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Manufacturing excitement through innovation
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Driven by passion for new technologies, we commit to exceed customer expectation by making manufacturing more fun.
We will push manufacturing forward worldwide with our innovative technologies for the future.
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Formed roller dresser

3: " -
Ma%aﬁm mﬂ% =i )
KD method ¢ Sintering Electroforming
g17
Product| twhk . _ _
type | 1k NRtEYh XNZAHILEYE ADhZHILEYE
5 Handset Mechanical set Mechanical set
How to set
ek o o o
(9 v E5) &~ (F8%) = (FAER) = GREA)
Concentration Low to high (adjustable) High (not adjustable) High (not adjustable)

(diamond arrangement)

SER

Appearance

IAREE
Enlarged
photograph

A VYERAAERTEZE. 1)
NEKEARWLTT,

- UNKICEBNZZNT Tty b
PG ET,

i *Free cutting ability is good because the

h o distance between diamonds can be
Characteristics adjusted.

*There is a spiral set specification with
excellent free cutting.

- HFoHRKEASICENTLET,

- PINBKIEEDOAN 7))L EA S 1
ESCRS

+Long life and excellent surface roughness.

‘There is a helical diamond setting
specification for free cutting.

- FoHRKEASICENTLET,

- EMER - ERERORENTEE
7.

- UINKICENIZT 1« > IR E
74 ZANO— LA S ET

‘Long life and excellent surface roughness.

*Complex shapes and high-accuracy
products can be manufactured.

‘There are an iSTroll type and a
Dimpled type specification for free
cutting.

TInoE
Free cutting O a O
ability
on
Life O © ©)
EES
Surface roughness o O ©)
BREX
Large level (@) A O
oIk difference
Shape
[t
Complexity o = ©)
O—5RL
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Designing standards
1. BRERE

Diameter and width

‘B (D) BB 700 100

(Max. ® 250)
(TEYRIEC DA S FRBERICERFEDE ORESND &
EIRNGE RS
<@ (W) (REEDHAAIE) - W = 230
FRMENDEAR TR 3~ 4mm

(ZOMEDEDIC. A RIADER S IFEDBERSERD
FEAER 3mm D EZFR(TET )

Diameter is normally determined form the economical viewpoint,
and width of diamond impregnation is fixed by adding 3 to 4 mm
to the wheel thickness.

Diameter: Max. 250 mm (commonly 70-100 mm)

Impregnation width: Max. 230 mm

A gauge face of minimum length 3 mm is provided for precise
mounting of a roller and another minimum length of 0.2 mm for

ensuring the squareness between a roller and a spindle as shown
below. (Fig. 1)

2. W& (0d) HBE

Bore diameter (&d) accuracy

B o d 00

(R Ly TERDIASEREN I DEEDREH CHIo > TE MLy
> 7HHIE 900g/mm LT E LTEHU TR S L. &MHICHKD
TREDOEREH)ET.)

Standard tolerance:@d+0.005 -0
Spindle diameter of a drive unit should be designed on the basis
that dressing resistance will be kept below 900 g/mm.

3.IERE

Dimensional tolerance
O—9URLYHDOREG. TEYICSZASNBZFBTRED
40% ~70% EEETY .

Roller tolerance is ordinarily in the range of 40 to 70% of that
allowed on components.

4. BERE
HUB accuracy

BAE: L 0003 A
T1E - // 0.002
B#E O 0.002 91V

Squareness: L 0.003 A
Parallelism: // 0.002
Alignment of axes: © 0.002 (diameter)

3mmilE 0.2mmb{
Min. 3 mm w Min. 0.2 mm

< > (RR)
=
N \

2.

