
coordinates of the first shaft and the second shaft based on
the centerline of axis for each of the shafts to the control and
computing interface module 102. The measured values or
the measured information is calculated by the control and
computing interface module 102 to allow for the highest
degree of positioning accuracy. The jacking system 106 of
the precision shaft alignment system 100 includes jack bolts
and/or hydraulic jacking tools 110 allowing the user for a
manual horizontal jacking process. The user can manually
adjust the position of the shaft by viewing the information on
the display unit 108 which includes flashing direction of
front and rear movement lights and front and rear numeric
distance values, which is provided by the control and
computing interface module 102 based upon calculated
information sent by the two shaft mounted laser or digital
measuring means 118, 120, by adjusting the hydraulic
jacking tools to precisely align the first shaft and the second
shaft. Digital inclinometer 104 mounted to one of the shafts
of the motor that is being aligned and can be controlled
independently or configured wired or wireless for control.
The jacking system 106 further includes an automated
horizontal jacking assembly comprising at least two electric
gear head motors and/or a pair of air gear motor driven
screw jacks capable of being operated automatically based
on at least one signal from the control and computing
interface module 102 generated by the two shaft mounted
laser or digital measuring means 118, 120 calculated infor-
mation processed by the control and computing interface
module 102. The jacking system 106 includes a coil oper-
ated floating engagement device 112 capable of being oper-
ated by energizing the coil 15 based on the at least one signal
from the control and computing interface module 102 to
apply force using the at least one jack whenever required for
establishing precise concentric axial alignment of the second
shaft of the variable position unit with the first shaft of the
fixed unit. The coil operated floating engagement device 112
of the jacking system 106 when activated applies pressure
when deactivated allows freedom of axis movement thereby
having the ability to allow measurement of compensation for
static movement caused by applied pressure difference.
Thus, independent movement of the shaft is possible using
the precision shaft alignment system 100 of the present
invention.

While precisely aligning the first shaft of the fixed unit
and the second shaft of the variable position unit using the
jacking system 106 static movement of the variable position
unit will arise. The static movement is caused by applied
pressure movement difference against the motor feet before
and after the pressure is applied and actual movement begins
and ends. In the precision shaft alignment system 100 of the
present invention the static movement is measured by the
two shaft mounted laser or digital measuring means 118, 120
and the information is sent to the control and computing
interface module 102 to be processed for calculations to
allow for the highest degree of positioning accuracy of the
shafts. The precision shaft alignment system 100 of the
present invention compensates for the static movement
caused by the applied pressure difference against the motor
feet before and after the pressure is applied and it can be
achieved manually or by using the automated button to
enable automatic alignment of the shafts. The coil operated
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floating engagement device 112 of the jacking system 106
provides the ability to compensate for static verses dynamic
movement of the at least one jack by making a comparison
after force is applied and then released. Thus the plurality of
information related to the movement of the at least one jack
including the static movement information is send in form of
presets to the control and computing interface module 102 to
achieve a highest degree of positioning accuracy.

FIG. 4 is a block diagram of the precision shaft alignment
system 100 showing a plurality of controls or components
for the fixed unit 114 and the variable position unit 116 of the
present invention. A plurality of precision measuring devices
is utilized to identify the x-y coordinates of the shafts of the
fixed unit 114 and the variable position unit 116. The fixed
unit 114 is attached with shaft mounted laser or digital
measuring or precision sensors 118 for measuring a position
of the shaft of the fixed unit 114. The variable position unit
116 whose shaft to be precisely aligned with the shaft of the
fixed unit 114 is also equipped with precision measuring
modules 120 on the drive shaft. The inclinometer 104
mounted to one of the shafts is used to measure the degrees
of angle of rotation relative to Earth. The plurality of
measured values of the positions of the shafts of the variable
position unit 116 and the fixed unit 114 by the precision
measuring modules 118, 120 is send to the control and
computing interface module 102. The control and comput-
ing interface module 102 processes the information and
displays front and rear numerical distance values and front
and rear directional movement lights on the display unit 108
for precise manual adjustments of the shaft using the manual
controlled jacking system 106 or the control and computing
interface module 102 automatically aligns the shafts by
controlling the jacking system 106. The jacking system 106
is automatically controlled by the control and computing
interface module 102 or can be manually controlled to act as
a horizontal adjustment means 122 for the shafts of the
variable position unit 116. Similarly the jacking system 106
can be automatically controlled by the control and comput-
ing interface module 102 or can be manually controlled to
act as a vertical adjustment means 124 for the shafts of the
fixed unit 114 or the variable position unit 116 based on the
preset data send by the two shaft mounted laser or digital
measuring means 118, 120. Thus the precision shaft align-
ment system 100 can be used to obtain precise alignment of
the shafts of the fixed unit 114 and the variable position unit.

