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Specific grinding energy versus grains per
unit area on the wheel surface
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Types of plate glass edge profiles
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Double-sided diamond edge grinding machine,
Benteler 2100
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Table speed (et Removal
[m/min] Ck/5) per side [mm]
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Glass thickness [mm)]
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Table speeds used for different glass thicknesses
in edge grinding
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Diamond grit size— ¢ifitny
EHE(H)

US mesh
270/ 325
230/270
200/ 230
170/ 200
140/170
120/140
100/120
80/100
60/80

Glass thickness [mm]
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Crystal glass cut on the Kutzscher PM3BS

B 15 : 7 Kutzscher PM3BS#EE _E Y%7k S Ig 4R

Kutzscher DSA 8/2 glass grinding automat with
optical or microprocessor control
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Recommended grit size in relation to glass thickness
machined in edge grinding
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Double wheel head per station on
Kutzscher DSA 8/2 automat
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Concentration Bond hardness
& i
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~§
e T i
LOW S~ SOFT

Wider and deeper cuts ’
T 1 15 B BT BRI
Relation between concentration and hardness
versus profile of the cut
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Photochromic lenses in different production stages. Cutting of optical glass on Meyer & Burger machines
Left to right: lens blank, after generating, after lapping,
after polishing, after shaping and bevelling

E20: FRIL-IFFRMAEBER BHAEEHR (A E21 : EHE/RIN{AHE/R (Meyer & Burger machine)

sl E  WEZE  WiZE  KEME HUER £V B 138
R=E o o m
Rough grinding Finish grinding
lead glass|soda glass|lead glass|soda glass
mEEE (k/B) ik 2 ici L L
Peripheral speed (m/s) 28-35 20-26
LEEEE (K /8) auto | 350-900 | 100-400 | 350-550 | 100-200
Table speed Bz
{E0/ g hand| <900 | <300 | <500 | <100
BALER (52/5) auto 70 20 25 7
Cutting rate F
(g/min) hand 50 15 16 5
£zl
1 % i auto 260 110 130 55
Lifetime 2]
(kg glass/wheel)
(o s/t mse ) and 130 o G2 25

Machining parameters and wheel performance in
automatic and hand grinding
19 : 75 B BhAEHIF0F T ASH) o Fh 0 T 40 70 BB 6 14 Ak
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Close up of narrow slotted diamond disc
for sawing optical glass
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Rounding of optical glass blanks
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Milling of optical prism. Tool 165 mm diameter
X 5mm, 120/140 US mesh, 68 concentration,
bronze bond

E24 AFERHME TR | EH1Z 165X XSEX &
WIBHIE : £%I0F 120 1408 » ikEE8 BHE
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Machining pattern on glass blanks after generating: 1 -
correct pattern, 2 and 3 - wheel needs readjustment
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Milling of convex lens. Tool 250mm# X 5mm
100/120 US mesh, 68 conc. bronze bond

E26 I MERGHE 0 TA HZ250KX5EX &
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126 B R — A B R 35 B 09 IS IF (g1
2T T EERN2S0Z K~ TI5Z XK -
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SEHE TE10FN20K/FY 2 18] » #t ) i h60 1120
ZXK 5218 e
Specific tool life 1 1umitsa
[cm3/ct] mmm (O k) 2/ )
40000

20000

10 000}

Lapping of concave lens with diamond pellets.
10 mm diameter x 3mm, 8-16 micron, 25 concentration
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—15
—10
—15

| | |
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Grit size [US mesh]
BRI R s 0 1
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Average cutting efficiency and tool life in glass
milling with various diamond grit sizes
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Tool surface covered
with pellets [%]
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0 ] ]

50 120
Radius of lens [mm]

Shallow
or plano
RN

SEEOER(EX)

Recommendation for percentage of diamond pellets
on the tool surface for lapping optical glass
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Average cutting efficiency and tool life in glass
lapping with pellets with various diamond grit sizes
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SN
Centering of a lens clamped by bell chucking system
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Average cutting efficiency and tool life for
edging and bevelling lenses
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Surface grinding il

(dry, cup wheels, resin bond)
(W - MBS ~ B EHS )

Surface grinding 7+ it

(wet, cup wheels, metal bond)

(R - MBS - SRR )
Surface grinding i

iy

I~ SHEIERS © RTEHS )

Surface grinding it

ﬁwet,
B SRHLE )

