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), our company has made
ecialized manufacturer of

In the future also, we will make steady advances with our
sights set on the interconnectedness of wheels, machine
tools and machining technology, and continue to offer
even better products and services to satisfy our custom-
ers' requirements,
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Superabrasive tools are environmentally-friendly products with superior properties.
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%*j‘ 0) i o~ zlgf[l ﬁféi Basic knowledge on materials

I ‘y"r-‘?:Ey F t CBN Diamond and CBMN

@5 TEVEK @CBN

Diarmond CBN (Cubic Boron Nitride)
FAPEVRICIR EWREEROL AT (T
FKRIATPEIRE EVvRLFERUEEMETT,
ANETAPEYRABDES,

There are two types of
diamonds - natural and
man-made.

BEEBIBRIOSFM Characteristics of various abrasive grains

CBN (Cubic Boron Nitride) is
a chemical compound
comprising of boron and
nitrogen atoms, with a
crystalline structure

very similar to diamond.

@ W% Boron
@ ZER Nitrogen

| FAPEVER CBN RILT1%(sic) | 7ILZH(AlO3)
| Diamond CBN Silicon carbide (SiC) Alumina (Al203) L__
| BEE (x—m@® kg/mm?) #7000 4700 2500 2100LF
| Hardness (koop hardness kgimm? about 7000 below 2100
' B E Ik -FERERR HRER HRERE HgReRE
| Accommodating material | ferrous / nonferrous metals metallic iron metallic iron metallic iron
RREE | (ZKF) | 600°CTRIL 1300°CxTRE | 1500°CTEL | 2100°CTHIfR
! Thegr_‘:’}al (in air) oxidation at 600°C stable up to 1300°C oxidation at 1500°C melts at 2100°C
stabili
b 1400~1700CT  1600C&H
(HZ=F) 3TN v RERELHRAEGR 2220°CTHER Rt
(in vacuum) | converts to graphite converts to hexagonal | decomposition at 2220C same as above
at 1400-1700°C boron nitride over 1600°C

I Em*ﬁwﬁﬁ Characteristics of EL}D(*.‘-‘A'_‘{.‘!'_-‘E.".-'E’. ;||'.._e.|_ns
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FAVEVREEETROEVEEZEL
9N\ BROBECIEEMNMETUES,
CBNRFAVEVREEAR BEICLDE
EZH DR BREEICEBNTVET,

The diamond has the highest hardness at
room temperature. Its hardness is decreased
at high temperature. The CBN is the most
thermally-stable material, and less
temperature variation compared with the
diamond.

I y{V:Ey Fm{_meiEmﬁHt DDIM _2 piece and matenals suitable for damond wheels

INTH Workpieces

FEME Material
; 7 : o ious cutting tools, metal molds,
ERask  |awes Tungsten carbide | &TEFINIT R, £%. WERSHS D o e 0
=Xy Z0f cermet, others | X0 —F 1 Fv7, FDh throw away chips ete.
Ctez-i:,;az PILSFRESASBIA R ii‘:,’.‘;;’;;ng:::;: SEWEIREIR, FEETS integrated circuit boards, film resistors
=ATBUFILMBTHY "t o merors | XAANT IV EBEF /ST IATY  mochancal fers, soment voltage. |
BUIote Ry ot e | /WA FURS varistors,aristors
tSIYyIATIER ceramic toals | AO—F A Fy7 ZOM throw away chips etc.
IR HEHZR optical glass | L X FUX L, F1)LEY lenses, prisms, filters
GI el _ = M 1y -
= BHSZ shectglass | BRI, /Ny ST REASA KB, | oo windows rearew mirrors,
BHZZ tube glass | B PBEHE electron tubes, semiconductor mantles
aEHSA quartzglass | EFE electron tubes
BE-LEE | SITEVER diemond | F{TEVRTR, BEAETR diamond tools. sintered tools
Precious and semi- HorA L — EaRra O i HSZ STvA wear resistant products, bearings,
precious stone 7V pphire, ruby | [REFERG. R, REAZA DU IVAVH T 7(Y watch glass, siicon-on-sapphire
& crystal | REF oscillators
TS5k HABAH for permanent magnets = E—#4 A—HEFRR magnetic field systems for motors and speakers
Ferrite
° BIEEEE for audio frequencies | F—JAw R, FSUZXEIF cores for tape heads and transformers
Slhs: for high frequencies | 75 N5V AMAZ, F—FAy R RS~ Soresforatomas and taretomers
=S 2O IR =gl silicon, germanium | KNSV YUY HLA— R EBERE transistors, diodes, integrated circuits
Semiconductor =
BEbH UL, FOM  galium phosphane ete | FEHS 1A —R LEDs
T2AFvY 7)) )ListE acrylic resin | JSRAFuILUX plastic lenses
Flatic S -
BIERET IR T toor entorced s | RBRANES, ARfS. 7 MR e
FOMTSAF VT other plastics | 7L —F 5=V Bt EF R brake lining, watch frames, electronic parts
Tk rubber | BEIEY1Y car tires
2B haaHiE grey castiron | HEFEERS. THEHER machine parts, sliding parts
Matal i —
. HES ultra heavy metal | BEIEIRT. ES pendulum for self-winding watches, electrical contacts
HRUSLINILE samarium-cobalt | $EREREG _ special magnets

