Oiprotex




Diprotex meets all your grinding and polishing requirements,
by providing technical products with technical support.

At Diprotex we are continually offering new abrasive products and technologies, in a broad range
of applications though our intensive research and development to face the demands higher
efficiences, precision, and cost savings.

To better service our customers; a global sales and engineering network is in place to service and
support your needs of manufacturing in today's global climate and market place

The Diprotex Company, Abrasives, is a blocal, full fine abrasive industry leader, committed to our
customers need for technology engineering and service.

The history of Diprotex

DIPROTEX has become an international benchmark for success because of our ability to quickly adapt
to the changing market and diverse needs of customers, and by leading the way in applying the most
advanced technology for industrial CBN and Diamond products,

Since 1968, DIPROTEX has been able to greatly expand its market share throughout the world,
because we have established a world reputation of high quality products, service, knowledge and
expertise in the industry.

DIPROTEX is deeply commited to keep customers up-to-date and equipped with the most competitive
products and technical information. Our success can only be measured by the success of our customers,

The key of flexibility and strength in the global market are our many alliances with reliable overseas
partners and customers troughout the world. DIPROTEX has successfully teamed up with high-tech
manufacturers in Europe, Japan, and USA far the research and development of high precision diamond
and CBN wheels, rotary dressers.

The success of a company in today's world depends on their ability to adapt and compete in the global
marketplace, DIPROTEX is able to thrive in the age of globalization because we are already globalized.

DIPROTEX is your partner for success,

Iso qualification

Acquisition of IS0 9001 Series

Diprotex has as its basic doctrine the goal of providing
qualify products and service to customers worldwide as a
comprehensive manufacturer of grinding and polishing
equipment, responding to customer's vast needs, and
maintaining reliability and satisfaction.
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BASIC INFORMATION ON GRINDING WHEELS
Oljpretes
PRODUCTION PROGRAMME REVIEW

D to oy years of experience ol reseanch in ibe Gield of quality and effective grinding we ane able 10 offer our customers
hijgh quality grinding toold for wage in all felds of industry which inelodes ronworks and foundrics, machine bullding. teol
npaking, shipbuilding, eor industry, metul construction indusiry, procesting cyuipment, maintenance of mibwsy fracks, glias
MFu'w.hquhi industry. stonccutting, agriculture, leather industry, food inchistry, craft shaps, hobly usage, and many other
application.

Prostuction programme meludes:

Grinding wheels made of aluminas and silicon carbides

foe standard and increased peripheral speeds in types and dimensions standardised per 150 and DIN Standards as well a for

ton-standard types and dimensions i so requined;

= yrindling wheels in diameters from 3 mm eo 1230 mm, in ihickness froem 1.5 nim ws 300 mun for vitrified bomded aind from
0,% mim to J00® mm for resinoid bonded wheels

- grinding segments of various shapes and dimensions

= hone siwes

- grinding ioofs Tor hand grinding — sticks, bricks

= special products

* Girtnding wheels in bigger thicknesses are offered combined o glued of two or mere pleces.,



Marking System

To allow s o fully ideatify the abrasive product ool of e proshugtion programme please specilly il fallowing duta
* The grinding wheel fype

* [Hmnenalons in man

= Specification

* Wheel operating speed or spinsdle ridstiona] spesd

= Any specinl requirements regonding muking of the grinding wheel (halance folemnce..

The specificathon ol a grinding tool s determined by the folloving elements;
« “lags and ivpe ol the shrigive Frqi“

= Uprain a1 band s combination §

¢ Handness grade

& Strictipne
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Specification of the wheel material

The grinding tool consists of the ubrnsive grains, the binding components and pores.
The ahrasive grains Munction as cutting blades, while the bond holds the cutting particles together and
forms together with them & compact unity.

ABRASIVE GRAIN

For manufacturing of our basic programme of grinding tools we ose several types of fused aluminas and silicon
carbides.

Fused aluminas

We bse several types of aluminas:

» Regolor aluminium oxide {34, Al

» Semi-lriable aluminium oxide (TA, 524

* White alwminium oxide (2A)

* Pink aluminiom oxide (4A)

* Dirk red (ruby ) aluminium oxide (6A )

= Single crystal aluminium oxide (8A)

* Subriloron cristalyn simterized alumina (GA)
* Zircomia alumina (ZA, XA, WA)

Field of application for individual types of aluminas

Tvpe of abrasive Muterinl 1 be prosnd Mechanical churacterinties of the materisl
Reguler alummium oxide | Low-plinyed. unhardened sicels Tensue sremanh hetween 3300 N/mm'
Semi-friable
ikl e General application Girade up 1o 60 HR«
Processed atuminmam i v Tensile strengih Iigher than 500 Nimm?
uxide High-slloyed siechs, foxr precisita prmbng, | |1 s over €2 MR
Special arcomin ahomina abrasive stands out for s resistimee agamst chencal, theemal and mechmmecal miluence. Ts wsed
for productng hot and cold pressod grinding tooks, which are applied under the hardest conditions.

i(t.tlus an excellont capacity of cutting aml very bang lifie

Silicon earhide

T types are used:

Cireen silicon carbide (C) is an extremely hord material (hardness 9.5 on Mohs® scale). Because of its high cut-
ting ability, it is suitable for processing carhide metals, gray iron and chilled iron, plastics, rubber, non-ferrous
mietals, cernmics, gliss, nitralloy steels and seid-resistant steels.

Blick silicon carbide (9C) is a itle less brittld than silicon carbide and is used for grinding of all the above list-
ed materials exiept carbide metals.
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GRAIN SIZE
The grain sire is desigmated by mems of members scoording 1o the 150 Stundosd 3486,

A comparison of the naiional grai-siee standards Micro-grunulition
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HARDNESS OF THE GRINDING TOOLS

The handness oF ihe grinding iools is proportional o ihe bomd strengih with wiich o single grain is tied in the bond-mains.
I depends on the fllowing:

* The quaniity sl type of hosnd

= The' structure

* The type of the abrasive grxin

& Grimidingt ool making procedie

The grnde of hundness is exprossed by classes of hardness, desigonated with English alphabet Jetier symbols (cagritals-13=£)

STRUCTURE OF THE GRINDING TOOLS
The sinscture of the grinding 100ls is designated with mumber symbals from 0- 1%, 1 depemds upon the relative distainee
between the individus) shmsive grmins.
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Vitrified bond

The muin components of vitrified bonds are clavs, koolin, Teldspar, frits and other mgredients. During the bum-
ing in ceramic kilng the components are partly fused and  sintersd. They also imernct und during cooling they
change inlo a stie similar to glass or poreelain. Vitrified bond is brittle, it has no elasticity and is quite resistant
o deformanion, I s sensitive fo impact, percussion, high load and changes in wmperature. 18 ks unalTected by
moisture and dompoess ol emperatures higher than 0 C.

Resinold bond

The main components of resinoid bonds are phenolic formaldelyde resins condensed to an infusible and insolu-
ble state, The fillers regulnte some technological and cuttmg characteristics of the bond. They alse regulate hsrd-
mess, The resinoid Bond is less brnile, a linle more elasie and s less resistani (o de formation than the vitnfied
bonils. It also is a lintle less impact and percussion sensitive and leas affected by changes in temperature than vit-
rified bonds, but it s not so stable a3 regards dampness and the influgnee of alkalic coolants.

Reinforced resinoid bond

It is 2 variety of resinoid bond with fibeeform materinl added (usually lbreglass-fabric). The bond thus rein-
forced exhibits a much greater runge of strength and gives the products greater hardness as well as enables usage
by increased operating speeds and sice loads.

Vitrified grinding wheels made with GA Submicron erystalin sintesized alwmina.



Olpprotex

Designation of Grinding Tool Types (ISO 525)

Basio types and their limitations (working face is marked on the sketch)
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Standard dimensions of grinding tools
in mm and inches
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1. Standard dinmeters -
i Inches i Inches
. 3 1% 1)
. 4 132 24
. [ 31 254 0
. o 14 100
. 8 A0 A I2
. 10 R 34
. 13 12 156 14
. 16 4% 400
. Bl 14 AHr It
. 1 1 44
0 N 457 1%
. 12 114 500
. 40 |12 50K 2
' LT BNl
£ 2 410 24
. i 242 (e
15 ) i
76 3 7o)
. w0 710 2%
£ 314 T80
. 04l The )
Loz 4 i)
. s R #13 32
. 128 )
127 % a4 36
. |40 L)
|82 b 1016 40
. I75 100
ITh 1 1067 42
. %0 100
. 200) 18 4
0 5 1250
. 225

= 1500 DIN 6051 10 603-12
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2. Standard Thicknesses - T

** Girincling wieels with thickness from 254 up are made of two or more assembled wheeld.
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3. Standard Holes - H

* 150 DIN 403+ ) o 60312
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When ordering, please specify the following:

- The grinding wheel type®
- Dhmensions in mm
= Specificution, contuining the folhowing dota:
* Abrusive
» Girnin size
= Larsdie sl hardness
= Bimciure
* Hond
= Whieel opeerating speesd of spindic rotugiona) specd
= Typee mindd troabe mwrk of' the grombing machine
= Specificution of the workpseoe and itk thermal freativsent stite, the required surfisce finssh mid the designoted perfomuinge,
I possible, please enclose the marking label of the gnnding wheel you had successfully wad before.

Chrderimg example;
Prodisct code D aTax H
Db I 350 x 25 x 25 ABBOMEV | dimh
Type Mo, Idimembin of te whoel Specification Upernting speed
(i

I case you have slready puschased ihe product From us and you know s produdt code 11 s sulficient (o guode only this
conde in yor purchase onder.

* For nom-standard types please add a sketch of the grinding tonl!

Grinding process
The grinding process depends on & number of fsctars. By optimum conditions a high grinding cflect s achieved and we get
the requirced accuracy and sirfice finish. ' '
Factors alfecting the grinding process:
= Urinadlerg condithmm: * Workpicee:
- Wheel peripheral specd - Specification {composition, sue... |
- Workpieee peripheral speed - Dhimensing and shape
 Feud spesd
= Diepih of cut = Lirnding tool:
- Shape and size

» Cirinalinng machine: - Spegification
= type of muchine, stubalily of the comsinction scyuracy,

Mexibality, vilruibong, » Coseling laguidd
= pecurney of the workpreog-mounimyg divice, = Type, compasition
- forming device = Sinte

The spexafication sclection guide i of o genersl charucter only since e grhing process m spesific for ench comsinution of
the ahove lisied factors ind therefore o grinding ool with the same specificition performa differently in different conditions.
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CLASSES OF GRINDING
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SNAGGING AND CUTTING
Rough Grinding — Snagging on Swing Frames and
Stationary Grinding Machines

- . - . * i
Tvpe: 1, IFK, LA 1L AD 1 W
LW 3

b fine prain riog
Type: | Type: 1FK
Phesignation: [-1xTxH

| Fh-DsTsH

[ e —d

H i = 345 mom glass Nbre reitforcement ‘ 'I slewl ring

o i
Standwid dimensions i
13 s = &l mem
1 max = Rk

Type: LA Tepe: 1AL
Dresigraation: 1 A-DxTxH LA Trl ]

They are used for smagging castings and dies { Torgigs) and mnsermls afier they have boen el or welibed on samionary and
swing frame grineding machines. The grinding opemation {5 hand guided. A high grinding effect is demanded, independent of
ithe surface finash,. The operanng periphenl spead can be 50, 63 or B0 m/s,

For grinding on stnyonary grinding machines somewhal softer wheels are used thon those applicd on swing frome mschises

For grimdimg i operating specds wp o 30 mes wheels sype 1 are used, while for roagh grindosg (grain seee up o 3] wheels
type DALY are pplied, Grinding whieks (or the wse ot un operating spead of 63 mus are designed with a line grain ring
which provides {or n higher wheel strengih (type TFR). Wheels with on operating peripheral spesd of 80 m/s ane neinforced
iivpe LAY, e spocifications being 524 16-24M-PGRFOS,

