SUMO Di d
S INDUSTRIAL CBN&
Diamond grinding wheels

Diamond abrashes feature unsunpassad hardness and resistance to wear; hence their use in the
abrasive machining of hard, brittke and short-chipping materiaks such as glass, ceramics, quartz, femrites,
samiconductor materials, graphite, wear-resistant spray on or weld-on alloys, glass fibre reinforced
plastics and similar hard to machine materials. In special cases diamond tools may alzo be aconomical
for machining caststee] and cast ron.

The properties of grinding wheelz can be modified to enable them to perform both rough grinding
and finish and fine grinding. Diamond wheeks feature low wear even at high material removal rates; thus
they can achieve the reqguired shape, dimensional and surface tolerances even wath difficult to grind
materialz.

Cost comparisons between comeentional abrasiees {aluminivm oxide and silicon carbide) and
diamond show that diamond wsed on appropriate grinding machines is more economical for the grinding
of cemented carbides and simiar hard-to-grind materiaks.

Cutting fluid showld be wsed wherever possible in order to achiewe high material remowal rates
coupled with ko wear of the diamond wheel.

CBN (Cubic Boron Nitride) grinding wheels

Cubic Boron Mitiide (CBM), like synthetic diamond, is produced by high pressure, high temperature
synthesie. The process used for incorporating it in grinding wheels is aimost identical with that used for
diamond. CBN iz the sscond hardest abrasive, surpassed only by diamond. Compared with diamond
it offers economic adantages in the grinding of ferrous matarials, such as sieel. Compared with
comeentional abrasives it offers advantages especialy in the grinding of hard to maching stegls with kBmge
proportions of alloy and hardness ratings of 55 HRC and abowva, 6.9. mgh speed stoels and chrome steels.
CBN whiesls feature considerably kower wear, making it easier to achiewe the necessary shape and
dimansion accuracies. A particular advantage in the grinding of hard to machine maternials is that CBM
whesls cause less damage to the surface integrity of the work pieca; thus HES tools ground withh CBMN
whesl often hawe longer life than those ground with comeentional abrasiees.

APPLICATION

Diamond CBN
= Suner Hardened Alloys = Carbon sieels
= Titanium Alloys = High-speed stesls
# (3lass * Tool Steels
e = Aluminum Alloys Sl Siess
= Ceramics e = Hardening Steels
= Cemets = Tungaten = Die Steels
= Slcon = Flame-Sprayed Malals = Siainless Steels
» Ferrites = hMagnalic Malerials = Bearing Steels
= PCO/PCEN # Heat-Resistant Alloys!
= Quartz Super Heat-Resistant Alloys
= Stone = Sintered Metals
= Concrete (Ferrous and other)
& Asphalf = Copper Alloys
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E=Electro-plated
Ele-::tmplated bond
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Bond Type wmus:

R=Resin

Resinoid bond

C=Ceramic (Vitrified)
Ceramic bond

Electroplated band

Resinaold bond
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Ebrashse struchume

Electroplated diamond and CBM tools have

a monolayer of abrasive coating on a metal

suibstrate which 5 boreded through a nikdesl
layar. This craates & vary open tod surface

with larg= chip spaces.

Lhsa ntages

“iary 23 5y to cut due to the coating type.
irbually any uEstate qeametry can ke
coated

Cue tu. thelr mosnclayer structure
comparatesly low m cost.

Flalds of applications

The properties of slectroplated tools can ba
varked over a wile rarege by sebecting the
Appreprate grit size. Coarse grit took have
prowven particulady sutsble for soft mater-
als such & glass-flbre renforced plastics,
whereas harder materiaks require a much
firer grit. The electrop lated ricke layer &
extrermely hard and wearnesistant.

Dy and svet grinding

Electroplated-bond todls can b= used for
bezth dry ard wet grinding regardiess of

ther design.

Abrashee struchure

The abraslve coating of a resiroid-tondad
diamond or CBM grindireg wiheasl 1s com-

posed of

o,

bond and

filling material.
The bord 15 compactad 5o dersely o that 1t
Contaln ro pones (see sketch),

ddantages

vary high coarss stock removal rate dus
o thie lows Borid handniess.

Short grinding tmes.

Uttle hest gererated,

L2 "ooal ginding ™.