FIG. 5 is a flowchart showing a process of manual
horizontal alignment of the shafts of the fixed unit 114 and
the variable position unit 116. The control and computing
interface module 102 process the calculations of the plural-
ity of measurements received from the two shaft mounted
laser or digital measuring means 118, 120 and displays on
the display unit to enable manual control of a position of the
second shaft of the variable position unit 116 to establish
precise concentric axial alignment of the first shaft of the
fixed unit 114 with the second shaft of the variable position
unit 116. The two shaft mounted laser or digital measuring
means 118, 120 measures misalignments of the first shaft
114 and the second shaft 116 and sends to the control and
computing interface module 102 as data to perform dynamic
direct response calculations to correct the measured mis-
alignment by horizontal movement of the at least one jack of
the jacking system 106. The order of operations of the
precision shaft alignment system 100 during manual control
of the position of the second shaft of the variable position
unit 116 to establish precise concentric axial alignment with
the first shaft of the fixed unit 114 proceeds as described
below. First the two shaft mounted laser or digital measuring

5

10

15

20

25

30

35

40

45

50

55

60

65

10
means 118, 120 is attached to the shaft of the fixed unit 114
and the variable position unit 116 for precisely measuring at
least one position of the first shaft and the second shaft and
thereafter transferring the at least one position of the first
shaft and the second shaft to the control and computing
interface module 102 for establishing precise concentric
axial alignment of the first shaft and the second shaft. Here
the two shaft mounted laser or digital measuring means 118,
120 measures misalignments of the first shaft and the second
shaft and sends to the control and computing interface
module 102 to perform dynamic direct response calcula-
tions. There exists no other system performing horizontal
dynamic direct response calculations without entering user
input distance measurements giving reference to the distance
between measuring devices and distances from one of the
measuring devices to front and rear of the motor feet. This
is a requirement of other systems and the disadvantage is it
is difficult to obtain accurate input measurements the more
accurate or abstemious the input measurement gives the
most accurate alignment positioning results. This system
utilizes calculated information that is based only on dynamic
direct response readings without user input information.
This system eliminates the disadvantage other systems have
and gives the highest level possible of abstemious minute
horizontal dynamic directly responsive calculated position-
ing accuracy. For manual alignment of the shafts of the fixed
unit 114 and the variable position unit 116, the front and rear
numerical distance values related to an amount of movement
required for precise alignment of the first shaft and the
second shaft is displayed on the display means and/or a
numerical display such as a seven segment display or a
liquid crystal (LCD) display. The display means includes a
touch screen controller and is capable of graphically dis-
playing a plurality of information and speeds up a process of
alignment of the first shaft of the fixed unit 114 and the
second shaft of the variable position unit 116 with a higher
degree of precision accuracy. The front and rear numerical
distance values that are displayed on the display means is
updated in direct response to a plurality of movement
changes of the first shaft and the second shaft. The co-
processor of the control and computing module constantly
scans the plurality of measurements of the two shaft
mounted laser or digital measuring means 118, 120 and
updates to the CPU of the control and computing interface
module 102 as processed updated calculations. Based on the
front and rear numerical distance values displayed on the
display unit the user can perform manual alignment process
by adjusting the jacking system 106. The user performing
the manual alignment process being instructed with a plu-
rality of flashing lights showing front and rear movement
directions, of the variable position unit 116. The user can
adjust the position of the variable position unit 116 with the
help of the jack bolts and/or hydraulic jacking tools of the
jacking system 106. The precision shaft alignment system
100 precisely controls the movement during the manual
alignment process by signaling when to stop and/or back up,
front and rear movements in advance within 0.0000" accu-
racy. The user achieves this accuracy by observing the front
and rear numeric distance value display presets during
movement of the variable position unit 116. While precisely
aligning the first shaft of the fixed unit 114 and the second
shaft of the variable position unit 116 using the jacking
system 106, static movement of the variable position unit
116 may arise. When numerical distance value readings
reach 0.0000" at least one indicator light turns from green to
red after stopping the movement during the manual align-
ment process. Upon relieving the jacking system 106, the at
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least one indicator light turns back to green and an amount
of static movement is displayed in form of numerical
distance value on the display means and/or the numerical
distance display. To compensate for the static movement, the
user may advance the movement of the variable position unit
116 until the red indicator light comes on and the user
reaches the numerical distance value that was displayed on
the display means and/or the numerical display. After the
jacking system 106 is relieved and the reading of 0.0000"
indicates that the user has compensated for static movement
and left with a high precision total dynamic movement
allowing for the highest degree of positioning accuracy. The
user may also activate the automated button when doing
manual horizontal alignment then observe the amount of
front and rear static movement by a comparison of the
readings once movement begins to when movement is
relieved. The numerical value difference is entered as input
into the control and display unit as presets so that when
observing the directional lights and front and rear values
when those values are reached the systems horizontal func-
tion resets and the horizontal alignment is complete and the
highest degree of positioning accuracy is achieved.

