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14. GENERAL. COMMENTS OF GRINDING

The grlndl03 results obtained depend to a very degree on the choice of the correct 

grinding wliecJ and :sui1�ble operation. 

(l) Stock removal cfflciency
For intensive stock removal a coarse grain ( about .30-36 ) should be used. The wheel

• is �rcss�d by passing the diamond (?Ver quickly so that the surface o! the wheel is

roughened and bites well.

(2) .S.u�face finish required
lf fine finish is to be produced, a finer grain wheeJ. is required ( 40·80 ). The diamond
in t!'b case is p,used slowtyover the wheel so as to break up the grain.

(J) Distortion of the workpiece

If .the workpiecl:.! shows too much distorrion whi:n being .ground, this means that the.

s_tock removal was too great and the longitudinal and cross movements of the table

was too stow, or the grinding wheel in " clogged 11• 

(!J) Underslrable burns a�d grinding cracks 
If burn marks and grinding cracks appear, this means that the wheel is too hard, or the 
wheel II clogged " 

15. WHEEL INSPECTION

1t is absolutely essential to comply fully with following safety rules, These are intended 
to protect the operator against danger. 
\Vheel inspection and fitting: 
Prior to fit'tlng any grinding wheel, it should always be tested. Sounding the whee! is a 

generally accepted test �eth_od, 
The wheel should be suspended from a mandrel secured to lts bore and should th.en be. . . 

•• • .,.tJy sounded with a wooden hammer. Even wheels with hair cracks not visible with the

bc&re eye wm produc� a distorted note in comparison with perfect wheel where the sound
is dear. Defective grinding wheel must not be used.
There are two pieces of paper washer �n both faces of wheel and serve as plastic packings 
between wheel and mounting flange. The packing washer must not be removed, when 
mounting the wheel should slide onto the flange easily by hand without the need for force. 
Wheel flange must be absolutely clean especially on the clamping and location surface, 

in .. the spindle bore and thread. The flange fixing screws should be tightened gradually and 
diagonally. The wrench :should be applied at least 4 to 6 times to each screw in turn. When 

the wh�el has run under coolant for sometlme the paper packing washers will be damped, 

so it mu:;t re-tighten the fixing screws again diagonally. 
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After being balanced for the first time, the whecJ must be mounted on the grinding . 

spindle of the machine and dressed. This can be done with the parallel dresser on 

the ipindle carrier or wit� one fitted on the tabJe. When dressing the ·wheel from 

the table, the table must be locked longitudinally and then cross-traversed with 

handwheel. The wheel must be dressed until it runs dead true. The grinding finish 

Is improved, if any out-of.-truth in the $ide walls of the wheel is also removed. 

A'.fter this first balancing, th� wheel must be removed from the spindle again and 

then carefully re-balanced. After being fitted to the spindle again and re-dressed, 

it Is ready for use. 

* The wheel attached with the machine are accurately balanced together with their

mountings. As wear can lead to unbaJance, the wheel should be re-checked and, if

necessary, re-balanced.

Grinding wheel absorbs humidity and coolant, it i� therefore advisable not to �tart

coolant supply when the wheel is stationary, otherwise the wheel wi.�l absorb liquid

. on one side only and will then be out of balanc_c. If the wheel is allowed to stand

for any Jcngth of time coolant wiJS colJect at the lowest point. Unbalance will also 
be generated if the wheel is not allowed to idle after operation. Idling is l!!!ssentlal 
to throw-_off • _coolant by centrifugal f_orce.

Prior to place the flange-mounted grinding wheel to the spindle, flange bore and 
spindle taper must be absolutely clean, and the wheel is pushed by hand onto the 

spindle taper. 

Subsequently, tighten wheel flange securely with fixed bolt. ( Fig. 7 ). To release 

wMel flange from spindle taper with extractor. ( Fig. 8 ). 

Fig. 7 Fig. 8 

*. If various materials have to be groµnd, so that the wheel has to be changed frequently 

Jt ls more advantageou$ to change. the wheeJ compJete with flange. It would involve 

unnecessary Joss of time and wheel waste to remove the wheel from Hs mountJng 

-every time and re-balance and re-dress it.
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16.DRESSING THE WHEEL AND
CORRE.CT TREATMENT OF DRESSING DIAMOND 

The diamond is inserts in the dressing device. The sleeve o! the dressing device is arranged 

at an angle fo about ,•t, so that , when the diamond loses its keenness, it can be turned in 
the .sJeevc, along with its holder, thus ensuring that there is always a sharp diamond edge 
available. 
.. . 
Various degrees of roughness can be produced in the ground component by varying the speed 

at which the dia�ond i:i passed over .the gdnding whe.el .