Flzlds of applications

Fesim bondad diamond and CBN shra sive
tools hawe meet with & particulady rapld
geeeptance In ol grinding applications
fdry and wet griredingl. The cuttineg maatark
als machined In ths Irdustry, Le. carbldes
iground with damend and high-spesd or
ool steal iground with CBM), call for the
use of extramely wear-resdstant sbrasve grit
which gererates very little heat.

iGrit concentration: © 38 - C 125
iGrit size recommmeendation: OVE 15 - DeB 252

Dry and wet grinding

Cepending on the type of resingid bond,
these tooks can b= used for elthar weat or dry
ginding. Te=zls for wet grindirg =n not ks
used for drygrinding |

Technclcegically, wet grinding s superor to
dry grindireg In t=mms of both todd life ard
stock: removal rates.

The grirdireg layear of caramic-bond CBM-
tools comprisss

o,
bond and

peores.
An Important skgn of the ceramic kond 1S
the coating strusciure.

Libantages

The pore spaces i a ceramic faclltate
chip trarspart and coolamt flows Surirsg
rindng.

Can be dressed without then haurg to
sharpsn fope rd the tsols,

The bond structure can be adaptesd very
sensl theehy ared accurataly to the ragquine-
ments of the ginding proscess.

Flelds of applications

Caramik: bond CBM grnding toods are highly
effective for Interral orindng opserations

on steed (large contact arzas, They are als
eaceptional by well suited for a larger numiber
of other production grindng processss.,

G concentrat on: © 75 - C 200
Grit stee recommendation: B 46 - 6 252

Wetgrinding

Ceramic-bonded tools are dways usad wet
Tha use of an ol coolant will greatly prokong

thes tood [ifes
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Shape of
Eﬁ;@ e Abrasive
P Section

Modification

of Abrasive (Drilled and

FEPA Standard Shapes
for Grinding Wheels

This system is designed to describe
the shape of abrasive wheels using
a series of numbers and letters.

Each position uses a letter or number
as shown in the diagram at right; the
columns below indicate the range

of possibilities for each position.

Typical Example of Superabrasive Wheel Cross Section and Designations

Solid black area indicates abrasive placement.
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K] WHEEL SHAPE

B "]

e—— Y

HH2 GAZH

1A1 rl_'_,_q 6A9

S A1
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12A2 R P100 Al D15-T10-X20-H02

_‘_ % — | ale

FEPA Standard Shapes for BOMD Type | Abwasive Type & Hardnass of wheel: GRADE | BODY Type | whesl Dimengion
Grinding Whealz R=Resi ﬂ:-nﬂui-qlﬂdun nfrlhs 4bmaive rriafrcamts gl Snaninadiy | USOTSelEUERD | g non e
juitiond Diemond Whesl M=Metal ot ) wild 4 e | e . | drrcte et | B nhms,
FT:‘:!“'WH“DWW"!"“ FEPA E=Blectro- ahrﬁiﬂm ' L = o i TRtz an n L InsZm -|.--=|Jr|.|:
plated aDC=Metal Coaled Diamaons I L"“ﬁﬁﬁ."’
. 12A2 ! C=Ceramic rermnerwt Tl vlasimuan mll! 4 e
S T CEH=Cubio Boron Miride iConcentration
S (Vi) | sttt g oot bt | ompomai gt |t | * HERRE,
™ Wil Thisaiii
LR T Grit Slze 0 50 W@ 150 175 200 | Mesiesan Mkt ,
3 i
e ) puikliedhedy o) | Ex_g90, #20, $100, S50, 2200, 2400 | s oy |k n:-w'a!-ﬁ:h

Hardness of wheel: GRADE

ATTHUT IS wUd lAvAnesEAy

SIZE OF DIAMOND | | )
ABRASIVE GRAIN 80U ;Eﬂ uf

LU.SMESH®| FEPA |MICROMN SIZE

L & = L= -d
=AU .Ij?j. 'El:l-ijm‘l'i‘ﬁ'i H67 Hﬂmﬂﬂﬂﬂim'ﬁﬂ-ﬁﬂﬂ ATTHAH

20 D851| 840 Simnafavdulin o manziuuewdng du duludes

33 Eﬁg% Egg seeil A 9z Twnes Suneniaden ﬂﬁaguﬂuﬁ'ﬁimfimﬁm

50 D301! 297 ATHNY ﬂmwuuﬁj Lﬂmﬁﬁuﬂmﬂuﬁﬁwuﬁmwﬂmﬂ

60 D252 250 paziUnewAzIEIRNARINTRTIHLHWENU SR

80 D181 177 Au REnEWHA 1imed

100 (D151 149 = = : —

120 |[D126| 125 Grade | Bwdoms | ol | "ERaH™) RUILS

170 |pot | 88 imf| & |wdomoen| 0 | o

200 |D76 74 ] (] ] ] i

230 |D64 62 L

270 | D54 53 N

325 | D46 44 5

400 |D38 37 :

200 |- 3 VIVIV VIV

800 |- 20 iy £ 7 — i i

1000 |- 15

1500 |- 10 CONCENTRATION  concentration  Ctsicm?

