11-10 Sayamagahara, Iruma-shi, Saitama, 358-0032 Japan

Sales Offices K
Tokyo Branch ..
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TEL:04-2934-1042 FAX:04-2934-6735 -" .
2oy ]
e f -
Nagoya Branch U -’
Luminous Center Bld.2F, 1-15-1 Chikusa, Chikusa-ku, Nagoya-shi, Aichi, 464-0858 Japan o/

TEL:052-728-1114 FAX:052-728-1124

Osaka Branch

AXIS Honmachibashi YK Building, Room 1001

2-16 Honmachibashi, Chuo-ku, Osaka 540-0029, Japan
TEL:06-4301-3410 FAX:06-4301-3411

Manufacturing Offices

Head Office / Factory

11-10 Sayamagahara, Iruma-shi, Saitama, 358-0032 Japan
TEL:04-2934-5261 FAX:04-2934-6074

Email info@mks-tokyo.co.jp

URL http://www.mitsui-kensaku.com

Thailand Factory

MAX KINIK GRINDING TECHNOLOGY CO.LTD.
TEL: +66-38-213382 ~ 3 FAX: +66-38-214438
700/338 Amata City Chonburi Industrial Estate, Moo 6 Bangna-Trad Road,
Tambol Donhuaroe, Amphur Muangchonburi, Chonburi 20000 THAILAND
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MKS MAX KINIK SEIMITSU COMPANY LIMITED

B Mission: Our Purpose

Building on a century of tradition and a strong
partnership with the KINIK Group,we are committed to
delivering reliable value to customers worldwide through t
echnological innovation and uncompromising quality.

H Vision: Our Aspiration

As a proud member of the KINIK Group, we aim to drive
innovation and sustainable growth over the next 100 years,
establishing ourselves as a trusted global leader in our industry.

M Values: Our-Guiding Principles

Innovation
We continuously pursue new technologies and ideasto
lead the industry forward.

Global Perspective
As part of the KINIK Group, we are expanding our presence
in international markets.

Quality

With a foundation built on 100 years of quality standards,
we consistently deliver trusted products as a member

of the KINIK Group.

Customer-Centric
We approach our customers’ challenges with sincerity, providing
optimal solutions and high-value consulting to grow together.

Company History

June1923

Mitsui Mining Co., Ltd. took over
the abrasive materials division.

ZHRL () AR R R A RLER P OAE

June1927

B fEin HMNRE
HAUBEEEAEKINIKEERERR HRBHRREEE,
REZARMANEREER, AeRERERETNEE,

B Ex ZMNEE
EAKINIKERN—&, HAZADNERRREFRIRIFTEL K
BRER, RARREFERNRELE, FEEANSE,

B EER RAVTEHES

RUFR
FEERSFHERMEAE, FEERRR,

=514

EBKINIKERBN—E2, SRR IEREE .
mE

MEFREAENRERESER, FEREESEENER.
BEEL

DR E R EEH E RS, SRR ERRTT S=ES
BEENERRE, £RMR.

June 1 973

Relocated to the Musashi Industrial Park in lruma-shi,
Saitama, starting as a state-of-the-art factory.

MEERERARTRBTREE, (FRT RSN TRSE

March 1 974

Established Mitsui Grinding Wheel Co., Ltd.
R = HRIEEA (K)

April 1 976

Grinding wheel production
began at Mitsui Mining Co., Ltd.'s

View of the Meguro Factory at the start of

full-scale operations (1932) (Meguro, Tokyo) Meguro Test Site.
EXRREERNERTMAR (1932F) (RRBER) SHIEL () EBRRRSHA
EEHHIER

May 1 963

Launched CBN and diamond wheels in collaboration
with a technical partner.

HHCBN&® R EBIE S, WETRAEE

May 2001

February 1 91 3

Kagoshima Electric Tramway Co., Ltd. began the first
production of artificial abrasives in Japan.

252 BERINE () R RS B A S I EHTHIM

December 1 952

Renamed Mitsui Mining & Smelting Co., Ltd.;
established the Meguro Grinding Wheel Factory.
BRB=HEBEEH),

B A Z A E) B RITHITE G TR

1956: Mitsui Trademark Preservation
Association was established.

19565 MU =HERBRRES

MGT Thailand Factory (Overseas Factory)
MGTHRET B (S5 TR

Formed a technical alliance with a U.S. company
for gear honing grinding wheels.

MEERELE, ETERHERANRT S

Acquired 1ISO9001 (Quality)
certification.

#151S09001 (R H) &

November 1 994

Established MITSUI GRINDING TECHNOLOGY
(Thailand) CO., LTD. in Thailand.

M&EIRIZMITSUI GRINDING TECHNOLOGY
(Thailand) CO., LTD.

April 1990

Transferred the diamond pellet business from
Mitsui Mining & Smelting Co., Ltd.

e =& MK () HE RBI DRI

Profile

Company Name
Founded

Capital
Representative
Shareholder
Location

Network

MITSUI GRINDING WHEEL Co., LTD.

Established in 1927, began manufacturing grinding wheels under the
"Meguro Grinding Wheel" brand.

Established 1974

400 million yen

Masahiro Sakai, President and CEO

Mitsui Mining & Smelting Co., Ltd. (100%)

11-10 Sayamagahara, Iruma-shi, Saitama (Head Office / Factory)
Business Discripntion Manufacturing and sales of precision grinding wheels

Head Office / Factory

358-0032 Japan

Tokyo Branch

358-0032 Japan

Nagoya Branch

Osaka Branch

December 2 0 0 4

Expanded MITSUI GRINDING TECHNOLOGY (Thailand) CO., LTD.
#EREMITSUI GRINDING TECHNOLOGY (Thailand) CO., LTD.

March 2006

Acquired ISO14001 (Environmental) certification.
HE151S014001 (R1R) BE

July 2007

Acquired OHSAS18001 (Occupational Health and Safety) certification.
#1SOHSAS18001 (iR £#14) B8

July 201 0

Received the Labor Safety and Health Encouragement Award from
the Saitama Labor Bureau.

EREESHERBERSHEEME

September 2 01 7

TEL:04-2934-1042 FAX:04-2934-6735

Luminous Center Bld.2F, 1-15-1 Chikusa,
Chikusa-ku, Nagoya-shi, Aichi, 464-0858 Japan
TEL:052-728-1114 FAX:052-728-1124

AXIS Honmachibashi YK Building, Room 1001
2-16 Honmachibashi, Chuo-ku, Osaka 540-0029, Japan
TEL:06-4301-3410 FAX:06-4301-3411 S “

11-10 Sayamagahara, Iruma-shi, Saitama,

TEL:04-2934-5261 FAX:04-2934-6074

11-10 Sayamagahara, Iruma-shi, Saitama,

Head Office / Factory

Nagoya Branch

. A
= %‘ L
3 Ae
[

o/

Tokyo Branch

Osaka Branch

lgggﬂ’m2023

Celebrated the 100th anniversary of
the grinding wheel business.

TR AREWR100:8 5

June 2021

Started health management initiatives.

November 2 0 2 0

MKS

Acquired 1ISO45001
(Occupational Health and Safety) certification.

1515045001 (W R2MHE) BaE

12025

Launched environmentally friendly vitrified bond wheels.

BHRRUERESEDE

September 2 0 1 3

Company name changed to :
Max Kinik Seimitsu Co., Ltd.
and MAX KINIK GRINDING TECHNOLOGY (THAILAND) CO., LTD.

