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Noritake Diamond Dressing Tools
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Support the consistent grinding quality
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Noritake Diamond Dressing Tools

A4 VYEVRRLUYY  Diamond Dressers
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Metal-Bond Rotary Dressers and Scroll Dressers
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Diamond dressers produced by Noritake, a comprehensive
manufacturer of grinding and polishing tools, use synthetic
diamonds to ensure consistent grinding. These are categorized
into monocrystalline and polycrystalline diamond dressers to
meet their corresponding requirements, and are used to perform
efficient grinding wheel dressing, truing and forming.

Our range comprises only the very best dressers to improve your
grinding wheel efficiency and reduce grinding costs.
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Impregnated Diamond Dressers Super Toucher
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Diamond Burnishing Tools Diamond Gauge Heads
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Superdressing D
ressing

TEIBEARDE DN KB DEDER I U IEAZ BT E T U< SIOEAEIN I Z DO
T B IBODTALICEEF DS TZRRE UV ZEDIEEZ D,

Dressing involves removing abrasive grains that cause grinding wheel glazing or loading to expose a fresh,
sharper cutting edge, and eliminating chips that clog grinding wheel pores, allowing new pores to be produced.

YIb—1 VT (FIEL)

Truing

THIE A DOEEEEEA#OIONUCRIDICHE I 21EEZW D,

Truing involves shaping the grinding wheel work surface concentrically to the wheel shaft axis.

—=V I (Rif2)

Forming

FERISHO BT EI AR S  QUTEIBIE R R[S E R AR EZ RN EE T DIRICHE T
BIEEZD.
Forming involves shaping precision form grinding wheels, thread grinding wheels or gear grinding wheels to the
required shapes.
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LL Single-point Dressers

ARENES MY E/FERLEARRLY Y,

General purpose dresser using synthetic diamond rods.

I 4§ R Features
1 BMROANET IV EVRMER.

Uses prism-shaped synthetic diamonds.

2 Ry DHEOEBHE(LE FEERE, *
Eliminates inconsistencies in dresser contact area. No repar required.*

3 RURAMDREICLDODHRADmED L. REL. TEEERD
T8E.
Consistent dressing performance makes it possible to improve product quality, consist-
ency and tool cost.

XERARMICKD. BIRBNVEFIBENHDFET .
* Repair may be required depending on the conditions of use.

I A & Applications

RUZREDZWLEREINSHEE DB UWEEREIE T,
MR El . SFEE. NERE. 25U A REIOLEE TR
AJHE,

Usable for a wide range of applications From rough grinding requiring significant dressing
to high-accuracy precision grinding on cylindrical grinding, surface grinding, internal grind-
ing and centerless grinding.

POINT fER_EDFEEIE Precautions
o RUZMRA VN HRIEEHAKZEDFI TLLEE L,

Apply sufficient coolant to the dress point.

* RUZEIDAHEIF0.02mm U TZERELTLEEL).

Recommend 0.02 mm or less for depth of cut.

* A1V OEREBEDKELLED I EcHE. BUTTEALIEE L,

Rotate if the contact area is too large.

I {EEFASEHI Examples of Use

BRLUZEFREEDZAEDMELY Minimal variation in contact area

BRENEY A PEY REFRL TS, AT SHEIICH(TI T,
RUZDIEREENZ(ELEEA.

Using synthetic diamond rods ensure minimal variations in contact area throughout its tool life.

TEE e N
0.5 0.5 0.5
{EFHIEA fEFAREA EFRRHA

Beginning Interim End

K RUAMZRMZES TR, FRBblCAEZDIITVETY.
* The tip angle is made for early consistent dressing performance.
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Grinding Method Workpiece Grinding Wheel Spec Results
= l prig==| 3 el N . \ AD
lF‘]lﬁﬁﬁﬁJ‘ Eﬁjifuﬁuu CX60 760 LL1S-1203 EFE*)J%HQ:D#EI\IJZ 3{%@1;@%.1 ‘
Cylindrical grinding Automotive parts Consistent dressing from the beginning. Three times longer life.
=2 l YR b o N N
FIRHEL s C60 50 LL15:0603 [RFFSDEERLZ,
Cylindrical grinding Machine parts Consistent dressing from the beginning.
I 1Z#E<TEBA#MA Standard Dimensions
1. ANV—b2v O8I (A1 A) 27— I\VvV OB (ATM) 3.S5VIZE(A1G) 4AFEDET VvV IEI(ATP)
Straight shank (A1A) Tapered shank (ATM) Landis Type (A1G) Tapered shank with head (A1P)
L L L L
23 23 21 23 o 22 21
co5 23
fa) C0.5 9
5/ 2l ) > x
2| of =/ s(a S ala} 2 gl 2| 8 IS
2 38 2 8|2 i 8l & & g
Q| 8#fzmm
© Unit: mm P \/ °§ F—IN—
\ S \ T
L — D 22 Taper safis mm &1 mm = RS
5 % Unit: mm Unit: mm A7 mm Unit: mm
5 0 D L 2 2 |7-/tTaer| SD D HD L 2 SD D |HD| L | 2 | 8 |8s 7—/Taperl SD
8 100 63 | 260 | 220 | 4 |1/50 s 4 | 20 | 12
10 35 - - - 6 10 27 20 58| 931|210/ 95| 7 | 1/40
0 50 s 87 | 330|240 | 6 6.3 9 25 11 71 o a1 lorol oal 7 1
10 100 9045 270 | 210 | 5 |wmT#0 63 | 18 | 92 13 :
1 35 2~3 8 12 26 16 | 23 9.045| 12| 31 [21.5] 95| 7 |MT#0|2~3
11 50 9.045| 310 | 255 5 MT#0 8 12 35 20
11 100 12065| 360 | 270 | 6 | MT#1 10 14 25 16 9.045| 16 | 42 |255(14.0| 9 |MT#0
12 50 11 16 35 20
2 700 12.065) 490 | 400 | 8 |MT#1 T 6 20 55 12.085| 18 | 57 [40.0|14.0| 9 |MT#1
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LL Cone Type Dressers

BAENES M VY E/FORRZERSBEEREMEICELZNLY Y,

Dresser with sharpened synthetic diamond rod tip for high-precision grinding.