A lecwlinm | Hecommenilstions for 50 mis fur 63 m's
Shemive A el Dimde  Sinctun kel [l
Mo [errous nurerial L li=34 k)" 4 EbGe i
Sieel cmls i Aph LA TE 1414 (-0 i {11 fhiste
High alkayod stecl RN, TA li=14 M 4 B His
. ! " 1 .
Liray e i i SA AL 14-24 ] A Bl st
L4 | =210 (12 L4 BTE BTRE
Sjilivieidad prapling lim i SASIA 14-14 oL | 4 AL (TR
Malleablé casi fron
s batrs ey [ FAEC I e Y] i fed i era
* affer tomperimy FA ML 114 & 4 [ Ey3
Chdenng example: 1 SOMtig PIT 3300 1273 B4 BAX, 30 0m's or 63 mos

IFK 43 i2g 50 20 1603 O4d BE, 50 mds or 63 m's

TFK STy 228 160 BT B2T, 50 m's or 63 m's

IFK  GUsGs20] 228 160 Od BlE, S0 m's or 63 mis

IA  Sinwbii27T  IZA 149 B4 RFF3, B0 mis

1A Giwsle203  S2AA 164 17 BFOS, B0 ms for high alloved sieels
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High — Pressure Grinding (Fettling)
Hot pressed snagging wheels

Hoi pressed high deasity grinding wheels Tor working speed B0 na/s or 60 mds,

T - I R
. - i
Tvpe: IVS -
Dhesignntion
\ it
%S xTxH ! oeeed ringt neinfomenien

These wheehs mre dherrmed o ke used on automatic grinsking machones (s example: Centro-Maskim, Schiliities, Sket ele.)
anid are hbeal for snngging ol billets, ingots, blodams and slabs = (or sieel works 0o rolling mills, smithees, ind steel foomings
Flast prressed wheels are renowned for therr high rale of stock remioval and extremely bomg ke, Iiprsdea ot pressed aleels ane
manufictured to the highest standand Sl mre coveral by DSA sality corfilicite for speesls up g 200mAs. Thisstamsland s alsas
m comioamity with FIEPA. safity codes

Cermmd g wheehs are prodoged m the following dimensions {mm ), wherehy speceal ioferances for holes are implementsd:

— S - #1355
GI0x Tox 2032 mmy  For 81 nif's harle bolerance “-_h'
B X , & (165
G0 x Tow I Emm  for 63 m's hle takerance Py

Wheehs mre mamufoctbured of special alummm esides | R example erreommm abamminm oxde ), respectively mistheres of
sl s secicles b g aiees Ko 24

Urdering exampls © IWS  GI0xTH203T XA I2ZHS0, Hom's

| (62
sabLi0

NSA 2873
2506 1 3 8 NS

3 1ITN

@ 5

Cerand g whesls Gor inenworks il founglnes in evpess 1 1S, 15 T1LR 17R and 1R
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Grinding on Portable Straight Grinding Machines

Cirbndomg wheels tnpered both
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Crrindingg with wheels
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Cirinding with & Plegignmtiog
{ibre-reinloreed o — 1 i 1A DxTxH
“lhﬁ.‘l'ﬂ, ._l lr"
Tpe | A 1AM
W
{Hloss fibre reinforcenesi For peripleeral speeds ¥ = B '
} g i
i Pesignution;
". PAM D x T x nut
E= 1AM
Thecad
APTLICATTOMN _ Recommendalion -
Ay | Gralnstee = Grade | Stewciere |0 Bemd
Ciemsern| applicatiin T, S2ATALEA 26 L [ 1%F

\S}



Heinforced siraight grinding wheels Type 1A
for grinding on portable straight grinding machines for 80 m/s

Tihle ol dimensions { min )

N T I S 0w
k1] | 4 i .3 {1 s G5 1] 13
] 4 th X [1] ir 85 L] I3
TS5 4 t 3 [ i g5 14 13
2 4 & by i [ 03 Ji 13 i
L] 10 I Hi 2 13 |
125 20 25 L i | 25
i50 M 25 : s ] ki |]
175 N 25 | I 2
lon i 15 32 20 25
225 il . ks 20 2132

Ordering example

|28 5 2% 5 25 i
| 50 x 25 % 25 inm
PA MEbx 2% x X5 mm

ARZ20 new

_ I,.-"!‘:q.

.'! ot b S
PR 1
SR e

2T e

Relnifiarced grinabng wheels for smagging, tvpe LA angd 27

N
\S}

1A 16/ INARE, S0omds
E2A 243G BEDS, B0 m'y
TAZATIFSBIL, 50 ms




Grinding cones with nuts

Crrvmading cones with inserisd nuits are suilabla For

srukgieing o costiings wd foegings and For mowgher
¢ henming operalicds

Crrvmading cones pre ised lor ofF=hesd grindiomg. Mass-
murm peripheral operating spssed for resipoed boancdesd

primabing cones s 20mv's, and 32 mAs for vitnfied
bomaled conmes

Application
:‘:ilL‘l:_l
Cirwy cast ron

Mun-ferrous metals

Wlarking of prpes and sones

13 x T x ibrebd

Crhemimg examipie:
It = B2x 50501 10

Lipar apecinl respuissd 1he misomied ey cam be mads

Specifeation
LEWMERE T E]
SAC2LA04B
B lahP2Y

whbih Whiifiaorihi Ensviead of metric iloesds;

b, S R, T -
Fobde ol typees and skees [0
Frpe Sketoh I T Thiead L 11 ] It 1
e & il MO A2 20 4i) 12
is | :, i} il MIE M0 a5 A 1
| ) I [MIL MG 28 85 31
I i e 17, w | osMie | e | 1 " T
PO di 0l LY e !l 1] I
Io 3 LA 0 M2 20 It (L
L &3 “n sk hi I ([
&l [ Mih i Iih 150
- a3 a0 MID | 1E [
1
rrbt FArTT L | B TR | ’ i ] r |
L : L s 6 M2 0 LU
— — HI.I T T T
W@ (T %12 1] i
T | i)
IR L ‘ &t A5 | Min 4§ i |
-l 0 3% 0
4 J 1] Jixi Wk i
A0 |
a3 a0 W10
- & | | %0
1} E & 13
i F AN
——r an i) %12 /1]
#n 15
! ! . : . .
cal o 2
= i T M2 2%
INK [ | : Mmoo | |
o A3 (T M6 18
il Hi 25
. " 1 ' | i
o 2 6 | o | 16 | L |
L i neld 6y . MIX | & { 1o .
i Bl
e 0 ([L3] &3 2 i3
. i : L Ts]
It D 3 1 Mie | 35 | | I |
i b 1H il
PR 1] Jixi il H)

N
(O8]



Grinding with mounted wheels

Mounied wlheels are imed in
tolpoams for mamulaciunng oo cs oo
of variows (ol and Tor sdag. i o
ging of custings and fongings
{diwsl
The musimum permissible
peripheri] speed for mounied
wheels 13 to be cileulated in
relefion fo dimension asl pe
wf mounted wheel and in rela-
tion fo U shaft and the way of
mounimg.
The range of mounted wheels
we produce bs rather wide, i
inchudes types A, B, and W
pecording ke 1500 sandard,
Diprobey basic programme fypes
and slso nonrstandand bypes.
Stindard dimensions;
« [Hagmeter 13 2,3 to 80 mm
= Lengih T 2 i 0 mn
= Shank diameter 5 from 3 in
I 2 man o dinmeter of a
shank with thread from
MLEwMID

Special seléction guide;

St F20eAR melmdes S0 pheces
of moimited wheels

Se1 of mounted wheels

Se 52 GAR

St S20AR | e budas |0 pieces
il mounted wheels

= Forgangs filies)

= Baiid and ¢ating

Specin] sieels

Wheel dinmeter
Application
[ < Buum K= 200 = 30 mm
G | applicat 44 MY Y JAGAPRY FASEMIPIY
gl appdksEion ¢ ppEsrny
Ldebsirung AN I ETHY SARLITTY A M NEY
SiapEelng wheels

LIAGD 001
SIAGOIRGY
CHnTRAY
CIRIY

TAGD PG

FIAILIOAN

FIAABI0SH

FIAIGTIRSY
CAaIRAV

2GRSV

Specifications lintes] In the whble e for offhand grinding.



Thin non-reinforced resinoid cut-off wheels

Type: 41

i ]

! ;{

.

Mon-relnforoed stralkpth col-off wheels for manual cutting on stellonary omiting machiees with operating periplaral speeds 90
s, B0 s, ared BO mu's, They are manufactored b specifostions for meiallographie tests, fir non metal work pleces, and for

special cuttng

Tabde of dimensions (mm):

Dvslgmtlion
AIDxTxH

1] T H
Limpmd {riml mmij

S 10

B r | i

75 0.8-2.0 T

80 - 10

100 10

:;r.: 1040 — = 0]

T 13 16 A0 222 25 30 32

Commwrcinl specification for anbversal steel and cast fronc ABIPDR

Urdering example:

11 150 = 1.5 x 20 AGOPE, 50 ow's for cast lvan
41 175x1.5x16 T2 AGO T 08 BS3 for bowden cahles (covered by PVC)
41 2001 5x20 T2 ABNT 08 BAY for bowden cables [oovered by PYC)

Packing: 25 ppes. bn b carfon

H
W






PRECISE GRINDING

Cylindrical Grinding

B
| .._L_l
8 ot
hi
| M |
T
Recomendations
Application Abrasive Cirain size Grade Structure Bond
Llidenrdemed steels B2ALA 5400 Bl ] v
' <55 HRe ZA, 1A
Hardemed wmels 55-62 HRe A BA fH-At J-L 8 V
f2-64 HRe A, BA
Toal steel, high-atloyved fA -8 I-K 8§ v
Stalnless steels 49c. C 54600 f::{ ; v
High-speed steels SEA. LA i)-81) KL 8 v
Chromibm ploged mterial 4A G{-Hil I-K T-# v
Nuishing a4 1 CH= 12400 K H B
pelishing i 500 I-} 12-16 B
Myon-feminm n'eals = i
Bl bici s Lo’ faid ac. 36-60 I-K 57 \
 Hard bronse 524 4A 45-60 K 7 v
Gray casi Iron | 9C.32A 4660 I-K 67 v
Plastics | 8C.C F6-600 H-l 811 v
C
Carbicle mewls H’a W3- 100 H-K T8 v
Dinsmoned
Prsrelaln o Gr-Hed 1 7 v
Sminless seel | 2, 52A A0 Kl -8 v




Oljprotes

Table af dimemnsions of grinding wheels for cvlindrical grinding

T H
(mm] (mm) {mm)
15 fi- 110 10 20 32
A0 6100 13 I 20 32
I_th_l i :I!HI 1l.l lJ Il.l- .'.*'ll tlj
13 100 X
125 fi- 100 13 16 20 25 30 32 4D 508 762
150 =100 .1.3___|.|:'| El:} 1*5 30 32 40 50.8 T6.2
175 6100 13 16 20 25 32 40 508
180 6-125 13 16 20 25 32 40 508
.!I'Jfl- fi-125 H‘.i zu 25 32 40 508 TH2
225 6125 16 20 25 32 40 508 60
250 6-125 16 20 25 32 40 508 76.2 127
300 6125 16 20 25 32 40 508 762 127 1524 160
35 f-125 20 25 32 40 508 762 127 160 2032
A00 8150 2 __J_E__m 51}3 h:‘.n‘ 160 203.2
450 B-150 25 32 40 508 127 160 2082 254 3048
00 10-250 25 32 40 508 127 160 2032 254 4R
508 10-250 16 R
B0 12-250 25 32 40 508 762 2032 254 048
650 12:250 2032 3048
700 20-150 32 40 508 TH2 127 2032 IMA
750 20-150 6,2 200.2 348
Euu 20-150 32 ?EE Efl-.“t.E 204.8
0t 20-150 32 38
1000 25100 762 3048
1060 25-100 3048
1250 25100 48




