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NORTON STATIONARY DIAMOND DRESSING TOOLS
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Minimize Your Cost Per Dress.

Maximize Your Grinding Wheel Performance!

Norton Leads the Truing
and Dressing Tool Industry
in Engineering and
Manufacturing Technology

Stock Tools
The hroadast line of stationary diamond
drassing tools and Drake-controlied
truing devices.

deslgn hasis.

Contact Your Norton Distributor or
Norton Diamond Tool Customer Service:

Salnt-Gobain Abrasives, Inc.
ba Beals Road
Arden, NG 28704

Customer Service and
Technical Assistance Phone: 828-684-2500

Fax Inguiries: B28-684-1401

Norton Product Tiering Concept

Norton offers e industry's widest selection of products at threg
separate valuwe levels to meet your exact nesds. Norton products are
classitied in BEST {gold), BETTER (blus}, and GOOD [gresn)
performance’price tiars to halp you choose the right product for
your specific application avary tima.

Diamonds are a rare commadity - the larger the stane and the bettar
the guality, the higher the Initlal cost. The kev o successful
diamaond tool purchasing and use is based on the ‘cost per dress.”
MNormally, higher quality diamond dressing toals and a proactive
resetting progranm will result In lowast ‘cost per dress.”

Im those situations where a ressthing progeam is not feasible, or low
initsl cosl is the primary parchasing critsria, Nofen offers an
axtensive line ol non=resettable tools,

Custom-engineered Tools

Wa have custom tools for virtually every
application. Whan Norton quality stock
produsts do not fulfill your requiremsnts
for dizmond guality or geometry. your
Moo Distrbutor, Morton Sales
Reprasantative and ocur Product
Enginaering statt will work with you to
enzsure fal vou gel the right stationary
digmond fool for your job on & custom

Resetting and Relapping
Service

Martan Diamaond Tool offers expert
resetting (removing single point
diamond, rotating and expesing sharp,
neav point) and refapping {reconditioning
form ool diamonds) of many of our
toals — at & significant cost savings vs.
nesw manufacture. Contact aur Arden
Customer Service group for & guota and
retisn proceduras.

C

Best Performance

+* Represents products that are unmaiched in the industry and
provide the lowest lolal cost for the application.

* [n many cases, these products are proprietary and only available
fram Morlon.

BETTER Premium Performance

+ Represenis superior pedorming products for the user who
requires a high level of productivity and low lolal cost.

GODD | Excellent Performance, Quality and Value

+ Reprezents a value for the uzer who waniz Norton quality
products with consistent performance and very competitive prices.

-~
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GENERAL INFORMATION

3  How to Use This Catalog
E if you know the tool: I you don’t know the tool, but know if you don’t know the tool, but know ej
E Use the Table of Contents to find the the whee! form needed: the machine:
=] appropriats tool section, then match your Find the type of wheel form to b Use the “Stationary Diamond Tool
L toal fa the drawings in that section, dressed wsing the wheel form symbols Recommendations by Machine Type™
E shown in the Table of Contents and chart on pages 36 - 39, Note the
.| throughaout the book, Note the appropriate toalis).
g approprigte taal(s).
[TF]
E Then review the recommended tools' features and benefits in their catalog sections to chooss the best tool for your operation,
(L] I you need engineering assistance, contact your lacal Norton distributor or call: Technical Assistance 828-684-2500.
Tech Tip — Wheel Conditioning
Stationary diamond dressing lools are used to condition grinding whesls, Wheel conditioning invalves two operations: fruing
and dressing. Q/
Truing the Wheel:
Primarily dena during the initial set-up, truing involves three basic operations:
/ ﬁfﬁx\\ avd ~
—1
W
\ )
1
e Cleaning the wheel to make it run Restoring the wheel profila to Changing the profile of the wheel
i true with the axis of rotation proper geametry in respodise to b the desired shape

wheel breakdown

Dressing the Wheel:
Dressing is done intermittently throughout the operation — after a certain number of parts ara ground, as wheel loads, closes up, el -
to keep the whesl at peak parformance

Removing dull abrasive particles Removing torelgn material from a
opens the wheal, increasing i b "loaded” whee! apens the whesel,
stock removal rates, decreasing el = exposing new cutting grains.
surface finish quality. T —+
Dulling the abrasive particles ¥

;
1+ j
! f closes the wheed, increasing %{7 !
surface finish guality, decreasing
\hj stock removal rates. %) Q’

.
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GENERAL INFORMATION

Resetting — Minimizing Your Cost >
} Birying a higher quality diamand is your best value, especialy 8 you gasticpats in 2 proactive =
resetting program. Althouah initial cost may be higher, the payback comes through several factors: E
B Diamond durability, providing longer tool lifa (==
I Tighter form tolerances How E
B Consistent finish rates E
B Resetting the diamond lowers the cverall tooling cost E‘
Used properly, the owerall cost of a higher guality, resettable ciamond wll compare favorably with ]
that of an Inexpenshee, non-resettable diamaond, [nitially, the best diamond point is selected for use. ——
When returnad, the next best diamond point is selecled for res=ting 208 =0 on. l-lr__'-l
To ensure you get the best walue for your diamond: 15t Reset
1 Rotate the diamond tool Y4 twrn periodically to maintain 8 sham pont
1 Use proper flow of coolant to protect the diamond from hest which can orsate fracturing of he
diamond
B Excassive wear on fhe diamond point may impact the ability to resst the diamond. The widest
paint of the diamond 15 refgrenced as tha girth. The dia pirt uried in a powdar matal
matrix. Using a diamond into the girth zane may impact the 2oty 10 resat other diamond points, Multiple ings
Guidelines for Lead Selection
Use the optimum traverse Formula for Traverse Rate Calculation
rate of a diamond tool 1o Speed of Wheel (RFM) = Lsad Salection Por Whaol Revolution = Traverse Rate (Inchas Par Minuta)
approprigigly condition the 3 =
whesl face for your grinding APM = SFPMY[Whes! Dameter x 0262
s  OpEration. TOOL TYPE LEAD SELECTION / TRAVERSE RATE
I Slower lead {and traverse Single-Point Tools Coarsa Finish = 008" - 010" per wheel revalution
rate} lends o close up the Form Taols Wediom Fnish = 005" - 007 per wheel revolution
whaz| Tace fo provide: Fing Finish = .002" - 004 per wheel revolution
» Batier finishes Exmyle - 0 :
(e AME/Ra readings) E:.:ample Syly Foan . .
i _ : Wheel 14 % 1-1/2 x & D5G60-KVS
. I_'I':_"”_:r stock removal Tl SE5M7 (1/2 carat Single-Point)
rates Wheel Spaad: B500 SFFM = 1773 RPM
I Fastor lead (and traverse Stock RemaovalFinish M 32 M5
rate) tends to open up e Lead Selection 006" per whaal revolution
wheel face to provide: T_n;_.,_wf_[g 1773 x 006 = 10.6° per minute fraverse
*f:laster stock removal rates  Multi-Point (Grit) Tools Coarse Finish = 023" - 030" per wheel revolution
hungry® whesal) Blade Tools M rish = 013 - 022 par wheel revalition
*Rougher finishes Cluster Tools Fime Finish = 006 - 0027 per wheal revolution 3
| [ et —_———— FES e
(high RMSRa readings) Example — Multi-Point
Vihes!: T 1114 32N60-KVBE
Toal: 56 (14" round grit tocl)

VWhea! Speed: 2
Stnck Removal'Finish =64 RS

Lead Eslection: “whesl revolution

Traverse Rate: 3547 x 024 = 851" per minute traverse
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GENERAL INFORMATION

GENERAL INFORMATION

Positive Influences on Stationary Tools

Coolant — Dress Wet

I Lise coolant with ampla
pressure, volume, and
filtraticn whenever
possinlz.

B A stationary tool used with
coolant will [ast lonogr than wheel and evaniually cause
a tool used withaut tha diamand in the tool to
coolant. crack,

Rigid Tool Holder
1 A rigid tool holder will kesp
vibration to a minimum.

B Vibration in the toal holder
will create an inconsistznt
surfaca on the grinding

Troubleshooting Guide

POSSIELE CAUSES

Tool not secure

Digrmond Traversing oo showly
Wheel loadad

Waorn diamand

PROBLEM

Chatter

Minimal Infeeds

I Using manufaciurer's

Proper Alignment
1 Blade and Chisel-type tools
suggested amounts wil requirz proper alignment to
allgwr for maximum ool perform correctly and
[ife phtain maximum lite
¥ Avoid excessive infeeds - expeciancy.
prcessive infesd creales
damaging heat and a
tendency to damage the
diamaond.

SUGGESTED CORRECTION

Remount or chieck for worn or loose holder
Li=a faster {raverse

Drass more frequantly

Rotate tool or replace

Burn Tool traversing oo slowly
Poar coalant on part and tool
Digmand 1o fiat
Diamond too large

Scratches Wheal foo rough

Coolant

Diamond lines Traversing too fast

Mo dwezll time

Cam worn
Poor mounting
Worn ool
Taol too tight

Inaccuracies in paris

Increase averse rate

Increase coolant flow at point of contact
Rotate or replace tool

Beduca size or try multi-paint tool

Show down fraverss

Check filtration

Slowy down dress rate

Increase sparkowt

Reptaca temple and follower

Check mauntng and alignment

Check rest and focations for movemant
Toal 15 bent. Replace.

Parts too hot Draszing too slowly

Mizmaond too flat

Increase crossieed rate
Rotate or replace toal

Wheel is loaded Dressed too infreguenty
Infaed too light

(reardressing

'l_'-‘tlul acts too soft

Dress more often
Incraase infaed amaunt

Reduce infeed rate and slow crossfoed

Wheel dossn’t cut Wheal closed

Increase infeed rate and increase crosstead

Short diamond lite Vioration

Lack of coolant
nfaad cycla
Foor mounting

Hogaing

Diamond Breakage atorage
Pressura

Temperature

Remave shock from diamand contact ares

Clean coolant line

Reduce sxcessive inlzed

Securs wol, do not over-tighten, seat intd holdar properdy
Do not exceed recommended infeeds

If single-point - rotate ool use drag angle.

IF miti-point - must ha flush with wheel face, increase from

[Keep protected from shock
Raduce haawy infaed
Control suddan chenges
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SINGLE POINT TOOLS

1 E:'uisﬂ:ﬂ ';[;13“51';”;;"’;""“ Formula far Traverse Rate Calculation
the wheel centerling with a 3 WHEEL SPEED (RPM) X LEAD/WHEEL REVOLUTION = TRAVERSE RATE (INCH/MINUTE)
line drawn through the center f
of the wheel, painting in = T = TOOL TYPE LEAD SELECTION
the direction of wheel travel. L o etu I | Bingla-Point Coarse Finish = 008010 per wheel revalution
B Foint of contact should be Medium Finish = .005—.007 per wheel revolution
slightly below centarline of 1 Firn Finish = .002-.004 per wheel revokulion
wheel as showm.
I Use coolant whenever possihle. FPM = SFPM = (WHEEL IIAMETER X 0.262]
B Normal infesd is 007" par pass. )
- B Lead =elections range from 002" - 010" per wheel revolution. - E:IT; :;::::n?:: 'x"m""::;_ﬂnmd iRl Fac e foman surkied
¥ Hotata the tool 1/4 tur periodically Lo maintain a sharp point. § Faster traverse rates resull In an open wheel face that produces greater
To optimize applications using SG abrasives and/or tools, normal dressing  Stock remaval and a roughar warkplace finish.
parameters muost ehange. Reduce infeed by 25%. Signiticant reductions in
:ﬁ:'"mm mﬂlp[:; :::'::::::JTEH.EMF of dress wiil resull in substantially A It 15 the uzer's respensibility o reder bo amd comply with ARSI B7.1
Norton Single Point Diamond Quality Level Designations
Morton adheres to the Industrial Diamond Association's standards for diamond weight tolerances,
UALITY LEVEL SETTABLE PDINTS STRUCTURE AND SHAPE INTEBRITY
Ak Four sattabla pomts We e edron ar Smooth surfaces, free of cracks,
sEams or surface imperections
56 Three seftable points cahiecTon with Frea of major cracks, may have seams
rragularifips or imperfectizns o
A Three setable points ed structure, Fres of major cracks, may have seams
ecahadrons, o imperfections
) rregularitizs
NS Two sattails points notanadoons, bay hawe cracks, seams or defects
Norton Standard or with minar away Trom point
- surface irme
BCSG One point; non-rasettable One wall defined dodecahedron Wy hawve cracks, seams or defects
point dwvay Trom poirt )
BC One point; non-ragattable locky-shapad octahedron with May hawa cracks/saamssdefects around point

rough surf

IfIETAHE[ﬂlH — fn -sided diamond which can have a maximam of si pyram

d irregularities Defects may dzcrease average tol life

s iraped poants

DODECAHEDRON — & 12-sidad camond which can bave & maxirmum of six oroader-shaped points,
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SINGLE POINT TOOLS