FIG. 6 is a flowchart showing a process of automatic
horizontal alignment of the shafts of the fixed unit 114 and
the variable position unit 116. The order of operations of the
precision shaft alignment system 100 during automatic
control of the position of the second shaft of the variable
position unit 116 to establish precise concentric axial align-
ment with the first shaft of the fixed unit 114 proceeds as
described below. First the two shaft mounted laser or digital
measuring means 118, 120 is attached to the shaft of the
fixed unit 114 and the variable position unit 116 for precisely
measuring at least one position of the first shaft and the
second shaft and thereafter transferring the at least one
position of the first shaft and the second shaft to the control
and computing interface module 102 for establishing precise
concentric axial alignment of the first shaft and the second
shaft. Here the two shaft mounted laser or digital measuring
means 118, 120 measures misalignments of the first shaft
and the second shaft and sends to the control and computing
interface module 102 to perform a numerical front and rear
value related to an amount of movement required and front
and rear movement directional lights for precise alignment
of the first shaft and the second shaft is displayed on the
display means and/or a numerical display such as a seven-
segment display or a liquid crystal (LCD) display. The
control and computing module may include a touch screen
controller and is capable of graphically displaying and/or the
input of a plurality of information. The control and com-
puting module speeds up a process of alignment of the first
shaft of the fixed unit 114 and the second shaft of the
variable position unit 116 with a higher degree of precision
accuracy. The horizontal alignment of the shafts is automati-
cally performed by the jacking means 106, which is con-
trolled by the control and computing interface module 102
based on the received values of misalignments of the shafts.
The front and rear numerical values displayed on the display
means is updated in direct response to a plurality of move-
ment changes of the first shaft and the second shaft. The
co-processor of the control and computing module con-
stantly scans the plurality of measurements of the two shaft
mounted laser or digital measuring means 118, 120 and
updates to the CPU of the control and computing interface
module 102 as processed updated calculations of the mea-
sured dynamic positions of the shafts. After the automatic
alignment of the shafts, the numerical value readings dis-
played on the display unit may reach 0.0000". While auto-
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matic precise alignment of the first shaft of the fixed unit 114
and the second shaft of the variable position unit 116 using
the jacking system 106, the static movement of the variable
position unit 116 may be compensated by the jacking system
106 controlled by the control and computing interface
module 102 and are left with high precision total dynamic
movement allowing for highest degree of positioning accu-
racy.

