
(219) 493-1294 / 1-800-443-6629 / FAX (219) 749-7326 PAGE 3

CATALOG STANDARD BLANK
NUMBER DIAMETER THICKNESS HOLE

SB1 1 .050
SB11/2 11/2 .050
SB2 2 .050

SB21/2 21/2 .050
SB3 3 .050

SB31/2 31/2 .050
SB4 4 .050
SB5 5 .050
SB6 6 .095
SB7 7 .095
SB8 8 .095

SB10 10 .095
SB12 12 .120
SB14 14 .120
SB16 16 .134
SB18 18 .134
SB20 20 .165

   *Diameters above 20" available upon request.

Other Standard Blank
Thickness Stocked

1" to 4" OD ..... .031
.062

5 to 10 ............ .065
.083
.095
.109
.120
.134

12 .................... .095
.109
.120
.134

14 to 16 .......... .109
.120
.134

18 .................... .120
.134
.148
.165

20 .................... .134
.148
.165

Sp
ec

if
y

Catalog No. U=Unslotted
S=Slotted

Arbor Hole Grit SizeBlank
Thickness

DIAMOND PLATED SAW BLADES

HOW TO ORDER
SB 4   U   x   .050   x   3/4    40-50

DIAMETERS: CDT can manufacture any size up to 48".
BLANK THICKNESS: CDT stocks many sizes. Other sizes can be ground to your needs.
ARBOR HOLE: Any
GRIT SIZE: Any 30-40 and 40-50 are standard. 20-30 through 325-400 are also available.
SLOTS: 1/32 - 1/16 - 3/32 - 1/8 - 3/16   “U” slots are used from 3" OD and up. Slots are

sized according to the diameter of blade. Any size can be slotted.
RIBS: Diamond plated ribs are available for an additional charge to help side cutting

and blank wear.
TOLERANCE: Special high tolerance can be held. Please inquire.
CUTTING EDGE: Round edge is standard. Square edge available.
THICKNESS OF CUT: Grit size plus blank thickness can be supplied to maintain any cut

thickness.
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MATERIAL HARDNESS

Materials

Super abrasives is a term used to describe those abrasives of extreme hardness which produce outstanding
results when properly used on specific applications. The following chart provides a hardness comparison
(Knoop Hardness Scale) between Diamond and Cubic Boron Nitride (CBN) Superabrasives, Aluminum
Oxide and Silicon Carbide standard abrasives, and some common materials these abrasives are used to
grind.

0 1000 2000 3000 4000 5000 6000 7000 8000 9000 10,000

Natural Diamond–

Manmade Diamond–

Polysrystalline Diamond–

CBN Abrasive–

Polycrystalline Boron Nitride–

Vandium Carbide–

Silicon Carbide Abrasive–

Silicon Carbide–

Aluminum Oxide Abrasive–

Alumina (Ceramic)–

Tungsten Carbide–

Silicon Nitride–

Hard Steel HRC–

Glass–

Soft Steel HRB 85–

Note: Although CBN and Diamond are both superabrasives, the areas of usage for Diamond and CBN varies
dramatically…depending upon the materials to be ground. The following categorizes the major and end-uses for each
abrasive.

Diamond CBN
Cemented Carbide High Speed Tool Steels
Glass Die Steel*
Ceramics Hardened Carbon Steels
Fiberglass Alloy Steels
Plastics Aerospace Alloys
Abrasives Abrasion-resistant Ferrous Materials
Electronic Components & Materials Cast Irons*
Titanium Alloys

In general, CBN is used to grind ferrous materials. Diamond because it reacts with iron is used to grind
nonferrous materials.

*Diamond is used for honing and polishing die steels and cast irons. CBN is used for production grinding of these
materials.
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DIAMOND PLATED MOUNTED SAWS

Catalog No. U=Unslotted
S=Slotted

Shank
Size

Grit Size

HOW TO ORDER
MS2   U   x   1/4 x 2 1/2    40-50

DIAMETERS: CDT can manufacture any size you require.
BLANK
THICKNESS: Other sizes can be supplied
SHANK: Any diameter and length can be manufactured. For safety reasons the

above listed shank diameters are always recommended.
TOLERANCE: Special high tolerance can be held, please inquire.
GRIT SIZE: Any 30-40 and 40-60 are standard. 20-30 through 325-400 are available.
SLOTS: 1/32 - 1/16 - 3/32 - 1/8 “U” slots are used slots are size according to the

diameter of blade.
RIBS: Diamond plated ribs are available to help side cutting and blank wear

for an additional charge.
CUTTING EDGE: Round edges are standard. Square edges available.
THICKNESS Grit size plus blank thickness can be supplied to maintain any cut
OF CUT: thickness.

CATALOG BLANK
NUMBER DIAMETER THICKNESS SHANK

Diameter x Length

MS 3/4 3/4" 050 1/4 x 21/2

MS 1 1" 050 1/4 x 21/2

MS 11/4 11/2 062 1/4 x 21/2

MS 11/2 11/2 062 1/4 x 21/2

MS 2 2" 062 1/4 x 21/2

MS 21/2 21/2 062 1/4 x 21/2

MS 3 3" 062 3/8 x 21/2

MS 31/2 31/2 062 3/8 x 21/2

MS 4 4" 070 1/2 x 21/2

MS 41/2 41/2 085 1/2 x 21/2

MS 5 5" 085 1/2 x 21/2
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C.D.T. Customer ____________________________________________ Distributor

Contact: ___________________________________________________ Yes  ❏

Date: ______________________________________________________ No ❏

GRINDING PARAMETERS

1. What style of wheel are you using? _______________________________________________________

2. What size of wheel are you using? ________________________________________________________

3. What grinding technique are you using? __________________________________________________

4. What type of material are you grinding? __________________________________________________

5. What is the Rockwell C Scale Hardness? __________________________________________________

6. How much material are you removing? ___________________________________________________

7. What RMS finish do you require? ________________________________________________________

8. Are you using a coolant? ________________________________________________________________

What type and % of concentration? ______________________________________________________

How is coolant applied to wheel flood, high pressure, mist etc. _____________________________

9. What RPM are you grinding at? __________________________________________________________

What is your machine’s maximum RPM? _________________________________________________

10. What is your current S.F.P.M.?____________________________________________________________
Plated wheels ideal for diamond is 5000 S.F.P.M.
Plated wheels ideal for CBN is 9000 S.F.P.M.
Resin and Metal Bond Wheels ideal for diamond and CBN 6000 S.F.P.M. Wet

4000 S.F.P.M. Dry

11. What is the available horsepower of the machine? _________________________________________

12. Have you ever used a plated wheel before? ________________________________________________

If so, what were your results? ____________________________________________________________

Must be filled out on all test orders!
Please return with purchase order.
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SAW BLADE ARBORS (PRECISION)
Number Size = Fraction

1 = 1/16"
2 = 1/8
3 = 3/16
4 = 1/4
5  = 5/16
6 = 3/8
7 = 7/16
8 = 1/2
9 = 9/16
10 = 5/8
11 = 11/16
12 = 3/4
13 = 13/16
14 = 7/8
15 = 15/16
16 = 1

TOOL NUMBER

A S H

SA 4 x 4 x 12
SA 4 x 6 x 12
SA 6 x 6 x 16
SA 6 x 8 x 16

DIAMOND PLATED BAND SAW BLADES

Saw Arbor A = Arbor
Section of
Wheel
4 = 1/4"

S = Shank
Section
4 = 1/4"

O.D. of Flange
Section

12 = 3/4"

HOW TO ORDER
SA   4   x   4   x   12

All arbors are made in house. Any size combination can be made. Just a
small sample of sizes are shown. Please inquire.

Grit SizeLengthU=Continuous
S=Segmented

BLADE SIZES
BSS BSC

Stainless Steel Carbon Steel

1/4" x .020 1/4" x .025
1/2 x .020 1/2 x .025
3/4 x .020 3/4 x .032
1 x .020 3/4 x .025
1 x .025 1 x .035
1 x .035 1 1/4 x .040
1 1/4 x .040 2 x .063
1 1/2 x .040
2 x .040

Standard Arbor:

HOW TO ORDER
BSC      .750 - .032   U   x   108"    40-50

CUTTING
THICKNESS: Depends on grit size.

GRIT SIZE: 30/40 - 40/60 - 60/80 - 80/100 - 100/120 - 120/140 are
standard. Other sizes are available.

Supplied in continuous or segmented diamond section.

BLADE SIZE: Many widths and thicknesses are available.

Blade Size
BSC Carbon Steels
BSS Stainless Steels
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STANDARD MANUFACTURING
TOLERANCES

Arbor Holes
Checked with standard GO, NO-GO Plug Gages

GO Gage  NO-GO Gage
To 4" diameter: .000" .002"
Over 4" diameter: .000" .003"

Balance
To 8" diameter, inclusive 1/16 oz.
Over 8" diameter 1/8 oz.

Concentricity - Or Peripheral Run-Out
Peripheral coated wheel only: .001" T.I.R. (total indicator reading)

Dimensions
Angles: ± 1°
Locating dimensions: ± .005"
Radii: ± .005"

Side Run-Out (at periphery)

.0005" per inch of wheel diameter

Thickness Tolerance (variation within the wheel excluding Type 1A1R wheels)

Tolerance on thickness depends primarily on grit size of abrasive and type of finish - for
instance, coarse grit wheels with open face cannot be expected to be held to close
tolerances. To do so would require a ground face as compared to open face. The finer
the grit size the closer the tolerance can be held and still have an open face.

Close tolerances are not held for a fractional thickness.

Closest tolerance on standard wheels is ± .002 inches for wheels with a decimal thick-
ness.

Non-Standard Tolerances
Closer tolerances than standard are available for diameter and thickness on request, but
may require additional costs.