I % R Features
1 ELHFIRIE. ARICEHOE TCTREDRAEDEE,

The tip angle can be adjusted to meet your requirements.
2 SEimiRA VD v IO DHRICH DD TREZLTHEHEDAL
BICZE{EDEU,

The tip point is located in the center of the shank, meaning no change in contact posi- | )
tion even if replaced. k\ A ey i

i W
3 YrY o EBRES E TEAT IR LD REROERERN b\ g D
=1):128
Long-term continuous use is possible by rotating the shank.

I A & Applications
B AR KBRS DV LU\ PTG RO e T 8.

Usable for internal and profile grinding that demand high grinding wheel shape accuracy.

POINT! fEFR_EDFSEEIE Precautions
o RUZYPAFHEIFO0.01TmmUTZEERZELTLEEL,

Aim for a dress cut depth of 0.01 mm or less.

o RUZMRA VMR 1EAEKZDF T IEE L,

Apply sufficient coolant to the dress point.

I {EEFHEEHI Examples of Use

izl ap: 79— EFER ANyY R
Grinding Method Workpiece Grinding Wheel Spec Results
[ & Y CShy N
it B CX100 ®30 LL1T-0603 AR (5T RAES
Internal grinding Automotive parts Eliminates accuracy variations
| = o3y PN
OGS 2 A120 ®40 LL1T-0503 2fEM L0
Internal grinding Bearings Two times longer life.

I IESETERRSA  Standard Dimensions

1. AMU—b2v2 581 (C3A) 2.5VIR8(C3G)
Straight shank (C3A) Landis (C3G)
L R L
a 21 21 22
/\ €0.5 C0.5
> e - > 2 g AN >% —1-
S il } sl @ il
OS‘ Og'
Q Q
B mm A7 mm
Unit: mm Unit: mm
D L L1 \ R D HD L 21 22 V R
6 254 6 10 27
8 35.0 3~5 50°~110° 0.1~0.5 8 12 26 3~5 12~25 |50°~110°| 0.1~0.5
11 40.0 11 16 35
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AD Forming Dressers

HEFEICEBhEBRAES M VY EVFeERLERBEAORRARLY Y,

Forming dressers using monocrystalline diamonds with superb wear resistance.

I % R Features

1 MEFRAENSHDRERNEST 1 VEVRZEFERLTNDD

Long life due to use of monocrystalline synthetic diamonds arranged in the direction of
abrasion resistance.

s, g Ll - 7, /, -
2 EREOEENU R, @inZifE T 5 & CTEEIBA DR .
(CERiE. 1 :
By lapping the surface of the roof shaped diamond and both sides in a wedge or [ M
rounded shape as well as both edge surfaces, these dressers are ideal for forming with H | a 1 p
irregular shape grinding wheels. e | )
| '.;;
- - "
I B & Applications " W
-
PUFaS5—El FA VI +— LRE B EEHE]. QU
HlIZE . $OBYR A DR ICERTTRE.
Applicable for form grinding wheel such as angular grinding, diamond form grinding,
stepped cylindrical grinding and thread grinding.
AETN
== O x Angular
POINT fER_ED;EZZEIA Precautions ?lsplacement
o BIEFEAREZIT OIS MEERE. AR RSBV RDORL Yy B ZERUTLEE L, : e :
U ~ TP ; : SavEUR_ SV
se a dresser shape that meets your job requirements and wheel shape in order to achieve the proper wheel shape. Dlamond
s IO IFARRIFI 1 VEVROBIEZFREF T O TIEREICIDMIFTLZE L), (BHER) a
Be sure to mount the dresser to the dresser jig correctly. Incorrect mounting is liable to damage the diamond. 2
e Ry HEAICHLT 10~ 15° BIFADNTEDRIICUTERLTLEE, :
Use the dresser allowing a clearance angle of 10° — 15° to the wheel.
I RSB Examples of Use
iz apa -0 fEREA ANYY R
Grinding Method Workpiece Grinding Wheel Spec Results
7/;/¢“ﬁ._ e B ER5EA A120 300 AD1.0T 60°0.3R Kb 20% BLE
ngular grinding Automotive parts 20% longer life
FoFaS—HEl BEEm o TEIX10%HlRL
Angular grinding Automotive parts AB0 ®500 AD1.5T 55°0.3R 10% tool cost reduction
I TEHET;ABA#A Standard Dimensions
1.8RYv+>ROVE (EBK) 2 FABREY 3.==7 4514V T5— LB (E6F)
Toyoda Gendron Type (EGK) Okuma Type Mitsubishi Type Diaform Type (E6F)
28 £ RO.3 “ ko
. P RO.3 c0.5 €0.5 " 9 | 2
Co5 ! ﬂ Co5
=1 o @I e [
S ©
=] 0
Q ©
17 3 26 22 20
12 16 o 7 1 3 75 135
2| NEE o _{5dTs O
o S L_H = & JjZaN o
VAR o 2 o 5 g 8 oF
2 \/ Q — \"/ oo o
= - Y
Q 5 IS
Y R

30~60 0.05~0.5
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LL Blade Dresser

BEROOY 7847 NES A Y E FeEBERTILERLY Y,

Dresser with arrangement of multiple synthetic diamond rods.

