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Electroplated precision grinding tools
in Diamond and CBN
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M ctojot=E=<2t CBN

cClojot2 =gl FYl 4 ZSHE(CBN)2 A La{zl JH&F chotst ANt 2 ZHFE o &
“z|no| oAofxl (Super—abrasives)'2 A2 EICt 0|2{st O|RZ 0|2 o 0131EX|EF_._

Hol MEXQl Aot (Me| 2 FiHtol =, AH2E) et &4 Aot 2 M Estct.
Clolot2 =2t CBN2 S J2|AE FXE JHRICt Clo|ot2E= & 7222 T4 0]
Qict a2t CBN2 249 Aal22 FMEO AL,

MZAEo| w2 Z % HI  Comparison of hardness of different materials
HSS

Carbide
Corundum
Silicon carbide
Tungsten carbide

Titanium carbide

CBN

Diamond

Knoop hardness 0 2000 4000 6000 8000
(F= 45)

cClojot2 = Diamond

Ciojot2=& SE2 Chetsty| 2o, ofg ME S 7t st o9 A Hsthot.
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-2E ZAMZ(YAH Ftulo= W B)
- Mo

- A3}/ b Aks} A2}l

- PCD/PCB

- M sl 8= (Hard facing alloys)

— Atmtolof, Fal

- | 2}0] E(Ferrite)

- =% (Graphite)

- 43 7 &M = (Fiber reinforced synthetics)

- B A3t &= 2 M (Precious and semi-precious stones)
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CBN (cubic boron nitride)
(BN 2 E& 322 FM = 0f Ut Clojot= =2} CHH|5101 CBN2 2|48 Z1UX|

of &
grot B 7tzoll Metstet. BN 2 chel ME S 7t st o Metsirt :

— 45X HRc 54 o|Aato 2 dx{z2|st AE

- ol0| A High-speed steel (HSS)

chgel 22 Z7t 2oiF 50| clolotZ = of&to| & che SR8 ZE e ol tfstod
ehgx{o|ct. clolotE =& 2F 700°CollAl o 2 Zzo| £4o| glent, CBNe| ZEE
1000C ol &holl Mz AtM et 2l A2 FX[ECH

ClolotZ =2t CBN o & B8

Knoop hardness

Diamond 8800

CBN 4500

700 °C 25  Temperature
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B odoixj =&  Abrasive qualities

ClolotR E& Mot i o X-YAt BF AFBTHS 3 Uhel, CBNS 24517 BHIx Bolc
olof gixte| BHY M ZOIME iXtel 37|, BT} S oS0 REE THEIILL HE
492 dare F 4 9ok 8|5 ofE YXtE BES SPIE sxlEl, MEZTE 97 =Y
SHAl er2 YAHE ALBBICH

DIAMETAL 2 MEZT0| D2 =2 AAsPH 2o S+BHE HH S53 SHUAE
cherstil Abg et

QXA 7|  Grit size

otz o| At 37|:= DIAMETALS| At @] S LtENH O], FEPA* ZFO|CE,

FEPA & Us & ASTM-E-11-70 AtE =8
S& XA ol Al ==/ 2l x|
D CBN
D 301 50— 60 mesh M| A Special uses & ALE
D 251 B 251 60- 70 mesh Rough grinding &4t
D 213 B 213 70- 80 mesh Rough grinding
D 181 B 181 80-100 mesh Rough grinding
D 151 B 151 100-120 mesh Rough grinding
D 126 B 126 120-140 mesh Medium grinding 4}
D 107 140-170 mesh Medium grinding
D 91 B 91 170-200 mesh Medium grinding
D 76 B 76 200-230 mesh Finish grinding & AH(A}&H)
D 64 B 64 230-270 mesh Finish grinding
D 54 B 54 270-325 mesh Fine grinding
D 46 B 46 325-400 mesh Fine grinding
MD 40 MB 40 Fine grinding
MD 25 MB 25 Fine grinding

*FEPA = Federation of European Producers of Abrasives(7& 0 & =& =)
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T (electroplated tools)2| S7&

HEZT= 2E@EIT 2, HE/HIEZ|S0|E 25)8 AFESH 372t 2EM o2 eIt
ct=ct
duto 2z MaEzg = 2 stitel AXES 24 Uk
MEH(MZ|£2) Electroplated 2~A(2Y &) Sintered
QIX} = ClO|O}2 = EE= CBN A= CO[OFZ E = CBN
7|3 2E, F2 UA =E =B MV  ZZK Filler

o =ail4o| o .

