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Grinding belongs among those cutting procedures in which the tool has many cutting edges that
are irregular in shape and act as turning knives during grinding. Grinding is performed at very
high speeds, up to 100m/s.

* Abrasive grit quality

* Abrasive grit size
¢ Hardness
e Structure

* Bonding material



csesin bonded

grinding wheels

Qimﬁed bonded

grinding wheels

MANUFACTURING PROGRAMME

Hybrid bonded

grinding wheels

Q\etol bonded

grinding wheels

‘:Iectroplcted

grinding wheels

acuum brazed
grinding wheels

BONDING SYSTEMS
. Resin bonded

%o | N

PROPERTIES

Organic, partially elastic bond

USE

Smaller removal and sharpening of metal materials

() Vinified bonded

Rigid, brittle bond

Greater removal of hard, tough metal materials

Hybrid bonded

Hard, partially brittle bond

Great removal of hard metal materials on CNC machines

i Metal bonded

Hard, tough bond

Processing glass, technical and grinding ceramics, stone and concrete

Rigid single-layer distribution of abrasive

Processing of metal and non-metal materials

Electroplated
Vacuum brazed

Rigid single-layer distribution of abrasive

Coarse processing of non-metal materials




\./(//70/.7@/7)67 DESIGNATION OF GRINDING TOOLS
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DESIGNATION OF ABRASIVE LAYER BORE GRINDING GRIT BOND TYPE
SUPPORTING BODY WIDTH DIAMETER Diamond D Based on the grinding
MATERIAL w H CBN B process

(only for resin and vitrified bond) ‘

6A2 - A 'ISO x10 x 3 x20 D 151 BMR C100

IR

GRINDING GRINDING THICKNESS GRIT SIZES CONCENTRATION
WHEEL WHEEL OF ABRASIVE Very coarse 1181 1001 852 711 Very low C25
SHAPE DIAMETER LAYER 601 427 356 301 Low C50
D X Coarse 252 213 181 151 126 Medium C75
Medium 107 91 76 64 High C100, C125
Fine 54 46 Very high  C150

Very fine 15 7

Necessary data for ordering:

- shape (plan for non-standard shapes)
- type of body (special requirements)

- dimensions

- abrasive type (special requirements)
- intended use of grinding wheel.

When re-ordering the order can be carried out only with an identical grinding wheel.



Tool shapes are standardized, but they
can also be custom-made according
to the needs of the users.

STANDARD SHAPES OF GRINDING TOOLS
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\_/(//70/.7(0\/7)67 SUPPORTING BODY MATERIAL

The body material is adapted to the shape and properties of the grinding tool bond.
Therefore, it is selected by the manufacturer.

Usually the following materials are used:

Material DESIGNATION \ISI,EE/\AI;T:\?(IB\I HEAT TRANSFER ABILITY ,S\/"I'ERE:?;I'I\'IILCAL
SINTER-ALUMINIUM / EEE EEE
DURALUMINIUM A Em EEEN
BAKELITE B EEEEN EE

STEEL J u EEEEN
ABRASIVE SINTER N EEN EEE
CERAMICS K [ [ § |

Less pronounced property H
Well pronounced property mmm

SINTER-ALUMINIUM is used for more rigid supporting bodies in softer bond systems. It adequately dampens
vibrations, transfers heat and provides good mechanical strength. It is a medium-weight material.

DURALUMINIUM is used when a more stable supporting body is needed. The supporting body material provides
good mechanical strength and a better heat transfer than sinter-aluminium. It is one of the heavier materials.

BAKELITE is a lighter material with very good vibration dampening properties. It is suitable primarily for wide resin
bonded abrasive rings that are used for surface or external circular grinding (e.g. for the 1AT shape).

STEEL - steel supporting bodies are significantly heavier than the other four types of materials. They are used
whenever good mechanical properties need to be ensured for thin abrasives, for example cutting tools (TATR).

ABRASIVE SINTER - has the same mechanical properties as sinter-aluminium. It is primarily suvitable for the simple
use of resin bonded grinding wheels. It represents a suitable choice when the abrasive ring is planned to be used
completely. It is available only after prior consultation with the manufacturer of grinding wheel.

CERAMICS are only used for vitrified bonded grinding wheels. They are rigid and hard, but allow full use of the
abrasive ring.



SUPERABRASIVE GRITS AND THEIR USE

Various types of superabrasive grits are used in grinding
tools.

Hardness

As the hardest abrasive material, diamond is suitable for

grinding and processing of non-ferrous metals: Friability
- tungsten carbides,

- combinations of tungsten carbides with steel,

- cermet, Poor
- PCD in PCBN,

- all types of ceramics, Medium
- glass, Chemical Thermal
- stone, resistance Good Sf(]bil”y
- construction materials,
- composites,

Thermal
conductivity

Strength

CBN (cubic boron nitride) is the second hardest abrasive
material used for working:

- all types of steel,

- stellite.

Compared to classic abrasives, superabrasive grits have
excellent mechanical properties. However, they have less
thermal stability, therefore they need to be cooled during
grinding.

Diamond CBN SiC Aluminium Oxide
grit grit grit grit



Sy Omer SUPERABRASIVE GRIT SIZE

The size of the abrasive grits determines the effect of grinding and the quality of the grinding surface.

The most cost-effective choice is the coarsest granulation that still achieves the required surface finish.
If a greater amount of material needs to be removed during grinding, a combination of coarse grinding and finish grinding is recommended.

For precise grinding and polishing, the following table applies which shows the granulations according to the different standards determining

the abrasive grit size. To simplify, one can view the sizes according to the FEPA standard as approximately corresponding to the mean grit size in
microns (D126 is approx. 0.126mm).

FEPA ASTM-E-11 DIN 848
213 70/80 212/180
o 181 80/100 180/150
Coarse grinding
151 100/120 150/125
126 120/140 125/106
107 140/170 106/90
Medium fine grinding o1 170/200 90/75
76 200/230 75/63
64 230/270 63/53
Fine grinding 54 270/325 53/45
46 325/400 45/38

DESIGNATION

POLISHING
Micron sizes

Size in pm 28-40 16-34 10-20 5-10

10



ROUGHNESS OF THE GROUND WORKPIECE SURFACE

The shape and material of the workpiece, the method of grinding and the machine for grinding determine the quality of the grinding
wheels. The abrasive grit size is chosen based on the desired depth of grinding and the required surface quality.

The roughness of the ground workpiece surface is measured primarily in the precision grinding of the metal materials, subject to:

GRIT SIZE according to the FEPA Medium roughness deviation Surface quality
SRRSOl Diamond CBN Ra (micron)
N7

/ B213 1.32

/ B181 1.12 N7 - N6

/ B151 0.75 N6

Very coarse D213 B126 0.66 N6
grinding D181 B107 0.53 N6 - N5
D151 B91 0.50 N6 - N5
D126 B76 0.45 N6 - N5

D107 B64 0.40 N5
D91 B54 0.33 N5 - N4
o D76 B46 0.25 N5 - N4

M;:’i'n” d"i‘ng“e D64 B35 0.18 N4
D54 / 0.16 N4 - N3
D46 / 0.15 N4 - N3
Polishing Micron sizes / / N3 - N2

11



\/(//-/\0/.7(0\/7767 BOND TYPE SELECTION

The bond type selection is based on the properties of the workpiece and the grinding process. In
general, softer materials are treated with coarser grinding wheels and harder workpieces with
softer ones.

The hardness of the grinding wheel is also dependent on the concentration of the superabrasive
grits - the higher it is, the harder the grinding wheel.

SOFTER BONDS HARDER BONDS

Cutting capacity Greater Smaller

Relative stock removal Greater Smaller
Pressure/force on spindle Smaller Greater

G grinding factor Smaller Greater

Lifespan of grinding wheel Shorter Longer
Temperature on the contact surface Lower Higher

12



Nesin bond

METALWORKING INDUSTRY

BASIC BOND TYPES

Various types of steel

ngh- arbide gste ore ellite
Tool speed A arbide
Harder Wet V80 BMRT V80 BMR/B40SR
Peripheral surface grinding Wet BMR BMRT BMR BM3N
and external cylindrical Standard
grinding Dry BMR BMRT B40SR
Softer grinding | Wet/soft BM75 BMN B40SN
Internol Stondord Wet BMK V80 BMK
cylindrical grinding Harder Wet CXB CXB B245 BMR/B40SR
indi Wet BMR BMRT BMR
Surface grinding on the Standard e
face Dry BM75 BMN B40S
Tool grinding and Wet BMRT BMR
sharpening for the metal Standard
industry Dry B47SR/BME B47SR B40SR BMR/V80T
Tool grinding and Wet BP2 BP2
sharpening for the wood Standard
programme Dry BMR B40SR
Profile grinding Standard Wet V80T CXB CX100
Creep feed |\, PIMR HYB
. grinding
CNC tool grinding £
ge Wet PIMR HYB CX100
sharpening
Wet BMI1R BMIR BM1EG/V80T
Standard
Cutting Dry BMIR BMIR BMIEG
Thin cutting Wet PIMR PIMR BMRG
Polishing Standard Wet BR

13



ry Comer BASIC BOND TYPES Ty
&itrified bond
METALWORKING INDUSTRY
Hardened steel Hardened steel DIA KD
(low alloy up to 60Hrc) | (over 62Hrc), matrix, OCR
D181 P3V C100 D46 P3V C125
Harder Wet B126 P4V3 C100 B107 P3V3 C100 COARSE COARSE
Feriigherel v ginelng Wet | B12606v3C100 | BI2605v3Cloo | D107 PAVCIO0 | D25 P3V CI25
and external cylindrical MEDIUM FINE
b Standard
grinding Wet D64 P4V C100
© FINE
Softer grinding | Wet B126 M6V3 C100
Internal cylindrical grinding Standard Wet B126 K6V3 C100
- plugs Harder Wet B126 M6V3 C100 B107 O5V3 C100 D46 P4V C100
Surface grinding on the face Standard Wet D64 P4V C100
etal bond

GLASS INDUSTRY

Basic MB 16

Surface grinding and drilling Harder MB 01
o ‘ Basic MB 02

Manual grinding and cutting Harder MB 01
CNC grinding Harder MB 17

14



SUPERABRASIVE GRIT CONCENTRATION

The concentration should be selected with respect to the grinding procedure. Low concentrations are recommended for fine abrasive grits,
large contact surfaces between the abrasive and workpiece and in manual grinding; high concentrations are more suitable for coarse grits,

small contact surfaces and whenever large profile stability of the grinding tool is required.