| CENAA—LOBRRALNTY oo

nd matenals suitable for CBMN wheels

Structural alloy steel

ZEHE Material INITH wWorkpiece
Tam ey ] high-speed steel | ATEYIEIT R X— K> 78S, EED—IL ol
ARTAM  aloywoisteel  HEWYHITR RA/OX—FRELYRILFVENL e e
541 238 diesteel & SHHA RV, H—RL—)LIHTH, e e foplecn
IRYRULY I O~ O—)Ufihg ~ 2PPed i gauges roling ol
KETE® carbon tool steel | F 7, HZY Y, SBHIDEDOT e e
BEREEN o | carbon steel | AL w7 b T UELS cam shaft, machine parts

IRLEITTIR moybdsrn e
Zwr )L 0480 nickel chrome steel

IOy I 7 =L EFRy I A EE, 2 AT —hyT
BEER/ XL BRI, TS50 Ve —Ry 70
PRMAL BEERDERRE, IV UBR

valve lock arms, gear boxes,
gears, spider cap fuel injection
nozzles, rolling cylinders,

piston cams for plunger pumps,
computer peripheral parts,

- B machine parts

ZYTMIOLEITTIR o aes | OV T crank shafts

FAROBYOLETPYE Aumiumohione | @) N—yii SERE dies, vane pump parts

TOLER chrome stee| | HYEE gears

B2 b-uS:astri:eﬂ ARV bearing steel | AT 24 bearings

B Castiron | 1T R, DM greycastiron others | ALY —)L  HAD P TR AV TLyHEESR o seals, cam shafts, compressor parts
m#gs Haatmam A2 FDM  Inconel others | Ty kT UERR jet engine parts
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I A4V EVR CBNRA—=ILDERRTRT soecicaion ide CBN] NEHE degree of concentration