NEEIBEES:

Started collaboration with local companies targeting the high-quality grinding wheel market in China.

hESREFHETERBIER GEEREE

BrRiE R EERNERAR
MAX KINIK GRINDING TECHNOLOGY (THAILAND)CO., LTD.
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MGT Profile Contents

MGT was established in 1994 as a joint venture between Thailand MGTR1994F EF BT EE CRBMBERERETEE) B, A%KE . ) e e rmmr
and Japan in the Bangpakong Industrial Estate (now Amata City RAXNAEGE, Profile, Company History, Network ARE. A% B 01~02
gh°”b“,” '“dgs"ita' ESF"";‘?)- esls (viified and resinoid), boast FABANEBES: Wi (BEEABREIEEAH) S8 EOBS2300 MGT Profile MGTHEE 03~04

ur main products, grinding wheels (vitrified and resinoid), boast a o o b ) g
monthly export volume of 300 tons. As a production base for the R fERRBETRNEEDY, RIGHEEFRRIDE, Product Introduction EmNE
ASEAN market, we provide grinding wheels tailored to customer General Wheel Abrasive — B R 05

ds.
neecs Sintered Alumina Wheel Abrasive PR A R 06
Company Name MAX KINIK GRINDING TECHNOLOGY CO.LTD. General Wheel Vitrified Bond —RIEA BEGEE 07~09
Founded 1996 General Wheel Resinoid Bond — R BIRERE AT 10
Established 1994 General Wheel Regulating Wheel —RIRE BEE 11
Capital 248,750,000 THB Super-Abrasive Wheel BREER g 11
itsui Mini Iti ., Ltd. (99.959 MGT Factory (Thailand) MGT T (%)
SharehOIder Mitsui Mlnlng & Sme N9 CO ’ ( A)) ’ CBN Wheel Vitrified Bond CBNﬁlj\ﬁ B‘@%ﬁé%ﬂj —————————————— 12~14
Location 700/338 Amata City Chonburi Industrial Estate,
CBN Wheel Resinoid Bond CBN®bis s aHE 15~17

Moo 6 Bangna-Trad Road,Tambol Donhuaroe,

Amphur Muangchonburi,Chonburi 20000 THAILAND Diamond Wheel Vitrified Bond SRAENEH BEESE 18
TEL.+66-38-213382~3 FAX.+66-38-214438
. - 4 B g AR L
Business Discripntion Manufacturing and sales of high precision grinding wheels Diamond Wheel Resinoid Bond ERIEHE HiEEaH 18
Diamond Dressers SRIEBEEE 19~20
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MKS HIGH PRECISION GRINDING WHEEL

Sintered Alumina Wheel Abrasive
FIERHER ER

General Wheel Abrasive
EERG BR

Sintered Alumina Wheel
Sintered alumina abrasive has progressively improved productivity

MENEERE
fE RIS, TR IMI SR ARl

General wheel IZ@EiEA

JIS JISIRRE  type #EE color E&ts Composition *only advisory 45k *Eft£% application EMEEE ) o
A Brown fused alumina B Al:0:95% Free-hand/mechanical grinding of mild steel in grmd.mg p.rocess.. . . X . . MBRERX D NEYIMEEE “LCA” Lightning" BRI BB ER
BERNE rown TiO, 1.5~3% —FREAM . MBI E Y. R “LCA Lightning” grinding efficiency oriented grain,“MC” precision

‘MC” BRI S I ELL "ME” EERI P

oriented grain and “ME” high cost-performance oriented grain are

White fused alumi ) . Precision grinding of alloyed steel, tool steel and other hardened steel. For light load. o = e
WA DR aumne White  Al:Os 99% A TR AR available. S5h, BAIR RIS AR S E < TB(TOUGH
PA T;E%J%Td alumina Pink élzga 99ﬁ% Prgiﬁsﬂion gring%ngg)a\lé%)égiisgel,ﬁtj)ol steel and other hardened steel. Combinations of these grains and TB(TOUGH BOND) bond would BOND)>E#, ARFHEHI TEMNE - EiIREmEBEKINNAE
P& IIE rnOs & Eaill. TR, FEASENBEHSE

enhance your productivity even better.

Monocrystalline fused alumina o Precision grinding of alloyed steel, tool steel and other hardened steel.
HA BT Gray Al:05 98.5% HiEam 83 - TEE - BSHIEZE
Black SiC . o Precision grinding of non ferrous metal, non metal and cast iron.
C mexpmen Black — SIC95% FHEE FRMIE HROHETH
Green SiC . o Precision grinding of non ferrous metal, non metal, cast iron and cemented carbide.
GC genumen Green  SIC99% ik FRB R BEASNBEETY

LCA Lightning ==

“Lightning” Building new era in the grinding

BRI ERDE

MBA

New alumina abrasive with excellent shape retention and high toughness

EEEEREENFESIESLEER Features of LCA abrasive LCAERIK R
® Excellent micro-chipping property ° BRARNEREMERE
Features of MBA abrasive MBA BRI 52 Its micro-chipping property keeps RS RE S A BRI 2 R R B AU NI B, T
® Excellent shape retention o HENEFEFYT sharp-cutting, which means you can grind EREETEE,
MBA abrasive show excellent toughness MBAEE S FER HER R IR ERN BRI more parts per dress and wheel life is DA KIRIEE
‘é“’y"r‘ﬁ:lgte;;}r?gct‘f(:’:r'; Sgﬁst';l’g-abrasive B BB, TS ERRNTRES, R longer. _ o S
Granafer dresing for along e, s B/, RTIESIOREH, R " rncing fores tam b Tower b MO" MG AR TS, R3S
possible to secure the amount of fEib@o wheel gou can put more loads to the LCA v ERREY) e, F551E
: FEEFNTIN,

protrusion of the abrasive grains,
suppress grinding burns, and extend the
dressing interval.

o B RLEATINES wheel and save machine time.

BB MBA BRI + BERRIFNERNESHE
TBiR&E &, ERIREERFDBOFR,

o HIEEAE

© Combination with vitrified bond
It is possible to maintain the shape of the
wheel for a long time by combining MBA

A Wi A Toughness Value
abrasive + TB bond. FIRIATR AR Al WiEfE M C
80
® Combination with resinoid bond EREA
; inoi S EE N (B R 4E ) A DEY < 4 7| H H i

Can be used with all resinoid bonds. zﬁ/%ﬁu (@lﬁmn .:;HtJ)A\,.\JL\EﬁU (BHREAEEH) . 60 High performance sintered alumina wheel

Recommended grinding application ST HEEH (i a ) 40 = =
A =R RERIEE

® Form grinding (vitrified bond), Centerless 20

grinding (resinoid bond), Double-disk Features of MC abrasive MRS

surface grinding (resinoid bond) 0 . ) ) ) B \

A WA PA HA MBA MC GC  C MC consists of sintered alumina abrasive MCH & ERHR BRI TR BMCEE
Abrasive G'ag*';’;;; with fine and controlled microstructure. The il {EROT) i PTBS I 5 A ) ViR, RIS RIIRISH)
microstructure leads to excellent Bl

self-sharpening effect.
Hard steels like SKD or SKH can be ground
efficiently with MC.

CS Series

NFMTEBHNIBHISKH SKDHM, MUK EfthES
TEEM L, EERBER IR

05

Line-up for grinding steels of any kind.
BN S EM M RS R R SR R

For applications like grooving grinding or
plunge cutting, which require both form
holding and sharpness, MC is expected to
have much longer life comparing with

Features of CS abrasive series CSERIRR conventional alumina abrasive.
® Many variations o FEHIERIEER
Capable of grinding mild to hardened steel. MAEMBIREM, BEISERSLIES Sy a
® Excellent sharpness RIS
Low grinding force and easy to dress.
grinding Y o ERIIHIER

® Long life

IRUEIUE, VTR R BRRERR, SR

More parts per dress, so the wheel life is

longer.

B CS series line-up

o REM

CSA CsB csc CsD CSE

HEMHEIL S, WimAeaR, BEREEREF

RIS EM I CSRIIEVEH

ME

ERERREFERTIEI AT L, gl
BT, BEEAMTSE, IEEimt, SEEE
[Edinil b

High Cost performance
EE LB PR BERL

Features of ME abrasive

MEERIER =

name ER} features 454 applications #E7FFi& ® High performance ceramic abrasive © ERNLCA/MCHI S HEREMEZ EERL
High end spec. with excellent sharpness and wheel life Precision grinding of Hardened steel (carbon steel, alloyed steel, tool steel) follow!ng I.'CA abrasive / M.C abraswe' SEREAIALL, FIUERE RS AR,
CSA S5 BN FESC SUJ2 SCM SKESUMER FE T By switching from conventional alumina
et HE XX T B abrasive, it is possible to dramatically o EREIIUEL "LCA/MCER" EE
CSB Mid-ta_ngglmodfl valuing sharpness. Precision grinding of Hardene;;t:lt s:;ael (cafbon steel, alloyed steel, tool steel) improve grinding efficiency. LA A S 4 AT A AR E .
SEEETIHIMERE EMSxxC SUJ2 SCM SKEHAMEMIEZINT e Pricing can be cheaper than LCA abrasive
o cse Mid-range model valuing shape retention & sharpness. Crankshaft grinding and cylindrical grinding(plunge cut) /MC abrasive
EERRREFEREFILIEI A i E A SRR HEmE Applicable to both vitrified and resinoid
cSsD Economic model with sharp cutting edge. Precision grinding of Hardened steel (carbon steel, alloyed steel, tool steel) bond.
REVIHIEEEMERE EESxxC SUJ2 SCM SKEELIEM 5 T
CSE High wear resistance model Precision grinding of mild steel, tempered steel
IREME B EM. AEMAENSEBEINL
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General Wheel Vitrified Bond
BN BEESE

Mi

Standard precision bond for grinding wheels

FEERMESSE

Features of Ml bond MIFY 52

® Reduce grinding resistance o RARFREERE A
While it tends to have lower abrasive MATBEAEIMEL, BARBRRIS NG —E 87
retention compared to TB bonds, it U R B R FE T

effectively reduces grinding resistance.
We propose the most suitable grinding
wheels tailored to your application needs.