This is expressed as the quantity of diamond or cubic boron nitride grits in carats/cm® of the abrasive layer (1ct=0.2g).

The diagrams show the volume percentage of superabrasive grits in the abrasive ring.
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All superabrasive tools are manufactured in accordance with

EN 13236 and OSA provisions which determine the safety

INSTRUCTIONS FOR THE SAFE USE OF

GRINDING TOOLS

requirements for their production and use.

Short

designation

Designation

Free-hand grinding

- EN 13236,
- OSA,

- maximum peripheral speed,
- maximum revolutions (min'),

- short designation or symbol for limited use.

Application

The grinding tool is only used on stationary
grinding machines.

Therefore, products usually indicate the following (when possible):

RE 1 Note: This restriction only applies to grinding tools
NOT allowed which are not used on hand-held machines,
but can be installed on such machines.
Wet grinding oL - "
RE 3 NOT allowed Grinding tool is suitable only for dry grinding.
Permitted use only on machines The grinding tool is only used on stationary
RE 4 with a totally enclosed grinding machines with a
working area. TOTALLY ENCLOSED WORKING AREA.
Side pressure is The grlnd.lng to?l is only used on cuthng m.cchlnes.
RE 6 NOT allowed Note: This restriction only applies to grinding tools
which are used on hand-held machines.
RE 10 Only wet grinding is allowed The grinding tool is only suitable for wet grinding. ‘ ‘

16



Grinding tool manufacturer

Machine manufacturer

Machine/tool user

The following subjects are responsible for safety during grinding:

The grinding tool manufacturer must manufacture a safe tool, which is achieved through the correct
selection of raw materials, a correct technological manufacturing procedure and the required product
control.

The control methods are prescribed by the SIST EN 13236 and the FEPA international standards as well
as our internal standards. The dimensional requirements are defined by ISO 22917.

The grinding machine manufacturer must ensure a stable machine installation and the strength of the
protective housings. The strokes and displacements must be set so that the required product accuracy
can be achieved. Instructions for the correct and safe use of the machine must also be prepared.

Follow the manufacturer’s instructions for the machine and the tool:

- Take care to store the grinding tools properly.

- Check the grinding tool before mounting (in case of damage, contact the grinding tool manufacturer).
- If necessary, balance and properly mount the grinding tool.

- Prepare the grinding machine correctly.

- Test the grinding tool without any load.

®O0 o0

17
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Mounting the grinding tools

Cooling

Dressing grinding tools and
opening the structure

GENERAL INSTRUCTIONS

The machine/tool user should consider the following:

High-quality grinding requires grinding machines with a rigid construction, a powerful drive and
high-quality spindle bearings. During mounting, it is recommended that the grinding tool is first
partially tightened and that the run out is minimized using a measuring device. All contact surfaces
must be clean. Once mounted, the grinding tools should not be removed from the spindle until
they are worn out.

Cooling should be performed whenever the grinding procedure allows for it, since the coolant
takes away the heat and the chips and enables a finer surface finish to the workpiece. We
recommend the use of a water solution with up to 2% oil, and oil with additives.

The use of water solutions with additives is not recommended during grinding with resin bonded
CBN grits due to the risk of chemical degradation of the abrasive.

Feeding the coolant at the contact area is significantly better than feeding it to the grinding tool
core or workpiece.

Vitrified bonded grinding tools are used for dressing. Their grit size must be one grade coarser
than that of the superabrasive grits which are dressed. Both grinding tools here revolve in the
same direction, whereby the peripheral speed of the vitrified bonded grinding tool is 15-25m/s,
and that of the superabrasive grinding tool is lower by half. Grinding tools with abrasive rings on
the face can also be dressed by rubbing them against abrasive grits, which are applied onto a
flat metal or glass surface.

This reopens the surface of a dulled grinding tool, even though the grinding tools are already self-
sharpening when correctly used.

The structure of dulled grinding tools can also be opened using a vitrified bonded tool, which is
enclosed with the grinding tool (only for resin and hybrid bonded tools). Resin bonded CBN
grinding tools for flat surface grinding hardened steels are sometimes also dressed by grinding
into soft steels at a peripheral speed of 15m/s.

Dressing and profiling of vitrified bonded superabrasive grinding tools is also possible with
diamond systems.

18



Storage of grinding tools

Inspection of grinding tools

Grinding tools are sensitive to atmospheric influences and impacts which cause cracks that are
invisible to the human eye but may cause the tool to break when the machine is started.
Grinding tools must be stored well-protected, preferably in the original packaging. The storage
area should not be damp and the temperature not below freezing.

The lifespan of resin and hybrid bonded grinding wheels is three years from the date of
manufacture. Vitrified, metal and electroplated grinding wheels do not have limited durability if
stored properly.

All grinding wheels have a 3-year warranty.
Even though the packaging protects the product during transport, the boxes or crates should be
moved carefully. After admission to the warehouse and prior to mounting the grinding wheel on

the grinding machine, be sure to make a visual inspection.

If the grinding wheel is inadequate, consult the manufacturer about its suitability for use prior to
mounting.

19
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OVERVIEW OF ABRASIVES BY THEIR INTENDED USE

11 e Peripheral surface grinding and external cylindrical grinding
1o Internal cylindrical grinding
1e3 e Surface grinding on the face
L P Tool grinding and sharpening
15 o Tool grinding and sharpening in the wood industry
T Profile grinding
L P 228 CNC tool grinding
T8 Cutting
,.z 100 Grinding of PCD and PCBN
-
T 10 - oo Manual grinding
175 T T Metalography

28-33

34-40

41-45

46-58

59-63

64-65

66-68

69-71

72-73

74

75




\./(//70/.'7@/7)67 STANDARD SHAPES OF GRINDING TOOLS
IN THE METALWORKING INDUSTRY
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STANDARD SHAPES OF GRINDING TOOLS
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oy omer RECOMMENDATIONS FOR THE SELECTION OF THE WORKING
PARAMETERS FOR STANDARD MACHINES

The table below shows the guidelines for precision grinding in the metalworking industry with respect to the grinding process.

- GRINDING DEPTH
LONGITUDINAL FEED Coarse grinding Medium grinding Fine grinding
m/min mm mm mm
Surface 5-20 0.01-0.03 0.005-0.02 0.001-0.01
grinding
External 05-3.0 0.01-0.02 0.005-0.01 0.001-0.005
cylindrical grinding
Internal 05-2.0 0.005-0.02 0.005-0.01 0.001-0.005
cylindrical grinding
Grinding and 0.5-6.0 0.02-0.01 0.01-0.02 0.005-0.001
tool sharpening
Grinding phoses PERIPHERAL SPEED FEED RATE GRINDING DEPTH
for the production of milling .
. V. m/s mm/min mm
machines s
D CBN D CBN D CBN
Creep feed grinding 18-22 30-50 30-200 | 50-200 Full groove depth Full groove depth
up to ~ 7mm up to ~ 7mm
Grinding of free angle 18-22 30-50 50-300 200-300 0.3-1 0.3-1.5
Lateral grinding 18-22 30-50 30-40 60-70 Depends on the geometry of the | Depends on the geometry of the
front part front part
Lateral grinding = slits 18-22 30-50 30-70 | 40-50 Full groove depth Full groove depth
up to ~ 4mm up to ~ 5mm

Refer to the manufacturer for all other methods.

26



WORKING PARAMETERS FOR CREEP FEED GRINDING IN THE
MANUFACTURE OF TUNGSTEN CARBIDE CUTTING TOOLS

PROFESSIONAL HYPERFLUTE
Polyamide resin bond Hybrid bond
min. | | | max.
Grinding Feeding speed Vi

depth (mm/min)

(mm) 30 40 50 60 70 80 100 120 140 160 180 200

2.6 2.6 3.0 6.1 6.9 7.8 8.7

2.8 2.8 3.3 6.5 7.5 8.4 9.3

3.0 3.0 3.5 6.0 7.0 8.0 9.0

3.2 2.7 3.2 6.4 7.5 8.5 9.6

3.4 2.8 34 6.8 7.9 9.1 10.2

3.6 3.0 6.0 7.2 8.4 9.6

3.8 2.5 3.1 6.3 7.6 8.9 10.1

4.0 2.7 3.3 6.7 8.0 9.3 10.7

4.2 2.8 3.5 5.6 7.0 8.4 9.8

4.4 2.9 5.9 7.3 8.8 10.3

4.6 2.3 3.1 5.4 6.1 7.7 9.2

4.8 2.4 3.2 5.6 6.4 8.0 9.6

5.0 2.5 3.3 5.8 6.7 8.3 10.0

55 2.8 55 6.4 7.3 9.2 11.0

6.0 3.0 6.0 7.0 8.0 10.0

6.5 3.3 5.4 6.5 7.6 8.7 10.8

7.0 5.8 7.0 8.2 9.3
Grinding tool peripheral speed Vec: Formulas: Quantity of ground material Q*w [mm?®/mm*s]
Professional=18-22m/s Q" w=(at*Vt)/60 [mm*/mm*s] Grinding depth at [mm]
NEW - Hyperflute=18m/s Vi=(Q w*60)/at [mm/min] Feeding speed Vi [mm/min]

27



PERIPHERAL SURFACE GRINDING AND EXTERNAL
CYLINDRICAL GRINDING

s omer @

‘“esin bonded grinding wheels \ D

1A1
DxUxXxH V i AD

D U X H
75 5-20 3/4/5/6
90 5-20 3/4/5/6
100 5-20 3/4/5/6/8
125 5-20 3/4/5/6/8
150 5-20 3/4/5/6/8/10
175 5-25 3/4/5/6/8/10
200 10-25 3/4/5/6/8/10/12 9
220 10-25 3/4/5/6/10 g
250 10-25 3/4/5/6/8/10/12/15 §
300 10-30 3/5/6.4/8/10/12.7 3
350 12-30 3/5/8/10/15
400 12-30 3/5/6.4/12.5
450 10-30 3/5/10/12.7
500 15-40 3/6.4/10/12.7

