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dIaMond tools

our norton offering is the industry’s most comprehensive line of stock and made-to-order 
products to true (restore the wheel’s profile) and dress (opening – to remove stock – or 
closing – to finish) the face of the wheel. in addition to these catalog stock stationary 
tools, norton manufactures a full line of custom stationary tools, rotary diamond dressers 
and truing/dressing devices to meet all your specific application needs.  
contact us at 1-800-438-4773.

aPPlIcatIons: Truing and dressing conventional and superabrasive wheels, straight, step, 
radius and form dressing

tool tyPes: Single Point, Multi-Point, Blade, Form, Toolroom and Cluster Tools, and  
Truing Devices

category defInItIon

selectIng the correct dIaMond tool
to determine the type of norton dressing tool to use, it is best to think about the desired shape of the wheel face. finished wheel face 
shapes are generally categorized into six types, as illustrated below.

tyPIcal wheel forMs dressed by statIonary dIaMond tools
look for the applicable wheel forms beside each product type to help you choose the correct product for your application.

straiGht tapered conveX concave anGled multi-anGled

•  remember that diamonds are a rare commodity—the larger the stone and the better the quality, the higher the initial cost. the key to successful 
diamond tool productivity and use is based on the “cost per dress.” normally, higher quality diamonds and a proactive resetting program will 
result in the lowest “cost per dress.”

•  in those situations where a resetting program is not feasible or low initial cost is the primary purchasing consideration, norton offers a 
complete line of non-resettable tools.

deterMInIng the best value

resettIng your used dIaMond tools

resetting – Minimizing your cost
buying a higher quality diamond is your best value, especially if you 
participate in a proactive resetting program. although initial cost may be 
higher, the payback comes through several factors:
• diamond durability, providing longer tool life
• tighter form tolerances
• consistent finish rates
• resetting the diamond lowers the overall tooling cost

used properly, the overall cost of a higher quality, resettable diamond will 
compare favorably with that of an inexpensive, non-resettable diamond. 
initially, the best diamond point is selected for use. when returned, the next 
best diamond point is selected for resetting, and so on.

to ensure you get the best value for your diamond:
• rotate the diamond tool ¼ turn periodically to maintain  

a sharp point
• use proper flow of coolant to protect the diamond from 

heat which can create fracturing of the diamond
• excessive wear on the diamond point may impact the ability 

to reset the diamond. the widest point of the diamond is 
referred to as the girth. the diamond girth is buried in a 
powder metal matrix. using a diamond into the girth zone 
might impact the ability to reset other diamond points

new 1st reset multiple resettinGs



• rigidly mount single point tools at a 10° - 15° angle to the wheel 
centerline with a line drawn through the center of the wheel,  
pointing in the direction of wheel travel. 

• point of contact should be slightly  
below centerline of wheel as shown.

• use coolant whenever possible.

• normal infeed is .001" per pass.

• lead selections range from  
.002" – .010" per wheel revolution.

• rotate the tool 1/4 turn periodically  
to maintain a sharp point.

to optimize applications using ceramic abrasives and/or tools, 
normal dressing parameters must change. reduce infeed by 25%. 
significant reductions in the amount of infeed and frequency of 
dress will result in substantially lower cost per part ground.

sIngle PoInt dress traverse rate
select a lead value based on desired surface finish and run the  
formula below.

lead value X wheel speed (rpm) = traverse rate in inches/minute

• slower traverse rates result in a closed wheel face and lower 
surface finish readings on the workpiece.

• faster traverse rates result in an open wheel face that produces 
greater stock removal and a rougher workpiece finish.

 it is the user’s responsibility to refer to and comply with aNsi B7.1

fInIsh lead value (Per wheel revolutIons)

For Coarse Finish (approx. 64 RMS) .008" to .010"
For Medium Finish (approx. 32 RMS) .005" to .009"
For Fine Finish (approx. 16 RMS) .002" to .004"

-
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our norton line of single point tools is used in straight and simple form dressing 
applications. it includes: resettable and non-resettable products, tools for all abrasive 
types (conventional and advanced ceramic grains) and the technology-leading norton 
“indexable” tool design.

straiGht tapered conveX

wheel forms dressed by these tools

selectIon guIde

stock tools for ceramic abrasive wheels
sg/ceramic   engineered for use on ceramic (sG, nQ, targa, etc.) 

wheels but may also provide significant benefits when 
used on conventional abrasive products. these tools are 
furnished with top quality specially selected diamonds. 

bcsg/ceramic   economical alternative to an “sG” tool.  best choice when 
a disposable tool is preferred.

stock tools for conventional abrasive wheels
ns  engineered for use on conventional abrasives. these high 

quality, value-priced tools can be used for a variety of 
dressing applications.

bc  economical alternative to an “ns” tool. best choice when a 
disposable tool is preferred.

selectIng the correct sIngle PoInt tool:
•  identify the wheel abrasive type: aluminum oxide, 

silicon carbide, or ceramic

• determine the wheel diameter  
– to select the optimum carat weight 

• determine the tool holder size  
– to select appropriate shank diameter 

exaMPles of sIngle PoInt tool selectIon

conventional wheel spec: 32A46-IVBE  7" x 1/2" x 1-1/4" 
Customer’s machine has a 7/16" tool holder

tool selections: Resettable: NS2M7 or NSUD2 (Indexable)
Non-Resettable: BC2M7 or BCUD2 (Indexable)

ceramic wheel spec: 5SG60-JVS or 5NQ60-IVS 10" x 1" x 3"
Customer’s machine has a 3/8" tool holder

tool selections: Resettable: SG3M6
Non-Resettable: BCSG3M6 

single Point tools
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non-resettable bcsg/ceraMIc sIngle PoInt tools
features and benefIts

 ❚ the best selection when a resetting program is not feasible or low initial cost is the primary purchasing consideration

wheel forms dressed by  
these tools

straiGht tapered conveXcd8842

metric

2.000 Ø0.437 
or 0.375

90°

single Point tools for truing/dressing ceramic abrasives 
sg/ceraMIc sIngle PoInt tools 
features benefIts

 ❚ specially selected broad-shaped, diamond  ❚ withstands the increased grinding pressures of ceramic abrasives 

 ❚ each diamond is hand selected for stone 
shape, quality and structural integrity

 ❚ consistent tool performance

 ❚ multi-purpose  ❚ accommodate most straight dressing and simple form dressing applications
 ❚ stand up to ceramic (norton sG, nQ,tG, etc.) abrasive sharpness; can also 

be used to dress conventional abrasives

best good
wheel  
dIaMeter

tool  
carat weIght

tool  
dIaMeter

tool  
length

Product  
no.