RIBZEFOERRS, BHEENDRARTR.

TM Tough Matrix

Strong vitrified bond
SEEREEEAHE

TM bond has improved strength from conventional bond, so we can make grinding wheel of
same hardness grade with small amount of bond. Friction between bond and work piece is
less, performance of grain is maximized.

TM is applicable to fused alumina grains only. Combinations with CS series are good choice
to start with.

TMEEAFNENEEHILL BB BB ERR R LR HEEER. R ERREE T, SaANERS
B RO TEERIMN T2 BNER. FibEsRREREER ARSI,

™ BRI ZNERSIERNERE S H SR ZERAUCSRIARRNERNE, IUREBHTMIR KT

TM& & AIRYFE

o IMRFRRIFIEREIE T 17

© ARSI I R ENEEEE
o himElEEE R, BT,
Larger size_ newly available TM#&&HEIEXREDEHRE ERGE

Features of TM bond

® Excellent form holding

® Stable and fine surface roughness
® High rotational strength. Safe.

© D760+ >max.T50 = 100
©D510~610 : max.T100 = 205
Recommended applications HERR

® Cylindrical grinding, Crankshaft grinding,
angular grinding, in-feed centerless grinding

o BFMIEME BEHALOME
OB UIAREOE

200pm

Cross-Section: Cross-Section:
Large Area e Small Area

HE B : HiE B

Indicates High Shape Retention
REHERERIRK

Comparison of Plunge Cutting on SCM440
SCM440 E&4EENHIRIELER

Conventional Bond TM Bond

BTG ERHE TM ERERE

TB Tough Bond EiEE

High-strength bond
SEEESE

Features of TB bond

® High Shape Retention
Strong abrasive retention minimizes wheel
deformation

® Unlocks the Potential of sintered
Alumina grain
Sintering process maintains the
microstructure of sintered Alumina
High Rotational Strength: Enhances
safety during high-speed grinding

Recommended applications

® Crankshaft grinding, angular grinding,
groove grinding, cylindrical grinding
(plunge cutting), etc.

Range of applicatioin

® Grit Sizes: F46~F220

AFV/CFV

TBHIFE:
o REBRIFHAR

ERRAWELURE N, BRI
o HEMBERIAIMERE

REBREPEREEERNKAASE
SIEERE - REeREETNDRNTS
HEBAZ

o EHEHEFTES  RL A AR B IEITE . EAR TR (DI
) %

EEGE
o fifE F46~F220

Vitrified bond with a new concept.

Soft-touch and smooth self-sharpening.

EFMER R SREE G

BE SR B7ERRFEFERBSMESSH

AFV : bond for alumina abrasive
ERTUWARBRKRNNERTIER

CFV : bond for SiC abrasive
ERATUGCARERNRLIERIIER

Features of AFV/CFV bond

® Wheel wears evenly, so the wheel may
keep its form.

® Low grinding force, less welding of
material. Suitable for hard-to-grind
materials like Inconel.

@ Shrinkage in firing is small, so fine grit
size and porous structures are available.

AFV/CFV &E&HIMRHIR
o 5EMEAAAILL, RERHRERENZRA
NERR, REEERZENIRRE, TR

o SHENSEAIL, RETHIRIIE T85%
AUHIBEE ERREGSANKMFMEX,
ML

© BERUISUNAE /), A ENEA), FEEEHE
R BRI A

MKS HIGH PRECISION GRINDING WHEEL

Concept Diagram of TB Bond
TB &&EIH2E

000 @00
0 oL

)

Conventional Bond TB Bond
BEREAE TB #&AH

Grinding Test on Inconel Material

Temperature Change of Workpiece Before and After Grinding

07

HESSMRIKFTERR REFI®REIN T RARESE
Internal Test with the Same Amount of Bond R-Shape Accuracy R- Bottom Surface Condition ‘C
5] 4t 2 | = EnsE RERFZARKERE REE
ERARESRENPIER Grinding Ratio (Index) Current Value (Index) Surface Roughness (Index) i E 40
180 it (55) 120 A (G55 8 REEAEE (58)
160 Approx. 16% Increase - Approx. 30% Decrease Gauge 35
140 100 4 . TRE430% . RIESR
120 l:pprox. 3xUp /| 50 . AFV \ 20
oo BREBE
80 / 60 4 Workpiece
60 / 40 3 IH# 25
40 2 e e OO
20 1 20
0 0 0 Gauge
Conventional Bond ™ Conventional Bond ™ Conventional Bond ™ B
RS aE RS aE e ER 15
Conventional Bond ﬂ \ A =
fEEnEaEaR —
Workpiece 10
It
5
Compared to conventional bonds, demonstrates higher shape accuracy, o

cleaner grinding surface finish, and reduced scratches.
HESGEAEEL, TIREEES, TERELE, BIRED,

AFV Conventional Bond A Conventional Bond B
HEEEREIA WA EEB

08
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General Wheel Vitrified Bond

— bR RS SE

M Main Lineup of Vitrified Bond FEMBZE&E&SHI

Focus on Sharpness ¥ZE#FlIE

Focus on Wear Resistance

Name of bond Type of abrasive Features
Fo=yall ERiEE R
: High strength bond for fused alumina grain
™ Fused alumina L
NEENARESEST
. Bond for soft & fine grinding wheel
[ |
ARV used alumina R, AREREAH
. ’ . High strength bond
B Fused alumina & sintered alumina N
. . . Standard bond
Ml Fused alumina & sintered alumina I
5S sic Long life bond for SiC wheel
MEEENEEMERESH
G75 sic Standard bond for small SiC wheels
PIHI M EE T ENEEMERGESH
. Bond for soft grade grinding wheel
CER Sic ERFNEDE, HEEER
CEV sic Bond for soft & fine grinding wheel

B, ARG

General Wheel Resinoid Bond

—ixibEn WA S E

Resinoid Bond Wheels

Our resin bonds are combinations of various resins and fillers.
Bond recipe is adjusted to your requirements.

T
B &, ERSENERERAAS, TNSSEER FHINRE, B
IR 5 ETR T EENSOHAE RARRR T REABNRENZR

We have a lot of experience and past records, especially in double

disk grinding and centerless grinding.

M Main Lineup of Resinoid Bond

BiEESHEEERRT

Applications Fi&

Focus on Sharpness ;¥ E#HE

General Purpose #F Focus on Wear Resistance ;EEMEMY

Centerless  EDOHE

Cylindrical  EIfEFFE 5AM 5AB
Springs EE
Fine Grit Fiaa — 3IA —
Disk B

5LT 5JS 5IS 51D BEX
Ring =R

Airy

Smooth Cutting Performance
ERREAHI

Features

® Good self-sharpening would keep
grinding resistance low.

® Recommendable for grinding high
hardness steel.

® Stable self-sharpening is useful to
through-feed double disk grinding or roll
grinding.

® Spec. such as grain combination is widely
customizable to improve performance.

