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 “POLTAVA DIAMOND TOOLS” has been manufacturing top-quality 

diamond tools for the machine building, glass, electronic and 

woodworking industries since 1966.   It is committed to constantly 

improving production quality and has been certified in accordance with 

ISO 9001, EN13236

We offer three product lines to meet the quality demands and price 

requirements of our customers:

PREMIUM — our newest line of diamond and CBN wheels

                        specially designed to compete with top international brands 

                        for use on CNC machines but at a substantially lower price

                        used in machine building, woodworking and metallurgy for 

                        the production and sharpening of circular and band saws, 

                        metal cutting and specialty tools, as well as machine building      

                        parts

STANDARD — high quality resin and metal bonded diamond and CBN 

wheels for a wide range of industrial applications

Our specialists have a wealth of experience in the production and use 

of diamond wheels and tools, and “POLTAVA DIAMOND TOOLS” 

is always pleased to offer you our technical support and assistance in 

choosing diamond wheels and tools.

                      

WE LOOK FORWARD TO WORKING WITH YOU!
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International Size Standards and their applications by operation



International Size Standards and their applications by operation







The bond is produced for sharpening, finishing and cutting operations of tungsten

carbide for high parameters of machining. The bond is characterized by high wear 

resistance and high profile retention. The hardness is 10-15% higher than the bond RM101 has 

Sharpening, grinding and finishing operations of tools made of tungsten

carbide with high demand of processed surface.

The hardness is 10-15% higher than the bond R5-01 has

Processing of technical glass on mechanical feed lines. 

Processing of technical glass and porcelain tile (ceramic granite tile)

Grinding and gem-cutting of natural diamonds

Processing of brilliant girdle 

Honing of tempered and alloy steel

M3-08

Grinding of leuco-sapphire

RM501

RM502

RM503

R1-03

R1-04

D107

RM101

RM505

R5-01

R1-01

R5-03
R1-02
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Saw Type Code Wheel Shape D, mm T, mm Saw Teeth Profile H, mm Grit Size

WM 10/30 
Summer

WM 9/29 
Winter

ROMA 8 
Summer

WMS000
WMS010
WMS020
WMW000
WMW010
WMW020
ROM800
ROM810
ROM820

1FF1
1FF1
14FF1
1FF1
1FF1
14FF1
1FF1
1FF1
14FF1

127
150
203
127
150
203
127
150
203

22,2
22,2
25,4
22,2
22,2
25,4
22,2
22,2
25,4

10
10
10
9
9
9
10
10
10

30
30
30
29
29
29
30
30
30

12,7
20
32
12,7
20
32
12,7
20
32

100/80
100/80
100/80
100/80
100/80
100/80
100/80
100/80
100/80

General profile of band saw teeth WM 10/30 is used for cutting soft and hard wood. 

The example of order electroplated grinding wheel for sharpening band saw for wood
Shape 1FF1 Code WMS000, Dimensions 127-22,2-10-30-12,7,
Powder CBN (CBN1-H), Grit Size 100/80, Electroplated Bond.

The profile of band saw teeth WM 9/29 is used for cutting hard and frozen wood. 
The profile of band saw teeth ROMA8 is used for cutting soft and hard wood. 
The angle of wheel installation on the machine is 15°.

WHEELS FOR SHARPENNING BAND

SAWS FOR WOOD
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R5-01:

R1-05

R1-05:

R5-01

R5-01:

R1-05
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Diamond Profile Dressing  Rollers
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Diamond Profile Dressing  Rollers
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H = ± 0,02

D = ± 0,02

E = ± 0,02

F = ± 0,02

G = ± 0,01

P = ± 0,003

R1 = 0,15

R2 = ± 0,12

R3 = ± 0,01

R4 = 0,01

R5 = 0,012

a = ± 3’

a/2 = ± 3’

b = ± 3’

Picture 2
Minimum tolerances for the shape and arrangement of diamond roller surfaces

Table 2

Profile

Profile

65

                                                    Diamond Profile Dressing  Rollers

Diamond profile dressing rollers are an integral part of modern grinding technology and are mainly used
in serial and mass production. Diamond rollers are used for dressing of abrasive wheels.
With the help of diamond rollers, a copy of the profile of the required part is created on the surface of the 
working abrasive wheel. Then the abrasive wheel transfers this profile to the workpiece. At the same time, 
diamond rollers allow to combine several processing transitions at once, including turning, milling and preliminary 
grinding.
The production program of POLTAVA DIAMOND TOOLS includes the production of diamond rollers which
are used for:
-crankshaft processing;
- processing of ball pins;
- grinding of piston rings;
-valve handling;
-manufacturing of turbine blades;
-manufacturing of cogwheels;
- manufacturing of threaded connections;
-manufacturing of details of the bearing industry.

