385 WA =5 754-1
TEL: CiE7312K054)335-4513  FAX:(054)335-4517

42 AUk BAS 433 (EESITAI)

OO -

TEL: CiETSK054)335-7840  FAX:(054)335-7842

MESEEA 127 F2F 604-1 3747t CESF 233 1145
TEL:(02)2634-1794, 8382  FAX:(02)2678-8291

SAZOI| AT ZHE 502-1 (IIEEUEAT} A-161)
TEL:(051)310-1581, 1582  FAX:(051)310-1583

ZSA| g7 =S 78-16
TEL:(054)272-3850  FAX:(054)274-6798

AN ST 582 17143
TEL:(053)255-2969, 2988  FAX:(053)255-3152

O79A S7 MAS 1629 (MHS7t2t 14-33)
TEL:(053)604-2969, 2970  FAX:(053)604-2971

Oi7dSAl €M7 015S 1000-95
TEL:(053)582-2988, 2989  FAX:(053)582-2987

SMYN| 27 BES B 36141
TEL:(052)297-8134  FAX:(052)293-1284

2t HEA| BRE 19-6

TEL:(055)277-1767, 2311~2  FAX:(055)277-1768

YA ST 2IS 85-41
TEL:(042)256-3903  FAX:(042)255-1281

SAFOIN| AT ZHIS 123-9
TEL:(051)326-3032, 3033 FAX:(051)326-3034
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SAMYANG

GRINDING WHEELS
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S T ° TEL:(062)951-0678 FAX:(062)951-5322
PPN ©i= AMA| 2187t 27-10 )
el Rl TEL:(063)858-4845 FAX:(063)858-4835 S
T0EHA 45 F0/Al HIMES 341-3
° = - TEL:(054)465-3009 FAX:(054)465-9317

ZUSHAA SAZAA| AMT ZTS 502-1 (OIEEEEAT} D-102)

0O O H--

TEL:(051)310-1727  FAX:(051)310-1728
QXA ST SES 296 (EYSTY7 B-162)
TEL:(032)583-2392  FAX:(032)583-2393

ATYAA| ST SES 294 MAFS Yt 285 1198

TEL:(032)589-2260~2  FAX:(032)583-2263
.I

UMY HET TEHS 191-3

TEL:(032)446-0104  FAX:(032)446-0132
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SAMYANG ABRASIVES CO., LTD.
Head office(Bongdong factory)

754-1 Bong—Dong, Yeongcheon-si, Gyeongbuk, KOREA 770-140
TEL. +82-54-335-4513~6, FAX. +82-54-335-4517, 3940

2nd. factory(Bonchon industrial zone)
433 Bonchon-Dong, Yeongcheon-si, Gyeongbuk, KOREA 770-140
TEL. +82-54-335-7840~1 FAX. +82-54-335-7842

http : www.samyangab.co.kr, e-mail : k5163@chol.net
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Cylindrical Grinding Wheels
Centerless Grinding Wheels
Regulating Grinding Wheels
Surface Grinding Wheels
High Performance Wheels by
Ceramics Grain (SS, CX, SG, HPG)
Thread Grinding Wheels
Flute Grinding Wheels
Internal Grinding Wheels
Bearing Path & Race Wheels
Gear Grinding Wheels
Crankshaft Grinding Wheels
Camshaft Grinding Wheels
Milling Cutter Grinding Wheels
Glass Engraving Wheels
Saw Gumming Wheels

Rock Polishing Wheels
Toolroom Grinding Wheels
Honing Stones

Surface Grinder Segments
Epoxy Wheels

Nut Inserted Disc Grinding Wheels
Roll Grinding Wheels
Depressed Center Wheels
Cut=0ff Wheels

Heavy Duty Grinding Wheels
Bench Grinding Wheels
Grain Processing Wheels
Mounted Wheels

Flap and Mop Disc
Sharpening Stones

Polishing Grinding Wheels

MZZ% Production Process

=3t
> (Baking)

palipN
(Grain) Az . 53
= | (Weighing | = .
2 - Mixing) (Pressing) |\ (" 2z ) 53
(Bond) (Drying) (Raw Finishing)

HX|=0lE RE

/GResinoid Grinding WheeI)J —
HIEZ|Mo|=E 2=

(Inspection)
\ /
(Vitrified Grinding wheel)

HNEESD

At

(Delivery)

HAMREHRTI| Wheel Marking System

WA 46 K 7 \' RF

X U= s =% Zst| Zgt|
(Abrasives) & (Grit Size) (Grade) (Structure) (Bond) =
A 10 E 4

V:HIER|TH|= H7
WA Coarse Soft Dense B:2X|=0|= K23
SA R:12 RF
PA EF: 0| ZA| R1
RA L11
GCC Medium Medium L(5:0
19A l l GC
23A WN
32A C67
AZ Fine Hard Open
SS 1200 Z 14

HAt2xEQ| MM Description of Grinding Wheels

TMRES XY, ZeH, 7132 3t2AZ FgE0f AH XEe Z=rt 0t THE
HASTE 7130] 0122 &M= 7t30| 0[5t dd=l= ChipOl 0i<? %ot 715
FEEIL Z2M YURZE 2C0IM HAXY0| S7H6tH KSR Heioh= AHMAES
SIEE HAXMAS ALY & Uz TFO0| AC

In the grinding process, a revolving grinding wheels brought into contact
with the surface of a workpiece. As each abrasive grain on the periphery of
the wheel contacts the workpiece, it acts as an individual cutting tool and
removes a minute chip of metal.