=] SPEC check 0
— Selection Guide
— Stock Tools for SG Abrasive Wheels
— b1 Enginearad for use on 3G and Targa whoals bul may also provide sigaificant benefits when used on convenlional abrasive products. These tonls
E are furnished with top quality zpecizlly selected diamands.
wi BCSG Ecopomical alternative fw an “56" toel. Best choics when a disposable eol is prefemed,
EI Stock Tools for Conventional Abrasive Wheels
=4 HE Enpineered for use on conventinonal atirasives. These high gualily, walue-priced tools ¢an be ssed for a variety of dressing applications.
e
7] BC Ecanomical aermative to an “N8" tool. Best choice when a disposable tool is preferred.
Selecting the Correct Single Point Tool: Stock Single Point Tool Marking System
= [dentify the wheal abrasive tyae: A/D, 50 or Ceramie (SG) ;
» Determine the whael diamater - lo salect the aplimum caral weight - ome e i
= Defermine the tool holder size — to select the approarialé shark diametar [:17] 1 =1/5(.20) carat [ B=38"
5 = g N5 2 w 1714 (.25} carat J =716
Examples of Single Point Tool Selection BLSE 3= 1/3 (.23) carat
Wheel Spes: 32AA6-IVBE T x 1/2"x 114" BC & =112 (.60 caral
Customer's machine has & 7/16" toel holder 7 = 34 (.75) carat
Tool Selections: Resettable: WS2MT or HEUDZ [Indexalie) 10 =1 carat
MNon-Fesetiehle: BC2MT ar BCUD? (Indexable)
Wheel Spec:  53B60-JV3 10° x 1"z 3° Example:
Customer's maching has a 38" ool holder SG2ME
Too! Selections: Reseitable: BGIMG
Hon-Fesettable; BCSGIME
Single Point Tools for Truing/Dressing SG Abrasives
SG Single Point Tools e @
‘FEATURES BENEFITS i i | :
= Specially selected broad-shaped, diamond ~ *Withstands the increased grinding pressures of SG abrasive 1 I }F
»Each diamond is hand selected for *Consistent tool pedformance | 1
stone shape, guality and strectural integrity =
* Multi-purpose + Accommodates most straight dressing and simple form
dressing applicalions
#5tands up to 56 (ceramic) abrasive sharpness; can also
be used to dress conventional abrasives
Resettable 5G Single Point Tools
* Norton high qualily diamond and a proactive resetting program will resol in the lowest dressing cost per part
G000 Non-resettable BCSG Single Point Tools
6 = The besi seleclion when a resetting program is not feasible or low initial cost is the primary purchasing consideration
1oL 3 SETTABLE PTS (—
WHEEL CARAT TooL oL FRODUCT (2 RESETS) FPRODUECT NON-RESETTABLE
DIAMETER | WEIGHT | LENGTH | DMMETER NG, UiPE MO, ND. UPE NO. p—
Stock Single Point Tools for Truing/Dressing SG Abrasives — 7
ue 1O ™ 144 (.25) r e SG2MG GEZE0195365 BCEGZME GEZBIETO0T
] TR SG2M7 GEZE0195366 BCEGZMT GEZ60158805
g Tor 13188 | 3a 503N GEZB0195367 BESGIME GE260157008
e SG3IMT EEEW_]_EI_E_SE-H E_E SEIMT bEZB0156806
11710 14" | 12 (.50] o g" SGENE GaZ60195369 BLSGEME BEZEMSTO0YG
] ThE SGENT BEZE01A53TD BEIGEEMT BEZE0SE90T
15" 70 20° 3¢ (. T5) 'y 3a" SGTNG GE2E0195371
e SGTMT E_GEEIJI‘JES?'Z BLEGTMT pE2E0156908
b 1(1.00) 2 THE" BCEGIOMT  BE2EDISTOIO

HOM-STOCK 56 RESETTABLE SINGLE PONT TOOLS ARE ALSY AVAILABLE.
STANDARD PACKAGE = 1 TODL
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SINGLE POINT TOOLS

Single Point Tools for Truing/Dressing SG Abrasives (CONTINUED) =

) S
Shank M - f=— 2000 - — @0.437 :

ﬁ or{.375 =

| LY 5 ! =

- F p{ - ® 2

_ 4 — H

=

=

(-]

Single Point Tools for Truing/Dressing Conventional Abrasives

Conventional Single Point Tools ey 0 -~

FEATURE BENEFIT
* Conzistent diamond struciure and shape *Repeatable creszing performance
= Well definad, sharp diamond point *Durable; maximam cosi effectiveness for drassing

canventionel abrasives

BETTER Resettable NS (Norton Standard) Single Point Toals

* High nuality diamonds, value priced 3
« Selection of the correct tool and a proactive resetting program witl resalt in the lowest dressing cost per par

GOOD Non-resettable BC Single Point Tools

« The best selection when a resetting program iz not feazible or low initial cost is the primary purchazing consideration

-
o |
Determining the Stock Single Point Tool Marking Syst e
|
sgriblary
* R ber thal gi d -
a:m'gu:mu?jiwlir?hu:lgrgg NE 1=1/5 (.20 carat M G=3% -
1he snne and the better the BT 2=14[ 25| cart  { 7=7M18
quutllﬁlhn higher the nitial 3=12 .33 caral
gf;t- ::‘ETI w;‘"&;’f’“' g §=1/2 (.50) caral
mond tool prod an
sE Is lrased ait the “cost per T 304 (.75) carat
dre=s. " Hormeally, higher 10 =1 carat
quality diamands a
prltlinnfh.le rnmﬁllng program Example:
will result im Ehe fowest “cost
per dress.” NS2ME | 7
«In I!'I1I]t?t sitl‘allnns_wntE;e i
il ot [ LS Non-Stock Single Point Tool Marking System
1he grimary purchasing —n — —— g vy Stk M
W“*;g‘:lf“'l'_“"- ettt THPE ST ALY DESICH DIENETER .
Eam B 1in@ @l non= T3 1 'm[m“ u m 6 = 378" 7
rezattable tools. 2128 mmt A 1 T =THE Il
3 =13 [.33) caral N5
5 = 12 [.50) carat BL
T =304 [.75) carat I
10 =1 caral |
Exammgie: | [
| SPSAMT .
i

Please contact Customer Service at 1-828-684-2500 for all your non-stock, custom
configuration questions, requests for quotes, etc.
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SINGLE POINT TOOLS

1 Single Point Tools for Truing/Dressing Conventional Abrasives (CONTINUED)
e '
=] ' Q
- BETTER BETTER GOOD
= 4 SETTABLE PTS 3 SETTABLE PTS 2 SETTABLE PTS WON-
E IVNEEL FOOL CARAT | TBOL PRODUET Eﬂﬂ!ﬂﬂ PROMNICT [ RESETS) PRODUCT (1 RESET] FROMGT  RESETTABLE
= BIAMETER | WENGHT DAMETER MO nD. UPC N, N UPC NO. . UIPC AD.
B Stock Single Point Tools for Truing/Dressing Conventional Abrasives
ﬂ INTERMAL | 1/5 (.20 i BCIMi GH2EA195021
L] 'WHEEL Flalin EC1M7 BEZHO195022
E uPTO T | 1744.25) & KSIME BH2B010E116  BLZME GE2E0185000
[ 7] TA LETiLE GG260195117  BLZM7 GR2B0105001 o
A" To 0 | 1734033 e HEIME GE2B0195121  BL3ME 6260105002
THE" WS3M7T  EG2B0105122  BOSM7 66260105003
11 T0 44" | 152 .50) aa HEEME ARPR0195126  BCSME GEZE0 S0
THE N35MT GEIB0195127  BCEMT EEF'EMBEHBE
15" T0 20" | 31 (.75) Efl NSTME  GE2E0TE5131  DLTME BE26D125008
THE" NSTMT  GG2GD185132  BCTMT GEGO 95007
- 1 [1.00) iy NS10ME 65260195136  BCIOWE F2E0135000
116" NS10M7  GG260195137  BCIOMT GE260125009
/16" ME10J7 *  BEAZEO195135
Mon-Stock Single Point Tools for Truing/Dressing Conventional Abrasives
INTERNAL | 1/5 |.20] T SPEAAME  BE200105000  SPHAMG  BA2GO196014
W“EELE_ e SPIAAMT  GE200105091  SF1AMT BEZE0196015
uPTOT |Te(zm) | & SPZAAMG GE260195904  SPZAMG  B626019G018
THE SPEAAMT  GERG0195905  SPZAMT _EB?BI.'I!EEIHB
T | 143 [33) a3m" SPEMAME  GEZG019G998  SPIANG  GE2G601946022
THE SPIRAMT  RE2E01S5309  SFIAMT G6260196023
11 TO 4" | 142 [.50) an" SPSAAME  BEZG0NSGO0Z  SPSAME  BE2E01DG0ZE
Fhla SPSAAMT  GEZG0ISGO03  SPLAMT  BE2607D60ET
15" T0 200 | 3/4 (.75) 38" SPTAAMG  GEZGOT9GO0E  SPTAME  BEPEOI4577Z
Fha i SPTAAMT  BEZEOT9600T  SPTAMT GE2E01457TE .
Fa B 1 (1.00) e EP10AAME BEZGOIGN4GE  SPIODAME BE2G0196034 W
TH6" SPIDAAMT GEZGOTEG0NT  SPI0AMT B6260196035

ON-5TOCK AR AND A DIAMDND GUALITY LEVEL RESETTABLE PRODUCTS ARE TYPICALLY USED FOR PRECISION APPLICATIORS.
ADMTIONAL MOM-STOGCK AVAILABILITY:

= WOR-STOCK TODLE WITH A J SHARK

* JSHAMK TOOLS ARE AVAILARLE IN 716" MAMETER WITH & 55" HERD

- LARGER CARAT WEIGHT DIAMONDS

STANDMED PAGKAGE = DNE TOOL

e 000 ——
| 0625 —=— — @as
) ¢ RO
i .f"’f \"\1{’-'. e
I 2000
~ @0.437
S orD3V5
— /\ ik
‘QD” ! |
| (®)

Please contact Customer Service at 1-828-684-2500 far all your non-stock, custom configuration
guestions, requests for quotes, etc. -
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SINGLE POINT TOOLS

Indexable Single Point Tools
| Indexahle toals are specifically designed ta alleviate any missionmest weues and are the tool of choice for GNC grinders. They featurs
a two=part construction with the head and shank a5 separate peces After the initial installation, operators simply turn the indaxable

=]
=]
=
head with a wrench, while the tool shank remains secure (and signed) i the toal holder | g
L} d a E
Indexable Single Point Tools E
FEATURE BENEFIT w
+ Easily turned without removing ool = Easier for operators o fwm fhan conventional tools ~ e
from the halder increzsing freguency of benaficlal tool urning g g
+Edended |ife; less downfime 2nd increased productivity -
= [MPROVED - U-Dex-Il and Mini-Dex tools = Provides additionzd form wersatility through machine and
now have a 60° included angle head design par clearance
versus the former 1207 angle design »Excellent choics jor reguiating wheels

Indexable Single Point Tools for Truing/Dressing SG (Geramic) Abrasives

GOOD Non-resettahle BCSGUD U-Dex-1t indexable Single Point Tools

= Thase U-Dex-It tooks contain specially selected diamonds to withsiand increased ceramic grinding pressuras

# |deal for centerless grinders; the head can be lurned, using standard 58 wrench, through the hole in the side of the wheal guard without
removing the guard

= Tha bast selaction when a razetting program i not feasible or low initial cost (s the primary purchasing consideration

WHEEL | TOOL £ARAT | THOL PRODUCT HON-RESETTABLE
DMAMETER WEIGNT SIZE &Q. UPE MO,
| Stock Indexable Single Point Tools for Truing/Dressing SG (Ceramic) Abrasives
- e |18 1,250 716" X 1-716" WITH 5/8" HEAD BCSEUDZ BhZ601 62669
B 10 1 (13 133 TAE" % 1-TNE WITH 5/8" HEAD BCSGUD3 BEZE01 62668
1T0e [2(sm [7/16"X -7/ WITH 58" HEAD RCSGUDS BE2E0159204

STANDARD PACKAGE « OKE TOOL

U-De-lt - 5 = !