Crankshaft grinding

1 B
Diesipnntion
o IMGDxTxH
Type: IMG
Applbeatinn Abrasive Crrain slee Giraile Sreiure Bl
Crankpin sl main
bearinjes grinding
& Carbairizied anil
terpied deels
- inonodi lis 5PN BN 40-50 L-N 57 v
Stacksand | S2A . KN :
I 2A AB-hidd LK f-1 L)
# Siwel casthing
- progeinding A 146 MM -8 v
= Fimal grinding HaAL 12N TA 54-60 E-M -4 v
Cirinding o
crankahafl jouraal A, 5EA 560 LA BT v
Camshaft grinding - 1 iMc
Application | Abrasive Corain sire Girade Structuse Band
. | 5ZA.42A 54060 <M fi-8 v
Carbmrized speels 2A, 4A T0-80 LM 6.9 v
Sterl rasting .
Rewgh jerinfing A 640 LM -8 ¥
Fregrinding 32N 54.60 KM fi-¥ L
Final grinafing 420, ZA TA S4-00 J-L. 6-7 v




Olpreflex

Range of dimensions of grinding wheels Type IMG

D T H

{reum) (rmim) [rmem)
506 16 0 32 127 200.2
lil.iii - 15 Eil.! 25 32 | 127 M2 M8
750 1 20 25 32 40 I 2032 3048
B 1 D6 20 A0 853 I 202 WA
#13 1 20 25 22 I 2032
‘H:P.di - 20 2532 40 | EIIEN.]
814 1 20253238 I 3048
000 ' 12 40 500 ' 04,8
HENES 1 32 I 3048
1060 - 32 | ENIN R
1140 1 3240 50 51 TO I 3L

Ovcdering example:  1MG GB0x19x203.2 524 GOOMTYVIS, 40m's

Lrnmkshalt grinding

Lamshafi gwrimiiom




Roll grinding

Type:
1 3
Application Abrasive Grain size Grade Struciure
| Cst frven rolls 8C, 24, AG-50 K-L 67 B
Cliromibism-casted rolls
- raiphing BA G0-E0 i 7-8 v
| B Mbsheinig BA 120-220 iG-1 L] B
Rolls inade of Cr-Ni steels
rough grinding aa, C 80 1 . v
- pregriinding ac.C 120-280 H 10
_ palishing o 100 H 1
Crushig rolls masde vV
of maistemlti 24 24-50 K-N a-7 8
ITUEEANESE Sieils B
Copper - rough 8C. C 24-36 K -0 B
8C, C 080 1 T8 B
. finishing C 4560 H 710 y
Rubibyr rough ZA ] 'K [
safl b I-L + B
(nlshelrg c -IE“HU 710 v
25 A6-54 J-K 13 v
—— g 4651 Hi 510 v
High-alkeyed 2A 80 K 18 v
steels
Hod ol el
chilled cass iran 8, 52A 24-36 J-K -5
sheels 2A 24-36 J-L -5
Coll mill rulls
Forged sbeal 44 Jb-45 L * B
Hive
il 2A.52ZA 54-80 k- 78 B
o rolkers
Cirdering examijple:

5 750 100 W5- 420520 BA SACNEENAS, 40 s for steel ami] 62 HRe For cobd st hot mill mils
1 O 1 D008 20 GE 36/2 17 BRI, 50 ms Tor Hve mlls for bormill molls on Heroabes amd Walidrich machine.
| 35038127 9 22000 FiI1 BSO, 400 for mlls resewaal on Lamstls machine




Olpreflex

Cylindrical Grinding — Centreless

Type
3 7

Cirinding wheels for comreless grinding thicker than 154 mm are assembled from iwo or more stralghe fivpe | BS) or obilique
Liyvpe | PS5} pleces, At peguest ey con be glued (tvpes | BLS and | PLS). Esch piece of the so assembled grinding wheel can

bar munifactured {nanother specification oo bond.
Peripherl speeds ane
15 = 45 ms by viirilied bonded wheels and
25 ~ 50 m's by risinodd bosded weels,

Urrdering exmmgalie:
IRSL GO0 x 400 x 3048 4A 6072 | BVES. 40 m's Cylimdrical grinding - cemreless




Olproites<

By this type ol grinding the workpheoe §s not fxed bn the machine bt it les between the grinding wheel, the regulating wheel
and the flgid workplieoe rest blade, Depending on the type of loading of the workplece fnte the machine we differ among the

follawing types of grinding:
b, Thromgh-feed grinding
2 Plunge cut grinding

3 Grinding with a ssop

By through-freed grinding the workpleor, which has to be o cylindrical shape without shoulders or beads, raverses ilrough
ihe mnchine beiween the grinding ond il regulating wheel,

By plunge ol grinding the workplece, which con be profiled {more dianseters with shoulders] i3 bafed between ihe two whiels,
wherehy the rigiilating whesl bs less showed than the grinding wheel

Grinding with a stop is wed for grinding of tapered workpleors, s ane for example tapered heads on spiral drills. The work-
plece b infed bato the machine and s ground Into the desiosd shags by il momens 18 reaches il stop,

Specification of grinding wheels for grinding of different dateriils by through-feed grinding:

Applicaiion ' Recommendation
Muterial Alrasive Ciraln sine Grale Struciure Baonl

Unhardened steels 52A -0 L-M 18 Y
Haribened siiils | 2A.52A G-B0 K-M T-8 v
attinless seels 8C, AA 60 M 78 ¥
| High-speed steels a2A RA -5l K-M 8 v
Man-Termmim metals (slt broaee, .

aluminium, brivs) e H-AB - o v

524, L
Hard bronee 24 8A 1660 M 7 v
Giay | 2N 54-60 K BV
sriy casl fron oC 4060 L 7

Plaaties ac, ¢ 4660 K i v
Porselain aC M50 I-K BT W
Drill rinding 2A4ZA .60 LM 08 v
Walve siem grinding S2A. ZA 5460 LM 68 v
Carinding of bearings , .
(el grinding of Higs) A, B 1M-120 MM i W
| Grinding of bars o passing 52A, 2A 168D KN 57 v
Clwsnmium plutesd material 2A Gi-R0 J-KE 8 ¥

By the same roughness of the materlal sarface grinding sdiecls Tor infesd grinding have vo be for € 1o 3 grades finer thio grind-
Ing whirels for thratgh-feed grinding,

* For grinding of lars © - 18 mim af pesstog of gh grads steel or bow alloved steel we recomimenid.:
| Gk250n355 55 7O GOVD 08 B, 50 ms, for Lindkphig mochines,

* For grinding rotors of slecircal motors al passing:

IRS G10x508x304.8 TA 3670 LGV

Rejgulating wheels aoe produced (o vitrifisd s ceslondd and rubbed boml in the Tolbswing speci lestions:
ABD-120T-8Y

JARD-1HTT-2B

ABD- T TR 11



ONprettes

Surface Grinding with Straight ﬂ *

Grinding Wheels
= D -
| i
> -
1
L H
Type
| 5 7
Application Abrasive Grain size Grade Strociure Bond
ateel - uidhardened ) ity 36 - 4h K-M (7] W
- hardemed <iiHRe 2A 40
55-62 HRe L LT 16 - B0 H- | B-7 W
) iz-54 HRe fiA, B4 )
ol siel,High-aiioyed A i 0 [ v
Cheomium pled o ws 1) 8 v
Stalnless and chemically reskstant T 46 - B0 le Tﬁa v
. C 46 - 50 H 6-7 Y
B GABA B0 M 6 v
Coatings gray im SEA 36 - B i
C Ah - 150 L
spheroidal graphiie iro BA 36 - B0 | i ¥
C 36 - 60 1
i | € %16 6
Aluminbim, beass, seft brones |  9C.C 36 - 46 J G v
Hard laronze KA 36 - 46 1-K 6-7 v
Capper and alloys [ 36 - A6 | ii-8 L
Phasties | eCC A6 -5 1 6.7 v
Siinbess steel, sofl [ 24 5ZA A6 - GO KE-L G-8 W

Crrinding Wheels Tor Grinding Elmllng Surfnce of Skis.
I I50xidied 23 LA 140 5T VXdd
I 350 40xZ23  MEA 303 K127 VXIHTY




Surface Grinding with Cup Wheels,

Cylinders and Segments

!

-

S, S

i, -
31A 318 31C J1AA
Al bdonally to the alsve fviess wie can msmiiaciure segraents o mary ol shuges amd dinesions
=JIBIT  EVESKISxISD 424 3] 1A YHD for knives
« 11516 [ ohcbi S4A 4G/ ER BII for knives
= 115304 166/ 50 THxT248 10A 200 OF2 BAT/T] for mlls
Application Abrasive (arain stee Giraile Structure Baisd
Strel - unhandened A 2444 I-K L] v
=35 HHe 24, BA
hardensd 5562 HRe A, G 6 - 4G E-1 7«12 v
6264 HRe BA, EA
Tool sueel, high-alloyed i HA 36 - 46 E-1 712 v
igh-speed | 2A-42a 16 G-H 7 v
, siatntess 2A. BA 6=l F-] 7-12 v
L 640 ] ]
; 0, ¢ 24-36 H-K 5 v
sy cast lrom and chillsd Iron A A2ZA 524 16 | 12
;"'||I.'II1I|1I|IIII1 and nog- ferous . p
. —— _*:E.{ 24-38 H-J 5 ¥
Clronsliim plated sarfaces eA B 1R85 Ll Iz Y
i H 5
Pularhle | L1 24 1, I
Plastics I o 24-54 K 4 B
Hard fire chay {refractories) . 16-36 5 3 F

Ordering example: STBS1  T20CI0G | 250 30A 3072 K8 BU3
6 200w IDN-WHEZD 52C 180VE K11 BO3J fe bearings



Double wheel Surface Grinding with Wheels

with Inserted Nuts

Type:

36

Desbpmation: 36 D 5 T 8 H — mumder of s

Surface grinding with prinding wheels and ring wheels with inseried mits, ppe 36 and 37

3T DR T — W — numbior of ms

a7

Application Abrasive Corain size Corale Struciure Bond
Skfle gerinding of bearing dngs 3EA 31100 Kol 8 v
S5EA, BEA a4 100 I fi-# (i}
Corinding of {raller) bearing
strwight griodlig 2A 1120, KN o L
ey himdrical grinding AL 2A a1 K-N ] ¥
Clistch alses a0 124 E-N 4 B
Cottnding of brake lning gL 1624 K-N 4 B
Crears 24 AG-EH0 H-K fi V
Phstoa rings
gray cist irom | . 24100 KM -8 B
steel i 24100 KM -8 B
H..
Lerinding ol wailve ssis aL 6 I-L. A4 B
Cerindinng of pisfon pods A -0 ] 5 B

Chroler fngg eximmigsle fos surface grinding of chroular saw;

LI A1 40-WAT SZA T GO BOR

For from grinding of ciroadar saws:

| SiMhlhcH)2  S2A 46/ K6 BOR/I TS




Grinding wheels for spring grinding

Perforated and siepped grinding wheel Perfornted grinding wheel with nins
s Epnanion. Desipration.
J5UP--DVIxTUxH J6UP--Dx T xH-n

