Sales Offices

Tokyo Branch
11-10 Sayamagahara, Iruma-shi, Saitama, 358-0032 Japan
TEL. 04-2934-1042 FAX. 04-2934-6735

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

Osaka Branch
Yodoyabashi Mitsui Bld.16F, 4-1-1 Imabashi, Chuo-ku, Osaka-shi, Osaka, 541-0042 Japan
TEL. 06-7633-0611 FAX. 06-7633-0616

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

MITSUI GRINDING TECHNOLOGY (THAILAND) 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

Indonesia Representative Office ]

Mitsui Grinding Technology(Thailand)Co.,Ltd. Representative office Indonesia
Room No.9 BeFa Square,2nd floor JI.Kalimantan,Kawasan Industri MM2100
Gandasari,Cikarang Barat,Bekasi Jawa Barat,Indonesia 17520
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Profile

MITSUI GRINDING WHEEL Co.,Ltd

Company Name MITSUI GRINDING WHEEL Co., LTD.

M Purpose of Mitsui Grinding Wheel B =HAEIRENEE Founded Established in 1927, began manufacturing grinding wheels under the
- ; 5 ; S ey R predy> . R "Meguro Grinding Wheel" brand.
Bring smiles to the world through a spirit of exploration BBRFRHMNSESMHRS, B TINES Established 1974

and fusion of diverse technologies. Capital
B = HRIE AR

EEFTHIIN LA, RO EREOPTH TR EBRTT S,
REXRERRR,

400 million yen
Mitsui Mining & Smelting Co., Ltd. (100%)
11-10 Sayamagahara, Iruma-shi, Saitama (Head Office / Factory)

Shareholder

B Mission of Mitsui Grinding Wheel Location

: ; i 3 : Business Discripntion Manufacturing and sales of precision grinding wheels
Support industries by providing environmentally-conscious P 9 P 9 9

grinding tools and solutions through grinding technologies. B = RN EEE

- mBERREEE
REFTEEFHERNE R RAFRI MRS

- FUEEAN R E, FRERILRNRE AR

- R EE BN REBE B N E R RN
- BIERH, REFIRNAIE

B Values of Mitsui Grinding Wheel

+ Creating value for customers

EERPY
HZHREIFORSET
UE DD

d l:?%n

Providing products and grinding technology

services tailored to customer needs

Head Office (Iruma City, Saitama)
MWECAERARM)

Pioneering business rooted in the ASEAN region
Providing comprehensive technical support from
general grinding wheels to super-abrasive wheels

Having the determination to persevere without fear of failure

Head Office / Factory

Nagoya Branch Tokyo Branch

Osaka Branch

December 2 0 0 4

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

March 2006 A /

Acquired ISO14001 (Environmental) certification.

EISO14001 (B5) 238
Anniversary

wuy 2007
we2023

Acquired OHSAS18001 (Occupational Health and Safety) certification.
#1SOHSAS18001 (iR £#4) B8

Celebrated the 100th anniversary of
the grinding wheel business.

July 2 01 0
FRHIAE A 35505810084

Tokushima Sales Office

Company History

June 1 973

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

MEERERABRTRBTREE, (FRTREH R TRSE

March 1 974

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

April 1 976

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

HHCBN® RS BIE &, WETRHTEE

Network

June1923

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

ZHARL () AR R R RLER PR

Head Office / Factory

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

TEL. 04-2934-5261 FAX. 04-2934-6074

June1927

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

Tokyo Branch

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

TEL. 04-2934-1042 FAX. 04-2934-6735

View of the Meguro Factory at the start of
full-scale operations (1932) (Meguro, Tokyo)

EXRELERNERTHRAR (1932F) (RRHFER)

Meguro Test Site. Received the Labor Safety and Health Encouragement Award from
=FHEL () EBRARSRSR the Saitama Labor Bureau.
EEHIER EEBESHERBERSHERME

Nagoya Branch

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

June 2021

Started health management initiatives.
PRt R R

November 2 O 2 0

Acquired 1SO45001 (Occupational Health and Safety) certification.
1515045001 (HER M%) BaE

May 1 963

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

MEERELE, ETERHEEANRT S

May 2001

Acquired 1ISO9001 (Quality)
certification.

#181S09001 () &

November 1 994

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

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

April 1990

February 1 91 3

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

52 BERINE () R RS B A S i\ EHTHIM

December 1 952

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

AL A Z A E) B RITHIEE G TR

Osaka Branch

Yodoyabashi Mitsui Bld.16F, 4-1-1 Imabashi,
Chuo-ku, Osaka-shi, Osaka, 541-0042 Japan
TEL. 06-7633-0611 FAX. 06-7633-0616

September 2 0 1 7

Launched environmentally friendly vitrified bond wheels.
EHRREBEESHD SR

September 2 0 1 3

01

1956: Mitsui Trademark Preservation
Association was established.
19565 MU =HERBRRES

MGT Thailand Factory (Overseas Factory)
=HERIME MGTZE TR (55N )

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

H=FHE MR EE SN EBRES

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

02
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MGT Profile

MITSUI GRINDING TECHNOLOGY (MGT) was established in 1994
as a joint venture between Thailand and Japan in the Bangpakong
Industrial Estate (how Amata City Chonburi Industrial Estate).

Our main products, grinding wheels (vitrified and resinoid), boast a
monthly export volume of 300 tons. As a production base for the
ASEAN market, we provide grinding wheels tailored to customer

MITSUI GRINDING TECHNOLOGY (MGT)IA1994FEFHEIN T %[E
CRBMBERERETER) R, AREEAANGERE,
FREMETEER Vi (BEESEREESASE)BAHOE5E300
g, ERRELE TSN EERN, REMETFHERNDEH,

Rice Mill Grinding Wheels
KT

needs.