@YISEHR&.Three Principal Factor )
XIZ(Abrasive) : HALEZM JAES = X8
2 8 H(Bond) : KIZS ZBNA 250| efE R
71 S(Pore) : BATIRO ot MAES AMdl= HES BTt

1A
\

N —

S

|

2/
MIHES

e
(Firing)

M

(Finishing)

405 =50 * 127

g Rl
(Shape Code) (Dimensions)

DxT+H

Outside Diameter
(24

Overall Thickness
(SH)

Hole Diameter
(1)

grinding wheel

WORKPIECE
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In cylindrical grinding, the axis of the workpiece being ground meets with the axis of grinding wheels.
The workpieces such as automotive parts, rolls, bearings, machinery parts are accurately ground.

b
r2

A1 Specification Recommendation

SARVANG

~

4 MARONL | T AYR

A L W8 ¥

AFL(EXM2IE) Alloy Steel with Thermal Treatment WA 46J 6V | 32A 60J 7V | RA 60J 7V
AL (HISHMEIE) Alloy Steel without Thermal Treatment | WA 46K 6V | 32A 60K 6V | RA 80K 6V
374 Tool Steel GC 60J 7V | 32A 60K 6V | RA 60K 6V
AHIYAZ - 300 — ZHA Stainless Steel — 300 - Rough GC 46K 6V | WA 46J 6V | HV 60K 6B
AHIYAZ - 300 - OFR2| HAF | Stainless Steel — 300 - Finished GC 60J 6V | WA 80J 6V | HV 80J 7B
AHRAY - XIREHE Stainless Steel - Free Cut WA 46J 6V | 32A 60J 7V | 32A 80J 7B
UR0|E Aluminium C 541 10V C 601 12V C 1001 9V
U0 IS Aluminium Bronze C 54110V | C60J 12V | C100J 9V
UL ¥S Manganese Bronze C 46J10V | C60H 12V | C 80H 10V
¥ Phosphor Bronze C36J10V | C46H 12V | C 60H 10V
HE = - g Cylinder Bushing — General Use 19A 60K 7V | WA 60K 7V | 32A 60K 7V
TR HE - Hst A Rubber Cylinder — Soft C 36J 10V C 461 12V C 60H 10V
IR HE -BU A Rubber Cylinder — Medium C 36J 10V C 46112V | C 60H 10V
IR HE - st A Rubber Cylinder — Hard C 36K 10V | C 46J 9V C 601 9V

3202 H Y& Chromed Cylinders 32A 80J 6V | GC 80J 8V | HV 100! 8V
= Copper C46H12v | C60H 12V | C 80H 12V
3FE Gray Cast Iron 57A 60K 6V | 32A 80K 7V | GC 80K 7V
HYTH Nodular Cast Iron 57A 60L 6V | 32A 80L 7V | GC 80L 7V
235 Brass C 46l 10V C 601 12V GC 801 12V
434 Hard Metal GCe0J 7V | GC80J7V | RA100J 7V

Cylindrical Grinding Wheels

3H3 AZE Crankshaft
1. MEY - H= 1. Forged Steel - Original
- HEl oM - Roughing — Connecting Rod 19A 46L 6V | 32A 60L 6V | 32A 80K 6V
- OfF2| 34 - Finishing 19A 100L 6V | 32A 100L 7V | 32A 120K 6V
2. NEZ 2. Forged Steel
- B TS - Reconditioning 19A 60M 6V | 32A 60M 6V | PA 80M 6V
3, HH 3. Modular Iron 57A 60N 6V | 32A 60M 6V | PA 80M 6V
#ANZE Cam Shaft
1. HEZ - totd 1. Forged Steel — Bearings 32A 60K BV | 32A 80J 6V | 32A 100J 7V
2. ¢ - tofd 2. Cast Iron — Bearings 32A 60K BV | 32A 80K 6V | 32A 100K 7V
3 HEL - A 3. Forged Steel — Cams
- 7Tl 4 - Roughing 57A 60L 6V | 32A 60L 6V | PA 80L 6V
- OfF2| 34 = Finishing 32A 100L 6V | 32A 120L 6V | PA 120L 6V
4, 7Y o= 4, Permanent Molded Cast Iron = Cams
- Tl A - Roughing 3A54L 6V | 57A 60L 6V | GC 60L 6V
- OfF 2| 34 — Finishing 3A 80K 6V | 57A 100K 6V | GC 100K 7V

I
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PLUNGE GRINDING

off mat g, 2o, XEE 2y 2ed

TRAVERSE GRINDING

FORM GRINDING
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In centerless grinding, the components of the machine are basically consist of grinding wheel, the work rest

HARE Centerless Grinding Wheels

M3 X|X|GHR
102 HAGIOZ

| %20 7I8=
2 OH &
O _l

S= T M2 HEXIXIGHH

Cakddhol AL/

£3| XS0

blade, and regulating wheel. Centerless grinding handles cast iron, steel of various hardness, aluminium,
copper, bronze, and plastics. It is one of the most efficient grinding processes. Centerless grinding makes
possible the grinding of cylindrical parts without supporting the workpiece on centers.

GRINDING WHEEL

ENTRANCE —=
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REGULATING WHEEL
(set at tilt angle to pull
workpiece through machine)