SD 200 100 B SR 100 (JAERIE 1ml 7D 4.4cts DIERIZ AT
b ¥ % e ZEERUET . ZOROBROBEDLEKIZ25% T,
. | I | lahis DEDBEBDSSE25% BRI T 7T5% MM EAH & 50 2.2 cts/ce 125 %
D:RRIIYEVF | 164y Ny 25=1.1cts/cc B LYYy E = -
D:natural diamond | 16 mesh (Egl)' B: resin bond ﬁﬁﬁ}%kﬁ’)ﬁ?{, 75 3.3 18.75
SDIARAAVELE ¢ L s 50=2.2 M XGRS R A concentration of 100 indicates that there is 4.4cts of 100 4.4 25
SD: ynthetic diamond 30%%“?“?1 - 25-3:3 M: metal bond abrasive grains per 1ml of abrasive layer. At that point the
SDC: & BBBLI-2RILTELE I ' V PRI EA volume ratio of the abrasive grain is 25%. In other words, 125 5.5 31.3
SDC metal-coated synthetic diamond | 100=4.4 Vevitrified bond 25% is abrasive grains and 75% is bonding and fillers in 150 6.6 37.5
B :CBN (hard ., abrasive layer.
B CBN oo 175 7.7 _ 438
L 200 8.8 50
[ 178=7.7 ' B
200=8.8
L - - | ERVRF AT type of bond
M RE ‘s SR
I *E g Grathisize bond type construction advantages
R IR TIEENE 9. A2 (L 780,13 80/100 THB0D .55 WaED H100 D3B3 W TIE X ZEHEEDLDESL\E T,
ORIy AEE ME(TZ/ IR,
Grain size is referred to by classification. For example for 80 is , 80/100, passed through a #80 sieve, but not passed LYVKRVE MUASRR) IR K
through a #100 sieve. = AN OFE & BRI IS L ERRIC Y DAY 7
resin bond @Matrix structure resin (phenol-group, polyimide-group)bond
@The abrasive grains are elastically retained, soft touch on grinding
16 16/20 D1181 : —
D1001 =t} BEEHT
20 . 20/30 Dg52 852 / hond brasvegon | @NUYIRME B (8, HEL) KK
" @ = M E C R
30 30/40 D602 602 ALKV R ‘ d ‘ ‘ Ot NS
40 40/50 D427 : 427 rmetal bond . . . ®Matrix structure metal (copper, tin, etc.) bond
. @Retension strongly with abrasive grains
50 _ 50/60 D301 301 = ‘ ‘ | @Highly heat reistant
60 60/80 D252 252 ’
B0 80/100 D181 181
100 100/120 D151 151 AT gar S L B
120 120/140 D126 126 | bond porosity @7 UwIEE HIAHEMRUK
' . . OE T BETHLBA B WERREH
= s e i ERUT7A KRR OrTEN AL
[ 170 170/200 D91 g1 | vitrified bond @®Bridge structure vitreous bond
200 200/230 D76 76 ®Strong retention of abrasive grains through a porous structure
®Easy truing
230 230/270 D64 64
270 270/325 D54 54
325 325/400 D46 46
. ) : Zwirib A REHL
rickel plated abrasive grain OEERRE (= v TIL)RUR
= UVBRIZEHL
N B O LI5St A— IR
' ﬁ = E grade electroplated ®Morolayer metal (nickel) bond
®Large abrasive grain protrusion
BRRSHORBERLET A—RYRETMENEZE BT ZBHFNOAHIBNEVNZET, @Wheel shape based on wheel core
This indicates how strong/weak abrasive grain retention of N is stronger, when M and N is compared at identical bond

spacing.



l[:ijﬁ:o)y ‘/("’:E?/F‘.CBNTI-‘-/{ —}v%ﬁjﬂ QOur diamond and CBN-wheel products:

I L'yy?ﬁ:/ Rfﬁ‘f—)b (7”}7_"1' '_”/)_ Resin band wheels (Ulteel)

Ry RICLY Y (HE) A R ORA—IUICH UMt S v/ R, B e ER ST 22 & T Ry RO EE
EE D BOHEHEER ELTVWES,

The bond is used with a resin. By mixing micrograin ceramic and high performance lubricant, the wear resistance of bond and
evacuation of swarf are improved against conventional wheels.

ﬁﬁ Advantages

MY RICLY VY ZRBY 3 ETYHODFESHLKFYELTH RN,
MRS v IR T 53—y RONEREEZE LU TED  Rr—ILERHRV,
BEEEEVMIIDBROBEREER L5120 BEED LI,

AEREMELEL TEF. . oy LRAGEBEVWIN L ICERE AT AL,

1. By using a resin with the bond, the impact is soft RA—ILEEE wheel structure
touch and the chipping is reduced.

4= P

2. The wheel life is longer due to improving of wear CBN ST NS L apes B A—F
resistance of bond with micrograin ceramics filler. Clsbrspegsn ' coating

3. The loading is not easy to generate due to improving EaEEEE
of swarf evacuation with high performance lubricant. high effcency ubncant. |88

4. Highly versatile and easy accommodation in grinding LYty " £l _ .. T ﬁ(ﬁ?-}i‘yﬁl
processes such as tool grinding, surface grinding, resin bond R — ereerEn cerAme

centerless etc.

I X@)l«?ﬁ :/F ?ﬁ‘l’—}b er_[j_" bond w'r-ee-%;

sEA R RMEEEDORWERBRY RERWo1—IL,
BWEBRGREDEMEEZRREA TR D SVEIEEE LS.

High strength wheels with a metal bond that features good thermal conductivity.
The combination of high abrasive grain retention and good thermal resistance results in high grindability.