If ther·e is only about 0,2mm to 0.3mm stock removal, it is advisable to roughen the grinding 
wheel. This is done by feeding the diamond in about .0.03mm and· turning the handwhcel 
rapidly, so that the dressing diamond moves quickly over the wheel. This makes the wheel 
bite welJ and the stock removal is good. 
lf the component ls to be finish ground to siz.e with the same grinding wheel, the wheel 
must �e dressed again, this tim.e $lowly, in two or three passes, wlth the diamond fed in 
.Jnly ·about .0.0lmm. 
Frequent light-dres5ing is better foT the Ii fe of the grinding wheel and the diamond than a 
tieavy cut. 
When dressin·g,. the diamond should always be cooled, if possible, but sudden .cooling is 
dangerous, as it can lead to the diamond being split, 
As the diamond. ls very brittle because of its extraordinary hardness and being sensitive 
to ev�n the sllghtest knock, naturally crack$ easily. 
When dressing, begin in toe center, as the edges are uaually worn down further. If dressing 
is begun at the warn ,edges, there is danger of the. higher pressure in the center overstressing 
the daimond and shatt�ring it, 
Experience has shown that, with highly a<:curate grloding, dressing with the hand-operated 
dressing device on the spindle carrier is inadequate. The hand operation necessarily causes 
�light undulations in the surface of the wheel.· 

(2) (3) 
(1) The new diamond is inclined .a.I the correct angle to the wheel.

(2) As a face has formed on the diamond, ·it must be turned about its axis.

(3) The new point acts like a new diamond again.

(4) Begin In the middle of the width.
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After a certain time, the diamond must be changed in its holder, i.e. it must be reset to 

cm;ure economical operation. This re-setting should be undertaken in time, before any of 

the ·holder ltself has been ground off. Othe�wise, there is first of aH the danger of breaking 
the diamond out ar.d losing it, or secondly, of its being too small to be reset. 

This �s really false economy. 

• (I) (2) 
U)..The•new diamond. 
(2) The diamond now be reset.
(3) Too late. The diamond can no longer be reset, as it has no more holder. Resenjng

should be done by specialists only.

17. STORAGE OF GRINDING WHEE.LS

The wheels should be kept in sr,ecial racks in a dry place and must be prot�cted from 
knocks ·and. jolts, cs?edally when they are being transported. 

/\s a rule, they should be :;tood on edge, but thin wheels and wheels with a sharp edge 

must be lai<t �lat on an even surface. 
Grinding wheels must not be allowed to come into contact with oil or grease. An oilsoaked 

wheel loses its bite and its application is very limited. 

18, ScLEC:TlON OF SUITABLE GRJNDING WHEELS 

Grinding wheel markings: For instance WA �6K&V 
WA: Klnd of abrasive 
. 6: Crain size 
K: Grade 

&: Structure 

V: Bond type 
A. Kinds of abrasive' 

A, For common steel grinding

WA: for higher hardness material grinding, such as heat-treated steel, alloy steeJ, etc.
H: S\.:'itable for higher hardness material, particularly high speed steel
C: F'or cast iron and non-ferrous gdndin•g

GC: For super hard grindjng. such as ·tungsten carbJde steel
B. Crain size

Coarse; 10,I2,tlf 1.J6,20,24

Medium: .30,36,46,,4,60

Fln�i 70,80,90,100,120,J.50,180
-36-
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� 

Coarse Fine 

Stock removal much. llttJe 

Surface roughness coarse fine 

works hardness soft hard 

Surface contacted wide narrow 

Dia. of the wheel big $mall 
C. Grade: It indicate the strength of the bond which _hold abrasive
• Soft: A to t1

Medium: l to P
Hardt Q to Z

�
d. 