= rambeer ol mais
Fhay e wisised o fwone woee | widie gramling on spectal nmchies such s WAFITS, SCHENRER, and DM Grlnding wheels ane fioced om suppori
whoely by speciad ghees of by o In ihis cowr grindang wheel it b Furnisdul wiib Bnserted ooy, Concerming the kimd aed distribaoiion of
wml® il Erivier aiil Hie _IH""IHH ei remsd prrvhm-.ly ape abwuii Ehaeir prrleii i Bl vieler s
A b e R il kil o use (e Htlulll..nj: wiweh e prodluced BOdETerenl e o atadple priediog whieels s asdgh grimding wheels
withionst Tube, aewf s stepped grinding wheeks, Possililo s deslgrs wigh coaling holes. O spocial demam| we deliver grimling wheehs with
strengthensl periphersl o
O primcije, grimding wheels lor spring jerivdiog e made of naboed ibardonm oxide (32230 imvimified bond (V35)
Wehini a odld ot Is Il"l]'|||l|"l| e peammmiend resinod] bl (B, BOR, ﬂlll.l
[t peeriphral specals wsually do pot exored 3295 mi
The nmmt Iroxpoeewnly wse primfing, dirsembions ore specifiod in the ide bolrw,

Spring I . _ Recommendations I
wl:n.- Abrasive grain CGradn size Uirmile Strucinre o

Thick wine Lo G2A [6-24 MN-0 4.5 6 B

Mediumwite | GA.52A 24-4b L-N 15,8
Thinwire GA. 524, 2A 4660 KM 4,58
Oirdering example

3D UP BSVBIAVKITINIS0 S2ZA 163 NO 4V 35, 35 mb

THmemidimms

D x T xH [mm)
i::lu x40 B E]?
175 = 50 x 50 .
175 x50 x 0 | - X
225 x 50 x 50 | X
225 x alt x 0
) = 60 1 25
4500 x 6O % PN
40 x 60 x 0}
4w 65w 2060 )
450 x B0 x 40 X0
450 < Bl bl X. 0
6K} x 70 x 2141
60 x T3 x 250
Al x B0 = 250
Eilbl = B0 = 30
650 x 80 x 350
B50 x B0 50
il x 100 x 350
60 100 x E50 | X,
Bl x 130 x 150
650 x 100 x 350
B0 = 100w 400 | X
B0 x 120300 |
G915 = 1 30 x #HM0 X 0 x

(4] F.u'll'llr'.lrll:'m 1!‘|.|4:|-u,Eh|:|||| ther whel

Cooling holes Nuis

et |

340

o e e
=1
nelme el |meineine e s lne |

A

W aller thess whsely made of Subimieron erysial structused sintesieed alumins (our irernal marking Loy which we peodoce
{my il Terent Sput'lfh':unln-. IFH:I.II“IIR Il [HETCETg el A Im theE e



Olpreflex

Internal Grinding

T'..'puw. ol p,l.'ill.l:lillg whwels for indernal grimlbg: Utlll'ﬂrl[,: r:l.;|||r|F|I|'
1, 5, SNA, SNB, 5NC I 16x16x6 ZABIVG K& VEZ, 40 m's
Application Recommendations
Absrasive Graln size Coraele Structure Bond

Heat treaied sieels, unharnlened T::‘ 4680 T.IL -8 W
Hardernsd, low-alloyed steels (up 1o 62 HRc) 24 4A 16-80 JK i-B v
Hardenod, high alloyed steels (62 MR amd umrn ZA, 1A, BA 16i- Bl :I J ii-B Y

C 16-70 JK 67 '
Clromium steels ‘ BA 4650 i “ LY
High-speeds steels fover 64 HRe) AL BA 16-80 H-1 68 v
Hurdened high-speed steels {over (4 HRe) | BA T 1l [T v
Nitrited steels fover (4 HRe) | € 0-100 K 8 v
J"|.II-:'.~. 1r|vnu1nre'5hu|1| | [§ - IH'II 1K IH'I v
Staliless, achd reststant | BmtC 16-60 -] i 1.
soeels (Cr-IN0 1 E0H) A, BA 16-1501 H-] -7
L .||I|l|1r |||-|'r||!~. | Iill.mn.lru.l
L1|||.'||||Im:| |rh|1 «f metals | B 3480 i J g-11 Y
Plastics | o WGl i 34 vV
Goray cast kron (up o 70 SHORE) e T K-L 56 V
Chilked cast rom {over 70 SHORE) ac 1660 L 56 Vv
Hire hromze | 8sCC -0 J-K a6 V
Alumindum aml non-fermous metals | Ww.C 60 [ [ 1)
Steel, sofi, stalnless ii."'u ] L B v
Internal grineing | 2A.52A 2 4680 2 R &1 2V

Iribewmal grinding

For liernal grinding of high speed, wial, bearing. omel lnigh-albmoed steels
with hardness over 50 HRxe, for surface hamdemed stoels, cast fron. amd
MICe super alloys with hardness aver 33 HBe, by serdal production the
appllcation of grirding teols made of beron niiride invirified bowl e
commmended due (o moee coonanileal gringing




Tables of wheel types and dimensbors for internal grinding in mm.

Type: Eﬂ.ﬁ.

Deskgnation:
5NA DxTxH

Type: INB

Dipslpnation
GNB DxTxH

T_'rl'r: SNC

Diesignation
SNC DxTxH

. T _
D!mizu_zﬁizzéqu_&nj_ﬁ”uu_H =i |
[ 8 88 @[ i5] 8] 2 30| _
7 T e Bt e | | 8 11202
2 T O R O [ 8 [ 14 [0y
- (L. [ PO A (231 (10 | 18 | 03
i o | o | o | v ] e a2 od
145) | s [ o[ s o] |16 | 28 | 035
L I [ 670 |20 | 32 | 05
i e e » | % | 38 | 0B
Hi . * . 25 | 48 | D&
| T .
o & [ 3 [ 40 | :';n [63 T 80 | .| 5|
T | 22 | @1 | W 15 55
W | - ' B | 12| 02
[ . . i 14 | 0.3
32 . . . 0| 1§ | 04
10 | . . . | 13 | 22 | DA
{43) . . . 16 | 28 | 05
Al . . . { 20 | 32 | 05
80 . . 2a | 48 | DB
L"z [ 6 | 25 | = w0 W | 63|
u s I -_!._ I _.__EE —be .jl%_!_._ =y ee B .53._ H F r
______ | 5 | 8 | § |12 | | @ | &) | |
RO ; [ on
. 30 N LT | 16 | 26 | 03
10 B | 16 | @6 | 04
45| |- I 20 | 3| 05
S04 1 e | 2 | 5|05
af ' . f 2 | 41 | 06
69 | : | 2 | 41| 08
B3 ) | — |32 | 5S¢ | DR
2. L : | } 32 | 32 | 08
80 — 3¢ | S0 | 08
00 . 32 | 60 [ 10
0o I 5176 | 10
1851 L= 1 |65 | VB | 1e
125 ' » | 51 | B8 | 12
150 | K 51 | 88 | 16
150 | | + | 76| 16| 15
200 | | « 76| 18|20
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Tool Grinding

B
0 1
i |_r ; —[
LM [ H | o |
Twpr
1 3 T
Tool grinding with straight grinding wheels
type 1, 5, 7 (on stationary grinding machines)
Application - PBecommendation
{ Abrasive Grain sioe. Grade Structure Hord
Hand tocls A AA, 52A 165-60 LM -7
« ppluerdemad ook LV
A AA &1 KL 8
poul steels 20, 4N A6-Kill KL 7 y
A0 K H
high-spered steeks 2h.GA 46-60 K-L 7 v
. e 4 _EAGBA B0 100 JK & oL
Cutting todils and planning (ools oA dA {660 KM - v
b stosls 24, 4A K- 100 1K -7 v
high-speed sieels B BEA Hi-B0 K T v
HA, B2A BO)-10XD I-) H
| and CRN _
Carbishe conted materials 3 A6-Gll K 67 vV
C Bi)-120 1K 57 Y
mih
il ki pracaind
Rang af dimension:
1] T H
[mim) [iremi) {maem)
| 25 | 2 B
150 | 20 32 [20) [16)
175 | 2 32 (20} {16}
i) | 20 L d2em
200 | 25 (32 {20) [25)
25 25 1]

Drrdering example
| el ZABLCIR TV 0, 40 mfs
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Tool grinding with straight grinding wheels,
types 1, 5, 7 (on universal grinders)

Application i Recommendation
Twtnt dedlis Abrasive Liraln sber Grade Struciure Bond
Tool steels .
< |0 TA, T ) {50-80) 1K T8 v
« 10 | 2A. (4A) A6-6lh K 7 v
High-speed steels
< |1 rmm BA. 2ZA GU-80 I-K 7-8 v
=0mm _ | BA. 2A AG-60 K T v
Carbibde copted materials
< LU erainn { &0-80 1=k BT v
= 10 mm | L 46-60 K fi ¥
Mining deills [ AG-B0 I-K 6y
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Tool grinding with grinding wheels
type 2, 3,4, 6, 11, 12 (on universal grinding machines)

Application | Recommendation
Liring toals 2A, 44 465650 J-K 67 v
- jonl sipels
Ti-8i I-K H
high-speed siecls IA, AN 16-6l 1K -T v
. 1=Y FLER (L 8
Hislas )
(grinding wheed type 3 24, 424 -Gt K T8 vV
Cutiers and
planning ols 24, 42A 660 I-K [ ¥
(Tyge 2_6)
Wand- cuters maile of
hijgh-spoed stels 2A 54-80 |-, 7 v
(Type 1<)




Table of dimensions for standard wheel shapes

Wheel tnpered one side
Type: 3 Dieslgnation:
3 DxTxH

Ordering example: 3 250 x 14 x 40

Designation of nov-standand dinsmsions:
3 IV)xT/UxH-V

Tolsle of standard dimenslons (pml
n T H . 1 | U
i | ] | 13 | 30 | |
a0 | 1] 20 ! A0 ' 1
100 1 B [ 20 | 50 | 1i
125 | [ | 20 ! i ' 2
150 L3 [ 20 82 [ q
175 | 1] | 20 | a5 L 3
200 | 12 | 32 (20) | 85 | 3
50 | " 42 : 125 . 3
Dish wheel
Type: 12B Deslgnation:
128 DxTxH

Ohrdering exnmple: 128 100x 12 x 20

I}nlﬂlmltm il p-slandand dimensian
128 V=T UxsH W JE B
Limiting dimensions: W=0 050 E 05T

Tidsle oof srapdard dipensiom {mm)

D | T | K U E W P F H
| 8 | fﬂ Z B i | 67 2 | abIdae |
B0 | 8 | A f B N - 2| 16,20.25
o | 12 | :' £ L i | B84 4 | Inz20.2% 200
B R T 9 6| 13 5 | 16,20,25,90,32
— i | 15 | 50 3 i 7 136 5 | 1b,20,25 30,32
B T | 8 150 7| 20,25.30,32.35.90
w0 | 9 | 3 W | a0 |7 | 20.25,30,32.35.40
250 £l | 1) 3 14 12 | 226 i 20, 25,30, 32, 35, 40
Mish wheel
Type: 12BH Desipnaiion
i2BH  DxTxH
Chedering example: 12BH 175 x 22 x 20
Diesignation of non-standand dimersions:
i2BH DYIxTUSH-W./E. R
Lintiting dimensions: Wel 05 L E 05T
Table of standard dimensions (rom)
D | T | K | U | E | W | P | F | RRI H
i7h | 22 | 50 | W | 10 [ 10 | 155 | .'? | A2 | 20,25,30
200 | 25 | &0 i s | & | 1B | 135 | 42 20, 25, 30, 35, 40
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Wheel tapered bath sides
Type: 4

Tatide of stambard dimersiomns (o)

Dhesigrantion;
4 DaTxH-V,
Chdering example; 4 100 x 920 - 15

Dhesigrantion of mon-standard dinsnsions:

4 IVIxTUxH-V,

n T H ' u | v
73 L 13 | 2 | LI
a0 o ,- 20 :. 2 -, 15"
Joa 9 1 A | I8 1 15
125 10 ; 20 =. 2 =, i3
L 12 { 2 | [ | L
173 L8 4 20 L 4 L L
2 16 i 32 120) | 4 1 L
250 19 32 | 1 | 15
Cylinder cup wheel .
Type: B, 6PN K uny - -
LB Igpruitienrs:
: 6 DxTxH

|
T

Chidering exumple: 6 100 x 50 x 20

Dresignation af non -standurd dimension.
6 DxTxH-V./E.