Keyway Arbors
Most wheel types are available with keyway arbors by specify-
ing the arbor size, followed “KW”. Our standard keyway is 1/8"
wide by 3/16" deep with a 1/16" radius at the bottom of the
keyway.
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e.g.  20 mm KW

20 MM

1/8"

3/16"
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DIAMOND PLATED
PRECISION HOLE SAWS

CATALOG OUTSIDE STANDARD TWIST DRILL
NUMBER DIAMETER SHANK SIZE OR PILOT SIZE

HS .500 1/2" 3/8" 1/8"
HS .750 3/4" 3/8" 1/8"
HS .875 7/8" 3/8" 1/4"

HS 1.000 1" 3/8" 1/4"
HS 1.250  11/4" 3/8" 1/4"
HS 1.500 11/2" 3/8" 1/4"
HS 1.750 13/4" 3/8" 1/4"
HS 2.000 2" 3/8" 1/4"
HS 2.250 21/4" 1/2" 1/4"
HS 2.500 21/2" 1/2" 1/4"
HS 2.750 23/4" 1/2" 1/4"
HS 3.000 3" 1/2" 1/4"
HS 4.000 4" 1/2" 1/4"
HS 5.000 5" 1/2" 1/4"

HOW TO ORDER
HS 2.000   3/8   x   UD    40-50

OUTSIDE DIAMETER: Shown as catalog number. Any size can be manufactured. Example:
HS 1.625 = 1.625" and tolerance can be held this needs to be
specified.

INSIDE DIAMETERS: I.D. Critical can be supplied. Order example: HS 1.625 I.D. = 1.625
I.D.

DRILL DEPTH: 2" standard. Other depths available.
SHANK: Standard shank length is 2". Other shank diameters available. Larger

shank diameters are always recommended for more stability and to
hold tolerances.

WALL THICKNESS: Standard .060 blank wall. Other thickness available.
PILOT: Unplated drill is standard. Pilot drill or rod can be diamond plated

and any size upon request.
SLOTS/WINDOWS: All hole saws are slotted and have windows.
GRIT SIZE: 40-60 is standard. Other sizes available.

Diamond Grit SizeShank SizeCatalog No.
Pilot Drill
UD = Unplated Drill (Standard)
PD = Diamond Plated Drill
UP = Unplated Pilot Rod
PP = Diamond Plated Pilot Rod
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SFPM/SPINDLE RPM CONVERSION TABLE

The following formula may be used to quickly calculate wheel speed:
SFPM = wheel speed in RPM x wheel diameter in inches x .262

SUPER ABRASIVES Safety
Safe operating practices must be part of every grinding wheel user’s op-

eration.

Before mounting the wheel, using a tachometer measure the spindle speed
directly on the wheel spindle. Speeds should never exceed the maximum
speed shown on the wheel on those established ANSI Safety Requirement
B7.1.

Ensure the mounting flanges, backplate or adapter supplied by the ma-
chine manufacturer are used and kept in good condition. ANSI Safety Re-
quirement B7.1 provides wheel mounting requirements. Always examine
the grinding wheel before starting to grind.

Ensure the correct wheel guard is in place before starting the wheel. Al-
low the wheel to come up to full operating speed before starting to grind.

Superabrasive wheels are expensive, but performance justifies the cost.
To obtain maximum performance from the superabrasive wheel, the pro-
cedures for the user’s operations must extend to what is done with the
wheel both before and after it’s actual use. The greatest efficiency and
lowest overall abrasive cost can be realized only if proven care and use
techniques become standard procedure.

Wheel Speeds
Never exceed the maximum operating speed marked on the superabrasive

wheel being used, Typical maximum operating speed by bond types are as
follows:
Maximum Operating Speeds (established by ANSI safety requirements B7.1)

Metal Bond Cut-off (steel center)
    Type 1A1R and 1A1RSS .... 16,000 SFPM
Metal Bond (all others) ........ 12,000 SFPM
Single Layered Products ....... 12,000 SFPM
Resin Bond ............................. 9,500 SFPM

The proceeding wheel speeds are the maximum safe speeds and not
necessarily the most efficient. Superabrasive diamond wheel operate
most effectively at speeds lower than the maximum. The following are
general recommendations. CBN Wheels in many cases are used effec-
tively on steels at higher speeds.

Recommended Operating Speeds

Metal Bond ................. 4,000 - 6,000 SFPM
Singled Layered Productions
    Diamond ................ 4,000 - 6,000 SFPM
    CBN ........................ 4,000 - 9,000 SFPM
Resin Bond ................. 4,000 - 6,000 SFPM

For dry applications use lower SFPM to reduce heat from grinding, for
wet applications use the higher SFPM.
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HOW TO ORDER
DIAMETERS: These diamond drills are similar to wood cutting drills and only come in sizes

shown. See HS series of drill for special sizes.

DRILL DEPTH: 1 1/2"

SHANK: These use an arbor with standard 1/4" uncoated twist drill. Four types of
arbors are available.

GRIT SIZE: 40-50 is standard. Larger or smaller grit size will change cut diameter.

WALL THICKNESS: .055 - .060 blank thickness.

DIAMOND PLATED HOLE SAWS

CATALOG
DIAMETER NUMBER

9/16" HHS 9/16
5/8 HHS 5/8
11/16 HHS 11/16
3/4 HHS 3/4
13/16 HHS 13/16
7/8 HHS 7/8
15/16 HHS 15/16

1 HHS 1
11/16 HHS 11/16

11/8 HHS 11/8

13/16 HHS 13/16

11/4 HHS 11/4

15/16 HHS 15/16

13/8 HHS 13/8

17/16 HHS 17/16

11/2 HHS 11/2

19/16 HHS 19/16

15/8 HHS 15/8

111/16 HHS 111/16

13/4 HHS 13/4

113/16 HHS 113/16

17/8 HHS 17/8

2 HHS 2
21/16 HHS 21/16

21/8 HHS 21/8

21/4" HHS 21/4

25/16 HHS 25/16

23/8 HHS 23/8

21/2 HHS 21/2

29/16 HHS 29/16

25/8 HHS 25/8

23/4 HHS 23/4

27/8 HHS 27/8

3 HHS 3
31/8 HHS 31/8

31/4 HHS 31/4

33/8 HHS 33/8

31/2 HHS 31/2

35/8 HHS 35/8

33/4 HHS 33/4

37/8 HHS 37/8

4 HHS 4
41/8 HHS 41/8

41/4 HHS 41/4

43/8 HHS 43/8

41/2 HHS 41/2

43/4 HHS 43/4

5 HHS 5
51/2 HHS 51/2

6 HHS 6

CATALOG
DIAMETER NUMBER
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GRIT / RMS FINISH CHART

18 18-20 18 1000 1000 D1001 110 .039

20 20-25 20 841 850 D851 180 .028 .060

25 25-30 25 707 710 D711 310 .023 .055

30 30-35 30 595 600 D601 510 .019 .050

35 35-40 35 500 500 D501 860 .015

40 40-50 40 420 425 D426 1,450 .013 .037

50 50-60 50 297 300 D301 4,100 .008 .030

60 60-80 60 250 250 D251 6,900 35-50 .0065 .022 .025

80 80-100 80 177 180 D181 19,500 20-30 90-125 .0055 .018 .020

100 100-120 100 149 150 D151 32,800 16-24 64-90 .0045 .015 .017

120 120-140 120 125 125 D126 55,200 14-20 48-64 .004 .012 .014

150 140-170 140 105 106 D107 93,000 12-17 32-48 .0035 .010 .012

180 170-200 170 88 90 D91 156,000 10-15 24-32 .003 .009 .010

220 200-230 200 74 75 D76 262,000 8-12 20-24 .002 .006 .007

240 230-270 230 63 63 D64 441,000 7-11 16-20 .0016 .005 .006

300 270-325 270 53 53 D54 742,000 6-10 14-16 .0015 .004 .005

400 325-400 325 44 45 D46 1,250,000 5-9 13-14 .0014 .003 .004

500 400-500 400 37 38 4-8 12-13 .001 .003

CDT
Grit Size
Call Out

Mesh
Range
(Grit)

Theoretical
Sieve

Opening
Micron

Sieve
Size No.

(US Mesh)

Sieve
Opening
ASTME II
Micron

FEPA
Size
No.

Approx. No.
of Stones
Per Carat

Diamond

Plating Total
Build Up on

Diameter

4-8 6 3,000

2-6 4 6,000

1-5 3 7,500

2-4 3 8,000

0-2 1 14,000

0-1 1/2 60,000

0-1/2 1/4 100,000

0-1/4 1/8 200,000

0-1/5 1/10 250,000

Micronized
Grade
Nos.

Mesh Size
Equivalent

U.S. Bureau
of Standards

Micron
Range

36-54 45 450

30-40 35 500

22-36 30 600

20-30 25 800

15-25 20 1,000

15-20 17 1,100

10-20 15 1,200

8-15 12 1,500

6-12 9 1,800

Micronized
Grade
Nos.

Mesh Size
Equivalent

U.S. Bureau
of Standards

Micron
Range

MESH SIZE
EQUIVALENT

TO
MICRON
RANGE

CBN

Diameter
of

Abrasive
Partical

Resin
&

Metal

Plated
Untouched

Normal RMS Finish
Expected
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CATALOG FITS HOLE SCREW SHANK CHUCK
NUMBER SAW DIA. THREAD SIZE SIZE

HHS-A1 9/16 to 1 3/16" 1/2 - 20 11/32 Hex. 3/8"

HHS-A4 9/16 to 1 3/16 1/2 - 20 1/4 Round 1/4

HHS-A10 1 1/4 to 6 5/8 - 18 11/32 Hex. 3/8

HHS-A2 1 1/4 to 6 5/8 - 18 7/16 Hex. 1/2

DIAMOND PLATED TWIST DRILLS

TOOL # D L S OAL GRIT SIZE

PBD .030 - .049 3/8 1/8 2 1/2 100-120
PBD .050 - .125 1/2 1/8 2 1/2 80-100
PBD .126 - .187 1" 3/16 2 1/2 60-80
PBD .188 - .250 1" 1/4 2 1/2 50-60
PBD .251 - .375 1" 3/8 2 1/2 40-50

HOW TO ORDER

PBD.250    50/60

Grit SizeTool # and Size

All sizes, grit sizes, depth of
cut and shank sizes can be
changed. Please specify.

HOW TO ORDER
TD.500    40-50

Grit SizeDrill SizeTool #

HOLE SAW ARBORS

TOOL # DRILL DIAMETERS

TD .030 - .180
TD .181 - .238
TD .239 - .302
TD .303 - .368
TD .369 - .404
TD .405 - .453
TD .454 - .511

Standard Grit Size:
.030 - .180 = 100 - 120 Grit
.181 - .238 = 60 - 80 Grit
Other = 40 - 60 Grit

Other Grit sizes upon request.

Drill Length
Standard jobber drills are used for sizes up
to 1/2". Over 1/2" sizes, Silver and
Demming drills are used having 1/2" shank
size. For other lengths, please inquire.

