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The feature of different bond wheels from YUBAO
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YUBAD DIAMOND TOOLS
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Grinding to perfection-Difficult task made easy |
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WE 1%1‘:': Feature
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: High efficiency, Good grinding performance, Rough finishing sarface.
Diciobe. 1096.- With B cricance of teparts rom Tahwan, Yia B stan i manutacions B sleckapiated dasnd whisis provide 1 jewelry manulachsing industy Electroplated Bace macfacnsring of diffioult snd icimany type whetl »
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' :m 139;”%&3:3“”% Resn good finishing surface, Good wear-resistance, Mot easy produce chipas,
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Metal Giood shape maintenance Good wear-resistance,,
Poor grinding efficiency, Long tool life,
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_Application of diamond & CBN
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Diamond has highest hardness, so it's suitable to
process material az follows:

i T e R 0 Ry
CBN is made of B and N, 5o it's suitable to
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of your current wheel

1] T AN
Ge gilicon SEH
B 23 T AR
glass carbon
ik - Hrir T AW
cast iron plastics
fk LT RN
quartz rubber sUJ
ik Fag ] ER ]
crystal graphite sSuUs
k-] s il
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LN B A w
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Him i Fe) HE B
asbestos marble Alnico magnetic alloy
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R Pk ) L]
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P i R e
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0 FE T L W
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i FEE i e L-frgr
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gt e 22 T
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WM Ala i 2
PCIy metal coating
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Industrial diamond was made of carbon, so its product
not suitsble to grind steel, The high temperture produced
by grinding hill make dinmeond grain carbonization.
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Concentration

1504cp ' 37.5%
150concentration: 37.5V%

i o i

setion of concentration:

W ICBN RS T AR AR T b, PR RN R B BB

The grinding performance of diamond and CBM tools largely depends on concentration, namely the proportion
of diamond or CBM in the unit volume

A E(125%-200%) — I 1 HE(50%-100%)
High concentration (125%-200%)  Average concentration (50%-100%)
o MRS B R o e . AR, TR ILR S TR
Form grinding and stable shape Surface grinding . cylindrical grinding.. wet and dry grinding of tools s cutting tooks,

o LSRR HEnr, 100WEL TR o mWREEE 00, 2TONEL B EIE)
Coarse grain (under 808, 1004) Fine grain {above 2308, 2704)

o R R T Smm o BEIR RS
o R BT . MONCE DT
Creep feed grinding soch as CNC noubi-axis
H A 7 BF(25%-50%)  Extra low concentration (25%-50%)
o AN
Finishing grinding
o 0 O R YR OOWLEE L O A
Extra fine grain (above S00&)

o R W
Extra wide rim widih (such as grinding table)

(o] 5|

i1 B CBNEME bR~ 136 BH

Diamond and CBN wheels designation
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Designation example of YUBAO wheels
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Location and symbaol of abrasive section

B RS 6A2C u EREALE )RR Location of abrasive section
Example: 6A2C £ . . .
MHEERRRICS lﬂﬂﬂﬁlﬂﬁiﬂiﬁ? R O s R iCe s . i 'ﬂ.ﬁﬂu wilﬂl;
1 Basic core shape 2 3 Location of nhrasive section 4 Modification == == gﬁ%%‘m gﬁ)
Wﬂfmmm 1 bl = umuaumatmmud:ﬁ
Fﬂlﬂ]ﬂj' an of
k6] Ldarbwim L rmridscnd oebearrey
| | ﬂmmthnhsimﬂm
| —— AR FARH A, IR i, R
“ “ - !EI“T'IW. W L R T IUR,
L — - 1 2 oo The abrasive layer is on the surface of the base puaberial and extends
i ; RS | side from the side to the side to the center. 1t may o may not cover the
| e r o entire surface. The sbrasive layer's width is greater than ts thickness.
} Bl - i
bz d | A P T
BRI TR IR O R AT IC RN
3 i The abrasive layer i on both surface of the base material, end
Both side extends from the side to the center. It may or may sot cover the
B AR B W R R R i . AR
Basic core shape and symbol Abrasive section shape and code - mm*z T mm “lﬂtﬂ
- T S A PR S 0 1 R
4 | i mmm»mmmw&m NO2.
FWR 6, 11. 12 andl$, with the abeasive layer on the surface of 8 wall.
ook The latter extendd from a higher point on the side o the lower poi
1 | 2 72 || m| B & { i decmerwibmumgooran |
- BERSEATL 6, 11, llﬂliﬂlﬂm‘ﬂ':"m
e TEE b, L — 7o I Nt 0 85 ) a |
2 =2 i [4H f [ET = 3] ] s | s This sadks applies b grinding whesl biss suserial of wodd NOZ, |
i 6. 11. 12 andl, with the absasive kiyer on the surfee of s wall,
Far i The laster extend from a bower point on the side to the higher point
3 m| § @ & m - iz i iyl el
L] BB TN N, PSR, AR
4 m @R (m @ 6 | [l
6 @ =g = & P phesiptny R
|
IHHTIHH!‘IL B A i M
2 M b W H o § anl| s EETE MR ENED
- Thmh;uumhmﬁunihmmb-mm
1 (T] | ’ (| ' Part of side the ltter's edge. 1t may or mey not extend to the center.
2 = o | 3 @ | [ . B BAC MMM M, A
[E P The grinding wheel is composed entirely of sbrasive material
Throughout o Sty |
ERER SN S, RENEE M. [
14 [E] ﬂ €1 & ¥ & 9 i The abrasive layer is only 1 the cormer of the base material's
A = | O W o o
is K 1 ¥l e L] HERLALL FACH RS,
LR ‘ ' 10 Ansular The abrasive layer fills the internal hole of the coe.
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Location and symbol of abrasive section
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Basic shapes and sizes

® AFJE AR FEE 47 Supplemental information on odd shape

YEB 1A1 Y&B 1EE1
1. PR TEERER, WL 2. IEETE ML R A I AR T, i =
1. Any illastration which is not revised may be omited 2. Where there are revision (o two of more positions,  the same B F = E P £
shall indicated by the wary of combétin of alphabets | B x| lemr——
i WAt | S
Il P i
DETXH DETHEHEVEX DETEHEVEDIXLEEY
! YaB 1A | yaB 1E6Q vam i@
AT I AL £ D 3
Holes drilled and counter-bored in core 1 5 i o :
_ BN ===
BTN — Gl ek
Holes drilled and counter-bored sk in cone Lnu | -
BXTXH DETHHXYRUXX
el R AL YEB 1A1R | vaB 1EEGY
Straight holes drilled im core p %
A P T R LB L S AT MR L) - a ; T _1__ =k ‘
Mixed holes, some plain, some thresded in the core | Ii' = 3 i D o e
[ =
m&i@:’ IFW,R DRTXHXX 1 | nx'rxu:-cvxumu:xx:-cp, DETEHEVEX
lesss than wheel thickness. Y&B 1480 Y&B 1E@ Y&E 2A2
mlmmun s [ s cee o -
Thee abrasive layer is embedded in the sunken % '_'_'.i-ij = 'xft S —" =
sidcofthecors. Il b o IR r ey, i e B | —— *W
mz&.gwﬂmm L m , - e — N
enclosed by the core, . A, OETHHHEYEUHX DETHEHAVEIXX DETHHE WX

B IEACEENR N, ICIE A TR W I A
Relife om baih sides af ibe wheel, ibe thickness of
thee cone less than wheel thickness,

i PR ORI A R 5 L)
o D e AT L
segmenis has no

¥&E 1B1

solid nim (clearance between
sem:nuuon gm-um:} bearing on definition).
Ss | MEREZHATE s | R T MEIE
R4 ok & :_f*,; The cuting-off wheel (saw), with segmests mousted
and substrute with grooves L, o gokd el thoitid e T,
T ML Bieap Legi
Thread hole Thaeaded holes in core.
P LR A 003674 I
v T 2 The shrasive section is considered inverted if
Concave abwsive bryer meounted on the core 5o that the interior point
of any angle ar the concave side of any arc is
| exposed. Do X DO TR MRS VT AR NX, | DHETHHXUIMIREERR | D L0 s WX
TEAH 0 T S AP A e e YR o
w ;.md Abrasive section cose asd mounting shaft canned - 'ﬁ' - - g . -
be dismounted !' 1 _L I i 1 -x'I R ':M'L- 7
- a— — LT - i I— —
WL AT Py— 5 | i oAl SSSEewn L D
Y Reversed embedded See deseription for Q and V. f R
shrasive lnyer DETHREX VXX DHTXHXXXR DETHHXIXE W HE
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Basic shapes and sizes
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Sketch and the size of wheels from YUBAO Sketeh and the size of wheels from YUBAO

