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As an industry leader and g|0ba| manufacturer of surface Weiler's heritage dates to 1879. Today, the tradition of excellence
continues under the leadership of the fourth generation, Chris Weiler,
COﬂdItIOﬂIng solutions, Weiler Abrasives is dedicated to President/CEQ. Having grown from a power brush manufacturer to a global

: : 4 j ; surface conditioning problem-solver, Weiler's mission is to partner with
forglng collaborative relatlonshlps with our customers our customers and distributors to ensure their businesses stay productive
and profitable. Our people, products and our strong desire to win deliver a

to tackle their toughest cleaning, grinding, cutting, ompetiive edge for our partners

deburring, and finishing challenges.
Weiler products are designed with productivity in mind.

Work Faster: Weiler products are designed to provide superior
performance through maximum aggression and long life. That means you
get your work done faster and more efficiently.

Work Safer: Weiler products are designed and manufactured to the
strictest standards to ensure the highest level of quality and safety.

Work Better: \We partner with you to improve your productivity and drive
cost out of your business.

Weiler shares your goals of growth and profitability. For both, you need
the right tools for the job. We don't just supply those products — we
waork with you to create solutions. Because that's what you deserve from a
partner.

Weiler. Your partner in success.




Grinding belongs among those cutting procedures in which the
tool has many cutting edges that are irregular in shape and act
as turning knives during grinding. Grinding is performed at very
high speeds, up to 125 m/s.
It can be divided into coarse, fine, honing and finishing. The
following effects can be achieved:

¢ High material removal rates

¢ \ery smooth surfaces

¢ High dimensional accuracy

e Ability to work very hard materials

The main motion involved is tool rotation.

With regard to the type and feed of workpiece and tool motion,

grinding is divided into:
¢ High material removal rates
e Surface grinding
e Cylindrical grinding
* Tool sharpening

Grinding tools are bonded abrasives. The quality and
applicability of an abrasive depend on the quality and the
specification ratios of abrasive grit, the bonding material and
pores. The specification of an abrasive is determined by:

e Abrasive grit quality

e Abrasive grit size

¢ Hardness

e Structure

¢ Bonding material

FINE GRINDING:

e Peripheral surface grinding

e Surface grinding with grinding segments, rings and cups
¢ Double disc surface grinding

e Springs grinding

e External cylindrical grinding

e Centerless external cylindrical grinding

e Flute grinding

e nternal cylindrical grinding

¢ Tool grinding and sharpening

e Gear grinding

e Manual grinding on stationary grinding machines
e Manual grinding with mounted points

e Cutting

® Honing.

COARSE GRINDING:

e Grinding wheels for snaging
® Hot pressed snaging wheels
e (Cutting with einforced cut-off discs

APPLICATIONS:

e Steel plants

e Foundries

e Shipbuilding

e Automotive industry
¢ Toolmaking

e Civil engineering and construction
e Agriculture

¢ Food industry

e (lassmaking

e Stonecutting

e Arts and crafts.
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MARKING ON WHEELS

WARNINGS FOR SAFE USE

Please read the instructions carefully
Use a safety shield or protective eyewear
Use ear protection

Use protective gloves

Use a dust mask

Free hand grinding or cutting prohibited

Use of damaged products prohibited
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USE AND MARKING OF GRINDING TOOLS

Responsibility for safety during grinding:

Grinding machine manufacturer

The machine manufacturer must ensure machine stability, strength of the protective housing, as well as the
possibility of setting machine strokes and displacements to enable the desired grinding precision, and should also
attach instructions for precise and safe work.

Grinding tool manufacturer
The tool manufacturer must produce safe grinding wheels and ensure that the ingredients are properly selected,
including correct technological manufacturing procedure and the necessary product control:
¢ safety speed control (increased peripheral speed, sound, cracks)
e quality control (dimensions, hardness, whipping and balance)
The control methods are prescribed in the international standards EN 12413 and EN 13236, FEPA and ISO.
e Manufacturer's name
e (3rinding wheel dimensions
e Grinding wheel specification (type and size of abrasive grit, hardness, structure and bond)
e Max. operating speed
¢ Warnings regarding grinding wheel use

Trademark

@ ' Safety certificate
A ]

Warnings
for safe use
WARNING _ . .
Before using, read, Declaration of conform |ty
understand, and P &
comply with ANSI 4
Safety Code B7.1,

(OSHA requirements,
and safety slip.