Advantages in application of diamond profile dressing rollers:
- creation of the abrasive wheel's surface within minimum possible time;
- profiling the surface of the abrasive wheel in one operation;
- high accuracy even during the creation of very complex profiles.

Picture 1 

the method  of electroforming with a non-orientable arrangement of diamonds bonded with a metal bond. 
The ratio of the diameter of the diamond roller to its height should be no more than 0.9

Table 1

Dimensions 
Diamond roller

Dimensions, mm 
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CBN  Grinding Wheels

with Vitrified Bond

67

R-0628

R22612

R24330

90

90

90

30

38

64

52

52

63

Diamond roller R-0628 (analog IК628) 90-30-52 from diamonds AC160, grit size  D301.
(The type and size of the diamond are agreed with the customer)

Diamond roller R-22612 (analog IК2261) 90-38-52 from diamonds AC160, grit size  D251.
(The type and size of the diamond are agreed with the customer)

Diamond roller R-24330 (analog IК2433) 90-64-63 from diamonds AC160, grit size  D426.
(The type and size of the diamond are agreed with the customer)

Each roller is accompanied by a measurement protocol that meets the customer's requirements, as well as a 
control sample of the roll profile.

Attention: POLTAVA DIAMOND TOOLS also produces other shapes and types of diamond rollers.

Examples of order

66
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CBN  Grinding Wheels with Vitrified Bond

The Application Area
-  cylindrical grinding, flat grinding, internal grinding operations
-  producing of details for bearing industry etc.
-  sharpening of metal cutting tools
-  gear-grinding operations
-  thread-grinding operations
-  producing parts for turbine etc. 

Main Processed Materials 
-  instrument steel (Ð18, Ð6Ì5 etc.)
-  bearing steel
-  titanium alloy
-  heat-resistant steel
-  alloy-threated steel 

Recommendations for Wheel`s Hardness Selection 

Group of 
Hardness 

Designation in accordance 
with ISO Standards

Designation 
in accordance with  

GOST R 52587 Standards

Soft

J J

Ê Ê

L L

Medium-soft

M M

N N

O O

Hard

P P

Q Q

R R

S S

Table 1. Types of hardness 

1.  Grinding of hard materials – soft bond. 
   The soft bond also could be used for grinding of soft and yielding materials, 
   such as heatproof and nonferrous alloys. 
2.  For rough grinding should be used wheels with harder bond. 
3.  In case of speed rising client should decrease the hardness of the bond. 
4.  In case of large contact of grinding wheel with processed surface should be used softer bond. 

Main Rules for Vitrified Bonded Grinding Wheels Hardness Selection

68
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M25 R5-03
R1-02 150%
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M25 R5-03
R1-02 150%
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R1-02 100%
R1-02 150% diamond wheel.
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R1-02 100%
R1-02 150% diamond wheel.
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DIAMOND AND CUBIC BORON 

NITRIDE PASTES 

80



DIAMOND AND CUBIC BORON 

NITRIDE PASTES 
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Type of processing Grit size of paste,
µm

Expenditure of paste,
2gr/sì

Roughness of surface
(Ra), µm  

before processing after processing

Roughness of surface
(Ra), µm  

before processing after processing

Grit size of carbide
titanium paste 

Abrasive capacity of paste, mg, not less

N H

Rough processing

Semi-finishing processing

Finishing processing

Polishing 

paste with water-washable base – alcohol, water. 

The Abrasive capacity of pastes and the roughness of processed surface are in the table. 

For diluting of pastes with oil base is recommended to use engine and aero oil, kerosene, gasoline; 

The lap should be made of cast iron, latten, glass, wood (birch, oak, beech), felt etc.

“T” – hard 

Abrasive Carbide Titanium Paste – consists of composition of classified according to carbide titanium powders grit sizes and surface-

active materials. 

