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Dear Customer

Our company history, which combines over 50 years of tradition and experience from three generations,
guarantees highest precision and continuous innovations in the tool development sector.

We have worldwide distribution channels and place particular emphasis on service and customer satisfaction.
Personal customer support is there for a key element in our work and sales structures.

With a wide range of products we have a great pool of special tools. Each production element is subject
to the same critical requirements that are already respected for the material selection. This is the only way to

maintain the high quality standard of our company.

As a strong partner we support you with advanced technology, both nationally and internationally.
See what we have to offer and become a customer of STROH Diamantwerkzeuge KG.

In this catalogue you find informations about our company history, the company philosophy and our range
of products. We are also happy to be of assistance for individual requests and inquiries!

Bruchkobel Hunfeld

Main plant: Production plant:

Sales, Application, Im Stauster 5, 36088 Hiinfeld
Administration, Production Germany

Kinzigheimer Weg 2e, 63486 Bruchkobel

Germany

Phone +49(0)6181/ 9740-0
Fax  +49(0)6181/ 9740-40
E-Mail: info@stroh-diamant.de
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Company profile

STROH Diamantwerkzeuge KG is a third generation, medium sized company with its head office in
Bruchkdbel near Frankfurt am Main (Germany), the production plant in Hinfeld near Fulda (Germany) and
an overseas subsidiary in Brazil located in Indaiatuba in Sao Paulo State.

The STROH Diamantwerkzeuge KG developed from a family led, small diamond cutting company
located in the Rhine-Main area, which has been traditionally populated by diamond cutting businesses.

In 1965 the jewellery diamond cutting business was given up and modified to industrial diamond machining.

Since then STROH Diamantwerkzeuge KG has been consistently growing and also expanding its range
of tools, while yet maintaining the traditional manufacturing of diamond machining.

An above average investment rate and continuous process improvements have positioned us among the worldwide
leading manufacturers of diamond tools and has even given us global market leadership with individual products.
The manufacturing of high quality products and the customer satisfaction that goes along with that is our primary
goal. With our 3 production sites and many other representations worldwide we offer our customers the best service
possible. Personal customer support has top priority for us.

Indaiatuba Brasil

Stroh do Brasil Ltda.

Bairro Chécaras Alvorada

Estrada Municipal Idt 334, no 585
CEP 13.337-200

Indaiatuba/SP

BRAZIL
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Diamond and CBN-Tools

Diamond roller dressers
Diamond roller truers

Dressing plates

Single point dressers

Multi grain dressers

Chisel diamond tools

Wheel dressers

Hand dressing tools

Hardness indenters

Hardness reference blocks
Gauge points and tips

Diamond- and CBN turning tools
Electroplated abrasive wheels
Diamond- and CBN grinding wheels
Hand lapper

Diamond pastes

Special tools
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Single point dresser

H

The single point diamond is still often used today for various grinding
procedures. Since there is no standard and their evaluation is subjective there
is a certain fascination tied to diamond quality. You can trust our diamonds
even when they are mounted.

Application recommendation:

Clamp dressing tool as short as possible to avoid vibrations
Tilt angle of the dresser should be radial 10° to 15°

Infeed up to maximum 0,03 mm (30pm)

Feed up to 0,2 mm

Good cooling, must begin with dressing procedure —
otherwise danger of cracking

After creating a surface, axially rotate the diamond 90°

e Timely remounting increases efficiency

Selection assistance: Disposable dressing diamonds are maintenance free and can be used to
Grinding Carat dress discs with fine grains and median disc diameters.
We use good quality and forms.
50 0,33
100 0,50

STROH single point Dressing Diamond

200 0,50-0,75 G e e D5 Ce
® From 0,10 up to 2,5 Cara
jgg 075] _O]O'OO ® 4 qualities available: TOP, EXTRA, STANDARD, SPECIAL
! * Natural point or grinded point
500 1,25-1,50 ® Octahedron or dodecahedron
600 1,50-2,00 * Regrinding service
800 2,50 * Fastest delivery times

Selecting the diamond is determined by the dimensions of the grinding wheel
(diameter and width), the degree of hardness and grain size as well as the
individual dressing conditions.

Single point dresser with small synthetic diamond blanks

To eliminate natural variations in quality, the trend here is towards
synthetic diamond blanks. The properties of the diamond material
are always the same in this case.

Plus there is the benefit of the lifelong constant dressing conditions.
Because of the constant cross-section surface there is no longer
the need to adjust the dressing parameters.