WORK

WORK BLADE

Centerless Grinding Wheels

FHMMY Specification Recommendation

Steal
- Auto Axles 19A 60M 6V 32A 60M BV
- Ball Racers 19A 60K 6V 32A 60L 6V
- Bars less than 3/4" OD 57A 80M 7V 32A 80M 7V
- Bars 3/4" - 21/2" OD 57A 80L 7V 32A 80K 7V
- Bearing Rollers 32A 80K 6V 57A 80M 7V
- Bushings 19A 60L 7V 32A 60L 7V
PAL= - Hard 57A 60K 7V 32A 60K 7V
- High Speed 32A 60J 9V 558G 601 8V
- Rods 19A 60K 7V 32A 60K 7V
- Soft 19A 60L 7V 32A 60L 7V
- Stainless (300series) GC 60K 7V AS 80M 8B
— Stainless (400series) PA 46K 6V GC 80J 7V
- Tappets 19A 60N 6V PA 60K 7V
- Tubing 19A 60M 7V 32A 60M 7V
AHZOE Stellite GC 46L 6V GC 60K 7V
= o GC 80K 7V GC 100J 7V
HolEts Tianium GC8OM7B | GC 100K 7V
EAEH Tungsten GC 46L 7V GC 60K 7V
Ea3+Y Special Tool Steel 32A 464 9V 32A 601 7V
X23s Zirconium GC 46K 7V GC 60K 7V
UR0|E Aluminium C 46J 10V C 601 10V
UR0|EEE Aluminium Alloy C 60K 9V GC 80J 7V
235 Brass C 46H 10V C 60H 12V
Bronze
e - Soft C46L6V | C46K 10V
°© - Hard CB0K 7V C 60J 10V
- Bushings C 80J 7v C 801 10V
712 Carbide C 46K 9V GC 60J 10V
3E0% Chrome Plate GC 80J 7V GC 1001 7V
g|2to0|E Ferrite C 36J 6V GC 36J 6V
ox Forgings 3A 60L 7V 3A 80L 7V
=2 Glass GC 1201 8V GC 180H 7V
Cast Iron
General AC 36L 6B AC 46L 6B
3 Pipe AC 46K 6V AC 60J 6V
Piston 3C 60K 7V 3C 80J 7V
Odd Shape C 46L 7V C 60K 7V
E2tAE PIaSHCS C 46H 9V C 60H 9V
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Surfaceé Grinding Wheels
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In surface grinding, two basically different types of machines are used. One is vertical spindle type and the
other is horizontal spindle type machine, Discs, ring, and segment are also employed as surface grinding
operations. They grind many types of work pieces where surface finish and flatness are required. They grind
bearing parts, piston rings, connecting rods, springs, and automotive parts, Tolerances of 0.005 mm for
dimension, straightness and parallel can be achieved in surface grinding.

A
SAMYANG

>

1AI2 Specification Recommendation

i
:

EtAZ Carbon Steel 19A 46K 6V 32A 60J 7V RA 60J 7V
F2L(EAE| 1) Alloy Steels with Thermal Treatment 32A 461 6V SE 461 9V AR 60H 9V
4 - E4HHE Steels - Special Profiles WA 801 7V 32A 1001 7V PA 1201 7V
AHIZAZ Stainless Steel GC 461 9V WA 461 9V HV 60J 10V
UR0|E Aluminium C 361 10V C 46H 12V C 60H 12V
3H S Hard Bronze C 461 10V C 60H 12V C 80H 12V
(7)) Copper C 46H 9V C 60G 12V C 80G 12V
MAEE 2 BF Industrial Knives WA 46H 9V 32A 46H 12V RA 60H 12V
InE-1=bi] High Speed Steel 32A 46H 9V SE 46H 10V PA 60H 10V
3FE Gray Cast Iron GC 461 7V 32A 461 7V HV 601 9V
S3(x4) Brass C 46H 9V C 60G 10V C 80G 10V
434 - HYSA Hard Metal - Roughing GC 461 9V GC 60H 9V 57A 60H 10V

- DFFa|34A - Finishing GC 80J 7V GC 1001 7V 57A 1201 7V

EEAOE A T oet g, Z8c XEe XY UeE

M2te] HorxE(SS)
High Performance Wheels by Ceramics Grain

M2t HofxE(SS) High Performance Wheels by Ceramics Grain

=

ol rol

SSAIE2 MztaA 7les Ak eHdE AEfQl nek UR0|LEA XIECZ OlMet 2FEFAE 7HX(0 SHAA 0|
mhafol| Qs YURL7E Hd=o] Ho| LHo| M2 UFE - UrE0| 240t YRZM HATO| 7150 Roct HAEE &

Ch,

Hon

@Iﬁliﬁ'—;‘%ﬂ £ Characteristic of 8S-Grinding wheels )

*DSEQ| M| 7t +HAAZ0| ML} High performance
«1HU0| 7ks +JYRX|go] =t Uniformize workpiece
*IATIG0| Lt It =0 High precision
«EAF7(71 Aot +2Z9| 30| Zct Longer dressing interval

The Samyang ceramic grain wheels (designated as SS)
provide the highest grinding performance.

These grains generate microscopic cutting edges and
grind difficult-to—grind materials such as high speed
steel and other hardened materials.

Samyang SS wheels greatly extend the interval
between dressing requirements.
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Elastic yormal Grinding
Wheels by Synthetic Resin