Recommended applications
® Double disk grinding of hardened steel parts
® Roll grinding

BE X BEL Extra

1HE

o TIHIRTUE, VIRt E S R VI EA T RISERE

o N T EMMLESEEM RS EFEHOME, 8
REFE ISR R RO TIH 1 RE

° ERERTEBVMEMITIHIINT L, EOEm
SRS BhA S Tierh. RiERE AER ORI

o ADURIBER A THM4, BERTMERIER
A, ERRETHIMR

HERZ
o BIPESLIERIM A EE (R, DRE R R)

© BT

Opening New Horizons in Resinoid Grinding Wheels

FRIE BERV SRR R

Features
e |ts porous structure leads to sharp-cutting.
® BEX bond holds grains strongly, so the

wheel life is longer than ordinary resin
bond.

o |t is highly resistant against heat and water,
so the performance is stable throughout
the year.

Recommended applications

® Surface grinding of mild/tempered steel
(cylinder type and disk type)

Case Study: Double-Sided Grinding (Carrier Through System) of Cold Rolled Steel Sheets

RELMRMEETEME (EFHMT) =6

Productivity (Compared to Conventional Products, Set at 100)
180 EEYE (FRERR100)

HHE

o ISTRBUABIEL, RILES, UIHIEEEESR

o MAEBRAWELRET N, T BB WL, T
MR+ 2R

o XKML PRENS, FHRF N ERIER
FITFHN

EERZ
o A4 REM KT EE R, DInE )

Grinding Resistance (Compared to Conventional Products, Set at 100)
RS (F4EERZ100)

160
140 1.6x Up

e BEBE16[

120
20% Reduction
100

100
80

80

60

60
40
20

0

40

20

Conventional Resinoid Product BELEXTRA
{HRRER RS

0
Conventional Resinoid Product BELEXTRA
W RESR

MKS HIGH PRECISION GRINDING WHEEL
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MKS HIGH PRECISION GRINDING WHEEL

General Wheel Regulating Wheel cBN wheel Vitrified Bond
— RV R CBN®# BREAH

Seamless wheel

Strong vitrified bond
TE2—FREEECBNE

Seamless wheel would provide you fine and WiRTE R E S, T LREB TR R

Rubber Regulating Wheel

Standard rubber regulating wheel with excellent grip performance
RE B TR N SEER D ESH

Rubber wheel is a versatile and

ZEMMIRRABRE, RIRENSTUENEDE

goqd-gripping_regu_lating wheel. A gre_ﬂn is Hif, precise su_rface, compari_ng with segmental AIEE # 80~ #500, HiERIR &R
ordinary. Aluminavairoonia (AZ) grain isalso iR FIARER. 5 T R B LA, SFH0R wheels. Its the best choloe for in-feed BRTEMTHERRITIAE BRI
available for high-load use. B AZ BB centerless g g or plunge g g. HRE

Grit size from #80 to #500 is available.

Standard Specifications A150 RR

TRAERRIR
Rough - Grit size ‘ Fine
izl HIE # Case Study : Infeed Centerless Grinding of Compressor
Strong Cifp Weak Crankshaft (FCD)
% HEN = R PR (FCD) 4 MR Dy T 5261
Low Processing Processing High Total Processed Units
Accuracy High Accuracy # e MR (UnitsThousands) (#4£z:1,000¢)
& MIKEE = 1,200
1,000 -
1.6 Times Improvement
=1
800 =H1.665
600
400
200

Super-abrasive Wheel i |
B S (R

Multi wheel

High-performance CBN wheel for through-feed centerless grinding

SNE RUCES—RASERHELL, CBNIAE R RBIEEL

CBN and diamond abrasives are called super-abrasive.
Abrasives such as alumina or SiC are called conventional abrasive

in contrast.
ERERFENTINSSEESEECBNIE
® Diamond o SERER Knoop Hardness ) ) "
The typical applications of diamond, well EANEREYE, L ERERERE, BES 8000 BERE O!‘)tlons _— I AE )
known as a hardest material in the world, & BEARESRENIES S ENMT L. ¢ “Gradation” wheel . ) © BRI AR
are abrasive for hard & brittle materials 15'5 R S Hm%iiﬁjhﬁ LU 7000 Hard Materials Workpiece Efficiency can be compatible with ETHEANOLRS BN E, £ O0RS A5
such as ceramics, carbide, sapphire eto. L Co e e b 6000 L AL T it pat e the INStPAMLIOUGN, gy, LRI TR
sually it is not good choice to grin = -
steels, because it is reactive against iron ©CBN 5000 o Protective resin plate © FHENIR
under high temperature. CBNE 15 SV R A T S s 4000 Resin plates could be installed on one or AINEEARAL, EJZW@%%MDNEE%E?J*&,
©CBN ., SR TR NS EYE, R ES, 7 3000 both side of wheel. These plates protect RALE] BB L B e A 5 s 4 B R, AT LUR P
CBN is composed of boron and nitrogen. SRR R . BB T S AT RO T b B 2000 wheel ftrom cto:]ner stt'mleatlj ar;:ﬂ ta|5° T, Rkt
It’s a second hardest material in the e o v - e prevent scratches at inlet/outlet.
world. Compared with diamond, it is FEEHES, B AERLE RN 1000
thermally stable and inactive to ferrous Tt o
trgaéfi::zlss.tggavtv g Ir/:;?; g;é‘:‘sN has been used R AT S T 2T &0& @@ @ 0&,;: be‘&b 9@@\ Case Study : Through-Feed Centerless Grinding of
. . o TIEIMEIEZ: PP 00;;@/ L o SF Lo o Needle ?Eeel M?tenal
Abrasives grains are evaluated based on R T R A B % S & ks o@@ OSSN sHiksaER N O IR
two indicators. ! °
® Tl (Toughness Index): o TTI(ERFNEEE: =Tl ;lg%c»;g?ﬂ?z?ss fhm#z
Indicates the strength of abrasives at ERERES R TR EEE, T 1.0
room temperature. @
Fracturabilit 0.9
© TTI (Thermal Toughness Index): WS& . St N a racﬁ&l;iré;il Y . A
Indicates the strength of abrasives at high © B RES B VT E . 0.8 / /
temperatures. o BEESER TR, 07
Fracturability STEAEEK BRI L, 06 ro—/ /
® Promotes active renewal of cutting edges St ’ O’M
through repeated micro-fracturing. = 0.5 ¢
) © REIREE, ERAFIERIEL
® Strength decreases at high temperatures 04
= Unsuitable for processes generating o BIEESR TR RERE.
hlgh heat. jﬁﬁiﬁﬁﬂ]%fﬂﬂﬂlo 0.3 e Multi-Type
. SUER
ngh Fracture Toth'.‘ess i . 02 Segment Type (Conventional Product)
® Less prone to fracturing, with minimal o1 PR (WHER)
changes in abrasive characteristics. .
0.0

® Strength is less affected by high
temperatures = Effective for heavy-load,
high-temperature processes.

0O 100 200 300 400 500 600 700 800

Processing Time[Hr]
POTREFREI[H]
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cBN wheel Vitrified Bond
CBNR& MRS E

C series C00,/C55

New High-Wear-Tesistant Bond for Super-abrasive
BEEMEY, ANEEENNREESE

® Enhanced wear resistance extends tool o REMEE, TR A,
life. o BRE, BAREEFHMT,

¢ Supports high-load processing with o BEAEDENE, DERBEAEESLIR
superior strength. 1B E

® The design ensures easy handling with
low resistance in truing and dressing
processes, even for products with high
bond strength.