2000 |- 8 For both grinding materials 150 e

3000 |- Ti el - e e 125 5.5
imternationally accepied 100 a4
standards. With which the weight

of abrasive per cm? is expressed. 75 3.3
{1carai=0.2gr.} 5 23
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Application
R E S I N B o N D = Standard Surface Grinding Wheels for

Wet or Dry Applications.

= Flute Grinding, Surface Grinding, OD Grinding, Knife
Gnnding, Profile Gnnding, Centerless Gnnding.

= praud 10 mm @ wFuruFeriuEes

= aranaui 12 mm dmfurufemiueed

SDC230-P100-Al-R 100 10 4 vmisa oo 1,500.-

SDC400-P100-AKR 100 10 4 vros i 1,500.-
SDC230-P100-AR 100 12 4 &
SDC120-N100-AFR 150 10 4 3175 1,800.-
SDC230-P100-AKR 150 10 4 TS v sode 2,200.-
4
4

SDC400-P100-A-R - 150 10 31.75 undsa avds 2 200.-

SDC400-P100-Al-R - 203 10 32 2,500.-
Recommend X=2-31-4
i} T H
75 3 5 g W
W 3 [ g WD x
i w\ 125 + a e T 1z =
e T e -
Y | FEmamesTunnATLivEe g : : :: :: : :
i __,l' M .,_31'?5 n 300 g W oz o 3w oam
b .* L AMAILABLE N ALL BONDS
- — e i 1 s R
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RESIN BOND ...

= Standard Cut-Off, Slotting Wheels, Profiling, Notching,
Grooving, Chip Breaker Flutes, Dicing, Slicing
= Steel Core/continuous nm sides relieved

= lddgmTuRrATluA

—-|:H:|-—

'
m T .
-..-""..-""..-""..i"'..-""f..-"'f..-"" Farrra _'III|'_ miﬂ}ﬂl
_-EI-----

sDC200-P100-AFR 125 35 8 2 31.75
sDC200-P100-AFR 158 12 10 1 .75 -

Recommend Xx=2-3-4--18

D T E H

75

100

125 35 2 3175
142

O N N
200

250

300
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RESIN BOND

, , BamsvavauiiuZasa-Banua-uunalinng

0 miwms
Whes Ciamefer
4 mE
Hut Diametsr
T mowgooafs
Whesl Thickness
W nowndionFaeon
Whesl Thickress
H §
Hoie Ciameter
LT T
Ciamond Cepdh

{Unitmm)

—m-----mm

SDC230-N100-AI-R 100 8 2 T 2 20 50

5 ¥ viin30 12 mm. WuhduAuLAU

|w gl
“WM’“W M i

s

[ 1y T ]
Wheel Diameter
J  mlvemShULEn
Hub Diameter
T FE"LUE‘."l..BEI':I!I
Whesl Thiciness
W rruURFiaiGs
Whesal Thickness
H g
Hale Diameter
X RILFLMIHE
Ciamand Deptn

(Unit:rim)

“m-----m

SDC230-N100-AFR 125 & 1,000.-
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RESIN BOND

FF vhnd1o 12 mm LURAUALIAU

l- , - ..,'1
~Z7 | Wﬁﬂ/ﬂﬂ' i
]

J

D nrmmss
¥Wihee| Diameter
J  rnF e uE uwsan
Hulb Diameter
T ANuSoudolfe
¥Whee| Thickness
W ARl oes
Whee| Thickness
H 5
Hole Diameter
X AU Imes
Diarmond Depth

(Unit-mm)

e -4 miu1:dmsu : 1InSovau MR-Q10
“m---m-m

SDC150-PO75-AI-R 150 2,800.-




RESIN BOND
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JuAuluRvsa:Idgn

Recommend

X=1518-3-41

A W

75)6 [ ] 3 (5]

1l‘.]-D-I & . a8 | 3 .5 . |

P |5 | 6 | 8

150, | B |10 5 6 8
AVAILABLE M ALL BONDS

Wheels can be suppilied in inch dimension.
Orher dimensions are svallable upon regquest.