3 settable Pts  
(2 resets) Part no.

Product  
no.

non-resettable  
Part no.

stock single Point tools for truing/dressing ceramic abrasives 
Up to 7" 1/4 (.25) 3/8" 2" SG2M6 66260195365 BCSG2M6 66260157007 

7/16" 2" SG2M7 66260195366 BCSG2M7 66260156905
8" to 10" 1/3 (.33) 3/8" 2" SG3M6 66260195367 BCSG3M6 66260157008 

7/16" 2" SG3M7 66260195368 BCSG3M7 66260156906
11" to 14" 1/2 (.50) 3/8" 2" SG5M6 66260195369 BCSG5M6 66260157009 

7/16" 2" SG5M7 66260195370 CSG5M7 66260156907
15" to 20" 3/4 (.75) 3/8" 2" SG7M6 66260195371

7/16" 2" SG7M7 66260195372 BCSG7M 66260156908
21"+ 1 (1.00) 7/16" 2" BCSG10M7 66260157010 
standard pacKaGe = 1 tool

single Point tools CONTINUED

resettable sg/ceraMIc sIngle PoInt tools
features and benefIts

 ❚  norton high quality diamond and a proactive resetting program will result in the lowest dressing cost per part

stock sIngle PoInt tool MarkIng systeM
dIaMond QualIty dIaMond sIze shank desIgn shank dIaMeter
sg/ceramic 1 = 1/5 (.20) carat M 6 = 3/8"
bcsg/ceramic 2 = 1/4 (.25) carat J 7 = 7/16"
ns 3 = 1/3 (.33) carat
bc 5 = 1/2 (.50) carat

7 = 3/4 (.75) carat
10 = 1 carat

shanK mshanK j

EXAMPLE:  ns  2  M  6
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single Point tools for truing/dressing conventional abrasives 
conventIonal sIngle PoInt tools 

features benefIts

 ❚ consistent diamond structure and shape  ❚ repeatable dressing performance

 ❚ well defined, sharp diamond point  ❚ durable; maximum cost effectiveness for dressing conventional abrasives

 ❚ steeper 60 degree included angle head design  ❚ Greater machine and part clearance produce forms with tighter tolerances 

resettable ns (norton standard) sIngle PoInt tools 
features and benefIts

 ❚ high quality diamonds, value priced

 ❚ selection of the correct tool and a proactive resetting program will result in the lowest dressing cost per part

non-resettable bc sIngle PoInt tools
features and benefIts

 ❚ the best selection when a resetting program is not feasible or low initial cost is the primary purchasing consideration

single Point tools CONTINUED

90°

2.000

0.625 Ø0.625

cd8841

cd8842

metric

2.000 Ø0.437 
or 0.375

90°

shanK m

shanK j

better good
wheel  
dIaMeter

tool  
carat  weIght

tool 
dIaMeter

Product  
no.

2 settable Pts  
(1 reset) Part no.

Product  
no.

non resettable 
Part no.

stock single Point tools for truing/dressing conventional abrasives
Internal 1/5 (.20) 3/8" BC1M6 66260195021
Wheel 7/16" BC1M7 66260195022
Up to 7" 1/4 (.25) 3/8" NS2M6 66260195116 BC2M6 66260195000

7/16" NS2M7 66260195117 BC2M7 66260195001
8" to 10" 1/3 (.33) 3/8" NS3M6 66260195121 BC3M6 66260195002

7/16" NS3M7 66260195122 BC3M7 66260195003
11" to 14" 1/2 (.50) 3/8" NS5M6 66260195126 BC5M6 66260195004

7/16" NS5M7 66260195127 BC5M7 66260195005
15" to 20" 3/4 (.75) 7/16" NS7M7 66260195132 BC7M6 66260195006

7/16" NS7J7 66260195130 BC7M7 66260195007
21" + 1 (1.00) 3/8" NS10M6 66260195136 BC10M6 66260195008

7/16" NS10M7 66260195137 BC10M7 66260195009
7/16" NS10J7 * 66260195135

* j-shanK tools are available in 7/16" diameter with 5/8" head
standard pacKaGe = one tool

refer to our diamond and cbn superabrasive standard Product catalog #8068 sections on  
www.nortonindustrial.com or your norton representative for more in-depth information on all  
norton superabrasive stock and made-to-order products. 

dIaMond tools
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wheel forms dressed by  
these tools

straiGht tapered conveX
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Indexable single Point tools

indexable tools are specifically designed to alleviate any misalignment issues and are the tools of choice for cnc grinders. they feature a two-part 
construction with the head and shank as separate pieces. after the initial installation, operators simply turn the indexable head with a wrench, while 
the tool shank remains secure (and aligned) in the tool holder. 