I % R Features
1 EMEEIZEULEVD TERE LRV DT §E,

Minimal variation in contact area ensures consistent dressing performance.
2 RATA VICERMWEFR S @D REI>CTHD. TEOXNDER
ZEIR,

In contrast to natural diamonds, the direction of abrasive resistance is uniform, leading
to a reduction in tool costs.

3 EAMFALLCHERTE. KIEEIANIRB T EE.

LL blade dressers can also be used for grinding wheel forming to delivering significant

costs reductions. i
_ S g o,Le " = “ - |
4 RFICEDETARRI A VPEVROY A X A DREHTIRE,
Various combination of diamond rod size and quantity are available,meeting the condi- &
tion of use.

I B I Applications
FUE2S—TREI Bt LA TE. BB FEimElCE AT EE.

Usable for angular grinding, stepped centerless grinding and stepped cylindrical grinding.

ER_EDEEZEIE Precautions I {EAZEF] Examples of Use

» EAODEERAE. EADEISHUBEZEDIEVKRSICEOMIFTIEE L. -

Be sure to mount the dresser so as not to sit at an angle to the direction of grinding wheel rotation BRHIZTT e ERER ANvG &R
and grinding wheel surface. Grinding Method Workpiece Grinding Wheel Spec Results
= = 3 2 S RAE S S ]

. Hj%ff;()‘%z@ﬁﬁﬁ]ﬂ’&}ﬁb‘t FA VY EVRESHUEHDSTER SRR o 260 0500 | LoT1.0603 MTRES S
<z, Centerless grinding Bearings Consistent accuracy
Ensure that the diamonds are kept cool during use by applying generous amounts of coolant.

o RUyHRISEBRIREN < BIE D52 HDETEAL IS, s e TEER20%MBL
Use a vibration-free, rigid dresser holding device. Cylindrical grinding | Automotive parts CX100 ®400| L3T1-0603 20% longer life

I 1ZHE<H;XBAMM  Standard Dimensions
1.8EEY Nippei Type 2. 2B Toyoda Type
() RO.2 30)
Co.5 \ C0.5
Z%G%#i = tE==a=—=
& = B mm 3 7 mm
;,} i Unit: mm o5 Unit: mm
6 31 - ©
s FvIHE e FvITIE
o 2~ B
520 B ST Tip dimensions 0 716 DA Tip dimensions 0
Shank Shank
B } N] B
—
SR 8 S— ==l sEm 8
- 0°~20° \A P00
Nippei 10 _ Toyota 10
4 APREREY Okuma Type
RO.3 (46)
co.5
B mm .,
Unit: mm 1<
N FvIE 8 47 mm
ys:/kg Tip dimensions | | | D ) = Unit: mm
an! & -
= 26 © ) FVIAE
8 3 g Shank Tip dimensions 2]
B
| —\ ] ANL—haY 8 10 o
"JCC \ ~ °,_0N° S
‘“\(‘9 /\ Straight T e T {HnE"F 22e IR 8 020"
\ i 12 LGJ Okuma 10
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LL Rotary Dressers

AERONES MV EVF2HRRICESNILZEMS N—-Z2FROO-2)—KLy Y,

Traverse dressing rotary dressers with prism-shaped synthetic diamonds aligned around the circumference.

I ¥ B Features
1 EMEBEIZLUEVD TEREUERUV A EREEFIE,

Minimal variation in contact area ensures a consistent dressing performance.
2 9 VEVROMEFEAOQZHZ DT ETREMDAEE.
Long life possible by arranging diamonds in the direction of wear resistance.
SEAEDHEAEEDOE LICKD. BHTHEVNIT—ITEBEZ
ESTR
Improved grinding wheel forming accuracy produces extremely high workpiece dimen-
sional precision.
4 BIHRDfeH . RARY A PICURTREMOEIF CE. WHEl
JXMDOEFEDETEE,
Synthetic diamond rods have a longer life than natural diamonds, reducing grinding
costs.

=2
aQ®) ~——

i =

I A & Applications

—igIEA-E - CBNIRAICK2AmAH]. HEHHEl. 50X
&l SEEEICERTTEE.

Conventional wheel and vitrified CBN wheels for internal grinding, cylindrical grinding,
centerless grinding and surface grinding.

POINT {SEAR_ED;F=ZEIE Precautions
o JUDIFVKSICEDFFTLEELY,

Be sure to mount the dresser so that there is no run out.

* HRBEITZEDHEIRZRITIT. IV EVRZESHUEDSSERLIEE L,
Ensure that the diamonds are kept cool during use by applying generous amounts of coolant.

o Ry REFREIFREDFL. BIEDH2HDHUETT .
A vibration-free, rigid dresser holding device is required.

* VAT LEBROR—/\—FyF r—EEAT IHECLOBEVREE. REMNHNET.