FHMAMY Specification Recommendation

S(ROLL) HAlR=
Roll Grinding Wheels

=(ROLL) HAIRE Roll Grinding Wheels

ECIAR Chaot S MO OFL[2} I'_EOI MU 7|1&82 2+ol=s ME E= XISAE FE MUt I ¢ s Mitsh=
Broaches HRC 6670 055 46110 955 601 10V 555 804 7V SHZEE FHH TAS M Y205 - 5. 50| 49 - 8D 52 BUGIE AT Ciefabl N8BS St
HRC 63~65 4SS 461 10V 4SS 60J 10V 4SS 80K 9V HEE oH2e oy 7t 5t HEZR 5|01 M_g.%lggw gupq/g'g ENO| 2935},
Shaving Cut HRC 60~64 58S 80G/H 7V 58S 100G/H 7V 58S 120G/H 7V /E,F%FO,;'I;D} EXMQ| XEsk= XMPR} I:||_l7‘:| HExZoz SME0] Z ﬂH§ ﬁ f0| O|R0{X|H E5| EF2| Roll2 S1A
HRC 58~60 4SS 120H/1 7V 4SS 120H/1 7V 4SS 120H/1 7V Al e o oo WE ZISIE AOKIA X7 YR S50 ZAN7 = E40] ot
Saws HRC 6064 9SS 60H 9V 955 80K 9V 955 100 9V Roll grinding employs many of the same techniques as cylindrical grinding operation.
. HRC 58N69 455 601 7V 4S5 801 7V 455 1001 v Rolls are used to produce steel, brass, aluminium, paper, copper and textile. During use, the rolls are worn
Drills Resharpening 35S 46K 7V 35S 60K 7V 385 80K 7V out and griding is required to bring the rolls back to their geometry.
Dies High Chrome 4SS 80J 7V 455 100J 7v 4SS 1201 7V
Gears HRC 58~62 5SS 60H 9V 5SS 80H 9V 58S 100H 9V
Ball Screw HRC 60 58S 120J 8V 58S 150J 8V 5SS 180J 9V
Bearings HRC 50~60 3SS 60L 7V 4SS 60L 7V 58S 60L 7V
. 4SS 46H 10V 4SS 461 10V 4SS 46J 10V
High Speed Steel ARC 98~65 4SS 60H 10V 455 601 10V 4S5 60J 10V
Tool Steels HRC 60~64 5SS 46H 7V 5SS 461 7V 5SS 46J 7V
HRC 58~60 58S 60H 7V 58S 601 7V 58S 60J 7V
Taps HRC 60~64 58S 80J 7V 58S 80K 7V 5SS 80L 7V
HRC 57~59 5SS 100K 7V 58S 100L 7V 58S 100M 7V
*A7IEO AU FXAR0|H FEAE HEXIY SN HAZAS HMAGIAIT Melst ARl ZHZ 2Z[5HAIR.

E-F HAxE Elastic Formal Grinding Wheels by Synthetic Resin

Saguax| ZBA0| Ol 7IBHS BT5H0] AR HNASR GATISS §45/01 TATIS FE0| REHT [etstol
Ciaeio] WA0| 02 St U2 BNE S| Holl ZE KRSl o) Kl

FHAY Specification Recommendation

WA N EPK
Z, 71?1 | Knife, Scissors | WA 36L EPX
WA 60K EPX
| RAGPEPX
| RABONEPX
| RAT00M EPK
RA 120L EPX

Valves

me
Ji
du
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Roll Grinding Wheels Internal Grinding Wheels

FHAIY Specification Recommendation LiH HALRE Internal Grinding Wheels
43 Roll& =0k Cold Mill Roll IIBES SFE0E QAN SFAIID 1 73S LN DASMSIEA LIREHS At SA0jH, 250| &)
20| LRF HMAEE 27| YeHME 2EFE T4 A0RIDR RS0 bls 259 ot=Jt Act

m AFRFEAE 1800~2100m/min ZH|

Internal grinding is used to attain accurate hole size and to produce required surface finish. The work is
usually mounted in a chuck or in a spindle so it can be rotated while grinding the I.D. The wheel head or

IMR=Roll SA 60H mB 760x100x304.8 spindle is mounted on a cross slide to give the wheel adjustment to grind the diameter of the work,
SPM Work—Roll SA 80l mB 760X100x304.8
PCM Work-Roll SA 80J mB 760X100x304.8
PCM/SPM Back-UP Roll SA 80J mB 915Xx100X304.8
PCM/SPM Back-UP Roll 5SS 601 mB 915Xx100X304.8
ZZ& Plating Roll 5SS 100H mB 760X100x304.8
CAL-Roll SA 60H- mB 915Xx100X304.8
Z3 Cast Iron Back-UP Roll 5SS 46H mB 915X100x304.8
Back-UP Roll SA 36J mB 915x100X304.8
IMR Z{&HA - A E SA 36l mB 760X80X304.8
PCM/SPM Work Roll #& SA 80l mB 760X80%304.8
PCM/SPM Work Roll Z2& 5SS 60H mB 760X100x304.8

m AFRFAE 2700~3000m/min ZH]|

(WALDRICH)
Cr-Work Roll SA 60H mB 915%X100%X304.8
Back-UP Roll SA 601+ mB 915x100%304.8

g Roll€ £0F Hot mill roll

m AFFESE 2100m/min

]
hu

SBE(SKin Pass) 555 36H mB 915x100X304.8 ZHAIY Specification Recommendation
HSS Roll 5SS 46+ mB 915X100X304.8
Ni-Grain Roll 5SS 46K+ mB 915%100%X304.8
ZUHE Roughing Mill Roll 5SS 361 mB 915x100x304.8 24 (AR 517)) Heat Treated Steel WA 46K 8V 32A 60J 7V 43S 60J 7V
28 (TR2 9517 | Steel 57A 46L 6V 19A 60L 7V 3A 60L 7V
N . AHRAZ Stainless Steel WA 60J 8V GC 60J 7V HV 80K 7V
= MEFSE 2700m/min hESET: High Speed Steel 30A 46) 6V 355 60J 9V 435 80J 9V
U20|E Aluminium C 46J 6V C 60J 10V C 801 9V
HEHHSS) Roll 5SS 461 mB 1066X100X508 EY Cast Iron C 46K 6V C 60K 7V C 80K 7V
SEHNi-Grain) Roll 5SS 46K mB 1066X100X508 8= Brass C 46J 9V C 601 10V C 801 10V
272 Tool Steel PA 60K 7V RA 80K 7V 335 60K 7V
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Surface Grinding by Segment Shape

2-'d HAXE Honing Stones MME HALREZ Surface Grinding by Segment Shape

Honing stones are used for manual or mechanical honing on machines where they are mounted in holders or YD HIHE XM2 7|18 US - A - Uiot2Y 0| R45tH Xe+HEE, HHE BHAE 40| 4= 4+LCH
fixtures. Honing operations are found in the automotive, bearing, auto accessory, pipe, and oil drilling

equipment businesses. Samyang segments are more porosity, more free cutting, more stock removal, better grinding results, better

dimentional accuracy, flatness, and surface finish.