o
_'_

£1| cutting volume)

e =

pi=

EoL o2t EY

o
AAE 02 B FAI=0, A

HAT ME Jhssict

ot AtR-=EL AL Eet

um(MD25, MB25) 0|3H= A Ato] Of gich,
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D 251 B 251 0.370

D 181 B 181 0.270

D 126 B 126 0.180

D 91 B 91 0.135

D 64 B 64 0.090

D 46 B 46 0.070

MD 25 MB 25 0.040
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EMZE Surface quality Ra [um]

| A X Workpiece

3.0-3.2
2.2-2.6

B 251
B 181
B 151
B 126
B 91
B 76

1.4-1.6

1.0-1.4
0.8-1.2

0.6-0.8
0.4-0.5

B 54
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Grinding pressure

Recommended use
Akora
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Diamond grinding pins
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B ER B

Clolotz= = 4 AHH
Diamond grinding pins

12.0 10 8 70 X X X X
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m Et2 B| CBN

CBN-¢44HH
CBN grinding pins
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m Efe! B|CBN

CBN-94 At
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CBN grinding pins
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HE M

L2

ChojotZ = odAtH
Diamond grinding pins

0.20 0.75 3 35 2.25 X

0.30 0.75 3 35 2.25 X

0.40 0.75 3 35 2.25 X

16 wwwhansungs.cokr



mER L

AAH, clolotE== X CBN
Grinding pins, Diamond or CBN

[e)]
~

6 76 21 X X X X X X*

*Z2 &2 HtA R =~ 0,8 /*with entrance radius R =~ 0.8
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mER L

AAH, Clolot=E= X CBN
Grinding pins, Diamond or CBN

7 8 6 76 X X X X X X*
S8 8 676 XX XXX X
9 10 8 102 X X X X X X*
S0 108 102 X X X X X X
11 10 10 102 X X X X X X*
S12 10 10 02 X X X X X X
13 10 10 102 X X X X X X*
S5 10 0 102 X X X X X X
16 10 10 102 X X X X X X*

*Z2 &2 A R = 0,8/ *with entrance radius R = 0.8
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m El2! B&L B|CBN L|CBN

oAt ClO|OF2E = CBN/ QX A3
Grinding pins, Diamond or CBN / shank in inches
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m El2! B &L B|CBN L|CBN

o ALEl ClO|O}2E E= CBN/ Q1% &3
Grinding pins, Diamond or CBN / shank in inches
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m ER H

elME, £Y 43

Grinding pins with carbide metal shank

1.0 3 3 60 9 X X X
2.0 4 3 60 16 X X X X
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m EIR H

M, £Y 43

Grinding pins with carbide metal shank

3.0 4 3 60 X X X X X
405476 XX X XX
5.0 6 5 102 X X X X X
607 612 X X XXX
7.0 8 7 102 X X X X X
80 8 8 102 X X XXX
10.0 10 10 102 X X X X X

@3 mm £E :

D*=Y +2 x MEZ T

22 wwwhansungs.co.kr



H EfR K 7+& / spherical

A A
Grinding pins
oo or o om oum b ewm
1.0 3 45 X X
2.0 3 57 X X X
o253 7 XXX XX
3.0 3 57 X X X X X
o403 7 XX XXX
5.0 3 57 X X X X X
60 4 57 XXX XX
8.0 6 70 X X X X X
S0 770 XXX XX
12.0 8 70 X X X X X
S50 070 XXX XX
20.0 10 70 X X X X X
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m E C

35 T

Clolot= = dAtE
Diamond grinding pins
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m Et 1A1 G