TOOL # DRILL DIAMETERS

TD .512 - .590
TD .591 - .640
TD .642 - .734
TD .735 - .797
TD .798 - .859
TD .860 - .906
TD .907 - 1.000

DIAMOND PLATED BALL END DRILLS

HHS-A1 HHS-A4 HHS-A10 HHS-A2
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METRIC EQUIVALENTS
m/m inches m/m inches m/m inches m/m inches m/m inches m/m inches

1 0.0394 51 2.0079 101 3.9764 151 5.9449 201 7.9134 251 9.8819
2 0.0787 52 2.0472 102 4.0157 152 5.9843 202 7.9527 252 9.9212
3 0.1181 53 2.0866 103 4.0551 153 6.0236 203 7.9921 253 9.9606
4 0.1575 54 2.1260 104 4.0945 154 6.0630 204 8.0315 254 10.0000
5 0.1969 55 2.1654 105 4.1339 155 6.1024 205 8.0709 255 10.0394

6 0.2362 56 2.2047 106 4.1732 156 6.1417 206 8.1102 256 10.0787
7 0.2756 57 2.2441 107 4.2126 157 6.1811 207 8.1496 257 10.1181
8 0.3150 58 2.2835 108 4.2520 158 6.2205 208 8.1890 258 10.1575
9 0.3543 59 2.3228 109 4.2913 159 6.2598 209 8.2283 259 10.1968
10 0.3937 60 2.3622 110 4.3307 160 6.2992 210 8.2677 260 10.2362

11 0.4331 61 2.4016 111 4.3701 161 6.3386 211 8.3071 261 10.2756
12 0.4724 62 2.4409 112 4.4094 162 6.3780 212 8.3464 262 10.3149
13 0.5118 63 2.4803 113 4.4488 163 6.4173 213 8.3858 263 10.3543
14 0.5512 64 2.5197 114 4.4882 164 6.4567 214 8.4252 264 10.3937
15 0.5906 65 2.5591 115 4.5276 165 6.4961 215 8.4646 265 10.4331

16 0.6299 66 2.5984 116 4.5669 166 6.5354 216 8.5039 266 10.4724
17 0.6693 67 2.6378 117 4.6063 167 6.5748 217 8.5433 267 10.5118
18 0.7087 68 2.6772 118 4.6457 168 6.6142 218 8.5827 268 10.5512
19 0.7480 69 2.7165 119 4.6850 169 6.6535 219 8.6220 269 10.5905
20 0.7874 70 2.7559 120 4.7244 170 6.6929 220 8.6614 270 10.6299

21 0.8268 71 2.7953 121 4.7638 171 6.7323 221 8.7008 271 10.6693
22 0.8661 72 2.8346 122 4.8031 172 6.7717 222 8.7401 272 10.7086
23 0.9055 73 2.8740 123 4.8425 173 6.8110 223 8.7795 273 10.7480
24 0.9449 74 2.9134 124 4.8819 174 6.8504 224 8.8189 274 10.7874
25 0.9843 75 2.9528 125 4.9213 175 6.8898 225 8.8583 275 10.8268

26 1.0236 76 2.9921 126 4.9606 176 6.9291 226 8.8976 276 10.8661
27 1.0630 77 3.0315 127 5.0000 177 6.9685 227 8.9370 277 10.9055
28 1.1024 78 3.0709 128 5.0394 178 7.0079 228 8.9764 278 10.9449
29 1.1417 79 3.1102 129 5.0787 179 7.0472 229 9.0157 279 10.9842
30 1.1811 80 3.1496 130 5.1181 180 7.0866 230 9.0551 280 11.0236

31 1.2205 81 3.1890 131 5.1575 181 7.1260 231 9.0945 281 11.0630
32 1.2598 82 3.2283 132 5.1969 182 7.1654 232 9.1338 282 11.1023
33 1.2992 83 3.2677 133 5.2362 183 7.2047 233 9.1732 283 11.1417
34 1.3386 84 3.3071 134 5.2756 184 7.2441 234 9.2126 284 11.1811
35 1.3780 85 3.3465 135 5.3150 185 7.2835 235 9.2520 285 11.2205

36 1.4173 86 3.3858 136 5.3543 186 7.3228 236 9.2913 286 11.2598
37 1.4567 87 3.4252 137 5.3937 187 7.3622 237 9.3307 287 11.2992
38 1.4961 88 3.4646 138 5.4331 188 7.4016 238 9.3701 288 11.3386
39 1.5354 89 3.5039 139 5.4724 189 7.4409 239 9.4094 289 11.3779
40 1.5748 90 3.5433 140 5.5118 190 7.4803 240 9.4488 290 11.4173

41 1.6142 91 3.5827 141 5.5512 191 7.5197 241 9.4882 291 11.4567
42 1.6535 92 3.6220 142 5.5906 192 7.5591 242 9.5275 292 11.4960
43 1.6929 93 3.6614 143 5.6299 193 7.5984 243 9.5669 293 11.5354
44 1.7323 94 3.7008 144 5.6693 194 7.6378 244 9.6063 294 11.5748
45 1.7717 95 3.7402 145 5.7087 195 7.6772 245 9.6457 295 11.6142

46 1.8110 96 3.7795 146 5.7480 196 7.7165 246 9.6850 296 11.6535
47 1.8504 97 3.8189 147 5.7874 197 7.7559 247 9.7244 297 11.6929
48 1.8898 98 3.8583 148 5.8268 198 7.7953 248 9.7638 298 11.7323
49 1.9291 99 3.8976 149 5.8661 199 7.8346 249 9.8031 299 11.7716
50 1.9685 100 3.9370 150 5.9055 200 7.8740 250 9.8425 300 11.8110
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DIAMOND PLATED ROUTERS

R 5/8 x 2 5/8 2
R 3/4 x 1/2 3/4 1/2

R 3/4 x 3/4 3/4 3/4

R 3/4 x 1 3/4 1
R 3/4 x 11/4 3/4 11/4

R 3/4 x 11/2 3/4 11/2

R 3/4 x 13/4 3/4 13/4

R 3/4 x 2 3/4 2
R 1 x 1/2 1 1/2

R 1 x 3/4 1 3/4

R 1 x 1 1 1
R 1 x 11/4 1 11/4

R 1 x 11/2 1 11/2

R 1 x 13/4 1 13/4

R 1 x 2 1 2
R 11/2 x 1/2 11/2 1/2

R 11/2 x 3/4 11/2 3/4

R 11/2 x 1 11/2 1
R 11/2 x 11/4 11/2 11/4

R 11/2 x 11/2 11/2 11/2

R 11/2 x 13/4 11/2 13/4

R 11/2 x 2 11/2 2
R 2 x 1/2 2 1/2

R 2 x 3/4 2 3/4

R 2 x 1 2 1
R 2 x 11/4 2 11/4

R 2 x 11/2 2 11/2

R 2 x 13/4 2 13/4

R 2 x 2 2 2

CATALOG DIAMOND
NUMBER DIAMETER LENGTH

CATALOG DIAMOND
NUMBER DIAMETER LENGTH

R 1/8 x 1/4 1/8 1/4

R 1/8 x 3/8 1/8 3/8

R 1/8 x 1/2 1/8 1/2

R 1/8 x 3/4 1/8 3/4

R 1/4 x 1/4 1/4 1/4

R 1/4 x 1/2 1/4 1/2

R 1/4 x 3/4 1/4 3/4

R 1/4 x 1 1/4 1
R 1/4 x 11/4 1/4 11/4

R 1/4 x 11/2 1/4 11/2

R 3/8 x 3/8 3/8 3/8

R 3/8 x 1/2 3/8 1/2

R 3/8 x 3/4 3/8 3/4

R 3/8 x 1 3/8 1
R 3/8 x 11/4 3/8 11/4

R 3/8 x 11/2 3/8 11/2

R 1/2 x 1/2 1/2 1/2

R 1/2 x 3/4 1/2 3/4

R 1/2 x 1 1/2 1
R 1/2 x 11/4 1/2 11/4

R 1/2 x 11/2 1/2 11/2

R 1/2 x 13/4 1/2 13/4

R 1/2 x 2 1/2 2
R 5/8 x 1/2 5/8 1/2

R 5/8 x 3/4 5/8 3/4

R 5/8 x 1 5/8 1
R 5/8 x 11/4 5/8 11/4

R 5/8 x 11/2 5/8 11/2

R 5/8 x 13/4 5/8 13/4

HOW TO ORDER
R 1/2 x 1   U        S   x    3/8 x 2 1/2    40-50

DIAMETERS: CDT can manufacture any size required.
SHANK SIZE: Any diameter and length can be manufactured. For safety reasons the above listed shank diameters are

always recommended. 2 1/2" long shank standard.
TOLERANCE: Standard tolerances are held coarse to fine grit sizes have different finishes. If you need tight tolerance

CDT can hold sizes required. Very close tolerance may cost extra.
FLUTES: Flutes are sized per router. Sizes up to 3/4" have two flutes. 1" and larger have four flutes. Any number

and size of flutes can be supplied.
ROUTER END: Standard ends are square. Sizes up to 3/4" are plated across face, 1" and larger have 1/8" return.
GRIT SIZE: Any size.