B FIEENTEE Siraight grinding wheel B | PIEFEVEYSE Straight grinding wheel
L1 FRSE—IAIERR, R4REL. # 1.2 PR R—oaI B, Ry iE2, %2 (HTFXCRE) .
Straight grinding wheel-1A1. Sketch shown in Fig. 1, specification shown in Tablel Straight grinding wheel- 941, Sketch shown in Fig.2, specification shown in Table 2-for centreless grinding
. 1 ¥ D
E ; ] ) : s ﬁ H aa X F H E
- “@H - X . 1
4 b J $e
M FEE—IAIg
Figl. Straight grinding wheel-141 -
1 TERRE—IAIER
Table 1 Specification of Straight grinding wheel-1A1 mm
D T | H I X 2 FRBE—IAIT
LT 8~12 Fig2. Straight grinding wheel-9A 1
14 g I
15 | _ 2 EREER-0AI R (TR ) RF
[ 18 23 Tahle] Straight grinding wheel for centreless grinding P
[ & E~16 0 - :
o D T | H | x |
23 12~20 . | 100 50, 60, 100 ;
25 5. 6. & 10, 12 i A s i 375 32, 35. 50
) 2~20 5, 6, 8 10, 12, 13 | S f— 50, 60, 100, 120 | 3, %
EE I "19._121 127, |,ﬁ .5 | 150 | 31,75, 32. 35- 50- m
0 160 50, 60, 100, 125 | 3u3s, 3:. 35, 50
. ;: 0220 Be M0y L LT 16 BB 4 1T 50, 60, 100, 120, 125 375, 32, 35, 50, 75 |
i ! e T WILME TCLI A e WO Ee P A - 0, » T00, 120, 125
60 8, 10,12, 12,7, 16, 19.05,20,22.23 | 2% o i 50, 75, 80 305,68
7% - = 250 50, 100, 125 .
- 0.4~30 . 10, 16, 1905, 20, 2223, 254 3 . 5 30 | 80, 100, 125, 150, 00 120, 127
100 _04~-33 | A 233, 234, FLIS, 32 | L (7] B 350 | 60, 120, 125, 150, 200 | 120, 127, 203 s 7
:;: 02;:?5' 5| 20, 2123, 254, 31.75. 12 : SRl 400 m 13“ 150, 3"‘“ . II?. 20_'4. 2286 o
150 135 | 254, 3175, 32, 40 i | | 4% | 6o, 150, 200, 250, 300 | 203, 286, 250, 303
:E Isu-:_zi . 3175, 32, 40 —— | i:: 60,120,150.200225,300 400,600 | 203, 254, 304.8, 305 g i
m' 'i'_:w 31.?5! 32: 40- 5“.3! 75! 'J'ﬁ.Z W] ~1 ﬁﬂ. |m"|slu‘ mlzm_jm‘m ms_' 3“5'
{ | 5. 6. 8 10, 16, 20 700 _
250 10~60 508, 75, 762, 1016, 127 1 | -
300 36l ; 75, T6.2, 1016, 127, 200 ;
150 1250 5,6,8. 10, 16,20,25
= — - 127, 203
_ 450
s0 |
600 | 12~60 203, 4.8, 305
s | 5. 6. 8 10, 12, 15
= | .
850 18~50 132, 304.8, 308
900

RS FL 8 T e R T . R L R {ﬂ“‘x AT I n
Spevial aoe can by el i ot T ] Special wire can he cusomined o customer regeiremend!
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Sketch and the size of wheels from YUBAO

B 13 FEEE—IASRIE, R4 REs, %3,

1.3 Straight grinding wheel-1A8 . Sketch shown in Fig.3, specification shown in Table 3.

eH
Ll t]

3 PR —1AE
Fig.3 Straight grinding wheel-14%

™3 PR —ARKI R
Table 3 Specification of Straight grinding wheel-1A8

—— : B
z; ; 1
f 46 e
5 12
4, 6: B
6 2
7 . ﬁ 4
8 . 6. & 10 | 3
10 | 6, 8 10, 12 |
. 12 8 10. 12 _ 3 6
I r— 8. 10, 12, 14 6
. I; L] " -
16
T g 10, 12, 14, 16
= 10
m . - — 8 P A -
3 12. 14, 16, 18, 20

k E RS FL 8 T e R T
Spevial aoe can by el i ot

o EE R ODRITIRAR T 3%

Sketeh and the size of wheels from YUBAO

W 14 FESR—IAIREBER, RTRE4, %4,
1.4 Straight grinding wheel-1A 1R Sketch shown in Fig.4, specification shown in Table 4.

—

o O

T I re— m “j =
2H | -
an
B4 EEDE—1AIRE
Fig4 Straight prinding wheel- 1418

-—

R4 FREBE—1AIRF R
Table 4 Specification of Straight grinding wheel-1AIR

min
! 0.810.5 .
80 20
100
150 e LINE S 20, 31.75, 32 5. 7. 8
ﬂ 105, 1208, 1471 e e
300 e | 3178, 32, 75

H 15 PEme—IveRiER., R4REs, s,
1.5 Straight grinding wheel-1V9., Sketch shown in Fig.5, specification shown in Table 5.

' ¥ T T
o = et : e og J.’.:ai l'.
= | 2
LT Fe T 3 }
- @“ -
L an o
Hs FRER—I1vIR
Fig.% Straight grinding wheel-1L9
s FEDRE—IVIRIR L
Table § Specification of Straight grinding wheel-1V9 p—
T I u T o
150 | 1 a0t , I_1|:I+
175
{ | T 15 3. 6
200 o
: 75
250

o IR ML B T R A T
Spacial wire can he cusomined o cadtomer regeiremend !



d 5 Hi A bR TR AR RS 2 EFE AP TEAR AR T 4125
Sketch and the size of wheels from YUBAO Sketeh and the size of wheels from YUBAO
B 16 FRESE—IDDIRIEWR. R W0Ee., %o, W 15 RS —IFIRTER. RS, k8.
1.6 Struight grinding wheel-1DD1., Sketch shown in Fig.5, specification shown in Table 6. 1.8 Straight grinding wheel-1F1 . Sketch shown in Fig.8, specification shown in Table 3.
J @D
: Ll £ X 2H
NS =

Y| 77

M8 FESE—IFIN
Fig.$ Straight grinding wheel-1F1

:

e

Ms FREEE—IDDIE
Fig 6 Straight prinding wheel- 1001

== #8 PRGHE—IFIRIR
6 FIEEHE—IDDIMR T Table 8 Specification of Straight grinding wheel-1F1 s

Table 6 Specification of Straight grinding wheel-1DT} R
o w* 35* 40° 45° 60° 90° D T H X
- s 3 3 25 2 L5 12 f~d 3
7 6 6 5 4 3 ;: : 3, 4 4, &
o T H o r 1~5 ==
75 19.05, 20, 32 &0
%0 5 8 O— 1~2 75 1§ i 4, 5 6 7
100 8 10, 12, 14, 16, 18 i 1.5~3 Gl L
100 19.05, 20
125 12, 14. 16. 18 23 312 4, 5 6. 7. 8
= 16 1620 =i 2= ::; 3~16 A 3, 35, 5 6, 7. 8 10
L7 syaE A + 355 6 1. &
N 1.7 PEDE—IEEIVERER. R4 RE7. %7, 350 4~ TR 5, 6 7 B 10
1.7 Straight grinding wheel-1EE1V . Sketch shown in Fig.7, specification shown in Table 7. 350 e
) 2 6~25 75, 127
] - 1 Coal = e,
/) : N - o 8~30 127, 203
el R=TI2
en
M7 ¥ —1EEIVE
Fig.7 Streight grinding wheel-1 EEIY
#7 RS —IEEIVRIR
Table 7 Specification of Straight grinding wheel-1EE1V —
D T H « X
1H)
111 7 20 120°
125 15:3
150 10, 12 125° , 135"
175 15 Sl 135°

TR LAT FL o T R e R ST . . TR LA P T M i LR T 'R
T
Spovial woe can by ot et q 1 Sipovial mier cam hs cwsomized in EatEmer rrqEremeT |
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Sketch and the size of wheels from YUBAO Sketeh and the size of wheels from YUBAO

B 19 PR —IFFIRRE ., R Wi, %o, H L1 FREgE—IVIEHEE., R0, 21,
1.9 Straight grinding wheel-1FF1, Sketch shown in Fig.9, specification shown in Table 9. 1.11 Straight grinding wheel-1V1, Sketch shown in Fig.11, specification shown in Table 11,
F F - : 7 ! J i == - en -
) 3 T - =
! ) \ [ | i | | -
L3 | &H i Lx| “ : . b F'
L en ol 2 L d L £ 1
e FEGR—IFFI% En FEgE—IvIS
Fig 9 Straight grinding wheel-1FE1 Figl]. Straight grinding wheel-1V1
Ry FEEE—I1FFIRIR
Table 9 Specification of Straight grinding wheel-1FF 1 s #1 FEDR—IVIEIR
5 Table 11 Specification of Straight grinding wheel-1V1 it
D T | H ! | i : = :
50 10 D T H . X |
- 4. 5. 6. 8 10 45
75 | | 12.05, 20 | P 16 12, 127, 16
100 || .
= 4, 5. 6, & 10, 12, 15 19.05, 20, 31.75, 32 e | 2-1s | 12 127 16 1908 20
: 1 | T 75 2, 3 4 5
o 1 8. 10, 12, 15, 20 - C L 1 ' ' 16, 19,05, 20, 254
200 _ 31.75, 32, 75 L | .
R=112, X<R. = 20, 254, 3175, 32
e B 0, 25
150 254, 3175, 32, 40 W, 45 . 6
B 110 FESR—IFFIVEIER, R4 LE0, #10, — ' 3175, 32, 40 Sds
1.10 Siraight grinding wheel-1FF1V ., Sketch shown in Fig. 10, specification shown in Table 10,
200 oo 31.75. 32, 40, 508. 75
250 | | s08, 75 1016, 127
300 75, 1016, 127, 203
H-SU 4 10~30 |- 3r 4 5. 6. 8
127, 203
// / % / ‘ 400 10~35
SH
20D