Company Name
Founded
Established
Capital
Shareholder

Location

Business Discripntion

Company Name

Established

Location

Business Discripntion

MITSUI GRINDING TECHNOLOGY (THAILAND) CO.,LTD.
1996

1994

248,750,000 THB

Mitsui Mining & Smelting Co., Ltd. (99.95%)

700/338 Amata City Chonburi Industrial Estate,

Moo 6 Bangna-Trad Road,Tambol Donhuaroe,
Amphur Muangchonburi,Chonburi 20000 THAILAND
TEL.+66-38-213382~3 FAX.+66-38-214438

Manufacturing and sales of high precision grinding wheels

Mitsui Grinding Technology(Thailand)Co.,Ltd.
Representative office Indonesia

2023

Room No.9 BeFa Square,2nd floor Jl.Kalimantan,
Kawasan Industri MM2100

Gandasari,Cikarang Barat,

Bekasi Jawa Barat,Indonesia 17520

Customer support and marketing

MGT Indonesia Office  MGTENB 24

et 3 :
e _ 8
« S

a

™
USA
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Basics of Super-abrasive Wheel

BEER RO ER AR 25~26

CELEBES SEA SORONG
RAJA AM
@ MARA L4
S Sl
'APAN
INDONESIA ~/
JAVA SEA //7\,/J
i 2 S
-
JAVA DENPASAR
\ Profile, Company History, Network NEIBRE AL B 01~02
» MGT Profile MGTHEEE: oo 03~04
'/ )
$ JAPAN Product Introduction EmNia
“
Sintered Alumina Wheel Abrasive [AEMEA Bl 05
ETNAM

General Wheel Abrasive —REER Rl 06

PHILIPPINES General Wheel Vitrified Bond — AR R AR 07~09
RN

/ ) General Wheel Resinoid Bond —RRREE SRR AR 10

\ General Wheel Regulating Wheel — M E B 1

INDO NESIA \ Super-Abrasive Wheel RIEERAE e 11
CBN Wheel Vitrified Bond CBN®#m FIR&ESH] 12~14
CBN Wheel Resinoid Bond CBN® &g BiisEaH - 15~17

Diamond Wheel Vitrified Bond SRR BRESHE - 18

Diamond Wheel Resinoid Bond RGNS BEEE®- 18
Diamond Dressers BRIABERE - 19~20
Basics of Grinding Wheel OB R 21~24
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MITSUI HIGH PRECISION GRINDING WHEEL

General Wheel Abrasive
@G BR

Sintered Alumina Wheel Abrasive
FERE R BEl

Mitsui’s sintered alumina wheel =HHOR BN EERE Mitsui's general wheel =HMHWEBRA
Sintered alumina abrasive has progressively improved productivity ERMBER, ATLUBTIRIEEEREIRS JIS JISIRAE  type ¥EEY color EAfs Composition *only advisory 45 “E{#2% application EFHEEE

in grinding process. SHIMRBER XS R ESIMERER ‘LCA” Lightning” B4 B E

05

. K . T . . o N - A Brown fused alumina Brown Al:0:95% Free-hand/mechanical grinding of mild steel
LQAtL::‘ghtn!ng %rm'a:;\gh_ef:menfy orflented gralnZ Mth pre<.:|3|on MO BRI S B L “ME” B B (5584 BEMNE TiO:1.5~3% —RREIM. M BB BT
oriented grain and “ME” high cost-performance oriented grain are _ o e e White fused alumi . Precision grinding of alloyed steel, tool steel and other hardened steel. For light load.
available. B, BASHMRIN TS AR ERISE R A S8 E < TB(TOUGH WA Sam e White  Al:0s 99% POy gt At i 9
Combinations of these grains and TB(TOUGH BOND) bond would BOND)>E#R, ARFHERI TENA T HES I NN E PA !‘-;ink fused alumina Pink Al:Os 29% Z{ecision grinding of alloyed steel, tool steel and other hardened steel.
enhance your productivity even better. BHLEME Cr.0:8%8 &30, TRME. BAEEETHE
Monocrystalline fused alumina o Precision grinding of alloyed steel, tool steel and other hardened steel.
HA P Gray Al:0s 98.5% H#E&E &880 - TEE - B )GIHIBEZS
Black SiC . o Precision grinding of non ferrous metal, non metal and cast iron.
' mexumms Black  SIC95% FHEE FRMUE HROBETH]
Green SiC : o Precision grinding of non ferrous metal, non metal, cast iron and cemented carbide.
GC pemupmy Green  SIC99% - 2B B BEAROBEHH

LCA Lightning ®BRH&

“Lightning” Building new era in the grinding

BARH M TN NR R

MBA witsui Blue Alumina

New alumina abrasive with excellent shape retention and high toughness

Features of LCA abrasive LCAERI R EEEERTEENTESIIESKIRER
® Excellent micro-chipping property o BERHIRUIMEREERE i ,
Itﬁ micro-tct:_hippinr? ;;roperty keeps - TR RS 4 B RIS 20 T 15 5 01U N R, DR Features of MBA abrasive MB:;?:;E‘J#;%E
sharp-cutting, which means you can grin ERAETEE., ® Excellent §hape retention o 512
Irgsre parts per dress and wheel life is WHEDKIRIEE MBA abrasive show excellent toughness MBA & $ii BT B R R B R E R B B8
ger. values next to ceramic abrasive. (B BB ERIE, TEEEBENTRGRE, BE
o Excellent for high pressure grinding o ERTFHEAREFH By maintaining the shape of the abrasive BRI S, TR RS, TR R

Grinding force can be lower than MC
wheel. You can put more loads to the LCA
wheel and save machine time.

SMCERER, B R 2UIHIRIUR, 5h0EM
TEAFITIA.

grain after dressing for a long time, it is
possible to secure the amount of
protrusion of the abrasive grains,
suppress grinding burns, and extend the
dressing interval.

® Combination with vitrified bond

Bl

o HRELHNES
BB MBA BEHL + BENARBHERNESE
TBHRES, ETRIEMRIFDHLTMR,

It is possible to maintain the shape of the o Rifs S E
wheel for a long time by combining MBA . Toughness Value
- . . — = . BN EET:E =y o
MC Mitsui Ceramics =##a abrasive + T8 bond. e
® Combination with resinoid bond R
. . . i inoi S EEY (MRS D EY (RS ST
High performance sintered alumina wheel Can be used with all resinoid bonds. Zﬁ/{é’ﬁﬂ(@‘ﬁm ZHtJ)‘;,.\JUEEU (BIRE#EEH) 60
=i I=NEi N Recommended grinding application 8 T EEH (RS A ) 40
=R R BRI .
® Form grinding (vitrified bond), Centerless 20
Features of MC abrasive MCERIH% = grinding (rgslr_mld bo_nd)_, Double-disk
surface grinding (resinoid bond) 0
A WA PA HA MBA MC GC Cc

MC consists of sintered alumina abrasive
with fine and controlled microstructure. The
microstructure leads to excellent
self-sharpening effect.