% .
% | e N i T
)y mar | | M B ANCL )y HIEE

Indexable Single Point Tools for Truing/Dressing Conventional Abrasives

BETTER  Resettahle Norton Standard NSUD U-Dex-it Indexable Single Point Toals 9

= High quality diamonds, value priced

= [ieal lor cenlerless grinders; the head can be turned, using siandard 58" wrench, through tha hole in the side of the wheel guard withoot
remaving the guard

= Selection of he corract tool and a proaciive resetiing program will usually resulf in (he lowest dréssing cost per part

BETTER Resettahle Norfon Standard NSMD Mini-Dex Indexable Single Point Tools

# High guality diamonds, valug priced
# [Ize 3 standard 7/16" wrench to furn; designed for internal, bearing raca and twisl drill flute machines
+ Selection of the correct tool and a proactive resetiing program will usually resulf in ihe lowest dressing eosd per part

"'J’ 00D Non-resettable BCUD U-Dex-It Indexable Single Point Tools
« [deal for cenlerless grinders; Ihe head can be turned, using standard 5/8" wrench. through the hole in the side of the whael guard without
ramaving the guard

# The best seleclion when a rezetting program is nof feasible or low initizl cost is the primary purchasing consideration
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SINGLE POINT TOOLS

“ Indexable Single Point Tools for Truing/Dressing Gonventional Abrasives
— ; ,
=1 (CONTINUED) &
o £
< BETTER GOOD
= 2 SETTABLE PTS
=] WHEEL TOOL GARAT TOoL FMWI' ﬂ' H‘E-'S.Eil'_] PRODUCT NON-RESETTABLE
a DMAMETER WEIGHT SIZE N UPC K.
(1T} Stock Indexable Single Point Tools for Truing/Dressing Buﬂventiﬂna[ nhi‘ashes
r—_-" uPTO 7 174 {.25) T016" ¥ 1-T/16" WITH 578" HEAD N5UD2 BE260195161 BCUDZ 66260195023
= 1/4" X 1-3/16" WITH 7/16" HEAD NSNDZ BE260105171
b BT 10" 173 (.33) 716" X 1-7/16" WITH 5% HEAD HELD3 66260195162 BLUD3 B6260195024
10" ¥ 1-3/16" WITH 716" HEAD NSMD3 66260195172
1M T0 14" 172 { 50) 716" X 1-T/16" WITH 578" HEAD N5UDS BE260105163 BCUDS BE260195025
] (i 144 X 1-3/16" WITH 7/16" HEAD NSMDS BE260195173 i
15" T0 207 34 {.75) 776" X 1-THE" WITH 5% HEAD HEUDT B6260105164
2" 1(1.00} 718" % 1-T1E" WITH /8" HEAD NSLD1D A6260106165
STANDARD PACKAEE = ONE TOUL
U-Dea-it — 144
| =1 "I'_'f' f,f"‘*. ;\‘}. £uiZ
improved R Ve I S S ()
m X | ™., TWRHED '-'--.-.-r"
bomd Tef
—- 75
o L
=B
03K45 el ;-_-[:_).
{
Internal Grinding Tools
JEST ! Resettable Internal Brinding Tools 'M
. III m'ylu shank is used on a Heald internal grinder (resettable).
« [ style shank Is used on a Bryant #5 internal grinder (resettable).
2 SETTABLE PTS
10 MACHINE | CARAT | SHAMK  (TOOL  PRODUGT {7 RESET)
TYPE WEIGHT | DIAMETER| LENGTH  NO. UPe w0,
Stock Internal Grinding Tools
HEALD |17 (.20) | 718 1 NIZIOT  GB250195180
BRYANT | 1/5(.20) | 14" T MIZIRE  GG260195181
STANDARD PACKAGE = 1 TDOL
Shank 0 for Heald Machine Shank R For Bryant #5 Machine
—= 000 I-—
[ B 10 K = 100 |-
- 0812 ey I AIFs - 75 e s S
| f | il W ﬁl
' | lF% @0.250 | ); | ¢
v [ (W) e
| Y —A '\/ - ~— 0,250
o . S EOSIS ol
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SINGLE POINT TOOLS

Thread Grinding Tools =3
[ =]
(=]
ES Resettable SG Thread Grinding Tools - =
» These wheels are used on J & L and Excello thread grinding machines o accurately dress the grinding =
wheels that form the desired Ihread configuration {non-resellable). E
-5
1T}
=
=
=
7]
MACHINE SHANK Tt INCLUDED | MAX RADIUS — PRODUE NON-RESETTABLE
TYPE DIMMETER LENBTH ANGLE 0N POINT NO. P NG,
Stock Thread Grinding Tools
J&L 14 1" B o NTILS 66260195167
EXCELLD 3 1-5/8° B0~ Ryl NT106 BEG01E5150
Non-Stock Thread Grinding Tools
JEL 14" 1™ - o H_J?_r_ﬁ_?ﬁ& FF_?ﬁDT_!m 4]
EXCELLO e 158" i o 28-4105 AE260195160
STANDARD PAGKAEE = 1 TODL
NTILA for Jomes & Lameson Machine NT108 for Exceldio Machine
= 1825 —'-Jl
_..4‘ 1.000 ~ 90250 . } —~ 0375
DL 80" (e \L A S
e o ", i
e - 7
o 38"
Please contact Customer Service at 1-828-684-2500 for all your
non-stock, custom configuration questions, requests for quotes, etc.
1
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MULTI-POINT (GRIT) TOOLS

Sim;ar !lnrtml anventiona mum*pﬂ

Multi-Paint tools never need turning or resetting, Ihqr
are the most economical way to accomplish a variety of
straight, tapered and step dressing operations on all
sizes of cylindrical, centerless, surface and toolroom
gﬂnding wheel applications.

Q‘I_UI.TI-P[IIHT (GRIT) TOOLS

FEATURES
= Uniformly distributed dlamends in & lough, durable matrix

* Fresh, multiple diamond points exposed in truing operation;
no turning or resafting reguired

* Overall diamond weight excaeds equivalent single poind toal

tips
1 Multi-Point Toolz - Siraight Face Dressing and Truing
* Muost multi-point tonls are used lor straight face dressing.
= Tool should have full face cantact with the wheel.
= With new fool, 3-5 passes at 005"

per pass should be taken to expose TOP VIEW
diamonds.
+ Infeed per pass 004" - 002"
* Use coolant whenever possible. ="
* Uze approprizte lead (and fraverse )
rale),
+ Gonlact Morlon for proper togl
sefection for Targa wheels,

SI0E VIEW

L F

SPEC check

Selecting the Correct Multi-Point Tool

= |dentify the wheel abrazive typa: 56, 870, or 5/C

= Determing ihe whezl diametar and grif zize

* Determine ive loul's approach angle o the centerling of the whagl
* dertify the toal halder diameter

Use 1E shapu for angular whesl slide, cylindrical grinding and for
shoulder ar step trukng

Norton Multi-Point Tools

BENEFITS
* Consistent performance throughout ool life

= Faster, more consisient straight face dressing with maximem efticiency
and longer tool [ife 1han single point tools

* The most ecanomical way lo dress straight and tapered forms

Formula for Traverse Rate Calculation

WHEEL SPEED [RPM) X LEADWHEEL REV. = TRAVERSE RATE (INCH/WINUTE)
RPM = 5FPM = (WHEEL DIAMETER X 0.262)

TOOL TYPE LEAD SELECTION
Multi-Paint Toobs — Coarse Finish = 023 - 030 per wheel revolution
Medinm Flrlsh = M3 - 022 per wheel revolution

Fina Finish = (M6 - .12 per wheel revolution

B Slower traverse rabes rasult in & closed wheel face that produces less
stock removal and improved workpigoe finksh.

I Fasler traverse rales rasull in an open wheel fzoe that produces oreater
stock remaval and a rowgher workpieee finish,

A It is the user's respansilility bo rufer b and comply with ANSI BT 1

Examples of Multi-Point Tool Selection

Conventional S2ALG-IVBE T a2 x 114"
Wheel Spac: Cistomer's machine has a 3/ ool holder
Toal Selectinn: 1RELG

56 Wheel Spec:  85GR0-JVE 102 1'% 3"
Cusiomer's machine has a 716" ol halder
Toul Seleclions: SG1RET
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http://www.pdffactory.com

MULTI-POINT (GRIT) TOOLS

=
B =]
il _,-J = . - = =45, S | o]
Muiti-Point Tool Diamond Section Specifications e
TOOL APPROACH FOR WHEEL =
SHAPE  WIDTH LENGTH  DEPTH  AMGLE T WHEEL DIAMETER =
1A 11" I 16" 0 Ower 20¢ E
ZA 14" 172 g 0 13- 20" e
3 T k1 i i Dwer 20" =
1E 5az ae BAG" = =
ZE 1" 1z 12 - 2" and up ﬂ..
1A 14" Round 1 0 Up o 16¢ =
2R 30" Rousd a3 [ " =14" 5'
Multi-Point Tool Marking System
Eﬁ DINMSSNE TONL T BRESS GRINDING WHEELS  SHANK SHANK
A NIAMDND 3TE "WITH ORIT SHE OF: DESGN MAMETER
14 4 - grit San Page 15 fi = 38"
" 2h B - a4 - 100 gril lor ghank =116
i Shape s used E Shape (double R Shape is used : &
primarily for angle tap face] s for siraight face in ] = 120 - 150 grlt Nﬂ'lll.ll‘ﬂll]l'l B=172
straight face weedl for standard  dressisg where 1E 12 = 160+ grit
dressing, N-Face wheeks, 1k tool holder is ?E 14 = Special Apalications
amygular wheels, penpendicular bo iR
face amd side 1he wheel face jno
fruisg ol dray asgle), and 0
cylindrical on theead grinding
wheels, and in machines iy
slep Aressing, 1A 6 A 7
Multi-Point Tools for Truing/Dressing SG Abrasives
-

Tool Shape and Shank Availability
SG1R

For general purpose drassing
af taalroom, eylindrical and
surfaca grinding whesls up to
107 in diarmeter

Shape SG1R Shank J

| Dismnond Seeticn

kb Diamond
Depth

| :.Tr:'-_.'f_
| |] A
e

b Dd
|
!

1R = 14" x 14"

tips
¥ To opiimize applications using
Horton 56 abrazivesfools, normal
draszing paramelers musl change.
Significanl reduclions in the
amount af infaad and fragquency of

dress will result in sionificanily

T lower cost per pard ground.

@)

— A5

A While all Norion 5G tools have
heed desiqned o improve the
efficiency of Norton SG grinding
applications, they can also offer
significant benetlts in many
applications using comvenional
abrasives.

13

SG2R

For use on cylindrical,

cantariess, and surfaca
arinding wheels 11° to 14"

Shapa SG2R, Shank K

in diameter.
Dizmond Seclion Er
| 5-- B
s—[—y T
. . ©.4374,358
T Lenbla Diomend
b Depih t
—— __/_l I ! g
D od - 150
2R = 3 % 3" =

¥ When first using 3 Noston SG fool,
make 3 to 5 passas &t 005" infeed
1o ensure full face contact hetween
ihe dressing lool and wheel face.