Dressing Resistance (Measured Value) Wear Resistance (Measured Value)
LIHIBEN (BRIME) B (BAME)
Dressing Resistance (A) Grinding Ratio
LIMIRE A (A) Wt

0.50 1800

0.45 1600 _Approx. 20% Up

0.40 1400 RAL20%

035 1200

030 1000

0.25

800

0.20 600

0.15

0.10 400

0.05 200

0.00 0

S00 C55 S00 C55

00 series S00,/FO0,/PO0

High conc. CBN vitrified bonds
SRERCBNEEESHIRT

3 excellent features BRI

1.Easy to dress 1, RSB ERE
Directly follows a change in depth of cut SRR SR IE SR &4, AME R
or feed rate of dresser. You may adjust B OCRERIMY, FILUES ISR MR

your wheel to get sharpness or fine

Lurface roughness. BRI ERNOEENTER

2.Sharpness 2, BREYIEIERE
It is made of well qualified grain and bond EEXASRENERTESH, UL E

to provide you excellent sharpness.
Hardness grade “J” is available for
applications those require especially

=]
FTo

AHE ) BEENER, ERELERENY)

sharp-cutting. HUtEAE
3. Stability 3, RIFNREY
Our forming process is well practiced to S EBENRBEZRNREEE, FEREN
make CBN section homogeneous, so the R N E S —, BER B R R R
performance would be good and stable. . '
=
Recommended applications
© S00:Centerless, P00:0OD grinding, EERSE
F00:ID grinding ©SO0#LE POOMEME FOOANEME
*Requires dressing equipment for super *HREAERASIARRENBEIR
abrasive wheels.
Surface Roughness (Rz) Dressing Interval (Index)
REBHE(R?) 1ETIRIRR (HE B
06 600
05 Approx. 40% Up 500 Approx. 5x Extension
os RA%40% w00 JERKISE

03 300 /
0.2 200 /

0.1 100

Conventional Product Gradation Wheel S00 Conventional Product Gradation Wheel S00
EEER HERE SO0 EnER HERE SO0

S Series

S§11./812,/S13

Excellent sharp cutting & form holding.
Middle to high conc. c-BN vitrified bonds.

ESUEIEREMAZRFRIFENNEREMZECBNIEH

Features of S Bond series
@ |ess burns and precise dimensions.
® Bonding is strong, so fine surface

roughness and good geometric accuracy
could be obtained.

® Suitable for applications requiring good
form holding, such as vane or ID of
bearing steel.

Recommended applications

Centerless grinding, OD grinding, ID grinding
*Requires dressing equipment for super
abrasive wheels.

M Series

SHEAAIRTIHKR

REFOVIHIMERE, TRRERGRR, THRIE
EE

ERMRFTREN SR, ISR RIFIEBRE 250, T
HRIABES
FEEGERAMERRRARN RBEZER
SRITH
AESUJ2HENBERAEE LEER T RIFET)
HUERERI I TS

EFRE
MEE AERE
*REGEAEMIERREABETA

M11/M12,/M13

Low conc. CBN vitrified bonds. -Pursuing usability-

BREREAENERECBNEEN &

M series is designed to enable dressing and truing by single point diamond dresser. Its
conc. Is low concentration. It is applicable to conventional grinding machine as well.
M series may be a good solution for tool steels which have hardness over HRC60 or

hard-to-grind materials such as stainless steels.
RBENMART, ERE A EREETEEEE,

EEEER L th eI UEACBNR R, SECBNE RIS BYIHIAE
AHRCEEBE60W T &, SUS440CHFHEH ¥ LR FIE R RIRZEMNE RS

1. Saving machine time
High quality CBN grain allows grinding
efficiency much higher than conventional
wheel.

2.High precision
Sharp cutting would provide high
accuracy in dimensions and geometry.

3.Less wheel wear
Even comparing with sintered alumina
grain, M series exhibit much higher
grinding ratio.

Recommended applications

ID grinding, OD grinding, Jig grinding,
surface grinding

1, TR ESEE
SmECBNERIEMEERE, ATNAEIMESE
DT RERS

2, BE
HESBIOTIHIELE, SENRTBE, RS
EER

3, EmERED

MEENREFHRROMBERDRL, £
EEBEESS, TREDNERS

MEFIKERAS
WEWE TRE, FEE [EE

Internal grinding test of SUS440C conducted in-house

SUS440CPzLiRERPERAIE

Material removal rate per cut depth (0.01mm)

Processing time (Min)

AR TIEERE (0.01mm) MHIERE INTRERY (53 88)
0.012 70 .
Over 160% Up 60 Over 30% Reduction
001 127 188160% w0 EEBE30%
0.008
40
0.006 20
0.004 20
0.002 10
o] (o]
GC GMS GC GMS

MKS HIGH PRECISION GRINDING WHEEL
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cBN wheel Resinoid Bond
CBNR& g am

T series LC series LC1/LC2/LC3

New Bond Designed for Specific Workpiece
IRBHHIM R RS ST

® New bond design optimized for chip o RBHEE Y BRI RS S H

removal o BBSMNTEY, #HT TANERSH.
@ Improved tool life achieved through
superior wear resistance

DC series DC1,/DC2,/DC3

NC series NC1,/NC2,/NC3

Ultra-high performance CBN wheel that achieves both superior
cutting sharpness and extended tool life

PRIAMRSHEARENEEIEECBNI R

Features of LC bond /DC bond /NC bond LC/DC/NC&EEINRE
series o RIS RN SR BIETEY
® Add special bond filler BRMNBE /BB

Good truing/dressing properties. N - o 5 o g L
The bond matrix retreats easily, ensuring mARERBGANAE, RERENELREE,

a stable amount of protrusion of the EIEREERBOALEL,
abrasive grains and extending the
Bond Name T T2 T3 interval. ?EEFEFE |
A E [For hard materials] [For medium hardness materials] [For materials producing powder-like chips] R ded grindi licati EEFEIERRLCRS R Conventional Product
e GEFRERAE ) B FER ) G MR LU R IR HE O 1) ecommended grinding appiication CEFEFER 2 FEEH. SNEEH. O EH) bt
LC Series : Balance type HEmR DC2
For high-hardness Eor mcahum-rEriness For cast iron materials Recommended to Double-disk surface SEEMEEMDCRY ;
g d e D S R " R —
hardened materials hardened materials (Raw Gray Cast Iron (FC), g:gg‘lgg Cylindrical grinding, Centerless (EBRER SETEEL. SMNEER. FOER)
For Ferrous Heat-treated SUJ2 Heat-treated SCM steel Heé\t-treated %UCt”e 3 . SEEYINIHIEEERINCERT
CBNImaterials Heat-treated die steel Heat-treated carbon steel Cast Iron (FCD)) DC Series : Focus on wear resistance (EErER MR BB BRI, 4
BARSACBN . . . . Sintered materials Recommended to Double-disk surface -
BRRBRERNMH BN RN grinidng, Cylindrical grinding, Centerless SR T)
SUJ2E N SCMEX SEHRRA (FCA, FCDEX) grinding’ !
RESEK TR K e =tz .- .
NC Series : Emphasis on sharpness
Recommended to Constant pressure
. . grinding, Spring grinding, Hard brittle
For Non-Ferrous Madpetielatclials material processing, Fine grain processing.
SD materials Various ceramics
S " Compared to conventional products, DC2 demonstrates higher
ﬂgfigg EE'I;*H?J& chip removal efficiency, reducing chip adhesion on the
EEBE wheel surface.
BESERAL, DC2REESMTIBHELIEAE,
EU A B B ERRE LN TIBE LD,
Heat-treated SUJ2 Heat-treated SCM435
suJ2ix SCM435%K FC250
Grinding Ratio (Index) Grinding Ratio (Index) Grinding Ratio (Index) Abrasive grain ’ J—
s e Sl s e i Bondilrs it
200 200 200
Chip 7Kl
Newly developed fillers form excellent chip pockets and significantly improves lubrication
EEMEFZREN, BT REFNTIBAMNE=MHE, LEERS 7B L.
0 0 0
Test Results Existing T1 Existing T2 Existing T3
RIEAER
Case study: Double-sided surface grinding for automotive components
Heat-treated SKD11 Magnets (ferrous sintered material)
SKD11#&K WA IRETH (EREEMR) WS ETEMREMTIRS
Grinding Ratio (Index) Grinding Ratio (Index) Cycle Time (SEC) Dressing Interval (Count)
TS (E 8 WL (1580 BIEE ) T (R
500 500 25 2500

Approx. 55%
20 reduction——— 2000

s 4EE455% 1500 Approx. 2.9x Up
REH2.96F
0 0 10 1000
Existing T1 Existing T3 i
5 500
0 0

Competitor Product Our DC2 Competitor Product Our DC2
HtABMIERER FATDC2 HAt A RRERER AREIDC2

15 16



17

cBN wheel Resinoid Bond
CBN Hifgs S

L series L10,/L20,/L30

Standard CBN wheel with a proven track record
SIEREMNEERENFERCBNIERRT

o BRI ORFEHEER FEERSNRIIER

. o THIGKHRER S, BB, RRATEEMN
® Mostly applied to compressor parts, T wEpER

automotive parts, bearing parts and so on. ERTEGE T S EREt RS SE%
AMEIRIMT

® | series have been used successfully in
various applications.