ﬁE Advantages

1. BEEMPZEOEEFRFHEIINIIESWT RM—ILESIEV.
2, RIFRERDEUCK D BEERIRT—/LORERYIL7 EUTCERES N BWWIL—1 V7 BfiiEER,

1. Wheels with long lifetime for high-load grinding of high hard materials,

2. A high grade truing are realized to accommodate as the truer for forming of superabrasive wheels because of a favorable
distribution of abrasive grains.

| 2SR RIA—IL (IR FAAR) v vonc whests Ui

Ry RIZESEBMERAICY 7 XS e XFILRY ROB Wi EE S REABR AR HORREMEL DD Y
W=V I RLAMER EERBTVET,

The bond consists of a self-ubricating soft metal. Because of the highly heat resistant metal bond with strong abrasive grain
retention, these wheels have improved truing and dressing capability.

ﬁﬁ Advantages

V7 XG VDA T, T—I\DEHDDBESHLFyEL T 28D,

IIN—A2 T RLY IV THES.

R ROTHEEDE L FFHIB TOH D DR RA—ILF DR,

4. IRV ROES BN & JUERRE N CEERE IS 5/6, FIEIBEI N0,
1. Because of the soft metal, the impact on the workpiece is soft touch and chipping is reduced.
2. Truing and dressing made easy through the adoption of soft metal.

3. Long lifetime wheels thanks to highly thermal resistant bond and less deterioration caused by grinding heat.
4. Few grinding burns due to the self-lubricating properties and thermal conductivity of the bond which limits frictional heat.

®B M=

10
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I *E% ( b‘f))‘ W }") Combination (Resimet)

(S 88 (products of Saint-Gobain)

Ef LS EORER (\ZALRXT)IUE)
FAVEY RRZHRE IR UGS EE T TRALGLY V28RS BT,

Made of continuous porous metal (honeycomb metal).
Firmly retained diamond grains, impregnated in a special resin under vacuum.

1%5 Advantages

1. XZILRY RIGEWVERIRFAZRERNSLIY
MY RIEHOHEEENEERF D HRA—ILOF®
BERL,

2. VIRIYFTFYELTPRIFODIRWNIv—T 13
FFHEIA AT RE,

1. Abrasive grain retention similar to that of metal bonds,

toughness and elasticity on par with resin bonds, resulting
in wheels with a long lifetime

2. Allows sharp grinding with a soft touch and only slight
chipping and cracking.

fERUT7ARRYE CBNIRA—IL s vone contwnces

HIAER/EMZRWRA—/L. CBN BRI E DE B ICBN. REFDDF/VCH,
—REICRILDBIBIEICERETENE T L LT NRICENTVET,

Wheels with a vitreous bond. Generally designed as a porous structure as they have superior adherence with CBN abrasive
grains and high retention. Excellent formability and sharpness.

ﬁﬁ Advantages

1.

2

4.

IEHL R R, REM B LOCRALOECBEOEA S DI > TR — LD ke FanE iR, V—IMEP
T ERAHTE U TR — )R DEE D AT B,

. BEPEORA—/LAKRICE W TEREEMTHA A,
. TRV RECBNIERIE DBBED LW TAOHLEEDEABN TE. 7—FY MNEDOAD PN T DR

F NI RAIDBWANIEE B2 EN TR BETEEDEAEOEICLD. INEL S SICH . AIEDIEL
J— P A DB E D AT EE,

HIRABRY REFER U ESABE YTV EYRYILTICEDYI—A VT DUBL VI —A VT EEZRES
B ETREMASERSICOY MO—ILAEE R Ly 7R LOIMTIA I geiR - BEIE 5 >~ TOERICRE,

. The sharpness and lifetime of the wheels depends on the amount and type of abrasive grain, bond, filler and porosity that

are used. It is possible to select a wheel with specifications appropriate to the workpiece material and the grinding
conditions.

. Highly efficient grinding possible with wheels specification of high concentration.
. Good adherence between the bond and the abrasive CBN grains. Because of the porous structure, coolant supplying and

evacuation is favorable. It is possible to achieve a high integrity ground surface. In combination with a low concentration
sharpness is more improved. Possible to accommodate workpieces or grinders with low rigidity.

Vitreous bond with a porous structure. Easy to true with a diamond truer, surface roughness can easily be controlled by
truing conditions. A accommodated ideal for automated lines due to the fact that grinding without dressing is possible.




13

I ﬁ%ﬂ-\ﬂ’_Jlf Electroplated wheels

BENIENCHRAEOREIC Y TILXyF TN Z—BIEHEZE UIokr—IL T,

Abrasive grains are affixed to the surfaces of a precision-machined wheel steel core with an electroplated nickel layer.