Hard steels like SKD or SKH can be ground
efficiently with MC.

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
conventional alumina abrasive.

M E ) o BRITIMIEEE
¢ Long life L VIMIEATE, DTHERBEER, SHE%
More parts per dress, so the wheel life is
longer. o REM CSA

High Cost performance

HE LB PR R

Features of ME abrasive

® High performance ceramic abrasive
following LCA abrasive / MC abrasive
By switching from conventional alumina

MCHEEERLR BN RS RE. HMCEE
VBV BB B T R s 358 A U IR, RS R R F5 )
A

N FINTEBRINIERISKH SKDM, UKk Hiths
REMEL, EESERRAOTIHIELE
ERFERRRFERTIEI AT L, Sl
BT, BEEANLIE, IEaEt ikt BEEE
MR IR

MEEERIEIR =
® ERMNLCA/MCHIR I REF A FERL
EREEENARLL, AT IR S EHE R,

CS Series

Line-up for grinding steels of any kind.
BEX IS ER SM BRI R A RN E R

Features of CS abrasive series
® Many variations
Capable of grinding mild to hardened steel.

® Excellent sharpness
Low grinding force and easy to dress.

CSERIIR

° FEMERER
MEMEREM, BRI RER LR SR
RIS

HEMHEILS, imAgaR, AEREEREF

M CS series line-up AW EMRINCSRTIRVER

Abrasive Grain Types
ERHER

name Ex} features 4

applications #:FFF%&

O o=

High end spec. with excellent sharpness and wheel life

Precision grinding of Hardened steel (carbon steel, alloyed steel, tool steel)

o= AL ] BT A & k5 R
abrasive, it is possible to dramatically o [ERAILL "LCA/MCEER" EH . BA A SRR EIEISxxC SUJ2 SCM SKEHILEH &ML
improve grinding efficiency. ) SR kA7) AT At RS 4 A 75 & Mid-range model valuing sharpness. Precision grinding of Hardened steel (carbon steel, alloyed steel, tool steel
i indi ffici BELSEIMEEE ST mE & EA, / CSB “d = db h r‘] d2 fM C:< ;C;L \7 ( ‘b N d )
® Pricing can be cheaper than LCA abrasive = o EEBTHILE ERSxxC SUJZ SCM SKEFMEBHEFEM T

/MC abrasive

e #
*8 epinpING

Mid-range model valuing shape retention & sharpness.

Crankshaft grinding and cylindrical grinding(plunge cut)

Applicable to both vitrified and resinoid csc SEETRR IS REAILEIT s E Ao 2 P
bond. csb Economic model with sharp cutting edge. Precision grinding of Hardened steel (carbon steel, alloyed steel, tool steel)

TREVIHIERE B MR RE

EESxxC SUJ2 SCM SKEHLIBHMAIIEZ I T

o CSE

R EME MRS

High wear resistance model

Precision grinding of mild steel, tempered steel

M. BEMBINREREINT
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General Wheel Vitrified Bond
TEDEH BEEAE

TB Tough Bond =Ei&E

I

High-strength bond

SEELSHE

Features of TB bond TBHRYRE

® High Shape Retention o REARIFMAR
Strong abrasive retention minimizes wheel BEBRAWERIRE N, RO ISR,
deformation
o HEMKEERIKIERE

® Unlocks the Potential of sintered
Alumina grain
Sintering process maintains the
microstructure of sintered Alumina
High Rotational Strength: Enhances BBRAZ
safety during high-speed grinding o thEhift iz RIS BT E. BHETTE I
Recommended applications e F
® Crankshaft grinding, angular grinding, EEGE

groove grinding, cylindrical grinding o
(plunge cutting), etc. * LR FA6-F220

BEERETHEEER M EE
BIEESRE - RESERETNDRNZS

Range of applicatioin
® Grit Sizes: F46~F220

Mi

Standard precision bond for grinding wheels

FERRMESSE

Features of Ml bond MIKI 425

e Reduce grinding resistance o F{EFREEE A
While it tends to have lower abrasive HATBE AL, BARBERRIEHISHE—E B7
retention compared to TB bonds, it LU S A AR

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

RIBEFOERRR, EHEENDRARTR,

TM Tough Matrix

Strong vitrified bond
SEERERESH

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.

TMEEAIFINENSE S AL AEBRERNS R JLUR NEEER It ERFEE T, SaANERE
B ROTHEAERTN T Z BNER. FitiERAREREERNASHEEE,
T™ ERAIENERIENNSRESHLHHIREEUCSRIIANRNERZNE, TURBHTMHRKIERE

Features of TM bond TM& & RIRVIFIE

® Excellent form holding o MR IRRIFIEBEIE R 17

® Stable and fine surface roughness o I E S T ENEARE
® High rotational strength. Safe. e DHEERES, BMETL,
Larger size_ newly available TM&&HIZEAB A ERELE RIS

® D760+ > max.T50 = 100

©D510~610 : max.T100 = 205

Recommended applications HERR

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

Internal Test with the Same Amount of Bond

SRR AR RAIPIREAIE Grinding Ratio (Index)

180 L (G580
160
140
120 Approx. 3x Up /|
100 =Awsts
80
60 //
40
20

0

Conventional Bond ™
BEEREAE

o BFMEME BEHALOME i,
CEITE AR EOE

Current Value (Index)
EREGER

Approx. 16% Increase
100

b

80

60

40

20

Conventional Bond ™
Bt AR

Concept Diagram of TB Bond
TB &&BIH2E

000 Q00
00 (0
000 GO0

Conventional Bond TB Bond
e Byl TB & AH

Cross-Section:
Large Area

HE ER

Cross-Section:
Small Area

BiE B

MI

Indicates High Shape Retention
FRIRHESEREIR

Comparison of Plunge Cutting on SCM440
SCM440 ;&4 ENHIRIELER

Conventional Bond TM Bond

EEERERT TM EARERE

Surface Roughness (Index)
REVAKE (15%)

Approx. 30% Decrease
T TR#130%

o = N W h OO N ®©

Conventional Bond ™
B R

AFV/CFV

Vitrified bond with a new concept.

