COMPANY PROFILE

MbkEE R EEIRAE], AL TF1990%FE, BiIE—FRERE, £, #HEh—rNE U EkSiGHh HNHONGXIANG is a professional diamond powder & diamond tools company integrating development,
BEilATEAS, BESELwFeaEfNdESAESNaiNSa TERISS. T fAFdEh i EdhEp production and sales. Factory located in middle of China-Henan, with more than 124,000m=.
124000845 K, "SRENES, 5SS HNMEHNSANIEE" BRIIVESH R, "High quality products, competitive prices, and classic services" is the soul of our business.
Qur main products are diamond powder and diamond tools, including diamond powder,
REX M EAEEE30FNFEEEZN, REFITEENE TRNE KRR IFIIES. diamond wheels, diamond drills, diamond saw blades, diamond polishing pads, tec.
RINTREE: SRET. SUEY. SUGEN. SRGHL. SASNEEAHE (PDC) What does HNHONGXIANG have?
PCOHI#4EE, BN ETEH. €NAicS. $thallBTHE, €NGER. $hal. $ha THS. 1. Since 1990, with over 30 years diamond tools manufacturer experience.
2. Rich experience in OEM order.
BRMNZHEHWS, BOBEFENOEMITRAR, MEGHNETRE, URECHIRIHHB, 3. Advanced production equipment
SR SR S E RO SMIES. FRRIRE SR TRREADOSE e, et e b
N T & -and erincales
MD&B#EIISDQUU‘IEﬁﬁﬁ%ﬁE. 5. Own provincial engineering technology center.
RPN EFIESE.

Warmly welcome all partners to join us for mutual benefits cooperation.
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Feature:

1. High grinding efficency; Long working life;

2. Good self-sharpening, lower grinding temperature; less block; less surface burn

3. With certain elasticity, improving the surface roughness

4. Shorter production cycle time; higher removal rate, easily to make complex
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of workpieces

wheels.

$ﬁ'§§ﬂﬁ@§8 Straight-Diamond Wheel

1

D — Wheel Diameter-(B0mm 700mm)

H — Arbor (Hole Diameter)

X — Diamond Width

T — Wheel Thickness

U = Diamond Thickness

Can be custom-made

Applications: Cylindrical grinding and edge grinding
of workpiece faces.

D — Wheel Diameter —100mm 150mm

H — Arbor (Hole Diameter)

X = Diamond Width

T — Wheel Thickness

U — Diamond Thickness

Can be custom-made

Applications: Cylindrical grinding and edge grinding

of workpiece faces.

”W“ ] =] 1-|:

D — Wheel Diameter =100mm 150mm
H — Arbor (Hole Diameter)

X — Diamond Width

T — Wheel Thickness

U - Diamond Thickness

Can be custom-made
Applications:Surface and profile grinding

Shape: 1A1

Shape: 3A1

Shape: 14A1

[4]



EITRENGELEE straig

Shape: 1EE1 ("EE" Face)

D — Wheel Diameter

H — Arbor (Hole Diameter)
X — Diamond Width

T — Wheel Thickness

V — Included Angle

Can be custom-made
Applications: Profile grinding. Internal and external thread

Cutting and grinding. Carbide tool fluting.

Shape: 1FF1 ("FF" Face)

D — Wheel Diameter

H — Arbor (Hole Diameter)

X — Diamond Width

T — Wheel Thickness

R — Radius on Face

Can be custom-made

Applications: Grinding concave wood milling
cutters, form grinding, fluting.

Shape: 1V1 (“V” Face)

D — Wheel Diameter —100mm -400mm

H — Arbor (Hole Diameter)

X = Diamond Depth

T — Wheel Thickness

V — Bevel angle

Can be custom-made

Applications: Fluting grinding and gashing.
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ht-Diamond Wheel

W- ) -

E%ﬁﬁﬁ“E@% Dish-Diamond Wheel

Shape: 4A2

D - Wheel Diameter
H - Arbor (Hole Diameter) ]
W - Diamond Width
T - Wheel Thickness R

'W-W”"

X - Diamond Thickenss

Can be custom-made

Applications: Universal grinding Face and
clearance grinding.

Shape: 12A2

D - Wheel Diameter

H - Hole

T - Wheel Thickness .

X - Diamond Thickness L . e
W - Diamond Width o 'F m f
E - Base Thickness i
S - Angle lﬁf A— Y7770 4|

Can be custom-made
Applications: Tool and cutter grinding and finishing.