ﬁE Advantages

1. BRREHUENAE TINKL RV BEERBXIIGAI R,

2. MR —ILOEEDNE S,

3. BEDUTJILAIRE,

4, IInEHNRL KLYV VI RE,

1. High abrasive grain protrusion, good sharpness, possibility for high precision forming.
2. Easy to form a completely formed wheel.

3. Recyclable wheel core.
4. Good sharpness, no dressing needed.

I V‘I"\"‘:E 7 F i C BN m‘f—]b@ﬁﬁ 5§ %E i Fﬂﬁ""ﬁ Table for types, advantages and applications of diamond and CBN wheels

wheels

@®widely applicable standardized bond
@easy to true
@applicable in both specialized and conventional grinders

QEHRIFE FLAMOA LERE TRV K,
@RS REME SR D L.,

OCBN S A& SR ATHIEETRAB.

| @bond aimed at improving of retention strength of abrasive graing and dressabirty

®gocd sharpness and maintaining of surface roughness
®applicable in beth specalized and conventional grinders

QEHEIERE LT ZRIFF.

OV — (T BRE,

OtINIRIcENS.

OCBN S EMHIB A, SABHIEE CREATL.
®porous bond for low grinding resistance

@®easy to true

®betier sharpness
@:pplicable in both specialized and corwentional grinders

RYR&1F | YU—X "R J2Ebe
Bond type Senes Advantages lsage
s e RO QLIBESHI(F TN, BE I r2E0 T BMEIE
IF;;;]‘/ UTHJEL;'T{ WV OFA—LFEHHRN, (FAvEYFHA—I)
@EHEEI LIz, tungsten carbide, ceramic tool grinding stc.
@R AE,FE ERARICEA. (diamond wheels)
®:oft touch , less chipping OTEH Y12 EZ 0 T EFH.
- WRAS O BT
®high general versatility, appropniate for various applications O~ FUTHEOmELEUEIZE (CBN &1A—L)
@tool grinding of tool steel and die steel etc, cylindrical grinding of
| heat-resistant steel etc.
| @double-disk surface grinding of bearing steel (CBN wheels)
syl | @EETEARE . @=THI A (51T F-CBNHA—I)
AZ ) A @EFE N/ HEEE, Q@BEARA— DY~ T (AT ELEYNT)
g m4_Jb ®gnod aby i ! on d inding (i i and CBMN wheel
ood abrasie n retention - nd Mond an wi
Metal bond wheels .Excellent themg-:rlm conductivity lt:.la:\r?é n‘?t;_ug:rabrnfsj(veﬂuﬂ-?eelsa e
“ILRSAA ~ QU FE(FuE T BTN, H—Ayh BE ETIvIAED
rrate QU —AY T FLuys D THES, T RS (FIVESFBRA—N)
@A —IFwRV. tool grinding of cermet, tungsten carbide and ceramics
@BTEIEE T A3 Ty, {diamond wheels)
:seoﬁ tfu:h llm'rtgddchlpping TEHfl S1ARE0T EFHIE
asy to true and dress
.whilﬂs with a lang lifetime (CBNHA—/)
®few grinding burns tool grinding of tool steel and die steel
(CBMN wheels)
e LUy h | OB LR, M B 20 ST
w o 5 ATy — gAY . A —
Cambination. | Resimat @F VRGO BTN y—T RHHIA AL, | (FAVEVE-CBNHRA—I)
@tough and elastic dry gninding, simultanecus grinding of tungsten carbide and stee|
®allows sharp grinding with few chipping and splintering (diamond and CBN wheels)
- » =1 £ i FAdn 7 o 53 p 7T ; |
Vitrified TRl e e . =T
e OCBN EEEL ol BifEIEE TR, @ AR F o A EFEl
Vitrified bond O FTHHIE ToZ

(CBN HRA—J)

@external grinding for steel of camshaft and crankshaft, ete,
®cylindrical grinding of shafts

@external grinding of the bearing parts etc.

@standard specification for cylindrical grinders

(CBM wheels)

| @gEp 0252 @Y

@ IEER S O EHTHI
@ AP O T EH
@ EHFEORAHTHI

(D=2 FLytetyHER)
(CBN BA—)
®thrust grinding of steel materials
®internal grinding of various kinds of parts
@surface grinding of general purpose parts
®form-grinding for grooving, etc

{used in combination with a ratary dresser)
{CBN wheels)

@R AR EE b ool ER I,
O=mIS DR EICENS,

@CBN & ARFEIE~M®E.