Soft-touch and smooth self-sharpening.

EFERRSRER G E®

BESURB7ERRFER TR SMELSH

AFV : bond for alumina abrasive
ERATFUWARBRRONERTIER

CFV : bond for SiC abrasive
EATUGCHARERNRIIERIIER

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.

Grinding Test on Inconel Material
HESSMRIBEER

R-Shape Accuracy
REBFZIRIEE

AFV

Conventional Bond
e SR

Workpiece
It

AFV/CFV &&HINRERR
o SEREATAILL, RERMRERENZRA
NI, TERERRERREE, TIHITRIT

o SHEMEAAILL, REHIEHIE RE 5%
EUHIBEE, E8RESERARNFERX,
HREM L

© BERISUN AR/, A ERNEL, FEEESH
HLEZERIBG A,

R- Bottom Surface Condition
REBEERAE

Compared to conventional bonds, demonstrates higher shape accuracy,
cleaner grinding surface finish, and reduced scratches.

HEGESRAL, MINEEES, RIS, IR,

MITSUI HIGH PRECISION GRINDING WHEEL

Temperature Change of Workpiece Before and After Grinding
HamRENIMRERES Y

c
40

35

30

25

20

o

AFV Conventional Bond A Conventional Bond B
BEEEHEIA BEEEHEB
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General Wheel Vitrified Bond

— R BESSHE

M Mitsui's Main Lineup of Vitrified Bond

Focus on Sharpness = #FlIE

ZHNEEREESH

Focus on Wear Resistance

Name of bond Type of abrasive Features
HEEH EREE R
: High strength bond for fused alumina grain
™ Fused alumina L
MEENBSREESH
. Bond for soft & fine grinding wheel
AFV Fused alumina R, ARERELH
) . ) High strength bond
B Fused alumina & sintered alumina PN
. . ) Standard bond
Ml Fused alumina & sintered alumina s o )
5S sic Long life bond for SiC wheel
MEEESNBEEMERESH
G75 sic Standard bond for small SiC wheels
DIHI M RERN MY BB M T A B EE A S A
Bond for soft grade grinding wheel
G94 sic : DL gliei ) P
ERT/NEDE, UHEEER
CEV sic Bond for soft & fine grinding wheel

BT, KRS

General Wheel Resinoid Bond

— iR SRS S

Mitsui's Resinoid Bond Wheels

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

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

disk grinding and centerless grinding.

M Mitsui's Main Lineup of Resinoid Bond =HMWEEESHEEERRS

MITSUI HIGH PRECISION GRINDING WHEEL

ZHIE AR &

=HOBED R, ERSEMEBERETAES, INDEERR TSR
, BRLE S RMETHENE O AE RARBERTREAENE

Applications Fi&

Focus on Sharpness ;EE#FIE

General Purpose &M

Focus on Wear Resistance ;¥ EfiEM

Centerless  EDOHE

Cylindrical  EIfERFE 5AM 5AB
Springs EE
Fine Grit Fia) e 3IA —
Disk B

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

Airy
Smooth Cutting Performance

ERETH

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

BEX BEL Extra

1HE

o TIHIRHUE, VIRt e E S R VI EA T RISERE

o X T EMMLESEEM RS EFHME, 8
BEFE AR RO T 1 RE

° ERERTERVMERITIHIINT L, EOE™m
BRE EITETES RETE BERTIHIAE

o IDURIER AT 54, BERTMERIER
A, ERRETHIMR

EFRE
© RIPESLIERIM AV EE (R, WnE R #R)

© BT

Opening New Horizons in Resinoid Grinding Wheels

PRI R EmRFTIE 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.

@ |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)

IHIE

o ERRFIIREUAR M, [ILEKS, TIRIEREER

o MAFRAERHRIS N, T MM L, iy
B+ oRY

o XKML PRENS, FHRF N ERIER
BT

EFRR
o £ HEM T EE (R G, RIKED )

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

RELMIRM ST EME GEHMT) R6

Productivity (Compared to Conventional Products, Set at 100)
EEHE (ERERR100)

Grinding Resistance (Compared to Conventional Products, Set at 100)
AN (B4EER%100)

180 120 2
160 20% Reduction
140 16X Up 100 HHI20%
120 REE1.6(5 .
100
80 60
60 40
40
20 20
0 0
Conventional Resinoid Product BELEXTRA Conventional Resinoid Product BELEXTRA

SRR MR

i R MR
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General Wheel Regulating Wheel

—RE 4 BB

cBN wheel Vitrified Bond

CBNf & FRESH

MITSUI HIGH PRECISION GRINDING WHEEL

Rubber Regulating Wheel

Standard rubber regulating wheel with excellent grip performance

REBTHIBENBIRERDEDR

Rubber wheel is a versatile and
good-gripping regulating wheel. A grain is
ordinary. Alumina-zirconia (AZ) grain is also
available for high-load use.

ZEMMIRRABRE, RIEENSTUENEDE
B

BEREMAER. AT REEMELLE, =HbiR
HEL AZBERE R

Standard Specifications A150 RR

R
Rough Grit size ‘ Fine
Gzl HE #
Grip
Strong Weak
% el S
Low Processing Processing High
Accuracy High Accuracy ‘ 9
& INIHERE =

Super-abrasive Wheel
REENDE®

CBN and diamond abrasives are called super-abrasive.

Abrasives such as alumina or SiC are called conventional abrasive

in contrast.

® Diamond
The typical applications of diamond, well
known as a hardest material in the world,
are abrasive for hard & brittle materials
such as ceramics, carbide, sapphire, etc.
Usually it is not good choice to grind
steels, because it is reactive against iron
under high temperature.

e CBN
CBN is composed of boron and nitrogen.
It’s a second hardest material in the
world. Compared with diamond, it is
thermally stable and inactive to ferrous
materials. That is why CBN has been used
to grind steel work pieces.