MIHE &4 Segment Shapes

S—4 S=27 S-8
S-6

FHMAIY Specification Recommendation
T HALRY T AR RIAIASS (SA0| nrat Met 7H53)
LE(EXN2| 2retA) Steel without Thermal Treatment PA 24J 12V | 3A 36L 6B | 3A 46K 6B
_ o _ ZE(EAN] o) Steel with Thermal Treatment
FHAMY Specification Recommendation — XA} - Roughing WA 24G 12V | WA 30 1 6B | WA 36H 6B
SR ~ Finishing WA 46G 12V | WA 46H 6B | WA 60H 6B
HAl 0.005~0.025 0.025~0.05 0.05~0.125 0.125 0JA
Z Hmm) o InE-1=FA High Speed Steel RA 46G 6B | 32A 46H 9V | 4SS 46H 9V
ZIZIRMS) | 2 4 J oW AN 0 A S0 G AHRAZ Stainless Steel WA 3615V | WA 4616V | HV 461 9V
HRC | GC | GC | GC | GC ) GC | GC | GC ) GC | GC | GC | - oz0/g Aluminium C3615V | GC46H 9V | GC 60H 9V
i 50~70 | 500J | 5001 | 400J | 400K | 280L | 120M | 280K | 180L | 80L | 120M | 120L = Cast Iron c1asy | ca5068 | CBoles
* | Hre cjpcjpcypcpcpcpcpcpcypcpC ostg General Use WA 24J 6V | WA 36168 | WA 46H 68
500 | ~ | GC | GC | GC | GC | GC | GC | GC | GC | GC | GC | GC

500J | 400K | 400L | 320L | 120N | 320L | 180M | 80M | 120N | 120M | 80N
= HRC C C C C C C C C C C
1535 - - GC GC GC GC GC GC GC GC GC GC
400L | 400M | 320N | 120N | 320M | 220M | 80N | 150N | 150N | 80M
HRC WA | WA | WA WA | WA | WA WA | WA | WA WA | WA | WA
50~70 | 500J | 400J | 320K | 320J | 280K | 120L | 320K | 280K | 120M | 280L | 150L | 80M
HRC WA | WA | WA WA | WA | WA WA | WA | WA WA | WA | WA
35~60 | 500K | 400K | 320L | 320K | 240L | 120M | 320L | 240M | 120N | 240M | 120M | 80N
HRC WA | WA | WA WA | WA | WA WA | WA | WA WA | WA | WA
15~35 | 500L | 400L | 320M | 320L | 220M | 120N | 320M | 220N | 1200 | 220N | 120N | 100N

T




Disc wheels are used on disc grinders to grind flat surfaces. These wheels are resin bonded and usually used
in sets of two. They are not mounted like most standard wheels. There is a series of nut inserts in the back of

*E0| 32

I'II'

the wheel. Bolts are placed through a plate and screwed into the nut inserts in the wheel. Disc grinders are
normally high production grinders. In many applications, one disc grinder will feed a large number of other
grinders or assembly operations.
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Toolroom Grinding Wheels

Toolroom Grinding Wheels
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Samyang provides a wide range of tool room wheels to grind milling cutters, taps, metal saws, reamers,

gears, broaches, and drills. Samyang tool room wheels are superior to others regarding with productivity and
economy in most of applications. Advantages of Samyang wheels are ;
faster and cooler grinding, better finish and sharper cutting edges, less dressing and longer wheel life.

FHMAMY Specification Recommendation

FHMMY Specification Recommendation
| ALY g U= | E= | 25 ZE I| A ALY ISR P S
A20|F Aluminium C|24|K|7]|8B ZFZ Cast Iron C|20(0|7]|8B
EEHOIHEFOI'a' Brake Lining &5 Copper GW| 46 | M | 7 | B
Z A Rough Grinding cC|1#®6|J]|6]|8B CO|A Dies A1 24| L | 6| B
02| A} Finishing Cl|46| K |6 |B 310l Fiber C|16|K|6|B
7148l 2ZE Connecting Rods 2 Knives SA| 46| 1| 9| B
- &% Rough Grinding MA| 46| | | 12| B 3|33 Gray cast Iron Cl46 | 1 |9 |B
- Ot 2|HA Finishing RA[120| K | 8 | B otRd Housmgs Al20| K| 6| B
2H2 Valves SA100/ L |9 | B BAETZZ Forged Steel(Soft) | GC | 16| L | 6 | B
HIO|ZIA|0]A Bearing Case SAB8 | K| 9 |B HAHZZ Forged SteelHard) | C [ 16| M | 6 | B
=9 Graphite C|36|L|[6|B ALNICOX}A] GW|[80 | H | 7 | B
Axal Spring Coils SA|36 | L |6 |B

YNESINSIS

3EE Workpiece HA7| Grinder HAHEAL Qperation Small 8ize | Large Size
Off-hand p
Bench of Floor Grinder Ofi= hzgd éAA Lé%i)/l %AA i%N
Ht0|E Bite . Forming RA 60J RA 46K
Tool Grinder Forming 32 601 32 46,
Surface Grinder Surface WA 60K WA 46K
o " , Sharpening 32A 60K 32A 60K
2871 Miling Cutter Tool Grinder Grinding the sides 32A 80K 32A 80K
5 ) , Sharpening PA 100M PA 80L
A=2 End Mil Tool Grinder Grinding the end PA 100M PA 46K
Pointing 5SS 80K 5SS 46L
E2I(Zol) Drill Drill Grinder Pointing 5SS 60K 5SS 60L
Thining 4SS 80K 4SS 60M
_ Sharpening 32A 80K 32A 60L
Z¥2|0t Reamer Tool Grinder Fluting 535 804 53S 60K
Reliet RA 80K RA 100K
& Tap Tool Grinder Fluting PA 100L PA 150K
Threading RA 80L RA 120K
=E Hob Hob Grinder Sharpening RA 46K RA 60J
22X| Broach Broach Grinder Sharpening 32A 100H 32A 80H
Pinion Cutter Tool Grinder Sharpening 5SS 60J 5SS 80J
Cutlery Tool Grinder Sharpening 58S 100J 5SS 120J
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DepressSed Center Wheels

SME HAMRE Depressed Center Wheels
SAE HARES BN FENZ MBS 259 S750 BATY R2R(Glass FibenS H0f BIE 2800 it
Moz SR Jafoinof 4 T 7' AIMS REFA 280/L HE4 RS SERES M5 BTHO| HARES oiAr

5l= 2xoz AIRELC}

Samyang offset wheels (type 27) represent superior grinding performance. They grind weld beads, and metal
surfaces economically. A grain type represents optimum value when used in high stock removal applications.
Samyang's SZ grain type represents ultimate grinding performance and is most cost efficient when used in
high production application.