0 FREaR—IFFIVE
Fig. 10 Struight grinding wheel-1IFFIV

W10 FRBR—IFFIVRIR 4

Table 10 Specification of Straight grinding wheel-IFF1V i
[ [ T I ] R
i | 0 B | 20 | 10 10

150 | 13 _ 32 _ 15 _ 12

ﬂ RS FL 8 T e R T . LA P T B i R T 4 m
Spevial woe can by cussemind it cetomer regairement | sustomingd to cminmer regetrement |
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Sketch and the size of wheels from YUBAQ Sketeh and the size of wheels from YUBAOQ
N 12 HERE—ILIRER. R RER. #2. B 13 S —IAl R, R B3, 3.
1.11 Straight grinding wheel-1L1. Skeich shown in figure 12, specification shown in Table 12, 1.13 Hubbed wheel-3A1. Sketch shown in Fig.13, specification shown in Table 13,
® w7777 1 ! [ e 5-.--!_,;.:5:5._!
.\. - - . \—:— —r - - - [ l "Q‘"‘ ._ 3 | t i . _.. - :- l‘
™ : | . 3 "B-H_h
e O . i | S VA ! £ el = 13 RS ER—3AN
| SR | S B g0 Figl3. Hubbed wheel-3A1
- en - F#13 WENBR—IAIHR T
Table 13 Specification of Hubbed wheel-3A1
M1z FRESE—ILIN ; g )
Fig.12 Straight grinding wheel-1L1 b | T | B T | B | X '
75 S~10 19,05, 20 e 2, 3. 4 §
100 W |
12 FESRE—ILIRKET g~o15 | 1905, 20. 375 32 | j~g
Table 12 Specification of Siraight grinding wheel-1L1 - s el 3k 50 6
- 150 1015 ) wim [
I D | T | _ 175 1220 i iM-140 |
200 130--160 2~10
% 2.3 4 5 68 | 1012 127. 16 0.5 1, 2. 3 | W T8, 78 T o kg
| ' 2,3, 4 5§ 300 — 030 | L . B
5 350 127. 203 | 2s0-300 |
T = | 3| 4| 5! ﬁu SF “} Iﬁ! Im. 'J:l.'l I'.'hi. l! 1! 3| 4 =
100 | Ll J—_— Mo-~350 | 620
125 300 S ol 5.6, 8,10, 12, 15
5.|] 3| 4| .S'! ﬁ'l E- I2 31” 32 l! "'r 5-. El B m m - 500 l.u"‘"m‘
:?5 ' -2t 05, 1,23, 45 | T “aso—-w00
506, 8 12 ¢ 4 5 6, 8. 10
200 3T, 32 7S B L4 FhER—aBATEAR . FoTIRE L4, #i4,
250 1.14 Tapered wheel-4B2 ., Sketch shown in Fig. 14, specification shown in Table 14.
e £ 12 15 75, 127
x 05, L2 5456 | 56 810,12 15 b 1] |
| 15 25 30 127, 203 . r’-'"-i A
I L I:I - I
' : M5 SidEki—anrn
|2 B = Fig 15 Tapered whesl-482
P14 FhE—aB2RIR T
Table 14 Specification of Tapered wheel-4B2 o
] S0 1 T
6 S 1 .
1w 6 50 1 A
6 50 i £
8 120 1 15
..... 8 L l

TR TR SRR DY

Spacial wre
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Sketch and the size of wheels from YUBAQ

B 115 WmMEe—oa RIER . R4 E1s. #is.
1.15 Wheel recessed two sides-2A3, sketch shown in Fig. 135, specification shown in Table 15

- H - _"':I :
. ! | I 5
I ] : wl. i il
| i 7
Bz ' ' el 4
M1s TR a3
Fig 15, Wheel, recessed two sides-9A3
15 WEMIESE—oAI R
Table 15 Specification of wheel, recessed two sides-9A3 mm

75 1520 16, 1905, 20, 22 4, 5 6

:01: 20~25 19.05, 20, 22, 3175, 32 4,5 6 & 10
150
— ] 20~30
17 3175, 312 T
200 4, 5, 6 8 10, 12, 1% i
230 2040 3175, 32, 7%
250 3LT5, 32, TS, 127
00 75, 127
2550 g 10, 12, 15
350 127
BE<Tn
ol N

P8 mz:{rm_‘._.ﬂ' :
A

EFRE AR 2%

Sketeh and the size of wheels from YUBAOQ

W 116 TAEE— 14 BER, RTREs, Ei6,
1.16 Duplex hubbed wheel-14A1, Sketch shown in Fig. 16, Specification shown in Table 16,

] 77
2H
a1
an
16 TS EE—14A 15
Fig.16 Duplex hubbed wheel-14A1
#l6 Wil OHEHE—14A 10 R
Table 16 Specification of duplex hubbed wheel-14A1 mm
75 3~ 1908, 20 0~30 | 0E~3 %) 4 S
Li 515 1905, 20, 375, 32— o0 1~%
e B iz L ERI
150 1015 100130 i 0 . a5
175 1220 SHELY 120~ 14l .
200 30—160 | 2~10
= 1230 3075, 3% 75 e e 4 5 6 3 10
300 200250
e 1540 o ] 1 4 5 6 B 10
00 00~350 | 6~
050 W0 .4
x ool m_"x 2 5,6, & 10, 12, 18
e i 45000

W 117 WEEE—4EIENER. R-FRET. #17.
1.17 Duplex hubbed wheel-14E1, Sketch shown in Fig.17, Specification shown in Table 17

e 5= AT = = F Ta———— — I

" ‘_ /’[ 4 l . -....E'!"I

—A | % 17 WEEE—4E1
~  Fig.I7 Duplex hubbed wheel-14E1

H17 WESE—14E1 R
Table 17 Specification of duplex hubbed wheel-14E1 o

I
o iime H 10
R
T 35
e e e T 10. 20 15
w0 s | TP
125 66 - 6. 8 350, 45T, 407, 607, 907
s | s | e~ (w32
[0 | e~z 3~10
300 250 75, 127
a0 | s 1220 203 516

R LR PO T R e AT
Spacial dre cem he irod o el 1 En
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Sketeh and the size of wheels from YUBAOQ

S A TR A Rl

Sketeh and the size of wheels from YUBAO

W 119 WiSEre—14FI BN, R4 RLE9, 219,
1.19 Duplex hubbed wheel- 14F1, Sketch shown in Fig.19, Specification shown in Table 19.
B\_x

B 118 Wi EE—4EEIREL. R-H s, #is,
1.18 Duplex hubbed wheel-14EE1, Sketch shown in Fig. 18, Specification shown in Table L

; — — T e = : 7 e J‘.
&7 D o A R P o2
(Ch, S il N B S A P T Jxl

L om | o1 M
==
4 19 BEABR—14F1T
18 e —I4EE1 % Fig. 19 Duplex hubbed wheel-14F1
o i s F19 WENEHE—I4FIHR T

218 WIS ES5— 4EERR mmg ibeen ot ik 5 kel

Table 18 Specification of duplex hubbed wheel-14EE] mm | T | ~ H el :
,I-;I:;_ T T S i : g 5 i L] 19,05, 20 50 13 3 r
L] i 100 030
= 15 3 1 25 2 1.5 Y 3~15 1905, 20, 3175, 32 =110 1—8 3 4, 5. B
| | 7 | 6 [ ¢ | s | 4 | 3 | 0| M-~fy TR e
175 12-~20 120 140 2~10 4 5 6 7.8 5 -
— RN - o | e T LI L ] 30°, 45
[ = [T & 7w T w 1 R e T
| 75 0 250 : 150200 S~10
S 19.05. 20 -
100 6 8 10 70 3 4 6 B ... S P el B
50 127. 203 250300 6 7. 81D
125 100 a0 | 2050 300~350 | 620
150 6 120 3175, 32 3 4 | _ e
175 8 140 ' -
200 10 160 i g 4.5 B 120 WiESE—14E6QRIE . R L0, 20,
250 15 200 ' 1.20 Duplex hubbed wheel- 14E60), Sketch shown in Fig 20, Specification shown in Table 20.
400 10 230 32, 75, 203 6. B | T
b sy R NN G
| . en L’L]
L, 21 o
Lalv]
0 WiEE—14E60R
Fig 20 Duspleze bublsed whetel-14E60)
20 WWOSHRE—14E6QRI R