G 
condat1on 
Works hardness 
Surf�ce be.conta�ted 

Movement of work 

Wheel �peed · 

Soft Hard 

hard soft 
w�de narrow 
slow aulck 

quick slow 
O. Structures The structure numbc� of � wheel refers to the relailve spn.clng of th� gralns

of abrasive; the larger number,· the wider the grain spacing. 
Close; 0, 1,2,3,4,.5, 
Medium: 6,7,&,9, 
Wide: 10,11,12,

� 
G 

-� . 

Surface roughness 
Surface be contacted 
Works_ hardness 

E. Bond:
V: Vitrified,

S: SIiicate,
B: Resinold,

R: Rubber,
E= Shellac

Wide Close 

coarse fine 
wide narrow 
soft hard 
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I 

i 
I 

I 
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-- . 

. . ... 

·- ·-
' .. 

STEEL ... .. .... · 1

ALLOY ST!:EL 

I TOOL s�·=EL 
I 

STAINLESS 
STEEL 

CAST ,noN 

< HRC I .WA 
25 .. ·A

< HAC I 'vVA 
25 • i

< Hr-:C 
I W/\ 55 

< HRC I WA 
C: --
-='l 

< HRC I WA 
i GO 

< HRC 

I Vt/A 
60 

Series -WA
400 

Series
I WA 300 

Ordinarv I C 

S ;:nir:ial I
! 

GC 

.. .46K •. .WA .. A 
46J WA 

4G.I WA 

461 WA 

461 • WI>.

46H W;..\

.6·11 WA 

3GJ WA 

4GJ C 

461 GC 

• 46J 

461 

4GI 

. . 

46H 

46!-t 

46G 

4Sti 

30J 

461 

4f5H 

: • ... :· \· • • �V.A�:j5f_·: __ �-�;·l- •. ...... - .... -A----··--···---··.·· 

I I\ WA 361 
I! 
:, 

WA 36!
J 

[ 
'WA 3€1-� 

I WA __ ... ' 
i 

,Hl,1 Ji 
\"I.� 35G 

'\NA 36H 

I WA 
I 

351 

I-
I 

C 351 
I 
i 

I GC 36H I 

20. REFERENCE FOR GRINDlNG CONDITION

( l ). Downfoed

�·,
Cast Iron, Stainless and heat 

Ii Soft/harden steel resistant steel Tool ste�I Cross Feed 

0.0009-0.001 2" 0.0008-0.0012" o._oooa-0.0016" under 1/2 of 
Rough 

0.0015-0.03mm 0.02-0.03mm D.02-0.04mm wheel thickness 

0.0002-0.0004 .. 0.0002-0.0006" under 1/4 of Fine 
0.005-0.01 mm 0.005-0.015mm wheel thickness 
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(2). Cross feed

.cross feed Great Small 

Grinding resjstance great small 

He,a t produced much less 

Surface finish rough fine 

Wheel worn out much little 

(3). Table longitudinal traverse 

Table traverse Quick Slow 

Grinding f'esistance great. s�all 

Heat produced less much 

Surface finish rough fine 
Wheel worn out much• little 

Suitable speeds of the table tra�erse 

Work material . Soft steel Heat treated· steel Tool steel Cast iron 

Speed: M/Min. 6--15 20-25 6-25 16-20

(4.). Suitable perlpheral speeds of wheel_; 1200-1800M/Min. 

�speed 
Condit son Quick Slow 

Grinding resistance small great 
Heat produced much Jess 

Surface finish fine rough 

Wheel worn out small great 

Safety bad better 

Material Peripheral speed 
Steel 20-.30M/Min. 
Cast iror\ I &-20M/Min • 

. Tung.sten Carbide &-18MlMin. 

Zinc- al lny and light m�tal 2.5-30M/Min. 

-39-
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USE OF THE OPTIONAL ATTACHMENT 

(a),Parallel Dressing attachment ( Standard Accessory ) 
The wheel can be dressed either by diamond tool on the chuck or on the parallel 
dr!'!ssing attachment which mounted on spindle carrier. The diamond tool is arranged 
at an angle to the center li_ne of the wheel as shown on Pig. , so that when the 

diamond loses its keenness it can be turned an angle, ensuring that there is always 

a sharp diamond edge available. The dressing method and points are same as 11Dressing 
the wheel". Experience has shown that. with highly accucate grinding, dressing with 

the d\amond which mounted
° 

on the magnetic chuck _is better than which on the spindle

carrier { the former is more stable than latter ) as the latter condition will cause slight
. 

undulation in the surface ot the wheel. 

