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SIZE (mm)
SPECIFICATION PRICE
DIAMETER | THICKNESS (Banht)
409727 89A 320 K6 V112 1,200
aa/1usidun
396551 1 178 6.5 31.75 89A 601 J5 V112 750
462554 1 178 6.5 31.75 89A 801 K6 V112 800
Non and low- High-
Alu ki i ki HsS INox | Cemented | Industrial | . | Dry Wet 332873 1 178 6.5 31.75 89A 100 J5 V112 850
Carbide | Ceramics Grinding Grinding
Unhardened Hardened Unhardened Hardened
ket il o il i U 282025 1 178 6.5 31.75 89A 100 K6 V112 850
88A o [ ) o o
442001 1 178 6.5 31.75 89A 120 J5 V112 900
89A [ ) [ ) ) o O L
91A o ® o ® 282026 1 178 6.5 31.75 89A 120 K6 V112 900
93A ® ® ® ® 534469 1 178 6.5 31.75 89A 150 K5 V112 950
454A, 97A O o o O o
534470 1 178 6.5 31.75 89A 180 K5 V112 1,000
c [ ] [ ] O [ ] @) [ ]
5GB ® ® ® 337500 1 178 6.5 31.75 89A 220 K6 V116 1,100
HuwHg: @ Husaudumsidviu - O awnsaldvadla 650116 1 178 6.5 31.75 89A 400 I5A V217 1,300
258194 1 178 13 31.75 93A 601 H7A V217 950
241274 1 178 13 31.75 91A 462 16 V111 1,000
322769 1 178 13 31.75 91A 601 17G V111 1,200
307977 1 178 13 31.75 88A 601 H7A V217 950
806589 1 178 13 31.75 88A 801 H7G V112 1,000
943970 1 178 13 31.75 5GB 60 17G VCSS 850
325854 1 178 13 31.75 88A 100 J7G V112 1,100
337502 1 178 13 31.75 88A 100 K7G V112 1,100
325583 1 178 13 31.75 88A 120 J7G V112 1,200
378053 1 178 13 31.75 88A 120 K7G V112 1,200
912375 1 178 13 31.75 88A 601 J7G V112 950
806588 1 178 13 31.75 88A 801 J7G V112 1,000
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| SIZE (mm)

SHAPE SPECIFICATION

‘ DIAMETER | THICKNESS

801275 93A 601 J7TA V217

97370 178 91A 462 I7G V111

22227 180 . 454A 801 K6 V3

34250788 180 . 454A 120 K6 V3

910457 180 . 454A 601 K6 V3

804272 180 . 89A 801 J6 V112

148322 180 . 89A 100 J6 V111

85093 180 . 89A 150 K6 V111
922806 180 . 91A 150 K6 V111

- - — c B N & D IA M D N D

866321 204 91A 462 17G V111
24310340 205 97A 46 JoA V217 CNC TOOL GRINDING CBN & DIAMOND
662351 204 : 91A 601 17G V111
794553 205 : 91A 462 16 V111
298458 205 : 93A 601 H8A V217
462781 203 : C 54 H7 V15

100227 350 89A 60 J5A V217

737583 350 89A 601 H5A V217

60690 355 5GB 462 J7G VCSS

801448 3

55 91A 462 JBA V217
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Application recommendation for regrinding
For use of our grinding tools for regrinding, the TYROLIT application engineers recommend the following parameters

Grinding Cutting speed Infeed/ae Feed vt Grinding direction .
3 Cooling Note
process vc (m/s) (mm) (mm/min)
Forward Reverse
aa /|° US|U un — 1 - — T sy B = : a Lo W . 1 : G Regrinding of 24-30 Correction 80-150 X Required In the case of
| ' ¥ v L ot % HSS tools, wet dimension coated tools,
(CBN) an infeed that
is larger than the
layer thickness
Non and low- High- must be selected.
alloyed steels alloyed steels Cemented | Industrial D Wet
Alu HSS INOX y i Cast iron S i Regrinding of 22-24 Correction 80-150 X Required In the case of
Carbide | Ceramics Grinding Grinding ) }
Kennametall TC dimension coated tools,
Unhardened Hardened Unhardened Hardened drill types SE, HP, an infeed that
A A ] M b AR o o bbb kil o i bl i "'l | | TF and TX is larger.than the
(DIAMOND) layer thickness
STARTEC
BASIC (BL) ‘ ‘ . must.be selected.
Special
STARTEC Kennametal
BASIC (DE), i
STARTEC XP-P ‘ ‘ software available

HuwiHg: @ Huaudunstdviu QO awnsaldviuld

HUIDUS DIAMOND (STARTEC XP-P)

D , - -t - - — 1
N | 0 d1HSUINS OV CNC (13usidun) IHU=dTHSUVIUISYUSS OV
T 2 W
‘ 7 | ‘
J—% [ % - ASN 1 f Fz SIZE (mm)
| 5 ! TYPENO. | SHAPE SPECIFICATION i
pir (Baht)
Shape 11V9 Shape 12V9
P P 679931 1A1 75 6 20 6 6 D54-3-MXPP STARTEC-XP-P 10,000
— a—t 682530 1A1 100 10 20 10 10 D54-3-MXPP STARTEG-XP-P 15,000
HUIDUS CBN & DIAMOND (STARTEC BASIC) e T T T e —— —
d1HsSuIASov CNC (1ISusidun) IHUN=dHSUvVIUQUAU 760608 1A1 75 6 31.75 6 6 D54-3-MXPP STARTEC-XP-P 10,000
P— 711619 1A1 100 10 31.75 10 10 D54-3-MXPP STARTEG-XP-P 15,000
mm
TYPENO. | SHAPE SPECIFICATION '(’:;ﬁ: 685975 1A1 125 10 31.75 10 10 D54-3-MXPP STARTEC-XP-P 18,500