The jacking system 106 includes a coil operated floating
engagement device 112 capable of being operated by ener-
gizing the coil 15 based on the at least one signal from the
control and computing interface module 102 to apply force
to at least one jack whenever required for establishing
precise concentric axial alignment of the second shaft of the
variable position unit 116 with the first shaft of the fixed unit
114. The coil operated floating engagement device 112 of the
jacking system 106 provides freedom of movement for at
least one jack of the jacking system 106 without constrain-
ing the movement axis of the other jack. Also, during the
automatic precise alignment of the shafts, the coil operated
floating engagement device 112 of the jacking system 106
provides the ability to compensate for static verses dynamic
movement of the at least one jack by making a comparison
after force is applied and then released. The plurality of
information related to the movement of the at least one jack
is sent in form of presets to the be calculated by the control
and computing interface module 102 to achieve a highest
degree of positioning accuracy. The operation of the auto-
mated horizontal jacking assembly may also be achieved by
automatically operating the hydraulic jacking tools or the at
least two electric gear head motors and/or a pair of air gear
motor driven screw jacks that are capable of being operated
automatically based on at least one signal from the control
and computing interface module 102.

FIG. 7 is a flowchart showing a process of automated
vertical alignment of the shafts of the fixed unit 114 and the
variable position unit 116. Manually entering vertical align-
ment correction information by measuring and inputting the
distance between the two shaft mounted laser or digital
measuring means 118, 120 and the distance from measuring
device 120 to the front and rear motor feet. The precision
shaft alignment system 100 includes a program having built
in soft foot detection, which is capable of determining
vertical alignment correction information. The vertical
alignment correction information determined by the built in
soft foot detection program is displayed on the display
means to allow the user to correct the soft foot, vertical
misalignment information is sent from the two shaft
mounted laser or digital measuring means 118, 120 to the
control and computing module 102 and processed with
calculations based upon the vertical correction information
distances that were manually entered wherein the display
means displays the correct amount of front and rear shims
needed and front and rear directional lights to achieve the
vertical alignment process of the first shaft and the second
shaft with a high level of accuracy. This can be achieved
either manually or by using automatic control. The precision
shaft alignment system 100 includes automated alignment
positioning using a coil energized air/hydraulic valve pow-
ered by a compressor/hydraulic pump responsive to the
control and computing interface module 102 to activate an
industrial air bag/hydraulic cylinders to lift, hold and/or
lower a front and/or a rear of the variable position unit 116
while placing a displayed amount of a plurality of shims
required to correct the vertical alignment process.

FIG. 8 is a flowchart showing a process of manual vertical
alignment of the shafts of the fixed unit 114 and the variable
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position unit 116. Manually entering vertical alignment
correction information by measuring and inputting the dis-
tance between the two-shaft mounted laser or digital mea-
suring means 118, 120 and the distance from measuring
device 120 to the front and rear motor feet.

The precision shaft alignment system 100 includes a
program having built in soft foot detection, which is capable
of determining vertical alignment correction information.
The vertical alignment correction information determined
by the build in soft foot detection program is displayed on
the display means to allow the user to correct the soft foot,
vertical misalignment information is sent from the two shaft
mounted laser or digital measuring means 118, 120 to the
control and computing module 102 and processed with
calculations based upon the vertical correction information
distances that were manually entered wherein the display
means displays correct amount of front and rear shims
needed to achieve the vertical alignment process of the first
shaft and the second shaft with a high level of accuracy. The
amount of shims required for vertical alignment correction
is displayed on the display unit and by adding or subtracting
a plurality of shims the vertical alignment of the shafts can
be obtained. The vertical alignment of the shafts is obtained
by adding or removing the shims indicated by at least one
directional flashing lights under the front and/or rear mount-
ing means.

The precision shaft alignment system 100 further com-
prises a program enabling the user to align a shaft to a
housing and/or a container manually and/or through an
automated process.

FIGS. 9A and 9B, taken together, presents a flowchart
showing a process of aligning the shaft to a housing and/or
the container manually and/or through automated process.
The horizontal manual/automatic alignment process
includes the process of measuring the gap between the shaft
and the housing and/or the container by using a tapered gage
and outside micrometers or laser gap/distance measurement
device/s at each end of the housing and/or the container and
entering manually into the touch screen display or transmit-
ting via wired or wireless to the CPU. Entering manually the
inside diameter dimension data of the housing and/or the
container and the outside diameter dimension of the shaft for
horizontal manual/automatic alignment of the shaft to the
housing and/or the container. The program calculates the
misalignment and enables horizontal manual/automatic
alignment of the shaft to the housing and/or the container.

The program calculates at least one correction preset and
sends via a two-way RS-232 communication wired or wire-
less to the two laser or digital measuring means 118, 120
placed at each end of the housing and/or the container to
monitor the shaft movement changes. The front and rear
movement distance values and the front and rear directional
movement lights are displayed on the control and computing
module 102.