Table 20 Specification of duplex hubbed wheel-14E60) mm

40 n
= 10 =
T & F —
10, 19.05, 20, 2223 e o
:g 1~2 6 ]1;::] B
= 5 ; 3175, 22 o
20 12 762, 15 150

BE e o, W
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Sketeh and the size of wheels from YUBAO

EE WA RIS 26

Sketch and the size of wheels from YUBAQ

B 121 RSP —eAR . Rbasiiega., %2, W 22 e —eARIIERR .. RO MLE23, #23,
1.21 Wheels, grinding gauge-14A3, Sketch shown in Fig.21, Specification shown in Table 21 2.2 Straight cup wheels-6A2, Sketch shown in Fig.23, specification shown in Table 23,
@H
e —— i -t s
m. =] =~{: i = TR :--:'r i
. o I
ey L - .
i
21 e —1aA3 ] “11
Fig2] Wheels, grinding gauge-14A3 | = o
221 FiAER—4A38 R 15 an 2
Table 21 specification of Wheels, grinding gauge-14A3 s 2 R —sAm
- Fig 23 Strai heel-62
o ] T | H x| W ST
125 | 12 | 2 45 3 W —eA2 M R
150 | 19, 16 3175, 32 | | _ _ Table 23 Specification of Straight cup wheel-6A2 e
175 ' 5.6 % 10 — 7
| ' 2, 3 D T H | W
250 12, 16, 20 75 i 10 4 o = | ) 3- 5 ] | 2.9, 4
1, EMBERAURRE, ), Eare specified 0 | | S T I
75 | 10~25 | 10, 1905 20 | 3 5. 6 8. 10 R,
B2 FRBEE E PR Straight cup, taper cup and dish wheels 100 1530 1905, 20 | 2 s 6 B 10, 12, 15 20
2.1 FERFE—eARIER, R-F W22, #22, 125 | — - - ] 3 4 506
2.1 Straight cup wheels-6A9, Sketch shown in Fig.22, specification shown in Table 22. s | BT¥ 3» 34 6. 8. 10. 12. 15, 20, 25, 30
] 4. 31,75, _ 1
i oD i 175 | 1540 | St st eet | 5 6 8 10, 12, 15, 20, 25 |
- 13 - 200 [ 6 % 10, 12. 15, 20, 25 345 68
] . - i - 1 20~55 4 = = .
\ B o _ e =0 | . 2. 75 | 6 8 10. 12, 15, 20, 25, 30 |
B |
(S | I | . 74, ;ﬁ B ld 75 127 10, 12, 15. 20, 25, 30
o | b0 { f %5 &8 10
| 400 | 15 20, 25, 30, 35 40
1 1 1 - - 127, 200 -
450 ID-=80 | 20, 5, 30, 35, 40, 50
H22 FRE—AST — L At A s
Fig.22 Straight cup wheel-6A9 Ech I SUNTIRE . E is specified.
B2 WESR—6ARI R
Table 22 Specification of Straight cup wheel-6A9 M
| T | H [ % ' U i
|:u i — | 19,05, 20 |
25, 30
s | |
150 | i 31,75, 32 1.5 3 6 10
175 |
it 15, 40. 50 31.75: 32. TS
25’0 — - — - - - -
E. KD, B, K are specified,
T (PR RS FL o T R T TR LA P T M i LR T E
Speial wer cam he cuteminnd tn caotnmer roEremeTd

Specaal e can b cuitomized 1o camomer rgirement |
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Sketch and the size of wheels from YUBAO
W23 WS AKIEAR . R ILE24, 24,

2.3 Taper cup wheels-11A2, Sketch shown in Fig.24, specification shown in Table 24.

oD
:w_ = 2K = i i
- M?Ti |
: e T
AL = 20 = %
F 1 2 S A i
it e — L p_h g
Pz BTEEE—11 AR
Fig 24 Taper cup wheel-1142
P24 WETHE—1IAZRIRY
Table 24 Specification of Taper cup wheel-11A2
] [ i Bl w |
2 19.05, 20 3, 5 6. 8 10
:::: —— S | s & 12 e
e | ageqp | 1995 W MM 2R W
S f - 8 10, 12, 15
150 3.4, 5 6. B
1 | 31.75. 32, 40 . )
00 | 30--50 | 12, 15 | 8 10.12,15, 20,25

KPR, Bis sperified,

N 24 BRERH—1IAGRTEIR. FTILE2S. #25.

2.4 Taper cup wheels-11A9, Sketch shown in Fig.25, specification shown in Table 25,

I @Dl =
= oK 1
= N B8
]
— z-H - =
-
é . : 1 ,
\ | "4
¥ LA A LY = 11

FE2s BEEbE—11A0%0
Fig.25 Taper cup wheel-11A9

25 WETH—11AT R4

Table 25 Specification of Taper cup wheel-11A%9 mim
b | bi T H EE i
S0 '.I'! b 25 1905, 20, 35 3 4
100 B0--85
- | 1905, 20, 31.75.
125 105—110 | 35~4i i T 2 3.4, 3 48

3173 32, 40

150 | 130~-135 |

E. KW BR. E. K specified

RS FL 8 T e R T
Spegial b id: i e

g A ond

P L DRI R 4

Sketeh and the size of wheels from YUBAO

B 25 e —1Vv2RRmLVeRER ., RFarBliEe. B2y, 6.

2.5 Taper cup wheels-11V2, Sketch shown in Fig.26. Fig.27, specification shown in Table 26,

an
o nE FK = 1
= 1 =i ]
2 @H = £
P i 1 i
i — =
26 MESR—I1VIH
Fig.26 Taper cup wheel-11V2
b =
r—— oK = ,
3 e
- aH _ =
o™ 'm4
' ! [
27 WiEgR—11veRl
Fig.27 Taper cup wheel-11V9
s WRETR—LIV2EIANVORIR
Table 26 Specification of Taper cup wheel-11V2 and 11V9
I ~ :
D T | H s
30 15 B, 10
50 25 10, 19.05. 20
5 25, 30, 32 %
19.05, 20 60
?ﬂ_ 1%, 40 B ——— 210°
106 19,05, 20, 31.75. 32
19,05, r 3075 32
e 35, 40, 45. 50 2 Al
150 3175, 32
X% 1nve 1.5, 2, 3, 4. 5. 10
i 12 3, 4 5. 10
u 1nve 5 6. 7, 8 10
vz EE

K, EHBTUNAIE. K. Eore specifid.

IR ML B T R A T
0 catnmer regeirement !

Spacial e can he cusominad
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Sketch and the size of wheels from YUBAQ

B 26 BHERME—12A2200 RUEAR. RoPHLE28, 27,
2.6 Dish wheel-1242/20° |, Sketch shown in Fig 28, specification shown in Table 27.

an
| s i
ey i ol — '-’-;'”

s

27 BB E—12A2020° MR

Table 27 Specification of Dish wheel-12A2/20° mm
75 12 10. 19.05, 20 5 R
100 15 1905, 20 6
i N MR
150 20 3175, 32 9 5. 6, 10, 15 23 4 6
175 22 10 6. 10, 15
2 o 3175, 32, 40, 75 5 6 10. 15, 20
250 26 12

Kl O EE . K i specified.

N 2.7 BESE—IBTORER . R RE20, W28,
2.7 Dish wheel-4BT9, Sketch shown in Fig.29, specification shown in Table 28.

an .
B v |
Al = ot 1 e 1 e !
) EN —
e L1 g "y
25 REDR—IBTIH
Fig 29 Dish wheel-4BT%

28 WBIHEBTIRIR
Table 28 Specification of Dish wheel-4BTS mm

R ew | memm | ninn | LS
10 8 10, 12 19.05. 20 e 8 10 12, 145 1~1.5 20°
125 15 31,75, 31 S. l{l Il. IM. IS 1,5--3-

Bl oo o,

EFRE AR 2%

Sketeh and the size of wheels from YUBAOQ

W 2.8 BB —12V2RIEAR, R4 30, 229,
2.8 Diish wheel-12V2, Sketch shown in Fig.30, specification shown in Table 29,

Ll
f ; oK
w :_,|
N aH f
u.,"'-./'h. —d L | Vs
30 WERR—I2V2E
Fig 30 Dish wheel-12V2

;29 WETR—12VIRIRY
Table 29 Specification of Dish wheel-12V2

10, 12 10

|
— 2, 3 33—
: 10, 12, 15 10, 19.05. 20 S
3 3.3 45"
100 12. 13
s s, 16, 18 1905, 20, 3175, 32 . TR
150 16, 1% ! ol
175 18- 20 e 1 4, s 5
_?}E__ _i_l:I: 25 I 51.?':!. 32, 75 3. -Iq ls & 18
250 20, 25, W | 75, 127 mﬁs t
K, EfHl ORI . K, E arespecified.
W 2.9 BEEE—12veRER . R . %30,
2.9 Dish wheel-12V9, Sketch shown in Fig.31, specification shown in Table 30,
an
[ '”“ﬁ
S ox &
e . L -
31 SR —2vent
Fﬁ.SlMMHM
230 BEER—12VeRIR 4
mm

Table 30 Specification of dish wheel-12V9

20 19.05, 20
= 10
:3 25 1905, 20, 31.75, 32 il

15: 3

K {REIUNIE . K is specified.