Dimensions

®

‘Manufacturer’s name
OSA wam/EN12a3 Batch number

Of

)
- L
Weiler Abrasives d.n.o., |\/|aX RPM
Titova cesta 60, 51-2000 -
/ Maribor

weilerairasives.com Made in S'svenia

“m/s 1 200x20x32 2301342 RPM
40 C80/1J8V60 3820

Max. operating _—<_ i

3||83002 ||6 9 10||

6"6892

Specifications Bar code



GRINDING WHEEL OPERATING SPEEDS AND RPM INSPECTION AND MOUNTING OF GRINDING TOOLS
For individual grinding wheel diameters and operating speeds, the number of revolutions per minute (RPM) During work, users must follow the instructions of the tool and machine
is determined from the table below. manufacturer(s), and most importantly:
b Pticr] spaed) ) ¢ Provide adequate storage for the grinding tools
(mm) 12 16 20 25 32 35 a0 45 50 63 80| 100 125 * Inspect grinding tools before mounting
3 76390\ 101860 127320 195160| 203720| 222810 e [f necessary, balance and correctly mount grinding tools
6 38200| 50290 63360 79580| 101860| 114410| 127320| 143240 159160 200540| 254650 o Correctl the arindi hi
8 28650 38200 47750 59680| 76390| 83560| 95490| 107430| 119370 150400| 190990| 238730 orrectly prepare the grinding machine
10 22920 30560| 38200 47750 61120 66850| 76390 85940| 95490| 120320| 152790| 190990| 238730 e Test the grinding tool while unloaded
13 17630| 23510 29380 36730| 47010| 51420 58770 66110 73460| 92560| 117530 146910| 183640
16 14320 19100 23870| 29840| 38200| 41780| 47750| 53710| 59680| 75200 95490| 119340| 149210
20 11460 15270| 19100 23870| 30560| 33420| 38200| 42970| 47750| 60160| 76390 95490| 119340
25 9170| 12220| 15280| 19100| 24450| 26740 30560 34380 38200 48130| 61120 76390| 95490
32 7160  9550| 11940| 14920 19100 20890| 23870| 26860 29840| 37600| 47750| 59680| 74600
40 5730|  7640|  9550| 11940| 15280| 16710 19100 21490 23870| 30080| 38200 47750| 59680
50 4580| 6110 7640  9550| 12220 13370| 15280| 17190| 19100 24060| 30560| 38200 47750
63 3640| 4850 6060  7580| 9700 10610 12130| 13640| 15160 19100 24250| 30320 37890
80 2870| 3820  4780|  5970| 7640 8360 7550 10740| 11940| 15040| 19100| 23870| 29840
100 2290| 3060 3820  4780|  6110| 6680 7640 8590/  9550| 12030| 15280| 19100| 23870
125 1830| 2440 3060 3820  4890| 5350  6110| 6875  7640|  9630| 12220 15280| 19100
150 1530 1040 2550  3180|  4070| 4460  5090|  5730|  6370|  8020| 10190| 12730| 15920
175 1310|1850 2180  2730|  3490| 3820 4370  4910|  5460| 6880  8730| 10910| 13640
180 1270 1700 2120  2650| 3400 3710  4240| 4775  5310|  6680|  8490| 10610 13260
200 1150| 1530 1910  2390|  3060| 3340  3820{  4230| 4780 6020 7640  9550| 11940
230 1000/ 1330 1660  1080| 2660  2910|  3320{  3740| 4150 5230 6640  8300| 10380
250 920| 1230 1530 1910 2440 2670 3060  3440|  3820|  4810| 6110 7640 9550
300 765|  1020)  1270|  1590|  2040|  2230|  2550| 2865 3180  4010| 5090/ 6370 7960
350 655 875 1090  1365|  1745| 1910  2180| 2455 2730  3440|  4370| 5460 6820
400 575 765 955/  1195|  1530| 1670  1910| 2150 2390 3010 3820 4780 5970
450 510 680 850|  1060| 1360  1485|  1700| 1910 2120 2670 3400 4240 5300
500 460 610 765 955|  1220| 1335 1530 1720  1910|  2410| 3060 3820 4780
600 380 510 640 795 1020{ 1115|1590 1430 1590 2000 2550  3180| 2980
650 470 588 735 940|  1030| 1180  1320{  1470| 1850  2350| 2940
700 437 546 682 873 955 1090  1230|  1360| 1720 2180 2730
750 407 509 637 815 891 1020  1150| 1270|1300  2040| 2550
800 328 477 597 764 836 955/  1070| 1190 1500  1910| 2390
900 340 424 531 679 743 849 955|  1060|  1340|  1700| 2120
1060 288 360 450 577 631 721 811 901 1140) 1440|1800
1250 245 305 380 488 534 610 685 760 960  1020| 1525