Order prinfout sample: 600 15-40 6.4

1A1 450 x20 x5 x 127

B151 BMR C75 750 15-40 6

28



Qitrified bonded grinding wheels

1A1
DxUxXxH

1A1- K
DxUxXxH

7

Order printout sample:
1A1-K 400 x 20 x 5 x 127
B126 O6V3 C100

D U X H
100 5-25 6/6.4/8/10/12/12.5/15 20/25/32
125 5-25 6/6.4/8/10/12/12.5/15 20/25/32
150 5-25 6/6.4/8/10/12/12.5/15 20/25/32
175 2-25 6/6.4/8/10/15/20/25 20/25/32/40
200 5-30 6/8/10/12/12.5/15/20/25 20/25/32/40/51
220 5-25 6/10 20/25/32/40/51
250 10-30 6/8/10/12/15 25/32/40/51/76
300 10-25 8/10/12 32/40/51/76/127
TA
| E
D U X H
250 10-30 5/6/8/10/12/15 25/32/40/51/76
300 10-25 5/6/6.4/8/10/12 32/40/51/76/127
350 10-25 5/8/10/15/25 32/40/51/76/127/151
400 10-25 5/6.4/10/12.5/20 51/76/127/151/203
450 10-25 5/10/12.5/20 76/127/151/203
500 10-25 6.4/10 76/127/151/203

29



\/(//-/\0/.7(0\/7767 @‘ PERIPHERAL SURFACE GRINDING AND EXTERNAL
CYLINDRICAL GRINDING

‘“esin bonded grinding wheels TJ

A1 HTV\/ N’
DxUxXxH e
H N
J \\/

i

D U X H T J
50 3/5/8 3/4/5 5 35
55 3/5/8 3/5 5 38
63 3/5/8 3/5 5 45
75 5/6/8/10 3/4/5/6 8 55
90 5/6/8/10 3/4/5/6 8 65
100 5/6/8/10 3/4/5/6/8 8 75
125 5/6/8/10/12 3/4/5/6/8 10 100
150 6/8/10/12/15/20 3/4/5/6/8/10 , 10 120
175 6/8/10/12/15/20/25 3/4/5/6/8/10 ?é 10 140
200 6/8/10/12/15/20/25 3/4/5/6/8/10/12 £ 12 160
220 6/8/10/12/15/20/25 3/4/5/6/10 2 12 180
250 8/10/12/15/25/30 3/4/5/6/8/10/12/15 2 200
300 10/15/20/25/30 3/5/6.4/8/10/12.7 15 250
350 10/15/20/25/30 3/5/8/10/15 15 300
400 10/15/20/25/30 3/5/6.4/12.5 20 350
450 10/15/20/25/30 3/5/10/12.7 20 400
500 15/20/25/30/40 3/6.4/10/12.7 25 450

Order printout sample: 600 15/20/25/30/40 6.4 25 550

1V3A1 250 x 10 x 3 x 76

D126 B40S C75 750 15/20/25/30/40 6 25 700
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Qitrified bonded grinding wheels X

B

3A1 ‘B 7B Z E
DxUxXxH | {r 7
H o
J
D U X H T J
100 5-25 6/6.4/8/10/12/12.5/15
125 5-25 6/6.4/8/10/12/12.5/15
150 5-25 6/6.4/8/10/12/12.5/15 L <
175 5.25 6/6.4/8/10/15/20/25 E E E
200 5-25 6/8/10/12/12.5/15/20/25 s g
220 5-25 5/6/10 S & O
Orerptoutsompler 250 10-25 6/8/10/12/15
B126 0O6V3 C100 300 10-25 6/6.4/8/10/12




\/l/)/."/@/])ﬂ' @ PERIPHERAL SURFACE GRINDING AND EXTERNAL
CYLINDRICAL GRINDING

‘“esin bonded grinding wheels T**X
|
14A1 - | E
DxUxXxH H
J

D U X H T . )
50 3/5/8 3/4/5 5 35
55 3/5/8 3/5 5 38
63 3/5/8 3/5 5 45
75 5/6/8/10 3/4/5/6 8 55
90 5/6/8/10 3/4/5/6 8 65
100 5/6/8/10 3/4/5/6/8 8 75
125 5/6/8/10/12 3/4/5/6/8 10 100
150 6/8/10/12/15/20 3/4/5/6/8/10 . 10 120
175 6/8/10/12/15/20/25 3/4/5/6/8/10 “é 10 140
200 6/8/10/12/15/20/25 3/4/5/6/8/10/12 £ 12 160
220 6/8/10/12/15/20/25 3/4/5/6/10 ‘% 12 180
250 8/10/12/15/25/30 3/4/5/6/8/10/12/15 © 200
300 10/15/20/25/30 3/5/6.4/8/10/12.7 15 250
350 10/15/20/25/30 3/5/8/10/15 15 300
400 10/15/20/25/30 3/5/6.4/12.5 20 350
450 10/15/20/25/30 3/5/10/12.7 20 400
500 15/20/25/30/40 3/6.4/10/12.7 25 450

Order prinfout sample: 600 15/20/25/30/40 6.4 25 550

14A1 500 x 20 x 6.4 x 203.2

D107 BMR C75 750 15/20/25/30/40 6 25 700
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Qitrified bonded grinding wheels

14A1
DxUxXxH

Order printout sample:
14A1 300 x 25 x 10 x 127

B126 P4V3 C100

D u X H T )
100 5-25 6/6.4/8/10/12/12.5/15
125 5.25 6/6.4/8/10/12/12.5/15
150 5.25 6/6.4/8/10/12/12.5/15 g =8 =
175 2-25 6/6.4/8/10/15/20/25 g E E
200 5-30 6/8/10/12/12.5/15/20/25 s s s
220 5-25 5/6/10 3 S O
250 10-30 6/8/10/12/15
300 10-25 6/6.4/8/10/12
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\/d/)/."/@/ﬂﬂ' @ INTERNAL CYLINDRICAL GRINDING

@esin bonded grinding wheels ‘ D

1A1

DxUxXxH V

D U X H
6 6-10 1.5
7 6-10 2
8 6-10 2
9 6-10 2
10 5-10 2
12 5-10 2
15 10-15 2/3/5
18 10-15 2 K
20 10-15 2/3/5 g
22 10-15 2/3/5 s
25 10-15 2/3/5 3
30 10-20 2/3/5
35 10-20 2/3/5
40 10-20 3/4
45 10-20 3/4
50 5-20 3/4/5
Order printout sample: 55 5_20 3/5
1A1 35x12x3x10
B107 BMK C75 63 5-20 3/5
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-
Qitrified bonded grinding wheels I | Iq
‘ i
1A1- K H
DxUxXxH
D U X H
20 10-20 3 3/6/8/10
22 8 3 8
25 10-25 3/5 6/8/10/13
30 10-25 3 8/10/13/16/20
35 10-25 3 8/10
40 10-25 3/8 8/10/13/16
45 10-25 7.5 8/10
50 10-25 3 8/10/13/20
60 10-25 3 15
75 10-25 3 20
D ‘
Glectroplated grinding wheels L
i
1A1 \ 1
DxTxH H
D T H
10 10/15 6
15 10 8
20 10 8
Order printout sample:
1A1 20x 10x 8 25 10 10
B126 30 15 10
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\/l/)/."/@/])ﬂ' @ INTERNAL CYLINDRICAL GRINDING

Oesin bonded grinding wheels

Tw‘
v

1A1S \
DxUxXxHxD, xT, H

D U X H D, T,
15 10/15 2/3/4/5 10 4/6
18 10/15 2 12 4/6
20 10/15 2/3/5 & 12 4/6
22 10/15 2/3/5 E 12 4/6
25 10/15 2/3/5 s 1317 4/6
30 15/20 1.5/2/3/5 S 16/20 6/8
35 15/20 2/3/5 25 6/8
40 15/20 3/4 30 6/8
Oitrified bonded grinding wheels
D U X H D, T,
1A1S5-K 20 10-20 3 6/8/10 12
DxeXxHxD]xT] 22 ) 3 8 12
25 10-25 3/5 6/8/10/12.7/13 13-18
30 10-25 3/5 8/10/12.7/13 16 - 22
35 10-25 3/5 8/10/12.7/13 20 - 28 Tjj;
40 10-25 3/5/8 8/10/12.7/13 20 - 32
45 10-25 7.5 8/10/12.7/13 20 - 28
50 10-25 3/5 6/8/10/13/20 30 - 40
?Sesrf”;:f;:"ff; 10x 15x 10 60 10-25 3/5 20 30 - 45
B107 O5V3 C100 75 10-25 3/5 20 30 - 50
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"‘esin bonded grinding wheels x| F‘

SEs S e

1AW Li=20

DxTxXxYxlLl
D T X Y L
6 6/10 1.5 6 70
7 6/10 2 6 70
8 6/10 2 6 70
9 6/10 2 6 70
10 6/10 2 6 70
12 6/10 2 6 70
15 6/10/12 2 6/8 70
18 6/10/12 2 6/8/10 70
20 6/10/12 2 6/8/10 70

Qitrified bonded grinding wheels

1A1W D T X Y L

DxTxXxYxl 8 6/10 2 6 70
9 6/10 2 6 70
10 6/10 2 6 70
12 6/10 2 6 70
14 6/10 2 6 70
15 6/10/12 2 6/8 70

Gy i 6/10/12 2 /50 70

B91 O5V3 C100 20 6/10/12 2 6/8/10 70
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oy omer

ﬁesin bonded grinding wheels

1A8W
DxTxXxYxl

Order printout sample:
TABW 6x6x2x6x70

D64 B40S C75

@ INTERNAL CYLINDRICAL GRINDING

D T X Y L
3 6 0.5 3/6 70
4 6 1 3/6 70
5 6 1.5 3/6 70
6 6 2 3/6 70
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T
tﬂectroplcted grinding wheels T
o BZem—}- - - >
T1A1TW j: .
DxTxl, xYxl :
D T L, Y L
1 5 10 3 40/55
15 5 12 3 40/55
2 5 12 3 40/55
2.5 5 16 3 40/55
3 5 16 3 40/55
L
T
1A1TW DT 2 — — — i
DxTxYxl [ Y2
D T Y L
3.5 5 3 40/55
4 5 3 40/55
4.5 5 3 55
5 6 3 55
6 6 3 55
7 8 6 60
8 10 6 80
9 10 6 80
10 10 6 80
Order printout sample:
TATW 6 x6x3 x55 12 10 6 80
B126 15 10 8 80
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\_/l/)/."/@/])ﬂ' @ INTERNAL CYLINDRICAL GRINDING