ol [T (5T

Diamond

ﬂ. BBH “rf'lﬁ_l':.

| e

RSP

MIMBES

Wheel Dlameser _

b I T Ty T LT
nside Diameter of Flat

[l P Ty T |

Back Thiciness

MM T A usan

i

Hub Dlameter
Aol
wWhesl Thickness
A TorI TS

|Il1i-=

AN\

Wheel Thickness
5

Hale Diameter
A
Diamond Depth

{Unit-rmim)

[
K
E
J
KL T
g el T
W
H
X

“n--- LW ] Pasting ] Price |

SDC150-P100-Al-R

2 3220 10 1,200.-
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RESIN BOND

D Wheel Diameter
T Wheel Thickness
H Hole Diameter - D .| x
X Diamond Depth I I.._w_.l L
W Rim Wid_lh , [ o
E Back Thickness - W/m V///% p

| —H

(Unitmm.)

1D 1T [ X L H LW LE [rmms | e

SDC120-P100-A-FR 100 38 8 3175 10 14 imisezess 2,700.-
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RESIN BOND

Applications: T .
0.D. Relief Grinding, AMUTULATRIALABNAITU

Tool and Cutter Grinding,  SDC: ﬂ’l“iﬂﬁulfﬂﬂUj
General Purpose Grinding  CBN: #1uSuLuan la#ila

fy SUsO

"[J'[ilﬂl

Diamong
.-ﬂ EEH Whials

AIHE
Whee Diameser

ARl
Inside Diameter of Flak
FEFLIMYILNED

Back Thicknese

AN LS

Huly Dlameser
LoD
Wineel Thickness
ForLETOmELEE
Winesl Thickness

i
Hale Dilameder
FEFLINFIGE

E

I
J J L N ‘ R {Unitmim})
“----“--

*SDC150-P100-AR 1,200.-
qunll S8 e Wl Siol Weea B Bl st

¥ I £ =S = m =X O

- H -

CEM150-P100-AI-R

#50C150-P100-A-R 3,000.-
125 50 4 10 10 32 MR-M3
CEN150-P100-AR
SDC230-P100-Al-RE - 100 30 4 i 10 20 1/nsing 2
SDC230-P100-ALR 4n0 10 4 10 10 20

* JRuAT
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gL Applications :
HwiuAuviauraftuiadunds Used for sharpening and finishing

of back and side surfaces

LRZATWTIIRIATTIUA
“ of carbide tools.

A

Whes! Diameter
Wy g g TEg = N
an . Inside Diameter of Flat
AZIUALTIUNTE
Back Thickness
NS TOT L ILILEN
Hul: Ciameter

A LRI TS
Wheel Thickness
[ e 1
Wheel Thickness

-
Hole Diameater
A UAUILGES

- BH ——— Ciamond Depth
3 a ; " ‘H A . (Unit:mm)
__orr ] D | T XJW]E] K] J|H] Wachinefruing | pice |

. -M-\.-" ]

-

- i

® T = - &= m

SDC180-P100-AL-B 100 43 12 3 11 52 70 32120 - -~ 1,600~
* SDC180-P100-AL-B 125 45 12 4 10 71 91 32120 3 - 2,000.-
SDC180-P100-AL-B 150 45 12 4 12 98 118 32120 - _ 2400-

* AUAINIRINZIEN
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Applications:
RESI N BON D Use for sharpening and finishing
of front surfaces of reamer teeth,
cutters, circular saws, drawing dies
and tools made of tungsten carbide.

mwmslbom #5

R

IT ||'|_

= el .y . m :.--.
llU-'_“Ii'i"Iil.]ﬁ-IU'ﬂfl-' - 3-3-'“1-!-|-1“-|E|-.I-'|
Hole Diamebar = 25 420 r Hole Diameter = 3175620