Surface grinding.

Shape: 12V2

D - Wheel Diameter

H - Hole

T - Wheel Thickness

X - Diamond Width

U - Diamond Thickness

S - Angle

E - Base Thickness

Can be custom-made

Applications: Tool and cutter grinding and finishing.
Surface grinding.
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BRI/ ELES cup-Diamond Wheel

Shape: 6A2

D - Wheel Diameter

BB NI/ ELEL Bowl-Diamond Wheel

Shape: 11V2

D - Wheel Diameter

H - Hole Pﬂ ' 1 H - Hole
T - Wheel Thickness ' R T - Wheel Thickness
X - Diamond Thickness / /- m | U - Diamond Thickness

X - Diamond Width

E - Base Thickness

S - Angle

Can be custom-made

Applications: Grinding and finishing cutting tools. Surface grinding.

W- Diamond Thickness
E - Base Thickness
Can be custom-made
Applications: Grinding and finishing cutting tools. Surface grinding.

Shape: 6A2H Shape: 11A9
D - Wheel Diameter D - Wheel Diameter
H - Hole H - Hole
T - Wheel Thickness T - Wheel Thickness
W- Diamond Thickness — i.;.ﬂ' ;‘ . gfamﬂng Twhfifti"ESE
D - 7/ R el 77 - Diamond Wi
. e %ﬂ/—-ﬂm C E - Base Thidkness
E - Base Thickness

S - Angle
Can be custom-made
Applications: Tool and cutter grinding and finishing.

Can be custom-made
Applications: Tool and cutter grinding and finishing.

Surface grinding. Surfsice prinding,
Bowl Shape: 11A2 Shape: 11V9

D - Wheel Diameter D - Wheel Diameter

T - Wheel Thickness H - Hole

H - Hole T - Wheel Thickness

X - Diamond Thickness . . ) U - Diamond Thickness

U - Diamond Thickness X - Diamond Width

S - Angle E - Base Thickness

E - Base Thickness S - Angle
Can be custom-made 1 Can be custom-made
Applications: Tool and cutter grinding and finishing. Applications: Grinding and finishing broaches, reamers,

Surface grinding. drills and others cutting tools.
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The types of Diamond & CBN

PIATR | PAFFT | @ﬂ-ﬂ% Type of abrasive

| D ---X#Z £ MN|HA Natural diamond

S D -8 &Nl A Synthetic diamond
SDC--—--FTEBEEBNEHENA

)

Synthetic diamond with metal coating
r.w,w;ﬁﬁmiﬁ CBN --- AL A& Wl Cubic Boron Nitride
- CBNC - & BERN AR I H AL

Cubic Boron Nitride with metal coating

T 5 Grade of Hardness

R --- 5{#& Harder
J --- B3 8 Soffter
S L ---%X Soft
—— N --- §2 Normal
<. APt P --- i Hard

|

%ﬂ“ﬁ“ﬂ’% Type of Bond '
B --- FIBE 45 & 31 Resin e ‘ -
M - &BEET Metal R Rt kel
V - BB S &7 Vitrified
P --- EA# Eletroplated

Y e v B
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(Contents of Abrasives)
RE s % L2 i
Concentration  Code (Volume)  (Ct/cm?)
25% 25 6.25 1.1
50% 50 125 22
75% 75 18.75 33
100% 100 25 4.4
125% 125 55
150% 150 375 6.6

IR SEOmEES 3.52g/cm’
Note: The proportion of diamond is 3.52g'cm®

SRIEREMERRERNXER
Diamond grit-grinding depth refation
SRINAE GRS

Diamond grit Grinding depth
WEEEH SERSET
(Resin bond) (Metal bond)

80-120 0.01-0.015 0.01-0.025

150-240 0.005-001 0.01-0.015

280 0.002-0.005

80 24-30
100 18-24
120 16-18
150 14-16
180 12-14
200 10-12
240 8-10
320 8
400 6-8