¥ Reduce normal dressing infeed by
hall. Do not exceed infeed of (002"

[T JIA5E,

B The lead selection should be
between 006" 030" per whieel
ravolulion. Faster traverse with
Morton 56 genarally provides an
open wheel lace thal can maximine
praductivity of the Norfon 86

abrasive.
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MULTI-POINT (GRIT) TOOLS
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MULTI-POINT (GRIT) TOOLS

Multi-Point Tools for Truing/Dressing SG Ahrasives (CONTINUED)
Tool Shape and Shank Availability (CONTINUED)

SG2A
I Shape SG2A, Shamk D Shape 5824, Shank E
For use on 15" to 20
tiameter cylindrical, surface —T 3 - ’c“?;
or centzrless grinding e ‘%ﬂﬁ- 3
wheels e — ! EJE_ 9 =4
0.5
Diamond Scction | o ek _',I'[—\ | i P i ol e+t o
_,-f'_'_'_':_,-":‘]l:] ' il T, i h«._l i e e O ikl
= O 2 e e
-l;__.---"l_ - P [ R ! 0437 — % _ B T i L
L 'I. ] 0T pase > --! 75 e
2R =T KA
SG1A
For use an cylindrical S WA, Shonk A Fhaga $E1A, Seonk &

I LUSE cylindrical, R Ry 025 =
centeriess and surface R ier S | —R - |
arinding wheels over 20 in e '-rl'l il _—J [] i J'.'—T-i-ﬂ':'_ W  — .';1"'"5:
diameter e g —— L) — VL

b =
nal
: ; 0375 031 —_ LEFS
| Diiamond S-anmn___f ::_1 ? S _"I [ R e
g g [ 1 1vE. T TP, ; '
I _____.-: «:ll f | o7s /}- ! .78
Byt | A Ll 4 - f :
W pre=r W _-I — Poszy — — e
Ww oL o = 075 e

1A =104" % 34" = 516"

! SE Multi-Point Tools

. 'I]es'i'qneu':l'spacilir.:alty for use on 5G (ceramic) abrasives, 3G tools contain a higher diamond concentration to withstand the increased
grinding pressures generated by the 3G abrasive. These tools have improved |ife and drass gualily; they can also ofler significant benefits
in many applications using conventional abrasives.

50 ABRASIVES

TOoL
WHEEL WHEEL APPROACH | TooL FPRODUCT
DIAMETER GHIT SIZE ARNGLE MAMETER MO LPC MO,
Stock Multi-Point Tools for Truing/Dressing SG Abrasives
UP 1O 10" 54 70 100 I 716" SG1RGST 66260195377
1170 14" | 54 TO 100 o THE" BGZAGHT  GE2GO1953TH
15" TO 20" | 54 7O 100 I THE" SGAAGNT  BEPENIG53TS
15 116" SGZABET  BE2ZE01O53TE
21"+ B TO 100 I [l SGIABAT  BE260195373
15 THE" SGIABCT  G5206195374

STANDARD PACKAGE = INE TOOL

Please contact Customer Service at 1-828-684-2500 for all

your non-stock, custom configuration guestions, requests

for quotes, etc.
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MULTI-POIHT (GRIT) TOOLS

Multi-Point Tools for Truing and Straight Dressing Gonventional Abrasives

Tool Shape and Shank Availability

1R Diamond Section
For general purpose diessing
of toclroom, cylindrical and
surface grinding wheeks up o
10 in diameter.

Diamand Size Availability:

G, 8

Shape 1R, J Shamk

T

L% — D625
g d "
-:Mu I E :.'~%,:'
'l A £
: -1 G—-J

zﬂ Diamaond Section .

For use on cylndrical =y
renterless and surface - J‘ &
arinding whasls 11" t0 14" in ¥

diametzr. Diamond Size -
Availability: 4, 6, B 0 od
bl o
Shape 2R, K Shank
! -
1{' - __-1 I-”5 _{,— @o.7s
BA371 4355 Fams

J Q@

|

| |

S e
| Y
‘ 15|,'I—I-|

2A
, . Shage 24, D Shank Zhape 2A, E Shank
For use cn 15" to 20 i
cylincrical, surface a_rl.'j —e.-' _-'lz?'a
centaress whiels Diamond jﬂ\ ) EE i
Size Availability: 4, B, 8 S R
f-,—t—l :
c k |_ i I LEY R
Oiamond Section .I:-'-{J o o i P | s 050
P D T i i LI;-_‘ _.—_11_ . 5 |
=~ E_‘T = Jj — =7
] o e . = i
'l.-;.'. -k prair —" u-:x'_-r:\\ o |_ Pty =~ 75 = = 5
WL B
______ A= R R EE
1A N Shage 1A, A Shank Shape 1A, B Shank
For use on cylincrical and pas
surface grinding wheels over ; ) kT %—’T\ -
200 in diameter, Diamond Ce— ; ! | | Wl [ -
Size Availability: 4, 6, 8 A E i b
I I]hmundSnnllnE_____a—.___:ﬁ_.. 0375 noe e 'I'%I: .31 ~ \
- ___.-' u - ., oo n P~ i T
—_ ! I A L. =
.T'..]']*":-;.'. . ) '|‘ : :-i ;_:5 : ;“ ,,g; E
W' L D o437 — : —f o5 | D= gEi e
10 = 1/4° » 34" £ 5HE"
| Shape 1A, C Shank
| Tt
——hi B 8
I f— '-,'.4\‘ R =
e 5 B
“To Dress s L
Diamond Wheel with
Siza Brit Size of: i 5
4 A E I t
] 54-100 P043T — Y T
——— Y worrow
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MULTI-POINT (GRIT) TOOLS

Multi-Point Tools for Truing and Straight Dressing Conventional Abrasives
(CONTINUED)

BETTER  Standard Multi-Point Tools
= The best selection for use on conventional abrasives in high-production applications

MULTI-POINT (GRIT) TOOLS

WWHEEL WHEEL TooL APPROACH | ToOL PRODYCT
MAMETER GRIT SIZE ANGLE MAMETER N, IPC N,
Stock Multi-Point Tools for Straight Dressing Conventional Abrasives
UPTD 10" 34 T0 100 [1}g 716" 1REJT GH2GO195068
[} 38" 1REJE BFE2E01050E5
11° 70 14" 45 - 716" 2R4KT BG260195085
a4 TD 7100 'S 716" 2REKT GE2E0195006
120 TO 150 o 716" ZREKT BG2EN95HET
15" 70 20" L1 g ils ZR4DT GE2E0195045
15" 716" 2A4ET 66260195048
B4 TO 100 0 THE" FAGDT 66260195046
15° 718" ZABET B260195049
140 TO 150 g il ZABDT GE260135047
15 THE" EASE_T GE260185050
7 45 [ 716" 1AAAT B260155030
15° 116" 1MET  BRPGO105038
5470 100 0 716" 1AGAT BEPEOIGS0S1
15° 76" 1RGBET BE2E0185035
15° Trg" 1R6CT B62E0195039
Non-Stock Multi-Point Tools for Straight Dressing Conventional Abrasives
WP TO 10 120 70 150 o THE" 1RBJT 6260195069
o 8" 1R8.08 66260195086
"+ |46 |18 e 18487 6260195034
120 TO 150 o e" 1ABAT BE260195032
15" THE" 1ABBT GEZG0195036
15° | 76 1RBCT 66250195072 X

STANCURD PACKAGE = DNE TODL

Specialty Multi-Point Tools for Dressing Conventional Abrasives
Tool Shape and Shank Availability
A e

P m ’ Shape 34, F Shank Shape 30, G Shank
or use on all types o —st
grinders where form, shaps T 7 E}u 5
or step truing is required, — | A 5
Diamond Size Availability: @azmas (4 T [
6, 8 ;25 e
= i e o el i — D437
Miomosd Sestion ., ¥ ‘ ;—L Sy ol =t =— 125 =

e T ! - ,\-__._' i

e . [ =7 1} B ke 3 O
R 025 —— -~ ASF's el w
W L o — 150 - 15
3 = 2w 4 | -~ |
BETTER
WHEEL WHEEL TOOL APFROACK | TOOL FRODUCT
DIAMETER GRIT SiZE ANELE DIAMETER MO, UPC N
Stock Specialty Multi-Peint Tools for Conventional Abrasives
ALL 5470100 0 e INGFT 66260195066 R
15 716 ELT 66260195075 5t i ﬁ
120 T0 130 15" 18" INAGT BGE00125058 B *

Non-Stock Specialty Multi-Point Tools for Conventional Abrasives
| 120 70 150 | o | e IAEFT 66260195056
STANDARD PACKAGE = OHE TDOL

PDF created with pdfFactory trial version www.pdffactory.com



http://www.pdffactory.com

MULTI-POINT (GRIT) TOOLS

Multi-Point Tools for Angular Dressing Conventional Abrasives (CONTINUED)

Tool Shape and Shank Availability

(]
i
=]
2
-
-
1E Shape 1E, F Shank Shaps 1E, & Shank —
For uze on angular grinding E
machines with wheels up to @ [ — oy — B —
24" in diameter. = : = 44 A IS —
Diamond Size Availability: 6 5 E S S < i—r " E
i =
e . %
,\ _""‘IJ: S B4 n.‘
Diamend Section ;- — ’ = | BRI =ray -
i '-l._..-_'_:_'_-..- i | a” _‘_/_-FT E‘ - P -
e o2 o L ’// =5 037 | ! —— ! —
¥ . L == e | .38 A5 B e :}- —
e 03 = - | i
| {98 ; F}
w L o £ | 157 -. ]
1E = 532" 1 38 2 516" [ L
2E B ) . Diamond Section 7, Shape 28, 0 Shank
For use on angular grinding machines, with o, §
wiheels up to 307 in diamster, 1T 11 ; Zow N
: : P 1 T
Diamand Size Availability: 6 el éﬁ N
W oL D S i
=1 N 1T Eml | ™ use
- % i |
L i3 b
A = 050 = -| ;
o] -
| gz # S @56 S L_
L— I
i
IWHEEL WHEEL APPROAGH Ton PROMIGT
DIAMETER GRIT SIZE ANGLE ‘ NAMETER N, UIFG N,
Stock Multi-Point Tools for Angular Dressing Conventional Abrasives
ALL | 5470100 | o | e 1EGFT BE260195080
Non-Stock Multi-Point Tools for Angular Dressing Conventional Abrasives
ALL | 5470 100 15* I THE 1EGGT GB2AT9505] Ta Dress
| ] 118 26607 66260195053 Olamond  Wheel with
STANDARD PACKAGE - ORE TOOL Size Brit Size of:
4 46
Please contact Customer Service at 1-828-684-2500 for all your 2 1o

non-stock, custom configuration guestions, requests for guotes, etc.
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MULTI-POINT (GRIT) TOOLS