(b), Angle forming attachment 
• '(1) Let the Attachment be attracted to the magnetic chuck, keeping a :10° right angle

between the attachment and the wheel. The· magnetic chuck should be kept level. 
(2) The value i.n que,5tion will be the Sine of the angle times .50. That is B.a.Sin9 x 50
(3) Get a Block gauge the thickness of which equab that of B { or' make one }
(4) Put this Block gauge under the base of the Sine Bar stand. Fix with the fastening

bolts and the forming is done.

4 5 6 

9 __ ---._-_�:r���;.; 
2------f1 

1 
-':rliltm�,T',! __ 

1. Fastening bolt
. 2. Mandrel 

9 bigger than 1,15° 

( l#.5"-90° ) 

J. SJide adjustment bolt

4. Slide base

5. Handle
9 smaller than 4.5° 

( 0"-4j" ) 6, Diamond fixed hole 
7. Block gauge

S. Build-in base -40-

9. Sine Bar stand
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(c). Sine Bar

The Sine Bar is used to chuck the inclined angle of the magnetic -chucl<, when the. angle 

{o_rr:ni�g __ �IJ�fa_c:e is \arr,e •

• (l} The value In question equals the Sine of the angle times 100, B.:Sin8 x JOO • 
(2} Get a block gauge the thickness of which .e9uals that of B. 

(3} Put this gauge at one end of the Sine Bar and· let it be attacted ·;o the inClinablr: 
magnetic chuck. This Sine Bar shall be kept parallel to the lon5i tudinal. direction 

of the machine. 

{r,} �rcss the dial gauge against the surface of the Sine Bar and meanwhile turn the 
crqsii'!eed hand wheel, so that the saddle moves back and forth for the checking 
of the accurancy of the angle of the magnetic chuck 

1. Mandrel 5. lnclincalb Magnetic.Chuck
2. Sine Bar 6. Mandrel of. the Magnetic Chuck
3. Block gauge 7. Stop blocl<
4. Applicantion of the t rigonomeiry

(d) • Radius Forming Attachment

2 

6 

5 

The Radius Forming Attachment is composed of a main stand, several swing �ods and 
a diamond tool. 
(1) Main Stand

Fastening bolt 

(2} Swinr; rod and diamond tool .i Diamond tool 

� ��•----'
*

'+-'--
.
-

�Center 

Fastening bolt 

A name plate is attached to the swing rod with the A and B to mean: 

A: the distance between the upper rim and the center· 

B: the distance between the bottom rim and the center 

The R forming is the adjustment of the distance between the diamond tool and the swing 
rod <;enter :iiO that the R. shaping results. 

-41
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0) To determine the concave and convex R:

a. If the tool is paratlel to the center line, it equajs OR.

t-. To determine the convex R; Put the swing rod on a pJ�c:e disk. Put a block gauge oi 

proper thicl<ness under the diamond tool. Then R � X-A 

c. To determine the 5mal1 concave R

d. To determine the big concave R: R= BTX.

e. Note:
Same thickness block ·gauge d Workpi(:CC 

1. The liase and side of the grinding wheel sh_aU be �ell-dressed.

2, The Radius Foqning Attachment shall be parallel to the grinding wheel .

.3. The diam9nd tool shaU be paraHel to the Radius Forming Attachment.

(4) Operation of the Radius forming attachment:
a, Find the center of the grinding wheel. then fix the work table. 

Fastening bolt Main stand 

b, Tum the down-feed h�ndwheel at 1/3 o� the width of the wheel so that the wheel

c;:uts into 0.02mm of the diamond tool. Now turn the cross feed handwheeJ to dress 

. the grinding wheel, and turn the calibratiQn reading on the down feed back to zero. 

-�
c. Turn the .diamond tool over an angle 90° and elevate It into a proper position (grc:ater

d, Elevate the grinding whe�j so thsit it goe:; a.way from the diamond tool and the wheel 

in �uch a po�itlon that the distance betwen the side of the wheel and the center of 
the Diamond tool is just R. 