CRIEE#Em)
(Gauge face) \

¢ d
¢D

5.RERBE

Shape and accuracy

Y
A

X

XEEAZITH T B YEERZD
+0.005

Positional deviation of the Y
coordinate from the X coordinate:+0.005

L

P1
6 ES »
R1 L%;
/\91‘/_

o
S
.
e i?gigosm £0.005 40015
P10 [R_]=+005
o J+2 [EBE] <3 um R
Corl=+2 Cylindrical
>0.08 QERUMAEEE DIFE)
[R2 J>004 [EEFEELE |¢D1-¢D2| <5um

Diameter difference when
a roller composed of 2-3 parts

R—IVEE@d
Ball diameter@d

[P—]+0.003
+0.003
DD1-@D2
SERTREREE [ExT]=
Available range <120° Waviness:
ﬁ@ﬁwd >0525 120°~180° -
Ball diameter@d Waviness:
[&IR]=1
LR > Minimurn R
(D J<ei00 R J+0005

R _]+001

pD1-@D2 (BEZE) |+0.002

5“ fi oD-0D>
40002 pD2-@D3 (EEFE) |+0.002
CR #8103 OD2-@Ds
MIN. 0.3 +005
CR =003
MIN. 0.3

O—5RL
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Profiling roller dresser

BRI 2N HNER Bis ESiE N L 2395 FRRZTTRERZAR
Product type Shape Appearance Structure Characteristics Dressed wheel type Capable dressed shape
AT FUT L FERBUTASBERS , o
Ny ¢ Natural diamonds which is bigger than the
YESNEBICESIUIeY 1T T, diamonds for implegnated type arranged on the
RN CREERICRVIT A VHARESNTLE outer periphery. EYIAIZTN Formeddshape
Point T, : ;I;he diag?ndfis fixe;d Ey sint(?(red met?I. | - ANL—RMEIR straigir; shape
#E917 - IR E AR LR T BB L ¢ ltis used for formed shape of conventions o Grinding wheel
Sintering type *7, el _ Ly, ¥ It can be used for vitrified
] roller dresser xE b J(—;BN(L—E)EE\E-[HE CBN,but it is difficult to
Grain st LEFENRVA. #8EE  maintain the shape accuracy in
rain stone HROESICRRIBEDH  the case of the formed shape
L N — St - because it wears quickly.
- REDHAEBAR N — K, BREEI1S FHAHL< B ET,
T9, e Periphery is straight, with shoulder R. 2 L— R
. e |t is suitable for forming a wide grinding wheel Y2 Straight shape
R BEEOBLOBEOZMRE LIZWESD. K and also when need to add raidus on the wheel (BRITEZD) (including R type)
59 GOANEBERICRZ AL LIZWSEICERL corner.
&1 *7.
Sintering type
roller dresser
R —ﬂ&tﬁﬁﬁ Grinding wheel and
DRSS TV EREEETRIELIEI TS . Typle in which fine diamond is held with sintered - ENJCBN vitrified CBN
SCIR meta % R e % In the case of vitrified CBN,
Ed= ) T;$§ ENBESESTTA. 91 VEDE e |t has a long life because it has multiple layers, &g%gﬁ%;;;gg which the adjustment of the Z L — NESR Straight sh
Multilayer % 8y i o but when the width of the diamond layer is wide, " - o free cutting is required by - aignt shape
XY e HEWBEICE. EADYINEAEL AL the free cutting of the grinding wheel becomes NJCBNODIZEIC(E. the dress condition, there are
I;* Impregnated type F9, bad. B9 1 S EDBAED morle ‘lcombinations with the
bl ller dresser THALENTT, single layer type-
1> i) °
Implegnated
%,g T DT — * More type of Impli.
. o { > 7 MNI1TTT, o * Since it is more, the free cutting of the grinding
== 5 BI)TH 55, BADUNERA R L XM wheel is easy to adjust depending on the dress —RIEa Grinding wheel and 2 L— R Straiaht shape
single layer % [CEHTHRELPTLTT, ctilr\}dition.‘ . | - - E'NUJCBN vitrified CBN ~ 9 P
.  EEMS LS THEEEEERUET. * Wear resistance decreases than the
1 TVESI1 7 B multilayer.
Impregnated single layer
type roller dresser
kRS . < * A type that uses a prismatic diamond.
%Eﬁk@)'? TV {EH L;7‘.'_’9’(7°T_'§'° - ® Since it has a prismatic shape, the free cutting
BT - BIEIRTH 5,_7,5'—".5’; EFIFOHE—(CIEaCE ability is stable even if the diamondis wearing due . =z |\ L— Nk Straight shape
- ot d il LUNEALELTWETD . to stability of diamond cintact area. E~N1JCBN Vitrified CBN and
MBMEHIE EIEMmE TURAIRLYHILS WU LB S EET 25, BERAER ® The wear state is stable compared with single FEFEAR formed shape
(BRBNEERS T ) CHE L TEERENTE b"TL,\id' crystal prism, because it wears while micro-
Prisma type roller dresser = ° crushing.
(polycrystalline diamond)
Nith>ZTHT 1 V—BHEBELSI 1T
TY, L . .
. _ e It is single layer type covered by Ni plgting.
- BEEGNISH > E THEICRIFSN TV S, ® Since it is covered by hard Ni plating, so wear 2N — N Straight shape
| lated AR RD—BY A FkV) ©MMEFEMIC resistance is better than implegnated type. E'NJCBN Vitrified CBN and
Electroplate BNTLET, e |t is easy to control the free cutting ability by - IFERAR formed shape
EEYNL-T CRLZEREICEBTNEOTY RO— LA dressing condition.
Electroplated type _ Iy
rollefdresse)rfp TLPTNTY,
" RF T8
2N Body Diamond section
Shape TALRYT hy 7 175 K2
Disk 1 pc. 3 pes.
A&