Abrasives grains are evaluated based on
two indicators.
® Tl (Toughness Index):
Indicates the strength of abrasives at
room temperature.

© TTI (Thermal Toughness Index):
Indicates the strength of abrasives at high
temperatures.

Fracturability
® Promotes active renewal of cutting edges
through repeated micro-fracturing.

® Strength decreases at high temperatures
= Unsuitable for processes generating
high heat.

High Fracture Toughness
® |ess prone to fracturing, with minimal
changes in abrasive characteristics.

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

o ShARER
EANSRREYE, TLUERERERE, BES
&, EXOWBERENIER, FEEOMT L.
ERREMREEE, BRRTRMG, FOE
BTEREKRMENMNT £

©CBN
CBNRILH AL ETR FERIL ARG
B R {CR T AN EYE, MBS, 1
SRAFAE RIS, FLERESRAMRIRINT L8
REEN SR, BEEAERLEBEMNSHEMN
It

ERLE B E S T .

o TI(FNEIEH):
RTBERERETARERE.

o TTI(RZMEIEE:
RTBERESE TRRERE#.

TR

© BB RE 5 MBS T NMEEH.

o BEESRRTE.
STESEEREHNINT,

=

© RETRHE, BERIF R\,

o RIfE/ERIR TR B KR E,
SHEAEARNSEMT,

SME RUCES—HRAEERHELL, CBNIAE R RBIEE

Knoop Hardness

BEEE
8000
— ———
7000 Hard Materials Workpiece
6000 Wi BT
5000
4000
3000
2000
1000
0 = N
o
& o & & e"'é &
& & 0w S 5% S
B X
°é§ 0§§ SN V@& [ A8 eggg& %é?
T
SRl

..,' ‘.1-
'J‘II;I

' Fracturabilit;
Yy
Ag® Ve, e

b

‘.‘i-

Ve w
‘..." . High Fracture

Toughness
SEE F

TFaoa™>
"r';-:i'
F

Seamless wnheel

Strong vitrified bond
TE2—FREEECBNE

Seamless wheel would provide you fine and
precise surface, comparing with segmental
wheels. It is the best choice for in-feed
centerless grinding or plunge grinding.
Grit size from #80 to #500 is available.

Multi wheel

WimEER A RS, JREESN TR
AIELE#80~#500, REREDER
EATEMIEEERNIARBROENRAE
HAE

High-performance CBN wheel for through-feed centerless grinding
ERERFENTINSEESERCBNME

Options

® “Gradation” wheel
Efficiency can be compatible with
precision. Just make the inlet part rough,
and outlet part fine.

® Protective resin plate
Resin plates could be installed on one or
both side of wheel. These plates protect
wheel from corner’s break and also
prevent scratches at inlet/outlet.

EEAAE

© RN R
ETHNOAEEHENE, EHOLE & A5
KL, ATAFR BTN TREEE M 77 B9 B

© iHBhiR
FIMZEHOSAL, SRR R BN R,
XA LA LR RE A B B KRR R, 0 F] UERIF
T, R

%7,
“Tspy GRIN pIN®

Case Study : Infeed Centerless Grinding of Compressor

Crankshaft (FCD)

REH e (FCD) 4 E DN TERH

Total Processed Units

@MTE
1,200

(Units:Thousands) (Efi:1,000%)

1,000

1.6 Times Improvement
=H1.665

800

600

400

200

0

Seamless Wheel
SREERDER

Segment Type (Conventional Product)
5 EURR (MER)

Case Study : Through-Feed Centerless Grinding of
Needle Steel Material
SHASEM BB DI TRE
Surface Roughness [pmRz]
RERFEE[umRZ]
1.0

0.9

08 Woad Wt

07 /
o..6 ./M /
o M

-0 &
0.4
03 o— Multi-Ty
ulti-Type
0.2 SIHEEE
) Segment Type (Conventional Product)
0.1 HERER (FRER)
0.0
0 100 200 300 400 500 600 700 800
Processing Time[Hr]
POTREFRE[H]
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cBN wheel Vitrified Bond

CBN® & FELSSH

C Series

C00/C55

New High-Wear-Tesistant Bond for Super-abrasive

RERMEY, AitBEERRes

® Enhanced wear resistance extends tool
life.

® Supports high-load processing with
superior strength.

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

Dressing Resistance (Measured Value)
LIHIBEN (BRAIE)

Dressing Resistance (A)
LIHIE S (A)

0.50
0.45

0.40

0.35
0.30

0.25

0.20

0.15

0.10

0.05

0.00
S00 C55

00 Series

High conc. CBN vitrified bonds
SERERCBNEEESHIRT

3 excellent features
.Easy to dress

Directly follows a change in depth of cut
or feed rate of dresser. You may adjust
your wheel to get sharpness or fine
surface roughness.

-

2.Sharpness
It is made of well qualified grain and bond
to provide you excellent sharpness.
Hardness grade “J” is available for
applications those require especially
sharp-cutting.

3. Stability
Our forming process is well practiced to

make CBN section homogeneous, so the
performance would be good and stable.

Recommended applications

© S00:Centerless, P00:0OD grinding,
F0O:ID grinding
*Requires dressing equipment for super
abrasive wheels.

Surface Roughness (Rz)

aEl

o RS, TR TAS®,
o SRE, BRREAFEMNT,

o EEIMETIENE, AEESHEEEERE SR
#1F.

