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ROUGHNESS OF SURFACE COMPARISON FORM
RIELERE

Ra |CLA | Rt | Rz | RMS RMS
pm | p" | um | pm | pm |y
0.008 | 0.32 | 0.08 | 0.04 | 0.009 | 0.30

France

V14
0.010 | 0.40 | 0.10 | 0.05 | 0.011 | 0.40

0.012 | 0.50 | 0.12 | 0.06 | 0.013 | 0.50

0.016 | 0.63 | 0.16 | 0.08 | 0.018 | 0.70

9 N1 V13
0.020 | 0.80 | 0.20 | 0.10 | 0.022 | 0.90

0.025 | 1 0.25 | 0.12 | 0.027 | 1.10

0.030 | 1.20 | 0.30 | 0.15 | 0.033 | 1.30

0.032 | 1.25

10 N2 V12
0.040 | 1.60 | 0.40 | 0.20 | 0.044 | 1.80

0050 | 2 0.50 | 0.25 | 0.055 | 2.20

0.060 | 240 | 0.60 | 0.30 | 0.066 | 2.65

0.063 | 2.50 | 0.63 | 0.32 | 0.073 | 2.87

°
0.080 | 32 |0.80 | 0.40 | 0.088 | 3.50 1 N3 V1 - s e rI e s
0.090 | 3.6 010 | 4.20

0.10 4 0.90 | 0.50 | 0.11 4.40

0125 | 5 1.05 | 0.60 | 0.137 | 5.40 % @ 51'&‘ ﬁq’a E_,?__q :ﬁ /l:;\ E %
0.14 | 5.60

0.16 | 630 |1.30 | 0.85 0177 | 7 12 N4 710

0.18 | 7.20 020 |8

020 | 8 160 | 1 022 | 880

0.25 10 2 1.20 | 0.27 | 10.80

0.30 12 250 | 160 | 0.33 | 13.20 HIGH SPEED HYDROSTATIC

e 1t e s CENTERLESS GRINDING MACHINE

0.40 16 3 2 0.44 | 17.60

0.45 18 3.50 | 225 | 0.50 | 20

0.50 20 4 250 | 0.55 | 22

14 N6 v
063 |25 |5 |3 | 073 |28.70
080 | 32 088 |35
1 40
125 |50 |10 |6 | 137 |54.60
150 | 60 15 N7 7
160 | 63 177 | 69.70
180 | 72
2 80 220 |88
250 | 100 (15 | 10 | 270 | 108 16 N8 v6
32 | 125 355 | 140
4 160 440 | 176
5 200 (30 |20 |550 | 220
17 N9 75
6 240
630 | 250 730 | 287
8 320 88 | 350
10 | 400 (50 |40 |11 | 440 18 N1 V4
125 | 500 137 | 546 _'DPK'NG
16 | 630 17.7 | 697
20 800 (100 |80 |22 | 880 19 N11 73 ERAERBRHMERAXT
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HYDROSTATIC

TECHNOLOGY
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HYDROSTATIC SPINDLES
R 5% B X o

Stable Spindle Support BEF#%iE

A pressurized oil film supports both the grinding-wheel
and regulating-wheel spindles, providing smooth,
stable rotation across a wide speed range.

SEHEREXEVHRABAER I M CHEFRERERTHE
FTIEE®E AR RAMERE S

Non-Contact Support JFEEXLE

The hydrostatic oil film separates the spindles from
their bearing surfaces, reducing metal-to-metal contact
and mechanical wear.

RENEEETEEZEE FREMERE-

Reduced Friction and R KB FH
Heat Generation

Non-contact oil-film support reduces friction and heat
generation. Combined with oil temperature control, it
helps maintain stable spindle operation and grinding
accuracy.

R E BRI R ESERAERN BEHRES
BN MFTHESRMERENRE L.

HYDROSTATIC
ADVANTAGES

HYDROSTATIC INFEED SYSTEM
RERETIRR

Smooth Infeed Motion FEEET]

Hydrostatic guideways provide smooth, low-friction
movement of the regulating-wheel slide, supporting
stable and precise infeed control.

REBBNRETIE RERNES T ERABREE
BREMBE BMRREAETNERIBE-

Reduced Drive Backlash [&{EEE&NE

A servo motor paired with a harmonic reducer
minimizes backlash in the regulating-wheel infeed
drive while increasing drive torque.

EIAR G E B SRR R R RARREETNEHNSTR
EREA RIS BELEEGERRE M

Fine Infeed Control = TS

The regulating-wheel infeed system allows manual
fine adjustment in increments of 0.001 mm, with a
minimum programmable NC infeed increment of
0.0005 mm.