Catalog No. U=Unfluted
F= Fluted

Router End
S= Square
B = Ball End
D = Drill End
P = Pilot
PB = Bearing

Shank Size Grit Size
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DRILL SIZE DECIMAL
80 .0135
79 .0145

1/64 .0156
78 .0160
77 .0180
76 .0200
75 .0210
74 .0225
73 .0240
72 .0250
71 .0260
70 .0280
69 .0292
68 .0310

1/32 .0313
67 .0320
66 .0330
65 .0350
64 .0360
63 .0370
62 .0380
61 .0390
60 .0400
59 .0410
58 .0420
57 .0430
56 .0465

3/64 .0469
55 .0520
54 .0550
53 .0595

1/16 .0625
52 .0635
51 .0670
50 .0700
49 .0730
48 .0760

5/64 .0781
47 .0785
46 .0810
45 .0820
44 .0860
43 .0890
42 .0935

3/32 .0938
41 .0960
40 .0980
39 .0995
38 .1015
37 .1040
36 .1065

7/64 .1094
35 .1100
34 .1110
33 .1130
32 .1160
31 .1200

1/8 .1250
30 .1285

DRILL SIZE DECIMAL
29 .1360
28 .1405

9/64 .1406
27 .1440
26 .1470
25 .1495
24 .1520
23 .1540

5/32 .1562
22 .1570
21 .1590
20 .1610
19 .1660
18 .1695

11/64 .1719
17 .1730
16 .1770
15 .1800
14 .1820
13 .1850

3/16 .1875
12 .1890
11 .1910
10 .1935
9 .1960
8 .1990
7 .2010

13/64 .2031
6 .2040
5 .2055
4 .2090
3 .2130

7/32 .2188
2 .2210
1 .2280
A .2340

15/64 .2344
B .2380
C .2420
D .2460

1/4 .2500
F .2570
G .2610

17/64 .2656
H .2660
I .2720
J .2770
K .2810

9/32 .2812
L .2900
M .2950

19/64 .2969
N .3020

5/16 .3125
O .3160
P .3230

DRILL SIZE DECIMAL

21/64 .3281
Q .3320
R .3390

11/32 .3438
S .3480
T .3580

23/64 .3594
U .3680

3/8 .3750
V .3770
W .3860

25/64 .3906
X .3970
Y .4040

13/32 .4062
Z .4130

27/64 .4219

7/16 .4375
29/64 .4531

15/32 .4688
31/64 .4844

1/2 .5000
33/64 .5156
17/32 .5313
35/64 .5469

9/16 .5625
37/64 .5781
19/32 .5938
39/64 .6094

5/8 .6250
41/64 .6406
21/32 .6562
43/64 .6719

11/16 .6875
45/64 .7031
23/32 .7188
47/64 .7344

3/4 .7500
49/64 .7656
25/32 .7812
51/64 .7969

13/16 .8125
53/64 .8281
27/32 .8438
55/64 .8594

7/8 .8750
57/64 .8906
29/32 .9062
59/64 .9219

15/16 .9375
61/64 .9531
31/32 .9688
63/64 .9844

1 1.000

DECIMAL EQUIVALENTS
FRACTIONS, WIRE AND LETTER SIZE DRILLS
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PLATED DIAMOND AND
CBN GRINDING PINS

HOW TO ORDER
EP4D  -  250/4      100 Grit

DIAMETER: Any size can be manufactured.

SHANK: All shanks are made with hardened steel. Other sizes
and lengths not listed can be supplied. Carbide shanks
can also be supplied at an additional charge.

GRIT SIZE: Standard sizes are listed. Any other sizes can be supplied.

RECESSED FACE: Available with any rim width or depth of face.

RADIUS CORNERS: All sizes will have a slight radius on edges. Any radius
can be supplied.

SPECIAL SHAPES: CDT can manufacture any shape. Please inquire.

Plated Shank
Size*

Grit SizeHead
LengthD=Diamond

B=CBN

Head
Diameter

Number Size = Fraction

1 = 1/16"
1.5 = 3/32
2 = 1/8
2.5 = 5/32
3 = 3/16
4 = 1/4
5 = 5/16
6 = 3/8
7 = 7/16
8 = 1/2
9 = 9/16
10 = 5/8
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Example 1 (Shank undercut)
Example 2

Example 3 (Face undercut)
Example 4 (Shank undercut)

Example 5 (Shank undercut)
Example 6 (Ball nose)
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DISINTEGRATING CORE DRILLS
For drilling without core formation.

Fractional Decimal Part No.

3/32" .093 BHD093
1/8 .125 BHD125
5/32 .156 BHD156
3/16 .187 BHD187
7/32 .218 BHD218
1/4 .250 BHD250

SOLID DIAMOND DRILL

Tool # Size to Drill

HOW TO ORDER
STD   .062

METAL BOND
PRODUCTS

Generator Rings
Bevelling Laps
Counter Sinks
Counter Bores

Please inquire.

Recommended RPM’s of Diamond Core Drills
For Soft, Abrasive Materials, RPM Should Increase.
For Hard, Dense Materials, RPM Should Decrease.

100 300 500 700 900 1500 3000 5000 7000 9000

200 400 600 800 1000 2000 4000 6000 8000

.040

.125

.187

.250

.375

.500

.625

.750
1.000
1.125
1.250
1.375
1.500
1.750
2.000
2.250
2.500
2.750
3.000
3.250
3.500
3.750
4.000
4.500
5.000
6.000
7.000
8.000

10.000
11.000

RPM’s

OD Size

RPM’s will vary depending on the OD size of the drill. To improve drill life and help reduce breakage, it is
important to run drills at the proper RPM’s and keep the diamonds exposed through frequent dressing.
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S

L

X

D

T

SL
OAL

X UL

L

D

.035 through .187

Ball End Drill
1/8" Shank
2" OAL
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PLATED DIAMOND
& CBN GRINDING PINS

CBN DIAMOND (D) (H) (S) GRIT
TOOL NO. TOOL NO. HEAD DIA. HEAD LENGTH (L) OAL SHANK SIZE
EP2B20/1 EP2D-20/1 .020 1/16" 1/8" 2 1/2" 1/8" 200
EP2B25/1.5 EP2D-25/1.5 .025 3/32 1/4 2 1/2 1/8 200
EP2B30/1.5 EP2D-30/1.5 .030 3/32 1/4 2 1/2 1/8 150
EP2B35/1.5 EP2D-35/1.5 .035 3/32 1/4 2 1/2 1/8 150
EP2B40/2 EP2D-40/2 .040 1/8 3/8 2 1/2 1/8 150
EP2B45/2 EP2D-45/2 .045 1/8 3/8 2 1/2 1/8 150
EP2B50/2 EP2D-50/2 .050 1/8 3/8 2 1/2 1/8 100
EP2B50L/2 EP2D-50L/2 .050 1/8 1 2 1/2 1/8 100
EP2B55/2 EP2D-55/2 .055 1/8 3/8 2 1/2 1/8 100
EP2B60/2 EP2D-60/2 .060 1/8 1/2 2 1/2 1/8 100
EP2B60L/2 EP2D-60L/2 .060 1/8 1 2 1/2 1/8 100
EP2B65/2.5 EP2D-65/2.5 .065 5/32 1/2 2 1/2 1/8 100
EP2B70/2.5 EP2D-70/2.5 .070 5/32 1/2 2 1/2 1/8 100
EP2B70L/2.5 EP2D-70L/2.5 .070 5/32 1 2 1/2 1/8 100
EP2B75/2.5 EP2D-75/2.5 .075 5/32 1/2 2 1/2 1/8 100
EP2B80/2.5 EP2D-80/2.5 .080 5/32 1/2 2 1/2 1/8 100
EP2B80L/2.5 EP2D-80L/2.5 .080 5/32 1 2 1/2 1/8 100
EP2B85/2.5 EP2D-85/2.5 .085 5/32 1/2 2 1/2 1/8 100
EP2B90/2.5 EP2D-90/2.5 .090 5/32 1/2 2 1/2 1/8 100
EP2B90L/2.5 EP2D-90L/2.5 .090 5/32 1 2 1/2 1/8 100
EP2B95/2.5 EP2D-95/2.5 .095 5/32 1/2 2 1/2 1/8 100
EP2B100/2.5 EP2D-100/2.5 .100 5/32 1/2 2 1/2 1/8 100
EP2B100L/2.5 EP2D-100L/2.5 .100 5/32 1 2 1/2 1/8 100
EP2B105/2.5 EP2D-105/2.5 .105 5/32 1/2 2 1/2 1/8 100
EP2B105L/2.5 EP2D-105L/2.5 .105 5/32 1 2 1/2 1/8 100
EP2B110/2.5 EP2D-110/2.5 .110 5/32 1/2 2 1/2 1/8 100
EP2B110L/2.5 EP2D-110L/2.5 .110 5/32 1 2 1/2 1/8 100
EP2B115/2.5 EP2D-115/2.5 .115 5/32 1/2 2 1/2 1/8 100
EP2B120/2.5 EP2D-120/2.5 .120 5/32 1/2 2 1/2 1/8 100
EP2B125/2.5 EP2D-125/2.5 .125 5/32 1/2 2 1/2 1/8 100
EP2B125L/2.5 EP2D-125L/2.5 .125 5/32 1 2 1/2 1/8 100
EP2B141/4 EP2D-141/4 .141 1/4 N/A 2 1/2 1/8 100
EP2B156/4 EP2D-156/4 .156 1/4 N/A 2 1/2 1/8 100
EP2B188/4 EP2D-188/4 .188 1/4 N/A 2 1/2 1/8 100
EP2B218/4 EP2D-218/4 .218 1/4 N/A 2 1/2 1/8 100
EP2B250/2 EP2D-250/2 .250 1/8 N/A 2 1/2 1/8 100
EP2B250/4 EP2D-250/4 .250 1/4 N/A 2 1/2 1/8 100
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.035 through .187

Ball End Drill
1/8" Shank
2" OAL

DIAMOND CORE DRILL INFORMATION
Outside Diameter (SCD). Most sizes can be
manufactured.

Inside Diameter (ICD). Most sizes can be
manufacutured.

STANDARD TOLERANCES:
SCD
.046 to 1" + .004

.000
1 1/6 to 3" + .008

-.000
4" up + .012

-.000
ICD
.046 to 1" +.005

-.000
1 1/6 to 3" +.010

-.000
4" up +.015

- .000

Closer tolerances can be held. Please specify.

EXTRA LENGTH
Standard Length

3/64 to 7/64 1 1/2 O.A.L.
1/8" up 2" O.A.L.

COOLANT FEED
DRILL HEAD ASSEMBLY

BEARING TYPE
Tool # Collet Size Threads

DHA #1A 1 5/8 - 18
DHA #1B 1 3/4 - 16
DHA #2 2 1 1/2 - 12
DHA #3 3 2 1/2 - 12
DHA #4 4 2 1/2 - 12
DHA #6 1 1 - 14

Drill and shank
as one unit

Tool # Drill Size
SHS-1 Up to 1"
SHS-2 1 1/6 to 2"
SHS-3 2 1/16 to 3"
SHS-4 3 1/16 to 4"

SEAL TYPE
Tool # Collet Size Threads
SHA #1A 1 5/8 - 18
SHA #1B 1 3/4 - 16
SHA #2 2 1 1/2 - 12
SHA #3 3 2 1/2 - 12
SHA #4 4 2 1/2 - 12
SHA #6 1 1 - 14
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XT
B

SL BL

L

DI.D.

W

S

DIAMOND WALL THICKNESS:
Standard wall shown in chart
Thin and thick wall thickness available.

DIAMOND DEPTH:
Standard 3/64 to  .055 1/16

1/16 to .085 3/32
3/32 to 7/64 3/16
1/8 up 1/4

Grit Size - All sizes are available
Concentration - Any
Bonds - CDT has many bonds for different
applications.