Single point dresser
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Dressing plates

Grain Dressing Plates

The dressing plate can be considered as an universal tool. It has
been possible to combine the excellent properties of the single
diamond dresser with natural points and the multi grain dresser.
The dressing plate is suitable for both: Straight dressing as

well as profiling. This is even more apparent when you think about
the fact it is already possible to deliver dressing plates with a
consistent working width of 0.75 mm. This width is also ideally,
considered as the working edge of a diamond dresser respectively
a chisel diamond.

That is why these diamond tools are often used instead of a
chisel diamond which distinctively reduces operating costs.
The same as in multiple grain dressing and precision dressing
the dressing plate can be completely used up. The roughness
depth of the wheel can be influenced by the respective infeed
of the dressing tool in its effective range.

Needle Dressing Plates

This dressing tool is equipped with high quality needle diamonds
that are set according to a specific scheme. They are used for
larger discs and longer dressing paths and also profiles.

Dressing Plates with small synthetic diamond blanks

These dressing plates have exact, that means narrowly toleranced,
body dimensions. They are equipped with a consistent effective

width making them suitable for dressing highly accurate profiles.

By using small synthetic diamond blanks instead of natural diamonds
consistent dressing conditions can be achieved throughout the
lifetime of the tool. With the continuously stable work surface of the
blanks no parameter adjustment is necessary. This allows the dressing
of step profiles.
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Grain dressing plates

in tungsten or carbide bond, handset

/Grmdln Order- Order- N
wheel no. W Tungsten bond no. H Carbide bond
from...up to...
23
20 S
*H‘k 1 ; |
501 . e 511 A0 =
600-1200 mm = ‘ ‘ \\w
Width up to % | I 0
500 mm ° sl
23
20 S
| 1 g
Order-no. 502 ° Sy : 2 N
for short 502 < | w/ 512 < ‘ &
assembly ] 1, ©
dimensions i~ ;Oa - ~ \\‘5
\ L : IHN J
4 - s = s )
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505 42 YL 515 S e
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N L T L7 L)
4 Diamond grain size Grain size of the s= Ordering information: h
grinding wheel mm 1. Order-no. catalogue
1 D501 120-180 0,75 2. Length of the dressing plate G or P
2 D711 80-120 0,90 3. Diamond grain size
3 D1001 54-80 1,15 4. Grain size of the grinding wheel
4 D1181 36-54 ]40 5. Bond tungsten or carbide
Type: G (straight dressing) A=28 mm
Type: P (profiling) A=33 mm




%

g w \ Ly b 4
] @ {J&J & %‘\ ﬁ Dressing plates
~T @ ) L

e

Needle dressing plates

in tungsten or carbide bond, handset
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@ Single needle Grain size of the s= Ordering information:
grinding wheel mm 1. Order-no. catalogue
1 0,6 mm 120-180 0,75 2. Length of the dressing plate G or P
2 0,8 mm 80-120 0,90 3. Diamond grain size
3 1,1 mm 54-80 115 4. Grain size of the grinding wheel
4 1,5mm 36-54 1,40 5. Bond tungsten or carbide
Type:G  (straight dressing) A=28 mm
Type: P (profiling) A=33 mm




Dressing plates

Dressing plates

with synthetic diamond needles
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Diamond dimension (edge length in mm) Ordering information:
01 0,7x1,0 1. Order-no. catalogue
04 0,4x0,4 2. Length of the dressing plate G or P
05 0,5x0,5 3. Diamond dimension
83 glgig,g 4. Diamond assembly DA or GA
10 1,0x1,0
Type: G (straight dressing) A=28 mm DA |, * ,| GA | E—— |
Type:P (profiling) A=33 mm DIAGONAL  STRAIGHT
\_ %
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Dressing plates

with synthetic diamond needles
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Dressing plates
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Diamond dimension (edge length in mm) Ordering information:
01 0,7x1,0 1. Order-no. catalogue
04 0,4x0,4 2. Length of the dressing plate G or P
05 0,5x0,5 3. Diamond dimension
83 g,g;g,g 4. Diamond assembly DA or GA
10 1,0x1,0
Typfz: G (S"ufi-?-hi dressing) A=28 mm pr[eee| ca[mmu]
Typ:P (Profiling) A=33 mm DIAGONAL ~ STRAIGHT
\_ %