Cylindrical grinding st

(wet, peripheral wheels, metal bond)

(R~ SHAER - RRBKLS )

Sawing #v)

(wet, metal bond)
(iR 2mHLE )

12-18 m/s

12—-18 %/
18-28 m/s

18—28%/f

14-20m/s

14—20 %/ B

peripheral wheels, resin bond)

24-30m/s

24—30 %/

eriigheral wheels, metal bond)
RS -

25-35m/s 25-35%/f
(on special purpose
machines even higher)
( fE% FAUK bk e 95 )

40-80 m/s 40—s0x/#

Recommended wheel speeds for machining ceramics

E33: ATFMREMIMHEERLE

TR ZEEIEA

(136 45 i T <& IR KL 45 B M B S ARt
FIMZEE HITE A — TR EIG F o

X NERASHE —LEEARRPEL
BRI o« IVE THINEREI ZX
BEIE N1 22K o JX L/ VB T I (RLB L5 L -
H—mBERELS AIE X Lt/ VE B4R ¥t —
ARRE ~ REFREMER] o XFPIELEE—
BREBEIELIFSG - MBS AL B
AIMuller X375 F HE K EXETTHT o BTAIA
& NI R 4 H FEHITH140/170 HBASMDAS ~

mI

WA

ARIEE AT5 - FAFHRREGE o 1RSI R EE N
20K F ~ 5 BB wh {F N s AV S 1E 0L T
BRI BOR B I © 7] PG B R N E—1TE
5K o

T (L $8PR X i JEE 52 BE H))
E3745 A9 E— M E RFTAAII T HEE ©
ERRHEHMMREMSBEHER 2
G BT BIEFHENE  RIEMREHE
A 4 B 46 7 7E AUFS 52 /8 i K LRI K A Lis
MR FE A9 T B o fEDiskus DDS300-

k%% Preferred ¥4

”é,ﬁfe”a' ﬁitOperation @&@G"it type REIE grit size s Bond type
Refractories Sawing SDAS85 40/50 Bronze/steel
i K AR B/ LR
Refractories Milling SDA85 45/60 Bronze

it K bA 1] i i

Ceramic Radii grinding CDAS5N 140/170 Resin

cutting inserts R il

W2 7] K

Semi conductive  Annular sawing SNDMB 170/200 Electroplated
material A &1 5% HgE

Feik _

Semi conductive  Surface grinding & MICRON 15-30p#m  Resin
material 7 ] % 41 DA &

LG

Silicon nitride Surface grinding CDAS55N 140/170 Resin

AR 7P T 1) LN

Ferrite Surface grindin SNDMB 140/170 Electroplated
BE K 7F [ % 131 9 " EEkd

$

Diamond grit guide for machining ceramics

E34: ATFMRENIMEN AXAER
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Rsedk

&
Materia X Operation B aGrit type;&ﬁ]ﬁ;:ﬁfiirgzd femBond type
Sawing MDAS 80/100 Brgnze
) iy
Rough surface MDAS 120/140 Bronze
grinding # il il
Fine surface $MICRON 15-30pm Bronze
grinding 7 ik SND & DA EES i
Wear resistant Duplex surface CDA55N 100/120 Resin
ceramic grinding AU #l #li
T B P 2 . G
Honing &#MICRON 15-30pm Bronze/ #il/H#
s SND & DA X  electroplated
Drillin N | |
'%‘.'5?.1 g SNDMB 80/100 E%ggtrop ated
: D;";'?Pg MDAS 80/100 Bronze
7
Cylindrical grinding MDAS 120/140 Br,_qéﬂze
Genira:lese grind SNDMB  140/170 Electroplated
entre-less grindin ate
i S grinding %%rop

Diamond grit guide for machining ceramics
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S A TS D BEAG BR o fE FX L AR AT
BARERBE R ¢ IR AR ER R AT
fE-fa] B[R A RSB BEATIE % o W T AT A=

RDEEIR L » MEERAYEE N 03-05 =X
o /B AT LU = T4 SR H20 20K
R FI2EX ( BEE N4 2K ) RS
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Jg diamond wheels
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Grinding of Al,0; rings with resin bond
diamond wheels
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Jg Different magnet heads for recorders
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Surface grinding of ferrite blanks

$

BE40 : S FF M4 F mEAEH|

[

Profile grinding of ferrite components
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Sawing of preshaped ferrite components
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