Indexable single Point tools for truing/dressing ceramic abrasives
non-resettable bcsgud/ceraMIc u-dex-It Indexable sIngle PoInt tools
features and benefIts

 ❚ these u-dex-it tools contain specially selected diamonds to withstand increased ceramic (sG, Quantum nQ, targa tG, etc.) grinding pressures

 ❚ ideal for centerless grinders; using standard 5/8" wrench, the head can be turned through the hole in the side of the wheel guard without removing the guard 

 ❚ the best selection when a resetting program is not feasible or low initial cost is the primary purchasing consideration

metric

60° incl.
turned

0.625
heX

1.44
0.69

.75

.19

.37.03 X 45° .03

Ø0.437

nsud new desiGn

cd8817

u-deX-it

Indexable sIngle PoInt tools 
features benefIts

 ❚ easily turned without removing tool 
from the holder

 ❚ easier for operators to turn than conventional tools – increasing frequency of 
beneficial tool turning

 ❚ extended life; less downtime and increased productivity

 ❚ u-dex-it and mini-dex tools have a 
60° included angle head design

 ❚ provides additional form versatility through better machine and part clearance
 ❚ excellent choice for regulating wheels

good
wheel  
dIaMeter

tool  
carat weIght

tool  
sIze

Product  
no.

non-resettable  
Part no.

stock Indexable single Point tools for truing/dressing ceramic abrasives
Up to 7" 1/4 (.25) 7/16" x 1-7/16"  with 5/8" head BCSGUD2 66260162669
11" to 14" 1/2 (.50) 7/16" x 1-7/16"  with 5/8" head BCSGUD5 66260159894
standard pacKaGe = one tool

wheel forms dressed by  
these tools

straiGht tapered conveX

single Point tools CONTINUED

Indexable single Point tools for truing/dressing conventional abrasives 

non-resettable bcud u-dex-It Indexable sIngle PoInt tools
features and benefIts

 ❚ ideal for centerless grinders; using standard 5/8" wrench, the head can be turned through the hole in the side of the wheel guard without removing the guard

 ❚ the best selection when a resetting program is not feasible or low initial cost is the primary purchasing consideration

resettable norton standard nsud u-dex-It Indexable sIngle PoInt tools 
features and benefIts

 ❚ high quality diamonds, value priced

 ❚ ideal for centerless grinders; using standard 5/8" wrench, the head can be turned through the hole in the side of the wheel guard without removing the guard

 ❚ selection of the correct tool and a proactive resetting program will usually result in the lowest dressing cost per part

resettable norton standard nsMd MInI-dex Indexable sIngle PoInt tools
features and benefIts

 ❚ high quality diamonds, value priced

 ❚ use a standard 7/16" wrench to turn; designed for internal, bearing race, and twist drill flute machines

 ❚ selection of the correct tool and a proactive resetting program will usually result in the lowest dressing cost per part
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single Point tools CONTINUED

metric

heald

n121Q7

1.000

0.812
0.500
a/f's

Ø0.437

20°
Ø0.625

shanK Q for heald machine

Indexable single Point tools for truing/dressing conventional abrasives CONTINUED 

Internal grinding tools

metric

0.44
heX

1.19

0.62
.37

Ø.249

0.12

.03 X 45°

0.03

Ø0.34

60° incl.
turned

0.57 ref.

metric

60° incl.
turned

0.625
heX

1.44
0.69

.75

.19

.37.03 X 45°

.03

Ø0.437

nsud new desiGn

cd8817

u-deX-it mini-deX

wheel forms dressed by these tools

straiGht tapered conveX concave

best
MachIne 
tyPe

carat 
weIght

shank 
dIaMeter

tool 
length

Product 
no.

2 settable Pts  
(1 reset) Part no.

stock Internal grinding tools
Heald 1/5 (.20) 7/16" 1" NI21Q7 66260195180
standard pacKaGe = 1 tool

better good
wheel  
dIaMeter

tool  
carat weIght

tool  
sIze Product no.

2 settable Pts (1 reset) 
Part no. Product no.

non-resettable  
Part no.

stock Indexable single Point tools for truing/dressing conventional abrasives
Up to 7" 1/4 (.25) 7/16" x 1-7/16" with 5/8" head BCUD2 66260195023

1/4" x 1-3/16" with 7/16" head NSMD2 66260195171
8" to 10" 1/3 (.33) 7/16" x 1-7/16" with 5/8" head NSUD3 66260195162 BCUD3 66260195024

1/4" x 1-3/16" with 7/16" head NSMD3 66260195172
11" to 14" 1/2 (.50) 7/16" x 1-7/16" with 5/8" head NSUD5 66260195163 BCUD5 66260195025
15" to 20" 3/4 (.75) 7/16" x 1-7/16" with 5/8" head NSUD7 66260195164
standard pacKaGe = one tool

resettable Internal grIndIng tools

features and benefIts

 ❚ Q style shank is used on a heald internal grinder (resettable).
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metric

eXcello

nt-106
(48-4105)

1.625

60°

38°

Ø0.375

metric

jones & lamson

nt1l4

1.000 Ø0.250

80°

nt1l4 for jones & lamson machine

15°

00.145

00.125

1.000”

Ø0.250

38rl4 for jones & lamson machine

nt106 for eXcello machine

refer to our diamond and cbn superabrasive standard Product catalog #8068 sections on  
www.nortonindustrial.com or your norton representative for more in-depth information on all  
norton superabrasive stock and made-to-order products. 

wheel forms dressed by  
these tools

straiGht tapered

best
MachIne  
tyPe

shank  
dIaMeter

tool  
length

Included 
angle

Max. radIus 
on PoInt Product no.

non-resettable  
Part no.

stock thread grinding tools
J & L 1/4" 1" 38RL4* 66260195100
J & L 1/4" 1" 80° .010" NT1L4 66260195187
ExCELLO 3/8" 1-5/8" 60° .010" NT106 66260195190
*  38rl4 is a multi-point (Grit) 30 - 40 mesh tool 

standard pacKaGe = 1 tool

single Point tools CONTINUED

thread grinding tools

resettable sg/ceraMIc thread grIndIng tools

features and benefIts

 ❚ these wheels are used on j & l and excello thread grinding machines to accurately dress the grinding wheels that form the 
desired thread configuration (non-resettable). 
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since norton conventional and high-performance multi-point tools never need turning or 
resetting, they are the most economical way to accomplish a variety of straight, tapered, 
and step dressing operations on all sizes of cylindrical, centerless, surface,  
and toolroom grinding wheel applications. 

straiGht tapered

wheel forms dressed by these tools

norton MultI-PoInt tools
features benefIts

 ❚ uniformly distributed diamonds in a tough, durable matrix  ❚ consistent performance throughout tool life

 ❚ fresh, multiple diamond points exposed in truing operation; 
no turning or resetting required

 ❚ faster, more consistent straight face dressing with maximum efficiency and longer 
tool life than single point tools

 ❚ overall diamond weight exceeds equivalent single point tool  ❚ the most economical way to dress straight and tapered forms

MultI-PoInt dress traverse rate
select a lead value based on desired surface finish and run the  
formula below.

fInIsh lead value (Per wheel revolutIons)

for coarse finish (approx. 64 rms) .023" to .030" (.58mm – .76mm)
for medium finish (approx. 32 rms) .013" to .022" (.33mm – .57mm)
for fine finish (approx. 16 rms) .006" to .012" (.15mm – .33mm)
lead value X wheel speed (rpm) = traverse rate in inches/minute

• slower traverse rates result in a closed wheel face that produces 
less stock removal and improved workpiece finish.