D Series

Long life CBN wheel
KRTIAFGANEERNSEERFCBNRIII G

o ELRFIER ERIBERTERAS®

o T UHIE S EEMARE, AR RIS EEM
T, 9IRS ERR I8
EERMRFFIE, RIBEF TR

D10/D20,D30

© Durability enhanced from L series.

© Thermally stable resin holds grains
strongly. Effective to both rough and fine
grit size.

N Series N10./N20

CBN wheel specialized for sharp-cutting
ERRRHIMAEENCBNRS IR iR

® Grinding resistance would be kept at low
level by self-sharpening effect.

o IHIRHUR, TIHIERES
° FESERIB7IER T, VIHIE R Pl RS RMR 5

o REEAEYIHI e, 105 R DI HI S ERMRHEE R
® For example, residual removal stock was £
smaller in case of coil spring grinding. RAE R R EEZRIIBEEXNID

® Avoid grinding burn because grinding
resistance is low.

B Main Lineup of CBN Resinoid Bonds

CBNf S e R EEZERRT

NC Series NC%3l
KC Series KCH3l

Contains lubricating filler

For CBN: NC Series, For SDC: KC Series
SRERER

FIFRCBN: NC%%!|, FHASDC: KCH5!

NC Series NCZ7!
KC Series KC&71

Hi

=

N Series N#&3l

" K Series K#3l

Q@

Soft bonds for CBN prioritizing cutting sharpness
Soft bonds for SDC prioritizing cutting sharpness
FRCBNSVERERE SR, T EHFIE
FARSDCHEEREAH, T EHRAE

N Series NR7l
K Series K&7!

LC Series LC#7l

LC Series LCR3I

Cutting sharpness-focused bonds with added
ubricating fillers compared to the L series

LRSI AR, EEEFENEARE

Z(ik#s sseudieys

L Series L&l
G Series G#7l

Standard bonds for CBN resin wheels
Standard bonds for SDC resin wheels
FAR CBN#BER SHEIRAERE S
FARSDCEIRER SHIR RS S )

DC Series DC£5!

D Series DE51 DC Series DC&7%l

Longevity + Cutting Sharpness emphasized bonds
with added lubricating fillers compared to the D series

FEDRFIRINEIRIEN, X BH M+ HFIEMEAE

D Series D&%

R Series R&71

High-strength bonds with excellent abrasive
grain retention
ERMRNBRENTRERSH

Wear resistance

R Series R&7I

Ultra-high-strength bonds specialized in abrasive
grain retention

IERERRIF BRI E S SR

MKS HIGH PRECISION GRINDING WHEEL

piamond Wheel Vitrified Bond
ERIAGS BEESE

C series c31,C32,/C33
Versatile vitrified diamond wheel

EREE ZAREESB AT

Features of C bond series CRIINERISE

© HESL T WAERLEE#80 R B4R KL #1000 8 19
BHE, MBI T RSN TR MRET ATREX S

o A B MERERSRENRIELTRE

o KRR EEFHYIHIGE N, TERATMISRA:
BENERME, tERERENETAKE
L BEMEHIXIT.

® Wide range of grit size is available.(#80 to
over #1000)

® Low to middle conc. is available.

® Very sharp-cutting. Applicable to soft or
hard materials, such as solder resist and
sapphire for example.

M Successful cases of C series
Work-piece : sintered alumina substrate Work-piece : Ceramics plate Work-piece : Sapphire wafer (¢p3~6in.)
Wheel shape : 6A2 $150 5W Wheel shape : 6A2 $150 5W Wheel shape : 6A2 $300 5W
Spec. : SD 80~800 V Spec. : SD 100~1000V Spec. : SD 200V C32

B EACRFIMN TR 458 —5)
MIHK : BEFAEERSENT MIHK : HERMT
SME 1 A2 $150 BW~
#i% :SD 80 ~800V

MIHR : EEAMEHHEI(P3~62)
SME 1 A2 $150 BW~ SMZ : 6A2 300 Wi
##& : SD 100 ~ 1000V ##% : SD 200 V C32

piamond Wheel Resinoid Bond
MRS BIEESE

G Series

Standard diamond wheel
EERERI AR R

G series are very versatile because these
can be sharp-cutting or long-life type by

G10./G20

EA=HRBERRNE SR FTEA EEE
BE TR IRIF 14 MY EEFE1E _EAFRIZR o PTREXS IS RR

© G10:High thermal conductivity with EEEMIER,
excellent cutting sharpness e G110 SNMZEXR ERMHTEIEE
® G20:High wear resistance preventing 0 G20 TMEFEMETF FEREERKEE
shape deformation
K series K10/K20

Diamond wheel with outstanding sharpness
AR RNEBI O

K series are specially designed for
hard-to-grind materials such as aluminum
alloys, ceramics and sapphire.

PIHUEHUE, BT EER, WESRIEMRIFR
SRETHIBN THNE
EERNBERT, RIFREBITIEIGE
ENTERAEEN TR ER MHEERR.
EAMIEMBIEEREML, WL EX0RRE

Recommended materials to grind
® Cemented carbide

® Ceramics materials like SiC, Alumina, EEFRE
Silicon nitride o TH#ME
® Aluminum alloys and other non-ferrous o BIFEAS SIC SMER RLESEEMR

metals o BESEEHREE
KC Series

Focused on sharpness bond use for diamond abrasive

BOENEANSEN N ESRETENSERNENRESH

KC1/KC2

Features of KC bond series KCRINEE TR

® Adding special bond filler to K o 7E K RIS EIRARIN T RHHRNI A BIETY
series bond BRIBE/MEEERE
Good truing/dressing properties. HABERRSEHIE REBENENRLEE,

The bond matrix retreats easily, ensuring EIERBEBRBAIRTAE S,
a stable amount of protrusion of the

abrasive grains and extending the interval. gzﬂgﬁ( Hos. SEE). B, WS
- - BT (18 . &) EREH|GEEE
Recon'?mended grlndlng .appllcatlon EU\EE%M*%D;\%E%*EUDI
Insert tip processing (carbide, cermet),
Constant pressure grinding, Spring

grinding, Hard brittle material processing,
Fine grain processing.

18
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Role of the Diamond Dressers

Dressing =

M Standard Diamond Sizes for Single-Point Dressers for Grinding Wheels ¥fERiGHEREEENIEESRAGRT

Reference for Grinding Wheel WA#80

Making new sharp edges by removing grazed or clogged surface.

RREEE, BRI IRE, BHMNRHNERFEIIE ST, RUEIBRAHERO

Truing m=

Grinding Wheel

Dimensions (mm)

Thickness

Outer Diameter

Under 25

25~50

50~75

75~100 100~150

150~205 255 and above

Removing run-out from use-surface.

REUHMEONRDE, mEERIER

Forming m=

Making desired shapes on the face of grinding wheel.

FEMEER I TR I TR, IR\ TER G ERD SR ERM TR RN SR

Dressing and truing are essential to use grinding wheels in good
condition.

Mitsui would provide you the best diamond dressers to maximize
the performance of grinding wheels.

RURADH,

MBL BLADE
SR ERRITET]

MSA ARTIFICIAL
BEAEEREAIE

Dresser
erE

)@go"
Grinding Wheel
[5%2)

X Dresser
(e

|

Tip: Conical type (top) and
Pyramidal type (bottom)
B E#E (L) MfA#E(T)

Grinding Wheel
5i22]

Artificial diamond’s quality is more stable than that of Artificial diamond blade dresser

natural diamond, thus dress intervals and tool life are

more stable too. Several artificial diamond pillars are aligned and

mounted.

REME Working surface area of diamond pillars is constant till

S5xnReflE, NERRDSERE, SRilERNESE S8 the end of product life so the performance is also
constant.

EAHORNETRIIWAEREERIA, REHTIENETIHE]
i, R ETEEFRT SR ANEERATRE, RIrRH#RE
R IEaE

RTREBEVBRORAIHES, FEERED, RASHENDRETEE

“HERWREERENET S, ERMBERNFTERR ABRER|RS
R, RERDRERNEMNEERAE

MH HORNET
B RS

Diamond has a pillar shape so the
performance will not change till the
end of product life.

Repair is unnecessary so
management is easy.