The pastes are used for finishing and polishing of details for aerotechnics, high-precision bearing, blocking devices and pneumatic 

motor (cranes, faucets, hydraulic cyclones), fuel injection equipment (plunger pairs, valves), tool outfits and rough grinding of details 

and knots. 

Abrasive pastes have grit sizes: micro grits D426 – D54; micro powders M63 – M4.0. 

The paste concentration in accordance with part of carbide titanium powder are 

“N” – normal consistency 

“E” – extra-high consistency  

In accordance with consistence carbide titanium paste divide into 

“H” – higher consistency

“M” – salvelike 

THE SELECTION OF GRIT SIZE DEPENDS ON TYPE OF PROCESSING 

CARBIDE TITANIUM  PASTES 

85

CUBIC BORON NITRIDE PASTES 

“H” – higher consistency

“N” – normal consistency 

Cubic Boron Nitride Pastes is produced for semi-finishing and finishing operations. It is used for finishing and polishing operations of 

carbon and alloy steel, chilled iron. 

Past composition is next: cubic boron nitride powder, filler with organic oils, fatty acids, carbons of paraffin series and its derivate, 

polymer material. Cubic Boron Nitride Paste affects on processed surface with chemical and mechanical influence. The past composition 

consists of surface active materials, they help with washing workpieces, and output the slags from the processing surface. 

The paste divides: 

It increases productivity and the roughness of the surface. 

We use the organic solvent: kerosene, engine oil, alcohol. 

“E” – extra-high consistency 

The data for grit correspondence and abrasive facilities and roughness are in the table. 

Grit size

of CBN powder

The color

of the paste

and label 

Abrasive capacity of steel processing HRC
Surface roughness

(Ra), mkm, not more

N H E
Before

processing 

After

processing

B213; B151

B126 – B91

60/40 µm

40/28 µm

28/20 µm

20/14 µm

10/7 µm

14/10 µm

7/5 µm

5/3 µm

3/2 µm

2/1 µm

1/0 µm 

Red

Blue

Green

Yellow

67

62

57

52

42

47

37

32

-

-

-

127

123

112

102

93

97

82

65

-

-

-

175

163

157

153

143

148

137

108

-

-

-

0,4

0,2

0,16

0,125

0,08

0,1

0,063

0,05

0,04

0,32

0,25

0,195

0,155

0,12

0,095

0,06

0,075

0,045

0,038

0,03

0,23

0,02

The paste is delivered to the customers in container of 40, 50 and 100 grams. 

The other package for pastes is possible according to client`s request. 

Storage temperature 25±5°С.

- - - - -

- - - - -
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5/3 µm

3/2 µm

2/1 µm

1/0 µm 

Red

Blue

Green

Yellow

67

62

57

52

42

47

37

32

-

-

-

127

123

112

102

93

97

82

65

-

-

-

175

163

157

153

143

148

137

108

-

-

-

0,4

0,2

0,16

0,125

0,08

0,1

0,063

0,05

0,04

0,32

0,25

0,195

0,155

0,12

0,095

0,06

0,075

0,045

0,038

0,03

0,23

0,02

The paste is delivered to the customers in container of 40, 50 and 100 grams. 

The other package for pastes is possible according to client`s request. 

Storage temperature 25±5°С.

- - - - -

- - - - -
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DIAMOND SEGMENT DRILLS REINFORCED CONCRETE+
The Application Area

-  Drilling of high reinforced concrete 

 

DIAMOND SEGMENT DRILLS REINFORCED CONCRETE

The Application Area

-   Drilling of reinforced concrete.

Segment diamond drills could be used on drilling machines, with coolant only. 

62-72 24х3,2х11 R32

77-102 24х3,5х11 R45

24х3,5х11 R60

142-162 24х4х11 R75

172-225 24х4х11 R100

DIAMOND SEGMENTS FOR DRILLS

Diamond Segment Drills REINFORCED CONCRETE+
The Application Area

- Drilling of high reinforced concrete  

Diamond Segment Drills REINFORCED CONCRETE
The Application Area

- Drilling of reinforced concrete 

Used for soldering on drill`s core 

Used with coolant only. 
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Attention: we also produce other dimensions of this shape

DIAMOND SEGMENT DRILLS

Code 
Diameter,

mm 

Number

of Segments, pc. 