Wear Resistance (Measured Value)
TEEE (BAE)

Grinding Ratio
WL

1800
1600 _Approx. 20% Up
RA#20%

1400
1200
1000
800
600
400
200
0

S00 C55

S00,/FO0,/PO0O

ZHEERIE

1, BENREEEE
WERATREN ISR BB A M, B EER
BUINRENEY, AINRZOXN MEEE
ERIHANERNERMTER

2, {BRRITDHIERE
FEXASRENERNESH, THItEEE
AEHE ) BEENER, ERELERENY)
HUtERE

3, RIFNREM
A EBEHEBEENRIGE, FERNEN
BEJLETEEY—, BB RIELTENTIH
MEAE

EERE

*REAEEAEHARRIEAEETR

Dressing Interval (Index)

06 REMEREE(R2) eI (5 %)
0.5 500 <
\Approx. 40% Up Approx. 5x Extension
0,
o RF4I40% w0 ERKISE
03 300 /
0.2 200 /
01 100 /
0 0
Conventional Product Gradation Wheel SO0 Conventional Product Gradation Wheel S00
HER HEEE SO0 BEER AR SO0

S Series

S§11./512,/S13

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

EEUIEIEREMAZRFRIFENNEREMZECBNIEH

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

SHEARIRTIHKR

REFOUIHINERE, TRRERGRR, THRYE
EE

ERMRETREN SR, ISR RIFREBRE 250, T
HRVABES
FESEREAMERRASRERN PRBEEX
SRIH
FESUIHENBRAEME LR T RIFHIT)
HIERERI I TS

EFRE
FMEME  ANERE
*REEEAEIERRIEABETA

M11/M12,/M13

Low conc. CBN vitrified bonds. -Pursuing usability-

BREEREAMNERECBNEEN R

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.

ERENMART, ERSAERIEMEETERFE.
EEEER L th eI UEACBNR &, S¢ECBNE RIS BYIHIAE
AEHRCEE B 60T, SUS440CHFHE ¥ LR FIE L RIRZENE AL

1. Saving machine time 1, INIRE%E
High quality CBN grain allows grinding BmECBNERIE MR, BT KR4S
efficiency much higher than conventional T AR
wheel.

2.High precision 2, EEE
Sharp cutting would provide high FESBHTIEILEE, SRINRTEE, IRE
accuracy in dimensions and geometry. EER

3.Less wheel wear 3, PR EEEE /N

Even comparing with sintered alumina

grain, M series exhibit much higher MEBELRES HRROMRBDADRLL, ©

grinding ratio. EEBeESG, TEFGANERS
Recommended applications MZRIIFHEBERE
ID grinding, OD grinding, Jig grinding, NEWE TEE FEE HEE

surface grinding

Internal grinding test of SUS440C conducted in-house

SUS440CPFLHFEERIPIERIAIR
Material removal rate per cut depth (0.01mm) Processing time (Min)
HRERIYIRE (0.01mm) MBI E PR (5 88)
0.012 70 °
Over 160% Up 60 Over 30% Reduction
oot R BiB160% o RIGEB30%
0.008
40
0.006 30
0.004 20
0.002 10
0 0
GC GMS GC GMS

MITSUI HIGH PRECISION GRINDING WHEEL
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cBN wheel Resinoid Bond
CBNR& g S

T Series

New Bond Designed for Specific Workpiece
IR HHIM R RS ST

® New bond design optimized for chip

removal

® Improved tool life achieved through
superior wear resistance

o RIBHEH AV B RGO R S S
° BB S MMEEE, AT TRENEMRS®.

Bond Name
HEARZE

T1

[For hard materials]
[EFRBEEMEL ]

T2

[For medium hardness materials]
[E R AP REEE R

[For materials producing powder-like chips]
[3& FIRR KU BB LU AR R HE H A7 8]

T3

T4

[For ductile materials]
& AR R 1L R

For Ferrous

For high-hardness
hardened materials

Heat-treated SUJ2

For medium-hardness
hardened materials

Heat-treated SCM steel

For cast iron materials
(Raw Gray Cast Iron (FC),
Heat-treated Ductile

For ductile materials

i SUS300 series
Ciggrrg:g;\:s Heat-treated die steel Heat-treated carbon steel S(,:E;St I:jon (FtCI,D))l HRRERH
Nz intered materials S 3
B AR SREE R AR B AR R L& KA R R SUS300%
SUJ2ZE N SCMEEX =R (FCA, FCDEX) -
LRI BB BRI
For Non-Ferrous Magnetic materials
SD materials Various ceramics
FEEIE AR
SDER BEEE
Heat-treated SUJ2 Heat-treated SCM435
SUJ2AK SCM4357X FC250 SUS304
Grinding Ratio (Index) Grinding Ratio (Index) Grinding Ratio (Index) Grinding Ratio (Index)
WL G580 WL (58 WL G580 L (580
200 200 200 200
0 0 0 0
Test Results Existing T Existing T2 Existing T3 Existing T4
AR
Grinding Test Overview
Heat-treated SKD11 Magnets Grlndlvg biEee: 1-1e2e
SKDT1& X BE Wheel: $100, W6 ring
- ) ' o ) Workpiece: $20
%g;n&g;a;tlo (Index) (ﬁaﬁgg;?}g;?tlo (Index) Feed Speed: 1-83 mm/min
500 500 Total Cut Depth: 5-25 mm
TSR R
REA EER
& $100, WEIR
WINT AL $20
® i 0 — ELGEEE 1- 3mm/min
Existing T Existing T3

RYIHIE 5 - 25mm

LC Series
DC Series

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/NCEE I
series o RIS AN EABIETEY
® Add special bond filler BENBE /B

Good truing/dressing properties. N @ . 5 o g R
The bond matrix retreats easily, ensuring %”';' Jgﬁﬂ:? E?}i‘]%ﬁ}ﬂaﬁﬂ’]%m* e
a stable amount of protrusion of the EIEREERBIOALEL,

LC1/LC2/LC3

DC1./DC2,/DC3

_abrasive grains and extending the HERER
interval. EETHHAENLCRT
Recommended grinding application (EERER S TEEH. SNEEH BROEH)
LC Series : Balance type
Recommended to Double-disk surface EEMEENDCRTI
grinidng, Cylindrical grinding, Centerless (EEER $ETEmEH. INEEHE. SO EHE)
grinding.
DC Series : Focus on wear resistance AEIIRIAERSHINCES)
Recommended to Double-disk surface Siﬁg‘i? TR P SRR BB MO0 T A
EBNL

grinidng, Cylindrical grinding, Centerless
grinding.

NC Series : Emphasis on sharpness
Recommended to Constant pressure
grinding, Spring grinding, Hard brittle
material processing, Fine grain processing.