., 42_. 
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e. tvbve the diamond tool (R�) leftward, with 11a" found in the foJlowing table.

lf 

• 0 0.020.040.080.1.5 0.20 a. • .
f. Turn the downfeed handwheel so that the grinding wheel approaches the diamond tool,

t�=;·.-:�·:: l /�•;:..::.:: 
:: ,ll  > .. � ..... 

g, Turn the swing rods 90° each time, inching 0.05mm till the R is det1�rmined. 
' 

h·. The wheel finally becomes the following shape. 

(e). Coolant System ( Standard accessory ) 

Insert the power source plug in soc:ket hat the rear side of electric control box ). 

Press the pushbutton swit�h to start_ the coolant pump, the pump sho•-ld rotates in

clockwise direction, ii nut, interchange the any two cords of three-cc,rd cable. 
Adjust coolant flow by turning the ball valve to suitable tate. 
Cooling water collected from table and returns to coolant tank through return hose 
then CII tcrcd in rhe coolant tank by turns of cabinet ii 1,2, 3,ff. 

* Coolant tank capacity; 110 liters
* Coolant pump: 1/& HP

- 43,..
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(f) , Common cases in Side Grinding
(l)

-
In the case shown in the figure above, the side-grinding wheel and the work have a 
smaller contact surface, in which case the efficiency is higher, and the surface rough-

ness ·is better .. 

lnlhe fisur"e above, the wheet and the work have two secti_ons-of contact, and ·the 
surface of grinding is bad. The surface has to be corrected into the shape shown 
in (I). 

(;) 

The wheet' did not cut.to "ReJief Angle", thus it contacts the whole face of the work, 
.cau.sing the surface of processing rough and rugged._ Also, the greater face of c�ntact
will cause .bur�s and cr.acks. 

(4) 

The _HReli-:if Angle" of the wheel· is Jower than the surface ·01 the work, so that the 
. 

• 

work face becomes two _sections, the upper section resembling that in (3) and the· 
lower section in (1). Now it is necessary to enlarge the "Relief Angle" part so that 
it will higher than the facl:! of the work.

(.5) If the spindle does not constitute a right angle with the work table surface, the side

faces wiU turr1 out to be as shown : 

(g) •. Right Angle Grinding

(1) Tools

�gauge Clamp Clamp 
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_lncJlnable Magnetic Chuck Block gauge Clamp 

(2) Use of the jigs and tools, take the grinding of the block of six faces A, B,. C, D, E,

F, For eKampJe:

a. Under 200mm:
* Grinding 01 the nrst b�sic face, or the surface grindingof, A and B,
• 

� 
.• C 

:--w----- EDF -OB 

* Grinding of C
� 

e I Ir 

· tf.' Wheel,.� 
..... ..... 

Workpi�lock

Clamp� . D * Grinding of E and F

Right angle gau 

b. Over 200mm:

�Wheel 

.-----._.,... Workpiece 

* Grinding of the first basic face or A,

Magnetic chuck 

. • Crlndlng of C and D: turn the lncllnable magnetic chuck into 90". C 

• 7T�
• Grinding of E and F

• 

/?/, . '/77 

(J) Prcc.au�loni The grinding o! right angle depend$ on the patience and clever mindedness
of the operator tor its precision. For lnatance, whether the burrs after grinding is

. done weJJ, whether the tools are kept clean, whether the work table are kept clean,
the accuracy of 1he angle gauge, etc, aJI will have a direct ln!luence over the
pr,ecision of the • product.

- 45-
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22.Complete Knockdown DrawJng & Parts List

Up Column Ass'y ...................................................... 47 

Spindle Set Ass'y ...................................................... 49 

Upper&Lower Drive Ass'y ....................................... 51 

Upper&Lower Transmission Ass'y ........................... 53 

Cross-Feed Ass'y ...................................................... 55 

Cylinder Set Ass'y .......................... ······:··················· 57 

Hydraulic Weight Balance Ass'y............................... 59 
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Index No. 

1. 

2. 

3. 

4. 

5. 

6. 

7. 

8. 

9. 

10. 

11. 

12. 

13. 

14. 