TYPE 27 Glass Fiber 22

norasive | S OREPD2 72,0

FHMAMY Specification Recommendation

X|& Dimension(mm) O|gAE xE a1 Hfx
100X2x15(15.88) AH 2l AY Stainlgss WA 24~120 K~N
MAIR Chassis A 46~100 JN
100x4x15(15.88) J=h Aluminium C 24~80 H~L
100X6x15(15.88) B Ceramics GC | 24~120 | L~O
125%6x22(2223) z2y Forged Steel A 24~36 M~P
150X6X22(22.23) = Copper C 36 N~P
180X3x%22(22.23) o4l Magnesium A 36 P
180X4X22(22.23) o2 ST Copperplate A 46~100 M
180X6X22(22.23) Uttt Steel A 36 P
180x8x22(22.23) =z Cast Steel A 36 0
205X6X22(22.23) = Cast Iron A 24 N
ExzY Special Steel Sz 30~46 Q~T
R ] Special Cast Iron S7 30~46 N~P

Hol 2 |y

Cut-Off Wheels -

MCt2E Cut-Off Wheels

HORES YEATIL 198 ZUN2 ASohn 259 S2E0) 220 $218R(Glass Fiber)S 20| 9IE 252 2E
22 - H3AE Hetieo] BEE2 Fusich] Bsol S5 ¢ 2UE FHe do Sans 2 T R0l 8
40| 50 AHRATIOE, UZ0ISAAl - UBHATY UZ SO Heto] st M52 Holrt

Samyang provides both reinforced and non-reinforced cut—off wheels in many sizes. These wheels perform

excellently to cut mild steel, hard steel cast iron, stainless, copper, aluminium alloy, and non—metalic materials.

ZEEHE Recommendation for Metal Cutting
jilp=l=pv] KIAARY

Carbon Steei Soft 19A 36N BF 19A 360 BF 3A 36P BF

Hard WA 36L BF WA 36N BF 3A 36N BF

High Speed Steel SS 46N BF SS 46P BF SS 46T BF

Steel Pipe A 36P BF A 36Q BF 3A 36P BF

Stainless Steel WA 36N BF GC 36N BF SZ 46N BF

Pl General Steel A 360 BF A 36P BF A 36Q BF
Cast Iron(=2) AC 240 BF AC 360 BF AZ 36P BF

Ductile(5Et) SZ 36N BF SZ 360 BF SZ 36P BF
Electronic Wire SA 120N BF SA 1200 BF SA 120P BF

Tool Steel RA 46K BF RA 46L BF RA 36M BF

e Copper Rod GC 30N BF GC 36 OBF GC 460 BF
= Copper Pipe C 60N BF C 60N BF C 60N BF
e Bronze Pipe C 24L BF C 24N BF C 24P BF
°° Bronze Rod C 36K BF C 36L BF C 36M BF
ERTES Aluminium C 24L BF C 24M BF C 24N BF
XA Magnet GC 46K BF GC 46L BF GC 60L BF
2482 Sintered Hard Alloy GC 60K BF GC 60L BF GC 60M BF




Cut-0Off' Wheels
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Recommendation

& HAlRE Heavy Duty Grinding Wheels

for Nonferrous Metals Cutting Specification RISA TN RX BEE S AMSEIIBA SEEE U SHPIY 22 A o4t
AHH = 2 2o o T1ASIM Ol =A 7t5 5
s e w2 sl 22 Mgell o 8o HES a3 800 2ok o7 ¢
sA Graphite C 46N BF 100%1.2%15.88(9.5) 15000
LHaHHE | Refractory Brick C 24P BF 100%2(2.5,3)x15.88 13300 Samyang heavy duty floor stand wheels provide long life with fast
SH0IE Slate C 24 OBF 125X(2.53)x22.23 12000 ?rjmtetz?s vjﬁgglg are for high horse power and high speed applications
232 Concrete S G%Z;(?C?E’S:F Egigggiigg’ 158(;)8 Reinforced wheels run agt 4000 mpm and non—?einforced wheels run.
i -9 : at 3000 mpm.
S Porcelain I T GG 46M B 180X(2.5,3)%22.23 8500 ’
Et Tile C 24 0BF 180X1.6%(31.75,15.88,12.7) 8500
sty Granite C 24N BF 180X2.5%(31.75,15.88,12.7) 8500
WIS Marble C 30P BF 205x1.6X(31.75,15.88,12.7) 7500
I2lAE Plastic C 36J BF 205X2.5X(31.75,15.88,12.7) 7500
PAESIES Ebonite C 36L BF 205X(2.5,3)x22.23 7500
=X Wood C 30K BF 230X(2.5,3)x22.23 6500
255%1,2(2.0)x15,88(25.4,31.75) 5990
255%3%15.88(25.4,31.75) 5990
305X2%25.4(31.75) 5010
305X3%25.4(31.75) 5010
355X3%25.4(31,75) 4300
355X3.5X25.4(31.75) 4300
405X3X25.4 3770
405X4X25 4 3770
455X 4X25.4 3000
455X4.5%25.4 3000
510X4X25.4 2370
510X5%25.4(50.8) 2370

*310H} EZE/X| Ot MIF2 ABRIER SRR ol TE.