D

|
Qitrified bonded grinding wheels ‘ ‘
H

1A8 5 " m

DxUxH 8 5-10 3/4
9 5-10 3/4
10 8-16 3/4
12 8-16 3/4
13 8-16 4/5
14 8-16 4/5/6
16 8-20 4/5/6
17 8-20 4/5/6
18 8-20 4/5/6
D
D1

1A8S

T4

DxUxHxD, xT

1

D U H D T
8 5-10 3/4
% 5-10 3/4
10 8-16 3/4 é
12 8-16 3/4 N
< Max.
13 8-16 4/5 g U/2
14 8-16 4/5/6 g
16 8-20 4/5/6 =
Order printout sample:
1A85 18 x 20 x 6 x 12 x 8 17 8-20 4/5/6
B126 06V3 C100 18 8-20 4/5/6
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™

©___ h

EE7 w %

|
H
‘%esin bonded grinding wheels
D w X H T, E
11A2 50 3/4/5 2/3/4 13 8
Dy W x X x H 55 10 2/3/4 15 10
63 3/5/10 2/3/4 15 10
75 3/4/5/6/8/10/15 2/3/4/5 18 10
90 3/4/5/6/8/10 2/3/4/5 L 22 10
100 3/4/5/6/8/10/1.5/15/20 2/3/4/5 E 22 10
125 3/4/5/6/8/10/12.5/15/20 2/3/4/5/6 S 23 10
150 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 S 23 10
175 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 23 12
200 4/5/6/8/10/12/15/20/25 2/3/4/5/6 23 12
220 4/10/15/20 2/3/4/5/6 25 12
250 5/6/8/10/12/15/25 2/3/4/5/6 25 15
Qitrified bonded grinding wheels

D w X H T, E
11A2 100 6/8/10/12.5/15/20 4-6 22 10
D x Wix X x H 125 6/8/10/12.5/15/20 4-6 . 23 10
150 6/8/10/12.5/15/20/25 4-6 ?;: 23 10
175 6/8/10/12.5/15/20/25 4-6 £ 23 12
| | 200 6/8/10/12/15/20/25 4-6 5 23 12
Orderprnon sanple 220 10/15/20 4-6 25 12
B107 P4V3 C100 250 8/10/12/15/25 4-6 25 15




Sy omer

‘Wesin bonded grinding wheels

1A2M
DxWxXxH

1TM2
DxWxXxH

Order printout sample:
TM2 125 x5x2x20

D64 B40S C75

)

SURFACE GRINDING ON THE FACE OF THE WHEEL

D
FW—
i WX
‘
1 i
H
D w X H
300 140 5
400 130 5 o
400 150 5 ?;:
400 175 5 £
500 180 5 5
600 150 5/10
600 230 5/10
D
W
A
] |
H >
D Y, X H
125 3/5 1/1.5/2
Custom-made
150 3/5 1/1.5/2
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D |

ik

I

|
- —~7s
ﬁesin bonded grinding wheels H
o
1z : ’ C
50 3/4/5/10 2/3/4 7 5
55 10 2/3/4 7 5
63 3/5/10 2/3/4 9 6
75 3/4/5/6/8/10/15 2/3/4/5 9 6
90 3/4/5/6/8/10 2/3/4/5 L 10 6
100 3/4/5/6/8/10/12.5/15/20 2/3/4/5 é 10 6
125 3/4/5/6/8/10/12.5/15/20 2/3/4/5/6 S 4 8
150 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 3 16 9
175 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 18 10
200 4/5/6/8/10/12/15/20/25 2/3/4/5/6 20 11
220 4/10/15/20 2/3/4/5/6 23 13
250 5/6/8/10/12/15/25 2/3/4/5/6 23 13
Oitrified bonded grinding wheels
D W X H T E
12A2/20° 100 6/8/10/12.5/15/20 4-6 10 8
D x W x XxH 125 6/8/10/12.5/15/20 4-6 ., 14 10
150 6/8/10/12.5/15/20/25 4-8 _é 16 %
175 6/8/10/12.5/15/20/25 5-10 £ 18 10
| | 200 6/8/10/12/15/20/25 6-12 3 20 n
e 220 10/15/20 s TR
D91 P3V C125 250 8/10/12/15/25 5-10 23 13
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Sy omer

@ SURFACE GRINDING ON THE FACE OF THE WHEEL

% .
‘Nesin bonded grinding wheels %\ 1 ‘ :J[
* .
12A2/45° w | o
D x W >{X x H [ W ‘ f
H

D w X H T, E
50 3/4/5/10 2/3/4 20 8
55 10 2/3/4 20 8
63 3/5/10 2/3/4 20 8
75 3/4/5/6/8/10/15 2/3/4/5 20 10
90 3/4/5/6/8/10 2/3/4/5 L 922 10
100 3/4/5/6/8/10/12.5/15/20 2/3/4/5 § 22 10
125 3/4/5/6/8/10/12.5/15/20 2/3/4/5/6 S 22 10
150 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 3 22 10
175 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 25 12
200 4/5/6/8/10/12/15/20/25 2/3/4/5/6 25 12
220 4/10/15/20 2/3/4/5/6 25 12
250 5/6/8/10/12/15/25 2/3/4/5/6 25 12
Qltrlﬁed bonded grinding wheels D W X H T E
12A2/450 100 6/8/10/12.5/15/20 4-6 22 10
B x W x XxH 125 6/8/10/12.5/15/20 4-6 < 22 10
150 6/8/10/12.5/15/20/25 4-6 5 22 10
175 6/8/10/12.5/15/20/25 5-10 £ 25 12
| 200 6/8/10/12/15/20/25 6-12 3 25 12
e 220 10/15/20 s TRT
B126 0O6V3 C100 250 8/10/12/15/25 6-15 25 12
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N |
NN |
x|

C'Jesin bonded grinding wheels ml : -
6A2 D w X H T, E
DxWxXxH
30 3/5 2/3 18 8
40 3/5 2/3 20 8
45 3/4 2/3 20 8
50 3/4/5/10 2/3/4 20 10
55 10 2/3/4 20 10
63 3/5/10 2/3/4 ° 20 10
75 3/4/5/6/8/10/15 2/3/4/5 _é 20 10
90 3/4/5/6/8/10 2/3/4/5 £ 22 10
100 3/4/5/6/8/10/12.5/15/20 2/3/4/5 2 2 10
125 3/4/5/6/8/10/12.5/15/20 2/3/4/5/6 22 10
150 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 22 10
175 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 25 13
200 4/5/6/8/10/12/15/20/25 2/3/4/5/6 25 13
220 4/10/15/20 2/3/4/5/6 25 13
250 5/6/8/10/12/15/25 2/3/4/5/6 25 13
@itriﬁed bonded grinding wheels D w X H T, E
100 6/8/10/12.5/15/20 4-10 22 10
6A2 125 6/8/10/12.5/15/20 4-10 22 10
DxWxXxH 150 6/8/10/12.5/15/20/25 4-10 < 22 10
175 6/8/10/12.5/15/20/25 4-10 E 25 13
200 6/8/10/12/15/20/25 4-10 S 25 13
220 10/15/20 6-10 S 25 13
Orcer pinloutsample: 250 8/10/12/15/25 6-12 25 13
B126 M6V3 C100 300 8/10/12 6-12 30 15
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\/d/)/.?@/])ﬂ' TOOL GRINDING AND SHARPENING

"‘esin bonded grinding wheels ‘
-

1L1 R0.5
DxUxXxH

D U X H
75 3/4/5/6/10 2/3/5
100 3/4/5/6/10 2/3/5 <
125 3/4/5/6/10 2/3/6 §
150 4/5/6/10 3/5/6 9
175 6/10/15 3/5/6 3
200 6/10/15 3/5/6
‘ D
ﬁ T
1V1/V° :
D x U/x X x H ’ : -
¥y
D U X v H
50 5/10 3/5 10/15/20/30/45
75 6/10 3/5 10/15/20/30/45 >
90 6/10 3/5 10/15/20/30/45 E
100 6/10/12 3/5/6/8/10 10/15/20/30/45 9
?V"jj’lgij"*j’;:‘x’";”fé . 125 6/10/12 3/5/6/8/10 10/15/20/30/45 S
D91 BP C100 150 6/10/12 3/5/6/8/10 10/15/20/30/45
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t’*esin bonded grinding wheels - P |

1C9
DxTxWxXxH

D T w X H
100 10 10 2 °
O
125 10 10 2 9
150 10/20 10 2/3 g
175 20/25 10 3/4 g
200 20/25 10 3/4
D
><TT
! 2 E
1FF1 R R H
DxUxX/RxH
D ] X R H
50 4 2 2
75 4 2 2
75 8 2 4 °
100 5 2 2.5 ?;:
125 6 2 3 g
125 8 2 4 5
Q
125 16 2 8
Order printout sample:
1FF1 125 x 6 x 2/3 x 20 150 S 2 2.5
B76 BMR C100 150 20 2 10
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vy Omer TOOL GRINDING AND SHARPENING

D ‘
ﬁesin bonded grinding wheels ! ‘
- IS .
4A2 H
DxWxXxH
D w X H O T,
50 3/4/5/10 2/3/4 6
55 10 2/3/4 6
63 3/5/10 2/3/4 6
75 3/4/5/6/8/10 2/3/4/5 6
90 3/4/5/6/8/10 2/3/4/5 8 3
100 3/4/5/6/8/10/12.5/15 2/3/4/5 cg,) 8
125 3/4/5/6/8/10/12.5/15 2/3/4/5/6 s 8
150 3/4/5/6/8/10/12.5/15,/20 2/3/4/5/6 3 8
175 3/4/5/6/8/10/12.5/15/20/25 2/3/4/5/6 10
200 4/5/6/8/10/12/15/20/25 2/3/4/5/6 12
220 4/10/15/20 2/3/4/5/6 12
250 5/6/8/10/12/15/25 2/3/4/5/6 14
Qitrified bonded grinding wheels