H ‘R=08

CBN-¢14 £
CBN Grinding roller

16 10 8 X X X

25 10 8 X X X

35 10 8 X X X

50 10 8 X X X

@ D* =3X}+0,3mm, YX3A 7|0l W=
@ H** = S X} H6

@ D* =Tolerance = 0.3 mm, Grain size-dependently
@ H** = Tolerance H6

DIAMETAL 25



H Et2! 1A1 RG

Ciojot== A2|E ClAF(HEHE)
Diamond slitting discs

T* =E+2 x M&E FH
H* = FE2A X1 H

T* = E + 2x layer thickness
H* = specify when ordering

26 wwwhansungs.co.kr



B ER! NF

L2

=

Ciolot=E =&

Needle files

NE o1 o 2P 55x 1.5 il 70 3 160
flat 2X blunt
(SR wE=SH

NF 3 A . 3.5/1 B 70 3 160
triangular pointed
gh g wESH

NF 5 ‘ half-round >:5x2 pointed 70 3160

ao» s 2ZM2E =58
NF 7 Round edge joint 5 x1.5 blunt 70 3160

PSS HH == S}
NF 9 B %.EL" 5.5x2 == 70 3 160
Knife pointed

LERE AFZES =

o
~
o
w
-
[e2]
o

Barett* 5.5x2.5 ointed

At37] NF 1-NF 12 = D 76(#200), D 126(#120), D 151(#100)

*A AR Z2 2Z 55 mm EM / *Grinding rim only on 5.5 mm face

DIAMETAL 27



B =2 X ZHE / Customized products

Mo

=2, PRI S5 dAH, =20 V(B &Y AAES U Ateknt Tl w2t M Eetct
of

=X ozl Z2|5t7| sttt otzfoll DIAMETAL ol A M Zheh (dAt Dt &S FHIE

Of course, we also make special pins, files and other small tools according to your specifica-
tions. Simply contact us. A small selection of grinding pins and files made by DIAMETAL is
shown below.

28 wwwhansungs.co.kr



CBN GRINDING PIN = Z A}#|

"CAM GRINDING OPERATION"

(DATA)

1A BH2A (HAUSER) S3 - CNC311/5WISS - CAM SAMERRALE (=21
A= C0.95 Mn 1.1 Crb VO, WO0.5% HRC 62 (SKD 61 &7

| -
AR @15

E‘ B — e 4 _— —— -
23420/ ( A4 ) 40 m

_;E — — — - — S = =
KE=D| 11 mm

?__] [ . - R — —
iAol z|EH 2.5 mm
LS GRINDING OIL (1= 110°C)
CBNE= 4 PIN CBN B TYPE @16 B251 (%60) / DIAMETAL

5 s i Ty T -
AT 25 my/sec

8 T o
DI ALE sl M 30,000 r, p.m.

}_ ST p— T — = -
2ao|E £5 12 m/min

a4 | i - _ o

=24 ol 11 mm/min
w2 2ols = -
AL D|4 22 mm/min

51 HARARAIZE 5.58 (gutsioz 21%¥)

AL AT FHFT Ra 0,2~0,4(8565)

24 A2k £a] ) 960 mm?

| HAM S HTH gk Malst (olAb PN WESHA| ©E)

) 4. )
HALIAlZI0] ( Helat) SAAL04R 26 = 0,02
HErodal pINg| dHal=E 250, 000 mm?
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HAN SUNG ot A DIAM ETAL

Success with precision
www .hansungs.co.kr hsbs@hansungs.co.kr
Tel : 031-4288-200 Fax : 031-455-1818
Zl°|M  Questionnaire [ ctolot2= ] CBN
174 Customer ZXlDate
A& Material X Z7|S Material type, description 4 £ Hardness HRc

| AR =Y Workpiece description
XM= 37| Dimensions
7|A7+8 Machining 21433 Grinding mode
oA A Syrface to be machined

713 Machine H=A, 22 Make, model
+% 3| =% Spindelspeed  Z[TH max. =HH 2| variable
F= Z£9 Drive power
HAR &7 Coolant, type 22 pressure t bar
0l% Feed 24! hydraulic 7| Al Al mechanical

2 727 Wheel specifications . Outline drawing
gl M= H Manufacturer

2
g "47|5 Wheel type
x|
x|
2l
a

Diameter mm

7C:)i

Ri
4B
At
=
S
=

3

mm x mm
ore @ mm
37| Grit size

Concentration

-
=

w H

o
>
o

L P A £

Wheel No.

T
+0I'

AtE =7 Conditions in use AL ZE pre.