Drill Length,

mm

Segment

L x B x H, mm 
Bracing

Code 
Diameter,

mm 

Segment

L x B x H, mm 
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1A1RSS REINFORCED CONCRETE + 
The Application Area

-   Cutting of high reinforced concrete 

1A1RSS REINFORCED CONCRETE

The Application Area

-   Cutting of reinforced concrete

1A1RSS FIREBRICK 
The Application Area

-   Cutting of firebrick materials, bricks, tiles (или Dutch tiles)

1A1RSS SANDSTONE 
The Application Area

-   Cutting of all kinds of sandstone

Cut off wheels could be used on power cutters, slot cutters and stationary equipment with coolant only. 

64

1A1RSS CONCRETE 
The Application Area

- Cutting of concrete and reinforced concrete. 

Cut off wheels could be used on power cutters

and slot cutters with coolant only. 
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1A1RSS DIAMOND SEGMENT CUT OFF WHEELS

Code 
Diameter,

mm 

Hole,

mm 

Rim Width,

mm 

Rim Thickness,

mm 

Number

of Segments, pc. 

Code 
Diameter,

mm 

Hole,

mm 

Rim Width,

mm 

Rim Thickness,

mm 

Number

of Segments, pc. 

Attention: we also produce other dimensions of this shape
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DIAMOND SEGMENT DRILLS REINFORCED CONCRETE+
The Application Area

-  Drilling of high reinforced concrete 

 

DIAMOND SEGMENT DRILLS REINFORCED CONCRETE

The Application Area

-   Drilling of reinforced concrete.

Segment diamond drills could be used on drilling machines, with coolant only. 

62-72 24х3,2х11 R32

77-102 24х3,5х11 R45

24х3,5х11 R60

142-162 24х4х11 R75

172-225 24х4х11 R100

DIAMOND SEGMENTS FOR DRILLS

Diamond Segment Drills REINFORCED CONCRETE+
The Application Area

- Drilling of high reinforced concrete  

Diamond Segment Drills REINFORCED CONCRETE
The Application Area

- Drilling of reinforced concrete 

Used for soldering on drill`s core 

Used with coolant only. 
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Attention: we also produce other dimensions of this shape

DIAMOND SEGMENT DRILLS

Code 
Diameter,

mm 

Number

of Segments, pc. 

Drill Length,

mm

Segment

L x B x H, mm 
Bracing

Code 
Diameter,

mm 

Segment

L x B x H, mm 

89

1A1RSS REINFORCED CONCRETE + 
The Application Area

-   Cutting of high reinforced concrete 

1A1RSS REINFORCED CONCRETE

The Application Area

-   Cutting of reinforced concrete

1A1RSS FIREBRICK 
The Application Area

-   Cutting of firebrick materials, bricks, tiles (или Dutch tiles)

1A1RSS SANDSTONE 
The Application Area

-   Cutting of all kinds of sandstone

Cut off wheels could be used on power cutters, slot cutters and stationary equipment with coolant only. 

64

1A1RSS CONCRETE 
The Application Area

- Cutting of concrete and reinforced concrete. 

Cut off wheels could be used on power cutters

and slot cutters with coolant only. 
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1A1RSS DIAMOND SEGMENT CUT OFF WHEELS

Code 
Diameter,

mm 

Hole,

mm 

Rim Width,

mm 

Rim Thickness,

mm 

Number

of Segments, pc. 

Code 
Diameter,

mm 

Hole,

mm 

Rim Width,

mm 

Rim Thickness,

mm 

Number

of Segments, pc. 

Attention: we also produce other dimensions of this shape
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Recommendations

2. The main thing is to select the tool in accordance with processed material. For example, to cut the granite, you should use 
the cut off wheel for “GRANITE”.

3. In case of production loss, you should dress the diamond layer (sharp the wheel). Short-time work with any abrasive 
material: abrasive wheel, silex brick, asphalt. 

1. The correct selected tool is cut the cost of work. The main thing is not the price of a tool, but the final cost of work done 
with this tool. 

4. Important thing  is on-time cooling of the wheel, because of thermal influence could appear the core deformation. Every 
2-3 minutes of continuous cutting, you should cooling the wheel about 10-15 seconds, running the wheel light.
 
5. Despite, that diamond is hard natural material, it is delicate. It is not allowed shock load in the process of incorrect work. 
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