COLLETS (ADAPTORS)
Tool No. Collet Size Thread
CAC #1A 1 5/8 - 18
CAC #1B 1 3/4 - 16
CAC #2 2 1 1/2 - 12
CAC #3 3 2 1/2 - 12
CAC #4 4 2 1/2 - 12
CAC #5 5 2 1/2 - 12
CAC #6 1 1 - 14
CAC #6 2 1 - 14
CAC #UB 1
(ULTRASONIC)
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PLATED DIAMOND
& CBN GRINDING PINS

CBN DIAMOND (D) (H) (S)
TOOL NO. TOOL NO. HEAD DIAMETER HEAD LENGTH (L) SHANK OAL GRIT SIZE

EP4B-141/4 EP4D-141/4 .141" 1/4" 1" 1/4" 3 100
EP4B-156/4 EP4D-156/4 .156 1/4 1 1/4 3 100
EP4B-188/4 EP4D-188/4 .188 1/4 1 1/4 3 100
EP4B-218/4 EP4D-218/4 .218 1/4 1 1/4 3 100
EP4B-250/2 EP4D-250/2 .250 1/8 1 1/4 3 100
EP4B-250/4 EP4D-250/4 .250 1/4 1 1/4 3 100
EP4B-312/2 EP4D-312/2 .312 1/8 1/4 3 100
EP4B-312/4 EP4D-312/4 .312 1/4 1/4 3 100
EP4B-312/6 EP4D-312/6 .312 3/8 1/4 3 100
EP4B-375/2 EP4D-375/2 .312 1/8 1/4 3 100
EP4B-375/4 EP4D-375/4 .375 1/4 1/4 3 100
EP4B-375/6 EP4D-375/6 .375 3/8 1/4 3 100
EP4B-375/8 EP4D-375/8 .375 1/2 1/4 3 100
EP4B-500/4 EP4D-500/4 .500 1/4 1/4 3 100
EP4B-500/6 EP4D-500/6 .500 3/8 1/4 3 100
EP4B-500/8 EP4D-500/8 .500 1/2 1/4 3 100
EP4B-750/4 EP4D-750/4 .750 1/4 1/4 3 100
EP4B-750/8 EP4D-750/8 .750 1/2 1/4 3 100

CBN DIAMOND (D) (H) (S)
TOOL NO. TOOL NO. HEAD DIAMETER HEAD LENGTH SHANK OAL GRIT SIZE

EP6B-406/6 EP6DF-406/6 .406" 3/8" 3/8" 3 3/4" 100
EP6B-437/6 EP6D-437/6 .437 3/8 3/8 3 3/4 100
EP6B-500/6 EP6D-500/6 .500 3/8 3/8 3 3/4 100
EP6B-562/6 EP6D-562/6 .562 3/8 3/8 3 3/4 100
EP6B-625/6 EP6D-625/6 .625 3/8 3/8 3 3/4 100
EP6B-687/6 EP6D-687/6 .687 3/8 3/8 3 3/4 100
EP6B-750/6 EP6D-750/6 .750 3/8 3/8 3 3/4 100
EP6B-875/6 EP6D-875/6 .875 3/8 3/8 3 3/4 100
EP6B-1000/6 EP6D-1000/6 1.000 3/8 3/8 3 3/4 100
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METAL BOND DIAMOND CORE DRILL
For making holes outside diameter critical.

3/64" .046 .012 1 SCD.046 ICD.046
.050 .015 SCD.050 ICD.050
.055 .015 SCD.055 ICD.055

1/16 .062 .018 SCD.062 ICD.062
.070 .020 SCD.070 ICD.070

5/64 .078 .020 SCD.078 ICD.078
.085 .020 SCD.085 ICD.085

3/32 .093 .020 SCD.093 ICD.093
7/64 .109 .025 SCD.109 ICD.109
1/8 .125 .032 SCD.125 ICD.125

.130 .032 SCD.130 ICD.130
9/64 .140 .032 SCD.140 ICD.140
5/32 .156 .032 SCD.156 ICD.156
3/16 .188 .032 SCD.188 ICD.188
7/32 .219 .032 SCD.219 ICD.219
1/4 .250 .032 SCD.250 ICD.250
9/32 .281 .032 SCD.281 ICD.281
5/16 .312 .032 SCD.312 ICD.312
11/32 .344 .032 SCD.344 ICD.344
3/8 .375 .032 SCD.375 ICD.375
13/32 .406 .032 SCD.406 ICD.406
7/16 .438 .032 SCD.469 ICD.469
1/2 .500 .032 SCD.500 ICD.500

9/16 .562 .037 SCD.562 ICD.562
5/8 .625 .037 SCD.625 ICD.625
11/16 .688 .037 SCD.688 ICD.688
3/4 .750 .037 SCD.750 ICD.750
13/16 .813 .037 SCD.813 ICD.813
7/8 .875 .037 2 SCD.875 ICD.875
15/16 .938 .037 SCD.938 ICD.938
1 1.000 .037 SCD1.000 ICD1.000

1-1/16 1.063 .037 SCD1.063 ICD1.063
1-1/8 1.125 .037 SCD1.125 ICD1.125
1-3/16 1.188 .037 SCD1.188 ICD1.188
1-1/4 1.250 .037 SCD1.250 ICD1.250
1-5/16 1.312 .037 SCD1.312 ICD1.312
1-3/8 1.375 .037 SCD1.375 ICD1.375
1-7/16 1.438 .037 SCD1.438 ICD1.438
1-1/2 1.500 .042 SCD1.500 ICD1.500

1-9/16 1.562 .042 2 SCD1.562 ICD1.562
1-5/8 1.625 .042 SCD1.625 ICD1.625
1-11/16 1.688 .042 3 SCD1.688 ICD1.688
1-3/4 1.750 .042 SCD1.750 ICD1.750
1-13/16 1.813 .042 SCD1.813 ICD1.813
1-7/8 1.875 .042 SCD1.875 ICD1.875
1-15/16 1.938 .042 SCD1.938 ICD1.938
2 2.000 .042 SCD2.000 ICD2.000

2-1/8 2.125 .048 SCD2.125 ICD2.125
2-1/4 2.250 .048 SCD2.250 ICD2.250
2-3/8 2.375 .048 SCD2.375 ICD2.375
2-1/2 2.500 .048 SCD2.500 ICD2.500

2-5/8 2.625 .048 SCD2.625 ICD2.625
2-3/4 2.750 .048 SCD2.750 ICD2.750
2-7/8 2.875 .048 4 SCD2.875 ICD2.875
3 3.000 .052 SCD3.000 ICD3.000

3-1/8 3.125 .052 SCD3.125 ICD3.125
3-1/4 3.250 .052 SCD3.250 ICD3.250
3-3/8 3.375 .052 SCD3.375 ICD3.375
3-1/2 3.500 .052 SCD3.500 ICD3.500

3-5/8 3.625 .052 SCD3.625 ICD3.625
3-3/4 3.750 .052 SCD3.750 ICD3.750
3-7/8 3.875 .052 SCD3.875 ICD3.875
4 4.000 .052 SCD4.000 ICD4.000

Diameter

Fractional Decimal

Approx.
Wall

Thickness

Collet
Size

Outside
Diameter
Critical

Diameter

Fractional Decimal

Approx.
Wall

Thickness

Collet
Size

Outside
Diameter
Critical

Inside
Diameter
Critical

Inside
Diameter
Critical

SHANK TYPE: UT
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SHANK TYPE: OT
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PLATED DIAMOND
AND CBN CONE WHEELS

DIAMOND CBN
TOOL NO. TOOL NO. D Y S SL

PCD 4-60 PCB4-60 1/4 60 1/4 2
PCD 6-60 PCB 6-60 3/8 60 1/4 2
PCD 8-60 PCB 8-60 1/2 60 1/4 2
PCD 10-60 PCB 10-60 5/8 60 3/8 2
PCD 12-60 PCB 12-60 3/4 60 3/8 2
PCD 14-60 PCB 14-60 7/8 60 3/8 2
PCD 16-60 PCB 16-60 1 60 3/8 2

PCD 4-90 PCB 4-90 1/4 90 1/4 2
PCD 6-90 PCB 6-90 3/8 90 1/4 2
PCD 8-90 PCB 8-90 1/2 90 1/4 2
PCD 10-90 PCB 10-90 5/8 90 3/8 2
PCD 12-90 PCB 12-90 3/4 90 3/8 2
PCD 14-90 PCB 14-90 7/8 90 3/8 2
PCD 16-90 PCB 16-90 1 90 3/8 2

Number Size = Fraction
1 = 1/16
1.5 = 3/32
2 = 1/8
2.5 = 5/32
3 = 3/16
4 = 1/4
5 = 5/16
6 = 3/8
7 = 7/16
8 = 1/2
9 = 9/16
10 = 5/8

Grit Size

HOW TO ORDER
PCD    8   -   90      S= 1/4         80 Grit

DIAMETERS: All sizes can be manufactured.

ANGLE: Any angle can be manufactured.
SHANK: All shank diameters or lengths can be made. Car-

bide shanks available.

GRIT SIZE: Any size can be supplied

SPECIAL SHAPES: CDT can manufacture any shape. Please inquire.

Shank
Diameter

Degree of
Angle

Plated
Cone
Wheel

D=Diamond
B=CBN Head

Diameter

(260) 493-1294 / 1-800-443-6629 /  FAX (260) 749-7326                                                           PAGE 13CONTINENTAL DIAMOND TOOL PAGE 52

SYNFLEX™ POLISHING BOBS
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Man made Synflex™ offers unmatched polishing performance when using diamond and other compounds. Its uniform density and
felt-like properties guarantee complete consistency from lot to lot. More aggressive than felt…Synflex™ requires less polishing
compound yielding greater efficiency, faster polishing and greater economy.

Hard 291-1104 291-1102 291-1101 291-1030 291-1010
Soft 292-1104 292-1102 292-1101 292-1030 292-1010
Twelve piece minimum order - please order in multiples of 12 - 3mm shank available

FELT BOBS
Made from the finest 100% wool for long life. Available mandrel mounted or unmounted. May be used with various polishing compunds to
produce a clean, high finish on molds, dies and models. Hard, medium and soft grades available in most shapes. All measurements in inches. All
1/8" shank unless otherwise indicated.