@high strength bond amed at mproving of retention of the abrasive: grains

®better maintaining of surface roughness
®appiicable for specialized grinders

BHNLTOT7r AN EDEREETYI
(CBN R A—J)

high efficiency grinding of cast iron cam profiles etc.
(CBM wheels)

BB

Electrodeposition

BaERA—Il
Electrodeposition
wheels

@IEhREH L BHKE WNERALL,
QL&D Y AT ATEE,

QB RAA—NDEEDES.

®high abrasive grain protrusion, good sharpness

@recyclable wheel cores
®@casy to form a completely formed wheel

BRI, SUERD  mEDE
(#4vE2ECBNFA—I)

forr-grinding, deburring, chamfering, etc.
(diamond and CBM wheels)
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ﬂ:/f _)vo):‘{ﬁmczg)fiﬂf For wheel usage

I m4_} IIUJ aﬁm‘: % UT QOperationa 1\;‘;1 of wheels

BR1—ILDREEEURLY storage and handiing of wheels

RA—ILDREICDUWT Storage of wheels
DA —ILIAZ D HRERDIBA. N — /LD EICES

R1—JL@DEID /LN Handling of wheels
DRr—LE@EaEh BN HTEE R1—ILICBEES

T‘/)I:'__‘f y7 (ﬁgIE) t F I/“J 9?7‘ ( EI-L-C) :]‘!‘:JII-]_E and dressing

dulling

BziEM -

=»
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EABEBL LSV 2E . BHERERH TS5 RABWESIETEICHDFE>TLEE N, e grinding
B FRZZANEUBWELS ICEBRBICER LGV @A —=LIFEERL WOB TERRBRW FE LIS L&y
TLREW, DWWl —/LiE g iR LZn T fEEh > o
: o I L1 — ~ Wy
QAL MR TR B, WEAMDEENE ORI AR EORRN S F I AR EZE LT bl il s ... Py
WENETREBTREL TS W, BULBWTLZEW, after grinding RA—ILOREDFRERNOBGY  YI—A VTR A LREORBEHEE
, ] ) ) ) ) IRRBICAFZ L. BIES 52 E T, BEE Y1 VEVRPCBNOIBRIZREH
@DApply an anti-rust oil to the mounting face of the wheel in (DRemove the wheel from its package box gently, taking care not SHEBEHICTSTETT,
case of metallic iron wheel. Make sure not to apply to the to damage. A -
abrasive layers in a way that would cause unbalance on @Always handle the wheel with more carefully. Never use a e trumg 2 i
applying an anti-rust oil. wheel that has been dropped or cracked. Repairing and f:;rmmg the shape of After truing, removing bond from the_whe:el
@store the wheel lying down in a dry place with a room @ Do not use the wheels that is modified the shape arbitrarily wheel surface without run out. and protruding a diamond or. CBN grain.
temperature and protect from impact. from its original dispatched conditions.
WY —A 2T DBRBI  tring application example O:n CEo ATl  —TEE
I?I'\"f—)laa)moﬁ'lﬂ' Mounting of wheels + T — " i ”
: E - = O—%URLwytr FLwt | A2FURLYY | FL—F3vh0-) B! ~EGRFHI 5
@J;\;;%?gf\gffgﬁé%?ﬁggﬁ%?ﬁggﬁﬁ;ﬁ%gﬁz’é;}ébfiﬂ%\ JEE’S.'&U‘?'QT%) {d-.-ﬁ]%‘ La_'CL\%:'J\ rotary dresser si?;lﬁmm d:;sser impregnated dresser brake control mild steel grinding | vitrfied bond grinding method | electrical discharge
& -] ~ N VR i fus - -0N - [ o =
A —)LESICENS 3 205, R —LOBSEICITR. £ BB RV L2 RRLT, CBN | DIA | CBN | DIA | CBN | DIA | CBN | DIA | CBN | DIA | CBN | DIA | CBN | DIA
. S m
ROSNIEOH DT ML EBFICHMA I L BRND RN EERRELTEE W, Eh " e O o o o o
(DUse a wheels only after making sure if the specifications and dimensions of wheels is comformed to the required specifications and vitrified e A O O
dimensions of grinder (maximum allowed peripheral speed, wheel's outer diameter, thickness and inner diameter) or the wheels is not K
damaged to the appearance (breaking, cracking, splintering and damage, etc.) L2 B 2= A = A = ®) @) @) O O @) = —
@Make sure the wheel if there is neither hit marks or damages on the mounting surface of the wheel on mounting the wheels on grinder, resin
then tighten the bolts equally according to the required torque, and make sure no backlash or out of run-out of the wheel.
M Al -] -] =-|=-]—-|aAa|lO|]O|O|O|O|O| -
metal
WRA—ILEEE wheel peripheral speed NFHElRDRZE Purpose of coolant ﬂl;?m o o O o O
i o - - — - — - - -
?I'\‘f‘—} L’ngﬁm ﬂﬁ@ﬁ:ﬁ’\b ®HEI#§®$§H plated
MIEHICEDEILBDET, QA —ILDEFEERDIHD TR
Wheel peripheral speed is limited due to the specification QMLROTIDBEDHEF
of machine equipment and workpiece material. @rhis
RAr—IL IRA—ILREEOER (m/s) KIFHIRZER S S IC P ED 2 &SI/ XL ERBLTEE W, |
wheel reference wheel peripheral speed (m/s) e
8 o D Cooling the grinding point slertrods
L2 RiRA—IL 20~80 @Lubrication to reduce wheel wear
fesin bond whesl (@Washing the grinding swart from grinding point
XFIIR RAA— Il GiAmning WRLY2 2T DBRBI  ting appication example R OB, ey T
metal bond whesl 20~80
# Adjust the no;z[e: in c_ergr to achieve good coverage of the grinding ATy OBRE | ENEETYIE SRR WE BB ERSER yayhTISAR
ERUZ7q R Rir—IL — spot by the grinding liquid. stick grinding method | vitrified bond gnnding method |oose abrasive electrical discharge | electrolytic discharge mild steel grinding shot blasting
it bond wheel CBN | DIA | CBN | DIA | CBN | DIA | CBN | DIA [ CBN | DIA | CBN | DIA | CBN | DIA
Ek = = = =
vitrified © O @] A A © @) A A
s c|le|le|le|o6|~-|~-| -] —-—|l0O0O|O|O]|oO
2l ocloj]o|lo|o|e®|lOo|B6|0O0|0O0|0O0|O0|O
S
i e|lo|lo|=-|=-|=-|=-|=|-|=|=|8a]|a
plated
i u = ._
\l_ _J/r A
27 =
electrode: Sigetide
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| s7nva—5407 -