High-precision and long life are achieved with the use of the system device. (Super Toucher)

I {EFAZEHI Examples of Use

iitllyspae D=2 fERER ANy EEES
Grinding Method Workpiece Grinding Wheel Spec Results
PIETH] B KRR@D 4 55
Internal grinding Automotive parts CBN230 100 L90T-0515 4 times longer life than natural diamonds
PIETFHE] = 1R EHTRE
Internal grinding Bearings A150 @50 L1208-0420 Consistent accuracy, surface roughness
I BZE-TZBBA# Reference Dimension
1. ARU—REY Straight Type 2.73w 78 CupType
=T 16
s
-8_ < o g% 6 10
& 6.1 2 E S 2e o B
[©] © . o ﬁ% I >
S 1, T = &4 8 - &
9 I if 7-N'-1/5
9 oAl L T 8 SERRAR 58 5@ 15 18 ¢
S 9 Detail of tip 8 IS IS 9 9a ST
¥
= iy
o g o]
29 9 %2
[l . -2
= [7A[0008 1A} =
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Metal-bond Rotary Dressers and Scroll Dressers

AEFLVYEVREXRNFR VR TEEZE/O0—-2)—RLyY,
Rotary dressers with synthetic diamonds sintered with a metal bond.

I ¥ IR Features

1 X5 )VIRVRADS A PEVRZERZO—ILIK (5B A) ICEET,

The diamonds in the metal bond are arranged in a spiral shape.

2 ENTEF A VPEVRDIRZICBED T DD TRELICRLV A DAL,

The arranged diamonds allow the grinding wheel to be consistently dressed particle by particle.

I A & Applications
PR CBNEEBIC LD L 255 DRI &5 L AT R

Camshaft and crankshaft grinding with vitrified CBN wheels, centerless grinding.

ﬁﬁﬁi@ii%%lﬁ Precautions

* HRDETZLEDOMEIRERITI T, 51 VEVRERHUIENSTERLIEE L,

Ensure that the diamonds are kept cool during use by applying generous amounts of coolant.

EBEHEO—2)—KLyY

Electroformed Rotary Dressers

AEFMVYEVReEHETEESE2O0-5)—-F LYY,

Rotary dressers with synthetic diamonds embedded by electroforming.

I 4§ R Features

1 RUREHHMRL . U E R
A — )L — )V ICHFEL
Low dressing resistance, ideal for narrow-
axle grinding wheels and fine-grained grinding
wheels. |

ﬁﬁﬁi@ﬁi%%lﬁ Precautions

I A & Applications
E'~CBNIEAICKDANERHEICfE
FATT8E,

Internal grinding with vitrified CBN wheels. 4

* KRB ZEDOMERZHII T, F41 PEVRERAUEDSTREALEEL,

Ensure that the diamonds are kept cool during use by applying generous amounts of coolant.

VIT CBNF 1 —IERAEtYABO—4)—-FLyY—&KE

Rotary Dresser Unit with Built-in AE Sensor for Vitrified CBN Wheels

A=/IN—R Y F+¥—

Super Toucher

VIT CBNF A =DM Rz 8REICRIEL. #ZRNMROFLAREFERSO—-5—) - Ly —RE,

Rotary dresser unit capable of precisely detecting the contact point to eliminate unnecessary dressing.

I 4§ B’ Features

1 OV TEZEEE (max 20,000min-1) HiET 8k,
Compact and capable of high-speed rotation (max.20,000 min-1).

2 CBN kA —JLERLY Y DIZFIRIARZ 1 ~2umB i THEH.
Able to detect contact point between CBN wheel and dresser within 1 to 2 um.

3 RURRDRA —)UiELF(CHhfc o CHBICE e h ZHIE.

Able to determine flatness of grinding wheel during dressing.

|
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4 EMSRAIICKDEGRUR 0! BaFamhiE L.

Unnecessary dressing is eliminated by detecting the contact point, resulting in improved wheel life.
5 EZY—NSOHAESZERHIEE S DBIEIC KD B ENFHI#NETRE,

Automatic control is possible by outputting signals from the monitor to the grinder.

I A & Applications

E'r CBN A — )L (—RIEEBOTEE) . AEHHI. FREEl.
TEFHIEZE. HEIZRDORUVRAV AT L.

Dressing systems for all type grinding such as internal grinding, cylindrical grinding,
surface grinding.
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Grit Dressers and Impregnated Diamond Dressers

ERDODNETLVE MBI ZXRIIAR R TEBZEZFLY Y,

Dressers sintered fused with metal powder.

I ¥ B Features
1 ZHONSES 1 VPEVRIBRIDEIREICIER.

Many diamond grains work simultaneously.

2 RO DS NRL Yy T EFENRD U RERV ADETEE,
Diamond grains disperse dressing resistance and reduce dresser wear, ensuring a
consistent dressing performance.

I B & Applications
KEER TOE> 5L ZH. R TETIC R,

Usable for centerless grinding, cylindrical grinding and surface grinding which use large
wheels.

POINT {5 LED;FEEIA Precautions

e RLyBZERDHFeEE, ROy DA RAEICEHEICH DK SITH
bftIFTLEEN,
The dresser should be mounted with the entire surface contacted with the grinding wheel surface.
e JUyhRLY B ZERT L BRRLY D ETESNS L EE LD
H<EBMEEICHDE T L EEHHD T ETBIESIIRL Y EDRE
Z PR ETHEESNET .

A finer surface finish can be obtained using a grit dresser instead of a single-point dresser. If the
surface finish is too fine, this can be remedied by increasing the dresser feed speed.

* IDAHE (AL ET0.083mm~0.05mm. {£t ET0.01mm~
0.02mmUTZEBERELTLEEL,
Set the cutting depth to 0.03 — 0.05 mm for rough grinding and 0.01 — 0.02 mm for finish grinding.
o RUZRE. RO HIaERL Yy S OO IFRIMEICSERLIEE LY,
Ensure that the diamonds are kept cool during use by applying generous amount of coolant.
A vibration-free ,rigid dresser holding device is required.