Limling disenslons. 05T > E 02T W=017D

s []
Tabde al stamibared dimensions (mm)
D | T w E P H
40 | . 4 fr r: 13, 16, 20, 25
al 32 5 H 0 | 1316, 20, 25, 30
i3 A0 i H a3 [ 16,20, 25, 30
74 10 B 10 63 16, 20, 25. 30
80 10 f 10 64 16, 20, 25, 30, 35, 40
T - ¥ 10 31 16, 20, 25, 40, 35 40, 50,60 _
125 63 “ 13 08|16, 20,25, 30, 32,35, 40, 50, 60
150 8l I 16 10 D6, 20, 25, 30, 32, 35. 40, 50. B0, 75, 45
Wheel recessed baih
sydes, wiih huly
Twpe: 9P
sl o
P DxTxH

Ornberiong example 98 100« 10 & 20

[hestgeration of non-standasd dinsnskons
4P DVExTxH-PxF/G
Limbting dimewdons; 05T > E 02T




Wheel recessed bath sides, with hubs

Type: PP

Wheel recessed haith stdes, wiih hub

Type: 21P

LE
1
"

e

. .
| [

Table of standard dimersions for wheels type BF, OPF, and 21 {mom)

L

L I

<= E

Diesignation:
9¥P DxTxH

Crdering exomple; 9PF 100 x 10 x 20

Diesignation of nou-standand dimensbons:

PP D/ExTxH-PxFIG

Liniiting dimensions: 0.5 T=E 02T

DPresignation
ZIP DxTxH

Chddering example: 2IF 100 x 10 x 20

Dhesigmation of non-stamiond dimensbom:

ZIF IVKxT/NxH

Linslidng dimensions: H 06TDNE 057

1 T | T K | P F N
100 N EOR ) L5
100 o | 20 S . . S 1. 3
T 6| (O S | S L5
150 | 10 | 20 LR . . S 13 3
150 | 15 : 20 i [ 144 ' 2.5 4.5
L A N - N LS S S 3 B
175 | 25 | A2 (20 in | 163 i 4, 7.5
Bath sides cylinder cap wheel
Type: 9, 9PN
Dhesigonat o
a 8 DxTxH
Opddering expmple: 9 100 x 40 x 13
Drsigonation of nos-standond dipsnsions:
8 DaTxH-WIF G,
Limiting dimensions
BLAET=E 02T W=017D
Taksles ol stamiard Qe b (i)
K] T H FiG E U w
1] 4 i3 | fi & 1.5 i
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Flaring cup wheel
Type: 11, LIPN

DPesignation
11 DxTxH
Oypabering exomple: 11 75 x 30 x 20

Desipnation of non-siandard dimensfons:
11 DsTxH-WIEJK.

Limifing dimensions:

05T=E OB W<DI7D

Tabde ol stambard dimensloos (mml

] b H_ 1 w E K
- 3 13,16 i) i 3 Z2 )
| 63 kF: 16.20.25 | 43 5 B 15
- %2 | 16.20.25 53 i B 15
1 5 1] 32 620,25 | 57 3 B 46
a0 @ | ieabes |71 |8 ) 36
e T T wmas [ | 10 1
|1 0|16 20, 25 I A |1 13 6
1 H | 250 144 11X] | 200 | 4l | 140
Wheel recessed one side
Type: 3G
DPesignation
5 DxTxH
.. i Chealering example: 3G 130 x 32 x 20
Pesignation of non-standond dimensions
- 5C  DxTxH-PxF
Limiting dimensions:
05T=E 0.3
Tabde of ssandand dimensions (mm)
D ' T | E F P | W R H
150 R | 2 __ @ 80 & | 5 0| 15208 2
I?s | 32 2] 12 | @ 90 42,5 4 25, 30, 32, 35, 40, 50
200 40 15 _ & b | 4 | 5 | #.30,32,35 40,30
225 | 40 | 15 0| & 135 45 [ 8 35, 40,50
250 0 | 15 & _ 10 | S0 | 6 | 40,50.60,75
300 1 50 2| @0 0| 230 180 1) 6 | 50,50, 75 30, 123
350 fid Fid 1] 210 i) fj 125




Grinding wheels for saw sharpening

Tﬂe]T r

Type |
Tvpe 1 D5-B

e
19y

R=05T

Presipmation
1 DxTxH

Presigmation of shargpening wheels
with peripheral shape
-8, 1-C 1-D LE )-F

U=Tid U=Tid R=03T Deestgmation of two lyers

wheels with periphial slepe
1058, 1D5-C, 1DS-D

We manufacture grinding wheels for saw sharpening in several specifications, depending on the maleral to be sharpened and
ihe operating conditfons. Saws can be sharpened offhand on simple machines, or miomatically on moee perfoct nachines, Foc
o Thard sharpening (8 s better o use hander wheels, because the hond pressare |s mol coual aad (e conseqeence s an exoes-
sive oomsnngtion of the wheel, For automatic sharpeoing the ase of safier wheels is advisalde, because the pressure is egqual
ariid wr pverheating and Burning of the tectl 5 preyenied

For offhand sharpening we advise i s of grimding whesb in alumdoom sedde regulor (Aor 3 A), grade M-0, or in mixed
aluntlnium oxdde 52A. For automatic sharpening grinding wheels b spectal abmminium oxide (2 A, 4 A) are recommimded.

Tahle of dimensions:
n T H
{mm} {mim} ()
100 | 15 2 25 Crinling whee b with diamoter 250 mm and less amd
150 2 35 4 45 5 20 25 with thickniess 6 mn or bess are consiidered thin
535 G B 1A grinding wheels and are marked with type T
|75 i 15 2 25 32 5
24 6 H D
I 15 2 25
20K 3 35 4 45 5 . | I
55 6 8B 10 13
13 2 25 13
250 35 4 45 5 585 20 25
G 8 10 13
| 400 B 8 10 13 15 32 100
Ordering example:

G 1501020 AABIANEVAS, 40 m's

I 250x10x32 SGABNIOTDBEIE, 63 mis
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Gear Grinding

Biconical grinding wheels for gear grinding
on *Niles”-system machines

Type: AN
: B = Desigmation;
|~ it o
= = Ortbering example: AN 2502051 -30°
F=— kg ™
| ' Designation of non-standand dimensios;
N V)xTe/UxH-Y
Table of standard dimensions (mm) .
b | T | H [ v
250 | 13 | 51 k] 30- 400
250 | 16 | 51 1 30r A
231 | 20 ; 51 1 3 Ay
3 I 25 | B0 1 3 Ay
350 32 = ) 5 I 4
Clarocier . Recommendatlons .
Application D ) Modube Madule Maoddule
i 0,75 - 2 25-4 miare than 4
e - JoE an
240 ; ZATVIKTV ZASAIKTV
sieels up 1o ZATDOIKTY L s :
120 kglnun 350 ZABDITV 2AABAITY
:7“’:””‘;“ Sl 240 2A102JTV ZABVZITY i’;iﬁ':;:
wrdemed, eg - - . i '
EMnCrS 150 ZA100/3L9Y PABNZKTE ARV
Tool-sieels, ndensd
and Mgh-alloyed, 240 ZALNVZHOY ZATVZITY ZASARITIRY
(64 HRe) ami 350 EATONZHAY 2ABNZHTYV ZAABIIHTIEY
high-speed s10els
W lirded steels i Tl CRVATY CEOVIKEY
(70 HR¢) I 350 e L CROVIKTV COOZI6Y
i . EATIVAREY T ZASMIKAGY
':':I';I"h:;":l':’:m :‘;:: ZA 100/ J8V 2ABO/A[TV PASAZKTV
’ ’ ZABIJRAY MG IREY
Nas- Heal-treated | 240 | RZEAIDDAIN - )
steels 150 SEASAJAV DAY, A




Gear grinding on “Maag”-system machines

Cirindbing wheels type:
12M1, 12M2, 12M3, 12M4
—-— | -
e N =
] |
I S—
12M1
=

12M4
Application Diamrter Mundule Mandule Module | Module
D {mam} 1-15 1525 25-5 | morethan§
220). 250 IAIDVIKTV TABOIITV AABIIRTY ATV
ey a1 - . - AABIIITY | AMBITY
g 220260 | AZAIDOGAKTY VZABDVAITV ZAGGBKTY | A2ANGANTV
S L 340 AZAGLAITY AZAGTY
High-speed steels 221)-ZR0 2A100ITV ZABIVIITV EABOIY IAMBAITV
hardened G4 HRe | 340 IAGOMSHTY | EAGAHTV
Tool-ueels 220.280 BABOITY BABITY BABVIHTY BAAGITV
4 HRe - I — BABOVIHTV | SAABAHTY
220} 250 CHOCHTY CROITV CRO/IJ6V CBOAJAV
ANt e | - | cowmev | comaev
s e 220.280 | ZAIDOGIKIAAN | ZABDGIIZAY | ZABOGNEZAV | 2AMGRJIZAV
- 30 AGATIZAY | 2Ad6a11 2V
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[Hsl wheed for gear grinding
pier “Maag” system
Type: 12M2

Deignation
12 M2 DxTxH
Cibering example: 12 M2 220x | x40

Besdgnation of non-standand dimensions

1IZM2 DVIEXTUNH-Y

Tabide al ssambard dimenrsioms (mml

] B K | K1 | H | F | N | T | U | R R2
| 220 | teo | 80 | 140 | 40 | & | 22 | 18 [2346] 8 | 6
w0 | w0 | & | W0 | 40 | 8 | 7T [ 2 [ 48 | 8 | @

340 120 130 | 180 | 40 | 8 7| 25 | 48 | B fi

- wh - ]
Wheel tapered one side “Klingelnberg
Type: 3K1
Desdgnmidion:
K1 DxTxH
Chrddering example: 3K1 - 250 14x40
Desdgnntion of nos-standand dimensions
K1 DOXTUxH-V.
Tabde af standard dimensions (mm)
B | 1 | K | T vy | 2:® | 6 | W | B

250 170 no | 14 a [ 10 5 I | 30, 32, 35, W0, 50

250 180 o | 17 5§ | o | 5 | 1 | 30, 32, 35, 40, 50

250 | 1890 nun | 22 g | 1 | &5 | 15 | 30, 32, 35, 40, 50
Wheel tapered oie side,
wiith o recession on the straight side
“Klingelnberg
Type: K2

Desipnaiion
IKZ IxTxH

Cirelering example! 3K 250x 4541

Deslpnation ol nos-standand dimensions
K2 IMITUxH-PxFA

Tabde of standard dimerslons (mmi

(1] J K | T | v | P | 2R | G | W | H
250 170 10 14 3 100 w | 5 | 15 $0, 32, 354050
230 180 | wo | 07 3 L1 R | I N N |- 30,32, 35, 40, 50
250 160 1o 2 | 8 100 o | 5 | 15 10, 12, 35, 40, 50
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Gear grinding on “Reishauer”-system grinding machines

Gorinding wheels tvpe: 1, 12D

LE = whweel with neshele-thread Ui “m

120 - wheel with doubie mocdule-thread S— ) . l
Diesignation: _l}r

DT x W - modubey

A
Type: 1Z
Dimenslons (mm) Module | Spectfication Ptignation
050 ' SA_BPAZINIHIIV SW 1
11,75 BA. 8242200 H 10V S 2
Soehcxl o 2225 BA, H2A 18021 10V SW 3
2535 BA. B2A 150/2 ) 10V SW 4
1,75 ’ WA HPA 2202 H 10V SWZ 3
o 2275 84 82A 1802 H 10V SWZ 6
i 3375 BA, £2A 15021 10V SWZ 7
- 4.6 BALBZA 1207219 Y SWZH
e thati 67 RA, B2A 1002 10V SWZ 0
1.0:1,75 ' BA 82A 1802 H 1DV ' SWT |
" 2.2.74 HA, 82A 15002 ] 10V SWT 12
PPy 2.5 BA, B2A 1207219 V SWT 13
mors thar 5:7 A, B2A 100214V SWT 14
st Lt T , BA.BZA G0/ | BV L SWT 15

Indicied specificatiom ane ecomnended for siecks
and gears of o grode higher than 55 HRe, For grind
ety gpeeirs with o ggracle of hardness ap oo 55 HRc the
hardness of the wheel can be inoreased for one
degree, scconding to the chokee of specilication.
For special grinding requirements (high face st
Ty, inestead of whilte alumibnlum oxide (2A) sin
gle crystal sluminbem oxide (BA] shoald be wsed,

‘i) M/S

1>
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Thread Grinding

Crinding wheebs iype: INA

Desigrintbon:
INADxTxH

We nanufaciure single profile and multipmlile theead grinding whiels in shapes, 1NA. SNAV, and TNAV. They are produced
i virifled bond with grodn size From 150 10 400 and In dismeters [ 300 10 500 mme Hole stee H s 127 10 160 mm.