Abrasive grain \—o

P Bond fillers A&

Chip Kl

Newly developed fillers form excellent chip pockets and significantly improves lubrication
WBMAENER, AT RIEFNTIBAM=E, TEERS T8,

Case study: Double-sided surface grinding for automotive components
(ferrous sintered material)

IRESY (BREEMR) WERTEHEMIR

Cycle Time (SEC)

Dressing Interval (Count)

AR (7)) ETIRRE (R E)
25 2500
Approx. 55%

20 reduction —— 2000

5 #ERE455% 1500 Approx. 2.9x Up

RE42.9F
10 1000
5 500
0
Competitor Product Our DC2 Competitor Product Our DC2
HtABIERER FAFDC2 HAARRERER AREIDC2

MITSUI HIGH PRECISION GRINDING WHEEL

Conventional Product
ERESR DC2

Compared to conventional products, DC2 demonstrates higher
chip removal efficiency, reducing chip adhesion on the

wheel surface.

BEGERAL, DC2REESMTIBHELIEAE,

FURAIX B wmRE LROTIBE D,

16
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cBN wheel Resinoid Bond
CBN# Rl o

L series L10/L20,/L30

Standard CBN wheel with a proven track record
SIEREMNEERENFERCBNIERRT

o BRI RFEHEER. FHEERSNARIIER

. o PIHIKHRER S, BEMAER, MEATEEN
® Mostly applied to compressor parts, S T

automotive parts, bearing parts and so on. ERTEGE T RSB 8RS 5%
AMEHIINT

® | series have been used successfully in
various applications.

D Series

Long life CBN wheel
KR T TAFHANEERNSEERFCBNRIIEG

o ELRSIER FXIBERTERS®

o T HIHIE S &R, AR RIS IEEM
T, 9IRS ER I8
ERIRFFIE, SEEEFAOVIHIMERE

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
ERRFAUIHIELERNCBNRIIE i

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

© IHIIRHUR, TIHIERES
© FESERIB7IER T, VIHIE e Pl RS RMR 5

© REEAETIHI BT, MBI E TTHI 2SS RHE B Y

® For example, residual removal stock was £
smaller in case of coil spring grinding. A E R AR EEZ RTINS

@ Avoid grinding burn because grinding
resistance is low.

M Mitsui's Main Lineup of CBN Resinoid Bonds

=HHCBNEESSEEEERRT
NC Series NC#&3l
KC Series KCH3l

Contains lubricating filler

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

FARCBN: NC7l, FHSDC: KC3RF!

NC Series NC&7I
KC Series KCZ%!

N Series N&3!

Soft bonds for CBN prioritizing cutting sharpness
Soft bonds for SDC prioritizing cutting sharpness
FRCBNIERERE SR, T EEFIE
FARSDCHEE AR, T EHRAE

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

LRGP IR ER, T ERFENESH

Hi%.g‘h N Series N&7I K Series K3l
K Series K&%l
2
3
LC Series LCFSY
ol
7

L Series L3l
G Series G#7l

Standard bonds for CBN resin wheels
Standard bonds for SDC resin wheels
FAR CBN#BER SEIRAERE S
FARSDCRER SRBIRAER S H

DC Series DC&7I

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

FEDRFIRINEIRIER, B H -+ T EARE S

D Series D&%

R Series R&71

High-strength bonds with excellent abrasive
grain retention

ERRINERNSREGSH

Wear resistance E{E ngh
=

R Series R&7I

Ultra-high-strength bonds specialized in abrasive
grain retention

X ERR I BRI E S SR

MITSUI HIGH PRECISION GRINDING WHEEL

piamond Wheel Vitrified Bond
ERIAMH BELESH

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

ERSEZHEEESR AR

Features of C bond series CRIINERISTE

® HESL T MR KL #80 R B4R KL #1000 8 19
S5, MBI TR I T MNRETI FTREX Do

o A MERERSRENREL T RE

o KRR E@FHYIHIGE N, ERATMISHA
EENBIRME, ERERBENEETARE
£ REME TG,

® 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.

B 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 EACRFIMNITE4H—B5
MIHEK : EESAMEER EEMNT MIHK: BHERMNT
SME 1 A2 $150 BW~
#i% :SD 80 ~800V

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

piamond Wheel Resinoid Bond
AR BIEESE

G Series

Standard diamond wheel
EERSRIAR R

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

G10/G20

EA=HRERRNE SR FTEA R
BE AR IRIF 14 MYEEFE1E _EAFRIZR o PTREXS IS RR
BEREMIER,

0 G10 SMEEX BEFHOMTHIAE

© G20 MEFEF THREMREER

©® G10:High thermal conductivity with
excellent cutting sharpness

® G20:High wear resistance preventing
shape deformation

K series K10,/K20

Diamond wheel with outstanding sharpness
Ll palym=d: o Al Al

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

PIRIHUE, EMNTEER, BASREMRIER
SRETHIBN THIE
EERNBIMERT, RIFREREKTIEIGE
EMTERAEEMN TR ER MHEERR.
EEMTEMERIFEEMR, ML, EXAREE

Recommended materials to grind
® Cemented carbide

® Ceramics materials like SiC, Alumina, EEFRE
Silicon nitride o THME
® Aluminum alloys and other non-ferrous o BIFEAS SIC SMER RLESEEMER

metals o BESEIHREE
KC Series

Focused on sharpness bond use for diamond abrasive

BOENEANSEN N ESRRaENSERNENRESH

KC1/KC2

Features of KC bond series KCRINEE TR

© Adding special bond filler to K o /£ K RIS EIRARIN T RHHNIATIETY
series bond BRIBE/(EEIERE
Good truing/dressing properties. EERERRIEHHE, REBENENRLE,

The bond matrix retreats easily, ensuring FEIERBEBIRBAIRTAEE .
a stable amount of protrusion of the

abrasive grains and extending the interval. giﬁ)ﬁf(ﬁﬁﬁ‘ﬁ SR .
_— . J B, BE) N EH GBS E
Recommended grlndlng .appllcatlon I R T B E f T
Insert tip processing (carbide, cermet),
Constant pressure grinding, Spring

grinding, Hard brittle material processing,
Fine grain processing.
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Diamond Dressers
SRIGEESR

ERAEERNER

Role of the Diamond Dressers

Dressing =

Making new sharp edges by removing grazed or clogged surface.

BREEE, BRI IRE, BHINRRNERFENR K, RURIBRMHRO

Truing gE=

Removing run-out from use-surface.