v - peripheral speed (m/s)
d - grinding wheel diameter (mm)
n - revolutions per minute (rpm)

v_d-T[-n
~ 60000

The peripheral speed of a grinding wheel is
determined according to the following equation:

Grinding tools are usually stored in cardboard packaging or wooden cases and shipped on wooden pallets. Packaging
does provide for safe transport; nevertheless the cartons or cases must not be thrown during reloading.

Grinding tools without special designations are intended for operating speeds of up to 45 m/s.
Grinding wheels for greater operating speeds may be designated with a diagonal color line, as follows:

After their receipt at the warehouse and especially directly before mounting onto the grinding machine, the grinding tool
must be inspected; circular grinding tools must also be ring tested to detect any damage that may have occurred during

- 100 m/s h transport or storage.Ring testing of grinding tools is performed by lightly hitting a suspended tool in four places with a

metallic or wooden hammer; the tool must yield a clear ringing sound.If the sound is dull, the tool is probably damaged.
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Grinding tools must always be mounted by properly trained and experienced personnel. In addition to visual inspection GENERAL RECOMMENDED GRINDING PARAMETERS

and ring testing, dimensions, quality and max. peripheral speed also need to be checked prior to mounting. Grinding tools FOR INDIVIDUAL TYPES OF GRINDING:
should be mounted easily on the spindle or a clamping device (without the use of force or hammering) and must ensure

safe clamping. The enclosed cardboard flange should be placed between a grinding wheel and the clamping part (steel

flange or clamping jaw). The permitted grinding wheel imbalance is calculated according to standard 1SO 6103. Grir;tii:lg Workpiece | Longitudinal | Transverse | Grinding
W
Application fioh d periph.speed motion feed feed
Grinding tools of greater dimensions, which are mounted on a flange and onto a machine spindle together with the AL (m/min) (m/min) (mm/min) (mm)

(m/s)

flange, need to be statically balanced with flange weights. Surface grinding

If the grinding wheel is not statically balanced, vibrations appear during grinding; this causes greater tool wear, lower ™Y |- general applications 25.- 30
ground surface quality, and shorter life of the main machine spindle bearings; the wheel may also split during work due - for high-alloyed steel 23-78
to centrifugal force. - for cast iron 20-25 / 5-20 05-033 | 001008
1 | - for tungsten carbides 15-20 o
The procedure for static balancing of the grinding wheel involves manual positioning of weights into flange grooves, so - for non-ferrous metals 15-20
that the total mass of the wheel and weights is evenly distributed along the circumference. External cylindrical grinding
" | - for coarse types of grinding 25-32
intended for cleaning purposes 2-5mm/
- for dressing 25-32 5-20 workpiece / 0.005-0.03
df=1/3D h=1/6 DS P >df+2R J<1/4D o .
- for fine grinding 20- 30 (63) revolution
H>1/6 DS b = h-(3-8mm) df=1/2D . L
¢ - for the finest grinding 12-18
b=1/8 E = 1;2 SS Centerless external cylindrical grinding
2 _ . .
, _ i ! ‘ general applications Guide plate
“ :‘: _ 30 - 40 (63) 10 - 50 angle / 0.005-0.03
e LlF s 6 [_j] ols | = "‘?"{E’; a=do’5
« - B 1 — Circular grinding - internal cylindrical grinding
2 - - general applications 25-32
) - for high-alloyed steel 15-20
- for cast iron 15-20
. 5-15 / 0.005-0.03
- for tungsten carbides 8-15
- for non-ferrous metals 15-20
START OF GRINDING |- bearings %90
Tool sharpening
; - for tool steels 25-30
After mounting, and before grinding can begin, the following operations need to be performed: k 4 |- forhigh-speed St?els 25-30 / / / 0.005-0.015
. . . . . ; - for tungsten carbides 8-15
e Set the machine so that it rotates at the maximum operating speed and appropriately protects the danger zone.