Hard 286-1010 286-1011 286-1020 286-1022 286-1030 286-1031 286-1040 286-1051
Medium 290-1010 – 290-1020 290-1022 290-1030 - - -
Soft 289-1010 - 289-1020 289-1022 289-1030 - - -
Hard
(3 mm Shank) 287-1010 - 287-1020 - - - - -
Twleve piece minimum order - please order in multiples of 12.

Hard 286-1060 286-1100 286-1101 286-1102 286-1103 286-1104 286-1105 286-1106
Medium - 290-1100 290-1101 290-1102 290-1103 290-1104 290-1105 290-1106
Soft - 289-1100 289-1101 289-1102 289-1103 289-1104 289-1105 289-1106
Hard
(3 mm Shank) - 287-1100 287-1101 287-1102 287-1103 287-1104 287-1105 -
Twelve piece minimum order - please order in multiples of 12.

Hard 286-1107 286-1108 286-1110 286-1111 286-1113 286-1114
Medium 290-1107 290-1108 290-1110 - - 290-1114
Soft 289-1107 289-1108 289-1110 - - 289-1114
Hard
(3 mm Shank) - - 287-1110 287-1111 - 287-1114
Hard
(1/4" Shank) - - - - - 286-1115
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PLATED DIAMOND AND CBN BALL
GRINDING PINS

BALL HEAD Any size can be
DIAMETER: manufac tured .

Only a few sizes
are listed. Please
inquire.

SHANK: Any size and
length can be sup-
plied.

GRIT SIZE: All

Grit SizePlated D=Diamond
B=CBN

Diameter
of

Head

Shank
Diameter

HOW TO ORDER
EPB .437 D     S=3/8     60 Grit

DIAMOND CBN
TOOL NO. TOOL NO. D R S OAL

EPB.125D EPB.125B .125" .062" 1/8" 2 1/2"

EPB.187D EPB.187B .187 .093 1/8 2 1/2

EPB.250D EPB.250B .250 .125 1/4 2 1/2

EPB.312D EPB.312B .312 .156 1/4 2 1/2

EPB.375D EPB.375B .375 .187 1/4 2 1/2

EPB.437D EPB.437B .437 .218 3/8 2 1/2

EPB.500D EPB.500B .500 .250 3/8 2 1/2

EPB.625D EPB.625B .625 .312 1/2 2 1/2

EPB.750D EPB.750B .750 .375 1/2 2 1/2

EPB.875D EPB.875B .875 .437 1/2 2 1/2

EPB1.000D EPB1.000B 1.000 .500 1/2 2 1/2

View of
Plated Part

Enlarged 180x
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“LUSTER LAP” DIAMOND LAPPING
COMPOUNDS

Our rigid concentration standards mean less cost to you for diamond lapping compounds whether you use them
for polishing or roughing because you use less compound to do more work. Our diamond powder is carefully
graded, and laboratory tested. The compounds are packed in disposable plastic syringes that allow economical
application of material where it is most needed on intricate die and mold sections. Also packaged in tubes and jars
if desired.

Dispensed in disposable plastic syringes or jars

Felt bobs and polishing sticks available

We recommend the following lapping media to be used with our diamond lapping compounds to obtain the
highest possible finishes:

APPLICATION MEDIA: MATERIALS
Fast Stock Removal Cast Iron or Mild Steel
Light Stock Removal  and Finishing Copper or Plastic Laminated Materials
Light Finishing and Superfinishing Cotton or Felt or Wood

Order symbol: **100 concentration = strong
Compounds: Oil soluble (standard); Water Soluble order with a (W) at end of order number. EX: SLC5W

** Lusterlap Micron (USBS) Theoretical
Used for Order Number Range Grade Sieve Size Color Concentration

Superfinishing SLC 1/4 0 - 1/2 120,000 Brown Strong

Metallographic
Specimens SLC 1/2 0-1 60,000 Lt. Blue Strong

Metallographic
Specimens SLC 1 0-2 1 14,000 Purple Strong

Extra High SLC 2 2-4 2 12,000 Lt. Green Strong
Medium

High SLC 3 1-5 3 8,000 Ivory Strong
Finishing MLC 3 Medium
or Polishing

Fine Finishing SLC 6 4-8 6 3,000 Yellow Strong
MLC6 Medium

Finishing SLC 8 6-10 8 1,800 Red Strong
MLC 8 Medium

Light Stock SLC 15 10-20 15 1,200 Blue Strong
Removal MLC 15 Medium

SLC 25 20-30 25 600 Dk. Green Strong
MLC 25 Medium

SLC 30 20-40 30 500 Orange Strong
MLC 30 Medium

Stock Removal SLC 40 30-50 40 325 Lt. Red Strong
MLC 40 Medium

Fast Stock… SLC 60 40-70 60 230 Dk. Grey Strong
Removal MLC 60 Medium

SLC 90 60-90 90 170 Black Strong
MCL 90 Medium
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PLATED WHEEL STYLE CHART
1A1 3A1

14A1 1CH1

1CH9 1DD1

1EE1 1FF1
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MOORE PANTOGRAPHS
Tool # Angle Radius

MP1A 40 .005
MP2A 40 .010
MP3A 40 .012
MP4A 40 .015
MP5A 40 .020

MP1B 60 .005
MP2B 60 .010
MP3B 60 .012
MP4B 60 .015
MP5B 60 .020

HOW TO ORDER
MP   3    B

Other angles and radius available.

Radius
1 = .005
2 = .010
3 = .012
4 = .015
5 = .020

Tool
Type Angle

A = 40°
B = 60°

RATTAIL DRESSERS
To form half circle concave radii

To Dress A
Tool # Min. Radius of

RT31 .032

RT46 .046

RT62 .062

RT93 .093

RT125 .125

TOOL # RADIUS
PL.005 .005
PL.010 .010
PL.015 .015
PL.020 .020
PL.025 .025
PL.030 .030
PL.040 .040
PL.046 .046
PL.050 .050
PL.062 .062

Additional radius are available.
Please inquire.

PLUNGE DRESSERS

Plunge radius tools are designed to plunge dress a concave radius in the
center of a grinding wheel. Frequent turning of the tool will maintain
accuracy over a long period of use. For longer life the radius should be
rough with a concave dresser.

Reballing available.
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PLATED WHEEL STYLE CHART
1LL1 1Y1

1V1 2A2

2A2T 6A2

6A2C 11A2

11V9 Our Customer Service Department
is ready to assist you with technical help,
quotations, order entry, availability, and
production status with quick response
assuring you get the right product at the right
price.
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CHISEL DRESSERS
For form dressing radius and contours on grinding wheels. Our standard chisels are precision lapped diamond having a .005
flat on tip. Standard radius on diamond is .003 - .005. Standard shank length is 3". Other radius available at an additional
charge. When ordering add radius at end of tool no. (ex: CH3B6.005R).

TOOL DIAMOND *A= *B= *C= *D=
NUMBER WEIGHT 40° 60° 75° 90°

CH1 * 6 1/5
CH2 * 6 1/4
CH3 * 6 1/3
CH5 * 6 1/2
CH7 * 6 3/4

Relapping available.

Tool Type

Diamond
Size

Included
Angle

on Diamond
A = 40
B = 60
C = 75
D = 90

Shank
Size

4 = 1/4
6 = 3/8

7 = 7/16
8 = 1/2

HOW ORDER
CH   3  B   6

CONE POINTS
For form dressing the diamond in the tool is accurately coned to the specified included angle and radius. These tools are used
for precision dressing. Standard radius on diamond is .003-.005. Standard shank length is 2". Other radius available at an
additional charge. When ordering add radius at end of tool no. (ex: CH3B6.005R).

TOOL DIAMOND
NUMBER SIZE *B=60° *C=75° *D=90°

CP1 * 6 1/5
CP2 * 6 1/4
CP3 * 6 1/3
CP5 * 6 1/2

Resetting and Reconing available.

Tool Type

Diamond
Size

1 = 1/5 CT
2 = 1/4 CT
3 = 1/3 CT
5 - 1/2 CT

Included
Angle

on Diamond
B = 60°
C = 75°
D = 90°

Shank
Size

4 = 1/4
5 = 5/16
6 = 3/8
7 = 7/16
8 = 1/2

HOW TO ORDER
CP   3  B   6

DIAFORMS
Tool # Angle Radius

PWA1* 40° .005
PWA2* 40° .010
PWA3* 40° .020

PWB1* 60° .005
PWB2* 60° .010
PWB3* 60° .020

HOW TO ORDER
PW    A   -   2      H

Other angles, radius and length available.

Radius
1 = .005
2 = .010
3 = .020

Angle
A = 40°
B = 60°

Tool
Type Length(*)

G = 1 3/8
H = 1 3/4
J = 2 1/4

ANGLE
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DIAMOND PLATED NEEDLE FILES
TOOL # SHAPE LENGTH

DFN1 Equalling  6 1/4"

DFN2 Equalling (2 Round Edge) 6 1/4

DFN3 Three Square 6 1/4

DFN4 Round 6 1/4

DFN5 Half Round 6 1/4

DFN6 Crochet 6 1/4

DFN7 Flat (Warding) 6 1/4

DFN8 Square 6 1/4

DFN9 Knife 6 1/4

DFN10 Barrette 6 1/4

DFN11 Crossing 6 1/4

DFN12 Slitting 6 1/4

DFN13 Joint 6 1/4

DFN14 Oval 6 1/4

HOW TO ORDER
DFN1   120 Grit

TYPE: Any shape can be plated

LENGTH: 61/4" is standard. 4, 5 1/2" and 8" are
available.

GRIT SIZE: 120 is standard. All other sizes
available.

Grit SizeTool No.

NEEDLE FILE
PLASTIC HANDLES

A hard plastic reusable handle that has a screw-
on head to tighten the inserted needle file
securely into place.

Tool #  DFN-H
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MICRO RADIUS DRESSERS
CONCAVE TYPE

HOW TO ORDER
MC   2    HD    6

Radius
Tool
Size

Tool # Shank
Size
6 = 3/8
7 = 7/16

HD
SD
ND

MICRO RADIUS DRESSERS
CONVEX TYPE

Radius to Heavy Standard
be Dressed Duty Duty

.015 - .032 MV1HD6 MV1SD6

.032 - .062 MV2HD6 MV2SD6

.062 - .125 MV3HD6 MV3SD6

.125 - .250 MV4HD6 MV4SD6

.250 - .500 MV5HD6 MV5SD6

HOW TO ORDER
MV   2    HD    6

Radius
Tool
Size

Tool # Shank
Size
6 = 3/8
7 = 7/16

HD
SD

For dressing a convex radius on the corner of a grinding wheel.
Convex dressers have a sharp point on diamond selected to
generate the radius to be dressed. The stone is set concentric
with the shank. Heavy duty types have larger stones than stan-
dard types.