Dressing plates

By using small synthetic diamond blanks instead of natural diamonds consistent
dressing conditions can be achieved throughout the lifetime of the tool. With

the continuously stable work surface of the blanks no parameter adjustment is necessary.
This allows the dressing of step profiles.
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Diamond dimension (edge length in mm) Ordering information:
01 0,7x1,0 1. Order-no. catalogue
?é g,;lxg,tsl g I{.ﬁng1h (zlf(;he dressing plate G or P
,5x0, . Diamond dimension
06 0,6x0,6 4. Diamond assembly DA or GA
08 e . Diamond assembly DA o
10 1,0x1,0
Type: G (straight dressing) A=28 mm DA |.”| GA | am .|
Typ:P_ (Profiling) A=33 mm DIAGONAL  STRAIGHT
\_ %
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Holders for Dressing plates
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Dressing plates
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ADJUSTABLE HOLDERS
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Chisel diamond tools s

Chisel diamond tools

The chisel diamond is a precision tool with highly precise
Diamond cutting edge geometry. Even the most difficult grinding
wheel profiles can be precisely dressed with this precision tool.
Selected rough diamonds, the perfect know-how when setting
and precise processing machines guarantee a long tool life of
our effective chisel diamonds.

Our long-term market success in the natural diamond sector
is slowly being secured by the new — even more effective —
synthetic diamond materials.

The synthetically manufactured diamonds give the user an
improvement in the own manufacturing because all types of
grinding wheels (corundum, white aluminium oxide as well

as silicon carbide grinding wheels) can be dressed in a

cost reducing manner. Our regrinding service helps you apply
the benefits of this type of dressing tool — increasing profit —

in a very short time frame.

Benefit from our long-term experience!

Chisel diamond tools

with synthetical diamond blank

Order-no. Order-no. Order-no.

603-Needle 604-Needle . 605-Needle
MSO Fortuna Schaudt

min 0.5 - max 0,8

/s
__ A | | 3%
{ s g ¢ £ M (=t
1 f f S
26,5+0,5 15 A
\_ %
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Chisel diamond tools

The chisel diamond tool is used for highest accurate dressing operations.
Thoroughly selected diamonds, the right method of setting and special tooling
machines guarantee the STROH-quality.
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Chisel diamond tools
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REISHAUER CHISEL DIAMONDS DIAFORM CHISEL DIAMONDS
Order-no. . Natural diamond Synthetic diamond
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STANDARD DIMENSION FOR DIAFORM HOLDERS,
ANGLES AND RADIUSES

Type/Order-no. Length (mm) Angle (Degree) Radius (mm) Machine-Type
30/125 K 35 30 0,125
30/250 K 35 30 0,250
40/125K 35 40 0,125 AT-ATR
40/250 K 35 40 0,250
40/500 K 35 40 0,500
60/125 K 35 60 0,125 BT-BTR
60/250 K 35 60 0,250
60/500 K 35 60 0,500
30/1251 45 30 0,125
30/250L 45 30 0,250 2A-2AR-2B-2BR
40/125 L 45 40 0,125 3A-3AR-3B-3BR
40/250 L 45 40 0,250 4A-AAR-4B-4BR
40/500 L 45 40 0,500 5/1-5/2-10/2
60/125L 45 60 0,125 6/1-6/2-12/1-12/2
60/250 L 45 60 0,250 8/1-8/2-14/1-14/2
60/500 L 45 60 0,500
30/125 EL 58 30 0,125
30/250 EL 58 30 0,250
40/125 EL 58 40 0,125 5/4-6/4
40/250 EL 58 40 0,250
40/500 EL 58 40 0,500
60/125 EL 58 60 0,125 12/4-14/4
60/250 EL 58 60 0,250
60/500 EL 58 60 0,500
40/R K 35 ca. 40 Triangel roh
40/R L 45 ca. 40 Triangel roh for pre-profiling
40/R EL 58 ca. 40 Triangel roh
60/R K 35 ca. 60 Triangel roh
60/R L 45 ca. 60 Triangel roh for pre-profiling

60/R EL 58 ca. 60 Triangel roh



Wheel dresser
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Wheel dresser

The diamonds on a wheel dresser are arranged evenly on the
circumference and in rows. The diamonds we use are specially selected,
needle shaped or flat natural diamonds that are held by a special sintered
bond. When a surface has developed on a length of 5 - 6 mm, the small
wheel should be turned slightly forward. This allows new diamond points
to take effect.

H

Benefits: Easy to use, noticeably less expensive
than cut profile diamonds

Straight dressing: Multi-row wheel dresser
Profiling: Single-row wheel dresser
Dressing feed: 0,01-0,03 mm
Cooling: By using sufficient coolant

longer tool life will be achieved!