Arins

Wres Dismeter
AV T o il
Inside Ciameter of Flak

RYuAuTLEND
Esck Thickness
ATV oL uuBn

o
K
E
J

Hub Dlameter
T Rrugoossta
w
H
X

Wi Thickness
RF LN IR oS

! + lr."."reﬂTr'I:r:'rﬁ:-
I‘_H+| ;:e:'am:-'.:f
) ———»| GRADE el
’ - A i " {Unit:mim)
“ﬂ----ﬂ-lll
SDC150-N100-AFR &4 3 5 6 50 50 25420  nseosma 1,000.-
SDC150-N100-Ba-R 6" 15 4 6 9 B8 68 25420 iremses  1,200.-
SDC150-P100-AFR 6 16 4 6 9 B8 68 37520  uvreesos  1,200.-
SDCA00-PI00-AFR 6 16 4 6 9 B8 68 37520  vrencowm  T,500.-
Recommend X=15-2-8-B
D i W E K J H
I 8 3 5 6 8|10 513337
4" 10 B 6 810 6 5051 25420
5 14 F 6 81012 8 54 54
6" sl 55 101215
T 18 5 6 B|1012/15 [10/82/82
8 20 8 101215 20/11 96 96

10 23 1012{15{20{13130130
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ELECTROPLATED
BOND

Diamond Wheel drsuinsovduaonasiu
SDC: ansuaumsius CBN: arnsunanioala

D £

wm ///////////If

—b‘ |<——X

mwmslizou

D wihuwss
Wheel Diameter
T ANWEUVe
Wheel Thickness
H g
Hole Diameter
X AWAULNLWGS
Diamond Depth

MR-X8 (R) CBN MR-X8 (R) SDC MR-X8

(SDC/CBN) (Unit:mm)
_IEI---
CBN200-P100-Al-E 127

SDC200-P100-Al-E 78 10 1 12.7

SDC200-P100-Al-E 78 16 20 127
CBN200-P100-AlI-E 78 16 20 127
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ELECTROPLATED
BOND

D wiiwgs

w
Diamond Wheel € wsuiRseeafusan®inu

SDC: dmsuaumslus 2 :';':E;!} EEE}?EF
CEN: dmssuman laaila # e
Wheel Thickness

- * H %
> Hole Diameter
T X A0 WMLIIGS
T Diamond Depth
(Unit:mm)

CBN300-P100-Al-E X6
SDC300-P100-Al-E it E 7 12.7 7,500.-

CBN300-F100-Al-E '.IHE YaB
SDC300-P100-Al-E e E 20 12.7 iy 8,500.-
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ELECTROPLATED
BOND

MR-X7
(zide of end mill)
CEN/SDC

¥5B CEN

Diamond Wheel A1U5u
LASD4ALABNATIY

SDC: dwmsuauansius
CBN: dusuivanlasila

i g 11 Fed

Whael Diameter
VRIS TOTr AT TSN
Hub Diameter
’:I'IUl_"!'E"..EI'E'!'CIEI
Wheal Thickness

_|..| x |.|_ "

= I = = B2

F - (Unit:mm)

—n--—mm
CBN100-P100-AL-E (PAS vss  |8,500.-

CBN100-P100-Al-E -MR-X7
90 6 8 127 Ryrir-aa
SDC100-P100-Al-E e
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ELECTROPLATED Diamond Wheel : #MWSLIASBIALABNEATIU

| sSDC . AUTURLATLLA
BOND ’ CBN : duFimanlaaila

P

Whes! Dlameter
RO LT ILLEN
Huly Diameder

g B i g
Wiheal Thickness

w T = = @

'
Hale Diameter
IT REFILVIIIIE
Ciamord Depth

- {Unit-mm.)

7 77

MR-X3 MR-X6 MR-F4 X *| |*

CBN230-P100-AI-E - MR-X3,
- M6
SDC230-P100-ALE 78 10 14 12.7 [k
- MR-F4
SDC200-P100-Al-E fond mill side)

D ahuse
Wihead Dlameter
Iyl T E ]
Hub Clameter

T FrmgoiaNte
Wiheel Thickness

H =z

X

=

Hole Dlameter
PRI
Clamond Depih

(Unitmim. )

SDC230-P100-Al-E 78

CBN230-P100-Al-E 78
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ELECTROPLATED Diamond Wheel @ mi1ta3asaunanddnu
BOND SDC: duiuauaidlud

CBN: dusutuanlasila

D LS
Wheel Diameier
J  PFINFROIUAILEN
Hub Diameter
T M"UE_I".]LIEI'GIT.I'E.
Wheel Thickness

H =
Hole Diameter
X ROWMLIWES
Diamond Depth
(Unit:mm)
D | H ]| Machine ] Price

CBN230-P100-AI-E MEFS
78 8 5 127 [N

SDC230-P100-Al-E - MR-13D




§UM©® ELECTROPLATED BOND
S INDUSTRIAL

AuduagnivT:NLuMIAN
AUTULATDIALADNFINY
SDC: #1%SuaumIsLlus
CBN: @ausuLanbaailn

D nduwes
¢ —H v B
t _"‘ ["_X D ‘ t D|amond Depth
g (Unit:mm)

ot ] D ] T ]T1] X ]| H] Wachine [ pricc |

CBN100-P100-Al-E MR-13Q
(grind sheet 8,500-'
SDC100-P100-Al-E metal drill)

Audumanaduaiiu (panadiududulm)
Diamond Wheel §1115ULA529ALADNAINU
SDC: #rusuaunsius

CBN: #usutuantagiln

Q——H—b

W 7777/ //////A ;

X '
& (Unit:mm.)