I IESE<HERR#A  Standard Dimensions

D1 PEDIRETE 1AGF
2 RARAX10KT fﬁ@

A

”»

SUYRRLwH

Grit Dressers

1 FURLYHY

Impregnated Diamond Dressers

@51 PEVRHKIE Diamond grit size

Shape and size of diamond layer “"’{i
Rectangular: 4(W) x 10(L) x 7(X) w\i J—k A VRIE {EEEADRIE
@Y PEVRKIE @QFAVEVRKIE : #20 (FhB) 9 Code Grit size Grinding Wheel
Diamond grit size Diamond grit size: Medium (#20) HUwhRLwH #46 U8
O 7o @V IR L FERI(ARL—B) Grit dresser 4 #16088) #46 or coarser
Shank shape: type F (straight) L——‘
JUvbRLyY
‘ it dressor 6 #20(FE) #54~100
R K N I JUykRLyY #120 AR
R =K S Dimensions Grit dresser 8 #30 (HE) #120 or finer
Shape Code w L X
” AV TURLYY fERNE #230 LU
R 1A 4 10 7 Impregnated diamond dressers Grain size #40~400 #230 o finer
Rectangular EI
2A 6 13 7
W @Y+ IRK Shank shape
3A 6 20 7
n o B B
Shape Code w L X
IRET—/
. 1B 6 13 9
Edge-tapered [Ijﬂ ',2’3
LWJ/” 2B 6 20 9 Il
TR a—R ~t5%  Dimensions
Shape Code d X E E m
s 1R 3 3
Cylindrical % @/‘
x
2R 6 6
] 3R 9 9

AV TURDYHIE. REDMRAELIEDFT,
Impregnated diamond dressers is cylindrical shape as standard.
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Diamond Burnishing Tools

PH-FREEEN=0T 3% (BREEREESR) S VYEVRY =,
Diamond tool used for burnishing (plastic deformation) cutting and grinding surfaces.
I 4% R Features

NEFAVEVREEERICSYEVIMIULETIR.

Tool with synthetic diamonds wrapped in spherical formation.

I F & Applications

PIEIN (FFREI S NI REZEMER S B HIEEICFEREIN. 4
[CREMICEAEEBRMICHR.

Used for plastic deformation of cut or ground surfaces, and is particularly effective for highly
malleable metal materials.

1 YENAEF

Diamond Gauge Heads

FRBEBRDAIEY —Ib,
Measurement tool for precision parts.
I ¥ R Features

ARIFFeimIC RZR DR D% < NEY A Y EVRDORE
ZEREL LD,

Heads generally have round-shaped conical tips and high-precision finishing of synthetic
diamond surfaces.

I A & Applications

SEAEFICERTEE.
All types of gauge head.

y CIAC NP2

Superdressing

NERRTEHFHEAFLYY,

Portable dresser with replaceable diamond tip.

I % E Features
1 BAICEBULHTEREIITYIL—C VT RUADEEE,

Truing and dressing are possible simply by pressing lightly against the grinding wheel.
2 3EMDORINZFEVDFDIETRHREICIHUERU AN T E,

Screw holes have been located at 3 positions to enable dressing to meet your require-
ments.

I B I Applications

ARV—MAREGPAHY TRRBEADYIL— VT RURIC
{EFRTRE,

Truing and dressing of straight grinding wheels and cup-shaped grinding wheels.

POINT {ER_LDFEEIA Precautions

* CREADKRIFUTREEZEALTLIIEEL,

Always wear protective equipment during use.

il
w
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Dresser Basics

1

BH-RAVRLy Y OIRERAEE

Dresser Setting Angle

tIDAHEDREUT

EREGOEE SaE LYy OXEDHBEISHL T, €NEeN10~15°
DOEfAZEZREL. Ry T OEmDNHEC DR DICEUSIFET .
FIEEMTAF O DRAME EEHESHHEL. RIANKRELEDICUIC
Ao CTH EERIDHD<IEOEITH. CORMAEFITEIRICEOTR
HONTWVET,

Dressers should be mounted at an angle of 10 to 15° to the grinding wheel rotation direc-
tion and dresser feed direction so that tip contact is made.Finished surface roughness will

be coarse with a setting angle of 0°, and become finer as the angle is increased, however,
this setting angle is determined by the grinding machine.

RLwHiEb 200mm/min
18 Dresser feed

"""""""""""" KLwHi%0  100mm/min
Dresser feed

16 \
14
.0 \
| h ‘
g 1.0 2
<< Ve
Ra 08 bg
06 == %g
04T E3=ITsiTs 15um
S=Id=e_ U= [ 10um
IS~ ~a |7l 5um
0.2 SIZmewsIT = 45um
T==aZI==10um
0 ~ 5um
10 15(%)
BIAE
Setting angle

EDREDIRDTT

Deciding the Feed Speed
MITOAL FEEEFNL Y Y OEDEREICI O TRELEILLE T 1R
ENEEDREZDETDRIICUTROBERELTLEEW., ZDHEAM
THOH FEHREICKDRECNUCEDREDREZL TEEL,
Finishing surface roughness varies greatly with dresser feed speed. Set the standard feed

speed as follows as a guideline, and then adjust the speed based on the required finishing
surface roughness.