4A2 D w X H T,
D x W x X x H 100 5/6/8/10/12.5/15 5-8 8
125 5/6/8/10/12.5/15 5-8 © 8
150 5/6/8/10/12.5/15/20 5-8 _é 8
175 5/6/8/10/12.5/15/20/25 6-10 £ 10
| 200 5/6/8/10/12/15/20/25 6-10 g 12
- 220 10/15/20 610 E
B107 O4V3 C100 250 8/10/12/15/25 8-12 14
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C'*esin bonded grinding wheels Wl
» T
4ET9 HTW i %ﬁ
DxWxXxH H
J
D w X H T J
50 6 1/2 4 14/25
75 6/10 1/2 ° 5 27/39
100 6/10 1/2 § 6 41/52
125 6/10 1/2 9 8 43/55
150 6/10 1/2 3 10 43/57
175 6/10 1/2 12 71/82
D ‘
K W
HA/\HO"
4BT9 - ; <N
DxWxXxH H
J
D w X H T K=J
50 6/10 1/2 6 20/26
75 6/10 1/2 X 8 34/40
100 6/10 1/2 § 10 48/54
125 6/10 1/2 S 12 62/68
Orcerprnon sampl: 150 6/10 1/2 S 14 76/82
D76 B40S C75 175 6/10 1/2 14 101/107
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\_/d/)/y@/”ﬂ' TOOL GRINDING AND SHARPENING

Ll

‘Nesin bonded grinding wheels %\

6A9 "
DxXxUxH
D X U H T
50 2/3 6/10 20
75 2/3/4 6/10 25 10
100 2/3/4 6/10 o 30 10
125 2/3/4 6/10 ?é 30 10
150 2/3/4 6/10 £ 35 10
175 3/4/5 6/10 § 35 10
200 3/4/5 6/10 40 13
220 3/4/5 6/10 40 13
250 3/4/5 6/10 40 13
D
W
6C2 ]
DxWxXxUxH DL% 1
— | <
“| |
H
D w X U H T E
100 6/10 3 5/7 22 10
ORISR 125 6/10 3 5/7  Cusommade 22 10
D91 V80 C75 150 6/10 3 5/7 22 10




| X
ﬁesin bonded grinding wheels ‘ T 1
\ >
6V9 - \
DxXxUxH ul U |
H 20
D X U H T E
75 2/3 6/10 K 25 8
100 2/3 6/10 2 30 10
125 2/3 6/10 5 35 10
150 2/3 6/10 3 35 10
‘ D ‘
W
12Vv5/v° i< Q
DxWxXxH m }
\
— i
L”l \W | 25°
H
D w X H T " E
75 4/6 2/3 K 15 10/20 10
100 6/10 2/3 g 18 10/20 10
Order printout sample: 125 6/] 0 2/3 _S 18 10/20 10
12V5/10° 100 x 6 x 2 x 20 3
576 BMR C75 150 6/10 2/3 ) 20 10/20 12




\/d/)/.?@/])ﬂ' TOOL GRINDING AND SHARPENING

-

C'Jesin bonded grinding wheels [ f— } a
= w |
9A3 i | ﬁ{
DxWxXxH H >
D w X H T E
75 o) 2/3/4 22 10
100 6/10 2/3/4 £ 22 10
O
125 6/10 2/3/4 E 22 10
150 6/10/15 2/3/4 L 25 14
175 6/10/15 2/3/4 3 25 14
200 10/15/20 2/3/4 30 18
D ‘
mk
9U1 ‘
DxTxWxXxH '_[ ;
H X
D T w X H
75 10/15 6/10 2/3
100 10/15 6/10 2/3 <
O
125 10/15 6/10 2/3 g
150 10/15 6/10 2/3 2
Order printout sample: 2
QU1 100 x 10 x 6 x 3 x 20 175 10/15 10/15 2/3 ©
B126 BMR C75 200 10/15 10/15 2/3




"Jesin bonded grinding wheels

11V9
DxXxUxH

Order printout sample:
11V9 100 x 3 x 10 x 20
D64 CX100 C100

D

| S

| %o E—

| N

H
D X U H T E
40 1.5/2/3 6 18 8
50 1.5/2/3 6 . 20
75 1.5/2/3 6/10 g 30 10
90 1.5/2/3 6/10 £ 35 10
100 1.5/2/3 6/10 g 35 10
125 1.5/2/3 6/10 40 10
150 1.5/2/3 6/10 50 10
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oy omer

ﬁesin bonded grinding wheels

12A9
DxWxXxH

Order printout sample:
12A9 150 x 6 x 3 x 20

B151 B47S C75

TOOL GRINDING AND SHARPENING

D
r
14z ; 7=
- H

D w X H T E
50 3/5 2/3 10 8/7
63 3/5 2/3 10 8/7
75 6/10 2/3 o 10 8/7
90 6/10 2/3 'é 10 8/7
100 6/10 2/3 £ 10 8/7
125 6/10 2/3 3 10 8/7
150 6/10/12.5 2/3 12 10/9
175 6/10/12.5 2/3 12 10/9
200 6/10/12.5 2/3 12 10/9
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cuesin bonded grinding wheels

- |
12A2/1 ) %x i =
DxWxXxH = u_lj v i =
H
D w X H T, E
75 3/4/5 2/3 18 8
100 3/4/5 2/3/4 2 18 8
O
125 3/4/5 2/3/4 ; 19 9
150 3/4/5 2/3/4 S 20 10
175 4/5/6 2/3/4 3 20 10
200 4/5/6 2/3/4 20 10
D
12v9/25° T,l
DxXxUxH .
o i = _
H
D X U H T E
100 3 2 c 12 10
Order printout sample: ustom-
12V9/25° 100 x 3 x 2 x 20 125 3 2 made 13 10
D46 BMN C50 150 3 3 16 10
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\/d/)/.?@/])ﬂ' TOOL GRINDING AND SHARPENING

‘Vesin bonded grinding wheels ‘[ﬂkx

% — 5

12€9/20° = ~Z7 < || x

D x W x X/U x H H A
D w X U H T, E
50 3/5 1 2 o 8 5
75 6/8/10 2 4 E 8 5
100 6/10/15 2/3 4/5 g 9 6
125 6/10/15 2/3 4/5 g 13 8
150 8/10/15 2/3 4/5 15 9
‘ D
-

‘ — o
12C9/45° i % | |
D x W x X/U x H *u[ \((/ o
!
H

D w X V) H T, E
50 3/5 1 2 o 18 10
75 6/8/10 2 4 ?é 22 10
100 6/10/15 2/3 4/5 £ 22 10

Order printout sample: b

12C9/45° 100 x 10 x 3/5 x 20 125 6/10/]5 2/3 4/5 6 22 10

D107 B40S C100 150 8/10/15 2/3 4/5 22 10
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X «XL
\ s
Oesin bonded grinding wheels - @ | &
' vl
14U1
DxUxWxXxH
D U W X H T
75 6 6/10 2
75 8/10 6/10 2/3 )
100 6/8/10 6/10 2/3 ?é
125 6/8/10 6/10 2/3 g U+2
150 6/8/10 6/10/15 2/3 2
175 6/8/10 6/10/15 2/3
200 6/8/10 6/10/15 2/3
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\_/d/)/y@/”ﬂ' TOOL GRINDING AND SHARPENING

< i
\ 1 )
‘“esin bonded grinding wheels “"l w i
H
15V9/V?°
DxXxUxH D X U H T E Vo
75 2/3 o] 13 6 45
85 2/3 6 15 8 45
100 2/3 6 20 11 30
100 2/3 o) = 20 11 45
O
125 2/3 6 E 20 11 30
125 2/3 o) L 20 11 45
150 2/3 6 3 20 1 30
150 2/3 o) 20 11 45
175 2/3 8 25 11 45
200 2/3 o) 25 11 45
D
F\L
12v2 |
DxW xXxH - | £
u.n[ W ‘ °
H
D w X H T E
50 5/10 2/3 15 8
75 6/10 2/3 < 20 10
O
Q0 6/10 2/3/4 g 23 10
100 6/10 2/3/4 2 23 10
Order printout sample: =
T . 125 6/10/12.5 2/3/4 S 23 10
D64 BMR C75 150 6/10/12.5 2/3/4 23 10
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Gt @ TOOL GRINDING AND SHARPENING
IN THE WOOD INDUSTRY

° X
"«esin bonded grinding wheels (@/\ 4Tk
- = ﬂﬁﬁ

VB - 4B9 N f
DxXxUxH
D X U H T
75 X 32 10
100 3 1.8 32 9
100 3 3.0 32 10
100 3 3.8 32 10
100 3 4.0 32 10
125 4.5 1.8 32 12
125 3 3.8 32 14
150 3 1.8 32 12
150 3 3.8 32 14
D
»W«
VD - 6A2DV Sf |
DxWx6UxH K!\ } ﬁ
= o] I
H
D w U H
75 5 3-6 25
100 5/6 3-12 25
125 5/6 3-12 25
o gD 100w 66125 150 5/6 3-10 25
D126/46 BMR/BMR C100/75 175 5 10 25
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oy omer

aesin bonded grinding wheels

VB - 6A2DV
DxWxUxH

6A2-TR
DxWxUxH

@ TOOL GRINDING AND SHARPENING
IN THE WOOD INDUSTRY

i
30

Order printout sample:
6A2-TR 125 x 6.5 x 6 x 32

D107/35/15 BMR/BMR/BMR C75/C75/C75

D w u H
75 5 3-6 32
100 5/6 3-12 32
125 5/6 3-12 32
150 5/6 3-10 32
175 5 10 32
D
W
- \ in
| é%ké/’ |
H
D w u H
100 5.5 6
125 6.5 6 52
150 6 8 3 E
200 6 10
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9125

‘Vesin bonded grinding wheels

\s\:ﬁw
N\

6A2 - DVU
125 x 8 x 5 x 32 @®
H
D
(g/\ 3x5 »rix
‘ !
=Y
= | %° ]
VD - 4B9 H ’
DxXxUxH
D X U H T
75 3 3 25 10
100 3 1.8 25 9
100 3 3.0 25 10
100 3 3.8 25 10
100 4.5 4.0 25 10
125 3 1.8 25 12
125 3 3.8 25 14
Order printout sample:
VD - 4B9 100x 3 x 1.8 x 25 150 3 18 25 12
D64 BMR C75 150 3 3.8 25 14