19
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Diamond wheel dresser

Standard dimension (special types by request)

Wheel dresser

Order- Dimensions Diamond | Diamond Grinding wheel | Grinding wheel | Application
no. content Type grain size diameter
3 210 Infer
0,50 ct. | Needle 80-300 | 10-150 mm "!eg.‘”
401 % Diamonds grinding
5 212,5
. 0,15 d. | Needle 60-100 100 mm | Iterior
402 % X aé a Diamonds grinding
5 718
403 : 1,00 ct. | Needle 60-80 80-300 mm | Profiling
N ] - Diamonds
5 @16 In!eripr
201 n 050.| Needle | 46-100 | 40-400 mm | 9inCinG
E Diamonds Pl
ane
grinding
5 716
405 3 0,75 ct. | Needle 80-300 | 10-200 mm '“r:ﬁ:,':’;
=T ] L Diamonds g g
S 018 Triangle
106 4% 1,50 d. B:“"m“ds 46-60 | 20-500 mm | Profiling
\@;4 - Needle
Diamonds
\_




Wheel dresser

SIRCH

Diamond wheel dresser

Standard dimension (special types by request)

Order- Dimensions Diamond | Diamond Grinding wheel | Grinding wheel | Application A
no. confent Type grain size diameter
5
% 1,50 ct. | Needle 80-500 {200-550 mm| Profiling
407 Diamonds
5
408 ' 1,00 ct. | Plane 46-100 |200-700 mm| Profiling
Triangle
? Diamonds
8 Ro_ungi
209 5 200 | Needle | 46-80 |380-500 mm| 9inding
- Diamonds
| Plane
‘Z grinding
. unnfl
110 | 2,00 dt. | Needle 60-120 |300-500 mm| 9inding
- Diamonds
Plane
,ﬁ grinding
° unnfi
an e 2,00 ct. | Needle 80-200  |300-500 mm| 9'inding
fe32 Diamonds P
ane
ﬁ grinding
9
ay | [ 2,00 ct. | Needle 36-60 350-800 mm| Plane
‘ Diamonds grinding
\_ %
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Diamond wheel dresser

Standard dimensions (special types by request)

Wheel dresser

/Order- Dimensions Diamond | Diamond Grinding wheel | Grinding wheel | Application A
no. content Type grain size diameter
9
. unnfl
a3 i 500 | Needle | 60-120 |400-700 mm| 9inding
- Diamonds
Plane
Z grinding
9
2R 500 | Needle | 80-400 700 mm| Ineror
14 Diamonds grinding
o /
4 N
HOLDERS FOR WHEEL DRESSER
Order- ° Order- o
no. 8 no. <
& %\;
Q -,
MK
{ L\ 4>‘€2 M&__J\T_% St —
H9 40 H10 2
/ 7/
R L B c— 11
i !
Order- Order-
no. no. 9
- 5
al Al > . IMKY Y D
H1I _>€2 H12 } L\ \L b
//| /
I e e B
4@_”__1_’ . |
\_ Please specfy D and L1 Y,
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Multi grain dresser
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Multi grain dresser

H

Multiple grain dressers are equipped with a holder and a diamond
insert. The dimensions of the diamond insert, as well as the grain size
and the bonding/diamond grain ratio are defined by the grinding

wheel that needs to be dressed. If you specify us your individual grinding
wheel parameters we would like to help you find the correct multi

grain dresser.

Compared to single point dressers multi grain dressers
offer some advantages:

* Lower costs
Even though the actual diamond content is normally much
higher in multiple grain dressers than in single grain dressers
the price is still lower because mostly smaller diamonds are used.

* Faster removal
With multigrain dressers there are generally multiple diamonds at
work on the grinding wheel so the work load is distributed over several
diamond points and by that a greater feed is made possible.

Result: faster removal of the material. Depending on the area of
application diamonds in differing structures can be arranged
(see examples).

* Long tool life
Because multigrain dressers are slower to wear than single point
dressers, they don't need to be adjusted, with the exception of occasional

turning, throughout their entire life span.

Result: Remounting and sharpening are completely unnecessary,
much less sensitive than single point dressers

¢ Short delivery time

Dressing infeed: 0.01-0.04 mm
Cooling: By applying sufficient coolant longer tool life will be achieved!

To avoid machine vibrations the holder should be kept as short as possible.