• faster traverse rates result in an open wheel face that produces 
greater stock removal and a rougher workpiece finish.

  it is the user’s responsibility to refer to and comply with aNsi B7.1

MultI-PoInt tools – straIght face dressIng  
and truIng
• most multi-point tools are used 

for straight face dressing.

•   tool should have full face 
contact with the wheel.

•  with new tool, 3–5 passes 
at .005" per pass should be  
taken to expose diamonds.

•   infeed per pass .001" - .002"

•  use coolant whenever possible.

•  use appropriate lead (and 
traverse rate).

• contact your norton representative for proper tool selection 
for targa wheels.

metric

side view

top view

selectIng the correct MultI-PoInt tool
• identify the wheel abrasive type: ceramic (norton sG, Quantum 

nQ, targa tG), aluminum oxide, or silicon carbide

• determine the wheel diameter and grit size

• determine the tool's approach angle to the centerline of the wheel

• identify the tool holder diameter

• use 1e shape for angular wheel slide, cylindrical grinding and for 
shoulder or step truing

exaMPles of MultI-PoInt tool selectIon

Conventional Wheel spec: 32A46-IVBE  7" x 1/2" x 1-1/4" 
Customer’s machine has a 3/8" tool holder

tool selection: 1R6J6
Ceramic Wheel spec: 5SG60-JVS or 5NQ60-IVS 10" x 1" x 3"

Customer’s machine has a 7/16" tool holder
tool selections: SG1R6J7

Multi-Point (grit) tools
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MultI-PoInt tool dIaMond sectIon sPecIfIcatIons

shaPe wIdth length dePth
tool aPProach   
angle to wheel

for wheel  
dIaMeter

1a 1/4" 3/4" 5/16" 0° Over 20"
2a 1/4" 1/2" 3/8" 0° 15" – 20"
3a 5/32" 3/8" 1/4" 0° Over 20"
1e 5/32" 3/8" 5/16" –  
2e 1/4" 1/2" 1/2" – 20" x 2" and up
1r 1/4" Round 1/4" 0° Up to 10"
2r 3/8" Round 3/8" 0° 11" – 14"

a shape is used 
primarily for 
straiGht face 
dressinG.

e shape (double 
anGle top face) 
is used for 
standard  
n-face wheels, 
anGular wheels, 
face and side 
truinG of 
cylindrical 
wheels, and in 
step dressinG.

r shape is used 
for straiGht 
face dressinG 
where the tool 
holder is 
perpendicular 
to the wheel 
face (no draG 
anGle), and  
on thread 
GrindinG 
machines.

MultI-PoInt tool MarkIng systeM

dIaMond 
shaPe

tool  
dIaMond sIze

to dress grIndIng  
wheels wIth grIt sIze of:

shank  
desIgn

shank  
dIaMeter

1a 4 = 46 grit See the following 6 = 3/8"
2a 6 = 54 - 100 grit pages for shank 7 = 7/16"
3a 8 = 120 - 150 grit configurations 8 = 1/2"
1e 12 = 150+ grit
2e 14 = Special Applications
1r
2r
example:  1a   6   a   7

• to optimize applications using ceramic 
abrasives/tools, normal dressing 
parameters must change. significant 
reductions in the amount of infeed and 
frequency of dress will result in 
significantly lower cost per part ground.

• while all norton sG/ceramic tools  
have been designed to improve the 
efficiency of ceramic grinding 
applications, they can also offer 
significant benefits in many applications 
using conventional abrasives.

• when first using a norton sG/ceramic 
tool, make 3 to 5 passes at .005" infeed 
to ensure full face contact between the 
dressing tool and wheel face.

• reduce normal dressing infeed by half. 
do not exceed infeed of .002" per pass.

• the lead selection should be between 
.006"-.030" per wheel revolution. faster 
traverse with a norton sG/ceramic tool 
generally provides an open wheel face 
that can maximize productivity of the 
ceramic abrasive.

sg MultI-PoInt tool shaPe and  
shank avaIlabIlIty

conventIonal toolrooM MultI-PoInt 
tool shaPe and shank avaIlabIlIty

conventIonal abrasIve MultI-PoInt tool shaPe and shank avaIlabIlIty

shaPe sg1a
shank a

shaPe sg2a
shank d

shaPe sg1r
shank J

shaPe sg1a
shank c

shaPe sg2a
shank e

shaPe sg2r
shank k

shaPe 1a
shank a

shaPe 3a
shank g

shaPe 1a
shank b

shaPe 1a
shank c

shaPe 2a
shank d

shaPe 2a
shank e

shaPe 2r
shank k

shaPe 1r
shank J

shaPe 3a
shank f

shaPe 1e
shank f

shaPe 1a
 

shaPe 2a
 

shaPe 1r
 

shaPe 1a

bc-60 bc-61 bc-62

shaPe 2a
 

shaPe 1r
 

shaPe 3r
shank l

bc-64 bc-65bc-63

Multi-Point tools for straight dressing

shapes 3a (f and G shanKs) are used for form, shape, and step truinG. shape 1e is used for anGle dressinG

Multi-Point (grit) tools CONTINUED
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Multi-Point tools for truing and straight dressing 