FHAIY Specification Recommendation = AMXIM A
oxim XIMAt %% Dimension(mm)
o LS| RIS oA |
Su AZ 16Q 68 A7 16T 68 355X 38%31.75
uetie 7K 160 6B 7K 16T 6B 405X38X50.8
Cast Iron AZ 16P 6B AZ 16R 6B 510x50%50.8(50.0)
CZ 16P 68 CZ 16R 68 610X38X50.8(50,0)
BX 16Q 6B BX 16S 6B
Forged Steel R 160 68 7R 16S 6B 610x50x50.8(50.0)
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Off Hand Grinding Wheels

In the off hand griding by

vitrified binder, the

speed of 2000m/min is
designed for a bench grinder,
Additional specification and
dimensions are available on
request. The speed marked on
the machine should not, under

any circumstances,

speed marked on the wheel,
blotter or any other document
in the package box.

maximum

exceed the

FHMAMY Specification Recommendation

EIME HAMRE Off Hand Grinding Wheels

Rough Grinding 19A 36N 7V | 3A 240 6V
TA8Y Medium Grinding | 19A 46N 7V | 3A 36N 7V
Structural Steel Fine Grinding 19A 80L 7V | 19A 60M 7V
Rough-Standard 32A 46M 7V | RA 46L 7V
Rough-Soft 32A 46L 7V | RA 46K 7V
78 Medium-Standard | 32A 60L 7V | RA 60L 7V
Tool Steel Medium-Soft 32A 60K 7V | RA 60K 7V
Super-speed Steel WA 80K 7V | 32A 80K 7V
Fine WA 120J 8V | 32A 120J 8V
Rough Grinding GC60J 7V | GC 46K 7V
e Medium Grinding GC 80J 8V | GC 60K 10V
=0 Fine Grinding GC 100 8V | GC 120J 8V
Carbide Metal Rough Grinding GC 46K 6V | GC 36L 6V
Medium Grinding GC 60J 7V GC 46K 7V oy .

Cast and Forged Steels

W

A

T =20

- XEtA &2 - Low Carbon A 36P 6B AZ 20Q 6B
- HEEIA &t - Medium Carbon A 36P 6B AZ 20Q 6B
- O = aiff7|2 | - Plates and Bars A 24P 6B A7 16Q 5B
- 871X EZ - Weldings A 24Q 6B AZ 16Q 5B
AHHAZ Stainless Steel GW 36L 6B | GW 24N 6B
st=22t Alloy Steels GC 36L 6B | GC 24N 6B
l=h = Aluminium HV 46K 9B HV 24J 6B
M= = Z(F2]) | Bronze and Copper C 24H 9B -
3FH Gray Cast Iron AZ 20P 6B AZ 16Q 6B

ZLIBEXIM Porous Wheels

sttt |Hlm Mop Disc

ZtX|4 Sharpening Stones

(02}

0l == Grain Processing Wheels




HAREO| MeHQ A CIAREO| RPM SHME

Wheel Speed Table [RPM]
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The Elements of Grinding Wheels

VS22 ME, AR 7, GAZA AN BHAE =0 DIAMFQ YEHY SOf tifet Z210f mef
EH Al
EH

To select the wheel with the best physical properties for the job, an understanding of the composition of a
grinding wheel is necessary. The combined elements of abrasive type, grit size, grade, structure, and bond
type determine how the wheel will perform.

X SI7|E 0199 A2 +2Kt% S

M EHHE Wheel Speed Table [RPM]

ol 2fsto] 77|,

@)’_x‘l_éf_B"é_s_IEAbraSIV‘é"s'j 25 17825119.099 | 21645 | 22,918 | 25,465 | 26,738 | 29,284 130,558 | 33,104 | 34,377 | 38197 {43290 | 45,837 |48 383 | 54,749 | 61,115 1
50 8913| 954910823 | 1,459 | 12732113369 | 14,642 | 15,279 | 16,552 | 17,189 19,099 | 21645 | 22,918 | 24191 | 27 375 | 30,558 2'

Abrasives are relatively hard materials which, when crushed and sized to uniform granular particles, I3 5942| 6366| 7.215| 7639| 8488| 8913| 9761 10,186 11,035| 11,459 | 12732| 14430| 15279 | 16,128 18250 | 20372| &
possess sharp cutting edges which cut chips from the workpiece. There are five basic abrasive types ; 100 4456| 4775| 54111 5730| 6,366| 6,684| 7321| 7639| 8276] 8594 9549(10,823| 11,459 12,096 | 13,687 | 15,279 4
aluminium oxide, silicon carbide, ceramics abrasive, zirconia aluminium oxide and diamond grit. 195 3565 3820 | 4329| 4584 5003| 5348| 5857 6112| 6,621 6875 7.639| 8,658| 9167 9677(10.950 | 12223 5"
150 2971| 3183| 3608| 3820 4244| 4456| 4881] 5093| 5517| 5730 | 6,366 7215 7639| 8064| 9,125 10,186 )

A(Fused Brown Aluminium Oxide) ZMEEAU20|E2A0|=X0FXY 180 24761 2653| 3006| 3,183 3537| 3714| 4067| 42441 4598| 4775| 5305 6,013| 6,366| 6,720 | 7,604 | 8483 7

WAFused Whie Auinun Ol 44252 i o/ 205 | aima| 23] 2600] 2795 3106 36| 37| 8727 40a| 4192 | 46| 59| 5590 5900 667 1458] 8
e e o s e 255 | 1718|182 212 2207| 2/67| 26| 28| 209] 46| 50| 76| doh| ddse| 4708|538 5eke| 10

RA(Ruby Aluminium Oxide) X0|Met2 /52 Aol ool 305 | 1461] 1565) 1774] 1879 2087] 2192] 2400] 2505 2713 2818] 3131] 3548| 3757 | 3966] 4488] 5009] 12