BACE EEAS, EFRAAEREEM
A, FoiRE— REREHEREIEE

Under 150 1/4ct~1/3ct and below  1/4ct~1/3ct and below 1/3ct~1/2ct and below 1/2ct~3/4ct and below 1/2ct~3/4ct and below 3/4ct~1.0ct 1.0ct and above
150~205 1/4ct~1/3ct and below  1/3ct~1/2ct and below  1/3ct~1/2ct and below  1/2ct~3/4ct and below 3/4ct~1.0ct 3/4ct~1.0ct 1.0ct and above
205~255 1/4ct~1/3ct and below  1/3ct~1/2ct and below  1/2ct~3/4ct and below  3/4ct~1.0ct 3/4ct~1.0ct 1.0ct~1.5ct 1.5¢ct~2.0ct
255~305 1/3ct~1/2ct and below  1/2ct~3/4ct and below  1/2ct~3/4ct and below  3/4ct~1.0ct 1.0ct~1.5ct 1.0ct~1.5ct 1.5ct~2.0ct
305~355 1/3ct~1/2ct and below  1/2ct~3/4ct and below 3/4ct~1.0ct 3/4ct~1.0ct 1.0ct~1.5c¢t 1.5¢ct~2.0ct 2.0ct and above
355~405 1/2¢ct~3/4ct and below  3/4ct~1.0ct 3/4ct~1.0ct 1.0ct~1.5ct 1.5¢ct~2.0ct 2.0ct~2.5ct 2.5ct and above
405~510 1/2ct~3/4ct and below  3/4ct~1.0ct 1.0ct~1.5ct 1.5¢ct~2.0ct 1.5¢ct~2.0ct 2.0ct~2.5¢ct 3.0ct and above
510~610 3/4ct~1.0ct 1.0ct~1.5c¢t 1.5¢ct~2.0ct 2.0ct~2.5ct 2.5¢ct~3.0ct 2.5¢ct~3.0ct 3.0ct and above
610~760 1.0ct~1.5ct 1.5¢ct~2.0ct 2.0ct~2.5ct 2.5¢ct~3.0ct 3.0ct and above 3.0ct and above
760~915 1.5¢ct~2.0ct 2.0ct~2.5¢ct 2.5ct~3.0ct 3.0ct and above
Over 915 2.0ct and above 2.5ct and above 3.0ct and above

MB BOND MP POINT MF FORMING MS SINGLE

ZREN EENEER B ER BREME

Numerous diamond grits work at
the same time so the dresser is
wear resistant. Performance is
constant till the end of product life.

MB BOND % =1&7]
SHERGHEER, BERBIERAD
BENE, ARRLENBELRE

Dresser for precise forming.
Qualified diamond is mounted and
ground.

Conical shape and pyramid shape
are available.

Ridgeline of pyramid is proper
direction.

ERBIEIHENRASRE, BEUE
TEEMEMNL

HEHAETERLE
E#ENE TR DAL TEEMFD, f
HAETIE A ALLIEI D8R8

Tip of diamond dresser is polished
to roof-shape or flat-shape.

These dressers are suitable for
forming of grinding wheels in
angular grinding and form
grinding.

ERAXBRAE, FnERE—ERE

EMBTER IRERHEROEE
ZINTAEmE

Common type dresser with “as-is”
natural diamond.

BRLBEANRENRASHGET

MKS HIGH PRECISION GRINDING WHEEL
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MKS HIGH PRECISION GRINDING WHEEL

Basics of Grinding Wheel
R E R AT

Constituents of grinding wheel RO AR R A Grinding Wheel Shape Codes and Names (JIS R6242) [ g sueee
Grinding wheels are made of 3 elements _grain, bond, pore. Wim=h B, S5H, KL X ZMERWEK. EERNERAE R EATE (JIS R6242)
These elements can be described by 5 factors, which are WERIERRBRTF =R UKRUTERF . o
written on specifications. ':';'ﬁp;;flat ;).gz?*;ouble Cup Z\g;géﬁaz%gé;;ehef Single Concave
. . 7 = 7
3 elements Grinding Wheel - i ~ w P = Flange Diameter X 1.02+4
. . wa .I/ e 7 Ve P2 AMEE X 1.02+4
® Grain Cutting edges o ' Vs e '[ - a0
®Bond Holder of the cutting edges L | LW T i BK
ePore Plays role of chip pocket | &K i kI 3 s ] !—-'——
et . - . ] | i ’ | —
5 factors ) Workpiece e——— Abrasive Grains ' o en [
® Type of abrasive T4 EER g0 = i / y =
© Grit size Type 2RingT= W - *EZT/4 o |r 5 //
@ Hardness grade ) 2% B T2W . R 2H W
® Structure (vol.% of abrasive) ' i e Type 11 Tapered Cup =
© Type of bond 5 -7
| 113 $ERARAE K = Flange Diameter + 2R E=T/2
_ : Kz #MEE+2R
=R % ks 3 #0
oFE B YMIMIMMIT 4 l v % TL'
o iEEH @?UH%H?EEEfEE@ﬁ% 0 i Type 23 Single Concave Relief
of I EEISTMBBHEE LR ! 23% BHR LR P > Flange Diameter X 1.02+4
] = Flange Diameter 02+
RAEF ] PR X 1.0244
oFF R BRI Type 3 Single-Tapered - ;i =
o B BRI 35k EifR i WI ‘ = =~ kil =
off B E DRNEE " 13 , | b . —
o @ DR BN Ghips  Dropped Abrasive Grains ST R TS i B e 0k
o EEBHE HoeANEE VIMRE R R BH J ' // 1 L / O
SRV - ExT/4 W=E ! ;
Display Method of Grinding Wheel Specifications (JIS) IR RTAE (JIS) 2
Type 4 Double-Tapered Ty|-)e 12,Dish ExT/2
s Type 1 Flat B 305X25X127 w A 60 K 6 v 8) 33m/s 435 Wi 123 BK K Z Flange Diameter + 2R
N K= EWES+2R
shapes Profiles Dimensions Type of Abrasives Grit sizes Hardness  Structure Nature of bond Type of Maximum d‘_lﬁ\ *
abrasives grades bond operating speed . Type 24 Sing|e Relief Double Concave
Micro Powder for - Micro Powder for J 24% BB
Coarse Powder General Polishing Precision Polishing z P = Flange Diameter X 1.02+4
Type 1 Flat A _ Outer Diameter x Abrasive GrainSize A Eﬁ Mg::gm ﬁ!#b}f:f:l # A 0 V : Vitrified Bonds Bond Cassification 5 B P2EWER X 1.02+4
15% iz ] Thickness x Hole Diameter Classification Symbols ey Symbols sD
Type 2 Ring Type 3 Single-T: d Examples B : Resinoid Bonds and ;. o
257 B c axzebelow%gui?’e)%r:tailed BRI R c F5 F240 #280 B 1 Other Thermosetting BERNEATE 30 L E=T/2 ép Y -
Type3  Single-Tapered D dimensions or drawings Bl z F6 F280 #320 c o Dense Organic Bonds a3 " lid |
3% 35 SMEX BB X AL # IS AR R i . / | 7
Type4  Double-Tapered £ | RUETEREATRIIES - Fa20 4360 b 3 REEERESH 5 Type 5 Single Concave Type 13 Saw Dish ] v
4% [T 55 B 133 SBH R ) [ [ o~
Type5  Single Concave E H F8 F360 #400 E 2 BF : Fiber-Reinforced 40 ' K = Flange Diameter + 2R |
5% BMR Resinoid Bonds |TE --| I, KziEMEZ+2R \; T
Type 6  Straight Cup AR { R i
o A G P F10  F400 #500 F 5 A 45 J//' : 7 - oK }939’ g g o
Type 7 Double Concave R : Rubber Bonds 1 | M
74 e H w F12 F500 #600 G 6 AR 50 | .% . 1/7 ﬁ _‘*'1 NI S
Type 9 Double Cup Indicates the sh: f th Soft Medum RF :Fiber-Reinforced Rubber Bonds T | | =
ot Y I' | outer peripheral end face 32 F14  F600 #700  HTG TG BRI R A 57 L an | Y -
Type 11 Tapered Gup J | mormmmEmR FI6  FB00  #800 | 8 | M 60 = L—ﬁ’;} : e e oarie Relief Single Coneave
Type 12  Dish E : Shellac Bonds E=T/2 e k)i
12% j13i K F20 F1000 #1000 J 9 BEBEER 63 / _ > P = Flange Diameter X 1.02+4
Type 13 Saw Dish L F22 F1200 #1200 K 10 PL : Thermoplastic Organic Bonds 79 U=E RzU/2 PZAMER X 1.02+4
135 BRI HBHEREER Type 6 Straight Cup B0
seiraigurih M F24 #1500 L 11 80 6% EHEHRH Type 20 Single Relief oP o b
m w B ag A 1
preiig N F30 #2000 MMM o0 100 3 208k Bk K 2 Flange Diameter + 2R ," = ' ___,..7|
5 KZEMER+2R ¥ 7 |
Types 20-26 Relief
oo W P F36 #2500 N 13 o @0 = » . 7 T
Conoave F40 #3000 O 14 . ; - L L 7 ] _J
Types 27,28 Offset Fa6 #4000 P 15 i 2 L ! |V . ! = ;
27,284 (BEW J 7 ! A= ' L | rll 5
Type 31 Segment Wheel 1
i A F54 #6000  Q 16 512 1 / i / w & ek -
Type 35  Disk with Adhesive or Mechanical Mounting Hard 1 =
354 EmmEanmmms F60 #8000 R @ 17 40 J
Type36  Disk with Nut F70 s 18 gH
?S; 37 ﬁ:ﬂgfﬁm Fo0 T 10 E2T/4 W=E E=T/2 Type 26 Double Relief Double Concave
g;:z 38 gnmgﬂED’L?vetail Type 7 Double Concave Tyee 21 Double Relief 263 SERHT P = Flange Diameter X 1.02+4
383 BRER F90 u 20 75 SMR b > Flange Diameter X 1.02+4 215 SUERR K = Flange Diameter + 2R PZAMER X 1.02+4
;‘g;: 39 gc;;g;zmvetanl F100 Vi 21 PZAWE®S X 1.02+4 40 KEEMET2R :f:
Type 41  Flat Cutting Wheel ée . l"—"'l y |
A% FROWEE F120 w 22 m i T I 2 LS - — d i LA e e r*
Type 42  Offset | T
428 BEW F150 X 3 » / 7 AN b =7 7 e o
Cutting Wheel I il b W b~
i) F180 v 2 s | { i = A ///// W : W o
Re 02 e Whee! F220 z 25 Ve | | o I =z T= : Z |
2R
Type 54  Honing Wheel e 20 . ' \f ﬂflﬂ' ' \7 dH ol
54% HEA ) ~ax Vil il P =
Type 90  Hand Grinding Wheel <
90% FIHA E=T/2 E=T/2 E=T/2
Note*: At the Manufacturer's Discretion (JIS R 6242: 1996 and others)
AT A RS (JIS R 6242: 1996 REft)
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Basics of Grinding Wheel