g Multi-Paint Tools for Truing/Dressing Toolroom Abrasives

E Tool Shape and Shank Availability \
E BE: ) Shapo 1R, BG4 Shape 1R, BOSS

= AllBC" Multi-Point tools

S contain a specially selectad  C———r. [——,

- diamond size for a broac —_— L

= rangs of dressing

F— applications. | 173 —™ G = .68 = ]
Q. 435 I 037 — Y
— ’ L. —F

= f @

—] Pty

E — @025 R R Y — @037

1100 -
-I r &23
1 - _l
E =TT
Straight G35 =t =
Refer to previous [ Shape 1A, ot R b
FHQES fﬂr Eth t'.]ul L __-\-_:-#' JI_ TI i r:"_-:-‘ —= 004 =
shape's application E A ] | o b S
details. t o | i b i —
AR - paa ¥ [ 1
TP AFs —
TYe,
== 00 -
@437 -
435 | 08—, Begr b 1,00 =
Yy = | By, e
— —_ f
T 55 S— ;
T L a1s =l |-
G00D BG Multi-Point Tools
= General purpose tools are the ideal selection for conventional toalroom applications
18
GOOD
T
WHEEL WHEEL APPROACH oL PRODUGT
DIAMETER ORIT S$12E ANGLE DIAMETER MO, iee N,
Stock Multi-Point Tools for Truing Conventional Toolroom Abrasives Please contact
UP TO 10" 54 TO 100 0 76" BCGA BB2EN195014 Customer Service at
1= T0 14* - 716"
e fem e e WS .520.664.250 for ol
15° 716" BLA3 66260195015 your I'-IIIII-S_tﬂl:IE, custom
27 54 0 100 0 76" BL61 66260195011 configuration guestions, |
15° 7" BOEGD 66260195010 requests for quotes, etc. —
STANDARD PACKAGE = DNE TOOL
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High Performance Grit Tools =
-\] Morton High Ferfarmance Grit Tools are used in the same mannsr as multi-point tooks, but are designed to produce a superior finish, E
- They are usad on 120 - 130 grit whaals. Tha traversa ratas are equal to or faster than ordinary tools. Mounted on standard shanks,
standard High Performance Grit Tools have 3 378" wade by 00 thick diamond impragnated biads with 2 greater number of sharp b=
points than in ardinary multi-paint tools, e
Since High Performance Grit Tools contain & higher concentration of damond than found in standard mult-point tools, Hey are well =
suited for Morton 5G {ceramic) applications. E
Typical Machines and Applications E
% v Large angle-nead cylindrical machings, grinding shoulders, faces and bearing diameters -
» Cylindrical machines used for grinding main bearinas and lobes on camshalts l:
= Centerlzss machings that plunge grind on multi-diameter shafts E
« Gantarlass machings used far step grinding
Standard High Performance Grit Tool Shapes
| fiPazs HPA511
HP4434 &= dezigrac for G HPA811 5 des gned for
oylindrical mechinzs, an F-:||'|; [ -1. ang.ear miachines that
thrust walks. hearing T % W4 rirge grind oo =y
diametars, 2nd muili-dizrmeter L i):\ a0 rntti-dizmeder shatis e
s fs with radii. Shank kengih g oo piunga grind on -
i 1-14" with 157 angle i 23 cual-wheel farm 1l |
oA I grinding jobs. Shank |
L [ength &5 1164 Teo Q31 == =
shuwle b wmunted
@ay L Bair el
415 A3E N /
'S ' o
_ 3 038
0SB =g 3 . \\
aIE'S —-I - :‘Tps —-I I—-— il S
- v TP TVF. i B
—
HP4555 HPaSaE
HEFSHS |5 designed for HP4586 i designed for + 0
oviintnial mantires ised cenferless machnes used ) 1
for grind rg man hezring for step grining, and or ;, I
and lohes on camshafts I—-— 156 ——e machings which pefarm ;r '
Shark bergtn i 1-147. duakwshue grimvding an L 30
Toal should be meourted j Irargmission srafs ] TVE
o4 [ fi shark lengh I8
AT e N B 1-10" with 15° 3237
D437 drpagk 435 T
435, \r— n " {
G 036 ih:-#. — S P
" 1 AFs — — v i .
L L AP o e E BT ~ 7
. TYP. -
e - 19
—= —a
WHEEL WHEEL SHANK Toat PRODUCT
BIAMETER BRIT SIZE DIAMETER LENGTH 118 UPC MO,
Stock High Performance Grit Tools
UP 1O 20" 120 Tl 150 115" 1-316" HP4430 GE2E0195270
!- UP TO 20" 120 Tﬂ- 160 Flalis 1-316" HP4511 85250195.2]’1
UP 10 20¢ 120 T0 150 e 1-31§" HP4395 GEZE0F6ZTE
UP TO 20° 120 T 450 THe" 1-946" HP4596 aRPR01A5273
STANDARD PACKASE « OWE TOOL
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BLADE TOOLS

BLADE TOOLS

Blade Tools

rak L 13 e 5
Angle Malli-Angled
t-
Mounting Blade Tools How fo Use Blade Tools
@ Blade Tools should be mounted with B Mounl the tool on a flat, so thal the lool is square in the holder. Toolks
the cantarling of the whesl. Tha tool is TP W e that are offset will cause the form to cut wide.
mannted 5o that all the diamonds are : § Mount the tool so that all the diamonds are vertical to the wheel face.
perpendicular to e wheel lace. This ! s 8 When using a layer fool, the tool may become dull belween layers.
illustrates the proper dressing position : Four ar five heavy infaed passes at 002" lo .004° will correct this
and angle for comman cenlerless and situztion.

cylindrical applications.

# Mounted with a 15° post holder, the
shank of the tool is a1 a 15° angle with
the wheel centerling.

§ On straioht applications, the tool is
mounied perpendicular to the wheel
face with no drag angle.

0 Blade Tools are not resettable and should not be rotated.
¥ Use a 3/8" stream of coalant &t 1he point of contact ensuring that hoth
' gides of the diamand section are profeciad.
YL VIEW ; B Use appropriale ruing lead.
B Whenever mounling a new grinding wheel, make carlain Lthat the
truing system is fully retracted.

A It is the wsar's respomsibility to refer to and comply with ANSI BT.1

USB (Uniform Synthetic Blade) Blade Tools

= Synthetic diamond with a controlled diamond shape provides * Provides consislent wheel conditioning from the Hirst dress 1o last
a conskant cross section of diamond to the wheel throughout = |deal for close folerance wheel dressing on manual and CNC grinders,
the life of tha ool long production runs, and critical form and finish applications
(e.0. automotive cam, crank and valve grinding)

* Economical, long-lasting allernative o chisel-type tools for centerless
form grinding

* The hest choice to lower your overall dressing cost par par

BETTER  Multi-Cut Blade Tools

* Manufactured with “top quality” elongated-shaped # The best choice when natural diamond is preferred an surface,
natural diamond cylindrical and centerless grinders

* Durable periorming tools in @ medium price range

GOOD Long Life Blade Tools

= Manufactured with “processed” elongated shaped natural * Developed as the first generation of the blade tool line for surface,
diamond cylindrical and centerless grinders

* The choice when inilial price is the primary purchasing consideration

PDF created with pdfFactory trial version www.pdffactory.com
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BLADE TOOLS

- USB Blade Tools
& SPEC check

USB Blade Tool Marking System
grnmws

l Example:
Us;c 310 A7

UISB Blade Tools

¥ Use a 3/8" diameter stream aof coofant directed at paint of contact
with the wheel.

B Normal infeed should not excead 0070~ for alominum oxide

wheels, Decreass by 25% when dressing 3G and by 50% when
drassing TG whaals.

I To calculaie fraverse rate (the speed ihe tool moves across the
wheel):

Wheal RFM x .0M5" = Travarse Rate inches/minute
A slowar traverse fale equals lower surface finish readings.

§ Mounl lwals with all diamonds contacting the wheel. Position row of
diamaonds vertically.

Multi-Cut Blade Tools
¥ SPEC check

Muiti-Cut Biade Tool Marking System

oL HUMEER OF

APPROX_ DUMETER  MDWMSUM AND CONCAVE
TYPE T ] (IF DRAMONDS BB T BE DRESSED
MG = 15" Drag Angle 2 =1 layer of 2 diomands 9= .05 fir o
MES = 0° Dreag Angle 3 =1 layer of 3 diamonds 5= 075 g
00 = .00 a5t
Example:
MC 3 75
Long Life Blade Tools
' Long Life Blade Tool Marking System
TOOL HUMEER AFFRON. NAMETER TAIHINYL S FADMRS
TYPE STYLE OF LIYERS F CLAMINDS T0) BE BREREEL
LL= 20 =5 slones & 157 Orag Angle 1=1 layar A= 030 Bl Ly
Long Lie 27 = 5 stores & 0° Drag Angle Mon-slockc B =040 Jer
2 and 3 layars C = .050" Wiy
are availabie 0 = 060" ik]ig

0 reuest
9 Example:
LL 20 1 A

PDF created with pdfFactory trial version www.pdffactory.com
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BLADE TOOLS

9 Blade Tools (CoNTINUED)
2 )
: USB TOOLS MULTI-CUT TOOLS LONG LIFE TOOLS
E = —BESE— BETTER GOOD
ld Tom
(=] WHEEL IMAMETER | APFROACH SHANK PROOUCT PROBUCT FROBUECT
(WHOTH < = &) ANGLE BIMETER MO UPe . ML P 0. N, UPL N
Stock Blade Tools
1270 15° et ME-354 ﬁEEI_iFH L5266
18" TO 29 152 e ME3Th HEXEO1S5267
Non-Stock Blade Tools
uP 10 11 o* THE" MEE25E HEZ60148412 LL2T1A BEZEO14B447
10 THE"
15° il MC256 66260105265 LLZ0TA  6G2BO196445
12 To17T [ THE" UsG20aT 662007103532 WC5355 GB2B0105268 LLET1B B6260146440
10 THE" Usk20n7  GE2ZE0103534
15 THE USCHEAT  GOZE0103535 LLZ01B BE2H01 26445
18" TID 20" 0 THE" UECIDAT  BEZEOIDEING MEC3ATS GEPE01 45417 LL2HME GEPG0T 96451
10° THE' USCI10AT GE2E010E543
15° THE* USCIEAT BEZE0103303 ] _IM_N 96450
307 T0 36" g Ly USCR0AT  GE2G0103306 MmCs3an GEZGIi40418 LLETID GEZ60TIE453
10* TE USCS10AT GEZE0103SSS
18" 16 USCS1GAT  BEIG0103307 MC3an BhZGO19626E LL201D G6260106462
THESE TOOLS ARE ROT RESETTABLE (R RELAPPRELE,
OTHER SHAKE DIAMETERS AND CORFIGURATIONG KRE AVAILABLE,
BLADE TODLS FOR DRESSING WHEEL WIDTHS = & ARE ALS0 AVIRILABLE.
STAKOARD PACKABE = ONE TOOL
Please contact Customer Service at
1-828-684-2500 for all your non-stock,
custom configuration questions, -l
requests for quotes, ete.
22 '
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FORM TOOLS

| .
] S
=
¥ :

T

SPEC check ;
Cone Point Tool Marking System tlps

WCLITED .!.I_:"]LE RADILE O CARAT SHARK How to Use Form Dressing Tools

1 Form Tools should be used in compliance with the guidelines
gstablished lor the machine or dress.

i Proper cenfatline and lght infeeds are essential o minimize side
pressure. Excessive pressure will cause the dizmand o fracture.

B Chisel Paind Tools should be rolaled 180° when dulling or confour
problems aceur,

- Example: P 6 10 M-8 B Cone polnt taols should be rotated approximately 104 turn daily.

Cone Point Tools

S Cone Point Tools v
» The Morton vacuum braze technology used in the manufacturing of cone points surpasses all iraditional diamond reteation methods.

= Benglits of this new technolagy include absolute diamond retention, diamond pullout prevention during the dressing cycle, and langer 1aol
life thromgh multiple relaps.

+ Bocause the diamond is accuraiely coned Lo the specific included angle and radius, thase tools are ideal when the most intricate,
precise forms and radii are required.

= Lan bo ralapped.

U-Dex-It Cone Point Tool

Used for precision dressing of intricate forms and radii.
Specially designed with 58" indexable head 1or easy urning
during use, These tools can be refapped.