Multi-Point tools for form, shape, or step dressing conventional abrasives

Multi-Point (grit) tools CONTINUED

sg/ceraMIc MultI-PoInt tools
features and benefIts

 ❚  designed specifically for use on ceramic (norton sG, Quantum nQ, targa tG, etc.) abrasives, sG tools contain a higher diamond concentration to 
withstand the increased grinding pressures generated by the ceramic abrasives. these tools have improved life and dress quality; they can also offer 
significant benefits in many applications using conventional abrasives.

standard MultI-PoInt tools 
features and benefIts

 ❚ the ideal selection for use on conventional abrasives in high-production applications

bc MultI-PoInt tools
features and benefIts

 ❚ these general-purpose tools are the ideal selection for conventional toolroom applications

 ❚ bc multi-point tools contain a specially selected diamond size for a broad range of dressing applications.

wheel forms dressed by  
these tools

straiGht tapered

straiGht

better
wheel  
dIaMeter

wheel  
grIt sIze

tool  
aPProach angle

tool  
dIaMeter Product no. Part no.

stock Multi-Point tools for form, shape, and step dressing
All 54 to 100 0° 7/16" 3A6F7 66260195055

15° 7/16" 3A6G7 66260195975
120 to 150 15° 7/16" 3A8G7 66260195058

standard pacKaGe = one tool

wheel forms dressed by  
these tools

tapered anGled

better
wheel  
dIaMeter

wheel  
grIt sIze

tool  
aPProach angle

tool  
dIaMeter Product no. Part no.

stock Multi-Point tools for angular dressing conventional abrasives
All 54 to 100 0° 7/16" 1E6F7 66260195080
standard pacKaGe = one tool

Tier: best better good
To dreSS: Ceramic Abrasives Conventional Abrasives Conventional Toolroom

wheel  
dIaMeter

wheel  
grIt sIze

tool  
aPProach 
angle

tool  
dIaMeter Product no. Part no. Product no. Part no. Product no. Part no.

Multi-Point tools for straight dressing
Up to 10" 54 to 100 0° 7/16" SG1R6J7 66260195377 1R6J7 66260195088 BC64 66260195014

0° 3/8" 1R6J6 66260195085
11" to 14" 54 to 100 0° 7/16" SG2R6K7 66260195378 2R6K7 66260195096 BC65 66260195015
15" to 20" 46 0° 7/16" 2A4D7 66260195045

15° 7/16" 2A4E7 66260195048
15° 7/16" 1B4C7 66260195060

54 to 100 0° 7/16" SG2A6D7 66260195375 2A6D7 66260195046 BC62 66260195012
15° 7/16" SG2A6E7 66260195376 2A6E7 66260195049 BC63 66260195013

120 to 150 0° 7/16" 2A8D7 66260195047
15° 7/16" 2A8E7 66260195050

21" + 46 0° 7/16" 1A4A7 66260195030
15° 7/16" 1A4C7 66260195038

54 to 100 0° 7/16" SG1A6A7 66260195373 1A6A7 66260195031 BC61 66260195011
15° 7/16" 1A6B7 66260195035
15° 7/16" SG1A6C7 66260195374 1A6C7 66260195039 BC60 66260195010

120 to 150 15° 7/16" 1A8C7 66260195040
standard pacKaGe = one tool

wheel forms 
dressed by  
these tools
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high Performance grit tools
norton high performance grit tools are used in the same manner as multi-point tools, but are designed to produce a superior finish. they are 
used on 120 - 150 grit wheels. the traverse rates are equal to or faster than ordinary tools. mounted on standard shanks, standard  
high performance grit tools have a 3/8" wide by .100" thick diamond impregnated blade with a greater number of sharp points than in ordinary 
multi-point tools. 

since high performance grit tools contain a higher concentration of diamond than found in standard multi-point tools, they are well suited for 
ceramic abrasive applications.

typical Machines and applications
• hp4439: cylindrical machines, grinding thrust walls, bearing diameters and multi-diameter shafts with radii 
• hp4511: angular machines plunge grinding multi-diameter shafts and plunge grinding on dual-wheel forms 
• hp4595: cylindrical machines grinding main bearing and lobes on camshafts
• hp4596: centerless machines step grinding and machines dual-wheel grinding transmission shafts

wheel forms dressed by  
these tools

straiGht tapered

best
wheel  
dIaMeter

wheel  
grIt sIze

shank  
dIaMeter

tool  
length Product no. Part no.

stock high Performance grit tools
Up to 20" 120 to 150 7/16" 1-9/16" HP4439 66260195270
Up to 20" 120 to 150 7/16" 1-9/16" HP4511 66260195271
Up to 20" 120 to 150 7/16" 1-9/16" HP4595 66260195272
Up to 20" 120 to 150 7/16" 1-9/16" HP4596 66260195273
standard pacKaGe = one tool

hp4511 hp4596hp4439

blade tools
with the choice of natural and synthetic diamond in three performance/price tiers, 
norton blade tools can meet all your angle, step, and radius dressing requirements for 
cylindrical, surface, and centerless grinding.

straiGht tapered anGled multi-anGled

WHEEL FORMS DRESSED By THESE TOOLS

hp4595



form tools

norton form tools have diamond lapped to specific angles and radii required for a 
particular application, machine, contour dressing system, or cnc operation. due to the 
high degree of accuracy necessary, the diamond is of special shape and quality.

conveX concave anGled multi-anGled

WHEEL FORMS DRESSED By THESE TOOLS
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usb (unIforM synthetIc blade) blade tools (all are Made-to-order)
features benefIts

 ❚ synthetic diamond with a controlled diamond 
shape provides a constant cross section of 
diamond to the wheel throughout the life of the tool

 ❚ provides consistent wheel conditioning from the first dress to last
 ❚ ideal for close tolerance wheel dressing on manual and cnc grinders, long production runs, and 

critical form and finish applications  (e.g. automotive cam, crank, and valve grinding)
 ❚ economical, long-lasting alternative to chisel-type tools for centerless form grinding

refer to our diamond and cbn superabrasive 
standard Product catalog #8068 sections on  
www.nortonindustrial.com or your norton 
representative for more in-depth information 
on all norton superabrasive stock and  
made-to-order products. 