Schematic diagrams

O—5RL
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Dressing methods and characteristics

RLy Y 27BRE. 752 VAR. PSN-ZBRICKFIEN., ZRENORFBICH U TERESNE T,
Dressing methods are broadly divided into two categories: Plunge dressing and Traverse dressing. These are selected
according to their respective characteristics to suite each use scene.

7329 AK
Plunge dressing
e - SEWH (B—TERTEYOSE ) (CHTBBENERL Y S > ITARE U TEFERATNTVET,

A widely adopted dressing method to boost efficiency for whole-form and mass-production grinding (to produce large quantity of identical works)

EAEFIARE <. RLISEE OHIABADEVESICHRIEV T,

KA XEHL. >3 S—iElRE
Advantages | This roller dresser is especially effective with high grinding wheel wear and a low number of grinds per dressing.
% Heavy grinding, shoulder grinding, etc.
ST O—9 U RLyHETEYERNE—ThH 2R, LHREHRICEWHTSEzLA.

Disadvantages

Not compatible with varied shapes as the roller dresser and workpiece have the same shape.

{5 F 651

Example applications

R
Pattern
TR
Workpiece Workpiece Workpiece
NPV S/N; NLvt - i T NL v - G FEFT RLvH - Ead IFFET

Dress condition

Dresser / wheel axis (Parallel)

Dresser / wheel axis (Non-parallel)

Dresser / wheel axis (Non-parallel)

i

Characteristics

NLyHERETEYHE—TH B
R JEBEOHENEZ T,
TR OImE(EEEIT )T HFE
EULPTLLBIET,

The dresser and the workpiece have the
same shape, making it easy to compare
dimensional accuracy.

Prone to burns on the end surfaces of
workpieces (perpendicular to the axis).

TP OIRE(EEBET )BT H
ELICLKLKBYET,

KLy HRERETEYORRI RS
WET,

Less prone to burns on the end surfaces
of workpieces (perpendicular to the axis).
The dresser and workpiece have differ-
ent shapes.

TEYOmE(EEE TS @) (BT AFE
ELIELL WEREIAFEELICL
<BYET,

Less prone to burns on the end surfaces
of the workpieces (perpendicular to the
axis), and the end surfaces are less
prone to burning.