Bl A B A1k

Grinding Wheel Shape Codes and Names (JIS R6242) [¢

HEIESmAAR AR R E & (JIS R6242)

Type 27 Offset
273 RER
E=U oK
R 5
- 5
-yl q/:‘ ! /f P |
Ly dH w
g0
Type 28 Offset
285 RER
E=U aK
a2 }%
T i
7 V7 —ZA ’«f;
24, %
20

Type 31 Segment
315% DERH

%

|

-4
-
&

Type 35 Disk
353 E&RK . orm i )
EERW SRR
|
I ¥
oM
a0
Type 36 Disk with Nut
365% WHiRiEEER
1{4 | % "
| | l |
<L aiIH
20

Type 37 Ring with Nut
375k FIRIERR

RN\
B

O
40

Type 38 Single Dovetail
385k ERER

Usage Surface
fERE

Type 90 Hand Grinding Wheel
90%% FIIKA

P 1Y}
N

.if/ i/)‘//

BH
@0

{7
-

(o

Type 39 Double Dovetail

39%% BIER
{=D]

|

Standard profile
REIREEB SR

SN

\Y

AN

MKS HIGH PRECISION GRINDING WHEEL

g aman

. r./J

jime

R=0.7T
L2

ledH |

R=0.13T

he)
~

g0

Type 41 Flat Cutting Wheel
157 FRADEIFREIGR

L0 |iv¢H " |

a0

N

Type 42 Offset Cutting Wheel
425 REMLIZEEG

20

Type 52 Mounted Wheel
52%% HiKA

& 8a

@D
|
}
N-
AN

7

Type 54 Honing Wheel
545 HIERA

Please use the appropriate
wheel in right way.

FENASEYEN
bR

&)
STAANN

Safety information R257H|

il
%

Prohibitions during transport (3 rules)
1. Do not roll

2. Do not drop

3. Do not crash

Storage Precautions
1. Avoid hitting
2. Avoid too much stacking

Regulations

1. NEVER use wrong surface of the
grinding wheel.

2. NEVER exceed max. speed stated by
manufacturer.

(%)

. Always mount on the proper flanges.

IS

. Always idle for 1 min before you
actually start grinding.
Idling shall be more than 3 min when the
wheel is exchanged.

Sound check {TEREFE

REFERZRA
1. FAIRDD
2. FAET
3. FrTfiifiiE

RELES

1. FAIRbiE
2. RuE R

ER7ERSTA

1. AR fERIEMMTENT
2. R BHEERE
3. ERERKNEZE

4. fIHIfER R, BEB1OUE, DEBRIRE,

BEEISULE

1. Use non-metallic hammer

2. Tap the points shown above
(Tap entire circumference if possible)

3. Tapping shall be very lightly

1. RERARRET
2. £ EEMTER L2 ARE
3. ERMBENRINIERE
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MKS HIGH PRECISION GRINDING WHEEL

Basics of Super-abrasive Wheel

HERE R iR R B TR AN
Shape code of the super abrasive wheels (JIS-B4131) P Cross-Sections of Abrasive Layer and Alphabetical Codes
CBN#i AW mIIREES KT ERENENEXFELS
Shape code consists of following 4 parts.
1. Basic core shapes FF L
2. Shapes of abrasive cross section
3. Location of abrasive section
4. Modification G LL
6 A 2 C
e Color Shape Shape of Abrasive Section Location of Abrasive Section Modification
BERZIR S S HYFRIE i N e N X
DR ETRE S S L T4 55 EA=RZN EREER EREELE [E5 9y "
1. EXRRNEGFRR
2. ERIERERL R :
3. BRENNE |
4. 3800, EEMMT [ W W J P
K Q
n Basic Core Shapes and Numerical Codes ] Positions of Abrasive Layer and Numerical Codes ] Additional Modifications and Alphabetical Codes
2 A
Numerical Code Position Alphabetical Code Processing Description
Numerical Code Numerical Code Shape EEaTH e FRFYE MINE
AR HFATR TR
B Stepped Hole
1 9 BARNIL
1 Outer Periphery
SME c Dish Hole
Exceeding 45° up to 90° B
845 700
L Straight Hole
9 11 X H EL
’?] Straight holes and
) M threaded holes
2 Side B
45° or Above .- {AlE
45" Bk f S =) Relief on One Side
3 12 BRI
3 ;‘E‘ﬁsmes p Relief on Both Sides
e
4 Internal Tapered/Rounded s ¢
PRI BRI BRI R egmen
4 14 f S IR
5 External Tapered/Rounded Segment typw
SMAEIERI S ETRIFZAR SS with slots
HIRER D ERIAR
. Threaded Hole
6 15 Part of the Outer Periphery T
6 SNER—ERD YRAAL
Insertion of Abrasive
Q Layer
Part of the Side BABHIE
Notes &HE 7 BIE—58%
1. Basic core shapes are unrelated to the location of abrasive section or 1. BERIROFIE, FARERIBNZE, BFZERARNZE Reverse Abrasive
the application of the wheel. 2. AEEERIE TR R EE LA M OTRE B EER IR HIET. 8 Entire v ;‘%Wﬁ
2. Mark for basic core shape is not affected by making convex or 3. E{RUMET R, BRHLIEIN T F S TETRRE, RO S, RE 2 BT IR B 1 BT =8 : b
concave on core to attach abrasive section.
3. So as recessing or necking. 9 ;0"‘9’
Reverse Insertion of
Abrasive Layer
10 :;;I;ﬁr Periphery Y REFENERE
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