Parts 

3468-202 

3468-368 

3468-315 

3468-366 

3468-331 

UP-COLUMN ASS'Y 

(3468,3488 SERIES) 

No. Parts Name 

Head A 

Dust Bellows Batten 

Slide Way Of Dust Bellows 

Fixed Plate Of Dust Bellows(Up) 

Dust Bellows 

2448-325A Tapper Stick 

5116
H Adjusting Screw 

5/16" Nut 

3468-369 Fixed Plate Of Dust Bellows(Bot.) 

3468-314 Fixed Plate 

3468-201 Up-Column 

1/4" Socket Head Cap Screw 

3/8'' Socket Head Cap Screw 

1"' Hexagonal Head Screw 

-48-
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Spindle Set Ass 'y 

\\:1"---.r; 
����L--{t 

------· " '  ·--· ••,  .. • ,•,.........,-,. ,_, . ....,_ .. , 

,-=..---✓/ 
..... r'IZllV---- (I 
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Index No. 

1. 

2. 

3. 

4. 

S. 

6. 

7. 

8. 

9. 

10� 

11. 

12. 

13. 

14. 

15. 

16. 

17. 

18. 

SPINDLE SET ASS'Y 

(3468,3488 SERIES) 

Parts No. Parts Name 

T1512-154 Spindle Nut (Front) 

Tl,12-153 Spindle Cover (Front) 

T1512-155 Cover Bush 

B7215 P4 Bearing 

T1512-156 Spacer (Inside) 

Tl512-157 Spacer (Outside) 

3468-352 Spindle Shaft 

2448-351 Spindle Houshing 

----------- -----------

T1512-160 Spindle Cover (Rear) 

Tl512-158 Cover Bush (Rear) 

Tl512-159 Spindle Nut (Rear) 

MT-125 Coupling 

15HP*6P Spindle Motor 

15*8,i.5S2 Key 

MT-125 Rubber Coupling 

T1512-162 Spacer (Outside) 

T!S12-161 Spacer (Inside) 
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' 

V, 

1 1 

UPPER&LOWER DRIVE ASS'Y 

13 

12 
,,, 

(3468,3488 SERIES) 

14 

2 

1 

' 5 
4 5 

7 

6 

9 
10 
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Index No. 

1. 

2. 

3. 

4. 

5. 

6. 

7. 

8. 

9. 

10. 

11. 

12. 

13. 

14. 

UPPER&LOWER DRIVE ASS'Y 

(3468,3488 SERIES) 

Parts No. Parts Name 

CN800T Servo Motor 

3468-544 Bracket 

YSR M40XP1.5 Nut 

3468-545 Cover of bearing 

B7208 Bearing 

3468-541A Transmission Shaft 

3468-543 Shaft Housing 

B7206 Bearing 

2448-218 Wonn Shaft 

YSRM40XP1.5 Nut 

3/8''°
Socket Head Cap Screw 

3/8" Socket Head Cap Screw 

1/4" Socket Head Cap Screw 

5/16" Socket Head Cap Screw 
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UPPER&LOWER TRANSMISSION ASS'Y 

(3468,3488 SERIES) 
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Index 

l. 

2. 

3. 

4. 

5. 

6. 

7. 

8. 

9. 

10. 

11. 

12. 

13. 

14. 

15. 

16. 

17. 

18. 

19. 

UPPER&LOWER TRANSMISSION ASS'Y 

(3468,3488 SERIES) 

No. Parts No. Parts Name 

1512-507 Bearing Cover 

YSRM40XP1.5 Nut 

B7208 Bearing 

3468-506 Bearing Base 

3468-238-l Lead Ball Screw 

2448-240 Coupling 

2448-224 Bearing Cover 

YSRM30XP1.5 Nut 

B7206 Bearing 

2448-223 Bearing Base 

3468-221 Worni Shaft 

2448-222 Wonn Gear 

3468-221-1 Spacer 

YSRM40XP1.5 Nut 

51306 Bearing 

2448-220 .Bearing Cover 

5/16" Screw 

3/8
11 Screw 

114'" Screw 
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Index No. 

l. 

2. 
3. 
4. 
5. 
6. 

7. 

8. 
13. 
14. 
15. 

17. 
18. 
19. 

20. 
21. 
22. 
23. 
25. 
27. 
28. 
29. 
30. 

31. 
32. 
33. 
34. 

35. 
36. 

37. 

38. 
39. 
40. 
41. 
42. 
43. 