27 AAFEE Required material removal mm
of|H| o1 &2f Pregrinding mm

& A2 Finish grinding mm
AHE 3™ == Spindle speed t/min(rpm)
2 2AF =T Pperipheral speed [Vs] m/sec
322 3| ™5 Work,, rotary speed t/min(rpm)
HO|= £& Table speed [Vi] m/min
M2  Infeed [ae] mm/pass
7}2% 0|% Transverse feed mm/stroke
Qw= time-machining volume cmi/min

Qw'= specific time-mach. volume mm3/mm/s

HEMZEE Surface quality [Ra] um

|0, HA FALE, EH5H £ Notes, requested madifications, special features:

[nn
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DIAMETAL GRINDING PIN / WHEEL &= H| W #

MESH

15.000
EEUXI]

FEPA-standard US standard ASTM-E11-70 | 'S0 565/1972 | JIS R-6001
AR 7| <8|'¥>I}||A| HI_T'_
clojot2= CBN (HIAl =/ 21]) HAl Z (zm) =
D 1181 B 1181 16/ 18 1180 / 1000 DR
D 1181 B 1181 16/ 20 #16
D 1001 B 1001 18/ 20
D 851 B 851 20 / 25 850/ 710 DR
D 852 B 852 20/ 30 850 / 600 #20
D 711 B 711 25 / 30 710 / 600
D 712 B 712 25/ 35 710 / 500
D 601 B 601 30 /35 600 / 500 DR A
D 602 B 602 30 / 40 600 / 425 #30
D 501 B 501 35/ 40 500 / 425
D 502 B 502 35/ 45 500 / 350
D 426 B 426 40 / 45 425 / 355 DR o
D 427 B 427 40 / 50 425 / 300 # 40 &
D 356 B 356 45 / 50 355/ 300 Ty
D 357 B 357 45 / 60 355 / 250
D 301 B 301 50 / 60 300 / 250 #50 |DR, G €+——
D 302 B 302 50 / 70 300/ 210
D 251 B 251 60 / 70 250 / 212 G <+
D 252 B 252 60 / 80 250 / 180 # 60 .
D 213 B 213 70 / 80 212/ 180 =
D 181 B 181 80 / 100 180 / 150 #80 |G
D 151 B 151 100 / 120 150 / 125 #100 |DR, G €+——
D 126 B 126 120 / 140 125 / 106 #120 |6 €— .
D 107 B 107 140 / 170 106 / 90 #140 |DR M
D 91 B 91 170 / 200 90 / 75 #170 | <+—
D 76 B 76 200 / 230 75 / 63 #200 |6 <*— ég
D 64 B 64 230 / 270 63 / 53 # 230
D 54 B 54 270 / 325 53 / 45 #270 |G
D 46 B 46 325 / 400 45 / 38 #325 |G
D 46 40 / 60 P o
MD 40 MB 40 G 45 33u(38p) 30 / 45 #450(400) [P ®o
MD 25 MB 25 30 20 / 40 #500 |P
MD 20 G30 25, 20 / 30 #600 |P
MD 18 15/ 25 P
wl mDie MB 16 G15 19 12/ 22 #800 |P
N IGEE 15 10/16 #1000 [P
— | wmD10 G9 1254 6/12 #1200 [P
g (MD 8) 10y 5/10 #1500 |P
ol mp6.3 G6 6u(7.5u) 4/8 (#2000) |P 2020
% # 2500 ,;fm%
MD 4 3.8 3/6 #4000 [P -
MD 2.5 (G3) 3u 1/5 #5000 [P = <F
MD 1.8 1.85y 0.5/3 #8000 [P
MD 1 G1 1.254 0.5/2 #12000 |P
MD 0.5 0/1 # 30000 |P A
H/Z2 : DIAMETAL £Z&, DR(EH4A 37), PEIEE), G(F 2 HME3Tol AtE)
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ey EYL @ 435-030 47| ZZA| D2EZ 48
EE. "I TEL : 031-428—8200 FAX : 031—-455—1818
HAN SUNG

http://www.hansungs.co.kr  E—mail:hsbs@hansungs.co.kr

B EEALFA TEL:055-296-1634  WMEMALR A TEL:052-257-0661 B ZFARA TEL:062-524-1364
FAX: 055—-206-1654 FAX: 052—257-0689 FAX: 062—-524-1365
B EAARR A TEL:051-319-4525 B CHAR A TEL:053-551-0660 W ULARR A TEL:063-833-2278
FAX: 051-319-4527 FAX: 053-551-0661 FAX: 063—-833—-2279