BERETHHERERES 0.001 mm;NC BIZHE
TIRNEELESR 0.0005 mm > mEREBRENMEE
TIERe




RIGID MACHINE BASE
= AR ES

= Machine Base is made of high-quality Meehanite cast iron and
stress-relieved before precision machining.

= Sliding Surfaces are induction-hardened and precision-ground to
improve wear resistance and long-term structural stability.

HES IR OK RS i A8 2R 1R BA R /1 H PR BETTRE R M Lo
B KB RECEREME A EEREME AN EREE-

HYDROSTATIC GUIDEWAY
RREETIRM

Automatically Lubricated Hydrostatic Guideway

Provides the structural foundation for precise infeed motion.

Servo Drive with Harmonic Reducer
Reduces backlash and improves transmission control.
Fine Infeed Control

Manual adjustment down to 0.00T mm
NC-controlled infeed down to 0.0005 mm

« BEHBHEBN
ERBREETDNEHNIZOES|EE
 {AARSEEN + SRR R
REEEEIR B ETDERIRE M-
v MEELRES
FHHR/NELHLE 0.001 mm
FIEHG R/ AIREE 0.0005 mm

HYDROSTATIC SPINDLE CONFIGURATION
TREFEE T EACE

Both the grinding-wheel and regulating wheel spindles
feature hydrostatic bearings. A continuous pressurized oil
film supports each spindle, ensuring stable, precise
rotation with minimal mechanical wear.

= Reduced Mechanical Wear

extending component service life.

= Stable Oil-Film Support
Proper control of oil quality, filtration, pressure, and (T
temperature maintains consistent spindle performance. , RIS

= Lower Maintenance Costs
Reduced mechanical wear helps minimize maintenance SEEHE.
requirements, downtime, and replacement costs. . PRABMEERRZS

« PREMEIMAEFE

IR FE AR R REER IR EREERTH

B

Wi RERITHERARFESE BBs B nTMN
Non-contact oil-film support reduces friction and wear, &€ MR > & T {RIT15 £ L8 B R R /DM EFEo
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OIL COOLANT SYSTEM
RS A F A

ACCUMULATOR
PROTECTION
SYSTEM

BRRERR

OIL COOLANT SYSTEM

RS R

An oil cooler maintains a stable hydrostatic oil temperature,
reducing thermal variation and helping preserve machining
accuracy during continuous operation.

R AR TR R AR R ORI LT
ENEE SR ERHES TEFEENIRE

ACCUMULATOR PROTECTION SYSTEM
BERERY

In the event of a power failure, the accumulator temporarily
maintains oil pressure to support the hydrostatic oil film
while the spindle comes to a stop, reducing the risk of
damage.

HEIFTAEN R SRS ERIEMHER S EXWMELE
RO AT R 5% BR DM P » PR TR ) R BR IS AN E B iR 15 B R B

GRINDING & REGULATING WHEEL DRESSING SYSTEM

RSB RIEERE

The dressing units use heat-treated alloy cast iron for wear resistance and structural stability.
Hydraulic traverse is standard, while servo-driven profile dressing is available for formed wheel
profiles. Dressing speed can be continuously adjusted to suit different grinding requirements.

WmARBRRERERBRAGHE CARBRAMERELRGHERE -
SEFKHEREER TR RMIBRELARSEETREEE, BEERER]

BERE LA E TR R o

Grinding Wheel Dresser

The grinding wheel dresser uses a recessed
dovetail slideway with a wide bearing surface

to improve rigidity and stability during dressing.

MERIERASE

WIRERETBER FUTUSERERT Bl R
BB EE IR HERIBIZ PRI M ERRE 1t o

Regulating Wheel Dresser

The regulating wheel dresser can be adjusted
to suit the workpiece geometry, supporting
accurate wheel setting and cylindrical grinding
performance.

AERIEEGE

AR RIEREDK T AHERERBERAE B a R
TIRAETERE BN THERBE



CENTERLESS GRINDING/ EBIOE

In centerless grinding, the workpiece is supported by the work-rest blade
and regulating wheel without the use of centers or conventional clamping.
The grinding wheel removes material, while the regulating wheel controls

workpiece rotation and feed.

Grinding
Wheel

Workpiece

Bham (G.w.) AR RW.) B TEZENR KRB EIAERNER
ROFLEZR BRIE R N HES I 1T IMEHTE b in B S K ARk AR & IE
B THEREEN TEZETIRIRE THIZEE.