23
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Multi grain dresser

Diamond insert ineasurements

/Order- Dimensions Type/Carat | Insert Application )
no. ineasurement
@ dxl (mm)
3 31 | 16x8
3a 3/] a 11x6 Rough dressing for coarse grit wheels
6 6/1 | 145
9 9/1 | 8xi2
Medium rough dressing for medium
coase grit wheels
15 15/0,5|  8x12
50 50/2,5|  8xI1
Very durable fo wheels up to biggest
diamonds and grit 46
50d 50/5 11x11
600 60/1 |  8x4
60b 60/25| 8xIl
High Cutting performance wheel grit
46 until 80
60d 60/5 11x11
70c 70/3,5 8x11 Special high quality diamond
ggz 8%(}/21 5 88):(]4] for dressing fine grit wheels
\_ %
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Multi grain dresser

Standard dimension

/Order 0 L © L Order\
no: S 1,0 Carat 8 o
MK1 S A L _]0 VKA &j
TS g T 201A
20 K o 2.5 Karat
40 =16 40
\_ /
= A L o
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202 e L1 e = 202A
255 l 255 |
\_ /
/Order- 0 L © Order-\
no. §T 3,5 Carat S no.
ESE R v 5 R L ki &IV
203 % A\ AR 5,0 Carat % & 2RO 203A
PN =22 | w
\_ /
/Order- © L © L Order\
no: g& 2,5 Carat g‘,+\ no.
e 5,0 Carat
‘ 255 . =18
\_ /
~
Order- L L Order-
1,0 Carat W no.
= L=10 o = e -
205 | 84 — 8 I 25 Carat | SL e e L
L =16 L 7
\_ /
Order- L Order\
no: 1,0 Carat no.
L=10
206 ald g ol 4— 206A
Lo 2.5 Carat
L1 =16
\_ Please specfy D and L1 N Please specfy D and L1 J




26

)

™ \ y

. e i._ 'J‘Z il -

Fine grain dresser

Fine grain dresser

Fine grain dresser contain a heavily block-shaped sintered-bond diamond-grain
and are more and more used nowadays for fine dressing operations.

Optimal results are obtained with these fine grain dressers when the diamond-grain
has at least twice or three times the size of the grain of the grinding wheel.

In use they are less delicate and produce an equally rough grinding wheel surface.
These fine grain dressers are preferred for wheels with exact, acute angled
working edges, for instance single profile wheels, for tooth flank, thread and profile
grinding machines.

4 FEPA for grinding wheels FEPA for grinding wheels FEPA for grinding wheels N
Diamond grain size  Grain size of the grinding wheel | Diamond grain size  Grain size of the grinding wheel | Diamond grain size  Grain size of the grinding wheel
D 64 320-600 D 181 120-180 D 602 60-80
D 9 220-320 D 301 100-120 D 71 54-60
D 126 180-220 D 427 80-100 D 851 46-54
Grain size of diamond inserts according FEPA-Standard
@4 4 @5 @8
0,35 Carat 1,25 Carat - 1,25 Carat
@4 -8 26 a8 8
s 0,75 Carat £ 1,50 Carat i 2,50 Carat
Special design possible

\Tungsien bond for aluminium oxide and semi-friable aluminium grinding wheels

Carbide bond for silicon carbide grinding wheels/
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Fine grain dresser

Standard dimensions (other types of holders available)

/ Order- Diamond / Order- Diamond
no. | insert no. insert
] @dxl (mm) ‘A>‘ @dx! (mm)
iR g 3| S — —tfd 5x8
8 1% 37] 0 6x8
301 8 x4 322 8x8
\_ /
/Order- Diamond /Order- Diamond
no. insert no. insert
A,‘ g @dxl (mm) - @dx! (mm)
¢ B 3| S — —JEE 48
20 394 40 5x8
302 4 x8 325 6x8
\_ /
/Order- Diamond /Order- Diamond )
no. insert no. insert
. @dxl (mm) ! @dx! (mm)
4 | & - B @ 48 g o
305 20 5x8 329 2 4x4
306 6x8 330 8x4
\_ /
/Order- Digmond /Order Diamond
no. injeln( ) no. | ;Zrl]jeln( )
g @dxl (mm = xI (mm
_ 331 T — 4x8
s+ — — = 337 e 58
3N 40 4x8 333 40 6x8
312 5x8 334 8x8
\_ /
/ Order- Diamond \ / Order- Diamond
no. insert no. 1 insert
i g | 9dxl (mm) L @dxl (mm)
MK1 i o
i pp———— @
313 65 4x8 335 o 6x8
314 5x8 336 8x8
\_ / /
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Diamond block dresser

For surface grinding, circular grinding and centerless grinding machines a sturdy

Fine grain dresser

dressing tool which guarantees you a constant performance.