The wvertical manual/automatic alignment process
includes a process of measuring the gap between the vertical
shaft and the housing and/or the container by using a tapered
gage and outside micrometers or laser gap/distance mea-
surement device/s at each end of the housing and/or the
container and entering manually to the touch screen display
or transmitting via wired or wireless to the CPU. Entering
manually into the touch screen display the inside diameter
dimension data of the housing and/or the container and the
outside diameter dimension of the shaft and (the length of
the container or housing along with the distance from each
end of the container or housing to the front and rear of the
mounting feet) for vertical manual/automatic alignment of
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the shaft to the housing and/or the container. The front and
rear shims required to correct the vertical is displayed on the
display along with the front and rear movement direction
and enables vertical manual/automatic alignment of the shaft
to the housing and/or the container.

The foregoing description of the specific embodiments
will so fully reveal the general nature of the embodiments
herein that others can, by applying current knowledge,
readily modify and/or adapt for various applications such
specific embodiments without departing from the generic
concept, and, therefore, such adaptations and modifications
should and are intended to be comprehended within the
meaning and range of equivalents of the disclosed embodi-
ments. It is to be understood that the phraseology or termi-
nology employed herein is for the purpose of description and
not of limitation. Therefore, while the embodiments herein
have been described in terms of preferred embodiments,
those skilled in the art will recognize that the embodiments
herein can be practiced with modification within the spirit
and scope of the appended claims.

Although the embodiments herein are described with
various specific embodiments, it will be obvious for a person
skilled in the art to practice the invention with modifications.
However, all such modifications are deemed to be within the
scope of the claims.

I claim:

1. A precision shaft alignment system comprising:

a. a first shaft extending from a fixed unit;

b. a second shaft extending towards the first shaft from a
variable-position unit, the first shaft and the second
shaft being rotatably mounted to precisely couple with
one another;

c. a control and computing interface module;

d. two lasers, one being mounted to the first shaft and the
other being mounted to the second shaft, in communi-
cation with the control and computing interface mod-
ule, wherein the lasers precisely measure at least one
position of the first shaft and the second shaft relative
to one another and communicate the at least one
position to the control and computing interface module;
and

e. a jacking system coupled to the second shaft, the
jacking system being in communication with, and
controlled by, the control and computing interface
module, wherein the jacking system comprises a float-
ing engagement device including:

i. an electro-magnetic coil in electrical communication
with the control and computing interface module;

ii. a housing;

iii. a horizontal sliding shaft extending through a first
side of the housing, wherein a first end of the
horizontal sliding shaft is coupled to a jack assem-
bly;

iv. a vertical sliding shaft extending through the coil,
wherein the vertical sliding shaft is configured to
releasably engage a second end of the horizontal
sliding shaft;

v. a linear bearing atop a mounting bracket, wherein the
housing movably engages the linear bearing; and

vi. an adjustment shaft configured to move the housing
along the linear bearing,

wherein the coil is energized based on at least one
signal from the control and computing interface
module, wherein the at least one signal is calculated
based on the at least one position of the first shaft and
the second shaft, wherein, when the coil is energized,
the vertical sliding shaft engages the horizontal slid-
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ing shaft, whereby the floating engagement device
applies pressure to at least one jack of the jacking
system, and wherein, when the coil is de-energized,
the vertical sliding shaft disengages the horizontal
sliding shaft, whereby the floating engagement
device releases the pressure and allows freedom of
axis movement to allow measurement of compensa-
tion for static movement caused by applied pressure
difference against a system motor when the motor is
moving to correct misalignment of the first shaft and
the second shaft, wherein the jacking system repo-
sitions the second shaft horizontally, based on the at
least one signal and the compensation for static
movement, to establish precise concentric axial
alignment with the first shaft, wherein all measure-
ments and calculations, and horizontal adjustments
of the second shaft are fully automated and are
performed by the system.

2. The precision shaft alignment system of claim 1,
wherein the control and computing interface module pro-
cesses calculations of a plurality of measurements received
from the lasers to enable automatic controlling of a position
of the second shaft to establish precise concentric axial
alignment of the first shaft with the second shaft.