Radius to Heavy Standard Natural
be Dressed Duty Duty Duty

.005 - .010 MC1HD6 MC1SD6 MC1ND6

.010 - .025 MC2HD6 MC2SD6 MC2ND6

.025 - .040 MC3HD6 MC3SD6 MC3ND6

.040 - .062 MC4HD6 MC4SD6 MC4ND6

.062 - .125 MC5HD6 MC5SD6 MC5ND6

.125 - .250 MC6HD6 MC6SD6 MC6ND6

For dressing a concave radius into the corner of a
grinding wheel.

The diamond is concentric with the shank to form
the desired radius.

Heavy duty and standard are lapped maacle dia-
monds for precision dressing. Heavy duty tools
have larger diamonds.

Natural duty are natural maacle shaped diamonds.
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HOW TO ORDER
DIAMETERS: These diamond drills are similar to wood cutting drills and only come in sizes

shown. See HS series of drill for special sizes.

DRILL DEPTH: 1 1/2"

SHANK: These use an arbor with standard 1/4" uncoated twist drill. Four types of
arbors are available.

GRIT SIZE: 40-50 is standard. Larger or smaller grit size will change cut diameter.

WALL THICKNESS: .055 - .060 blank thickness.

DIAMOND PLATED HOLE SAWS

CATALOG
DIAMETER NUMBER

9/16" HHS 9/16
5/8 HHS 5/8
11/16 HHS 11/16
3/4 HHS 3/4
13/16 HHS 13/16
7/8 HHS 7/8
15/16 HHS 15/16

1 HHS 1
11/16 HHS 11/16

11/8 HHS 11/8

13/16 HHS 13/16

11/4 HHS 11/4

15/16 HHS 15/16

13/8 HHS 13/8

17/16 HHS 17/16

11/2 HHS 11/2

19/16 HHS 19/16

15/8 HHS 15/8

111/16 HHS 111/16

13/4 HHS 13/4

113/16 HHS 113/16

17/8 HHS 17/8

2 HHS 2
21/16 HHS 21/16

21/8 HHS 21/8

21/4" HHS 21/4

25/16 HHS 25/16

23/8 HHS 23/8

21/2 HHS 21/2

29/16 HHS 29/16

25/8 HHS 25/8

23/4 HHS 23/4

27/8 HHS 27/8

3 HHS 3
31/8 HHS 31/8

31/4 HHS 31/4

33/8 HHS 33/8

31/2 HHS 31/2

35/8 HHS 35/8

33/4 HHS 33/4

37/8 HHS 37/8

4 HHS 4
41/8 HHS 41/8

41/4 HHS 41/4

43/8 HHS 43/8

41/2 HHS 41/2

43/4 HHS 43/4

5 HHS 5
51/2 HHS 51/2

6 HHS 6

CATALOG
DIAMETER NUMBER
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GRIT / RMS FINISH CHART

18 18-20 18 1000 1000 D1001 110 .039

20 20-25 20 841 850 D851 180 .028 .060

25 25-30 25 707 710 D711 310 .023 .055

30 30-35 30 595 600 D601 510 .019 .050

35 35-40 35 500 500 D501 860 .015

40 40-50 40 420 425 D426 1,450 .013 .037

50 50-60 50 297 300 D301 4,100 .008 .030

60 60-80 60 250 250 D251 6,900 35-50 .0065 .022 .025

80 80-100 80 177 180 D181 19,500 20-30 90-125 .0055 .018 .020

100 100-120 100 149 150 D151 32,800 16-24 64-90 .0045 .015 .017

120 120-140 120 125 125 D126 55,200 14-20 48-64 .004 .012 .014

150 140-170 140 105 106 D107 93,000 12-17 32-48 .0035 .010 .012

180 170-200 170 88 90 D91 156,000 10-15 24-32 .003 .009 .010

220 200-230 200 74 75 D76 262,000 8-12 20-24 .002 .006 .007

240 230-270 230 63 63 D64 441,000 7-11 16-20 .0016 .005 .006

300 270-325 270 53 53 D54 742,000 6-10 14-16 .0015 .004 .005

400 325-400 325 44 45 D46 1,250,000 5-9 13-14 .0014 .003 .004

500 400-500 400 37 38 4-8 12-13 .001 .003

CDT
Grit Size
Call Out

Mesh
Range
(Grit)

Theoretical
Sieve

Opening
Micron

Sieve
Size No.

(US Mesh)

Sieve
Opening
ASTME II
Micron

FEPA
Size
No.

Approx. No.
of Stones
Per Carat

Diamond

Plating Total
Build Up on

Diameter

4-8 6 3,000

2-6 4 6,000

1-5 3 7,500

2-4 3 8,000

0-2 1 14,000

0-1 1/2 60,000

0-1/2 1/4 100,000

0-1/4 1/8 200,000

0-1/5 1/10 250,000

Micronized
Grade
Nos.

Mesh Size
Equivalent

U.S. Bureau
of Standards

Micron
Range

36-54 45 450

30-40 35 500

22-36 30 600

20-30 25 800

15-25 20 1,000

15-20 17 1,100

10-20 15 1,200

8-15 12 1,500

6-12 9 1,800

Micronized
Grade
Nos.

Mesh Size
Equivalent

U.S. Bureau
of Standards

Micron
Range

MESH SIZE
EQUIVALENT

TO
MICRON
RANGE

CBN

Diameter
of

Abrasive
Partical

Resin
&

Metal

Plated
Untouched

Normal RMS Finish
Expected
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SFPM/SPINDLE RPM CONVERSION TABLE

The following formula may be used to quickly calculate wheel speed:
SFPM = wheel speed in RPM x wheel diameter in inches x .262

SUPER ABRASIVES Safety
Safe operating practices must be part of every grinding wheel user’s op-

eration.

Before mounting the wheel, using a tachometer measure the spindle speed
directly on the wheel spindle. Speeds should never exceed the maximum
speed shown on the wheel on those established ANSI Safety Requirement
B7.1.

Ensure the mounting flanges, backplate or adapter supplied by the ma-
chine manufacturer are used and kept in good condition. ANSI Safety Re-
quirement B7.1 provides wheel mounting requirements. Always examine
the grinding wheel before starting to grind.

Ensure the correct wheel guard is in place before starting the wheel. Al-
low the wheel to come up to full operating speed before starting to grind.

Superabrasive wheels are expensive, but performance justifies the cost.
To obtain maximum performance from the superabrasive wheel, the pro-
cedures for the user’s operations must extend to what is done with the
wheel both before and after it’s actual use. The greatest efficiency and
lowest overall abrasive cost can be realized only if proven care and use
techniques become standard procedure.

Wheel Speeds
Never exceed the maximum operating speed marked on the superabrasive

wheel being used, Typical maximum operating speed by bond types are as
follows:
Maximum Operating Speeds (established by ANSI safety requirements B7.1)

Metal Bond Cut-off (steel center)
    Type 1A1R and 1A1RSS .... 16,000 SFPM
Metal Bond (all others) ........ 12,000 SFPM
Single Layered Products ....... 12,000 SFPM
Resin Bond ............................. 9,500 SFPM

The proceeding wheel speeds are the maximum safe speeds and not
necessarily the most efficient. Superabrasive diamond wheel operate
most effectively at speeds lower than the maximum. The following are
general recommendations. CBN Wheels in many cases are used effec-
tively on steels at higher speeds.

Recommended Operating Speeds

Metal Bond ................. 4,000 - 6,000 SFPM
Singled Layered Productions
    Diamond ................ 4,000 - 6,000 SFPM
    CBN ........................ 4,000 - 9,000 SFPM
Resin Bond ................. 4,000 - 6,000 SFPM

For dry applications use lower SFPM to reduce heat from grinding, for
wet applications use the higher SFPM.
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Dear Customer:

Our credit policies are as follows:

1. NEW ACCOUNTS: To obtain  an open
account status, we require three current
supplier  references plus  banking information.
An  order will be processed immediately when
billed to your Visa or MasterCard account,
you prepay  by check, or your order is shipped
C.O.D.

2. TERMS: Our terms to customers with
approved credit are 2% 10 days/net 30 days.
Invoices not paid within 60 days are
considered delinquent. Delinquent accounts
are placed on hold and no orders will be
processed or shipped until the account is
brought up to date. Accounts with 90 days
past due balances are considered “collection
accounts” and will be placed on permanent
C.O.D. basis. A service charge of 1.50% per
month (18% annual) may be assessed on all
balances with remains unpaid over 45 days
following the invoice date.

3. MINIMUM ORDER: $50.00 net

4. RETURNS: No merchandise will be accepted
for return unless accompanied by a “Return
Authorization Number” issued by our office.
Merchandise ordered in error must be returned
within 30 days of receipt of order and is subject
to a restocking charge of 25% or $25.00,
whichever is greater. Returned merchandise
must be unused and in original condition. No
special order merchandise ordered in error may
be returned.

5. CLAIMS: All claims must be made within five
days after receipt of  merchandise. Any damage
incurred on the outside of the package must be
claimed through the commercial carrier.

6. DAMAGED, LOST OR SHORT
SHIPMENTS: Always keep damaged goods
and containers until advised to dispose of them.

7. UPS: Notify your UPS office immediately.
Also, notify us so that we can reship your order
and place a claim.

Continental Diamond Tool Corp.
P.O. Box 126  •  1221 Hartzell Street  •  New Haven, IN 46774

Telephone 260/493-1294  •  1-800-443-6629  •   Fax 260/749-7326

MasterCardVISA
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Visa and MasterCard Accepted

We thank you for your continued interest in our products and services.  However, we must insist that
the above policies be followed without exception.

Sincerely,

Debra S. Viggiano
Vice President
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SUPERABRASIVES INFORMATION
Care of Maintenance of
Diamond Wheels

Superabrasive products, diamond
and CBN wheels, are precision cutting
tools carefully ground and balanced to
give superior performance. Achieving
the best results from these cutting tools
like any other precision tool/instrument
requires a minimum amount of
preparation. The following steps-
mounting, truing, dressing-should be
followed to get the best possible
performance from these Superabrasive
wheels.

Mounting: Diamond Wheels are
trued to the bore in the manufacturing
process. Flanges, back plates and
spindles should be clean, free of burrs
and run true. By using an indicator and
tapping lightly on a wood block held
against the wheel, indicate the wheel
until it is within .0005" of true rotation.
Tighten the flanges securely and recheck
before using. The use of permanent
mounting should be practiced where
convenient.