subleshooting

I‘*57’J L’ﬁiﬁ Issue

EZS5NDREA rossble cause

i‘j% Countermeasures

is_'j' I %%b )‘7‘-1-‘77 ‘3/"""]‘ Inquiry check sheet

lﬂi’( _'_} Lﬁg_l E ‘é ll\ 9: be o ‘y_? :/___IN Wheels ir iJII \ _-'_ ._ _',f' eet

tool marks or scratches

EDN—D RISy FDFRE

coolant issue
supplying position of coolant is bad

REEZHAEL RA—ILDINFV AR R, RA—ILDING VA EER B,
inferior surface roughness unbalance of wheel balance the wheel
TEIROXDEEANEPEE S, | FHIRO®DEEEET SN
XIcRTPAHBED KEBES, TARBZINSKT B,
infeel speed is faster on grinding decrease the infeed speed on grinding
or infeed amount is larger or decreasing the infeed amount
7=V KR, RERI—SVNEEET D,
=V MNREECULBIE WV, TEI R ICEEEMHE T 2,
CODIa.nIt issua_ ) 7_5\/’ [" 5@%@%&%3‘60
supplying position of coolant is bad select aptimum coolant
supply directly to the grinding spot
improve the coolant filtration device
BEXRIDKIEAHE L HOMWKIEZEET D,
grain size of wheel is too large select the fine grain size
RA—ILERENMERE S, BERRA—IVEREICEET %,
too low peripheral speed of the wheel change to the optimum peripheral speed of the whee!
Tﬁﬁ“ﬁﬁ' m’{_JIJEDE‘DJS{‘h\ ﬂT*f'—Jb"é"f'ﬁ}eI/‘:l?/D?’?’%o
grinding burns ifda"ﬁa:&ﬁ Dc RLw :'\—/yﬁﬁ@%bﬁg&ﬁ(?%u
whee! dulling or thJ\.L ﬁ%&j‘: g < 7)"%’)9-
g dress the wheel sufficiently
increase the infeed speed on dressing
increase the infeed amount
J—ZV M RR, RBERI—FVNEEET B,
7_5:/ f‘ﬁ%iéfﬁﬁﬁ{%l: ‘o_ mﬁU}ﬁ{CEEf#ﬁ?’%o