Regulating

Wheel

GRINDING METHODS MEAT

Thru-feed grinding In-feed grinding

The workpiece moves continuously through the The workpiece remains in a fixed axial position

grinding zone, making through-feed grinding during the grinding cycle. In-feed grinding is

suitable for straight shafts and bars without suitable for stepped, shouldered, and specially

shoulders that would interrupt axial movement. profiled components, depending on the wheel

The regulating wheel angle generates the axial profile and dressing setup.

feed.

BBAHE 1= 1k 30 6 &
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GRINDING PROCESS HMERE

FLEXIBLE HANDLING SOLUTIONS
FOR DIFFERENT PRODUCTION

REEFREHESEWRISE

The H Series supports integration with loading, unloading, and work-
piece-handling systems to suit different production requirements.
Solutions range from standalone automation to multi-machine line
integration, configured around the workpiece and grinding process.

HRIAKRIHEE - EEFTKREEREE B AT ABER
Wk THRER R -RCER AW RER S HER AR ERTE
RIZETEE

AUTOMATION SOLUTIONS EElWAES

AUTOMATIC LOADING AND UNLOADING MULTI-MACHINE INLINE INTEGRATION
ATTACHMENT ZHERES

BB EEBXEEE

VIBRATORY FEEDER GANTRY-TYPE AUTOMATIC LOADING
& UNLOADING ATTACHMENT

RS -
BEPIR BN L TRIRE



Nc CONTROL CNC CONTROL

Simple Setup for Stable Production Flexible Multi-Axis Control

SIEES BoETEE ZEiiEs RAREEMY

The NC system combines PLC-based control with a graphical user interface The CNC system provides programmable multi-axis control for

(GUI), allowing operators to set grinding parameters directly on the screen infeed and wheel dressing. Grinding programs and parameters

without CNC programming. Servo-controlled infeed provides accurate, can be saved and recalled for different workpieces, reducing aﬁns‘ffélds:m (=5) Sf;ijg?égm)
repeatable positioning for established production processes. setup time during changeovers and improving repeatability.

The system also supports integration with automatic loading
and unloading equipment.

NC 2# L PLC A#EHIZ O BEERF/CZEN @ (GUI) »
BRIEEEENRZEEXRTEM TG EEHRS CNC 2o

AREGETTIREEEBENEENEM  BEMIE4GE CNC it AR VEN 2 EIES) B S ET) R iR AR
ENEERRE WEBINE-AREIHEMNMIENRNES YA RFEF L AR B

DGR EMRERRE TRAZEEEERNIRE L, T
AREGEE L THRREBETEIEES

Optional: SIEMENS (F&FIF)

Regulating-wheel profile control
A B U o R AT A

REGULATING WHEEL DRESSING | sRE&gH{EE

1-AXIS | —Hh
A and B control regulating wheel dressing in two

Infeed Control ¥ 7Ji4 directions, allowing the wheel profile to be
For established grinding processes where adjusted to suit the grinding setup and workpiece
automatic infeed and size adjustment are the requirements.
main control requirements. Grinding wheel Synchronous dressing is also supported for
dressing is handled by the standard dressing multi-step in-feed grinding.
unit AB BIZHIBERM A IR TRAESRET

NCAXIS | NC 856 Eﬁﬂﬂ?ﬂ%#i’{%ﬁﬂﬁﬁﬁ HEST HERBEBEGRE; S LR S BEM TR
EEHIERNEERRE R TR H B
/) =4 Gisly = 4 A=l

R.W. Lower Slide Infeed 8% & N ERET] PREEDERFEERERE B :
Profile dressing & wheel-form control Infeed positioning & size control
_ ' 2-AXIS | = R T 4 B D B 86 T 22 51 7] 1 8 R <2
ﬂ G.W. Vertical Dressing  f) g BIE% GRINIDNG WHEEL DRESSING | Rbig{sEs REGULATING WHEEL INFEED | A% #R3&7]
Adds automatic grinding wheel dressing to the
infeed axis, allowing dressing amount and The Z and Y axes control vertical and horizontal C and X control the upper and lower regulating wheel
infeed to be controlled numerically. grinding wheel dressing. Two-axis movement slides. C provides upper-slide positioning and can serve
\ Supports programmed proﬂ[e dress]ng for Stepped, as the infeed axis for selected in-feed applications,

TEEESHETIZIME N WERH BEREHE radiused, and chamfered wheel forms. while X is used for fine infeed and size adjustment.

