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Vitrified Bond CBN Wheel "VCK30"
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VCK30 is a new type of vitrified bond CBN wheel in low-middle
concentration, optimizing abrasive grain distribution by specific pore
control technology. In various grinding applications, this wheel realizes
sustainable freeness of cut with long dressing interval and attractive wheel
life.
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W IR—S AEEY o T EEEEBY T OIS EEE Both a combination feature of porous structure
R—S By 1 TDEBN Nk E T @MY 7 wheel and normal structure wheel

DBEIFERUZAAI—NILPTRAME NS IEERSE VCK30 combines superior cutting ability of porous
NEITVET, structure wheel and long dressing interval and high

durability of normal structure wheel.

| Features & Benefits |

L ngéb\ b“;cﬁ L1025 T HalgEE Stable grinding performance right after dressing |
TEAMHERME< . SHEEEEZLOBVRE L Due to low initial grinding force, VCK30 realizes |
I ZE#ETERT, consistent grinding process without rapid deterioration

on surface roughness of workpiece. ‘

H = | Applications

O UY I REEOHESTHE W Cylindrical grinding on shaft

s BYER R E D EEm T W Surface grinding on mold parts

O B BB R SR T & O P E B A 2 Internal grinding on automobile parts

WEFOM. LEOEE - 05 - AEFY S8 P Surface, cylindrical, and internal grinding in general

B 7 o 0

iR W Specifications
% T CBN Abrasive: CBN
s e - #80 ~ #3295 Grit size #80 ~ #325
fEO T - = Grade! F~H
;;E . 100 E 175 Concentration: 100 ~ 175
== -
[ =T . _ s For more detailed information on availability,
%’J‘Eﬂﬁbgﬁ@#ﬂl‘“jﬁg LTE. BHEREA contact our sales personnel.
SEWVEDELEEL,
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BT HEISEEF Grinding conditions
B IS =0 Grinding mode . HEE Cylindrical grinding
A —JU{E#&  Wheel spec. . 350x20x152.4 B 140 - conc150 VCK30
B 140 - conc150 V (E@#E#m) Normal structure type
B 140 - conc150 V (" -7A#B#Em) Porous structure type

MWHIM A E Workpiece material ©  S55C(58HRC)

A —IVELEE Wheel speed . 45m/s

=l Coolant : ZLAw NS201 (2%) KURE CUT NS201(2%)
HElgE=R (z) MRR : Bmm’/mm - sec

WHER Results
TEEEBECLEE LT, MEERLH 25%. EREFEOETIIEH 10%DERFHIEE LTz,
Fle. EHEEBZRELTSED., EEEBREBLUNILO RUAA 5 —IVLDERET UL,

The grinding force at an initial grinding stage can be decreased by approx 25% and approx 10% at a subsequent
grinding stage compared to the normal structure wheel (Conc. 150). Due to its stable surface roughness, VCK30 can
achieve long dressing interval comparable to normal structure wheel.
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{EF=f|  Case of Operation

| —24%5  Work material | A —)bithE  Wheel spec. I &% Remarks |
[FHE 7= 2/#El] Cylindrical plunge grinding

FEUDREREEL, RFUARVAAA&—)0L 2.0 Eak
Due to no chatter mark, dressing interval was extended by 2 times.
EEERE IR - BIRMEREFICT, RURAAy—=L 1.4 EBRL
. 13B 120 G 100 VCK30 Due to no burns and excellent form holding ability, dressing
interval was extended by 1.4 times.

Y7k Shaft 13B 120 G 150 VCK30

Automobile parts

[77 25 —HfEl] Angular grinding

EIER L, FLAA 25— IVNULERE
+7  Gear 13B 120 G 175 VCK30 Due to good consistent grinding performance, stable dressing
interval was achieved.

IREREIELS, FLUAC2&F—N0 1.2ER L

v 7 Shaft 13B 120 F 150 VCK30 Due to no burns on edge surface, dressing interval was
extended by 1.2 times.
EEEEERam THENZEL. RUAA&y—ILH 1.6 EH L
Automobile parts THE TeiF a0 veKal Due to better surface, dressing interval was extended by 1.5 times.
[*FE 7= >/ AHI] Surface plunge grinding
B EHEE T—00OLw V8RS BRI L. RLAA25—\L 1.5 EaEtk
_FoHH 13B 120 F 125 VCK30 Due to good corner holding, dressing interval was extended by
Automabile parts :
1.5 times.
[ ifEl] Profile grinding
E@EKBD '};ﬁ[j * ﬁﬂfﬁﬁﬂﬁ;(\ |"|./R’r y?“'}\\”/ 1.4 1%|ﬁu:
e 11B 170 G 125 VCK30 Due to no burns and excellent form holding ability, dressing

Automabile parts

interval was extended by 1.4 times.
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