e Switch the machine on and leave the wheel to rotate for 1 minute prior to grinding.
e Prepare the coolant.
e Dress the grinding tool (diamond dressing tool).

Incorrect handling may cause damage to the grinding wheel or machine, or a work accident.



GRINDING WHEELS
FOR STEEL PLANTS
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HOT-PRESSED STEEL CONDITIONING WHEELS

Hot-pressed grinding wheels are used for removal of hard oxide crust in the process of steel manufacture (slabs, billets)
and rugh grinding.

rinding wheels 115

DxTxH Stainless steel 10-24

Carbon steel 6-20
High alloy steel 10-24
Titanium alloy 6-20

Available sizes D x H x T (mm) Available sizes D x H x T (mm)

920 x 102 x 305 (400) 610 x 65 x 203.2 (304.8)
920 x 125 x 305 (400) 610 x 76 x 203.2 (304.8)
920 x 150 x 305 (400) 610 x 102 x 203.2 (304.8)
610 x 124 x 203.2 (304.8)
ADVANTAGES: 635 x 76 x 304.8
¢ Up to 20% greater grinding efficiency than previous

generation

e Improved surface finish

¢ Custom engineered to meet specific application
requirements

ADVANCED ABRASIVE MATERIALS
FOR YOUR APPLICATION

e Fused aluminium oxide

e Silicon carbide

e Blocky zirconia aluminium

e Sintered aluminium oxide

e Sintered bauxite

13



ROLL GRINDING

WEILER is a manufacturer of grinding wheels for grinding new rolls when they are being made and also for

grinding used rolls for their renewall.

At the Producers of rolls we meet with Casted and Forged rolls. Vitrified bonded wheels as well resin bonded

wheels are used for the grinding.

In Steel Plants WEILER produces wheels for correction of topographic shape and to get it into dimensional and

surface tolerances.

ADVANTAGES:
e | ower production costs
® | ess power comsumtion
® Less downtime for change overs
e Faster material removal rate up to + 30 %

e Increased G-ratio up to +40 %

e Wheel life increase up to + 20 %
e All types of workpiece material

e High and low horspower machines

Grinding wheel 1
DxTxH

Grinding wheels 7
DxTxH-PxF/G
D

[&s)

||
i _=__
el

Grinding wheels 5
DxTxH-PxF
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DIMENSIONS

350 38 127

600 50, 60, 70, 100, 125 2032, 304.8

700 60, 80, 100, 125 304.8

750 80, 100, 125 304.8

762 80, 100, 125 304.8

800 80, 100, 125 304.8

900 80, 100, 150 304.8

915 80, 100, 152 304.8, 355, 457.2, 508

1000 - 1100 60, 75, 80, 100, 127, 152 304.8, 355, 457.2, 508

MACHINES

Waldrich, Herkules, Pomini, Landis, Schaudt, Churchill, Fortuna, Farrel, ...