TEEFEBHMERE NV \ .
ZNY o RIERISmERNEFEKTAMA 2B COX #iEhHEEw L TR
"For profile dressing, frequent changeovers and multi-axis control, CNC configurations are available. ﬁ!ﬁﬁﬂﬁ?\]ﬂiﬁﬁﬁﬁhmﬂ@%:”‘éﬁﬁ’éﬁ%ﬁ\5}[\ C &n] IR EIBEERE AL 3% LTV B TR Al (R 4
AR NAERE TR S HMITERIF IO AJEE CNCEE- REBFREBEK E)E X HBEEMEETERTfIE.



5
MACHINE FOOTPRINT it SPECIFICATIONS #1&%& STANDARD ACCESSORIES #1R#ECft
H-4520 H-5020 H-5025 1. Grinding Wheel 1 set
” 2. Grinding Wheel Flange 1 set
GRINDING CAPACITY FH®FEERE 3. Regulating Wheel 1 set
Standard grinding range (Dia.) 4.  Regulating Wheel Flange (for H-50 series) 1 set
@) I{’F%Eﬁﬁ% & g @1 ~ @45 mm @2 ~ @75 mm @2 ~ @75 mm 5. In-feed Work Rest and Carbide Blade 1 set
E D 6. Thru-feed Work Rest and Carbide Blade 1 set
— Max Ir!f:ed Length 200 mm 200 mm 250 mm 7. Diamond Tools 1 set
F\\ /,Tﬁ[ FEXARARE 8. Electric System 1 set
" | - | Auto. Infeed Min. Increment 9. Lubrication System 1 set
i @ S T N 0.0005 mm 0.0005 mm 0.0005 mm 10. Coolant Systemn 1 set
| e 1. Work Lamp 1 set
‘ * © i} % GRINDING WHEEL ##R 12. Tools (Leveling Pad) and Tool Box 1 set
8 S A Size (O.D. x width x I.D.) 13.  Grinding Wheel Flange Extractor 1 set
g D [:] 0 Rt (9ME x B x Pf) @455 x 205 x ©228.6 mm @510 x 205 x @304.8 mm @510 x 255 x @304.8 mm 14. Regulating Wheel Flange Extractor (for H-50 series) 1 set
T -
8 | Linear Velocity #R&RE 33 m/sec(45 m/sec) 33 m/sec(45 m/sec) 33 m/sec(45 m/sec) 1. BbeEg 9. TEEHE (B38)
N 2. EEREE 10. SAIKEE (B
- LS ! REGULATING WHEEL %% oL R e
F H G = | mmems | Ta@ s
— Size (O.D. x width x1.D.) @255 x 205 x @127 @330 x 205 x @177.8 @330 x 255 x @177.8 4. SAEERAMCERH-50R5) 12. TA(SW8)RIEM
A ‘ / R~ (9ME x EEE xP91E) X X mm X x -6 mm X £9ox -6 mm 5. fEERIBETIRERIIA 13. BOERSEMEIT 58
N 6. WBNIFETIZERIIR 14, RAEEEGRHEAEEITES
‘ - Speed iR 10 ~ 300 rpm 10 ~ 220 rpm 10 ~ 220 rpm 7 ﬁ%Efl%ﬂ(ZpC;/_.%ﬁ) (;@)EEHH?5O%§U)
Tilt Angle E}E%Eﬁ{tﬁ,ﬂ%& +50 ~ _30 +50 ~ _30 450 ~ .30 8. EESFAIZZE T
I- == N
SEMI-ENCLOSED SPLASH GUARD ¥ = Swivel Angle RSB HEETA Lo 4o 450 -
A B C D = = G 0 J KL OPTIONAL ACCESSORIES  EMEC(F
HANDWHEEL GRADUATIONS FHRIE
H-4520-NC~l| 2860 2480 1990 980 450 400 930 1485 90 3460 3460 Upper Slide Feed 4 mm/rev. 3.5 mm/rev. 3.5 mm/rev. 1. Wheel Balancing Stand & Arbor
H-4520-CNC~III 2970 2540 1930 980 450 400 930 1485 90 3520 3520 LBYETIFR (0.05 mm/graduation) (0.05 mm/graduation) (0.05 mm/graduation) 2. Profile Grinding Attachment
_ _ . Upper Slide Micro-Feed 0.08 mm/rev. 0.1 mm/rev. 0.1 mm/rev. 3. Diamond Roller Dressing Device
H-4520-CNCIV~VI 270 250 (5 S0 e oY HIED e o0 =520 =520 =D EEES (0.001 mm/graduation) (0.001 mm/graduation) (0.001T mm/graduation) 4. Free Abrasive Type Diamond G.W. Dressing Device