\/l/)/y@ﬂ)ﬂ' @ TOOL GRINDING AND SHARPENING
IN THE WOOD INDUSTRY

[_W_
7

‘%esin bonded grinding wheels = / |
> b
1SM S
DxWxU/ZxH Drill 5 w y . 9y :
d/mm
4 75/100 6 4.5 0.9 8
6 75/100 o) 4.5 1.9 £ 8
o}
8 75/100 o) 5.0 2.8 g 8
10 75/100 o] 6.4 3.7 g 10
o o0 b4/ 7520 12 75/100 6 7.4 47 G 10
B107 V80 C100 14 75/100 6 8.4 57 10
) L
Us - 1AW S L‘ 2
ASS
DxTxXxYxlL
T EE——
‘ 15
T X Y L
6 6/3 1.5 6 45
6.5 6/3 1.75 6 45
Order printout sample:
US - TATW  65x3x1.75x6x45 / 6/3 2 6 45
D46 CX100 C100 8 6/3 2 6 45
‘ $100
VD-12A1 $43 L
100 x 4 x 4 x 20 ‘ ‘ Er
ﬁT o ‘
$20H7
?50
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"‘esin bonded grinding wheels

4V2 ®125
125 x4 x2x32 N b .
30 30:/\ T
- i 20° ~
$32HT
VB - 12B9 ‘ ?100
100 x 4 x 5 x 32 $ﬁ
o EZZ/ Ai
=] YL 1
'z, $32H7
®100
VD - 12B9 » .
100 x 4 x 4,5 x 20 ey IX 4T, .
3 ]
|
®20H7
6A2G 0200
200 x 6 x 2 x 50 6
] | N
= 1 |
Order printout sample: S50HT
6A2G 200 x 6 x 2 x 50

D15 BMR C50
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vy Omer PROFILE GRINDING

‘ D
X
wesin bonded grinding wheels '_W { %;ﬂ\@
f
3F1 L /s
DxXxHxRxVe
D X H R Ve
100 4 1 10
125 4 Custom- 1 10 8
made
150 4 1 10 10
‘ D
L R
>
4C2R ! o
DxW x X/X1 xUx HxR | %ﬁ'—
H X
D w X X, U H R T
Order printout sample:
AC2R 125 x5x2/3 x 4.4 x 20 x 2.5 100 S 2 3 4.4 Custom- 2.5 10
D15 BMR C75 125 5 2 3 4.4 made 2.5 10
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‘Wesin bonded grinding wheels X
14EE1 — | ﬂ ; >
DxUxX/VexH H
J
D U X Ve H T J D U X Ve H T J
75 3 3 35 6 50 125 3 3 35 6 100
75 3 3 60 6 50 125 3 3 45 6 100
75 4 3 35 6 50 125 3 3 60 6 100
75 4 3 45 6 50 125 3 3 90 6 100
75 4 3 60 6 50 125 4 3 35 6 100
75 4 3 90 3 6 50 125 4 3 45 6 100
100 3 3 35 § 6 70 125 4 3 60 —§ 6 100
100 3 3 45 £ 6 70 125 4 3 90 € 6 100
100 3 3 60 3 6 70 150 3 3 35 .§ 6 120
100 3 3 90 6 70 150 3 3 45 3 6 120
100 4 3 35 6 70 150 3 3 60 6 120
100 4 3 45 6 70 150 3 3 90 6 120
100 4 3 60 6 70 150 4 3 35 6 120
100 4 3 90 6 70 150 4 3 45 6 120
150 4 3 60 6 120
150 4 3 90 o) 120

Order printout sample:
T4EE1 100 x 3 x 3/45° x 20
D64 CX100 C100
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vy Omer PROFILE GRINDING

D

C"esin bonded grinding wheels I‘i >
14A1
DxUxXxH
D U X H T J
50 1.0-5.0 5 o) 30
75 1.0-5.0 3/5 o) 50
100 1.0-5.0 5 2 o) 70
125 1.0-5.0 5 E 6 95
150 1.0-5.0 5/8 i 5/8/10 120
175 1.0-5.0 5/8 3 5/8/10 140
200 1.0-5.0 5/8 5/8/10 160
250 1.0-5.0 8 5/8/10 200
D
s
14F1 = \ i
DxUxX/RxH H >
J
D U X R H Tm.i.n J
50 1.0-5.0 5 u/2 6 30
75 1.0-5.0 3/5 u/2 6 50
100 1.0-5.0 5 u/2 < 6 70
125 1.0-5.0 5 u/2 § 6 95
150 1.0-5.0 5/8 u/2 2 5/8/10 120
175 1.0-5.0 5/8 u/2 3 5/8/10 140
Order o i"s””/"]'ex' " 200 1.0-5.0 5/8 u/2 5/8/10 160
D126 V80T C100 250 1.0-5.0 8 u/2 5/8/10 200
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‘Vesin bonded and

grinding wheels

1A1
DxUxXxH

1V1/Vve
DxUxXxH

@ CNC TOOL GRINDING

Order printout sample:
1V1/15° 100 x 12 x 6 x 20
D64 HYB4 C100

D
X
Hybrid bonded V i
i o]
H
D U X H
50 4-12 4/5 .
75 4-12 6/10 ?é
100 6-15 6/10 £
125 6-15 6/10 3
150 5-10 6/10
| D
Ve »ﬂ«
1 jl
H
D U X Vo H
75 6-10 6/10 <45
100 6-12 6/10 <45 58
125 6-12 6/10 <45 3 E
150 8-12 6/10 <45
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s omer @

CNC TOOL GRINDING

? NI
| /|
‘Wesin and ' Hybrid bonded grinding tools - ‘ >
Zo
- |
11vV9 b
DxXxUxH
D X U E T H
75 2/3/5 6/10 12 30
100 2/3/5 6/10 12 35 Custom-made
125 2/3/5 6/10 12 35
D
*TJ
| 7 -l
DxXxUxH | L5
H
D X U E T H
75 2/3 6/10 10 20
Order printout sample:
119V9 125 x 3 x 10 x 20 100 2/3 6/10 10 20 Custom-made
B107 PIMR C100 125 2/3 6/10 10 25
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"‘esin bonded grinding wheels

1A1IR
DxUxXxH

Order printout sample:
TATR 200 x 1.5 x 5 x 20

D151 BMEG C100

- I i 2 2
H )
D U=T X H
50 0.8-2.0 5
75 0.8-2.0 3/5
100 0.8-2.0 5
125 0.8-2.0 5 o
150 0.8-2.0 5/8 E
175 1.0-2.0 5/8 £
200 1.0-2.0 5/8 g
250 1.5-2.0
300 1.0-2.0
350 2.0-3.0 8
500 3.2 6.4
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\/l/)/y@ﬂ)ﬂ' CUTTING-OFF

tiesin bonded grinding wheels

1A1IR-O
DxUxH ‘ D
H )

D U H
22 0.3-1.0 10
25 0.3-1.0 10
30 0.3-1.0 10
40 0.3-1.0 10
45 0.3-1.0 10
50 0.3-1.0 10

Order printout sample:

TAIRO 50x 1 x 10 75 0.3-1.0 20

B107 PIMR C100 100 0.3-1.0 20
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aesin bonded grinding wheels

1FIR
DxUxXxH

Order printout sample:
1FIR 150 x 1.5 x 5 x 20

B126 BMIR C100

| ew —+—v
_H
D U X H R
50 0.8-2.0 5
75 0.8-2.0 3/5
100 0.8-2.0 5
125 0.8-2.0 5 o
150 0.8-2.0 5/8 ?é
175 1.0-2.0 5/8 £ | U2
200 1.0-2.0 5/8 g
250 1.5-2.0
300 1.0-2.0 8
350 1.2-2.5 8
500 3.2 6.4

/1




oy omer

Qitriﬁed bonded grinding wheels

GRINDING PCD AND PCBN

W

7 -

T4

6A2 | 1
DxW xXxH ) .
D w X H T, E
100 6/8/10/12.5/15 4-6 25 22 10
125 6/8/10/12.5/15 4-6 25 22 10
150 6/8/10/12.5/15 4-6 25/40 22 10
175 6/8/10/12.5/15 4-6 25/40 25 13
200 6/8/10/12/15 4-6 25/40 25 13
‘ D ‘
-
11A2 @ 1 4
DxWxXxH = l V ‘ )0
(i} ; °
H
D w X H T, E
100 6/8/10/12.5/15 4-6 25 22 10
B printout sample: 125 6/8/10/12.5/15 4-6 25 22 10
14A2 150 x 10 x5 x 20
B126 0O4V3 C100 150 6/8/10/12.5/15 4-6 25/40 22 10
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Oitrified bonded grinding wheels

12A2/45°

DxWxXxH %\
X

T =
/
D w X H T, E
100 6/8/10/12.5/15/20 4-6 25 22 10
Order printout sample: _
12A2/45° 125 10 x 5 x 40 125 6/8/10/12.5/15/20 4-6 25 22 10
S Pa Q13 150 6/8/10/12.5/15/20/25 4-6 25,40 22 10
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vy Omer MANUAL GRINDING

L1

Gﬂectroplcted grinding wheels

7777

RP
RP - description

RP Description L, L Cross-section dimensions
Flat 51x14
|
A Triangle 3.9
. Square 2.5
2 Semi-circular 70 140 54x1.9
. Circular 3.0
LY
Order printout sample: . I Set /
RP - flat 126
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eiomond polishing slurries

@ METALOGRAPHY

Average grit size

Type Application
DIA SLURRY pm
DIA SLURRY - fype DIA SLURRY 1/10 MIC. 0-1/4 Super finish
DIA SLURRY 1/4 MIC. 0-1/2 Super finish
DIASLURRY 1  MIC. 0-2 Fine polishing
DIA SLURRY 2  MIC. 1/2-3 Fine polishing
DIA SLURRY 3  MIC. 1-4 Fine polishing
DIASLURRY 4  MIC. 2-6 Fine polishing
DIASLURRY 6  MIC. 4-8 Pre-polishing
DIA SLURRY 8  MIC. 5-10 Pre-polishing
DIA SLURRY 14 MIC. 9-18 Pre-polishing
DIA SLURRY 25 MIC. 18-40 Coarse polishing
DIA SLURRY 45 MIC. 40-60 Coarse polishing
Order prinfout sample: DIA SLURRY 60  MIC. 50-80 Coarse polishing
DIA SLURRY 1/10 MIC. DIA SLURRY 80 MIC. 60-100 Coarse polishing

oy
W%ﬁ

N\

19N
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Sy Omer GLASS INDUSTRY

76



Decorative glass grinding ~ 79-85

....................... Grinding, cutting and drilling of flat glass ~ 86-88

....................... Laboratory glass grinding and drilling  89-91
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oy Comer