Ini relatbon to the size of the thread profile we recommend the wse of the following specifications:

Single profile thread grinding wheels T « 6w 16 mm (T - 0,031)

T
Mutric | Whitworth number Hardened high-speed Constripcthon
i | oF thivses ger nth it b et | e
1-1.5 40 - 28 2A 400 136 Y ZA400/1 K 11V
17525 2620 ZA 30 136V ZAINI K 1OV
30-40 1 20-14 2AZBON | 136 Y ZAZBOL K 10V
45-55 12- 10 A4 [ 136V ZA 20/ K 10V
G0 E 9-7 ZAZNV) JOY | JARIKIV
B B-45 ZAIBIVI SV | ZAIBVIKEY
-3 AL JEY ZA IS KBV

Multiprofile thread grinding wheels T = 20 o 100 mm

- Thread lu_'uﬂlr shiee ) o N ﬁﬂ:.mmnr:ulﬁlhm _
Metrie Whitworth membeer Hardened high-speed Canmsdrnpct fosdn
) of theeads per nch i (sin] e | u_rel
S 40 - 28 L 400 V ! 2Ad00V
1.25- 2.0 24 - 20 C3e0Y | 2 320V
20-30 ' 2016 C a2V | 2A 280 V
3.0- 4.0 I6-12 E. EEJEI W | F:"'LE'I“"-"
15-60 10-6 C 240V ' 2A 220V
q-3 CIBDY 2A 150V

Types and tolerances of thread grinding wherels

Al threndd prinding wheels, that s singhe sod maliiprofile wheels, s masifacoured without profile which is later made by the
imer himself. The standard allowed wheel balance and the thickness iolermnoe of theead grinding wheels type ITNAC SNAY aml
THAY gre defined In our facory stamtand inlemnces and do not peed 1o e specified for each produced grinding wheel

Ovddering example: TNA 350 x 35 x 160 2A220/0 8% 40, 40 im/s

For Medical Injectian Needles:
INA A50dixl 27T CEODJBX0E, 50 m's
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Grinding Wheels for Grinding Grooves of Cutting Tools
at peripheral speed 80 m/s

Type: IUT

Deslgnation: IUT DxTx H

Cold pressed resinodd bedided prinding wheels iseil forwel prinding, for difll prooves shaplog, et all imaide odif of eylindri-
cal workgpleoes.

Talsle af dimenslons (mm)

n T H
(I _ i3
150
175 . 44512
200 | 10-200 _
250 _ - T
300 fevery O 5man) | 203.2
| | 20325048
450 | 203233
SHN | Ji.H
Thickness toderance: TT =+0.2 -0
apecification: A (BM100-1350 B-T 3-89 B8
[CeA)
Ordeeling example IUT 200xGx32 8A 12073588108, BO /s
IUT AD0xBx203.2 A 120VE SEBIE, B0 ms for HSS ull 65 HEe oo machines Hertline or
Lafahring

Profile Grinding on Cylindrical Workpiece, Saw Teeth Shaping

r'ﬁF"' ll- 1'{:1 IT‘E | _."-. | -1
[ 4] . |1-! I‘

I'T-C
Talle of dimensions. (mm)
4] T | H Thussir e strnbght grinding wheels in vitriled bond, some
A58 g 10 127 how sofier and of & more opened stroctsre, made of shaps
— L | LA : 5
e 12, 1418 3.2 ::Illml:m They sire ausde For igher speeds of 50 and 63

Ordinting eaaniple I-C 400xBx 1 27 NPATOZLMOMY 0, 63 mds
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Honing

Hone Stones
Twpe: 34
i L i
, LA R @
| — [ [ o—
; 54 == .
Designathon: 54D N A
P e | EEEEa—" 0
Onketog example “F | G 6
A 13x13x20
¢ | NN A
Huanwe stones are actundly grinding sticks, the diferencon is that
thery are only (ssed Tor mechanlcal working on a machine - for S4H _ .
hoaing the inshife of viarkoes cylinders and fulses
o : 54 | =1 B
For working parts of gray cast fron hone stones i silicon
cirfilee are used, for working stee] parts they mmest be in ELJ
wiidte or pink aluminiom exide, malnly virifed boaided L
When sefecting the quadity, it should be taken inte socouns i BLKE

!

wirklig of new cylimivical surfaces o reconditloning of bl
worm ot ey Hindrical surfoces 18 concemed,

AppHeation Abrasive Gorain slee | Gratle | Structure Bl
Cylinder Procescdng In Motor Indusiry
Prehoning . - .L'. 8C T0-80 E-l 810 W
Filmal lcanbng LI & | S0-B00 E-l (-4 W
Cylinder Processhag In ]I'I!I.I!ﬂr:.-'-l.:lr Prieumatic Devices
* Unhardened sieels |
Prehoning . G2A i 120 E-] g-12 !
Fimul loaming . 2, 20-400 E-l f-14 ¥
« Hardened steels '
Pevhoning ZA.BA 70-120 E-] 812 v
Final houing BT 400 Ed ETETH v
""G'I-'-ij' casl bron '
Prehiming Lo 70120 E-) 812 v
Final honing | o 120400 El 014 v




Grinding Sticks

Rectangular grinding stick

e

Combinailon sione

Sguare grinding stick

Round stick

Half-roond stick

e

Triangular stick

HAND GRINDING

Ty and
theskEnithan, 9PR
WP BxCxd
Fable oof dimensiamns (mm))
B fi {0 12 25 3 25 0 50 30 50
C 3 3 6 6 13 6 W @ 13 &
1. 0o g 150 100 A 00 125 150 200 200
KB
WKL BxlClixl
Tabbe of dimvensions {mm)!
B | % & 4 50 W
_l'.:_ __EF!__H_ 20 25 20
1. 100 [ 125 150 A
90KV
HOEY Bsl
Tabie o dimensions {mum).
B B8 10 10 15 20
L 100 1oy p00  I580 RO 200
90K
HOK Dkl
Table of dimensions (mm);
D[ & 8 1 1o 15 @ 2
L. 100 0 100 150 150 2000 204
S0P
WD Dxi
Fabibe ol cllmensiors (o) |
o 610 12 15 2
L 100 100 150 150 2
TR
WITH Bxl

Table of dimensions {mmn) !

B

1] " i

L

100 1o

o0

10 i3 W
150 150 200




Rhinmbaid stick

&

fe B

Carving tosl stick

Ty anil
desipmation!

IR PaCxl

Oirdering exarmple;
R P05 100

! 1] | Tiale of dimwensbons (o

B
24
35
k]

C
6
0
i

Cl L
I L]
3 (4
1 10

Trapezoid shaped knifeblade stick

Trapeznid shaped convex stick (halfroumnd)

Kntfe-hlade stick

—

Shoemaker stick (i)

= N I =G

$0TN BAXCClxL

Urdering exarmpli:

W HOATx LR Ex 1 50

WITD BxCxl
Oirdering example
WITO 46x] 350

SN0 BaCxL
Chrdering example:
BN 25x 31 00

MCE IVDIxL
Ordleriing exarmple:
WCE 25/15%230

MIEL BxCxl.
Orrderbing exanple.
TOEL  Fhoc [0 1 5ih

S0R0O

S0DL

S0NO

90CE

S0EL



Pointed stick

Ty anie
& ~—3 designotion; 2051
e . M08 DVDIal
L | Urering example:
- - sl &1x75
Fatibe oof dirmensions {imn)
I 1]} L
£ i 7
i ] 5
Grinding stick, conical
. KO
& BOKO DDl
. Ordering example:
L 3§ BOKD 136100
Grinding stick with grip
WTZR
WITAR B/AaxCxl
Oirdering example
WITZR A5 W2 30
L
Rubbing Bricks
S0B0O
IR0 AsCxl
Urdering exanple:

BOBCY 110301940

Rubbiing baicks are wsed Tor manual grindiog of seone, marbile. lemmzen mosale, concrete wid similar matiriabs, We produce
themy Foom wiirlled bonded skilcon carbdcle fn gries C20, C36 aned CH0

Rubbing bricks combined

0K

WK Bl CIAC2x0
Ordlering exonmple
K S0x25/ 12 5x 150
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Dressing Tools for Grinding Wheels

Grinding dresser
]

[ @

L L

Diressing bar wiih handle

Reccomended specifications for grinding sticks, rubbing bricks and dressing tools

Grinding sticks and bricks, npe: 80 ...

Type and
s rruniboin

W OKP Dxl

Oirdering exanaple:

o0 OKP 30200

WIPC Dl

Lirdering exanple:

W PL 25245

¥ BF BxCal,

Cirdering examyple;

W) BF - S0 30x:200

S00KP

HPC

S0BP

11CL

HCL DxTxH-PxF

Dhrideriivgg exmmple;
TCL BT Sl M-S 400

Standard specilications
From alumim, | From silioon carbéde,
Abrasive grain comanercial coanmiereial
deskgmation "A" | designation *C”
16 - 24 | IwC24v
. W16 | @ Ci6V
Cosarse . 54 -0 i 1 CHOV
BO- 90 (2] AABDV | (] CBOV
100 120 (2) 4AT2OV | i) CI20V
et 130180 | (@)4AISV | @ Claov
| z20-280 (AAZON | () C240V
Fine 32400 - 5000 (&} AA4DY | (5 CAnY




Safl specification

From ahioning, | From slblicon oorldde,

Abirasdvn grali canemerelal camminercial
ilesdpgnntlon " A" ilbesigmatban "L"
Coarse 100 - 120 2 4a130y | W) CL20HY
Mo L 150-180 [ [Z4AISOIV | (%) CIS0HV
fdecdi . W AL AT W o 1 e, A L Lttt L B
Hm 0280 (2 4AZIDIV | [0) C240GV
Flne 30500 (2) dAdooty | (9 CHo0FY
Combdnation sticks
Type: SOKB, 90KBR, S1KKR
25 = coarse layer
113 = fine faver
Standard specification . L Soft specification o .
Eprﬁlﬂtﬂlhdu Commereial designation Smecificatbing | Commercial desipnation
. [hmw;'m-ﬂa oA 44 1202 A -1-I'J-l'| v !Zmrw’ﬂm .-'ll.' [ 1A IE_I'I,I-'E.-’-. -‘:I'I-[I_I \-
Mediamyfine A AAZH0ZA 00V Meatium fine A AAZADIZA 1001V
i_'_'u:uu'fl!:m £l b5 B FHVC A0 Y Conrsene (C° r B 120 HiC 400 F Y
Mediinfine O B 2A00T Q0D Y MlendhumiTine C7 [ B 2N G AOO FY