3. The precision shaft alignment system of claim 1,
wherein the control and computing interface module pro-
cesses calculations of a plurality of measurements received
from the lasers to enable manual control of a position of the
second shaft to establish precise concentric axial alignment
of the first shaft with the second shaft.

4. The precision shaft alignment system of claim 1,
wherein the jacking system includes jack bolts and/or
hydraulic jacking tools allowing for a manual horizontal
jacking process by processing calculations for a plurality of
measurements received from the lasers,

wherein the jacking system includes an automated hori-

zontal jacking assembly comprising at least two electric
gear head motors and/or a pair of air gear motor driven
screw jacks capable of being operated automatically
based on at least one signal from the control and
computing interface module.

5. The precision shaft alignment system of claim 1,
wherein the floating engagement device provides freedom of
movement for at least one jack of the jacking system by
allowing a movement of the at least one jack when a second
jack is moving,

wherein the floating engagement device provides the

ability to compensate for static movement of the at least
one jack by making a comparison after force is applied
and then released, and

wherein a plurality of information related to the move-

ment of the at least one jack is sent to the control and
computing interface module to determine a dynamic
positioning value.

6. The precision shaft alignment system of claim 1,
wherein the lasers measure misalignment of the first shaft
and the second shaft and communicate the measured mis-
alignment to the control and computing interface module to
perform dynamic, direct-response calculations to correct the
measured misalignment by horizontal movement of at least
one jack of the jacking system.

7. The precision shaft alignment system of claim 1, further
comprising a program having built-in soft foot detection,
wherein the software is capable of determining vertical
alignment correction information, wherein the vertical align-
ment correction information is displayed on a display to
allow a user to correct a soft foot, wherein the display
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displays an amount of front and/or rear shims required to
correct a vertical alignment process of the first shaft and the
second shaft.
8. The precision shaft alignment system of claim 1,
5 wherein a vertical alignment process includes measuring and
inputting a distance between the lasers and a distance from
the laser mounted to the second shaft to a front motor foot
and a rear motor foot,
wherein a vertical alignment of the first shaft and the

10 second shaft is obtained by adding or subtracting the
amount of front and/or rear shims required to correct
the vertical alignment process, and

wherein the vertical alignment of the first shaft and the
15 second shaft is obtained as indicated by at least one

directional flashing light under at least one of a front
mounting and a rear mounting of the system.

9. The precision shaft alignment system of claim 1,

wherein vertical positioning of the first shaft and the second

20 shaft is automated, wherein the system further comprises:
a. a coil-energized valve;

b. a pump that powers the valve and is responsive to the
control and computing interface module; and

c. one or more support means activated by the pump,
wherein the one or more support means lift, hold and/or
lower a front and/or a rear of the variable-position unit,

wherein a displayed number of front shims and rear shims
are added or removed, as calculated by the control and
computing interface module.

10. The precision shaft alignment system of claim 9,
wherein the one or more support means is selected from the
group consisting of cylinders and air bags.

11. A precision shaft alignment system comprising:

a. a first shaft extending from a fixed unit;

b. a second shaft extending towards the first shaft from a
variable-position unit, the first shaft and the second
shaft being rotatably mounted to precisely couple with
one another;

c. a control and computing interface module;

40 d.two digital sensors, one being mounted to the first shaft
and the other being mounted to the second shaft, in
communication with the control and computing inter-
face module, wherein the digital sensors precisely
measure at least one position of the first shaft and the
second shaft relative to one another and communicate
the at least one position to the control and computing
interface module; and

e. a jacking system coupled to the second shaft, the
jacking system being in communication with, and
controlled by, the control and computing interface
module, wherein the jacking system comprises a float-
ing engagement device including:

i. an electro-magnetic coil in electrical communication
with the control and computing interface module;

ii. a housing;

iii. a horizontal sliding shaft extending through a first
side of the housing, wherein a first end of the
horizontal sliding shaft is coupled to a jack assem-
bly;

iv. a vertical sliding shaft extending through the coil,
wherein the vertical sliding shaft is configured to
releasably engage a second end of the horizontal
sliding shaft;

v. a linear bearing atop a mounting bracket, wherein the
housing movably engages the linear bearing; and
vi. an adjustment shaft configured to move the housing