GC, Cl=M F= BMERIHANSDI) 355 | 1255] 1345] 1504] 1614] 1798] 1883] 2062 2152| 23%1| 2421 2690] 3049[ 3228 3407 306 ] 4304 14

S5, G, CX(Ceramics Abrasive) AIISISioi] 405 | 1100] 179] 13%] 1415] 1572] 1650 1808] 1886] 2043| 2122 [ 2368| 2672 | 2829| 2987 | 3380 373 16

AZ. A, BX. BZ(XI2ALI0 - 22015 S AO|E ST 455 | 979| 1049] 1169 1259 1399 1469 1609 1679 1819 1889 2099 | 279 2518 2658 3008| %8| 18

D(OIZCIolOF2E Saf) 510 g4 93| 106f| 1123] 18] 1311| 1436] 1498 1623] 1685| 1872| 2122| 2047| 2372 2684| 2996 20

585 762 816 925 979] 1088| 1143| 1251] 1306| 1415| 1469| 1632| 1850 1959| 2,068| 2340| 2612 23

- ; 610 | 7| 73] 887 939 1044] 1096] 1200] 1252] 1357 1409] 1565) 1774] 1879 1983 2204] 2505] 24
@) ol Grain Size j 660 65| 723 80| 88| 965| 1013] 1109] 1157| 1254] 1302| 1447| 1640 1736] 1833 2074] 235] 26"
710 628 672 762\ 807 897 94| 1031 1076| 1166| 1210| 1345| 1524 | 1614| 1704| 1928| 2,152 28'

Grain sizes ranging from 14 grit to 320 grit are the most common sizes used in the manufacture of 760 86| 628 72| 54| 838| 880| 963| 1005| 1,089| 1131| 1256| 1424| 1508| 1592| 1.801| 2010 30"
grinding wheels. Sizes finer than 320 grit are separated by hydraulic flotation and are comomly referred 815 57| 86| 64| 703 78| 80| 98| 937| 1015] 1055| 1472] 1308] 1408] 1484] 1679] 1875 '
to as flour. o5 | 7] 52| s 66| 69| 71| 00| 83| 904 30| 1044] 1183] 1252] 1322] 1496] 1670 36
114, #16, #20, #24, #30, #36, #46, #54, #60, #70, #80, #90, #100, #120, #150, #180, #220, #240, 1015 | 49| 40| 58| ) 67| &9) 7| 78| 6| 87| M| 1066| 12| 1192 1349] 1505| A
#280, #320, #380, #400, #500, #600, #800, #1000, #1200, #1500, #2000, etc 1,065 48| 448| 508| 538| 598| 628 687 7| 77| 807| 897| 1016| 1076 1136| 1285| 1435 42"

O 43t Grade j

When considering the wheel grade, a good general rule is to choose a wheel as hard as possible to
give good wheel life and maximum parts per dress. It should be soft enough to prevent dulling and
glazing of the wheel which can damage the ground surface by producing burns or a poor finish during
rough grinding. For finish grinding, the wheel should be hard enough to hold the abrasive grains in the
wheel,

D,E F G H, 1, J K, L MN 0, P Q R ST, U~z

X 212 & 0[Qlo] FR0l= Ch32 SAlez AlMste HE5HH gL

R.P.M = Wheel maximum speed (m/min) = [ Wheel Diameters(m) X 3.1416 ]
Wheel maximum speed(m/min) = R.P.M X [ Wheel Diameters(m) X 3.1416 ]

3.1416 X Wheel Diameters(inch) X RP.M

SFPM =
12




Do's and Don'ts for safe grinding operation

st Do's and Don'ts for safe grinding operation

Do’s

1. Give a visual inspection and rubber hammering test to check for wheel cracks, chips and other defects
before mounting a wheel to the machine,

2. Check the maximum operating speed established for the wheel against the machine speed.

3. Use the blotters supplied with wheel surface.

4. Check balance the wheel with balancing weight.

5. Be sure that work rest is properly adjusted. Wheel cover at least a half of the grinding wheel.

6. Allow to run a wheel at least 1 minute before the first grinding of the day and at least 3 minutes before
using a newly mounted wheel.

Don'ts

1. Don't use a grinding wheel that has been dropped or found to have any abnormality in an inspection.
. Don't force a wheel onto the machine or alter the size of the mounting hole.

. Don't ever exceed the maximum operating speed established for the wheel.

. Don't use mounting flanges on witch the surfaces are dirty, rusted, deformed and flat.

. Don't tighten the mounting nut excessively.

. Don't grind on the side of the wheel unless the wheel is specifically designed for that purpose.

. Don't start the machine untill the wheel guard is in place.

. Don't jam work into the wheel.

. Don't touch the rotating wheel directly.

10. Don't stand directly in front of a grinding wheel whenever a grinder is started.

1. Don't put a portable grinder on a board, floor or work before the grinder rotation comlietely stops.
12. Don't stand too close to the spark.

13. Don't replace wheels or give test runs without receiving education and training on safety.
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J=1/4 D

df=1/3 D df=1/2 D
h=1/6 DS h=1/6 DS b=1/6 df
b=1/6 df b=h—(3to 8mm) P=df+2R h=1/4 DS

\J Proper Grinding Wheel Storage J

¢ Check all shipments of grinding wheels for possible damage in transit. Dont's accept shipments of
grinding wheels that show damage to the pallet, box, or container.

e Carefully inspect wheels in a shipment as they are unpacked.

* Store grinding wheels in a rack, or on shelves designed to accept and protect them.

e Store wheels in a dry, protected area free from extreme variations in temperature.

e Handle grinding wheels carefully because they are fragile and can be easily chipped, cracked, or broken.

e Store wheels so that the oldest wheels in stock are used first.
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for safe grinding operation
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