FRLwHED®EE (mm/min)
de Dresser feed speed (mm/min)
F=—— dBEROFHREWumM)
2.5%1 ,Ooo Ave. grain diameter (um)
N:BEAEEE (min ')

Grinding wheel rotation speed (min-1)

-~

SHEHI ) K #80.542405.E&2,700m/min(2,120min ") DIFE

<example> For grain size #80, diameter 405mm speed 2,700 m/min (2,120 min-")

180%2,120 _
F= 5 5%1.000 =150 (mm/min)

W IERIDFIIRIRR  Ave. grain diameter table

] #
G*ﬁE 30 | 36 | 46 | 54 | 60 | 70 | 80 | 90 | 100 | 120
rain size
i o
Grain dia. B%Om 500 | 400 | 300 | 250 | 200 | 180 | 150 | 130 | 100
d

Selecting the Depth of Cut

EDREEERRICHTHEIM AR CKRESHELE T,
HRVADZETE0.03mmUTZERZEL. —EICKELTINATE
EFEEHFTL TV THRABDKREVSAFHEIRZ T2 CHHIGURE
ZBA<ERDICLTLIEE LY,

As with feed speed, the depth of cut greatly influences grinding performance.

Aim for 0.03 mm or less even with course dressing, and avoid making large cuts at once.
Ensure to supply sufficient quantities of coolant when the depth of cut is large in order to

prevent heat being generated.

A
Wi ~0.005mm 0.01~0.03mm 0.03mm~
Depth of cut
BrubEhins <HHUVE
ESE
» TR ABFFFHI FFRIE N EE
N ray N
EEERERE | | SORREIL R BDBHD
. R TRRE R THI - '
Grinding wheel surface i Normal fracture /Finish Coarse surfaces with
application Smooth suﬁgge Wlth flr}e grinding significant abrasive grain
fracture/Precision grinding Finish grinding 10ss.
Rough grinding or ap-
plication which needs large
stock removal.

FAVEJRDKESEE

Diamond Size Selection
IEADMEEZS | H I eHICFIEADARES., AL KELEZHT. <
NSTEUERESDY A P EVREREFEITNEIEDOFEE Ao
KETEDHEEF MEDR CREBENDDFT . N\ETTEDETATEY
ROMIE - BEEEDSEHARRID P T <HEADEEDTTEELDT
ERBHFET,
To achieve the best grinding wheel performance, it is necessary to select a suitable size of
diamond with considering the size of the grinding wheel, the abrasive grains and the grain
size.
Using diamond that are too large may cause the greater the cost, however, using diamonds

that are too small may cause diamonds to break or lose, possibly resulting in incomplete
dressing or truing of the grinding wheel.

AV E/RORESRUEEEM

Diamond Size and Selection Patterns

15 D ARED CRIEM T A PEVROKEL
Abrasive grain BDEFEALTZEL,

Use a smaller diamond for A and a larger diamond for C.

OB HROIEGAIFESAMVEVROREVD
Grain size D7ZEFERULTLIEEL,

Use a smaller diamond for a fine grain and a larger diamond
for a coarse grain.

BEE............ SEEEDEAIFET A TE/ROKXE
Grade of grinding  W\BDZEFERAL TS,
wheel

Use a smaller diamond for a soft bond and a larger diamond
for a hard bond.

BEEA..one VKD BDIEEM T A PEVROKEL
Bonding material  HDZEFEALTLEE 0,

Use a smaller diamond for Vitrified bond and a larger dia-
mond for resinoid bond.

RUZREDA....... PYDIAHFHARENFEST AV EVRDKE
Dresser depthof ~ W\BDZFERALTLIEEL,

cut Use a smaller diamond for a small depth of cut and a larger
diamond for a large depth of cut.
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I Dresser Selection Guidelines

TFEIATL  Grinding Method

LLERRLYY

LL Single-point Dressers

("

P LLr s RLys N
LL Cone type Dressers

=it AIERRH e AVp Ll
Cylindrical Grinding Internal Grinding Centerless Grinding :Fﬁﬁﬁﬁu
—f% Vo2 —f& RPUY —f& Bt Surtace Ginding
Standard Angle head Standard Bearing Standard Stepped
FTINERIEG F(TIRIER
Mainly small-diameter Mainly small-diameter wheels
wheels

W/ | U

AD J#—=VJRLvY
AD Forming Dressers

LL=—RRLyY

LL Blade Dressers

e

LLO—%U—RLwY

LL Rotary Dressers

wa B~YIAN

XF)vO—FY—RLwh

Metal-bond Rotary Dressers

BHRLYY

Electroformed Dressers

FURRL Y

Grit Dressers

Impregnated Diamond: Dressers

© ©

© ©

O

BARTH® BARTH®
NEEHE NEEHE
When life insufficient When life insufficient
with single point with single point
@ /‘ ‘k @ V/-“ \
NLIIEE CBN CBN
Camshafts, etc.
- | EICST-HEED F(TSTHEEWD F(CST-HEED
- | Mainly rough grinding Mainly rough grinding Mainly rough grinding
/*~ . .
\J O O
FICST-HHED FICSTHEED FICST-HHED
Mainly rough grinding Mainly rough grinding Mainly rough grinding
o a

./

X EEEEREHLETHEERTERCI . MIAR (. EREA. MR, 1) [CRoT RBRLYTFEDDFT.
FEATOAMICOVTIFFRRADIIGEZBRLLET .
*The above selection table is for reference purposes only. The appropriate dresser will differ depending on the machining details (machine, grinding wheel , machining conditions, etc.)
Please provide us with detailed conditions of the product you are using.
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LLEARRLYH[cDUNT LL Single-point Dressers

LLERRLY Y ZESTHELNDT I Hi?
I am interested in trying out an LL single-point dresser.
RIRDIBEARYIPRITRLUY B DI A YA X%
RIDIET. HHIEEDEEIFRRETI D, fEA
BAEPHEIARICEIOTIE. BELCRLYSHBER
HRORGICEBUEWVEEDGDET .
FERBEFRAREGRLUYDZSTENDL. Bt TER
EEZHESE VRV LTI PO 1 X%
RETDETRIDHRNIFEENTRETT .