along the linear bearing,
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wherein the coil is energized based on at least one
signal from the control and computing interface
module, wherein the at least one signal is calculated
based on the at least one position of the first shaft and
the second shaft, wherein, when the coil is energized,
the vertical sliding shaft engages the horizontal slid-
ing shaft, whereby the floating engagement device
applies pressure to at least one jack of the jacking
system, and wherein, when the coil is de-energized,
the vertical sliding shaft disengages the horizontal
sliding shaft, whereby the floating engagement
device releases the pressure and allows freedom of
axis movement to allow measurement of compensa-
tion for static movement caused by applied pressure
difference against a system motor when the motor is
moving to correct misalignment of the first shaft and
the second shaft, wherein the jacking system repo-
sitions the second shaft horizontally, based on the at
least one signal and the compensation for static
movement, to establish precise concentric axial
alignment with the first shaft, wherein all measure-
ments and calculations, and horizontal adjustments
of the second shaft are fully automated and are
performed by the system.

12. The precision shaft alignment system of claim 11,
wherein the control and computing interface module pro-
cesses calculations of a plurality of measurements received
from the digital sensors to enable automatic controlling of a
position of the second shaft to establish precise concentric
axial alignment of the first shaft with the second shaft.

13. The precision shaft alignment system of claim 11,
wherein the control and computing interface module pro-
cesses calculations of a plurality of measurements received
from the digital sensors to enable manual control of a
position of the second shaft to establish precise concentric
axial alignment of the first shaft with the second shaft.

14. The precision shaft alignment system of claim 11,
wherein the jacking system includes jack bolts and/or
hydraulic jacking tools allowing for a manual horizontal
jacking process by processing calculations for a plurality of
measurements received from the digital sensors,

wherein the jacking system includes an automated hori-

zontal jacking assembly comprising at least two electric
gear head motors and/or a pair of air gear motor driven
screw jacks capable of being operated automatically
based on at least one signal from the control and
computing interface module.

15. The precision shaft alignment system of claim 11,
wherein the floating engagement device provides freedom of
movement for at least one jack of the jacking system by
allowing a movement of the at least one jack when a second
jack is moving,
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wherein the floating engagement device provides the
ability to compensate for static movement of the at least
one jack by making a comparison after force is applied
and then released, and

wherein a plurality of information related to the move-

ment of the at least one jack is communicated to the
control and computing interface module to determine a
dynamic positioning value.

16. The precision shaft alignment system of claim 11,
wherein the digital sensors measure misalignment of the first
shaft and the second shaft and communicate the measured
misalignment to the control and computing interface module
to perform dynamic, direct-response calculations to correct
the measured misalignment by horizontal movement of at
least one jack of the jacking system.

17. The precision shaft alignment system of claim 11,
further comprising a program having built-in soft foot
detection, wherein the software is capable of determining
vertical alignment correction information, wherein the ver-
tical alignment correction information is displayed on a
display to allow a user to correct a soft foot, wherein the
display displays an amount of front and/or rear shims
required to correct a vertical alignment process of the first
shaft and the second shaft.

18. The precision shaft alignment system of claim 11,
wherein a vertical alignment process includes measuring and
inputting a distance between the digital sensors and a
distance from the digital sensor mounted to the second shaft
to a front motor foot and a rear motor foot,

wherein a vertical alignment of the first shaft and the

second shaft is obtained by adding or subtracting the
amount of front and/or rear shims required to correct
the vertical alignment process, and

wherein the vertical alignment of the first shaft and the

second shaft is obtained as indicated by at least one
directional flashing light under at least one of a front
mounting and a rear mounting of the system.

19. The precision shaft alignment system of claim 11,
wherein vertical positioning of the first shaft and the second
shaft is automated, wherein the system further comprises:

a. a coil-energized valve;

b. a pump that powers the valve and is responsive to the

control and computing interface module; and
c. one or more support means activated by the pump,
wherein the one or more support means lift, hold and/or
lower a front and/or a rear of the variable-position unit,

wherein a displayed number of front shims and rear shims
are added or removed, as calculated by the control and
computing interface module.

20. The precision shaft alignment system of claim 19,
wherein the one or more support means is selected from the
group consisting of cylinders and air bags.
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