Use Rigid Work Support
All workpieces should be supported

firmly during the grinding process. Any
amount of vibration will cause wheel
wear and produce chatter or wave marks
on the ground surface. On work ground
between centers, be sure the centerholds
are properly prepared. Minimize work
overhang. If the ground edge is
supported by a work finger, ensure the
finger is strong enough to provide
vibration-free support.

Coolant: Coolant must be applied in
the proper place or it will not cool the
wheel or material being ground
properly. Coolant should always be
directed so that the full flow is at the
point of contact between the diamond
wheel and the work-piece, and in the
same direction as the rotation of the
wheel.

Soluble oil may be mixed with water
to prevent corrosion of machine parts.
Weak solutions are recommended,
however, because strong alkaline
solutions will reduce normal life of resin
wheels.

Avoid Excessive Feeds
Every grinding operation is different.

What is an excessive removal rate on
one operation may be entirely

acceptable on another. Excessive feeds on
a given operation will always cause
premature wheel wear. Excessively high
feed rates are characterized by:

• A harsh grinding sound
• Chatter
• Burn
• High sheer wear rate
• Vibration

CAUTION: When ordering Resin Bonded
Wheels, specify for wet or dry grinding. All
Metal Bonded Wheels must be operated
with a coolant.

Avoid Steel When Using
Diamond Wheels

When using a diamond wheel try to keep
the amount of steel ground to an absolute
minimum. On brazed tools, use a
conventional abrasive wheel to back off the
steel shank.

Grinding Speeds and Feeds
Speeds: Diamond Wheels should not be

run at speeds more than 6,000 or less than
3,000 surface feet per minute. The higher
speeds are recommended for interrupted
cuts and small areas of contact between
wheel and work, which have a dressing
action on the wheel face. CBN wheels
should be used at 6,000-7,000 surface feet
per minute.

Feeds: Avoid excessive feeds. The
following feeds are recommended for most
satisfactory finish and longer wheel life:

.001" through 120 Grit - .0005"
through 220 Grit - .00025" finer
than 220 Grit.

On finishing passes, allow wheel
to “sound out” to obtain best
finish.

Wheel Dressing and Truing: Due to
exceptionally free cutting properties of
C.D.T. Diamond Wheels, frequent dressing
is not necessary. They may be dressed with
a soft bonded aluminum oxide or silicon
carbide dressing stick. When a beveled or
gouged condition has occurred in a face
type wheel, it should be taken off the
grinder and the diamond section lapped on
a cast iron plate using 120 grit silicon
carbide and water. Straight type wheels may
be trued on the grinder by using a brake
type truing device or, for Resin Bonded
Wheels only, by dry grinding a piece of low
carbon steel until running truth is achieved.

Preparation of Use of
CBN Wheels

Truing allows the grinding face to be
properly presented to the work-piece. An
untrued wheel can adversely affect
surface finish, stock, removal capability
and wheel life.

Once the CBN wheel is hand mounted
to minimum runout (T.I.R.), several
techniques can be used to accomplish
maximum truth.

• Multiple point (14-40 mesh) or
impregnated (40 to 100 mesh and
finer) diamond dressing tools.

- .0005" infeed per pass (.01MM)
- Single point & cluster diamond

tools not recommended
- Finer mesh diamond allows better

initial workpiece finish
• Trueing brake or motorized dresser
- Coarse grit, J to M hardness, silicon

carbide or aluminum oxide wheel
- .001" Infeed per pass (.025MM)

The truing device should be applied
until contact has been made with the
entire CBN wheel grinding face.

Flood coolant should be used
whenever possible. The use of enriched
solutions (5-10%) of “heavy-duty” water
soluble oils is effective in extending CBN
wheel life.

After truing, a resin bonded wheel
must be properly dressed.

Dressing Resin Bonded
Wheels
 Effective grinding wheel cutting
performance requires a sharp abrasive
grain whose cutting points are well
exposed to the workpiece. Ultra-hard
superabrasive crystals remain sharp and
once the wheel is cutting well, the
grinding process will keep the wheel
open, exposing the crystals and virtually
eliminating the need for continual
dressing. New wheels usually have a
smooth grinding face since the
superabrasive crystals and the
surrounding bond are flush to the cutting
surface.

Dressing enhances grain exposure and
abrades away some bond. Prior to
dressing, a wheel may seem to be
“loaded”, producing poor cutting
performance and work-piece burning.

• Hand held aluminum oxide or
silicon carbide stick

- Soft (G, H hardness)
- Fine grit (200-400 mesh)
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Continental Diamond Tool Corp.
P.O. Box 126  •  1221 Hartzell Street  •  New Haven, IN 46774

Telephone 260/493-1294  •  1-800-443-6629  •   Fax 260/749-7326

Thank you for your interest in Continental Diamond
Tool. You have made a wise choice!  Our company is built
on our quick turnaround on standard and custom orders.
Our normal shipping time is 7 to 10 business days because
we do not stock but manufacture made to order. Rush
shipments are available, for a minimal charge, in four
business days.

All C.D.T. products are designed and manufactured
to the highest standards of quality and reliability. The
design and manufacturing of diamond tooling is as much
an art as an engineering science. Every tool requires a
certain amount of hand craftsmanship during the process
of manufacturing. Over 29 years of experience and
craftsmanship goes into the making of each tool which is
backed by a solid warranty. That�s why C.D.T. has had
such success and growth; our tools are such outstanding
performers! We are here to please with our delivery and
performance alike.

Since our establishment in 1973, we have developed a
highly technical staff that represents many years of
expertise in the manufacturing of both standard and
specialty items required by the industry. This enables us
to tailor our services and products to your customer�s most
demanding needs. Our confidence stems from having a
distributor network which is based on a �people�
foundation that is unparalleled in customer service and
high quality performance.

When your product application calls for a diamond or
CBN wheel or tooling, call on the proven experience of
Continental Diamond Tool. We are  the cutting edge of
technology!  Our sales department will be happy to assist
you!

Sincerely,

CDT Sales Department

INTRODUCTION

PLATED PRODUCTS

Plated products are usually a single
layer of diamonds or CBN highly
concentrated, and held on by a
tough, durable nickel alloy. This
high concentration, usually about
145-150, enables plated products to
retain their original shape and di-
mensions throughout its working
life. Unlike the metal or resin bond
impregnated products where the
diamond particles are buried in the
bond, the plated product allows the
diamond particles to protrude from
the surface and gives a freer, faster
cutting action with minimum heat
generation.

RESIN BOND PRODUCTS

Resin bond products are manufac-
tured with phonelic resin that can
be molded into many styles and
shapes for a wide range of products.
This bond system is softer than
metal bond and free cutting. Resin
bond can be used for wet or dry
grinding of carbide with diamond
or of high speed steel with CBN.

METAL BOND PRODUCTS

Metal bond products are manufac-
tured with powder metal sintered
with diamond or CBN and the im-
pregnated bond is very strong.
Metal bond will hold its shape and
distribute grinding heat very well.
This  bond is primarily used for wet
grinding. Metal bond tools can be
used in various applications from
glass and ceramics to carbide and
metal working.
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SUPERABRASIVES INFORMATION
Dressing Resin Bond
Wheels (cont.)

Lowering the RPM of the spindle will
help open the wheel quicker exposing
the abrasive for more open condition.

If for some reason the wheel later
produces burning and poor cutting
action, the same stick can be used to
reopen the wheel.

Dress Core
As the abrasive section of a cup wheel

wears, the core material (that part of the
superabrasive wheel which holds and
supports the abrasive bearing section)
may become exposed. The core material
should never contact the workpiece
during grinding or it will rub and
generate excessive heat. Hence, it
becomes necessary to dress the core
material.

A single point carbide or steel tool is
the best way to dress a resaloy core. The
tool is clamped in a vise with its cutting
edge directed accurately to remove
enough core material to leave a 1/16" of
abrasive section exposed.

Storage and Handling
If the grinding machine has a tapered

spindle, mount each straight, flaring cup
or dish wheel on a separate collet or
adaptor. When changing wheels the
entire unit is removed…the wheel
remaining in running truth. When
needed again, the entire unit can be
placed directly on the spindle or arbor,
thereby eliminating the time and
abrasive lost in retruing.

Ensure the mounting flanges are flat
and of equal diameter, especially on
wheels with rigid centers, such as
vitrified bond wheels.

Avoid dropping or bumping the
wheel. When not in use, store
superabrasive wheels carefully. We
suggest they be returned to their original
container. This not only offers wheel
protection, but gives complete wheel
identification for future reference.

Superabrasive Grit

Fault Finding and  Correction Guide

Diamond Wheels
Problem Possible Causes Suggested Correction

Dry Grinding

1. Burning Wheel loaded or glazed. Dress wheel with a dressing
stick.

Excessive feed rate. Reduce infeed or wheel or
workpiece

Wheel too durable. Use freer cutting specification
or slow down wheel speed

2. Poor finish Grit size too coarse. Select a finer grit size.

Excessive feed rate. Reduce infeed of wheel or
workpiece

3. Chatter Wheel out of truth True wheel (see Truing and
Dressing Section)

Wet Grinding

1. Poor finish Excessive dressing. Use lighter dressing
pressure, stop dressing as
soon as wheel starts it
consume stick rapidly.

Grit size too coarse Select finer grit size
Poor coolant flow or Apply heavy flood so it
location. reaches wheel/work

interface.
2. Chatter Wheel out of truth True wheel, ensure it is not

slipping on mount.
3. Wheel won’t cut Glazed by truing Dress lightly until wheel

opens up.
4. Slow cutting Low feeds and speeds Increase feed rate, increase

wheel speed (observe
maximum wheel speed.)

5. Short wheel life Incorrect coolant flow Apply coolant to flood
wheel/work surface.

Low wheel speed. Increase wheel speed.
Excessive dressing. Use lighter dressing

pressure.
Wheel too soft or too hard. Change grit or grade, use

higher concentration.
6. Burning Wheel glazed or loaded. Re-dress wheel.
(excessive heat) Poor placement of coolant. Apply coolant directly to

wheel/workpiece interface.
Excessive material removal Reduce downfeed and/or
rate. crossfeed.

Properly Dressed Wheel Face

Dressing sticks should be 1 or 2 grit sizes finer than the superabrasive in the wheel.
Medium grade sticks, H or I, work best.
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