WRIBRATRRECGLRITE Y
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Sketch and the size of wheels from YUBAQ

m 3 (TERAEAE Cylinder wheel

3.1 MBS 8 —2FRIEY . R B2, #1.
3.1 Cylinder wheel MNO.2-2F2/2 $ketch shown in Fig,32 specification shown in Table 31,

B an
El
=
A »
| . f
| £ |
d i loAg
{1+ 1
=i A
S T 2 mESR29—RoNRt
[ — Table 31 Cylinder wheel MO.2-2F2/2 iy

B4 EFFREFEEH Specialized series wheels
4,1 Eibpse—opoRiEd. Ff W33, #32.
4.1 Edge grinding wheels-2D9, Sketch shown in Fig.33, specification shown in Table 32.

-—— ﬁb_l ————— - i
Hl!"' S A e -“f:_._.-_._.__‘_\_;:“-{
| ks aH - [
b 2D 3
33 EhER—2n0%
Fig 33 Edge grinding wheel-20%
3z BERHE—2DORIR

Table 32 Edge grinding wheel-2D0 mm
B | b I | H | X
101-106 104 &5
161-168 160 105

T=6 (o245 ) , T=8 (<45 )

2 30" 45", 60"

BE s,

EFRE AR 2%

Sketeh and the size of wheels from YUBAOQ

B 42 B R—16AIRHEAR .. R R34, 33,
4.2 Edge grinding wheels-16A1, Sketch shown in Fig. 34, specification shown in Table 33.

—————F g A S—

V7 R [

_Fc_' L_d8 | T M EEBR—I6AIE
L o - Fig34 Edpe prinding wheel-16A1

33 WABH—Ie R R
Table 33 Specification of Edge grinding wheel-1641 -

| 160, 170, 180, 1940 | el | 16, 254 25 3 8

® 5 BB Grinding board

5.1 BE—1ATRUER. RT3, %34,
5.1 Grinding board-1A2T, Sketch shown in Fig.35, specification shown in Table 34,

&D 1
i ' '
T B
ol P IHII‘:
7Y .
Al | 4
| = aH =
L aD
- a0
W3S MFR—1A2TH
Fig 35 Grinding board-1AZT
34 WB—1A2TRIR

L =L I . -I] ...... i 5
| 200 | 199 [25.28 140 | 30 | 8 35 0 2 W0 4MI2
[ 250 | 240 (25, 28| w0 | 35 | % 3.5 220 2 30’ FEYTT]
| 250 | 240 |25, 28 150 | 30 10 1.5 200 N 4-M12
L0 | 299 | 2 | 20 | 4 0 5 250 2 30 6-MI2
(30 | a0 | 28 |20 | % 0 1,5 00 2" 30’ EMI2
|30 | a9 | 2 [ 20 | &0 | 10 3.5 300 3 M1z

Spacial wre
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Sketch and the size of wheels from YUBAQ

[ ] 5-2 !ﬂ'_'?x 1Mmm1. E‘fﬂmm&. &35-&
5.2 Grinding board-7*1A2T, Sketch shown in Fig.36, specification shown in Table 35,

- a0
bS5 VS
i 3 aaw -
 EEEEEEE L
I e i ¥ |
S A Kb
Ly LA RN AU g F B PR (A |
E.b . Eg.__:
o @D
i 36 BE—7x 12T
Fig.36 Grinding board-T*LAZT
235 WA |ATRR T
‘Table 35 Specification of Grinding board-T*1 AT mm

B 5.3 BEft—12A0TRUER, R B3, #is,
5.3 Grinding board-12A2T, Sketch shown in Fig.37, specification shown in Table 36,

_ e
i K
HI“: i
/ ’ T e
i L 1 - |
1 s 8 i = a L _ﬂ'H | ]
L Lo 37 M8 —I12A2THR]
; ks oD Fig.37 Grinding boasd-12A2T
236 MA—1242TRIR

Table 36 Specification of Grinding board-12A2T
TH] B - N—

508

| 37 15

| 300 | 210 | 50 | 100 | 20 170 I8 Tk 3 34* B-ME

320 | 20 | 50 f':ﬂ 20 170 o] 28 6 il | 6-M&

400 | XR0 | 45 l:'; 20 X0 s a5 f 3* 23 6-MI12
100 120 z 2

450 | XM | 45 300 20 70 0 | 2X20 - 6 3 - 18 - 6-M12

EFRE AR 2%

Sketeh and the size of wheels from YUBAOQ

m 6 B stone

6.1 = AL —HHHEERIEL .. R4 0 s, 37,
6.1 Mounted stone HH/HEE, Sketch shown in Fig.38, specification shown in Table37,

L2 ol
P U = 60°
- — i
£ i 1 | Wil WLl

F3s I =M 5 —HHHEER
Fig.38 Mounted stone, roll shaped-HH Tapered mounted stone-HA

237 Hr i SR H—HHHEES R+
Table 37 ification of Mounted stone, roll shaped-HH/HEE

W 52 WHEFIEG—HARVES . R0, WL,
6.2 Mounted stone-HA, Sketch shown in Fig.39, specification shown in Table 38,

L2

"

. L
P— .

]
B W,

- L 1 Cw
[#39 fFESE TR O —HAN
Fig.3% Mounted stone-HA

38 WO —HARIR

LR

v N\ l
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Sketch and the size of wheels from YUBAO

EFRE AT RIARAR T4y

Sketch and the size of wheels from YUBAO

W 63 BIAHTRIE H—HMA R, R REd0, %39, W 7 B3k Mounted points
6.3 Honing stone, roll shaped-HMA/1, Sketch shown in Fig.40, Specification shown in Table 39. 7.1 M
Straight points
T.
39 WM TR G —HMAN B R A - - =
Table 39 Specification of honing stone, E'JNEH 71 Il .g‘
rolled shape-HMAS mm m '. L4
E e Tw [« [ x | L - i
=i 6 | 25 5 | !

:. . m - [ 1 . 3 5 1, 3
Fig.40 Honing stone, rolled shape-HMA/ST M |_0 | Iﬁ. |

mim
W 64 O HIEE G —HMA2RL, S I A —HME 1 I S [ T | <l I =3 1 | L4 |
S ek T oy — HIMEEL 2 R JEAR . RSBl I P40 ~ 45, 40, 3 46 | (.65
6.4 Rectangle honing stone-HMAJ2, Honing stone, roll shaped-HMH/1, 4 P 0| L1 L7
Taperd honing stone-HMH/2 sketch shown in Fig.41 ~ 43, Specification shown in Table 40 : & .'1-.%5 &6 2—8
' 3
T 2040 WIS —HMAZE. SLEATHE - -1%-- | G810 g —:;—
TR WE—HMER, S f—HMH2 1 : |
i Em.;ﬁ_mm s m::ﬂm.m!l:d shaped-HME/ |, Tapered == 9 | EEE W 6 4~6
Fig.41 Rectangle honing stone-HMAZ2 e i ) S
. s I S
il '
w [ | 51 o 7.2 LT o
; T L Grinding Pins for internal grinding
- L = | W_H: I ﬁ 1 5
P42 SUGTS I —HME i : - L - - ¥ 4
Fig.42 Honing stone, roll shaped-HME/| —= 6 & ]
_g.l.__ ﬁ' a :—. I 2 3 il
L | L] I LT
[ 2o | & [ s | I : b -
] [ 1o | 0, 12 : 1 hi e ! 5-l
- L = i L 150 =l 12, 13 | E
43 SO 94335 186 T —HMEL 2 Lt Rl
Fig:43 Tapered homing stome, rolbed shaped-HIME/2 200 | 12: 1516 | _ : .
mm
| D i | N I L [ r |
0,420 2-10 |58 12,15, 22| 45 50. 80 | 3 6 .

