
OPERATOR MANUAL

FOR SURFACE GRINDER

PLEASE READ THIS MANUAL CAREFULLY

BEFORE OPERATION

It is essential to give the serial number of your

machine in any order of repair pares to assure prompt

and accurate service Order repair parts by part S/N, Part

numbers, description and machine serial number



Specification and parameters of surface grinders

Model M618A M820 M1022 MY820 MY1022 MY1224 MY1230

Table size (mm) 460×180 480×200 540×250 480×200 540×250 600×300 750×300

Max. table travel ( mm) 500*190 530×220 560×260 530×220 560×260 630×320 780×310

Max. distance from table

to spindle center (mm)
335 440 420 450 450 520 520

Table slide-way V-type rail with steel-ball Double V-type rail

Feed of

Cross

Handwheel

Per revolution(mm) 2．5 2．5 4.0 2．5 4.0 4.0 4.0

per graduation(mm) 0．02 0．02 0.02 0．02 0．02 0．02 0．02

Feed of

Vertical

handwheel

per revolution (mm) 1．25 1．25 1.25 1．25 1．25 2．0 2．0

per graduation(mm) 0．01 0．01 0.01 0．01 0．01 0．01 0．01

Feed of

Cross

Handwheel

per graduation(in) 0.1 0.1 0.1 0.1 0.1 0.1 0.1

per graduation(in) 0.0005 0.0005 0.0005 0.0005 0.0005 0.0005 0.0005

Feed of

Vertical

handwheel

per revolution(in) 0.05 0.05 0.05 0.05 0.05 0.08 0.08

per graduation(in) 0.0002 0.0002 0.0002 0.0002 0.0002 0.0004 0.0004

Wheel speed (50HZ) 2850 2850 2850 2850 1450

Wheel speed (60HZ) 3440 3360 3440 3360 1680

Wheel size (WA46K5V) 180x31.75x13 200x31.75x20 300x76.2x30

Power of Spindle motor(KW) 1.1 1.1 1.1 1.1 1.5 2.2

Hydraulic station motor (KW) / / / 1.5 1.5 2.2

Working Pressure (Mpa) / / / 3 3 4

Max. runoff ( L/min) / / / 18 18 20

Fuel tank capacity ( L) / / / 80 80 100

Coolant pump (W) 40 40 40 40 40 40

Machine net weight ( Kg) 650 750 850 850 950 1400 1450

Packing gross weight( Kg) 750 850 950 950 1050 1530 1550

Machine size (M) 1.55x1.15x1.59
1.68x1.14x

1.76

1.68x1.22x

1.72

1.68x1.14x

1.76

1.68x1.22x

1.72
1.96x1.48x1.85

Packing size (M) 1.0x1.15x1.76
1.14x1.25x

1.94

1.2x1.4x

1.94

1.63x1.17x

1.94

1.63x1.29x

1.94
2.0x1.64x2.02
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SB1: Wheel OFF
SB2: Wheel ON
SB3: Work indicating light
SB4: Stop Button
SA1: ON/OFF For Coolant
System







































TROUBLE SHOOTING

Grinding defects,Causes and Remedy
NO. Defects Causes Remedy

1

Wheel is unhomogeneous

If wheel and flange can not be
well balance,dress wheel on
periphery and both sides and
rebalance again,if can't make it
balance a new wheel

Use unproper wheel Select the proper one to suit the
workpiece material

Wheel is not dressed correctly

The dressing diamond must be
turned an angle or replace new
one ir it is not contacted wheel
with an edge
Diamond tool not firmly fixed

Too much play on the grinding
spindle

Re-adjust the spindle play by
qualified technician

Too much play on wheel hdad
guideways Clean and adjust the gibs

Vibranons transferred to machine
from outside,such as rough-running
machines,travelling cranes of the
building and street vehicles.

Improve the foundation,make it
vibration free,place machine to
another vibration free pseition

Couplings of motor and spindle
loosen or rubber broken

Fix couplings well,or replace
new noes

Unsteady running of grinding wheel

3phases voltage of power
source are unbalance,please
check and balance it or replace
new spindle

Stock removal too great
Reduce infeed
Reduce cross feed

Grinding wheel too hard or dull and
clogged

Use softer or coarser wheel
Increase table speed
Reduce infeed
Roughen the wheel
Check diamond of the dresser
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Grinding defects,Causes and Remedy
NO. Defects Causes Remedy

2

Flutter marks
Appear in the form of
small flat surface
distributed over the
surface of the workpiece
unevenly

Travelling cranes or
hoist of the building Improve the foundation

Travelling vehicles in
the building or street

Change the position

Use anti-vibration plates

3
Ray pattern parallel
lines , hardly perceptible
to the naked eye.

Grinding spindle
bearings detective

See No.1 chatter marksToo much play on wheel
head guideways
Wheel badly dressed

4

Commas
It appear the form of
comma-shaped lines
when grinding to get a
high finish

Coolant too dirty Clean coolant,,or use
automatic paper strip filter

Grinding wheel chips off
Clean inside of the wheel
cover
Choose proper wheel

5

Burn marks and
grmgding cracks, caused
by intense local heating
of the workpiece

Grinding wheel too hard
or too fine

Use softer or coarser wheel
Increase table speed
Reduce peripheral speed of
wheel

Grinding wheel dull or
cligged

Dress the wheel make it
roughen and bit better

Stock removal too great
Reduce infeed
Reduce cross feed

Table speed too low Increase table speed

Inefficient cooling
Increase coolant
Use stronger mixture
coolant(fill up with fresh oil)

6 Grinding spark
abnormally It can not be "spark out"

Re-align the machine by
adjusting the jace bolt and
checked it with spirit level