/Order- Dimensions Grinding wheel | Grinding wheel A
no. grain size diameter
DBA 46-610 46-60 6 8
DBA6o6l0 | OX10mm | go.gg | UptoB1000mm e
oo >OCK
DBA 80-610 80-100 : EI 30 =
DBA 100-610 6X]0 mm 100-180 Wldth up fo 500 mm o o PO
DBA 46-46 46-60
DBA 80-46 80-100 : o [oo =
DBA 10046 | 4X6 mm 100-180 Width up to 100 mm
\_ /
4 N
HOLDER
Order- Order-
no. no.
13 w2 e H14 - =
40 L1
Please specfy D and L1
Order- Order-
no. no.
2 L L
8
MKO_ >, a . . . _— .
H1S = H16 @ —
255 L1 x/
\_ Please specfy D and L1 )




Fine grain dresser

SDIAMANTWERKZEUGE I I

Hand dresser

The hand dressers are all-round tools. They can be used for manual and
yet precise dressing of ceramic bond grinding wheels. The solidity of these
long-lasting hand dressers leads to a noticeably improved dressing results
as compared to the normal metal wheel hand dressers.

olene- | g Fene | o) |
HT20 620/1,50 25x8x8
HT40 F40/1,50 25x8x8
o /
E T |
HP20 620/1,50 25x8x8
HP40 F40/1,50 25x8x8
. /
/Order-no. Dimensions h
axbxc (mm)
SH10 24x24x12
for strong conditions ° — -
o /

29
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Hardness testing indenters

Hardness is the resistance of a material against the intrusion

of another (harder) body.

We manufacture the various diamond indenters according
to applicable procedures and standards.

The geometry of the diamond indenter to measure hardness is
determined by the respective standard:

Hardness measurement according to:

ROCKWELL cone 120° with radius r= 0,200 mm

VICKERS pyramid 148°7' edge angle / 136° surface angle
KNOOP rhomboid with 130° respectively 172°30’ edge angle
BERKOVIC  3-sided pyramid (Tetrahedron)

The diamonds are set using a high strength, non-rebounding bond
in holders for the common hardness testing machines.

e Standard types for laboratory equipment
* Special mounts for automatic machines and special devices

kalibriert
Nr.: 43 50002 09
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Hardness testing indenters

Diamonds for testing method ,Rockwell” (Other types available) Cone 120° 220
R0,2 £0,01
Grder- Name Testing insIrumenI\
no.
1.1
~ Dorernst Dorernst
06 s A —IF :
16,2 " 120
23,2 =
& N I=SiEs 8 Briro E Reicherter
09 w0l & 120°
28 =g
46
g - Original
1 B § Rockwell z. B. Frank
Y. € 120°
T4 =
Testor
12 . g 120° Wolpert
29 8
. — W LS Briro UVN Reicherter
]3 ot w| 3 o
g 28 2g 120 Emco
46
B | =W _
14 - - = T;e;:)oor Automat Wolpert
S 312 | &
29 8
\ )
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Hardness testing indenters

Diamonds for testing method , Vickers” (Other types available)

V< Pyramid
MPA NRW, /2 o gy
Materialprifungsamt Nordrhein-Westfalen
kalibriert
Nr.: 43 50002 09
Surface angle Tilting angle
Gder- Name Testing insirumem\
no.
= F 2 Original
15 ol o - Vickers
g 20 > 136°
[0}
S |
Vickers
16 . 2 136 Frank
26 <
Q
4 T= |
Dia-Testor
17 . e 136° Wolpert
29 8
SN _—'j: | ®' Brivisor 3000H i
18 o Reicherter
20 136
32
St
19 0 20 o VHT°5 Reicherter
S < 136
298 g
o %
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Hardness testing indenters

Diamonds for testing method , Vickers” (Other types available)

MPA NRW, Pyramid
® 136° +20 148° 7
Materialprifungsamt Nordrhein-Westfalen
kalibriert
Nr.: 43 50002 09
Surface angle Tilting angle
Gder- Name Testing insirumem\
no.
2 S S Twick Twick
12 § 136°
22 8
. A —— HILH 13 Iwick 2 Iwick
< %6 § 136°
46 8
99 ﬂ ]_g g ?;IZLSkOp 187.5 Reicherter
B 183
93 S Insert for Reicherter
3 8 Nr. 22
: 136°
S L1 s Testor-Automat Wolpert
2 gl : 136°
Q 312 | &
29 8
L %

33
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Hardness testing indenters