. Mﬂ.ﬁ*‘ IIIHH‘KFHM T . R ML L f?ﬂll!‘XF‘mI!RﬁE' “"“'E
¥ ! Special mire can be cwtominnd 10 cotommer regaremerd ! 00
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Electroplated wheel and CBN grinding wheels

EFEHAURICRA AT 026 E

Sketch and the size of wheels from YUBAO

H 73 H B AL A Y4 Diamond Formed Wheel
Grinding Pins - CAD/CAM Milling

5 '.'..._E = 7 = —— it S
" L 4 =z | | zZm 8 | | e
L T i N B g M - |
1 v . S 4
= g [ Cx Ne B R £
i ' i :
...... -‘l._. , . : :
mm zi:é, oI " <o q_' = : o -
| 8] Q.&'- I T E 5 '_'.3' : -D '..'" 2 - ' WL e
2510 3 5 6 15-12 _ I T e ]
H 74 - -
e W REWEBRAATRIGNT , KBE . 26, N,
A%, B, AGrEaSIEanEiEmI,
t Diamond Formod Whoel can be used for form grinding, such as, nang=ten =
| - carhide insens, marble, jewel, shell, graphite, coral and synthetic jewel. -
L 1 BB £ME T4 Long multi-grooves Formed Wheel (LI 1) .
ok TR A T TR M I T T e —
. G e
! % Long nulti-greoves formed wheels are used with specilized machine for mass @y oy
b } E production of round ball and nbspreciangalar prism trinket. :
' S 2. 457 H% Diamond Wellrube(TL2) P22 7] | V=,
= S N
" . - KD FHm, ! - HuHEAiRa0/50, e
| D ¥ | e X HS0060, HEO/S0, SSOMIO0MIRY, e i =
3t} 3 6 10, 12 #0120 _ 1-3 Dizmond Welltabe is used for drilling graphite, marble and shell,

Large size suchas 2" ~ 6"  meost suitable for glass and fiber drilling. ‘%
B 750864 F /Mt 3k Electroplated Di ond pi There is four kinds of grit such as 80050, 30060, Be0E0, HBO/100, ﬂ/w

Mig: {CHESG. WENREMSEIMT. ’ " 3. W& 5 i Diamond Grinding Table (ULFH3) - | 2 _
Usage: Diamond pins are suitable for internal grinding, such as jade and precision pottery. T A B T T T b BT i R R AT e
s Diamond Grinding Table is used for processing surface of water
L drill and rubry.

| 4, ¥ A8k 1 Diamond Block (LE4)

- ———y AR AP o B S 0 BT PO 2P
1 =] Diamond Block i used for truing and dressing diamand wheel. !
D 0-174'!1111- Mm ﬂ‘m Ezﬁm M'Jhm D Jmnm | 0‘33[!'! MS‘mm o, “JIII'I 5. ﬁﬁﬁaﬁﬁ- Mmm Dlm!ﬁﬂd slw, Bilde{ﬂ.mﬁ}
T 0.7men | 09nm | Limm | 12mm | ldmm | l4mm | Lémm | 1Smm | 20mm BATHEE. FRP, 1. MR, dokiie:. GHEZ0M, BafFd. | al
OAL I'J'Sm [ 17.5mm | 17.5mm | 17.5mm | 20mm | 20mm | 20mm | 20mm | 20mm Maunted Diamend Saw Blade is used for cutting semib-precious
L= ettt | | | 1 stone, FRP, aluminum ceramic bakelite, rubber, stone

ﬂ H'H:H.H-F' "IJHI:‘;‘S’J"EQIJR T . IR ML B T R A T F ﬂ
T ] Spacial wire can he cusomined o cadtomer regeiremend !




L H A S CBNFEE T H Hifi K CBN T HEE 7=k
Electroplated diamond and CBN grinding wheels Grinding method
WO WEEERE R Electroplated plane cutter ® T H. J]HTools, cutting tools
Mk FESEFTILE, SRTH. 8. FREFEEE. EEE. . &, FASTH.
Usage: Ebsctropdated plane cutter can be used 1o hand tools, and it” s suitable for Aluminum, Copper, FRP [ IR
and monmetal t drill and s, Oirfadfin osidbod

Workpiece

i

B 2850 EEIE RS % Diamond Twist Drill
Wi EWFRP. dksisy, Tl EAESTEAMT.

. bl ! : WA (k)
Usage: Diamond twist drill ane suitable for FRF, mbber, ashesios and teflon 1o drill. (azives)
B 3RO RN Electroplatde Taper Cup Wheel
MRS TR R TR TR . SR R T . FENI S R S e T, S
Electroplated Taper Cup Whee! is used for grinding ceramic, glass, carbide and high speed steel, most suitable for reshaping RE (Mo, fithe)
of nerning tools, drills and engraving toal. i

i {feller gauge, thickness feeler)

¥illbsE (PCD)
AL MEAEE (PCBN )
T B e R PR B T e B R R . LT TR R R R R B A S R y
Diamond Wheel for Lens Edge from YUBAO can wsed for grinding watch ghass edge and forming grinding of reflecioscope {knives)

and optical glass,

WV Bz .1 g
Yz, s,
V7. 7z

T
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Grinding method
B i LDie-set

T4

Waorkpiece

Grinding method

L

Workpiece

i K CBN T HBEH 5=

® #iHE ., §EH B Glass and lens grinding

B Ak
o

Cirinding, m '

i B
(R, pRak,
MUEHE., ¥ IEHE)

Carbide (wire drawing dic.
punch., stamping die. cold die)

g
(44T RBEHH)
Alloy steel{putters.,

stamping dic)

TFLAH ()
Tool steel{die-set)

B
(PR, SRR )
Cilass
(Aulo glass, omamental glass)

M CBREE) FelEpiE
Lens(prism) optical glass
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el Grinding method

m HUBZEM ., POE S Mechanical parts, Auto parts

Grinding method

B i T FFF Electronic parts

Hif B CBN T HBE il 77 =

e W i : I
T Cirinding methisd o Girinding method
Warkpicce Workpiece :
ﬂﬂ.ﬂ_ﬁ T . B
(LR, S Ferrite (magnet, headmagnet)
Carbide{roll, guida plate)
e fta
Alumimam alloy
Nd-Fe
R, WE
Rubber, Plastics
. B B Bad
s Fe. Si. Al
ChSESh. fhEE. PLEESH)
Cast iron (camshaft
crankshaft, machine ral) BT, W
CEEATRD
NS E {Fibe tube)
Sintered powder
EECIALEE. & IREE)
Siti
{single-point silicon.,  poly paint silicon)

e r
OfFocil @ee

E o WRARFTRRECRERTR E
' Spoeial wirg cen e ansomingd (0 cEsnmer repsrmena |
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Dresser Tools of diamond and CBN tools

m AT w RO

Single Point Dresser Molvbdenum Rod and Super Diamond
8

B 55445 7] Combined dresser

! L
ot 2A4A8 s |RGEE
1A4F2 2AGAR IREKE IR4I(S
1A6FE 2ARAR IR10KS IRRKS
(7]

RS P 8
Divesser grite size
DR R A6 #S4-H100  #L20-H1SD  #IBOELEE Vit

CBNERET
Wheel grite size W46 HS4H100  MI20-8150  more than W1S0  For Vitrified and CBN wheels

o FiHAma o kT H o T
Mounted stone Polishing tools Dressing tools
E
— 4 o
s EiDiamond stone) 1 7 A S reckos aned Sloees)
R ification): §85 7 B 9 Y I Potish paste) R FiSpecification):
:E TSL= 10T 1
s el e e AP Gt size rangel: J30te15T1 S
A 00

FEEE{WBE:WB [T 4L e —

iR ab st

How to dress wheels

B AR RS Truing and dressing

wa mmﬁﬁl&ﬂﬂﬁﬂﬁﬂmﬂmﬁﬁﬁ&ﬂ&ﬂéﬂi Mk, FEP MR A RCEN
Befl, 2NN AL R, R ERR N, TR T, RN, B
SRR TR PR b, i S R

The optimum performance of diamond and CBN wheel can be achieved only when out of center and geometry
error ane the smallest. Al products from YUBAC have passed quality controd before selling to ensure their tolerance.
General, those wheels can be used directly, but it's necessary to truing after installing in some strict work.

HE 85 Truing)

HrEAE U T i A TR R, RO C YRR P, (B R AT
Feitt, BPEBORSE R R . RIS T AR AR, LR S TP TR
Waork correcting run-out and shape when setting the wheel to the machine. Shown in figure 1, the wheel
surface is rather smooth, only a linle abrasive grite exposing from the surface. IF grinding at such condition,
the workpiece will be burnt and slide.

48 Dressing)

HFEESE e, (R T AYEN S TR R, R O T e B e, e
EEIRES . BT, SN RCENERR ST YRR, £985% 00 E R R A LU
TR T, LRI AT 300 T R B, ML R PR AL T
Waork esposing the abrasive grit from the wheel surface after truing to improve grinding performance. Shown
in figure 3, After dressing, more than 85 perceni abrasive grite engaged in grinding, Relantively,Only less
than 30% abrasive grite in ALO, wheels engaged in grinding, ather pasticle fallen off the surface,

B ARG RE S (I ) Truing of different bonds

Ly a

o | e | mwve | e | ESC After truing

PR ++ + + =
— BARE N - N -
el L, AT w2 [ere | s - ET ] i §
%ﬂ. b ET Y] - - @ @
PP L o I I I
P L N I N
B vy ++ e - - B—Fg 1

HRR
Laolatod gram

S
oty pole thaoud ¥ = ¥ =
pawcesgarr |« [ v | - | -
AR = = = = W= Fig.2
[+ MEMTEF, " REFRM)
g g e * i =t T | r+means the more the better, " ot sdvised to use)
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How to dress wheels

B LT friiet et ar s ik
Six ways of dressing wheel

A
Plremoplited

o EE RS SRR TR
ElectroplatedMetal Bond Block

o JERE R — - RO AT P H R
EMEFIE s, M. SITe i —
R B B A ek, mE2.