HUIWIKG: S1AEUAYVIUSIuNGuanIEy

494985 11V9 100 35 20 2 10 BL76-3-PD STARTEC_BASIC 9,200
34166876 11V9 100 35 31.75 2 10 BL76-3-PD STARTEC_BASIC 9,200 D X

532571 12V9 100 20 20 2 10 BL76-3-PD STARTEC_BASIC 8,500 7 : x TS

; i Al
495027 12V9 125 25 20 2 10 BL76-3-PD STARTEC_BASIC 10,500 53 < ; /Zi? =
H

34337301 12V9 100 20 31.75 2 10 BL76-3-PD STARTEC_BASIC 8,500
34184722 | 12V9 125 25 31.75 2 10 BL76-3-PD STARTEC_BASIC 10,500 Shape 1A1

357223 11V9 100 35 20 2 10 DE64-3-BS STARTEC_BASIC 8,500 Application recommendation for flute grinding

For the use of our STARTEC XP-P flute grinding wheels, the TYROLIT application engineers recommend the following parameters :
652645 11V9 100 35 31.75 2 10 DE64-3-BS STARTEC_BASIC 8,500
Flute grinding with diamond grinding wheels STARTEC XP-P
532510 12V9 100 20 20 2 10 DE64-3-BS STARTEC_BASIC 7,700
Grinding Cutting speed Infeed/ae Feed vt Grinding direction Cooling et

363993 12V9 125 25 20 2 10 DE64-3-BS STARTEC_BASIC 9,500 process ve (m/s) (mm) [ Forward Reverse

622082 12V9 100 20 31.75 2 10 DE64-3-BS STARTEC_BASIC 7,700 Flute grinding 16-22 see Q'w table X Required

605274 | 12V9 125 25 31.75 2 10 DE64-3-BS STARTEC_BASIC 9,500 Futegindng | 2024 Ful depth 60-150 requied | Shape 1v1

HUAWIHQ: s1AEuATdviisouniByan iy
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Non and low- High-
alloyed steels alloyed steels Cemented | Industrial i Dry Wet
Alu i (R Carbide | Ceramics SRt Grinding Grinding
Unhardened Hardened Unhardened Hardened
ML kA A0 e e e o s sl s il ) I ! bul
AMIGO o o | o o)
DIAGO o [
HuwiHg: @ Huaudumsidvie O awnsaldviuld

HUIDUS CBN & DIAMOND (AMIGO AND DIAGO)

d1HSuIng ov CNC/Manual (ISusifv) IHUA=dHSuvunalU

SIZE (mm)
TYPE NO. SPECIFICATION
617388 11V9 100 86 20 2 10 B126B AMIGO
641854 11V9 125 40 20 2 10 B126B AMIGO
638087 11V9 100 85 31.75 2 10 B126B AMIGO
646763 11V9 125 40 31.75 2 10 B126B AMIGO
636658 12V9 100 20 20 2 10 B126B AMIGO
840506 12V9 125 25 20 2 10 B126B AMIGO
680846 12V9 100 20 31.75 2 10 B126B AMIGO
845262 12V9 125 25 31.75 2 10 B126B AMIGO
675309 11V9 100 85 20 2 10 D126B DIAGO
335803 11V9 100 35 31.75 2 10 D126B DIAGO
689930 12V9 100 20 20 2 10 D126B DIAGO
311250 12V9 125 25 20 2 10 D126B DIAGO
107742 12V9 100 20 31.75 2 10 D126B DIAGO
759977 12V9 125 25 31.75 2 10 D126B DIAGO
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11,000

13,000
11,000
16,000
10,000
12,000
10,000
17,000
8,500
8,500
7,500
9,500

7,500

Application recommendation for regrinding
For use of our grinding tools for regrinding, the TYROLIT application engineers recommend the following parameters

Wi
i % )
X 1
\
H
Shape 11V9
D
i I
&«/ 1 / -
S H
Shape 12V9

i Grinding direction
Cu":’t::n(gmslz;aed Inf(n:‘e:‘/)ae 9 Cooling Note
Forward Reverse
20-25 Correction X Not Required | In the case of
dimension coated tools,
an infeed that
is larger than the
layer thickness
must be selected.
16-22 Correction X Not Required | In the case of
dimension coated tools,

an infeed that

is larger than the
layer thickness
must be selected.
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HURUSIUOKUNHAU, aunL DRESSING TOOL

d HsSu CBN 11a: DIAMOND

SIZE (mm)
PRICE

TYPENO. | SHAPE SPECIFICATION
(Baht)

89A 240 H5A V83 320

678953 90AS 24 13

HUNWIKQ: S1AEUAVILSIUNBYaAIEY

Shape 90AS
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