STANDARD SHAPES OF GRINDING TOOLS

1A1
\ \ I
R E
H

1FF6Y - 85
Aﬁ,

R : EE H[
14DAD1 - 88

] “ T ‘f

i 7271 8
100G-G - 91
o A

o,

f

1A1IR -37
D
»X—f
L \ 1
¥ -
9A1 - 79
D ‘
- |
I > ]
Ymav, K
H
14EE1 - 83

TOOGRF - 86

. A
/7 7
S NC T Tt

100G - 3838
& M = _
5 A J

| x |

T00GRG - 386

I | 7J

ST ’! \i =

A X

78

»—‘\ /\G\u T i 174
1 H
9FF1 - 32
} D )
X
. J
Sl @ | .
H
100GG - 90

H

,,,,,,,,,,,

,,,,,,,,,,,




@ DECORATIVE GLASS GRINDING

X

Q‘efol bonded grinding wheels

A1 L1

DxUxXxH H
‘ D
XL
| | -
= |
DxUxXxH 1
H
D u X H
80 20 10/20
80 35 10
80 40 5
90 35 10/15
100 35 10/15
100 50 10
110 35/40 10 e
150 50 10/20 g
200 15 20 s
200 16 10 S}
200 20 10
200 50 5/10
200 18 20
. | 250 30 10
A a0 80w 42 250 35 20
D181 MBI17 C50 300 30 10
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Sy omer @ DECORATIVE GLASS GRINDING

Q‘etol bonded grinding wheels <<@

9EE1
DxUxXxHxV°

-—-H -

D U X H Ve

40 10 6 100

40 25 5 135

50 10 5 140

50 10 10 90/140
50 15 5 ns

50 20 5 85/110
50 25 5 90

50 25 10 110/115/140
60 15 10 ns

70 10 10 o 115/130
70 10 20 'g 110

70 15 10 £ 120

70 20 10 e 85/100/110/135
70 25 10 1ns

80 10 10 100
100 10 10 110

100 13 10 100/110/115/130
100 16 10 ns

100 20 10 110

100 25 10 115/140
110 10 10 100/110/115
110 15 20 110/120
110 20 10 15
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Order printout sample:
QEET 100 x 20 x 10 x 60 x 110
D46 MB0O2 C42

D U X H vo
110 25 8 100

110 25 10 100,130
120 10 20 110

120 13 10 130

120 15 20 100/110/115/120/130
120 20 10 140

120 25 10 65/100/110
150 10 10 90

150 13 10 90/110
150 13 20 110

150 13 30 110/115
150 15 10 65/90/95/110/115
150 15 20 100/115/130
150 20 10 9 85/90/105/120
150 25 20 £ 85/90/115
150 30 20 s 90

150 32 10 S 110

150 35 10 90/115/140
150 40 10 90/115
150 45 10 110/120
150 50 10 110

200 15 10 115/140
200 15 20 15

200 16.5/21 2 90

200 20 10 90

200 25 10 120/140
200 35 10 100

200 8 10 120/135
250 15 10 115

250 20 10 90/110
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\_/l/)/."/@/])ﬂ' DECORATIVE GLASS GRINDING

D u X H R
Qetol bonded grinding wheels 30 10 8.5 10
50 20 10 20
9FF1 60 10 10 40
DxUxXxHxR 60 20 15 20
60 25 10 20
70 20 10 40
90 20 10 10
D ‘ 100 15/16 10 40
X 100 20 10 30
EEPAW: : 100 25 10 20
DI % ‘ 100 35 10 50
-V H 10 25 10 10/20
120 15 5 8
120 20 10 15
120 25 20 20/25/30
120 30 10 K 50
120 35 10 E 60
120 35 20 s 50
150 10 10 3 12
150 13 10 8
150 16 10 8/40
150 20 10 10
150 25 10 40
150 30 10 15
150 40 10 60
180 20 10 50
180 30 10 60
200 13 10 13
200 20 10 10/20
200 25 10 15
200 35 10 50
Order primovlsample 250 20 10 10/21/50/90
QFF1 120 x 20 x 10 x 42 x R15 250 30 10 30
D181 MB17 C50 250 35 10 20/50/60/90
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Q‘etql bonded grinding wheels

14EE1
DxUxXxHxV°

Order printout sample:
14EE1 120 x 10 x 10 x 40 x 115

D39 MBO02 C42

&« | 1
H

D U X H vo T

45 13 5 120

50 8 10 15

70 6 10 65

70 10 20 110

75 10 10 100

100 6 10 15

100 8 10 80/100/130

110 10 10 15

120 6 10 g 100

120 8 5010 6 110 U

120 10 10 S 15

120 10 20 110

140 8 10 80/90/110

150 10 10 110/115

150 10 20 110

150 10 30 15

200 6 10 100

200 10 100/120
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\/d/)/."/()/])ﬂ' @ DECORATIVE GLASS GRINDING

D
W
0esin bonded grinding wheels |
| X[
\ f
1A2M 1
DxWxXxH H
D w X H
300 140 5 <
400 130/150/175 5 E
500 180 5 2
600 150/230 6/10 3
Q\etcl bonded grinding wheels
1TM2 D
DxWxXxTxH 5’}, ‘ W
|
— : ﬁ
H >
Order printout sample:
1M2 200 x 30 x 0.5 x 1.3 x 24 D w X T H
D54 BBO1 C50 200 30/40 0.5 1.3 24
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Qefol bonded grinding wheels

[
| oD
1FF6Y e L| ==
DxU/U, xXxHxR 0
D u/u, X T H R
100 5/3.7 5 1.8-2.2
100 6/3.6 5 11-1.8
100 9/7 5 3
100 10/8 10 4
100 12/8 10 42
100 13/8 10 42
100 15/13 10 6.5
100 18/16 10 e 8
100 22/20 10 g 10.2
150 9/5 5 U s 25
175 5/3.2 5 G
175 10/9 5
175 13/11 5
200 57/2.9 5 1.5
200 57/3.6 5 1.8
200 57/3.7 5 1.9
O e ettrs 312 ;
D126 MBO2 C25 200 6/3.7 5 1.9
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\/l/)/y@ﬂ)ﬂ' @ DECORATIVE GLASS GRINDING

Q‘etcl bonded grinding wheels ;
100GRG A —— . A-A
D/D1 xTx X x R x V° . / iy
N IL A ——F —— ——————_— f’* o
= Z J\R
| | J S
A e i
D D1 T X R A
26 22 83 20 17 40
T
—A
100GRF 2 A-A
I
D/D1 x T x X x R x VO© . 77 m
7,
S IL A —f — ———— ] == l b=y A A
117 D
S
X
—— A
D D1 T X R A
Order printout sample:
100GRF 26/22 x 83 x 20 x R17 x V40 26 22 83 20 7 40
D181 MB17 Cé60 27 22 83 20 17.1 40
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D
Qetcl bonded grinding wheels Tﬁ«
- I i 2 |
1A1IR
D x UxXxH w >
D U X H
100 1.2/15/2 5
15 12/15/2 5
125 1.2/1.5/2 5
150 12/1.5/2 5
175 15/2.2 5 "é
200 15/2.2/2.5 5 £
250 2/2.2/3 5 3
300 2/2.5/3.2 5
350 2/3 5
O e ;
D107 MBO1 C30 400 2.5 5
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oy omer

Q‘efol bonded grinding wheels

14DADI1
D/D1 x T x U/UT/U2 x X x H

Order printout sample:
14DAD1 175/171 x 12 x 6/2/1 x 5 x 64

D151 MBO02 C25

FLAT GLASS GRINDING AND CUTTING-OUT

D

‘ D1

‘ | ‘ )
Y. U R

‘ | ’

X ¥

D/D, T u/u./u, X H
175/171 12 6/2/1 5
175/171 12 7/4/1 5
175/171 14 8/4/1 5 _§
175/171 16 10/6/1 5 g
175/171 20 12/8/1 5 3
200/197 14 8/4/1 5
200/197 16 9/6/2 5
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VIts @ FLAT GLASS GRINDING AND CUTTING-OUT

D X L D X L
Q\etol bonded grinding wheels L 25 10 61 10
26 10 62 10
100G 27 10 63 10
D x X x L : M jrm— 28 10 64 10
= N\ ( 29 10 65 10
X 30 10 67 10
32 10 68 10
34 10 70 10
D X L 35 10 73 10
3 10 36 10 75 10
4 10 37 10 78 10
5 10 38 10 80 10
6.5 10 39 10 83 10
7 10 40 10 84 10
10 41 10 85 10

9 10 42 10 40 90 10 40
i 10 30 43 10 95 10
12 10 44 10 97 10
13 10 45 10 98 10
14.5 10 46 10 100 10
15 10 48 10 107 10
16 10 50 10 109 10
17 10 52 10 110 10
18 10 53 10 110 10
19 10 54 10 120 10
20 10 55 10 122 10
21 10 56 10 125 10
22 10 40 57 10 127 10
Orcerprlou sampe 23 10 58 10 130 10
D151 MBO1 C50 24 10 60 10 140 10
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oy omer

Q\etcl bonded grinding wheels

@ LABORATORY GLASS GRINDING AND CUTTING-OUT

100GG
D/D1 x X/X1 x L D D, X X, L D D, X X, L
7 5 5 10 47 33 12 10
8 6 5 10 60 56 10 10
9 7 5 10 61 57 10 10
| 10 8 5 10 64 59 10 10 ‘f
i n 9 5 10 100 96 10 5 o
-%{____%_ N5 95 5 10 1m0 104 10 10 L
— Tl T 12 10 5 10 115 110 10 10
= ————ﬁ-;—}—f—————f— S| 2 13 6.8 10 8 175 1135 10 10
""""" - —— 13 7 5 10 120 116 10 10
X1 X 15 2 10 5
17 145 1 4
- 19 13 10 5
195 135 10 5 =
21 19 5 3
23 21 5 3 x
24 22 10 5
25 19 10 6
26 18 10 5
26 18 10 10
33 24 10 3
42 35 10
42 37 10
42 38 10 5
45 33 12 10
— | 45 42 10 10
e T R O R
D181 MB17 C60 452 426 211 181