..a‘=‘\.\
o "
i ,] 23
NCLIOED | RABNS Tom, 2
ANGLE BN | ON CARAT Fioge SHANK  PROGIGT RELAPPABLE : .
DIAMTND | DISMOWD | IWEIGHT | LERMGTH | Ohan, W, HPE NG I_.- = J
i LE = aAd
Stock U-Dex-It Cone Point Tool it ~— Mt

1w |ear |0 [1ene |mne cPuDT20T 65260150981
STANDARD PAGKAGE = OKE TOOL

PDF created with pdfFactory trial version www.pdffactory.com
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FORM TOOLS

@ Cone Point Tools (CONTINUED)
=
= i - -
= Standard Cone Point Tool ] ‘
= These tools are used for precision dressing when the masl
n=‘.' ntricate forms and radii are required. Can be relapped.
(TH “p
' st ‘
NCLUDED | RABMS | TR 5 % —H: _— ]
ANGLE 0¥ | OW CARAT TIL SRANK PARMIGT BELAPPARLE
piamons | Mo |weumwr | LENGTH | BUR. WD, 0P M, 1‘
Stock Standard Cone Point Tools — P —
B l e |.:ru -2 |z |ww cPGYOM-G 66260135240 '
STAKOARD PACKABE « ONE TOOL
Non-Stock Standard Cone Point Tools
SPEC check tips
Cone Point Tool Marking System How to Order Non-Stock Cone Point Tools
o HCLUDER ARGLE GARKT SHANK 7 Order by taol type, included angle, radius and caral welght reguired.
DAl ENMSO VIEIGHT BUIMETER § Unless otherwise specified, toals will be furnished in 38" x 2 shank
[ =00 L= .I;Jn* .1255 fi= ?:r"ﬂ'su as illustrated, Pricas for radii nal listed andfor other included anqles
ﬂ: T il will be quoted upon reqoest,
%= 50 #7716 diameter shank ks available at ao additional cost.
-
INCLUDED mamus | Teoe
WHEEL ANGLE o CARAT SHANK TO0L PRODUCT RELAPPABLE
NAMETER | ON VAMOND | DVAMOND | WEIGHT DIAMETER | LENGTH WA UPE N,
Non-Stock Standard Gone Point Tools
urTO10* | 80° 5" A0-.45 |z - CPGSL-B BE260196035
11" 44 2005 CPEGM-G 6260196100
15" - 20" 0.3 CPESH-G 6260106103
He - 0.50 _ CPESX-6 66260105108
upTDOIOT | 6O e An- 15 | @ P CPE10L-6 B62601 06099
11" 14" 20 - 25 CPETOM-6 FG260195240°
15" - 260 0.33 CPA10H-6 EG2B0106104
2712 0.50 CPETOX-6 GAZ60196110
upTOD® | 6O 15" a0-15 | 3 r CPE15L-E GR260195176
1" 14" 20- .25 CPE15M-B G650 06101
15" 2 .33 CPE15H-6 BG2E0TA61 05
2. 24 050 CPE1SK-R 56200196111
P TO10° | 607 T 10-45 | 3w g CPEZOL-G
24 17*- 14" - 25 CPAZOM-6 BBZE0196102
15°- 20 n.33 CPE20H-6 GE2E01 06106
F" . 24 .50 CPE2OY-6 626096112
UP TO 10" | BD* vy An- .15 il 2" CPE2SL-6
111 20 - 75 CPE25M-6 B260151328
15" - 2" 0.33 CPE25H-B GE2B0105107
2= - o 050 LPB2EY-6 BEZE095113
upTOA0 | 60° Jar 015 | e e CPE30L-3
11" -1 20- .26 EPEION-6 BG2EIT51357
15" - 20 0.33 CPEIOH-G EEZG6O196108
- o 0.50 CPZ0N-6 BBZEN196114
*STOCK o
Please contact Customer Service at 1-828-684-2500 for all your
non-stock, custom configuration questions, requests for guotes, etc.
|
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FORM TOOLS

Non-Stock Standard Cone Point Tools (CONTINUED) ot |
S_— =
=
h
INGLUED RADIWS | TOOL =
WHEEL ANGLE o CARAT SHANK oL PRODUET RELAPFABLE e
OAMETER | ON DVAMOND | DIAMOND | WEIGHT DIAMETER | LENGTH MO, PG N0 E
Mon-Stock Standard Cone Point Tools (CONTINUED)
UPTOAO | 75 Joos* Jd0-.15 anm" ' CFI5L-8 BH260196116
-4 - 25 CPI5M-6 ER2B0196117
5" - 20" 033 CPI5H-& BEPE01 06120
b 0.50 CPY5SX-6 AE2 AN BE126
up 10 10" 5" m A0 - 15 g 2 CP710L-6 GE2E0196116
11" - 14 20 .25 CPT10M-B GEZEO1ERR41
18- 0.33 CPTI0H-G BEZEO1AE121
Fa e 0.50 CPTI0K-6 BEZGO196127Y
UF TO 107 15" " 10- .15 8" g CPT5L-6
n"-14" 20 - .25 CFT5M-6 GEZEO9G118
15" - 2 0.33 CPTEH-G GE2601 96122
- L 2-1-"_ 0.5 CPT15K-6 GE260196128
P TO D | ¥5° ik 0 - .15 N 2" CRTHIL-G
11" -4 20- .25 CPTZOM-B GE2BO196119
15" - 20" 0.33 CFTZDH-B GE2E010G123
-t 0.50 CPTZ0X-6 G62601 86129
UPTOD 10" | TS 026" AD- .15 hiES ke CPT25L-6
11" - 14" 20- .25 CPT25M-6 GE260151444
15" - 20 0.33 LPT25H-B EaZ60196124
21" -2 .50 ) CPT25%-6 BHZ601961 EI]_
uPTO 10" | 757 03 Aa- 18 as" Fa CRTR0L-B
-1 20- .25 LPT30M-B
5" - 20° 033 CP730H-B GEEG01BE125
H"- :_3-1" 0.50 CPT30K-6 GE2G01967131
UP T 10° an” 5" A0 - B k- £ CPY5L-6 BE2GO196132
11" - 14 20 258 CPISM-6 BEZE0196134
- 15" - o 0.33 GPA5H-B E6Z60196137
e 0.50 CPosK-g GBRZB0106143
UP 1D 107 a0° Rinlin -1 " e CPO10L-& AR2A01B6133
1" -14" - .25 CPI1 -6 BE2EIBEZA2
15" - 20¢ 0.33 CPY1OH-6 BE2601 96138
21 0.50 CPe1OE-8 GEZ6O196144
ue TOA0" | 80° s Am- 15 3" ' CPO15L-6 BE2BO15E012
11" - 14 20-.25 CPI1GM-6 GE2E0TH6155
15 - 0" 0.33 CPI15H-6 GB260196139
E‘1_' -8 0.50 CPO15K-6 ARAE01 06145
UF 70 10% | 80° 2 A0- 15 e - CPY2OL-6
1114 20- .25 CPazOm-6 RGZEO1961 36
15 - 20 0.3 CP920H-6 BEZBO196140
21" - 0.50 CPRZ0X-6 BEZEO196146
WP To e no" Q" A0-.15 e » CPYZ5L-B
11 - 14" o - .25 CPO2BM-6 BE2E0161645
15" 20" 0.33 CPO25H-6 GE2E01 26141
21" - 24 0.50 CPI2GK-6 BEZEO 96147
UP TO A0 | 900 mr A0-05 | e > CPas0L-b
11 - 14 | 205 CFa30M-6 GE260 151673
15" - 20* 0.33 GPY30H-6 B6260196142
-2 | | 0.50 CPOIDK-G 66260106145
Please contact Customer Service at 1-828-684-2500 for all your
non-stock, custom configuration questions, requests for guotes, etc. 25
o~
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FORM TOOLS

= ] -
| Chisel Point Tools tlps
=
=
(] B Chizel Poind Toaks shoukd be ratated 180 when ‘
E dulling ar contaur problems occur.
e
[—]
m - - - I —k
Chisel Point Tool for Toyoda Grinders .
High precision chisel point ool designed for forming intricate shapas and
radii. Specifically engineerad 1o it Toyoda machine series GL32 and GL4. it 45" [ B
can also be uzad on various straight and angle-head grinders — for dressing : f\ e
conventional and 5G abrasive whesls, sizes 12" 1o 247, This toal czn he = _1:-} L et
reselirelanped g3 =|' F '?“ff" g
| : Al s
meiupes | maius | o PagLs .__|J’-};,J-,' W :
ANGLE ON | oW CARST | SHamk oM PROBUCT — RELAPPABLE ke, " R020
DIAMOND | INAMOND | WEIGHT | DIAM. LENGTH MO HPE N o
Stock Chisel Point Tool e
58 | o20r |75 | 7180 [100°  oTE20T  AREBIORTH
STARDARD PACKAGE - ONE TODL
Non-Stock Standard Chisel Point Tools i,
This lina oifars pracision tools designed to form intricate radii, steps or ]____-_' Sl >
contours on Leolroom-lype applications. Can be relapped or reset/relapped | R
- 5 N -
SPEC check 41 _
—— L i
H]
Non-Stock Chisel Point Tool Marking System S i
TOOL INCLUDED ASGLE RADIUE @M CARAT EHAKE 13 ||
TYPE [N DHAMONE HAMOND WEIHT DIAMETER () FLOS "LII ;
CH= B =60 §=.005" L=10-15 B=38" U
Mawral 7=75 10 = oo M=20-25 7=316"
Diamond %= 0" 16 = 5" H=233
20 = 0 X = &0
25 = 025"
20 = .03

Expmpie: GH 9 5 M-B

tips
26 How to Order Non-Stock Chisel Point Tools
B Order hy tool fype. includad angla, radivs and carat
weight required.
B Tools will be furnished in 3/8" x 2* shank as illusirated.
Prices for radii not listed and/or other included angles
will be quoied upan reguest.
B 716" diamater shank it availabla at no additional cost.

.-
Please contact Customer Service at 1-828-684-2500 for all your non-stock, custom configuration
fuestions, requests for quotes, etc.
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FORM TOOLS