H-5020(5025)-NC~II 3360 2790 2080 1090 470 500 940 1920 80 3550 3550 Trimming Device 2 mm/rev. 2 mm/rev. 2 mm/rev. 5. Hydraulic Work Ejector (In—fegd (_Srmdlng)
H-5020(5025)-CNC~III 3360 2860 2100 1090 470 500 940 1920 80 3620 3620 EREETIFH (0.01 mm/graduation) (0.01 mm/graduation) (0.01 mm/graduation) ?' /':'at”“aL' nger/ﬁ; ";‘feeot' (GTTd':g (dug "?‘”g, D‘;W”)
. uto. Lo ng chmen ru-ree rinaing
H-5020(5025)-CNCIV~VI 3560 2960 2100 1090 470 500 140 1920 80 3720 3720 DRIVE MORTORS [EiE 8. Automatic Feeder (Thru-feed Grinding)
— ™ 9. Auto. Unloading Attachment (Thru-feed Grinding)
Grinding Wheel Fb#& 7.5 kW (6P) 11.25 kW (6P) 11.25 kW (6P) 10. V Type Supporter for Long Bar Grinding
Regulating Wheel 8 3.5 kW (servo motor) 5.0 kW (servo motor) 5.0 kW (servo motor) 1. Auto. Loading and Unloading Attachment
5 Slide Feed | : (In-feed Grinding)
ower Slide Feed (X axis 12. Vibratory Feeder (Thru-feed Grinding)
A 1.0 kW 1.0 kW 1.0 kW : y Feede u-fee g
BT (XE) 13.  Fully Enclosed Splash Guard
Lubrication Oil Pump 14. Magnetic Coolant Separator
O 8 B3R 1.5 kW 1.5 kW 1.5 kW 15. Paper Filter
® Coolant Pum 16. Hydrocyclone coolant separator
I!I [ 7 AR EE 3 0.18 kW 0.18 kW 0.18 kW 17. X axis Linear Scale
| === | \ / | /RANRIK 18. Jig Crank for Grindnig Wheel
‘ y ‘ I i - Lubrication Oil Chiller
| . . =s2=¢ E S AN 0.37 kw 0.37 kW 0.37 kW 1. FHARE 10. EEZFE(FHVR)
— IR | o T g O —— 2. REMEIREIFTIA 11, {EIER EEhER
fr—1 T —— 1 X TANK CAPACITIES BB = 3. HEARRERER 12. EFEREEEMEEAR)
— T H a . T R : Lubrication Oil Tank 4. FERESURVERIEEEEE 13. 2EHikE
! - T | @ B o0L o0 L 0L 5. CHEBERMER(FIER) 14. BHIAEH
[:] B w Coolant Tank 7KZ8 6. (FIEXFENAREEE (LTS 15. #RAESEIEH
[ES 2l ST = — oolant Tank 78 6oL 6oL 160 L 7. EERHEOHRELE 16. KA
8. EBNMERIELERIIER) 17. XEEE2R
- 4|
F H A G "y MACHINE 1% o, WEAFEEBHER 18, WEBRR
tol /’ Dimensions (LxWxH) NC 2860 x2480x1990 mm 3360 x 2790 x 2080 mm 3360 x 2790 x 2080 mm
. R~ (Rx&x=) CNC 3170 x 2640 x 1930 mm 3560 x 2960 x 2100 mm 3560 x 2960 x 2100 mm
Net Weight FE& 4300 kg 6140 kg 6140 kg Diamond Roller
HEEs :
FULLY ENCLOSED SPLASH GUARD £= Ne eNE Ne cNE NE cNE - \
H-4520-NC  H-4520-CNC H-5020-NC = H-5020-CNC ~ H-5025-NC  H-5025-CNC
A B C D E F G H J K L H-4520-NCll ~ H-4520-CNCll  H-5020-NCll ~ H-5020-CNCll  H-5025-NCil = H-5025-CNClI
H-4520-CNClil H-5020-CNClIi H-5025-CNClIi
H-4520-NC(CNC) 3190 2780 2090 980 450 660 1050 1485 90 3570 3570
H-4520-CNCIV H-5020-CNCIV H-5025-CNCIV _
H-5020(5025)-NC(CNC) 3560 2970 2040 1090 470 700 940 1920 80 3930 3930 Dlamond G.W.

H-4520-CNCV
H-4520-CNCVI

H-5020-CNCV
H-5020-CNCVI

H-5025-CNCV
H-5025-CNCVI

EOWH

Diamond Roller Dressing Device

WORMERES

Free Abrasive Type Diamond
G.W. Dressing Device

* The mentioned specifications & dimensions are subject to change without notice. s EMRBEEMIRRE T 2 #EF)> A BT
TR R BRI TR