O—5RL

KRSN—ZAK

Traverse dressing
EEERA - BRICHo TR BB ZSXTRLRAZTIARNTY . BAL<EROSBESEEHZISEL TVES,

Dressing by traversing along the surface of grinding stone, suitable for forming wide and simple stone shapes.

R

Advantages

- SR TIEPRANOMIGA TR T T -

- B N Ly BTER TN TH D REMTT .
Can accommodate workpieces with various shapes.
The dresser is compact and has a simple shape, making it more affordable.

S

Disadvantages

CTIUVAREERUT RLRABENDNIET,
KEORLYHICHUT2~4EOXE)RETORL Y 227 3THETT .
Dressing time is longer than when using the plunge method.

% Capable of dressing at 2 to 4 times the feed rate of a single point dresser.

= A Bl

Example applications

BRE
Pattern
5y FRRL Y EEGD AL —MERORLy BRI | D8 RIZRO B L CRARRI
RLAREE | 1850ICEES U355 CT. MOEA BB E2ITETT . MWBASBEISE STTETT,

Dress condition

How to move a cup type dresser cross-
wise relative to the grinding wheel

How to move a straight shaped dresser
following the shape of the grind wheel

How to move a dresser with R-shaped
shoulders following the shape of the
grind wheel

B

Characteristics

RL v AN D EL IWED
ANEREIEEDO RL v > > 7(CER
INBENZNTT,

Dressing resistance is low, so it is often
used for dressing with small diameter in-
ner grind wheels.

- TIEYOBEN L VW BE TOER TEE T,

CBO - BERNL Yy D2~ MEDEN) EE CTHRETIRETY .

Can be used even when there are workpieces with many different shapes.

Can shape workpieces at 2 to 4 times the feed rate of a single point or wedge-

shaped dresser.

O—5RLyt
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Dressing conditions

1 SHRERERE.

I THEE DB

Relationship between each method, condition setting, and processing accuracy
O—9URLyTERAWCRLY SV TRERL. EVRE. UIWAKEICLY . BEOBIL CREZHEL. YNk, IITYEHESDREE

FAETBZZENTRETT

Dressing using a roller dresser adjusts the conspicuous state of the grinding wheel and adjusts the state of free cutting ability and workpiece surface

roughness according to the

peripheral speed ratio, feedrate, and cutting amount.

UAE:Y TSR NZN—=2AH
Method Plunge system Traverse system
grmz Grinding wheel @5mEE Grinding wheel
EXH peripheral speed peripheral speed
Schematic . .
vasem Cutting speed Dressing lead rLzu—k
== _e kL vz Dresser 7@@ l\iui;i gfepst:e?f cut
— peripheral speed Y o peripheral speed
ISP dnd
Peripheral 0.1~08 0.1~08
d rati
%2 speed ratio
i
= | - 1 m/revai# RLZ1)—K :0.05~0.15mm/rev
E | U= e P _— el
2R (BT D O R Ly SO AKE) (E6 | DR ) %) B)
o speed Around 1 pm/rev (amount of cut in dresser per rotation of Dressing lead :0.05-0.15 mm/rev (feed per rotation of
= grinding wheel) grinding wheel)
=3
S
8 : 5~30 um/F A r S
= £V A . S —mRiEG - E5 Iy 77X 10~30um
i B MEOLER. BERREICKDET, CBNE R 1J 2~3 m/k-l K
Depth of %D d . jto 30ﬁm/|S|de ficati d General grinding stone/ceramics 10 to 30um
o % Depends on grin |nC%r\:\(/ji§2nzpeC| ications and wear CBN vitrified 2-3 pm/one-sided

¥RLZ77MNEDDY MEB-EOBZRE3secliA. UINKEBESNBEEICEaMHEL TS0,
¥*EA. Ny, Bt N BRERETR. IIYOEKRBEICK > TREOHENNEE BV E T,

% The approximate dress-out (zero cut) time should be within 3sec. If priority is given to free cutting ability, shorten it.
% Conditions must be adjusted depending on the grinding wheel, dresser, wheel shaft stiffness, dress drive specifications, and required accuracy of the workpiece.