Diamonds for testing method , Vickers” and ,Knoop”(Other types available)

y'i? Pyramid
o &Y 136° 20 148° 7
Materialprifungsamt Nordrhein-Westfalen
kalibriert
Nr.: 43 50002 09
Surface angle Tilting angle
Gder- Name Testing inslrumem\
no.
25 i = Leitz Durimet Leitz
. 175 0/ 136°
8 26,5 13
= [ 1
2% S ° Mikro Testor Wolpert
5,3 3 136°
17,3 8
97 . 2 Vickers Frank
14 & 136°
26 S
130° 172° 30 Knoop
172°
28
Knoop diamonds are available for
shape oo Knoop-Diamond all standard 1esﬁng machines.
Special design possible.
Y p gnp )
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Hardness reference blocks s

Hardness reference blocks

Hardness reference blocks are an essential appliance in the company
quality management system. They serve the purpose of calibrating
and testing hardness testing devices in daily use.

Our calibrated hardness reference blocks are manufactured solely in
compliance with current valid standards and guarantee the correct
operation of your hardness testing devices.

The calibration of the hardness reference blocks is conducted at the
accredited by the German calibration laboratory of the MPA NRW.

When using hardness reference blocks it is completely irrelevant
whether the determined hardness value of the hardness reference blocks
coincides 1:1 with the standard hardness value or not, since according
to applicable standards the scale adjustment is conducted with at least
two hardness values of which one must be higher and the other lower
than the hardness value of the workpiece.

Materialprifungsamt Nordrhein-Westfalen
kalibriert
Nr.: 43 50002 09

The hardness reference blocks are only to be used for the test procedure
for which they were calibrated.

kw Block size 60 x 60 x 16 mm
Roc ell . Block weight approx 0,450 kg

Hardness reference blocks made Block size 70 x 70 x 70 x 6 mm
of steel for the Rockwell test A Block weight approx 0,13 kg

Hardness scale Nominal hardness values

HRA 40 49 55 598 62,4 65 67,6 702 72,8 754 78,1 807 82 834
HRB (S/W) 60 75 90 100

HRC 20 25 30 35 40 45 50 55 60 62/63 65
HRF (S/W) 90 95 115

HR 15N 67,7 705 73,4 762 791 81,9 847 87,5 899 908 91,3
HR 30N 41,2 456 50,1 546 59,1 63,6 68 721 768 79 812
HR 45N 197 254 31,2 37 428 485 543 60 657 685 714
HR 15T (S/W) 80 865 91 922

HR 30T (S/W) 565 692 77,3 82

HR 45T (S/W) 33,5 52,8 64,6 72,1

HRG (S/W) 62 81 87 94

HRE (S/W) 95

HRD 40 44 48 51 55 5 63 67 71 73 75
HRK S/W) 76 97

HR 62,5 582 61 63,7 664 692 72 747 77,5 802 81,6 83
HBT2,5/187,5 (W) 25 53 61 65

HBT2,5/62,5 (W) 72 80 85

HBT 2,5/31,25 (W) 45 65

35
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Micro block

Polished surface
Hardness reference blocks made

Block size 35 x35x35x6 mm

of steel for the Vickers test Block weight approx 0,035 kg

HV 0,001

HV 0,005 240

HV 0,010 240

HV 0,015 240 300 (400) (450) (540)

HV 0,025 240 300 400 450 (540) (620) (720)

HV 0,03 240 300 400 450 540 620 720

HV 0,05 240 300 400 450 540 620 720 840

HV 0,1 240 300 400 450 540 620 720 840

HV 0,2 240 300 400 450 540 620 720 840

HV 0,3 240 300 400 450 540 620 720 840

HV 0,5 240 300 400 450 540 620 720 840

HV 1 240 300 400 450 540 620 720 840

HV 2 240 300 400 450 540 620 720 840

HV 3 240 300 400 450 540 620 720 840

HV 5 240 300 400 450 540 620 720 840

HV 10 240 300 400 450 540 620 720 840

Macro block

Polished surface

Block size 70 x 70 x 70 x 6 mm
Block weight approx 0,13 kg

Hardness scale Nominal hardness values

HV 1 140 240 300 400 450 540 620 720 840
HV 2 140 240 300 400 450 540 620 720 840
HV 3 140 240 300 400 450 540 620 720 840
HV 5 140 240 300 400 450 540 620 720 840
HV 10 140 240 300 400 450 540 620 720 840
HV 20 140 240 300 400 450 540 620 720 840
HV 30 140 240 300 400 450 540 620 720 840
HV 50 140 240 300 400 450 540 620 720 840
HV 60 140 240 300 400 450 540 620 720 840
HV 100 140 240 300 400 450 540 620 720 840
HV 120 140 240 300 400 450 540 620 720 840
HV 125 140 240 300 400 450 540 620 720 840