First we plate diamond on a straight iron then dress
one straight wheel, take fig.] as example. Or we
dress one Form Wheel with a match iron block.

b e T b R R ] T RCENTR S, (HaR
F AR TR CBNERSE, IS ARHIT & My
ErCBNERE AR TR,

Electroplated Block mainly used for resin bond
wheel, some used for Vitrified CBN wheel, as well
as Metal bond CBN wheel.

o (BB e et (B4, Bs5)
Brake Diresser

Tl hERT R b, Pl
R0 ~ 45 BETE R B ZIE T,
RS I E SRR T, R TR
EiiEe, MRl SREE, FEE
Tt aete b iR, R0 O3t 7D Ot ool ~
O.05mm/Bl, H-E RS AL,
First the wheel should be fixed under the Brake
Dresser, paraller or off 307 ~ 457, Then rotate the
brake dresser until the wheel which to be dressed
contact with the dress wheel and finish dress. The
dress infeed is 0.01-0.05mm, and the wheel should
be cool enough.

o JHiB AR e BRI B4 (6 )
Dress tapered wheel Dissociated Grain

BHERAER 50 ET Lo FEEY PG R MR R L 2
i B RS 800 - 1406 GCHE R T8
PEE R . PR L ST
A e Y T

‘We can use dissociated grain to dress taper cup wheel
First we put some GC grain on a glass plate or a iron
plate, then the wheel walk on the plate like "8".

ez R

How to dress wheels

o {ERIFGO D el (BT
Dress with Combined Dresser

AR MATCENG L, FlATHODR. HhEGETIaN A0 ~ S1002 0, S IRIE Y
0.01 ~002mm, {RIRE—IEE IR D AH0005mm, AT, FASHRARNY, (Aol al A
ERCBNE AR A RE T, TEITH ) .

Combined Diresser is only for CBN wheel, not suitable for diamond wheel, The grite size of combined
dresser rang from #20 to #100, and infeed is 0.01 = (L02mm, but the last infeed is 0L005mm. Adequate

conl is necessary when dressing. (Combined Diresser is available)

-1

i A S e e (BRI RS ARk 2 A )
Using Mild Steel and Molybdenum Block to truing and dressing(for resin bond and metal bond wheel)

il e A B 0 RICBNR R AL T B ATt ek, HE R i M R T s .
BlER AL RIER Ak . e & R B TR IUOR,, (R G b — R R R
HEHUE W BRI SfePE B FE iy re 2, T BOAO e IE R 0 e CBINER S U0 o7 LR
R BT AL el i i B I R S S R T = 2E i )

Using mild steel and molybdenum block to dress wheels is an casy and effective method. Grinding the
wheel with a block until the wheel shape is intended for, but the mild iron bleck make the grain easily
fall off from the wheel, 50 in order to dress the wheel effectively, the wheel should be cooled enough at first.
If dress to excess, there will be chips and pores on the surface of the wheel which caused by the grain fallen off.

RIFFRGEY, JCE DR RRE SRS Y], — R 0.0 2mm, B SSEE nEE Tk, — 108
0.025man k1R RIS AT ARk . HEERIEAPARDE . — PTSIRER R i R IR LA A 1k

At first, we should keep small infeed less than 0.012mm then increase the infeed 1o 0.025mm or the shape
intended for. Keep the action till the wheel surface gain the best grinding performance.

o

-3

RlGCHA FR i
Dressing wheel with GC il Stone

WO RCENBR, MR (1) 8 (3) rliRE, —EER2ecCT RN,
i, BREETEIAT AAFROBTHRENE. 1ESh, MWOMCBNBESHNG, HREEARSET
BURIRY, FRGeIRE SRR B TR IR, by, PR AT
ROk B IS, JCAWIBE20.6-1 Smm, BRMEEY 1-3mimin, WIER SRR TIIESIE G L. H—
SR R R R, A, MR FreSeh ik, BRI e M
FEE S B .

After using method (1) or (3) to dress wheel, we should use 220# GC oil stone to dress the wheel again,
only 5o the wheel has good performance. Besides, if the wheel surface is clogged or not sharp we can
use GC ol stone 1o remove chips and come o pew grinding edge, this is an effective method which
suitable for straight and taper cup wheels, the infeed is 0.6-1.5mm, table speed 15 1-3m/min, dressing like
this again and again till it's finished. But we should decrease the PRM, if the FRM is fixed, we can switch
the power on and off every now and then, and decrease the oil stone speed in order (o gain the performance.
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Instruction of how to use grinding tools

B | HLE SR Machine and wheels

WRiEEL, B "JIFFZW#JEﬁﬁﬂlﬂlﬂﬂ’ﬁﬂﬂﬂm_&mﬂﬂﬂtﬂﬁ e AT LR
R R R R, AR T
Wbmgnndmg.myubnurm&lﬂbmmwﬂllﬂ“mﬂnpﬂﬁrm:mdwmufm:ﬂﬂ so choosing good
condition is as important as choosing wheel. The good condition are as follows:

o HUBESSHIRGEH RN, FOFaRE . SRl e il M
The facility should be strong enough and stable 50 as to avoid vibrating when working.

o EHTHE R AT R i 00 . LU R ST ME
Make sure The spindle in good condition and high loading, 0 as to ensure the spindle runs very true.

o HEEFHLER S TG ST
All parts and grinding table should be stable

o [MRINCRAER: 2 . IRl B4, RICLAT R AR iR S, e R A R R
AT RFEHURSE, TOEA M SR, R R e e SR R R R
AN FRBRENRELT BB R0 T
Using the high efficient Aange and make a constraction of spindle regular. Especially when machine work
abnormally, please check the spindle deviance. Then assembling the wheel cormectly and using the dial guage
1o ensure the formal and axial run-out are within 0,02 (if the wheel is straight) or 0003 (if the wheel is tapered).

W 2 SR Remarks before using the wheel

o (HARREEIMITR, WRRESHE AR
Acsteady coolant supply is important in wet grinding.

o TR RS T, FRATILE, WAL
Do ot change the wheel shape, ifit’ s necessary, please tell us..

o FAE TR fa At B R Sl R (8RR, IHE, FLE ) AR MR, ARSI
Do not wse the wheel if the wheel shape and size not mstch the nmschine tool,

o PREAARERRT IR I C N T O B R R T
Don't Remove the rust preventer on the wheel surfisce if the wheel body is iron,

o EREEAREER RS, TR, SRR TR M, AT
Carrying out & sound inspection before assembling the wheel if the wheel body is ceramics.

o PR O R, RO TR MR, SR e E RS A E .
Do not grinding material that are not specifically intended for your wheels, since wheel is designed for special work.

o BRI AR A, IR AT RS ks B
Do ot wse the wheel in a condition that may catch fire or explode sinee it cin generate electrical sparkle,
W 3% S EOERY EE EHPY Remarks when instrlling and checking wheel

o BRI BINEHC L R REE A, 3 LA o
Make sure the power source off before assembling or disassembling the wheel.

o HEREREE AL S, AR T
When assembling the flange to the wheel, make sure do not force it in by a stick.

e AY (AR

Instruction of how to use grinding tools

o BRI HIA AR, W E R AR L, SRR R R AR
If the core is ceramic products, please keep the spindle and the wheel in perpendicular position

o =GN, WATRLIATMERMNFE R, SRR, R
When assembling the flange, make sure the bolis are fastened and secured.

B 4HH
MTFHAMCBNE R, o LR R T A, (B, R AT S AL
TS B R e B PR SR RS ATLABEE A P SRR, 75 I RS R P Pl B
db. fENEEEEEL L, TESRATETH M o i A T A A R . iER
CIS TR AR, AT AR SR R ARk
Wet grinding and dry grinding is adapted when working with diamond and CEN wheels. But generally, wet
grindling 15 prefimed, for its bong lifespan and optimm grinding performance e, so only if the condition is
restricted, wet griding is always adaped. Feeding of coolant at the contact area is significantly, But &t creep
grinding, we should prefer a large mount of coolant.