GRIT SIZE CHART
Effect on grit sizes for Diamond & CBN on Surface Finish
Effect of grit size Diamond & CBN U.S FEPA Standard
on Surface Finish Standard Diamond CBM
Rough Grinding e0/70 D213 B213
(1.8-3.61um) 70/80 D181 B181
80/100 D151 B131
120/140 D126 B126
Medium Gnnding 140170 o107 B107
(0.48-1.32um) 170/200 D91 B31
2001230 D76 B76
2301270 D84 B4
Finishing 270/325 D54 B54
(0.23-0.38um) 325/400 D46 B46
500 D3040 B30-40
600 D22-36 B22-36
Super Finishing 800 D15-5 B15-5
(0. 1um and below) 1000 D10-20  B10-20
1200 D8-16 B8-16
1500

SHMERLIUENAERR

Grinding depth recommending for various grinding methods

L PaE

Grinding methods Surface grinding
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SHEIE S il 718
Exteunal granding Internal Grinding Edge grinding
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IME SEEE surface grinding

] Cylindrical grinding

R +EEE BASE - RRAE A AR
Common Problem Main Reason Solution Common Problem Main Reason | Solution
THEEERIES LHFmET ) B R RAIRE R T GEFIIERAORLEE, B
g h. Loose thimble Check if the chuck and thimble are loose Workpiece bum Use the comrect particle size, hardness
e surface of the .
workeleos fias a:spiral SEShEERE Rl & R TR BETI R SR, NEEREENER
Table rail lubrication is not enough Adjust or replace the lubricant | The amount of feed rate is too large Reduce the amount of feed rate,
PO EENERE, NANEFBE B, TP MR G ey 268 especially during the fine grinding stage
is uneven or not paralle
The center hole has burrs or is not round, Inspection center hole . B EE Tl S EEF BB RS EREE S EmET
THLBIA R TEHIAT, loose or not deep enough The wheel axis is not adjusted well Re-sdjust the grinding wheel so that the grinding whee!
m{i I ]ﬁgxﬁ ﬁﬁ H - = = . - Sherit s paraliel fo the tatie -
_ (3T B L | . - -
When the workpiece is ground in a plunge type, . ) 3 o : : W:F# EaS e IR S H R
The workpiece is too tight Adjusting the tailstock spring 1 I h l k | |
the roundness is not good. Caolant is not clean Clean the cooling tank or replace the coolant
SRR AR ARSI W RERANR BP0 AR VEFB IR
Insufficient amount of coolant Adjusting the coolant There are scratches on the surtace The grinding wheel is too soft Use a harder grinding wheel
of the grinding wheel | "
PICEEASIE HESIERRSCTEE fbEeAHE 1TE FRBERR S ERH e (S IEE R e
|n,appropri3te hardness of Choose the n,ght gﬂﬂdlﬂg wheel hardness The gfiﬂdiﬂg wheel is too n:.'rugh Use a harder QHI'III'."ﬁg wheel or slow down the gﬁﬂdlﬂg wheel
_— | |
S SN0 wies IR M i
indle bearing wear Check spindle bearing
EEEREE o
SNGISERETRELR RETEERE
Poor surface roughness Dismond dhesss s raoving o s Sl Aot the sosed of the diamaad dress THaiRG b S NERh EfTEE e E RS
The workpiece has the The wheel has vibration Re-trimming the wheel and checking the installation
machining vibrations ﬁ
BNIG 1S B BER| WahERRAESERE i R e RSN RN RS
Diamond dresser is not sharp enough Turn the dresser angle or replace it The grinding wheel is too hard Use a softer grinding whee
PMCEHETKER SRS MRS HRIRNE e = e T
Grinding wheel organization is too close Tﬁ; a more organized 3':‘3' Loosely clamped Check flange bolts
oose structure whese
THEERRERREY h If:ﬁtient coolant flow ':?*IE% .ﬁ:ﬁ‘ - ORI i -
Burn and crack on the surface of the workpiece Wil Acjust codling methiod T =t e nat e R i Lt R RNESe) 300 harg Use a softer and rougher grinding wheel
- The workpiece has burns or stops in the .
TEp— EEEREGEEERE rilcidle of ths yrinding process i2t]] l:é:‘;': iR i ) R
- Re-trimming the grinding wheel The feed rate is large Reduce the amount of feed rate
The grinding wheel has not been trimmed in place in the correct way
= ~ | SRR A B SHRRE
Coolant flow is too small Increase coalant flow
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ZHECHENG HONGXIANG SUPERHARD MATERIAL CO.LTD.
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ZHECHENG HONGXIANG SUPERHARD MATERIAL CO.LTD.

gigs=" Room 1103 BlockS5A Changchun Road, High-Tech Zone,