Bt & R 5
Tip speed ratio Low High
RUERTE EEE 2 PN P
Condition setting Feed speed Slow Speed
VRHE 2 o 2
Depth of cut Small Many
NEPZ s o 5
Dressing resistance Low High
NIRDLZRIN: = WG - BTHEIRE 15 =
- BHIRAE (TTHIBSEN &) =) PN ()
Dressing condition and Grinding wheel and grinding capacity Low High
grinding condition (power load during grinding) (High) (Low)
WHY - BT ] PN Lt
Work and surface roughness Thin Rough

O—5RL

1 D&EAEEERL

Rotation direction and peripheral speed ratio

O—9U KLy EEamEn@E@nEny) FE (QEAaY) DEaRY Y RLR O—-9 ) RLyHEEaOOEARE—FE (HEES
[CCWEULLFCCW B E) DIBERTYFRLRAESEVET,

7Y T RLRAGEAMBEABICAONIIO SR, BRRECERCAY ., TEPEHESHAEN<BY ETH BEOTNENMETLET, o>
RLZIZEWT(E. LEEDFHAEERICHEOERMED EUNEAE ELET . FLARENKS WV ECARMADICHRAEREICIA DY .
PINKERELEITA. TEYOEHES N <AV . BaOmEMEEELET,

O—9URLyHEEGOERL (= KLy IER/ BAER) ZH%ET 2 & TCEADRERENED Y. RL v > 7\, WEER. TE
YEES ZHETETT

FEDOHAEERRICAEDERME D SUNKAE ELE T, Fo. ARENMKS VL EBAMABICENREICHAND Y. UNKEFREL
FIH. TEPOEHS N < B WEOREEIE ELET,

Up-dress refers to dressing condition where rotary dresser and grinding stone rotate in the same direction (both clockwise or both counter clockwise),

and downdress refers to rotations in opposite directions.

Up-dress applies force to grit surfaces in compressing direction (normal direction to the tool) to boost cutting power by breaking down those surfaces. In
comparison, downdress applies force to the shearing direction thus contribute to smooth grit surface but at the cost of reduced sharpness. By adjusting
peripheral speed ratio (dresser peripheral speed/ grit stone peripheral speed) of the rotary dresser, the forming condition of grit stone, dressing
resistance, grinding resistance and surface roughness of work material can be tuned.

Under the same context, close peripheral speeds of the two improve sharpness while largely different peripheral speeds result in force applied to the
shearing direction hence better grinding stone forming performance but inferior sharpness and surface roughness of work material.

:

iza] h

Grinding wheel 3
R\

i

i

]
S~

i

1

Updress 7y 7RL2Z

Dresser RLw# — mem B | & = Tl
1
BREEL(Fn)
Grinding resistance
x A /
Large
: r<: ) /
FLR3EH(Tn
Dressing resista:nce ///
v
V2
7
/ *EREDEE :
Y " Surface Bt = KL v o B/ EE R
me EHEE roughness . %, %7y TRLZ &
1.0 05 0 05 10 TOYRLALE

% Calculation of peripheral speed ratio: peripheral speed ratio =
dresser peripheral speed/grinding wheel peripheral speed

% Up-dress: Negative
down-dress: Positive

TYIRLA € | > FUVFLR

Updress Downdress

O—5RLyt
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NSTLDa2a—-Fa4>T

Trouble shooting
1.EREDER

Precautions for use

(@) Ly HISBVWEEZSA BV TEEW
(b) RL SO FBEEIHERN 4 1 m MRICEICERY) [T TES

4um

I LRIV EFHRBEIICHEFEXVY MO HER

Comparison of advantages - finish grinding of ball screws

RLZBEE R Ly S OIRE—EAKBICERIND Z EICKWEESH 33% MESNE—FITT, COMCITEYDIE BRHILET 5D

THRENEBLSNEERESNTLET,

This is a case where 33% increase in yield was achieved with significant reduction of time required both for dressing and for exchanging dressers.
In addition, higher accuracy and consistency of the geometry and configuration of the work component, hence easier inspection is also reported.