wheel forms dressed by these tools

straiGht tapered anGled multi-anGled

better MultI-cut tools
wheel dIaMeter  
(wIdth < = 9")

tool  
aPProach angle

shank  
dIaMeter

aPProxIMate  dIaMeter  
of dIaMond

MInIMuM radIus and  
concave to be dressed Product no. Part no.

stock blade tools
12" to 17" 15° 7/16" .055" .028 MC355 66260195266
18" to 29" 15° 7/16" .075" .038 MC375 66260195267
these stocK tools are composed of 1 layer with 3 diamonds. these tools are not resettable or relappable.

standard pacKaGe = one tool

blade tools CONTINUED

MultI-cut blade tools (avaIlable In stock and Made-to-order)
features benefIts

 ❚ manufactured with top quality elongated-
shaped  natural diamond

 ❚ the choice when natural diamond is preferred on surface, cylindrical, and centerless grinders
 ❚ durable performing tools in a medium price range  

long lIfe blade tools (all are Made-to-order)
features benefIts

 ❚ manufactured with processed elongated-
shaped natural diamond

 ❚ developed as the first generation of the blade tool line for surface, cylindrical, and  
centerless grinders

 ❚ the choice when initial price is the primary purchasing consideration
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u-dex-It cone Point tool
used for precision dressing of intricate forms and radii. specially 
designed with 5/8" indexable head for easy turning during use. these 
tools can be relapped.

.03 X 45°

cd_6106

(.80)

Ø.437/.435

0.88

0.50

75°
cone
point

0.62 
heX

r.020
 .015

wheel forms dressed by these tools

conveX concave anGled multi-anGled

wheel forms dressed by these tools

conveX concave anGled multi-anGled

cone PoInt tool MarkIng systeM

tool 
tyPe

Included angle 
on dIaMond

radIus on 
dIaMond

carat  
weIght

shank  
dIaMeter

cP 6 = 60° 05 = .005" L = .10 - .15 6 = 3/8"
7 = 75° 10 = .010" M = .20 - .25 7 = 7/16"
9 = 90° 15 = .015" H = .33

20 = .020" x = .50
25 = .025"
30 = .030"

example:   cP   6   10   M-6

best
Included 
angle on 
dIaMond

radIus on 
dIaMond

tool 
carat 
weIght

shank 
dIaM.

tool 
length

Product 
no.

relaPPable 
Part no.

stock u-dex-It cone Point tool
75° .020" .50 7/16" 1.678" CPUD720-7 66260158981
standard pacKaGe = one tool

best
Included 
angle on 
dIaMond

radIus on 
dIaMond

tool 
carat 
weIght

shank 
dIaM.

tool 
length

Product 
no.

relaPPable 
Part no.

stock standard cone Point tools
60° .010" .20 – .25 3/8" 2" CP610M-6 66260195240
standard pacKaGe = one tool

form tools CONTINUED

standard cone Point tool
these tools are used for precision dressing when the most intricate 
forms and radii are required. can be relapped.

refer to our diamond and cbn superabrasive 
standard Product catalog #8068 sections on  
www.nortonindustrial.com or your norton 
representative for more in-depth information  
on all norton superabrasive stock and  
made-to-order products. 

cone PoInt tools
features and benefIts

 ❚ the norton vacuum braze technology used in the manufacturing of cone points surpasses all traditional diamond retention methods.  

 ❚ benefits of this technology include absolute diamond retention, diamond pullout prevention during the dressing cycle, and longer tool life through multiple relaps.

 ❚ because the diamond is accurately coned to the specific included angle and radius, these tools are ideal when the most intricate, precise forms  
and radii are required. 

 ❚ can be relapped.

how to use forM dressIng tools
• form tools should be used in compliance with the guidelines established for the machine or dress.

• proper centerline and light infeeds are essential to minimize side pressure. excessive pressure will cause the diamond to fracture.

• cone point tools should be rotated approximately 1/4 turn daily.



dIaMond tools

250

metric

1.10

.63

.35 a/f's

50°

.06

Ø.55

45°

55°

r.020

chisel Point tool for toyoda grinders

high-precision chisel point tool designed for forming intricate shapes and radii. 
specifically engineered to fit toyoda machine series Gl32 and Gl4, it can also be 
used on various straight and angle-head grinders – for dressing conventional and 
ceramic abrasive wheels, sizes 12" to 24". this tool can be reset/relapped.

see the “diamond form tool” section on www.nortonindustrial.com or ask your norton representative  
for information on our made-to-order form tools for Jones & lamson, Moore Pantograph, hoglund, and  
dia-form Machines.

chIsel PoInt tools
chisel point tools should be rotated 180° when dulling 
or contour problems occur.

form tools CONTINUED

wheel forms dressed by these tools

conveX concave anGled multi-anGled

best

Included angle 
on dIaMond

radIus on 
dIaMond

tool 
carat 
weIght

shank 
dIaM.

tool 
length

Product 
no.

relaPPable 
Part no.

stock chisel Point tool
55° .020" .75 7/16" 1.10" CHT520-7 66260103741
standard pacKaGe = one tool

chIsel PoInt tool MarkIng systeM
tool  
tyPe

Included angle 
on dIaMond

radIus on 
dIaMond

carat  
weIght

shank  
dIaMeter

ch = 6 = 60° 05 = .005" L = .10 - .15 6 = 3/8"
natural 7 = 75° 10 = .010" M = .20 - .25 7 = 7/16"
diamond 9 = 90° 15 = .015" H = .33

20 = .020" x = .50
25 = .025"
30 = .030"

example:  ch   9   5  M-6



Phono-PoInt tool MarkIng systeM

tool  
tyPe

Included angle  
on dIaMond

shank  
style

shank  
dIaMeter

NP 1 = 60° M 2 = 1/8"
BCPP 2 = 75° 3 = 3/16"

3 = 90° 4 = 1/4"
example:   nP   1   M   3
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norton toolroom dressing tools are primarily used on surface grinders to form the 
grinding wheel to an exact concave or convex radius. although some tools are designed 
for use on a specific machine, many radius tools can be used on any grinder having the 
correct set-up.