Combination stbcks are avallable also in combination with white aloming £2A)

Hubbing hricks combimed [Cm“:hjw s

Type 0K [ Cicwv

V& - coarse layer B

172 - Tine Layes T

Diressing tools

Type: SOBP, S00KP, S0PC

Crrabm size Commercial desipnathosn
L | Very coarse l CIGRY

20 - 24 | Coarse | CHRV
30 - 46 | Medium . CION
34 - 70 | Fine | {9) CoOi'Y
A0 - G0 i Very fine ' {8) CROPY
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General rules

For a sale grinding ihe following agomts mre respemsibibe

= The machine bullides

= The grimdbng wheel manufacunes

o Tl wser of geinding wheels und machines

e machine bullder must guarnnies Tor the proper saahllitly of the grinding machine construction and for ibe adeguae safy
1y ] it prodeytlon Boods. Tl grimlng wheel nooufaciurer sl ensure thog the wheels are safe ln grimling

This can be achleved by selection of approgriate compopents and adegume echnological poocedures. Throughosn the pro

dhuctlpay process inspect|od of the wheels s peelosned whereby not ondy guality b especinlly safery in grimbing s guaran
eedl since the safery 1esa jere T o ar the eadl 15 1he essential pas of the comral, Th insructions for safe pse ae elther on
e Sallieped (seld or oo L Ir|.'-|l-.||||'_ lubeets ipdEcmtion of wh e milsskble pevolutlons pet mlimide oF e class of prinding

Whe safisty test includes

& est-mun it pverspeed (detemmilning wheel sirength. cemtrilugal loaed|

& \icual LIsLTE L i [3]

& Botimm] test Ly grinding whsisels o viirilied bood wiily dlsoseter bigeer than 840 o

T nest s carkied ma acearding o ohe [SA repulationgs
Tl s ol thie grimllng tools £lssuld
purce ke For an sdecuislo storkges and
transport ol the prinding wheels Lo

the grimcling Iocatbon, They must also
oy bbe corect motmiiag of e
wheels, The user should never exceed
the indbcodoed minsdemorm operating
sl glvern om e Lpded et bosed
with each grinding wheel

Thwe operaning pitrsa s bee by
Lammillar with rafes concermilng sl

grimilling

W hen coneralfing the vechadcal pars

mielers af sl actured el g

wileels wir ki R tEE Tl e sLan

ilarrls

s o LIl D500 6031 o 603-12 a5 s1an
dlari] foor sgnasdar dlmensing

oo LI D500 13542 as sranelard o
dimneler indernuces, (T, ihickness
wberances (1T amil hode voleromees
(TH)

=i BN TN TS0 GE03 as standard fo
v lee] Lgbamoe 1olerancis

s po LA 1500 13842 ns sunawlard o
radinl and axlal spoke oleramees

=i B DMN 12413, ivean 5, s sean
dar] for (el conins) of the mam
lactumier] wiseels
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Grinding on portable
grinding machines

Portalile grinders beloag b the most commgonly

ised grinding machines and it is therefore surprs-

Iy ihst working wihidi ihem is often scoompanied

by traubibes. 5o, in addiion to the general mles, the

{ollowing should be considered

* If the: machine is alr driven, the speed ol the spin-
ille (revolutioms per mimue) should be regulirly
checked and (rejadjusted 1o comespond with the
machine builder's declamiion

# The minchine should nof be operated without safe
iy el This requirement doss not ipply o ilie
hesth sliles tapered wheels with mignnting MRanges
wcrarding o DS

* Side-grinding aperathons should never be per
formied whih cutting-off wheels becaose ey ol
withatane the excesslve side pressure, 8o extrems
canihon shovld be pald here! Side grinding shoulkd
iy bt peerdormmeed with iopressed centne grind-
ing wheels with a (hickness of @ least 4 min

* Opeerntirs msst always be protected by protection
abewbors swch as salety goggles, salely [either
aproms. gloves and ather prodoctive chthing

Safety guards

All abrasihve 10os must be protécbied by meass of safedy
geareds maide ol steel or othey suitable materials, Safiey
grumrds st (1 e grinding maschioe and salr the cooed oy
ol wah

Thee alistinee betwisen i work sopport and e grinding
wliee] slumaled never exceed 3 o, the distancs betwee e
wheel and the fop of the gearnd opening should nof excecd 5
. The meximmm exposure should nof exced 65

i Iy BS" With hand-feed grinding machines the wheel wear should
b E -g““'ﬂ- e eniwsleberedd vy means of progeer sdjisstimes of ihe work
¢ £ 5 mm

sappgioat ianel {he closing of the salety guand with the shield

Example; Safiety guard on statlonsry
grbnalinig msarlidnes with manual feeding
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Storage of the grinding tools

2| 3 4

E o maggried ey sl
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Abrasive tools should pot be stoeed i rooms wheee they ace subject to bunibdity [maxionom llowed relative bumidiny is
T8%), They should nelther be exposed to varbous sobvents and temperature changes. becase all of these factors have a neg-
ative effiect on the strength of the restoold bonded abrasive 1ooks,

Al abpasive fools should be stored s sear i possible o the grnidiog location i ander fo provest dimage such ps breakage
e, and fo avold the concenttation of humidity and dampness during winter transpors.

Sinee abrasdve fools break easily care should be taken by handling and fnacks or other suliable conveyances which provide
provecied crassspport g of larges and hieavier abrasive fools should be sl Sulfable rcks, shelves, drwers or Bosces should
bt prowvished for storing various types of abrasive fools, The following suggestion shonld be pabd sttendion oo

* Large digmwter wheels are best siored In upright position on nether rack-shelves;

= Thick-will wheels are also stored I an upsight posidon, whereas thin-wall wheels should D Laid B on o Maf surface;
beiween wiheels comugatid piper conhions shoaild be placed a5 separmtor,

= Bath thin wheels and cuiiing ofl wheids should be Lidd omn i Mat suface 1o provent nvisting!

& b the upper shidhves smialler grinding toals and standard shape abrashve wheils are stored;

# Abrasive sticks. miounted wheels and other smull alirasdve tonls can be stored b boxes.

Buch stomnge rooms shold be availobde bath for new wheels ad partly ised wheels.
Shelf lfe of vitrified bonded wheels Is unlbmited

All resdnold bonded wheels inclucing resinold bonded wheels relnforoed wiih glass relaforcements can e sored For a limd-
bedd fhme oady Decause resinokd bonds apge.

Shell 1ife of oo relnforced resinold bonded wheels = ane veur and of wheels with ghiss eeioforcemenis 3 yvears. After the
shatlf life perbsd cxplres redinold bonded whesls mos be fested for dsage scoording to the safety stanelard regulations or they
shioled st ibisposisd of [destroved),



Recommendations

Corinding can be;
= Wt with use of coolants;
* Dhy v tdwnind th pise of coolinss

Rough grimding (srngging) and curting-off are o o rule
iy grinding opermions, Coolant i used in grinding nomo-
inetals, in precision grinding, and dsually alss in ool

grineding.

WinriTeed Dombed grimbing wheels are not affected by
chesmical influence ol thie eoolims. When pesinodd [sspded
g ifing toods are used For wet jerimiding, specinl types of
bt (s alffectead by the damaging nfleence of e cool-
ing ageims] should be msed. Insuch cases costomers
shoeld abwas Indicate ihat e grimiling ol i o be ewed
Foar wiet grinding.

Resinold bonds destgrnied for wet grinding ane; B0,
BO8, Bld, B10, BIT.

By wier grinding the following siles must be obserad:

= Abwmas e pley of coalant, Tl jet of the solution

shiouild tave e same wideh ws the grindig ool and i

showld run direcily upan the workplece a the grinding

perimnt, %o ehin in con Doth wash the grinding 1ol and cool

the workplece simultnieousdy.

* The coolant misa meoet the following requirements:

* It romest burve & cooling e lobricating effeer, detergen
power and an anticormsive effect;

* |t ahwsuslel not foam,

= 11 shomulel vl be pnlTamoabile:

» It shonald ol decay easily;

= [i mnist b ecodogically safie,

Motice:

When wel grinding jols are profornsed, the grinding tool
shauld be obligatory centrifuged alter the grinding opera-
thon, Coolant-soaked whetls are anbalineed, which can
cause wheel breakage when the machine 15 run agaln.
Resinoid bodded whievls should abso be contrifuged, so ax
to avold the domaging effect of coolant when the wheel i
[LERUETS
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Truing and dressing of grinding tools

If dhering the operation the wheel gets dull o Is leading, or
I booses lis geometrical form, the wheel shoold be
dressedd, When working with diamoned dressers, tha fal-
Iowwtigg should s cossbdened:

« Wiwen sielecting a single point dimond doesser, U Tol-

Inwing chart shotild serve a5 a glibeline:
Grinding wheel diameier Carai
I} {rri) {| Cprat = .2 g
100 02505
L5 03 IG6
200 05-1
i ng-1.2
Bl 1:1.5
5 12-25
00 £-3
B0 el v 3

- Thieoperating angls between thie grinding ool and the sin-
b potmt of & diamond deesser should be between 100157
= Thir depih of dressing shoubd not eeceede 0,005 mim.

N

« The operpiing anghe booween the grinding fool and multi
polnt diamond deesser = 90°

2\

- Prisf i dresaing, plenty of coobant shauld be provided for,
directed exactly upon the diamiond.

A Mined suiface can be obinioed by a smaillies depih of
dressing of by a smialler feed.
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64

Mounting

The -
Skiiled andd well trained pecson only should be assigoed to mowmting of grinding wheels

Prior to mounting, wheels must be suspended and ghven a eing test, Mounding of wheels upon the spindle or other mounting
e naust b prefonmed williow force or use of lamoser und i most warrant for a safe and (em holbd,

The grinding wheel should be Fstened by means of Manges made of cost inon, steel o similar moteral, except whien the
class of grinding o type of aperstion require anober kind of fastening

Blothers made of compressible matedal (rubber, soft cardboard, Felt, leather. ) shiuld always be used bevween Nanges and
wheels. After cach remounfing the grinding wheel shaold be test-run ot full operating speed fiar at least ve minues, during
which time the danger-area should be well protected, Oinly fter ibe test has proven stailsBactary, the wheel can be applicd,
The maximgun peemissiBle apesating perpheral speed should never be cxoeeded, (The maximum opeating speed bs marked
auii the wheel or whedl label]. Therelore pricr to miuntlng, it must be onsaned fhas the number of revolutions/mdn Indicated
i 1 nachine dovs o exceed e masimum premisaible rotational speed af e grinding ial, Special arontion should be
pabd o machines with adjustabbe rotathonal speeds for grinding tools. With grinding tools that are ined by means of
sctews aiil ame therefare Turndshied with one o more tols (grinding wheels, evlinders, segrents). the serewa shoubd be
checked for thelr lengih, becains ot miunming tao lang screws pull the mus ot

Mounting of steaight grinding wheels

Stralgtit griding wheels with seall hotes

Mowing procedures and tvpes of Minges
for vartoas pypes of grinding fools accord-

Inigt tov DS saapndind regulation.

Seralyhe grinding whedls with Ligge hiole

Dyegriming wol diameter
S=atlameter of the mounting Minge

Cerindimg wheels sdthout
salety guands




OlpproftEx

Gludng to the mounting plate

Cerinding whee ks and cing whweels for siraight grinding,
(et ] = glued to mountieg plates.

Screwing (o the mounting plaie

Corinding wheels and cvlinders with Insened nuis for
sralght grinding, scrowlastened 1o the plates,

T tlghten screws an multlple sorow Mangos, torgue wiench-
es should be ised, As i rube, ihe borgie should ned exceed 27
Km, The Hithtenlng should proceed in & crissoross manmer

(Ses Figure!)

The ehuck for musmding segrsents.

Movnting of grinding tools with centeal inserted compomenis,

FE e

Adter the wheel mostiog, the safety gunrd should be secured (n it place!