(OFi7ara I\ Lyt DAL L T LD IRRE TERENSE EZ’( vF% ON X(& OFF (_lﬂab\’('
<TEEV. (BENTDRRETIOE). BIELTIES L, )

(d) R l/XEF'(Jﬁ&E%ﬁEnB(:?%fﬂ?ﬁ%‘i‘ﬁl:}}b\“(<71“

(e) RENPRBOEERESIC TIANASBVEDEER b’C<7L

(a) Please avoid strong impact to the dresser.

(b)Please install the dresser within a tolerance toward the outer side of 4pm (refer to image 11)

(c) Please do not turn the drive unit ON or OFF while grinding wheel and dresser are still in
contact (only turn the system ON or OFF while they are away from each other)

(d)Please apply sufficient flow of cooling fluid to the contact area on grinding wheel during
dressing

(e)Please pay attention to prevent wastes/ dusts from entering the rotating part of the drive

unit.

2.5STILDRERRENE

Trouble and remedy

TR R W&
Component Possible cause Remedy
AEms | BEENLYTOTUNTIR CEINTUREFAND ) IAHREEB ULET
(@) - KLy THEAOBX ABERE RS LET,
. Cor_wtinuous Imbalance between the diamond roller and the grinding wheel | Check the dynamic balance / Reduce infeed of the diamond
1 RLZXHBDOF | Noise Excessive dressing resistance roller / Increase the speed ratio
HREW IS . A
Unusual noise in | e - ERENEEB - 251 REDBIMARE ﬁJIﬁ%JjK? PR EEEES UET
dressing oo | RLYS S TESIOBA - BEOEHDFE CBET IV IMONIEREAETILET,
Interrupted Insufficient rigidity between the drive unit and its sliding parts CEOEESULET.
Noise Excessive_dressing! re§istance Check the rigidity / Reduce infeed of the diamond roller / Apply
Deformation of grinding wheels a larger flange / Use thicker grinding wheels
CIEAERLYTONS U RERANETS,
-EEEERL Yy OOEBEEZRENET,
-EEEE Ry OOEEERENET,
2 PP DR - 158 - KLy W IAKREB R OBREEEBE D BItEDm
Chatter mark Vibration CRLy ﬂ%@iﬂj}@?ﬁﬂ: o
Check balance between the diamond roller and the grinding wheel
Check rotational accuracy of the diamond roller and the grinding wheel
Check the speed ratio
Increase the rigidity of the drive unit
Increase power for driving the diamond roller
- ARBOEE S/ DAL, MBZEANET,
- AEROTRE WA RREERS TB -+ RLRT ™ NSRIDHE
- IEEEsEEY - RLRABZKRELT B - BEDBEEZHSH<
. . D— g CIEEHEDRES - IEEOHE#ERICTS - ST VEBEZHEICLET,
1] N . N = A &
3 ﬁﬁé]kﬁ(‘f@%i - KLy HHEORES 9(7@5’&&%}%.:]3]/\?3} - o
Burning Insufficient coolant supply Check coolant quantity and the position and direction of nozzles /
Loaded grinding wheel Increase infeed of the diamond roller / Reduce the dress-out
Imbalance between the diamond roller and the grinding wheel | time / Increase the wheel removal / Use softer grinding wheels /
Diamond roller of unsuitable specification Use more porous grinding wheels / Use a diamond roller with a
lower diamond concentration / Check diamond protrusion on
the diamond roller
- BRERRB 02 (TRIEZANE T,
- BREPEEB DB E Ry T OOEEEEHANE T,
S KLy T ORES s RLyHOT A TREEZHANET,
4 KEHFESHHEL

Rough surface finish

- AARDEN

Insufficient rigidity of the drive unit
Incorrect dressing conditions
Contaminated coolant

s RLRT7D MEEZR<UET,
- ELRDIIR

Check the rigidity / Check the rotational accuracy of the
diamond dresser /Check diamond protrusion on the diamond
roller / Extend the dress-out time / Exchange the coolant