HV 150 140 240 300 400 450 540 620 720 840
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Hardness reference blocks made

Polished surface

Block size 35x35x35x6mm
of steel for the Knoop test Block weight approx 0,035 kg
Nominal hardness values
HK 0,005 140 240
HK 0,01 140 240
HK 0,015 140 240 300 400 450 540
HK 0,025 140 240 300 400 450 540 620 720
HK 0,05 140 240 300 400 450 540 620 720 840
HK 0,1 140 240 300 400 450 540 620 720 840
HK 0,2 140 240 300 400 450 540 620 720 840
HK 0,3 140 240 300 400 450 540 620 720 840
HK 0,5 140 240 300 400 450 540 620 720 840
HK 1 140 240 300 400 450 540 620 720 840
HK 2 140 240 300 400 450 540 620 720 840

m Block size

. 100 x 100 x 16 mm re. 150 x 100 x 16 mm*
Hardness reference blocks made Block weight approx 1,26 kg re. 1,88 kg*

f steel for the Brinell test
of steel for ihe Brinell fes . * nominal hardness 150 HBW

Hardness scale Nominal hardness values

HBW 5/125 150

HBW 5/250 150 200

HBW 5/750 150 200 250 300 350 400 450 500 600
HBW 10/500 150

HBW 10/1000 150 200

HBW 10/3000* 150 200 250 300 350 400 450 500 600

‘ Block size 70 x70 x 70 x 6 mm
Block weight approx 0,13 kg

Hardness scale Nominal hardness values

HBW 2,5/15,625 100

HBW 2,5/31,25 100

HBW 2,5/62,5 100 150 200

HBW 2,5/187,5 100 150 200 250 300 350 400 450 500 600
Polished surface

HBW 1/5 150

HBW 1/10 150 240

HBW 1/30 150 240 300 400 450 540 620
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Rockwell

. Block size 75x75x 16 mm
Block weight approx 0,195 kg

Nominal hardness values

HRB (S/W) 37 60
HRE (S/W) 67 85 92
HRF (S/W) 66 84 90
HRH (S/W) 93

HRK (S/W) 36 61 72
HR 15T (S/W) 66 76 80
HR30T (S/W) 27 48 56
HR 45T (S/W) 20 34
Brinell

. Block size 150 x 100 x 16 mm
Block weight approx 0,52 kg

Hardness scale Nominal hardness values

BW 5/62,5 60 80

HBW 5/125 60 80 100
HBW 5/250 60 80 100
HBW 10/250 60 80

HBW 10/500 60 80 100
HBW 10/1000 60 80 100
Vickers

. Block size 75x75x 16 mm
Block weight approx 0,195 kg

Hardness scale Nominal hardness values

HV 1 60 80 100
HV 2 60 80 100
HV 3 60 80 100
HV 5 60 80 100
HV 10 60 80 100
HV 20 60 80 100
HV 30 60 80 100
HV 50 60 80 100
HV 60 60 80 100

MPA NRW,

Materialprifungsamt Nordrhein-Westfalen
kalibriert

Nr.: 43 50002 09

Brinell

. Block size 75 x75x 16 mm
Block weight approx 0,195 kg

Nominal hardness values
60 80

HBW 2,5/15,625
HBW 2,5/31,25 60 80 100
HBW 2,5/62,5 60 80 100
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With the rising automation, the ratio and importance of the diamond
gauge points are also increasing. Special requirements of individual
users and the conditions of the respective measurement stations have
maintained to a large diversity in holder shapes.

The diamond is cut, either conical with a radius, spherical or flat
depending on the intended tool use.

As a general rule gauge points are manufactured according to customer
drawings. Our specialized manufacturing methods for these tools make it
possible to manufacture even difficult customer specifications with consistent

high quality.

SAMPLES

FOR DIAMOND GAUGE POINTS

N @4H7
% =5
'| ..... 2 P
Ol 1 16 2 4 B
Sl
3| 23
s
23 t=4mm
= 1, 045
0
3 4 J | / '
© |
7?&% t=4mm
23 32
. @4+0,1 }_é.
o N2 2 955, | =
8 - &y 10 | |
‘ N 1-01 'T <t
. ' e ZZEN
t=4 mm 18

Further specifications available
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Please visit our Online Shop:
www.stroh-shop.de
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