T—=ZVEBREZEWET B
select optimum coolant

supply directly to the grinding spot
improve the coolant filtration device

HIRERA BB E %,

high grinding efficiency

MBI OXDEEZE T3,
VAHBENS<KT B,

lower the infeed speed on grinding
decrease the infeed amount

RA—ILAR B

wheel shape damaged

RA—=IETDIVI—A 2T %S S,

true the wheel sufficiently

FT—TIVEREHE N, T—TILREZELT 2,
table speed is fast lower the table speed
T—ZYNRDE . 7= NREHLLT S,
dirty coolant 7‘_"3\/ h%i&ggi &E—g-éo
renew the coolant
improve the coolant filtration device
RA—)LFFaRhEE L A= ERDFSE Y], ShEZ LT3,
arrE ksl e wheel specification is not suited *ﬁl, \ﬁg%ﬁﬁ?% 5
HEEZ LT3,

increase wheel concentration
select a larger grain size
increase the bond grade

HIEEEN =B E .

high grinding efficiency

HHIROXD REZEST 5,
ThAHBENEL<T 5,

lower the infeed speed on grinding
decrease the infeed amount

others, request details

T AR
dﬁ@&%?i—‘& - date ﬂE ﬁ H Y M D
company name TEAEA
reporter name E
Vi1 ot 15512 7.9 B&E rough sketch
wheel shape B model
RA—JLE
wheel size
LIk R ERUZ 7o R K
resin bond vitrified bond
mr—)LfE%E BE AFILIR R
wheel type electroplated metal bond
ZOf
others
T FT PIF troLR
surface cylindrical internal centerless
WrHIA % 7L BA — i T EHFHI
grinding method cutting groaving general tool grinding
ZOfth
others
A—N%
ﬁﬁm maker
machine 5t (BdE R —J)b, V=2 OEmERA LT EEW)
type {drawing: attach the drawing of whee| / workpiece)
= ek
name shape
Y—Awh | A=H E2pad
L tungsten carbide cermet maker name
b 2535 7r51NZ0f
Hg ceramic ferrite, others
§ material
$ ATYLAR | IVTUHARNRA-ATH MR 7251 MR & Z0ft
stainless steel martensite, austenite, ferrite name others
EESTEE =1 T\ | BB _ Z0Hth
concurrent grinding yes no steal  ungsten caride others
| v—3vhk = Py AEHE - I—Zv A
g_ coolant dry cut wet cut water-soluble / oil coelant name
& [rr— L mme : D—OBERE ; ;
_ | vheel peripherl speed m/s( Min=} | pogbrkeiece m/min ( min~)
5| UhAKE !
§ cut-amourt mm/ /XA mm / pass grinﬁﬁn‘g ifrfmmt o3} mm
5| EDEE : ZDft
= infeed speed mm/min others
Bt BE i) KLy SRR PYTRLA TIVRLA
7 RLowt single point wheel revulutlr:r?%?rrsction up cut down cut
Z|  dresser A—FURLYH (IR TS5V |FLAB-lEa _
# rotary dresser (traverse, plunge) Ep“ggglgf‘gg;gﬁg ( min™")
5 [FLyvmEaR [ MLamrLybEE _
‘E perlphﬁasrpeed m/S ( min _]) Sprgmﬁmgﬁﬁﬂ ( min “])
g AT LATINGA L
= ?‘ljfaed s;%g mm/min( mm/ /XA mm / pass) # spark t}i\mge“r sec.( rev)
d| momE (I IO—FURLyHRAE) | FLALY5—/0
T | travevse speed mM/MiN  (no need for plunge type rotary dresser) dress interval
RLwa T ik ATy i DAt
drassing method stick mild steel others
EEEE sk - Fa BRFREES
p vl TEEEE priority request sharpness / lifetime requested roughness
customer request | Sa|()EE RIEH YA 1L | BREREZRS
important points cycle time encept loading/unlvading time
RECERARA—IL A=A i
current whee| maker technical spec
A —JL AR
wheel spec
CESWE Py
requested delivery time budget
FOM. CEERE