5 BN AP H

Local scratch

- AEBRDAE

Insufficient coolant supply

C BHRD S ZINCTIDEE > TOBVDENRET,
- REHRDEBE / ANDHE. UBERENET,

Check coolant quantity and the position and direction of nozzles

12 O—9URLvt

] 8—%2Y S ow
4495 A koo ?E:‘i’P{ﬂt
449 Components Roller Dmg e roin
- Dresser resser
% 336%
] 336 Components
/
/
/
A
= 18.5%)
% 18.5 sec.
g ) Sr148%
] 8.4% 1100'22*9 4M508% 5 14yen
? 8.4 sec. -2 sec. 4.50 yen
% 0.0072% a
0.0072 sec.
= sec
* E =2 R L B R L 3B FLyHaRXE
Yield Dressing time Exchange of Dressers | Dresser Cost/Component
33%m L 549%%T#8 12%EfR
33% increase 54% cut down 12% reduction

& 1) EESEEE7.SEETI .
2) RLRBE. KLy SRSEAROR Ly HOZXNMITAH D ELET,
3) BHKO—9Y)—RKL v d90
N IAR/RLREUFGRFI0OBEIELET .
Daily yield (7.5 hours)
Dressing Time/component
¢ 90 Reverse plated diamond roller dresser
Life: 10° dressing (1 component/dressing)

I ZAFXTVHEICHSTEIAVY MO KR

Comparison of advantages — grinding of triangular screws

BICP = 0.5mmEDT. FYBEN 60° UITOWHIICIEFHRAKEVESNTNET,

%

Ball

EvF

Pitch

A

W

Improved grinding efficiency is reported, in particular with a screw pitch below 0.5mm and screw angle smaller than 60°.

5287 7 a—%l
5007 . BRFLYY
528 Components 500 Comporents 'A KL . .
) kol Single Point
? d?esi,rer dresser
/
] 12M
% 21.05% 12 yen
5 21.05 sec. 8M758%

11.3% 12.8% v
11.3 sec. 12.8 sec. /

A 0.0072%
0.0072 sec.
/ sec. /
& E B FL B R Ly 35BS RS FLyHazb
Yield Dressing time Exchange of dressers | Dresser cost/Component
5% £ 46935 27%8R
5% increase 46% cut down 27% reduction

E ) £EERHEM7.SKETY.
2) RLZBER. KLy SREBENRO RN LYy IZNIN0ARZE W ELET,
3) BHAO—9)—RL vy 090
4) 104/ KL REUFmFAREELET,
Daily yield (7.5 hours)
Dressing time/10 components
¢ 90 Reverse plated diamond roller dresser
Life: 4x10* dressing (10 components/dressing)

KRBV FEREL0.005

Accumulated pitch tolerance

60°+3  2%£0.005

a—%2Y Ry SRR

Roller dresser shape

O—5RLyt



55
Characteristics

CEVHPRAEY RURER THB . BE5/ 1 AW BNTT,

- BREARE UTHESNTLSEMAP CY T M EEATECET. BRICAEREORE. RLATTHEDRE. AEREOTHREEETD
CENTRETY (AEEZY THERED )o

ARG ECRE - WEREATR T 38, BN L ARG TOBRANTEETT .

e Low noise level achieved by sensor with built-in spindle.

*Comes with standard PC software with tailored interface to easily adjust AE wave shape detection sensitivity and dressing completion determination
settings (settings can also be adjusted via the AE monitor)

¢ Can memorize up to 4 detection sensitivity and determination settings for easy switch between multiple dressing conditions.

» AEEZY (7>
Monitor

KL ZEREEEE
Dressing Unit

WHER
Grinding machine
BV 7 hDI7ICT

BEOEZS U THOEETT .
Can monitor AE signal by attached software.