90



Qetol bonded—electroplated grinding wheels ) o] ==
§ 1 —
100G-G 2 “JL
D/D1 x X/X1 x L L
D D, X X, L
4 6 10 45
4 7 10 43
4.5 o) 10 45
4.5 8 10 45
5 7 10 45
5 9 10 45
7 10 10 45
7 1 10 45 o
10 15 10 45 ?é
10 17 10 40 g
10 19 10 50 3
12 14 10 51
50 60 10 44
65 76 10 51
65 78 10 51
65 79 10 51
| 66 79 10 51
oo 65/ k1075972 68 78 10 27
D151 MBO1 C50 69 79 10 27
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CONSTRUCTION AND STONE-CUTTING

oy Comer

5

TSN

92



Bl Cutting

L J Cutting out
7 Grinding
BB Profile grinding
35 Manual cutting-off and grinding
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Q‘etol bonded saw blades

C1, C1S
C2, C2-S
C3

DxXxH

@

CUTTING
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Order printout sample:
Saw blade C1 - concrete

300 x 10 x 30

WORKPIECE CUTTING TOOL SHAPE
Concrete Cl1,C2,C3
Reinforced concrete C1,C2
Asphalt C1S
Fire clay Ci1s
Marble C2,C2-S
Granite C2, C2-S
D Cl Cils C2 c2s €3 X H
300 . . . . .
350 . . . . .
400 . . . . .
450 . . . . .
500 . . . . .
550 . . . .
600 . . . .
625 . . .
o
650 . . . T
700 . . . 10 E
o
750 . . . z
800 . . . o
850 . . .
900 . . .
1000 . . .
1100 . .
1200 . .
1300 .
1600 .
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Sy Comer @ CUTTING

Qetol bonded grinding wheels

SEGMENT \
LxXxT
— v
X
L X T
24 3.2-10.0 10
40 3.2-10.0 10

Q\etcl bonded grinding wheels

DIAMOND WIRE - {

LxD

L D

m mm

5.2 8.8/10.5/11

5.7 8.8/10.5/11
Order printout sample:
S 18 8.8/10.5/11
52 x 8.8 20 8.8/10.5/11
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Vst @ CUTTING-OUT

Q‘etol bonded grinding wheels

DK - concrete D T H
DxTxH 19
20/24/28 D T H
T ", 31/35/38 rg 100/105/110/120/130
T AT 40 S | = 140/150/170/185/186 £
N Yo} 52 N
i TS gE 50/52 o= 220/225/226/250/280 S | =
- = [Ye)
] 60/65 S é 300/350 o2
| A_J 70/73/75 — 400 SN
ol ~ <
80 550 =
90/91/95 600

DKS - concrete
DxT

i
B D T

20/22/25/28
N 30/32/36
g@i}g 50/52/55
60/62/65
82
90

DKS - concrete 120
20 x 60 130

[an)

T

60

Order printout sample:

97



Sy Comer @ GRINDING

Q‘etql bonded grinding wheels

DP - concrete

DxT, xH

H

| 1 <!
QF I [ l

D
Order printout sample:
DP - concrete D Tl H
200 x 6 x 20 200 3.7/6 Custom-made
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PROFILE GRINDING

Oocuum brazed grinding wheels

‘ D R M
FR-VB/1 - stone N 100 10 M14
DxRxM LM

FR-VB/1 - stone
DxUxH

= D U H

86 21 50
FR-VB/3 - stone
DxTxH

D T H
Order printout sample: = 70 50 M14
FR-VB/3 - stone M
70 x 50 x M 14 70 50 22.22
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@ MANUAL CUTTING-OFF Diameter 115-230mm ¢

Q\etal bonded saw blades

Segment shape Specification Workpiece Quality class
UNIVERSAL - . . Concrete, reinforced concrete, roof tiles,
. Segment with Directly : .
Professional ) . asphalt, fire clay and other Professional
protection sintered segment : .
abrasive materials
Shape Dimensions Peripheral speed RPM Packaging unit
DxXxH (m/s) 1/min Piece
cls 115 x7x22.2 80 13300 1
230 x 7 x22.2 80 6650 1
SEGMENT Segment Specification Workpiece Quality class
Standard Segment with Laser welded Sleek concrete, screed, asphalt, fire clay and Standard
protection segment other abrasive materials andd
Shape Dimensions Peripheral speed RPM Packaging unit
DxXxH (m/s) 1/min Piece
115 x 10 x 22.2 80 13300 1
C3 125 x 10 x 22.2 80 12550 1
230 x 10 x 22.2 80 6650 1
TURBO
Professional Segment shape Specification Workpiece Quality class
Segment.wnh . Directly Granite, marble, fire clay Professional
protection sintered segment
Shape Dimensions Peripheral speed RPM Packaging unit
DxXxH (m/s) 1/min Piece
115 x 10 x 22.2 80 13300 1
Order printout sample:
Torbo Professional saw blade TA1R - Turbo 125 x 10 x 22.2 80 12550 1
230 x 10 x 22.2 230 x 10 x 22.2 80 6650 1
100




CONTI
Standard

Segment shape Specification

Workpiece

Quality class

Conti ring

Directly
sintered segment

Ceramic tiles

Standard

Shape Dimensions Peripheral speed RPM Packaging unit
DxXxH (m/s) 1/min Piece
115 x 10 x 22.2 80 13300 1
TATIR 125 x 10 x 22.2 80 12550 1
230 x 10 x 22.2 80 6650 1
e
MANUAL GRINDING i
GRINDING CUPS
Professional
Segment shape Specification Material Quality class
Segment Laser welded segment Concrete and granite Professional
Shape Dimensions Peripheral speed RPM Packaging unit
DxH (m/s) 1/min Piece
100 x 22.2 80 13300
110 x 22.2 80 13900
115 x 22.2 80 13300
RR8 125 x 22.2 80 12250 ]
150 x 22.2 80 10200
Order pritoutsample: 180 x 20 80 8500
Professional grinding cup
125 x 22.2 180 x 22.2 80 8500
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vy Omer COMPOSITE MATERIAL GRINDING
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wetcl bonded grinding tools

1A1
DxUxXxH
6A2
DxWxXxH

Order printout sample:

6A2
60 x 15 x 40 x H

‘ D ‘
\ ‘ |
\ "
V77 77
L H
D U X H
60 15 5
75 15 5
100 15 5
150 14 5 <
200 15 5 E
270 50 8 s
400 40 8 S
420 40 8
450 150 8
550 70 8
D ‘
:
\ f%
A7 | V]
“ & : '
H
D w X H T, E
60 15 40
75 15 40 Custom-made | Custom-made | Custom-made
115 15 50




\_/d/)/.’/()/])ﬂ' COMPOSITE MATERIAL GRINDING

X
Qetcl bonded grinding tools | : W
. — | ~ k/

© ©® /

NOSKAL 1
BxCxLxWxX

B C L w X
100 30 24 10.5 7
112 46 40 10 7
150 35 24 10.5 7

XTT_—_T_
|
NOSKAL 2 |

AxBxCxlxWxX \ ° \

) [
A B C L w X
70 80 108 20 10 10
95 101 37.5 20 10 10
80 110 108 24 10 10
gzi;f;"'“' sample: 80 110 108 24 10 10
85 x 110 x 108 x 24 x10 x 10 85 110 108 24 10 10
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INCORRECT HANDLING

DON'T ever handle the grinding tools roughly.

STORAGE
DON'T ever store the grinding tools in a humid environment or at extreme
temperatures.

TOOL SELECTION
DON'T ever use a grinding tool without first checking its intended application.

VISUAL INSPECTION
DON'T ever use a damaged or incorrectly used grinding tool.

MOUNTING

DON'T ever mount a damaged grinding tool.

DON'T use mounting flanges that are inappropriate, damaged, dirty or worn out.
DON'T tighten the mounting flange excessively, as this could damage it.

DON'T exceed the maximum permitted operating circumferential speed.

FURTHER INFORMATION

DON'T ever grind without using a safety guard which must cover at least one half
of the grinding tool.

DON'T ever use a machine not in a good mechanical condition or not maintained
regularly.

DON'T apply excessive force to grinding tools as this may slow down the machine.

DON'T ever use a machine without an appropriate dust removal system.

DON'T apply side pressure to thin grinding wheels.

DON'T stop the grinding tool after use by applying pressure to the tool edge or side.
Always switch the machine off and allow the tool to stop revolving.

DON'T use the machine in a position where you do not have full control of its
operation.

N

) (= (v
&

CORRECT HANDLING

DO always handle the grinding tools with extreme caution, especially those which
have already been used.

STORAGE
DO always protect the grinding tools from mechanical damage and adverse
environmental influences during storage.

TOOL SELECTION

DO always follow the information on the label or tool when selecting a grinding tool,
as well as the information on the limitations of use from the catalogue.

DO always request additional information from the manufacturer or supplier when in
doubt concerning tool selection.

VISUAL INSPECTION
DO always visually inspect grinding tools before mounting and eliminate damaged
ones.

MOUNTING

DO always mount the grinding tool onto the machine in accordance with the tool
and machine manufacturer’s instructions.

DO always use the original tools supplied by the machine manufacturer to change
the grinding tool.

DO always use correct mounting flanges for grinding tools and check that they are
undamaged and free of burrs.

DO always check to see that the workpiece is firmly secured before beginning
grinding.

DO always run newly mounted grinding tools at the maximum operating speed first,
then reduce the rpm to the operating speed and allow the tool to run at least
60 seconds before you begin grinding.

FURTHER INFORMATION

DO always install a safety guard on the machine before grinding.

DO regularly check the operating speed of the machine, and always after
maintenance and repairs.

DO always check the driving belt tension to achieve optimum power transmission.

DO always wear personal protective gear, depending on the machine type and
application: protective wear for the eyes and face, protective footwear, gloves,
ear protection, respiratory protection and other safety gear.

DO always use the grinding tools for the applications they were designed for.

DO always place the machine in an appropriate place where there is no possibility
of mechanical damage.

DO always keep the workplace tidy to prevent slips or falls during grinding
operations.
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