Non-Stock REC ]
»  Standard Chisel INCLUBED RaepE | rog ' g
Point Tools WHEEL ANGLE an CARAT SHANK Tt FRODUET RELAPPABLE —
) DMIAMETER | ON DIAMOND | DIAMOND | WEIGHT DIAMETER | LENGTH M. UPE N
.r - - -
(CONTINUED) Non-Stock Standard Chisel Point Tools =
UrTO 10" | 60° s A0- .15 e g CHESL-6 fEZA01 96150 E
T e 11 - 140 20- 5 CHESM-G BEZ601 96154
Whes! Fanns Dressed I 15" - i 0.3 CHESH-6 BE2601 96160
-2 0.50 CHESH-6 GEZEH0 96166
UPTO 10 | BO° e A6-.15 | P CHE10L-6 BE260 96151
11" - 14 20 25 CHE10K-6 AE260 56155
15" - 200 0.3 CHE10H-6 HE2ED125245
21 - 2 0.5 CHET0X-6 GE260126167
UPTOI0° | B0° g Ab- .18 | aF e CHE15L-6 AE2ED 36152
19" - 14 20 - .25 CHE15M1-6 66260156156
15" - 20 0.33 GHE15H-6 260156161
L 0.50 CHE15X-6 GE2601 56168
UP TO 10" B0™ 2o A0 - .15 8" Fa CHEHIL-6
11" 14" 20 - .25 GHEZON-6 66260195157
15" - 20" 0.33 = CHEA0H-G 6260196162
1= 2 ) 0.50 CHE2IX-6 6260156169
UPTO 10 | BO° g5 w-.15 | 38 r CHE2SL-G
-1 £ - .25 CHE250-6 66260106158
15" - 20" 0.33 CHE2EH-8 B6260108163
-2 0,50 CHE2EE-6 66260195170
UFTO 10" | 60° 30 A0-.15 | 3 g CHEIOL-6
1 -1 .20 - .26 CHE3OM-B BEZEO1551TE
15° - 2" 0.33 CHBIOH-& 260196164
2'1_ 2" 0.50 GCHRINX-6 BEZE010R492
upTo1g | 75t " A0-.15 | aa . CHTSL-6 BGZE0196172
117 - 14~ 80 - .25 GHTSN-6 B2E0196176
15" - 2 0.33 GHTSH-6 BEZA0196187
FaRey- 0.50 CHTSY-6 BhZRO196180
UpTog | 75 i d0-.15 | as e CHT OL-6 BhEZRO1961TS
- 114 - 14° 20-.75 CHT DM4-6 BEZBO1961TT
16 - 2 0.33 CHT10H-6 BHZEOT9R1E3
210 e .60 GHT1 06 E62E0196190
UP TO 107 75" Nijky A0- .15 3" rip GHT15L-6 RAEZRO19R1 T4
11°- 14 20-.25 CHT15M-6 BGZE01961TE
157 - 0.33 CHT15H-6 BG2E0196184
ar. o 0.5 CH7IBGG 66260196191
UFTO 10" | 75° o RIENCE TS 2 CHIZOL-G
11" 14 20 .75 CHIZ0M-6 BE2E0196170
16" - 2 0.33 CHI2IH-6 BE2E0196185
22 0.50 CHTZ0%-6 B6260196152
UPTO 10" | 75 _oas An- 15 |z z CHT25L-6
114 20- .25 CHIZ5M-6 BE2E0196180
15" - 200 0.33 CHT25H-B BE2E0196185
210 - 240 n_50 EHT_?_SI_—EE EE_?@B_E‘IBJ
UPTO 0" | 75" . an- 18 |z z CHTZ0L-B
-4 20 - .28 CHT30M-6
15" - 20 0.33 CHI30H-6 BE2E0196187
- 24 0.50 CHI30%:6 GE2E0196154
uPTO 10" | E0° g An- 45 | aF r CHEGL-G 6260196105
-1 20 - 25 CHEG -G 6ZG0196202
15" - 20 0.33 CHI5H-6 BEZE01BEZ0E
217 24 0.50 CHE5X-6 GE2G096215
UPTO 0" | S0° e ao- 8 | ae z CHITOL-6 BEZGI196107
11"-14" 20- .25 LHITOM-E BEZG0TBEZ0E
157 - 21 0.33 CHETOH-G 6260196209 27
2" - 20 0.50 - CHET0X-6 6260196403
UPTO 10° | 90° .ms" 0 15 3 r CHET5L-6 6260196108
-1 B0 - 25 CHI15M-6 6260196204
15°- 20" 0.33 [HE15H-6 GEZ60196210
E1" - 24" 0.50 CHE15Y-6 GE2G0106218
UPTOII | 90" 0z0” 10-.15 38" e CHEZIL-G
1= 14 2025 CHIZOM-B 66260196205
15 - 20" 0.33 CHIZOH-6 66260196211
e -2 0.50 CH220X-6 GE2G0196217
o UPTO 1" | 00° nzge A0- 15 " p CHO25L-6
17 - 14" - .25 CHIZEM-E 66260196206
15" - 20° 0.33 CHIZEH-6 GE260196212
" - e .50 CHIZEN-G G6E260196218
UrTo e | 9o J030" RIERT KR ™ GHY30L-6
1= -14° - .75 CHO30M-B BEZB016I3TE
157 - 20° 0.33 CHIS0H-6 GO2E0196213
M 2 - 24 0.50 CHIINN B GE260196219
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5 Standard Form Tools
(=1
=] o
= Standard Form Tools for Jones & Lamson Machines
= Form Tools - Jones & Lamsan Machines SPEC check
E & UUsad primarily an Jones & Lamson machines; /32 x 1-1/4" shank =
= The applications dictates the ool la choose Jones & Lamson Tool Marking System
= Can be relapped or reselrelapped }EEE =umu[|:m Em%;-qu
JL = Matural Diamoad ;tz ﬁ L gg?
32300 15 = 015"
M = 03
Exampie: JL 1 10
INGLMEED ANGLE | mapnes ow PRODMUICT RELAPPABLE
0N mAMOND NAMOIND N, UPE ND.
Non-Stock Jones & Lamson Form Tools § "
50 0.oes" JLT0G GEZH0153047 : "
oo JL110 GEZG01G9024 N, -
0.015" JL115 66260141699 = f
o.ozp" JL12d El??_ﬁ_[l‘lﬂ‘l?l][l
iy 0.005" JLEDS GGEZE0192524 I
R Ia) JLE10 GE2G0155003 ] e
0AA 5 JL215 5 gy
fozo JLEZD -
- 0.005" JLE0G GE2E0141701 o0
0o JLET0 GE2ED142528 =
0.0 6" JLE15 GE260142529 - 0317
o.neoe AL320 6260158909 [
STAMDARD PACKARE = 1 TOOL
Standard Form Tools for Moore Pantograph Machines ;
Form Tools — Moore Pantograph Machines SPECI ‘:heck !
= Ligad primarily on Moore Pantograph machines: 1/4" x 1-9/18" |
WA Moore Pantograph Tool Marking System
= The applications dictales the tool 1o choose . ARG O — m“
= Can ba relapped or rezetrelapped 'r“.'E '.Jﬁl.". unu 56 = 1-3116"
Malwral 10 =.010° a0 = 40*
Didmond 15 = 013" G0 = 60
20 = .0 a0 = hn"
INCLUDED ANGLE | RABNIS DM PRODUCT RELAPPABLE
N BARROND DIAMOND K. VPE MG,
Non-Stock Moore Pantograph Form Tools
- 0.0a5" 153056 6250195280
o010 10103056 260195281
o.o1s" MOI153056 GE2G0195262
0.p20" M0Z03056 GE2G01 96262
0.025" MDZ53066 ﬁE‘?E[I‘IB_ﬁ?ﬁS 3 L " '
BO* 0.005” MGG fE260196278 (b4 L
28 0. MIDGOSE  GE2G01HE2TT [, =t &P
0018 0186056 BERE0 WE2TE
0,020 MIZ06066  EZ60HDG2AS ‘ _L
0.025" MN2EANGE GE2EN1 BEZAT

FORM TOOLS

407 AND 90" INCLUDED ANGLES ARE ALSD AMAILABLE
STAMDARD FACKAGE = 1 TOOL

Please contact Customer Service at
1-828-684-2500 for all your non-stock,
custom configuration guestions, requests
for quotes, etc.
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FORM TOOLS

Standard Form Tools for Hoglund Machines i
N e [=]
BEST | Form Tools - Hoglund Machines SPEC check S
* lzed primarily on Hoglund machines
= The applications dictates the tool to choose Hoglund Tool Marking Sfﬁm'l E
(=
L
5. 5"
== 0= 010"
WCLUDED ANGLE | RADIUS ON  PRODDET 15 015°
O DLAMOND DIARAIND . UPE ND, g_:_m*
Non-Stock Hoglund Form Tools s
& 0.005" HG54262  GG260142466 Eample: HG 10 42 62
0.0 HG104262 66260142488
0.5 HiG154252 GOZE0142:345
0.0 HiE204252 66260142403 v
0. 05" HG254262 66260142458 1},'4'1
o 0.005" HGEE06Z 66260142470 i
o.me HE10E0E2 GEZE0T 42294 —[-—h
0.05" HG156062 66260142351 ' — —'F:)r
0020 HGZ06062 66260142407 . ' - o
0.025" HG256062 66260142463 ; y G —"R
45" AND 72° INCLUDED ANBLES ARE ALSD SVAILEBLE., A5 ARE 1-1/2 AND 1-34 " TOOL | 1 | 5
LENGTHS. STANDARD PAGKADE = 1 ToOL et =
..'. "\-.\_H_H\- r
I = -
=19
205 " | -‘ E:_ -
] J
OCTAGOMN
—
Standard Form Tools for Dia-Form Machines
BES| Form Tools - Dia<Form Machines SPEC Gheck
# lized primarily on Dia-Form machines
= The applicalions dictates tha tool 1a choosa Dia-Form Tool Marking System
= Can be relapped or rezet/relapped
T = 1-H0"
175 =1-304"
28 =2
INCLUDED ANDLE | RADINSON  PRODUCT RELAPPABLE
O DIAMEND DAMOND o, UPE M.
Non-Stock Dia-Form Tools
a0 0.005" 01052138 GHZEO196310
0090 DHO2138 BEZE0196311
0.015" 0152138 BB2E0106312
0.020° 01202138 BRZA0 16314
0.025" DI?57138 G260 1963156
BT 0.005" DIDS 1134 BE260195230
o.0i0" DI01138 6260105790 29
B.0715" DI51138 BA260105292 ,
0.020" DI201138 BA260196313
0.025" D25 1138 66260105315
1-3/4" AND 2-140° TO{OL LEMGTHS ARE ALSO AVAILABLE.
STANDARD PAGKAGE = 1 TOOL
|
P |
|
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TOOLROOM TOOLS

How to Use Toolroom Toals

§ We recommend dressing with coalanl. However, if dressing totally dry, allow thrae 1o five seconds between passes lor diamond to cool.
0 Use extremely Hght cuts from 0002 o 001" maximum,

1 Rotale ool il the applicatian and sel-up allow.

A Full Ball Radius Tools should be returned far relap after minimum wear.

For general toolroom concave and convex dressing on small diamatar grinding wheels. Mot resettable.

INGLURER SHANK T MON-RESETTABLE NW-RESETTABLE
ANGLE BMBMETER | LENGTHN  PROBLET NO. VPG N, PRODOGT N, PG T
Stock Phono-Point Tools
LilFly 178 1" NP1ME GE2601 M5Z25 BECPP-G0 GE2601 95017
aMe" NP1ME ilird il gk dierds]
- _1__:'_.1.' . NP1Mg ﬁﬁ_EEm WGEET g =L
758 158" ™ NPEMZ BE2E0 35223 BECPP-T5 EE2E0195012
kinle NFEME GEPE0T 25229
1/4* MNP2M4 BE2E0 25230
a0° iy " NPaMZ G6760195231  BOPP-90 56760195019
316" NPIM3 6260185232
14" NPIM4 BE2EDTN5233
STANDARD PACKAGE = ONE TODL
@0.125 — le 100 = Phono-Point Tool Marking System

IMCLUDED ANGLE  SHAMK
O DLANOSE

Typical Whesl Forme STHLE

@ IO

l Example: NP 1 M 3

: H A N
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TOOLROOM TOOLS

~
This line offers a specially-shaped singke point diamand, designed for forming concave radil on small diameter gringing wheets,
Not resettzble,
This line offers a specially-shaped single point diamond, designed for torming conves radii on small dismeter grinding wheeds
Not resettable.
H
This line otters a specialy-shaped damond sel in the sida of the shank for forming half-circle radii on small diameter grinding
whzsls. The ool is rotated to form the radius. Commaonly called a “rat tail dresser” Mot resettable.
RADIUS SIZE SHANK To0L PRODUCT ~ MON-RESETTAELE ~ FRODUCT  NON-RESETTABLE
70 BE ORESSED | MAMETER | LENGTH MO, UPE NO. W, PG MO,
Stock Concave Radius Tools
oo Ta 615 | ame S HRiFA BBZB0195210
95T T0 020 | 3 a NRZPE 260195211
621" T0 3" | 3" S NRIFG 56260195212
B33 TO .D6Z" | 38" > HRAPE 6260195213 BCRD BEZG60195016
perT0 125 | ame T NR5PE B6260195214 BCRD BHZ60195MM 6
126°T0 260" | 30" :-" NREPE BG260195215 BCRD BB26019501 6
Stock Convex Radius Tools
02 T0 % | 30 kX HRZME 620195216 BCRD BB260105016
N T | 36 3 NR1ZME  BOZBO195217 BCRD B6Z601956
25T T0 5000 | 36 3 NRZ5NE BG260195218
Stock Half Circle Concave Radius Tools
iy a8 212" MR3NG 6260195210 ]
wr 3 -1 HRENS B6260195220
T Ela -1 MR12HE BB2BI195221
STANDARD PACHAGE = OME TOL
Goneave Radil Ganmver Radii Half Chrele Conezve Radii
P '._,‘ i e o
L , |
\ |
oy T . ] ! [ Ao - 1 !
o —-—- == = O W —— T
- _.!| i L !..;.I e -\—;-. j b
—
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TOOLROOM TOOLS

For precision plunga form dressing, Full Bal! Radius tooks are
tesigned to plunge dress & concave radius in the center of 2
grinding wheel. Frequent turming of the tool will mantzin
accuracy over a long period of use, Can be relpoed,

RANUS SiZE [ SHANK TooL PRODUCT  AELAPPABLE
Tl GE DRESSED | BIAMETER | LEMGTH MO, UPE .
Non-Stock Full Ball Radius Tools
mr am" z FE10 RPN 95255
o5 3" au FB15 BE2E01 95256
o e g FE20 mEZEMiGseST
0 e > FB2S Bb260195258
: 030" TR > FE3D §E260105259
0as" TS > FB35 BEZE0N 85260
g 1D > FEB40 BEZ60N 95261
45" ETS o EBAS BE2E05262
b5 N a FE50 BEZE0195263

LARGER RADRS STES ARE AWAILABLE LPON REGUEST.
STAMDARD PACKAGE - OKE TOOL

SPEC check

Full Bali Radius Tool
Marking System

RAAES AEDARFED ON DIANONE
W THOLFSANIS OF AN WS
i

O

P

PDF created with pdfFactory trial version www.pdffactory.com

-



http://www.pdffactory.com

CLUSTER TOOLS

%
3
g
2
3

8 Cluster and Dia-Pak Tools - Straight face dressing of hard/ coarse wheels:

= Toal shauld approach the wheel at a 15° angle and be rofated periodically to keep 3 diamonds in contact with the wheel 8t all imes.
* Tools can also be used at a 90° to the whee| face,

= Multi-Point Cluster Tools should be rotated at frequent intervals,

« |mfeed per pass should nat exceed .0015™ (007" with Mortan 3G and Targa whesls).