RLREBD&ETL
Optimizing dressing amount

CHEOEFRRICNLR

Dressing after wheel wear

AEtL>TEL R L ABBEBDZS
Ordinal Rotary dressing unit

ORLY> 2T

Dressing

@7—7mT

Grinding workpiece

OFRZEHET LT THICRLRAZEANZREN DY BH. VIL—T7ERICEIIET,
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While dressing, possibly excessive amount of VitCBN material to be dressed without AE sensor.
Or not enough amount of dressing causes geometry error on the workpiece.
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AE sensor detects contact position, so wheel wear compensation is not necessary.
- Optimizing dressing amount.
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Shortening dressing time,Extending VitCBN wheel life

RLZFOEZAOE=S)>T 8L LB B BT B
Monitoring dressin rocess Contacted points TG WMER Contacted points
9 gpP Non-contacted point l
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Monitoring of AE signal AE RMS AE_ RMS
(before and after dressing) signal signal
AE:  Acoustic Emission AE:  Acoustic Emission

RMS: Root Mean Square RMS: Root Mean Square
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AE sensor keeps monitoring IEAORAR ‘
the position of the dresser S 1wy S, P
as well as the SHAPE of the (KL 2> THi&)

wheel. Shape of the Abrasive wheel
(before and after dressing)
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Wheel formed FLAT
after dressing

Roller dresser not contacting to
“Low spot = wheel wear".
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Appearance
_ KXEFREI1S mAREI1 S
I - R8T 1T B 1T RIS 17 EE#5,000min” | E#E#5,000min’
[EE5£420,000min™ | E1#6£420,000min™ | @#5£420,000min” |  RD(E150D% RDIZ120D% T
" B#RD(F50D E#RDE50D 1=#RD(E 75D 725 i e
Fafttk ) —2EE 7)) —2EE 7)) — 2 s Large size Large size
Smallest size Small size Medium size (Cantilever structure)  |Both end support structure)
Rotation speed : Rotation speed : Rotation speed : Rotation speed : Rotation speed :
20,000min"! 20,000min"! 20,000min"! 5,000min! 5,000min”!
Standard RD : 50D Standard RD : 50D Standard RD : 75D Maximum RD Maximum RD size :
size :150D 120D

KLy —2& O50(R%E) O50(HR%E) O75(HR%E) BA  E¢150. 30 | &K Z¢120. 100
Diameter of dresser (Standard) (Standard) (Standard) ® 150,30T(Max.) ® 120100T(Max.)
[O#n%8 5000~ 5000~ 5000~ . - - I
Rotation speed 20000min "’ 20000min 20000min~* | 1000~5000min - 1000~5000min
[OlER7316) 1E - PO 1E - FEER 1E - FEER 1E - PO 1E - B[O
Rotation direction Positive and negative | Positive and negative | Positive and negative | Positive and negative | Positive and negative
Z 27 RN \ \ > > >
2= RN 2umiAT 2umiAT 2umiAT 2umiAT 2umiAT
o :‘\ﬂ)l/ |
e rigE{E 10N/ 12N/ 18N/ 45N/ pm -N/m
77 < ﬂ)l/ |ll¢
N 25N/ 25N/ 30N/ 46N/ 55N/ 1
HEHE—I— - DCTZ¥ LR DCTZ¥ LR DCTZ¥ LR DCTZ¥ LR DCTZ¥ LR
g1 tT-9— tT-9— tT-9— tT-9— tT-9—
Motor type DC brushless motor DC brushless motor DC brushless motor DC brushless motor DC brushless motor
o 25~100W 50~200W 165~660W 400W~2KW BAOW~3 2N
utput power
IR LT 0.05N - m 010N - m 0.320N - m N m GIYR
otation torque
gxEpy5l T—9—NE T—9—NE T—9—NE T—9—NE -9 -
Drive system On-board motor On-board motor On-board motor On-board motor On-board motor
== 1k 1k 94k 919K 952k
Weight kg kg kg 19 #952kg

O—5RLyt