_ﬂ--lll

CBN100-P100-Al-E MR-13Q
(grind the 500 =
SDC100-P100-Al-E stepped drill)
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ELECTROPLATED Diamond Wheel #115UL1AS a9aUADNAITUL
BOND SDC: F1MSUALATS LS

CBN: dusutiianlagatla

D Ahums
Wheel Dlameter

J IR UELLEn
Hub Ciameter

T Frugouato
Wineel Thickness

H g
Hole Dlameser
b g W
Dlamond Deptn
(Unit:mm)
40.5
et ] D ] T]X]H] machine [ prce |
- -X5
CBN100-P100-Al-E - mg_ﬁﬁ

90 20 25 127 GERIESS
SDC100-P100-Al-E " (face of end mil)
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ELECTROPLATED
BOND

D AlFue
Wheel Diameber
J  AFEFoo LIS
Hub Dlamesar
T Fﬂ'l.l-c]'ll'.El'.'l'ﬂL
wheel Thickness |
H 3
Haole: Cilameter
X FrLALNNEE
Diamond Dapth

(Unit-mmn. )

CBN200-F100-Al-E
125 20 -] 17.8 - MR-26A

- MR-26D
SDC200-P100-Al-E . MA-FE

{cirill side)

SDC200-P100-A-E 78 3 2 12.7
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« THAuREanin 4"
« GorunJuHaENHeN0 4"
« Used with Polishing Machine 4°
= Stick with backing pad 4"

N
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HSannsuolfnu _

+ Joauseendu soadinyou
sogwuny
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e

= =

S0 « JOREoUIN
m. Speed ; : "ock - - Polishing the Marble/Granite terrazzo
14500 RPM Bt 300g | 10/ndoo 200/em | 150-/pc || Poenror sty Suace, e and flews.

= Scraping off old stone surface for good

booking amd shimy.
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- ThfuRSaxio 4

= BOAUIUUHAIANHAD 4"

= Used with Paolishing Machine 4”
= Stick with backing pad 4"
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= Polishing the Marble/Granite terrazzo
floor for shiny surface.

= Removing lines, scratches and flews.
= Scraping off old stone surface for good
looking and shiny.

'h.._- Paolishing surface for "wet look" gloss.
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- Tanuwrdasdn 4

= foAunluH&IdnHan 4°

= LIsed with Polishing Machine 4”

= Stick with backing pad 4"

N i
1

- THUGEI'I L.IIIUU HUUDF‘IIELIHL.IGDL.I

HsounsOolHRnnu

« Joausoaidu E-DE.IHCIH'DL.I

sepuun

« SnaonHnAuMIrQIHL N

= UOIRaouULn

= Polishing the Marble/Granite terrazzo

floor for shiny surface.
= Remaoving lines, scratches and flews.

= Scraping off old stone surface for good
looking and shiny.
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« JOIARDUIN

* Polishing the Marble/Granite terrazzo fioor for shiny surface.
* Removing lines, scraiches and fiews.

+ Scraping off old stone surface for good looking and shiny.

* Polishing surface for "wet look™ gloss.
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« THAuAEaId0 4"
« Aorunduddidndaio 4"

14,500 RPM Imm 300g | 10/ndoo 200/60 250.-/Pc * Used with Polishing Machine 4"
* Stick with backing pad 4"
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’ crlumwiss 140x3mm aduwss 160x4mm aduwBsdaIUuWUW
900_ ] 50'
NIKKO BRAND NIKKO BRAND
Lot 060146208050017 Lot 060146208050017
ussy 10/uwn, 100/av ussy 10/uwaA, 80/av
[ BARDIWIS
200.- 400.- 600.- 650.-
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MO1 MO02 MO5 MO06
Inu 2.3mm Inu 2.3mm INu 3mm
10 aon/naov 15 aon/naeo 25 aon/naoo 30 aon/naov
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