» Lze coolant whenever possible.

= Thess {ools permil a laster traverse rale providing a freer cutling wheel than when dressed by a conventional single-point todl.

A Itiz the user's resporsibildy o refer ta and comply with ANE1 B7.1

Multi-Point Cluster Tools

Wuiti-Point Clustar tools are typically used for straight fage dressing on dise and centerless

o ns. For greatest "fflf'lrl'll."g,'. thesa tools should be mountad at a 15° angle 5o that thres

c=monds are in contact with the wheel face at all times, The tool should be rotated at frequent

at=rvals. Mot rasattable.
DUAMONDS | SHANN PRODUCT ~ NON-RESETTABLE
DN FACE | HIAMETER I-EM:‘TH' M. UFC WO,
Stock Multi-Point Cluster Tools
7 | 7r1e | +-5018°  WETHT GEZE0125206
STANOARD PACKARE =1 TOOL
DIAMONDS | SHANK TOm PRODUCT ~ NON-RESETTABLE
DN FACE | DHAMETER LENGTH  NO. UPC NO. i g _
Non-Stock Multi-Point Cluster Tools
1 :?n B | 1-506"  MFTY GG260195205
STAMDARD PRCKAGE = 1 TOOL
Dia-Pak Tools _ o

. : 0435 P06

Diz-Pak toals are primarify used in straight face disc grnding, i "5k
But are extremely versatile and may also be used in cenlerless [ b
2nd surface operations. Designed for maximum econamy, threa b
Y ,r¢ af diamond are carefully arranged 50 that a new layer is 1 i @050
*.-3 sed before the previous layer is completely wom away.

Not 'asellable. LOd. e :

2 —=
sm.ux PRODUCT  WON-RESETTABLE =
s mum LEI'E]’.&' ND. UPC N,

ﬁnnh Dia-Pak Tul:ll$
UrTo 1 |55 e | DPZ0  EGZEIIPEEND
wrT0 20" | 787 e |z 0P30 GEZ60185201
ANY 767 THE |2 OP35 BEZG01 95202

i y warerow 4
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BRAKE CONTROLLED TRUING DEVICES

Truing 141, 119, 1142, GA2 and 12A2 wheels:

= Siraight wheels, used on chip breaker, tool and cutter,
surface and cylindrical grinding machines

= Cup wheels, used on vertical spindle surface grinders

+ Gut-off wheels

Truing Diamond and CBN Wheels

SUPERABRASIVE WHEEL TRUING WHEEL SPECIFICATION
RESIN AND VITRIFIED BOND

- B, 100 and 120 gait SBAS0-MVBE, 37CE0-MYE
=150, 130 and 220 grit JOABD-MVBE, 37CED-MVE

- 320 and finer grils FTCA00-HVK

METAL BOKD

- 0, 100 and 120 prit J0AED-MVBE

= 150, 150 and 220 grit JOAS0-MVBE

- 240 and tines gritz JTLE0-HVK

Tre 4587 is engineered for heavier and more frequent truing applications. The adjustable speads

albow for varying conditions (batween 1050 znd 1500 ‘:ii-Pan t comes comipete with a reusable
case, ‘True to Form, Drass to Cut' training video, two 3° J8AG0-MAGVEE vitrified whesls, Truing Device
lps book and & dressing stick. 1 can be rabuilt using the 45%7RK Rzbuitd Kit,

Wom #4597 Brake Controlled Truing Devices (UPC 66260195350) in need of reconditioning
(beyond new shoes and springs) may be returned 1o be rebuilt. Contact Diamond Tool Customer
3ervica for return instructions and guote.

The Pacesetter model is ideal for light duty use. The pre-set brake speed requires no adjusting, This
madel includes ong 37 33AG0-MEYVEE witrified wheal and can be rebuilt using the 3597 RE Rebuild Kit.

You can rebuild
three screws,

your truing device with these kits, conslsting of three braks shoes, thras springs and

iTEM FRODYET W0.  UPE W0 PRODUCT NO. WP HD.

4597 BRAKE CONTROLLED TRUING DEVICE 4587 66260195350

4547 REBUILD KIT 45TRK 16260195351

3507 PACESETTER 3547 66260135578

BRAKE CONTROLLED TRUING DEVICE

3547 PACESETTER REBUILD KIT 36A7RK 66260135595

REPLACEMENT WHEELS 3 X 1 X 1% 3RAGD-MVBE 66243529145
3BABD-MVBE  BE243520146
37CED-MVK 66243520166
BTCEO-HVK 66243529170
STCEO-MVK 66243528174
37CIDI-HVE 66243520172
3TCIDN-MUK  BE243529070
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I Prior fo iruing the wheel, run a
way crayon over the wheel face.
Important: do NOT use any
liguid-based ink on
suparabrasive wheals.

I Any crayan leff on the wheal
tace after truing will reveal
imirued areas.

I Indicate the superabrasive
wheel runout before staring. ..
usually within 001" to 002, o -
minimize wheel loss.

I Maunt the dewvice spindle
parallel in the wheel spindle Io
gnsure proger straight face
truimg.

1 For cup shaped wheels, the
device spindle will be mounted
pempendicalar o the wheel
spindle.

I Always use the Brake Controlled
Trulng Device dry.

I Bring the diamond/CEN wheel
and the iring whee! together
until they almost touch.

B Start the diamond/GBN wheel io
nommal speed; spin e ruing
wheel In the same direction at
point of contact.

I Bring the two wheels iogeiher
until they touch.

B Maka sure the truing whasl is
apinning at time of contack.

1 Traverse the wheel back and
forih &t 30 1o 60 inchesiminuie,

1 Downteed 0005 1o 001" at the
end of gach traverse.

0 At the end of truing, the
diamond/CEW wheel should be
smaath and [n truth_

i Apply = dressing stick to
sharpen the wheel.

A I8 i Bz user's rcsuunsmllu -

e el B0 And
A oy

e —————— =
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ACCESSORIES

(ool halders typially used in topiroom applications.

i
-
=
L
o
il
=]
=T

Tool Holder/Hand Dresser .

Designed for use when offhand truing and dressing on togl

2nd cutter, or henchstand grinders. This hand dresser is _—
rust-free 10-1/2° lang, with a hollow shaft that accepts any £ et @p
120! shank length from 3/4° to 9", The 1-3/4" diameter e I

plastic knob ensures a firm grip. The collet accepts a 716 —"Q_
giameter ool shank.

DESCRIPTION UL MORBER
HAND DRESSER EZE0195020

Machine Tool Holder

Designed to he mounted directly on the table of surface and
ool grindars with a bolt or magnetic chuck, the maching
dresser is positioned vertieally with the toal positioned at a
15° drag angle.

UPL NUMSER
MACHIME HOLDER GG260195355

35
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DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

ERING SPECIFICATION
MANUFLCTURER TOOL MIULTE-
AND MAGHINE TYPE IRAWING POINT TOOL  POINT TDOL '

ORDERING SPECIACATION
MARUFACTURER TooL SINGLE- MELT-
AND MACHINE TTPE DRAWIRG POINT TDOL  POINT TOAL

AGATHON i : CHEVALIER et |

[HE ] nD-2291-AR

e ' 0-3346
BLBERTSON & ©0: | :
SIDUX ERINDERS

DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

Vb Pedsenr : “o | CO402-4-50 | RS Specil .
112 and 30013 — 7 - METUSr3HA

DANDBAT

o { ME162543
Vil Saat Grinder s | pne|  GDAIMD 1K Specia o =
1715-B and 30130 B i— METIET 43 =

I =1 ESTARTA

Wahs St Grinders = i ) 55210 i o | O0-PRAE-D

BROWN & SHARPE EXCELLD CORP.

el e e ecieg 2 Thread Grinder E X o - NT-1CE
Fezim Girindar #5 o 1 f : GO-1537A 2AEET” 'Ly 1 Er e n (4R-4105) ARE05*

Sorface Grincer ~yra - 52630 FORTURA ¥

o075

o~
o
ma

BRYANT CHUCKING o I -
GRINDER COMPANY r

| Frahocl GEL WINSLOWMATIC (5 = e 0

AL e L A o G733

nlernal Grircers
# 4R, 5, %h, & 5E

|
I
1
l
|
|
|
|
|
j
l
|
I
E
|
I
|

,
Internal Grnder P —— s | LO-241K-4
#112 e e 1 Go-z5 T T o
L .
._. 1
R g I COP-7a GLERZON WORKS |
i £ 5416
i

CEDAR RAFIDS
“HWIERAY™

CR HEALD
alve Hetacer I Voo | G0d01-2-aE B -

Iilermal Grinders . . )
b o = ee | GD-260-8 N.A.

B marnal Thread !
Value Seat Grincer ol Wk GO-1793 1RE Epctinl
|7 "y WE17374] : 4
Hernal Grindeas Jdowapd T
70, TR T3, T ' H M 21ar” KA
1RE Special 7B B1 &1 s | 2

Valwe Seal Gringes = 3
s 1 M N37450
Totary Surface iy )
Grrders T \ . £o-103 AREIT
#22, 250 8 261 - "

“INDICATES STOCK TOOL

T T T P T T e e s sl = A S AT ot 015 i S ST R S S Tl
(B
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DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

DROERING SPECEFICATION
SINGLE- MIULTI-
POINT TOOL  POINT TOOL

NTILd AAELd &

(HX-5T4TE) JR1214°
JOMES &
LAMECH
FoFEM THREAD
GARINDER
Sperily
incluced zngle
=¥l ranis
an damond |

B-FR-F

DS

Gh-BEUD-Y

CO-447F-12

CO-5783

F o Y

. e

E Form Grincer

JONES & SHIFMAN

WELLENBERGER
—

0. LEE COMPANY
~

BOSGENE

GO-B90E-A |

a-2 104-4

505
:'-.l £ ?'\J

MANUFACTURER

AND MACHINE TYPE

Kovn

LANDIS TOOL GO.

ORDERING SPECIAGATION
SINGLE- MULT}-
POINT TOBL  POINT TOOL

Co-3n27

CO0-B334

524

Co-BFER |

BCEEIINT

MICAOK

MOORE PANTOGRAF H

Cantour Drasser

RORBIAC & HERTLIEN

CO-SE04

GO-E4T2

CO-E514

=i E Y]

rcisdad angl:

and ~adivs an
ciamand
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DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

GROERING SPECIFICATION DROERING SFECIFICATION

| MANUFACTURER SINGLE- AT MANUFACTURER SINGLE- MauLTI-
| ANID MACHINE TYPE POINT TOOL ~ POENT TODOL

AND MAGHIRE TYFE POMNT TOOL  PORNT TOOL

oEAMOTE o SCHAUDT EZe

er=. x| co-gant o, C0-T513

e L et Li-74sd e e .
S [ = {05357

B S T o m i I+ & T2 R sam

m il SHIBIYA e
| [O-501-48
o b e w1 h W Ch-Fazs

T o0-zz2i-u | i

T o et CO-E167

DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

- £0-3230 ] [ Fo

STUDER i iy

el ] [ 472 - v ME124578-B s

r— I -!. .m & ﬂ

St caar ek = CO-ES01-A
|

o 0-351-08 | e
| s L
| -

o I CO-TEIE

OLIVER IRSTRUMENT

b B TR,
' = I |
i CO-B420
i CVERBECK J==
| = . o . - e
g CO-7E41-4,
4

e I . v ppays

ROYALMASTER T .x ' '

w0 oo

[ - o == e EI-7505
o= CO-6653 : :

" T | GO-E405
o ME85T10-F ) b

s < ST CD-B5ES - |
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DIAMOND TOOL RECOMMENDATIONS BY MACHINE TYPE

DORODERING SPECIFICATION
SIMGLE- MULT-
\ | POINT TOOL ~ POUNT TBOL

5 w| Co-RS
:
. o pee | pyrgm
N i
) T CX-1421-0,
e

C¥-1421-B

GO-363

CD-BUEE

won i | DINONTS

T D015
. i

WELDOW -
- E0-7147-1
~ —
s - T
WILSDH HARDHESS
TESTER P
Vo s | ohess
1
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