used generally on 8" diameter and smaller vitrified toolroom wheels, norton offers a 
selection of  phono-point, conventional radius, and full ball radius tools.

straiGht concave conveX multi-anGled

WHEEL FORMS DRESSED By THESE TOOLS

Phono-Point tools
for general toolroom concave and convex dressing on small diameter grinding wheels. not resettable.

better good
Included 
angle

shank dIaM-
eter

tool 
length Product no.

non-resettable 
Part no. Product no.

non-resettable 
Part no.

stock Phono-Point tools
60° 1/8" 1" NP1M2 66260195225 BCPP-60 66260195017

3/16" NP1M3 66260195226
1/4" NP1M4 66260195227

75° 1/8" 1" NP2M2 66260195228 BCPP-75 66260195018
1/4" NP2M4 66260195230

90° 1/8" 1" NP3M2 66260195231 BCPP-90 66260195019
3/16" NP3M3 66260195232
1/4" NP3M4 66260195233

standard pacKaGe = one tool

how to use toolrooM tools
• we recommend dressing with coolant. however, if dressing 

totally dry, allow three to five seconds between passes for 
diamond to cool.

• use extremely light cuts from .0002" to .001" maximum.

• rotate tool if the application and set-up allow.

• full ball radius tools should be returned for relap after 
minimum wear.

phono point

1.00Ø0.125

typical wheel forms

phono point

1.00Ø0.125

typical wheel formswheel forms dressed by these tools

conveX concave conveX

toolroom tools
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see the “toolroom diamond dressing tool” section on www.nortonindustrial.com or ask your  
norton representative for information on our made-to-order full ball radius tools for precision plunge form 
dressing of concave radii in the center of a grinding wheel.

concave radius tools
this line offers a specially-shaped single point diamond, designed for forming concave radii on small diameter grinding wheels.  
not resettable. 

convex radius tools
this line offers a specially-shaped single point diamond, designed for forming convex radii on small diameter grinding wheels. not resettable.

half-circle concave radius tools (available as non-stock only)
this line offers a specially-shaped diamond set in the side of the shank for forming half-circle radii on small diameter grinding wheels. the tool is 
rotated to form the radius. commonly called a “rat tail dresser.” not resettable.

conveX radiiconcave radii

best good
radIus sIze  
to be dressed

shank  
dIaMeter

tool  
length Product no.

non-resettable 
Part no. Product no.

non-resettable 
Part no.

stock concave radius tools
.010" to .015" 3/8" 2" NR1P6 66260195210
.016" to .020" 3/8" 2" NR2P6 66260195211
.021" to .032" 3/8" 2" NR3P6 66260195212
.033" to .062" 3/8" 2" NR4P6 66260195213 BCRD 66260195016
.063" to .125" 3/8" 2" NR5P6 66260195214 BCRD 66260195016
.126" to .250" 3/8" 2" NR6P6 66260195215 BCRD 66260195016
stock convex radius tools
.020" to .125" 3/8" 2" NR2M6 66260195216
.126" to .250" 3/8" 2" NR12M6 66260195217
.251" to .500" 3/8" 2" NR25M6 66260195218
standard pacKaGe = one tool

half-circle concave radii

Ø

1–
2

3–
8

Ø
3—
16

2

Ø

1–
2

1–
4

3–
8

1–
8

2

1 “r”

radius tools

toolroom tools CONTINUED
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norton cluster tools are designed specifically for straight face dressing of large 
diameter, coarse grit grinding wheels on single or double disc, centerless, or  
surface grinders.

conveX tapered

WHEEL FORMS DRESSED By THESE TOOLS

Multi-Point cluster tools
multi-point cluster tools are typically used for straight face dressing on disc 
and centerless operations. for greatest efficiency, these tools should be 
mounted at a 15° angle so that three diamonds are in contact with the wheel 
face at all times. the tool should be rotated at frequent intervals.  
not resettable.

better
dIaMonds  
on face

shank 
dIaMeter tool length Product no.

non-resettable 
Part no.

stock Multi-Point cluster tools
7 7/16" 1-5/16" NC7K7 66260195206
standard pacKaGe = 1 tool

better
for wheel 
dIaMeters

dIaMonds 
Per layer

shank 
dIaMeter

tool 
length

Product 
no.

non-resettable 
Part no.

stock dia-Pak tools
Up to 14" 5-4-5 7/16" 2" DP20 66260195200
Up to 20" 7-6-7 7/16" 2" DP30 66260195201
Any 7-6-7 7/16" 2" DP35 66260195202
standard pacKaGe = 1 tool

1.31
0.63

Ø0.437
 0.435 Ø0.75

0.656
heX

nc7K7

dp_

2.00

1.00

Ø0.437
 0.435 Ø0.62

Ø0.50
0.62

dia-Pak tools
dia-pak tools are primarily used in straight face disc grinding, but are 
extremely versatile and may also be used in centerless and surface 
operations. designed for maximum economy, three layers of diamond are 
carefully arranged so that a new layer is exposed before the previous layer 
is completely worn away. not resettable.

wheel forms dressed by these tools

straiGht tapered

wheel forms dressed by these tools

straiGht tapered

cluster and dIa-Pak tools – straIght face dressIng of hard / coarse wheels:

•  tool should approach the wheel at a 15° 
angle and be rotated periodically to keep 
three diamonds in contact with the wheel 
at all times.

• tools can also be used at a 90° to the  
wheel face.

• multi-point cluster tools should be 
rotated at frequent intervals.

 • infeed per pass should not exceed 
.0015" (.001" with ceramic – norton sG, 
Quantum, targa tG, etc. – wheels).

• use coolant whenever possible.

• these tools permit a faster traverse 
rate providing a freer cutting wheel 
than when dressed by a conventional 
single-point tool.

cluster tools
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tool holder/hand dresser

designed for use when offhand truing and dressing on tool and cutter, 
or benchstand grinders. this stock hand dresser will not rust, and is  
10-1/2" long, with a hollow shaft that accepts any tool shank length 
from 3/4" to 9". the 1-3/4" diameter plastic knob ensures a firm grip. 
the collet accepts a 7/16" diameter tool shank.

tool holders typically used in toolroom applications.