B SRR ik The function of coolant.

o MEMB-RATRE RS, Bk TR
Can cool the surface of the grinding wheels and workpiece to avoid the workpicee and wheel be bumt.

o FEREbS R
Can remove the chips on the wheel surface

o HROERIATE N, RROTES e AT BTAAEDE. L300 0 A B B
Can lubricate the wheel to prevent damage to the work piece, then improve sccuracy and lifespan of the tool

= B AE R R R R, JEAGR R RO BT, AT T I B A AL
HEMENE. Bh LWRRREAL. I, SRIPRHE, QUERTHF, WENITRUTE, MO, STErETER. i%—
SRR E. TREE T R PR A, M, B SRR, B
B — M BT AR £ e W A o BT R
There are two kinds of coolant, namely water solution and non-water solution, The use of non-water
solutions coolant increase the removal rate, accuracy and o prevent damage to work. Such as Form grinding,
Screw or Gear grinding, hone grinding, precision grinding or grinding work with large contact area. On the
other hagd, witer solutions has a better cool performance, so wet grinding is prefersed and generally
recommended method 1o use,

o PREREATEERE N, e i A . B, (RIRERMEAY T, BT U N
Sl TN A IE, ARSTHE T A e, TEBR R ST LA S By M B, b
S, ERARE AN L, AR E BT, SRR ARSI . BT L ] E R R I
FPHEoL! |, Hil T SEat30C,

Choosing a appropriale coolant is as important as using and maintaining coolant. For example: keep clean
of the coblant, It can improve the wheel lifespan and the accurey of the work piece, it can also probong the
lifespan of the coolant. Feeding of coolant at the contact area is significantly cool and wash up. Use of
water solutions is not recommend during grinding with resin bonded wheels, due to the risk of reducing
hardness, 20 the PH of the coolant showld be above 9 and the temperature should be lower than 30° C.
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Instruction for usage of grinding tools

B 62 AR ] Remarks

o FASIET IR EEF R FIE RN, 5, EliTTANER, hTBRa™EwL,
TERE Tl S b ) £ TR O e B4

Do not touch a wheel which ane working or after dry grinding, since it can produce high tempture.

o ERSRat b TE R LAy i S (O Y O O O TR MU, SR S R

Make sure the maximum speed indicated on the wheel is suitable for the machine on which 1t will be used.
And do not exceed the maximum recommended speed for operating your wheel.

o AAGBFAG R EMIT R R Ry, AT, BRI, R,
Siop working and switch off the machine if there is abnormal noise and shake,

o FREEdE, s LEET B, S AR REER L ER, BNkt
Before working, make sure the machine work without wheel for 1 or 3 minters, and inspect if the rotation
of the wheel is right and no shake,

o fAETHRRS, INONTABTR S A FE SR R R
Make sure a steady coolant supply in the contact area when wet grinding.

o NEHEET e, WAl n BT, BT RGN T ERER.
Before the wheel contact workpiece, do not use instantly, and work continususly under high loading.

o TABIEL, ifmEEhiidemng.
Make sure the wheel will not be bumt when dry drinding.

B 7RG B HOC A About storage

o RS, HFEHEIFETICRABE, T IIGET.
After using the wheel, pleage store it in a dry place.

o PRAOMHE B, FCRMEER, M RRRE.
If the material of the wheel is steel, please apply oil before store.

® {4 Grinding Example

kL B CBNbHE B M S8

Grinding parameter

B AT TR, et ST E R aaEh, R A I
Tk £ g
All works require the wheels rotating in a high speed. The wheel speed is namely grinding
speed, According to the following formula

T dsnis
60 x 1000

Ve =TFSE B P EE (mis), ah =TRSERLER (om) , ;o =TRSERERE vmin = rpo), BTAEHD,
Ve —RER30-35mG, SV = Tomsid, R EuE .

¥ =Peripheral speed(mfs), dh =Grinding wheel diameter{mm),
ns =Grinding wheel speedic/min = rpm), Generally, Fsis30-35mfs,
whenV==>50m/s, It's high speed grinding,

B FEAEEEEY 3 Mean surface roughness

T Y T I I I e e S e = e R T
Relum) ol oz |o3jod (o5 |05 |06 |07 |08 |09 | 0| 013] 1406
CRme(Em) | 01 o2 |03 |os]|os|os o7 |os oo i0] 2] a] s 1x

Vs =

Ra(pm) | 034 | 041 | 048 | 054 | 061 [oer | 077 | 085 | 00d | 102 ] 119 | 136 153 | 170
‘Br{pm) | 13 | 22 [ 25|29 | 32 [ 36| 40 | 45| 50| 54|63 | 72| &1 90
" Ramex{pmy | 20 [ 24 | 28| 32|36 | 40| 45|50 55|60 70| 30] 00|00

B R AF AR The recommend grinding rate.

HAEEDiamond wheel HAEERECBN wheel
01 200 10sH0- 1 200 G0-1200 1000-1 800
TO0-1300 1300-1800 B0 1400 1400-2000
S00-1000 1400-1800 S00-1200 1500-2100
10a0H0- 130 1200-3600 1600- 2000 1600-4500
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] &5 B CBNRVEE BE | 28

Grinding parameter

- [T R 1% surface grinding:

7T finfeed:

#R0-#120  0.01-0.04mm

H140-0200  0,001-0.02mm

H230-8325  0.005-0.01mm

il i) £ 55 24 1 ftable dpeed:10-25m/min.
4016 £ 575 248 HE feross speed:

for dizmond: 1/5- 1/3 of rim width.

SR R A 15113,
For CBM: 1/4-3/4 of rim width.

CBNES B BB R i 10a-30a,,

T I8 Mool grinding:

7Tk finfeed:

#R0-#120  0.02-0.05mm
#120-200  0.01-0.03mm
#230-7325  0.005-0.01mm

i iy 5 0 FEE Al dipeed:0.5-3m/min,

o

-3

P FLEFS Mntermal grinding:

2E 71 #ik finfeed:

HEO-E120  0.005-0.02mm

HUZ0-6200  0.002-0.01mim

#230-4325  0.001-0.007mm

A0 i 5 2 Fralle dpeed:0.5-2mimin.

T W fperipherial speed of workpicee: 20-40/min

$1-i2BFH% External cylindrical grinding:

#E 77k finfeed:

#E0-#120  0.01-0.03mm

#L40-E200  0.01-0.02mm

HEI0-H325  0.005-0,01 s

il ey A1 & 0 feable dpeed:0.5-2m/min.

T B BE peripherial speed of workpiece: 20-40/min

Bl e I TS, HCh RSN, eaiEenEs. (TG,
THAFHER RS, Bieite, SRR RN R E . (B a

ReaT LA Y -

A MICBNEFAE IS Il 2 4
Grinding Parameter
W ERa

FHEE B F R B G B4R R S TRy T LA R, e, AT
B, LR R, R AE HARE AR, DUERRSEA T A e R e e

The peripheral speed has a great effect on the performance and lifespan of the wheel as well as the workpiece
surface roughness, 50 we recommend you choose appropriate diameter amrording to the wheel speed so as to
attain a optimum peripheral speed.

RS T B R F AR R (TR )
The grinding wheel speed of different diamenter and peripheral speed {(r'min}

Fedife RPM ( SR-PPHEEL, omin )

] 8 A ( m

F M e, W FCRE e TTRE

R e e, W A] SRRk T
The parameter can be view as a reference, we can adjust the grinding parameter in practical work
according work piece, wheel diameter and abrasive width. There is a rule we can follow;

If the infeed speed is fast, the depth of cut should be shallow,

If the infeed speed is small, the depth of cut should be deep.

Tt TIEREE Deep Depth of Cut

B T E D SR — ML AT S A, ERAR 2 R, ML, AR
TIFIR, ST P a7 A ) o ) R

Because deep depth of cut grinding has economy advantage compared with the general grinding, so more
and mose attention are paid to it. Basically, we often adopt wet grinding, high depth of cut and low table
speed.

F R TR, ALY SRR R, PR LR b R A R S
PR, dh T EME R, SR e B T, ke, TefT{H
— PR SRR

#TEE: 1,03 5mmik B I 30-300mm/min
If we adopt high depth of cut, strong machine and slow stable speed device are needed. Because this way
is sbundant adopied, it's difficult for us o provide a pammeler, $0 we just give a generl parameter range
a5 reference.

Infimed : 1.0-3.5 once Stable gpeed : 30-300mm'min

14 16 18 20 2 24 26 28 30 |
5
10 26,750 | 30950
15 17810 | 20390 | 22900| 25500| 28000 30.550
20 13810 | 15280 17.200( 19.100| 21.000| 22.900| 24.830| 26.800| 28.600
25 10700 | 12210 | 13.750| 15300 16800 18.340| 19.800| 21.400( 22900
30 2910 10,190 11460 | 12,740 | 14.000 15280 | 16550 17.850 19,100
40 650 T.640 B.600 9.530 | 10.500 11460 | 12420 13.3%0 14300
50 5350 6100 6870 7650 s400| 9us0| 9ss0| 10700 11470
75 3550 | 4080 | 4580 5000 S600| 6110| 6630| Tad0| 7630
100 2660 3.060| 3440 3825| 4200| 43500| 4060| s3%0| 5730
125 2.130 2440 2.750 3.050 33558 3670 3500 4280 4. 580
150 1.770 2.030 2,290 2550 2.800 3060 3310 3.5T0 3820
175 1530 1750 1970| 2200 2410| 2620 2840 3060 3270
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