Your current wheel spec and current dresser diamond size suggest that
the LL single-point dresser may be an option for you, however, depending
on the application and grinding method, this dresser may not match your
requirements.

We can take your used natural diamond single-point dresser and meas-
ure the worn area, and this will allow us to determine the optimum dia-
mond size to help you make the best choice.

©

LLERRLYY EXAREARLYY D
ELAHISEWVNESEDFETH?

Is the LL single-point dresser used in the same ways as a natural
diamond single-point dresser?

LLEBRLUY D REREFTIEREBNIEDSIELE
LoD SEEAZE CEDERE (BfE) KL T
CEAVEITERT . 2D, (ERFRBDEHRENE
BIZMIREEDAY Y DBDET .

(% [RAJ. EEEDRIICHFEVWVETE IO EEED
BEUEOTEREICABREGN TOREE, SERAKRMS
[CHROTIFEERSBIEANRWEER. EEZRESY
DHEHHOET)

With the LL single-point dresser, not only does the active area remain un-
changed throughout its life time, but it can also be used without rotation
or repair (regrinding), thus reducing overall work time and repair costs.

(* The LL single-point dresser can be used as described above in princi-
pal, however, rotation or repair may be required at such times as when
the surface accuracy deteriorates or when there are discrepancies in the
dimensional accuracy.)

MIABERLYY Machining Defects and Dressers

FREIBFICREE T DIMTARIERLUY PRV ARG THRETESD
EBEHDOFT . FTFIE. Ry DERZE RS BSRH LV EEE. &
TR TTERLESL,

Machining defects that occur when grinding can sometimes be improved
with the dresser or dress conditions. First read the “Dresser Basics” carefully
and then use the dresser under the appropriate conditions.

fREISE > =i U bS5 ?

What should | do if grinding burns occur?
RUAREICKDEEED. BD3IN. BEHNEZISN
T HiF HATRLYYZERES. EFEURLYy T
B B R 27O E. RUREA (RLy Y LIEED
) I\ VIR Y ZERL T ES LY,

(R RS
ED7ZERLT D] [PIDAHBERELT D] [RUR
B =BT |

The most likely causes are loading, glazing or welding due insufficient
dressing. Choose a sharp, acute angled dresser, send your worn dresser
in for repair or replacement, or use a dresser with small dress action
(dresser and wheel surface contact) width.

<<Dress conditions>>

“Increase feed speed” “Increase depth of cut” “Increase dress frequency”

Tt EFEHEVNESE?
What should | do if the finished surface is still rough?
EAEOEIMEVNCEDNEZISNFT . ZHYATICT

BIFE. RURIER (RLwb EMREDEAD) IBDKXEL)
Ry Y ZERLTEE L.

(R RS

[EDZEELL. EvF =N <T5] [T)DiAHE=E/
&I 2] RVRTPIRZETS]

©

The most likely cause is grinding wheel surface roughness. Switch to
a multi-point stone type, or choose a dresser with large dress action
(dresser and wheel surface contact) width.

<<Dress conditions>>

“Decrease feed speed and make pitch narrow” “Decrease cut depth of
cut” “Perform dressing out”

T EFEOTERRDEEIESIE?

What should | do about dimensional errors on the finished surface?

RUARRBICKDEEED. BOINHEISNFTT,
HHF). FHARLRLYYZRES. EFEURLYY MBI,
WMBRZ1TIBE. RURAER (RLyY CIEEOEZ
i) IBDNEVWRL Y B ZERLTIEE L,

(R RS

EDZERLT D] [YIDAHEBZEXRELTD] [FUR
E#ZEPY | [RURATIRT D]

The most likely causes are loading or glazing due to insufficient dressing.
Choose a sharp, acute angled dresser, send your worn dresser in for
repair or replacement, or use a dresser with small dress action (dresser
and wheel surface contact) width.

<<Dress conditions>>

“Increase feed speed” “Increase depth of cut” “Increase dress frequency”
“Perform dressing out”

RUIRDZEDY—IDFEETD

Threaded feed marks occur.

EEDAEHEERALCVSEREENGDET . iE
ADAZEFDIHDRIICRLALTLEELY,

The side edge of the grinding wheel may be hard. Dress to round the
side edge of grinding wheel angle.
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EEUDRETS

Chattering occurs.

RURATREICLDEFEFD. BOIINHEZISNET.
A, AR Y ZES. BFEURL Y U (HEE.
BERZT58E. FURER (RLyY CIRE D#RT)
BONEVWRLYy Y ZFERUTLEE V. 51 P ORE
[CEHDEVDERULTLEEVN. KLy DY v
HIERICEMUTOLIEVDERL TLIEEL,

(R RS

EDZERELT D] [YIDAHEBZEXRELTD] [FUR
E#ZEEPT | [RUAT IS D]

The most likely causes are loading or glazing due to insufficient dressing.
Choose a sharp, acute angled dresser, send your worn dresser in for
repair or replacement, or use a dresser with small dress action (dresser
and wheel surface contact) width. Check whether any of the diamonds
are loose. Ensure that the dresser shank is not in contact with the grind-
ing wheel.