0.75
heX1.88

10.50

Ø1.75

hand dresser

0.75
heX1.88

10.50

Ø1.75

hand dresser

descrIPtIon Part nuMber
Hand Dresser 66260195020

accessories
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the benefits of fliesen tools

spend More time grinding
single point, chisel, and cone point tools require operator attention to ensure proper tool rotation at regular intervals. fliesen tools require no adjustments. 
simply install the tool, dress the wheel to break it in, and the tool will do the rest. operators spend more time grinding – rather than making non-productive 
dressing adjustments.

longer tool life 
expect long life when using a fliesen tool. other stationary tools, made with a single diamond stone, develop flat spots (“wear flats”) over time – which 
create chatter and burn. fliesen tools use hand-set, fine diamond grit, eliminating the creation of wear flats. 

fliesen tool configurations: Plate and shank

fliesen tools are available in two basic tool configurations. the most common is a plate configuration, which is somewhat rectangular-shaped with a 
mounting hole. fliesen shank tool configurations are plates mounted in shanks of varying sizes and shapes. most grinding machines accommodate  
one or the other tool configuration. to find the correct tool configuration for your machine, check the existing dressing tool, or consult your grinding 
machine manual.

choosing the correct fliesen tool 

fliesen tools are precisely engineered to impart specific wheel forms. this chart illustrates those various wheel forms and corresponding fliesen tool 
diamond positions. see the “fliesen tool” section on www.nortonindustrial.com or ask your norton representative for complete product listing and 
information on these tools. 

desIred  
wheel  
forM

dIaMond 
PosItIons

blade only
fr

side-mounted 
frs, fas, fbs, fcs, fds 

center-mounted
fas, fbs, fcs & fds 

double-sided
fcsd & fdsd

twin 
fdst, fsst,  
and 1tfas

need assistance ordering fliesen tools?

our customer service teams are ready to assist you. to expedite the process, please have this information on-hand when you call: the diameter, width, grit 
size, and abrasive type (aluminum oxide, silicon carbide, or ceramic) of the grinding wheel you will be dressing.

open or closed dressing... you can count on fliesen tools

whether dressing a wheel open or closed you can count on fliesen tools. open 
wheels (sharp, free-cutting abrasive grains are exposed) are created by increasing the 
speed a fliesen tool moves across the wheel when dressing. Generally considered the 
most favorable wheel conditioning, open wheels avoid workpiece burn while maximizing 
a wheel’s ability to remove metal quickly when grinding. 

slowing a fliesen tool as it moves across the wheel creates a closed wheel condition 
(abrasive grains are smoother, less sharp), a very helpful condition when trying to 
lower part surface finish readings. 

• harder, h-bond metal formulation tools efficiently dress durable silicon carbide  
and ceramic wheels

• furioso fliesen tools have a unique bond system developed for dressing  
Quantum (nQ) ceramic wheels

• w-bond fliesen tools are designed for conventional aluminum oxide wheels

category defInItIon
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Furioso vs. Standard Blade
Performance Advantage

Standard Blade

Furioso

standard furioso Plate drawings 

furIoso tools
best choice for optimum performance of norton Quantum ceramic wheels

features benefIt

 ❚ the optimized combination of diamond quality, bond 
and setting pattern when dressing norton Quantum 
(nQ) ceramic grinding wheels

 ❚ improved wear-resistance
 ❚ excellent dressing behavior
 ❚ constant surface roughness

furioso tools
the new generation of highly wear-resistant stationary diamond dressing tools for 
dressing modern ceramic abrasives 

these two pages highlight a small sample of our fliesen tool offering.see the “fliesen tool” section on 
www.nortonindustrial.com or ask your norton representative for complete product listing and information 
on these tools.
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best
To dreSS: NortoN QuaNtuM NQ CeraMiC Wheels 

zone no.  / serIes wheel grIt sIze tool no. Part no.  descrIPtIon

side-Mounted

zone 2 36 - 54 DT1463 69014122948• FBS 140 Furioso
FBS Series 54 - 80 DT1462 69014122947• FBS 115 Furioso

80 - 120 DT1461 69014122946• FBS 90 Furioso
120 - 180 DT1460 69014122944• FBS 75 Furioso

 
zone 3 36 - 54 DT1467 69014122952• FAS 140 Furioso
FAS Series 54 - 80 DT1466 60157690579• FAS 115 Furioso

80 - 120 DT1465 60157693885• FAS 90 Furioso
120 - 180 DT1464 69014122950• FAS 75 Furioso

twin  

zone 4 36 - 54 DT1471 69014122956• 1TFAS 140 Furioso
1TFAS Series 54 - 80 DT1470 69014122955• 1TFAS 115 Furioso

80 - 120 DT1469 69014122954• 1TFAS 90 Furioso
120 - 180 DT1468 69014122953• 1TFAS 75 Furioso

• all furioso plates shown ship in 10 business days from receipt of order. 

furioso Plates; side-Mounted and twin
use the wheel/tool Graph to identify your grinding wheel’s zone number, and the chart below to find the furioso tool for your application.
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Select Zone based on wheel diameter and width
Wheel / Furioso Tool Graph

Zone 4

Zone 3

Zone 1

Zone 2

furioso shank tools
made-to-order furioso shank tools are also available. ask your norton representative for ordering assistance.

side-Mounted diamond sections 
tools are available in different offset 
positions and angles. 

tipping the diamond Plates on shank tools
diamond sections can be tipped right or left. 

offset left, 
specify anGle 
amount

zero offset diamond 
tipped riGht, 
specify anGle

diamond tipped 
left, specify 
anGle 

offset riGht, 
specify anGle 
amount

there are many 
different diamonds 
maKinG up a sinGle 
plate as this cut-away 
view shows.

blade sIze
desCriPtioN diMeNsioN

1 FBS 10 mm thick,   
15 mm usable length

2 FAS 20 mm thick,   
15 mm usable length

3 TFAS Twin blade with 
cooling duct

dIaMond grIt sIze
desCriPtioN FePa

140 D1181

115 D1001

90 D711

75 D501