15



RECOMMENDATIONS FOR SPECIFICATIONS

PRODUCTION OF ROLLS

R Ll XXC 10 YBH
Final grinding &SR]

G il 3GAIB0/9EF12/3VMI7TY
ENEIR LIl C120/1H11V60

STEEL PRODUCTION
HOT MILLING
\EYCIELS Standard Quality High Performance
ndefinit | g 00 STHC 30-46/1 J-K7 BK22L S3HC 30-46/1 J-K7 BK22L
HardGuss
2 = Ductile iron gg ] ?g $9C30-46/1L7BX03L S2HC 36/1 J-L7 BK22L
— oc P FAO N Y
o = Sferic iron
o £
S = _HSS. 04 - 08
= S High-Criron | o~ ) S28HA36-46/1 I-J-K BK22L S48HA 36 /1 1-J-K7 BK22L
= High-Cr steel ' '
S 04 - 08
T All Materials | % "', S25HC 36/1J-K 7 BK22L S4HC 36-46/9 1-JK 7 BK22L
HSS
High-Cr iron $28HA36-46/1 I-J-K BK22L S48HA 36 /1 1-J-K7 BK22L
High-Cr steel

COLD MILLING
. Hardness
Material (HRc]
=
g Forged 52-61
%] = Cr steel
= = HSS 59-65
2 (=}
= =
=
=
o
e =
= -
o s Al up to 65
o

GRINDING OF RUBBERED ROLLS

Hard rubber 2A30/1G13/1V

Surface Ra [pm]
(#grit)

0,4 - 0,8 (#46)

0,3 - 0,6 (#60)

0,2-0,4 (#80)
0,16 - 0,10 (#120)
0,09 - 0,05 (#180)

WEILE ,

Standard High Performance

82A/8A/18HA

46-100F-JBK 38HA46 - 180F - JBK

18HA46 - 100H - JBK 38HA46 - 100H - JBK

COPPER AND ALUMINIUM MILLS

Hard rubber - fine grinding 2A54/1G13/1V

Soft rubber 21A24/117+V

Soft rubber - fine grinding C60/1G13/1V

Calender rolls 8A60/1H8/6V

Aluminum

2A60 - 80 H10/3V35 8A54 - 6017V835
(standard) (high stock removal)

9C150 -
180G-H10/3V35

Plate

Sheet

SC220/1D11BKO3L

foil

17
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FEATURES:

- faster material removal

[

.
w

- good surface quality after fine grinding

- achieving high-accuracy roundness and cylindricity of
the workpiece and good dimension accuracy

- good profile holding capability and long lifetime of the
wheel

- grinding application from rough, medium to fine

grinding.

RESIN BONDED GRINDING WHEELS
9'3 These grinding wheels —
W“— are used for the mass mﬁ.@‘

production roughing

and finishing
of steel bars

or cilindrical shaped .
workpieces D
S
L | ! 1 400 x 200 x 203,2
| JM - 7 500 x 250 x 254-355 x 25/25
_ } I 1 600 x 250 x 355
- 1RS 610 x 508 x 304,8
P

Resin honded
wheels for

Stainless Steel | SC46/217BX23 | 038

trough- fEEd Carbon Steel | S57C70-90/2J9BX23 | 03-04
centerless grinding

19
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LARGE REINFORGED GUTTING-0FF WHEELS

Reinforced cutting-off wheels of large diameters are used for cutting products of large cross-sections in
the manufacture of rolled profiles, forged pieces, pipes and rods.

[worgece | Spotczion | 0|

Structural steel A2451BF 450 - 600
. Stone, firebrick C30PB3BF 450 - 600
Cutting on suspended and —
stable machines Aluminium and colour metals A24PSBF 450 - 600
Stainless steel 4A30NGBF 450 - 500
Stainless steel 7A24PBF 500 - 600
Steel and other alloys WA24S1BF 500 - 600
Cutting of large cross-sec- | Cold cutting WA?20/24RBF 800
tions Warm cutting WA20/24SBF 800
on stable machines Hot cutting WA20/240BF 800

Cutting-off wheels Type 41
DxTxH

450 4-45 25.4(32) (40)
500 5-6 25.4(32) (40)
600 6-7 40 (60) (76.2) (80)
813 9/8.5% 80(100) (152.4)

Cutting-off wheels Type 42

DxTxH
| D |
——
i
H
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