Moamtlng of grinding toaolks wiil irserted not or shank
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Peripheral speeds

Maximum operating peripheral speeds

The maximwm operaiing spord of a grinding wheel depends upon;

= The whesl type and the dimension

= The specificaiion of the whesl

- The type of grinding (forced mechanical guidance, affhand guidance)
- The grinding machine consiruciion

The peripheral speids are divided nio noemal (Stindard) and highee (i normal speeds (speciil speeds).

Table of standard maxionm operating speeds (m's) dependent upon the shape and wheel specification md eliss of

operating.
Maxdmum permissible
Bond Designation | Class of aperating Wheel type aperating speed (cali)
134 5.7, 16. 17, 18(R).
Viurified v Peripleral 19, 20.21.22.23. 24, Al
25, 26, 38, 29, 52
Sivle grineding 6.8, 10, 12 w0
31, 35,36, 37
1.3 4.5, 7,16, 17, 1B{E),
Peripheral 19.20020. 22. 23. 24, 50
Resinodid B 25, 26, 38, 30, 52
Resinedd Side grinding 26.811,12 0
Fibre relnforoed BF 31, 35, 38, 37
Cunting il 50

All our products are made In accondance with FEPA Safety Standards and with German VBG-UNVYAT Safety Regalations.
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Higher operating speeds

All peripheral speids ligher thas those Histed in the inlile of standord peripberal speeids, including the opersting speed 50
s, are eomsldered higher speeds. Wheels approved for special (higher) speed application are accordingly masked by peeans
of pne or iwo stripes [n diferent colours gerass the wheel diameter.

M opealeg g oo Coluur stripe
50 I x lslate = — — i}
i3 1% yellow
i I:m_:t_ =}
-m_n | x green __-

Application of grinding teols ot Mgher speeds Is allovwed anly Inocase i the griodiog wheel s definied aod discLlired for oper-
atlones at higher spreds and this oaly on machines with appropeiate constroctlons and guands, o countries with different reg:
ulations and salety requirements, wage declarations of suthoskzathors from appropriste authorities must be obtained, such as

SLNA [for Switeerlond],




Olpreflex

Pheripheral speeds table

Numser ar revalutions per mitnte dependms on the whieel diameter sl the operating peripherl spesd

m;_;i]u]:!i]25]'.“:]!1]_!;1{%51“[15[59_[&;__[!3‘1_“]_!”"

o g =L g L e e e L e

1n
11500 | 12200 15300 | 19100 22900 24400] 24700 | 30600 34400 45800 | 48100 ] 61100 ] 76400

32| B950 | G550 | 11900 | 14900 17900 19100 20000 | 23600 | 25600 | 20800 38500 | 37600 | 47700 | 55700

L T T E N T G N | A T N ST e T i el W T e B N L S e G DT e 6 i W e - ™ T T i

40 1 7150 | T840 | S50 111000 14000 ) 13300 16700 | 19100) 21600 | 236001 28000) 30100} 8400, 47700
50 | 5730 | 8110 | 7640 | 6550 | 11500 12200] 13400 15500 | 17200 19100 | 22000 | 24100 30600 | 38200
63| 4550 | 4850 | G060 | 7580 | 9100 | 9700 | 10600 | 12100 ] 13600 15200 | 4200 | 19100 24300 | 30000

_BO | 3580 | 3820 | 4770 | 5870 | 7160 | TG40 | BIG ) | 10700 | 11800 | 14300 15000 19106 23900
10K} | 2860 | 3060 | 3820 | 4770 | 5730 | 6110 | 6680 | TE40 | 8590 | 11500 | 12000 15300 19100

125 | 2200 | 2440 3820 | 4580 | 4890 | 5350 | 6110 | 6480 | 7640 | 9170 | 9630 | 12200 | 15300

150 | 1910|2040 | 2550 | 3180 | 3820 | 4070 | 4460 | 5090 | 5730 | 6370 | 7640 | 8020 | 10200 12700

175 | 160 | 1750 | 2180 | 2730 | 3270 | 3490 | 3820 | 4370 | 4910 | 5160 | 6550 | 6880 | 8730 | 10900
180 | 1590 | 1700 | 2120 | 2650 | 3180 | 3400 | 3710 | 4340 | 4770 | 5310 | 6370 | GGEO | BA9O | 10600
200" 1430 | 1530 | 1910 | 2390 | 2860 | 3060 | 40 | 3820 | 4300 | 4770 | 5730 | 6020 | 7640 | 6550
225 | 1270 | 1360 | 1700 | 2120 | 2550 | 2720 | 2970 | 3400 | 3820 | 4240 | 5000 | 5350 | G700 | 8400

230 | 1250 | 1330 | 1660 | 2080 | 2490 | 2060 | 2910 | 3320 | 3740 | 4150 | 4980 | 5280 | 6640 | 8300
250 | 1150 | 1220 | 1530 | 1910 2440 | 2670 | 3060 | 3100 | 3820 | 4580 | 4810 | 6110 | 7640

| 300 | 955 | 1020 | 1270 | 1500 | 1910 | 240 | 2230 | 2550 | 7860 | 3180 | 620 | 4010 | 5030 | 6370

350 | 819 | ¥73 | 1090 | 1360 | 1 1750 | 1910 | 2180 | 2460 | 2730 | 3270 | 3440 | 4370
00 | T16 | 764 | 955 | 1190 | 1430 | 1530 | 1670 | 1910 | 2150 | 2390 | 2860 | 3010 | 3K20 | 4770

450 ) 037 | 679 | 04D | 1060 | 1270 | 1360 | 1400 | 1700 | 1040 | 2520 | 250 | 2670 | 3400 | 4240
00 | 573 | @M | 764 | 955 | 1050 | 1220 | 1040 | 1530 | 1720 | 1000 | 2200 | 2410 | 060 | 3820

(530 | 521 | 556 | 694 | B68 | 1040 | 1110 | 1220 [ 130 | 1560 | 140 | 200 | RIS | 2T00 4. JAT0

60O | AT7 | SO0 | 637 | 796 | 955 | 1020 | 1100 | 1270 | 1430 | 1590 | 1910 | 2000 | 2550 | 3i80

441 | 470 | S8R | 735 | BRL | 940 | 1030 | 1180 | 1320 | 1470 | 1760 | JR50 | 2350 | 2940 |

700 | 409 | 437 | 546 | 682 | BI9 | 873 | 955 | 1000 | 1230 | 1360 | 1640 | ¥720 | 2180 | 2730

750 | 342 | 407 | SDB | 637 | T4 | BIS | 891 | 1020 | 1150 | 1270 | 1530 | 1300 | 2040 | 2550

(800 | 30 | w2 | 477 | s7 | 716 | 764 | A3 | 955 | 1070 | 1190 | 1430 | 1500 | 1010

900 | 318 | 340 | 424 | 531 | 637 | 679 | 743 | 840 | 855 | 1060 | 1270 | 1340 | 1700 | 2120

‘toeo | 270 | ze8 | 360 | 450 | sar | 577 | wan | 721 | i | oor | 1080 | ii40 ] 1440 | iso0
1250 | 230 | 245 | 305 456 | 488 | 534 | 610 | BBS | 76O | 015 [ 960 | 1020 | 1525

Revoluinrs per minube for varous diamieters of abrashve sieels are caloulated through the periphenil speed aocording to
b Followiing foreula:

o 0o 1O
-

v = peripheral speed (md)

D = diaeseter of e wisoel (mm)
= 3.4

o= revolutions per minube (rpm)
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QUESTIONNAIRE/TEST GRINDING REPORT a

9 bis, chemin des Preés ZIRST - 38944 Meylan - FRANCE pr@’[:ex

Tol. + 33 476 411 481 - Fax + 33 476 901 654
E-mid : diprotex sa@diprotes.com

CUSTOMER:

GRINDING TOOL:

Manutactunr: Tipe: Whesl size Bpecification: Ident Ko.:

Consumption per year: Was the grinding tool suitable? YEE  NO

Workplece surface: The whesl: The whest: Whieel tace: Wheel wear:
1. good 1. grinds well 1. remaing open 1. stable 1. low

2. too rough 2 doss nol 2. |pads a il 2. gets round 2, normal
2. 100 fine 3. burns 3. loads (much) 3. crughes out 3. high

Efficiency of grinding ool {(number of pleces, number of cutts)

GRINDING MACHINE - GRINDING PROCEDURE

Grinding operation;
Machine type:
Grinding wheel oparating speed: mis  Revolutions: RPM
Workpiace spead: s Revolutions: __________ RPM
Tableteedspeed:  m/min Feed pm Infeed: ym____
Mounting of warkplece: Dressing wilh:
Dressing speed:  1.slow 2 omiddle 3. quick or mimin
I Wet grinding wlh: < Dry grinding
Cooling amount: 1. slow 2. middia 3. quick or Vimin
‘Surface Rugotest Ra: CLA-AA RZ

N ym . lmch — bm
WORKPIECE:
Material specification: 21 unhardenad L1 hardened o heat treated stapd:
Markdng: Hardness: HB Hro HV SH.
Tensile strangth: Nomm? Elastioity Plasticy

#3422 +1 0 -1 -2-3 #3 2 41 D1 23

WorkpieceanalysissC Si Mn P S Co Cr Wi Co A Mo YW T - =

Dmenskods of grinded surfaces of workpéace: Sketch:
Condition of woikpiacs; 1 Kot ground I Rovisgh groind 1 Pragroung
Nofes:

Date Slgnature:

Manutactiurer's recomimendation:
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TYPES OF GRINDING AND APPROPRIATE TYPES OF GRINDING TOOLS

ol W BN R TP Tk
i CYLIMDSEA) Gkt STWIIM ety || 14 EFRRIANT LLTTING
N "
i R i SETHTT R
A CERTRILELS G 154 CEREIMETH NS WTTH AT TMAE WAL
TP LET TFE di
m EENTRELESS GG 158 CELITY G- 1 TH (WIS FTRAARE ABACHNS
i AT TP 4
1 % TERNAL TG m CUTTIRG -V, BTN IWFEED) OF WIRKPSFE
TP s TV 49
%L HIREARCE AMEIGL WITH THAKEVE BLatad] ﬁ
i (T 17 CLITTING-CFF, MAMLIAL IWEED OF WIEEL
T LS 7 : TR di
i
= FLFTTIREG £ STAT HINAIT GRINDING
5 SESRFACE T MU WITH RTTATING TAELE 1l MRIHERE S
1 0 I TV 1A
T W- FLOHA RIMiAE
BPHACE R WITH VL a1
B | RARSVERSATING TABLE 188 FLINRS CLITTING
i
% TYPE 2 &30 35 36 0T TViE 20, 36 0
4 SUIRFACE AT WITH NeTDh i TAlLE Eo] CFRRLANIT [LODR BAMDNG
PP 2 383800 1 TV B8
[ E DL WL STRANIIT RN D #i 1A PRESELNE BN (SHALG
LSRR N TV A
e ) e e
s
i POCK R Feri] EFRRLANL TERIL TR
TYPE 8 TYFE: 5
Fer ) L
_Eg. Tvee 80,
o (FFILANE TN F==] [FFRIANI SHAIPEN I
da-
e A ny TVFE 5488
1 -ﬂ ! [T ke IR0
TPE: 4t
we| S OFFHANE] CLITTING M SUPERHINSH
1
Y & de TOPE Bl BF 1ML, 0
0 D " | rrmND GRIMDNGS WETOLT SAFETY
F Ak 4] TEAH AN TIHREAD GG
s 8 tr
I3 TH ART CHR IR o]
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Distributed by

. 8 bis, chemin des Pres - Inovallés - 38844 Meylan - FRANCE
Ipro ex Tél + 33 476 411 481 - Fax + 33 476 901 654 TOV
00

E-mail ; diprotex saf@diprotex.com