<<Dress conditions>>

“Increase feed speed” “Increase depth of cut” “Increase dress frequency”
“Perform dressing out”

ZEALEDIESRA

Usage Precautions

FAVEVRERYDRT—EENEDTY. Uh LT DREF
([C55<. BAVLWMEZEDHDOTVDIcH ERADERICIERDEIRZ
R TERLIEE N,

Ry S Z&mV)ICIEAICYIDAD B [EIEA DR RICER< IR
DI BMUECDTEAICBES B, BB YIDAHDE
W EZED D LT, BEDERRETITOTTIFEW. fil
EHSWVELEDYIDIALZEFBIRTT .

TEDRIILEDMHEIREDFI T AV EVRZRELEH
SEOTLEELN.

IEAOEESREMEREABICEDETEOTTE. s
RICKDMEFESEZFZILET .

AV EVROFRDEFREL CERS Vv IZEEIREETL
ZE0,

FiRODEREBDRELLEDERALEENESICEIFLL
IO REORAELDDOTRERICERICHUTTEL,

RLy Y DRFEREFIRED L. AEDSHD0DHBETT.

RLwH DIV IICIIZEET HBSICIEX—H—ICTIKFEL
Jrsray AN

RISYFHFEETD

Scratches occur.

IEKIDEEE . BEFDHEZISNET .

» HAERLY B ZERL TS,

o FAVHEINTLIELNEESRL CTLIEEL,

* RURRICIERZ TSV TIhoTLEEL).

o RURIFEGRDSITL. RURFP ONEToTLIEE LY,

* RLyH DT ESO R FEAIEHRR CTITO TS,

* RUAKDR#DEDAM[IE. FHEIDXDIS[E
HCUTREL,

(R RS
* HEDBS

EDZEELT D] [VIDIAHBZENELTD]
* BEIODES

[EDEERLT D] [VIDIAHEBZEKRELT D]

The most likely causes are grain loss or loading.

e Use a sharp dresser.

 Ensure that the diamonds are not cracked.

 Brush the grinding wheel with a brush after dressing.

e Perform dressing from the edge of the grinding wheel and then per-
form dressing out.

o Position the dresser dimensions in the center of the grinding wheel width.
 Ensure that the final feed direction when dressing is the opposite of the
feed direction when grinding.

<<Dress conditions>>

e Grain shedding

“Decrease feed speed” “Decrease cut depth”

e | oading

“Increase feed speed” “Increase cut depth”

Diamond is the hardest material in all things. Despite this, its heat-sensitive and fragile
nature necessitate that sufficient caution be paid to the following points for use.

* When first cutting the dresser with the grinding wheel, move it gradually toward the cent-
er of the wheel, move from left to right when contact is made, and then use as normal
while ensuring that there is no excessive cutting. It is dangerous to perform cutting from
the side straight away.

e Ensure that the diamonds are kept cool during use by applying generous amounts of
coolant.

 Ensure that the grinding wheel rotation direction is the same as the direction of ware
resistance. We will engrave the ware resistance direction at your request.

 Rotate the shank if the diamond tips become worn.

© Heat will be generated and wear will deteriorate further if the worn surface area of the
tip increases, resulting in likely damage. To prevent this, send the dresser in for repair as
soon as possible.

 Avibration-free, rigid dresser holding device is required.

 Place a request with the manufacturer if wishing to machine the dresser shank.
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http://www.noritake.co.jp
E-mail grinding@n.noritake.co.jp
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JUIT AYVINZ—.us7x  NORITAKE CO., LIMITED
TERBMEBER SXEAE INDUSTRIAL PRODUCTS GROUP SALES DIVISION
T451-8501 FEEMARARFII=TEH1&EICS 3-1-36 Noritake-Shinmachi, Nishi-Ku, Nagoya 451-8501 Japan
TEL(052)561-9833 Tel +81-52-561-9833
WERERZ A HEASTERN JAPAN BRANCH
T107-8413 RRF|AXKIRETEHSELS 7-8-5 Akasaka Minatoku Tokyo 107-8413 Japan
TEL(03)3588-1541 Tel +81-3-3588-1541
WPEpZ 1t CENTRAL JAPAN BRANCH
T451-8501 ZEEMAXAIKFII=TE18E365 3-1-36 Noritake-Shinmachi, Nishi-Ku, Nagoya 451-8501 Japan
TEL(052)561-7226 Tel +81-52-561-7226
| [icf:if2an HEWESTERN JAPAN BRANCH
T566-0021 KERFHEREMMTER2E295 2-29 Minamisenrioka, Settsu, Osaka 566-0021 Japan
TEL(06)6319-1161 Tel +81-6-6319-1161
WENEHE OVERSEAS SALES DEPT.
T451-8501 RAEEMAXAIKFBEI=TE1E365 3-1-36 Noritake-Shinmachi, Nishi-Ku, Nagoya 451-8501 Japan
TEL(052)561-9837 Tel +81-52-561-9837
HENORITAKE CO., INC. HENORITAKE EUROPA GmbH HENORITAKE (THAILAND) CO., LTD.

(US.A) (Germany) (Thailand)
4990 Alliance Dr., Mason, OH 45040, U.S.A. Kurhessenstrasse 3, D-64546 1096 New Road, Kwaeng Bangrak,
Tel +1-513-234-0770 Mobrfelden-Walldorf, Germany Khet Bangrak, Bangkok 10500 Thailand

Tel +49-61-05-2092-44 Tel +66-2-235-1688

ENORITAKE SHANGHAI TRADING CO., LTD.

(China)
Shanghai Headquarter Guangzhou Branch
Room 701 Aetna Tower No.107, Zun Yi Road, 2510, Goldlion Digital Network Centar, 138
Chang Ning District, Shanghai, China Tiyu Road East, Guanzhou 510620, China
Tel +86-21-6237-5667 Tel +86-20-3877-2253
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