CROSS-FEED ASS'Y 

(3468,3488 SERIES) 

Parts No. Parts Name 

1020-728 Hand Grip 
W 1/4"*5/8"L Socket Head Cap Screw 
2040-414 Washer 
2040-402 Nut 
1020-714 Hand Wheel 
2040-404 Graduation Dial 
W 1/4"*1/2"L Socket Head Cap Screw 
2040-405 Dial.Holder 
2448-432B Lock Nut 
2040-409 Washer 
B5205 Bearing 
2448-435A Bearing Housing 
W3/8"*1"L Socket Head Cap Screw 
5*5*20L Key 
3468-439 Cross Feed Ball Screw 
2448-478 Ball Screw Nut Base 
W 1/2"*1 3/4"L Socket Head Cap Screw 
2448-439-1 Cross Feed Nut Of Ball Screw 
W 5/16"*1 l/4"L Socket Head Cap Screw 
R-52 Snap Ring 
B 12052 Bearing 
2448-443 Bearing Housing 
2040-411 Timing Belt Pulley 
W 1/2" Washer 
W 1/2" Hexagonal Nut 
P 3/8"*330H Timing Belt 
2040-413 Timing Belt Pulley Flange 
2040-412 Timing Belt Pulley 
5*5*25L Key 
2448-447A Cross Feed Motor Fixed Plate 
1/4 HP*6P Cross Feed Motor 
2040-442 Washer 
2040-440 Bearing -Seat 
B2203 Bearing 
R40 Snap Ring 
2040-441 Set Spacer 

- 55 -

Q'ty 

1 

I 

1 
1 
1 

1 
7 

1 

1 

1 

1 
1 

15 
1 

1 

1 

4 
1 

6 

1 

1 

1 
1 

1 
1 

1 

2 
I 

1 

1 

1 

1 
1 
1 
1 
1 

Prop
ert

y o
f K

ENT In
du

str
ial

 U
SA 

Do N
ot 

Rep
rod

uc
e



.r 

Feed Ass'y Cross 

\.t 

.E) 
ZS-

' 

..... � 

..,\ 

�3\ "\ 

\" 

Prop
ert

y o
f K

ENT In
du

str
ial

 U
SA 

Do N
ot 

Rep
rod

uc
e
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Index No. 

1. 

2. 

3. 

4. 

5. 

6. 

7. 

8. 

9. 

10. 

11. 

12. 

13. 

14. 

CYLINDER SET ASS'Y 

(3468,3488 SERIES) 

Parts No. Parts 

346R-331 Cylinder Rod 

LBH 40*48>!<5*6.5 Dust Seal 

40*45*1.5 Wear Ring 

3468-329 Cover 

USH 40*50*6 CT-Packing 

OSR40 Packing 

3468-332 End Cover 

G65 0 Ring 

3468-333 Lock Nut 

USH 60*70*6 U-Packing

60*55*15 Wear Ring 

OSP70 Packing 

3468-335 Piston 

3468-334 Cylinder Pipe 
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HYDRAULIC WEIO,HT BALANCE ASS'Y 
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(3468,3488 SERIES) 
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HYDRAULIC WEIGHT BALANCE ASS'Y 
(3468,3488 SERIES) 

Index No. Parts No. Parts Name 

1. 3468-202 Head A 

2. 5/8" Nut 

3. 2448-346 Adjust Screw 

4. 2448-345 Connector Of Chain 

5. CP 5/8 Chain 

6. 2448-348 Shaft Of Chain Wheel 

7. 2448-349 Chain Wheel 

8. 6003ZZ Bearing 

9. R35 Inner Snap Ring 

10. 2448-350 Spacer 

11. 2448-341 Base Of Chain Wheel 

12. S17 Outer Snap Ring 

13. 2448-347 Connector Of Chain 

14. 3468-370 Base Of Balance Structure 

15. SS30 Holder Of Shaft 

16. SF30 Shaft 

17. LF30-N-TYPE Linear Bearing Of Flange Type 

18. 3468-371 Connect Plate 

19. M20*Pl.S Nut 

20. FA50B*425 Cylinder 

21. 3468-314 Fasten Plate 

22. 3468-201 Up Column 

23. 2448-372 Shaft Of Chain Wheel 

24. YSRMI7"'Pl Nut 
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