REDHMEONRDE, imEERIER

Forming m=

Making desired shapes on the face of grinding wheel.
TEBEER AN TSR 4RAR I TS, IRIBI TERISH RIS RERIN T REBRVESE

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.

EUREADH,

MBL BLADE
SN ERRTET]

MSA ARTIFICIAL
EHREAEE AR

BT RBUWMORANEIRES, EEEBES, ERESNENRETERE

“HERWREERENET S, ERMBERNTERR SRER|ES
R, RERADRERNEMNEERAE

MH HORNET
EHEBRSE

MITSUI HIGH PRECISION GRINDING WHEEL

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

Reference for Grinding Wheel WA#80

Grinding Wheel
Dimensions (mm)

Under 25

Thickness

Outer Diameter

25~50

50~75

75~100

100~150

150~205 255 and above

Grinding Wheel
Liize)

x Dresser
ez
|

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

Grinding Wheel
liza)

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.

TEM Working surface area of diamond pillars is constant till

S5XxREMEL, NERR VD RERTE, BRERANEHGTTE the end of product life so the performance is also
constant.

EAHORNETRIIWAEREERIA, RREHTIENETIHE]
i, R IETEEFRT e ANEERATRE, RItrRH#IRE
R E IR

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, FRANEATEEH
A, FoiREY— REREHBEILE

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 1.5¢ct~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¢t~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~1.5ct 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 1.5ct~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 2.5¢ct~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

E2=\ ] ERERE SRR BOERIE

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 Z=({g7]
SHERGHEER, BERBIERAN
HHNE, AIRBTER SR

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

Conical shape and pyramid shape
are available.

Ridgeline of pyramid is proper
direction.

ERABRHENRRAEEEG, BENE
FEEWEMNT

DR A A IR

B RMETIRRIOIR R TEBAO D, A
HASTIRALLIE N RR

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.

ERAMERASA, REBRE—EAE
EMATER IRERHERNEE
ZINTAmE

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

BRLBERNRENRASHGET
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MITSUI HIGH PRECISION GRINDING WHEEL

Basics of Grinding Wheel
MRS

Constituents of grinding wheel BhEm Y B BRI Grinding Wheel Shape Codes and Names (JIS R6242) [ U surtece
Grinding wheels are made of 3 elements _grain, bond, pore. Wim2h B, SEH, KL XEMERERN. EENERAEREATE (JIS R6242)
These elements can be described by 5 factors, which are WEHRIOERBARAT =28 UKL TERF
. P Type 1 Flat Type 9 Double Cup Type 22 Single Relief Single Concave
written on specifications. ES % BEAFT 22% BIRMREMT
3 elements Grinding Wheel A T W P = Flange Diameter X 1.02+4
fizal y i T P2AMERE X 1.02+4
® Grain Cutting edges / = i 7 ] a0
®Bond Holder of the cutting edges L T 7 f K
®Pore Plays role of chip pocket I - //I | l/ A /, A1 i 3' R , r""{ I
) 50 | | | | | i ] = f
5 factors . Workpiece e——— Abrasive Grains ¢ aH >_| ! |
© Type of abrasive NI | — [ / l w
o Grit size Type 2RingTZ W ExT/4 = 7 . 1
® Hardness grade . 25 B TZW - \R oH W]
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Coarse Powder General Polishing Precision Polishing 7 - - W <) " d P = Flange Diameter X 1.02+4
Type1  Flat Outer Diamet Abrasive GrainSi ad RAERRS  HEWERAN V : Vitrified Bonds Bond Cassification u 1o ¥ - - PZEMEE X 1.02+4
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MITSUI HIGH PRECISION GRINDING WHEEL

Basics of Grinding Wheel
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MITSUI HIGH PRECISION GRINDING WHEEL

Basics of Super-abrasive Wheel
BEER RN ERARE

Shape code of the super abrasive wheels (JIS-B4131) E Cross-Sections of Abrasive Layer and Alphabetical Codes
CBN# A @mI REESRT ERENENREXFERLS

Shape code consists of following 4 parts.

1. Basic core shapes A ‘ D FF L : QQ
2. Shapes of abrasive cross section + ___
3. Location of abrasive section | . {-'-_."'_
4. Modification AH & DD /= G LL S
6 A 2 C /e g
g 20 Color Shape Shape of Abrasive Section Location of Abrasive Section Modification
BERZIR S S HYFRIE i RN 180
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Numerical Code Shape Numerical Code Shape E ket VA=A TR MINE
AR iZIN AR TR : | 1
e T 3 T res FERE ” ] B Stepped Hole
1 P 7 ST 9 Vi 2 ' I T
7 L [ i G | 1 Outer Periphery
........................................................ A SNE c Dish Hole
Exceeding 45° up to 90° B
B8 45° Z 90’
) i H Straight Hole
o i 11 B
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2 Side B
45° or Above _#" LEE)
; 7 | 7 : % B e T P Relief on One Side
s S ; e i, i BSR4
3 = ‘ ‘ = 12 D r—— "
: | i i 3 i‘?ﬁﬁrﬁs'des p Relief on Both Sides
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| 4 Internal Tapered/Rounded s ¢
............................ MG AR BT egmen
4 14 ! S SRR
7 5 External Tapered/Rounded Segment typw
' SMAAIER S ETT TR SS with slots
HIRER D ERIAR
e i L T ] |
6 ' : 15 : . ; - 6 Part of the Outer Periphery T lggided Hole
g ShEIE— 85
Q Insertion of Abrasive
Layer
Part of the Side RN
Notes &HE 7 BIE—58%
1. Basic core shapes are unrelated to the location of abrasive section or 1. BEERROHE, FRERUENZE, BFRERARNTEE i - Reverse Abrasive
the application of the wheel. 2. HEEERBTI AR LR S E AT RS, [ 8 Entire v Layer
2.M i i i 5 = o 1] REERE
. Mark for basic core shape is not affected by making convex or 3. BERUEER, BRI T T SIS TARES, BOR S, R SR AT R NS BT o
concave on core to attach abrasive section.
3. So as recessing or necking. 9 ;orner
Reverse Insertion of
. Y Abrasive Layer
10 :;;?aﬁr Periphery REFENERNE
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