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OVerseas Aff|||ated Companies .................................
JUKEN TECHNOLOGY LTD. (SINGAPORE)

JUKEN (THAILAND) CO., LTD. (THAILAND)

KOREA JUKEN CO., LTD. (KOREA)

TAIWAN JUKEN CO., LTD. (TAIWAN)

JUKEN TECHNOLOGY (DONG-GUAN) CO,, LTD. (CHINA)

Juken Kogyo Co., Ltd.
Company Juken Kogyo Co., Ltd.
Headquarters 140-1 Kita Komukai, Komukai-cho, Toyohashi,
Aichi, 441-8003, JAPAN
Tel. +81-532-31-2061
Fax. +81-532-32-6534
35 Tonowari, Jinnoshinden-cho, Toyohashi,
Aichi, 441-8077, JAPAN
Tel. +81-532-34-3208
Fax. +81-532-34-0210
Miyagi Factory 45 Takida, kozuka, Wakuya-cho, Tooda-gun,
Miyagi, 987-0151, JAPAN
Tel. +81-229-43-5366
Fax. +81-229-43-2484
Managing Director Naoki Matsuura
Capital ¥79,000,000
Products Injection molding of plastic parts
Molding machines held
Toyohashi Factory 175 units
Miyagi Factory 50 units
Web Site http:/en.juken.com/

Jinno Factory

The Juken Group, consisting of Juken Kogyo and its affiliated
companies, was established to produce high-quality, precision
plastic products.

Domestic Affiliated Companies

Juken Machine Works (JMW) Co., Ltd. +«-eeeeeeeeeees Page14
35 Tonowari, Jinnoshinden-cho, Toyohashi,
Aichi, 441-8077 JAPAN
Tel. +81-532-32-3936
Fax. +81-532-34-0215
Design and manufacture compact injection molding machines
and peripheral accessories

Juken Fine T00| (JFT) CoO., Ltd. soveereenmerreneeeenaneee. Page18
35 Tonowari, Jinnoshinden-cho, Toyohashi,
Aichi, 441-8077 JAPAN
Tel. +81-532-32-3031
Fax. +81-532-32-5807
Design and fabricate precision injection molds

Juken Net Runner Service Co., Ltd.
140-1Kita Komukai, Komukai-cho, Toyohashi,
Aichi, 441-8003 JAPAN
Tel. +81-532-33-8265
Fax. +81-532-32-6996
Design data communication and PC systems




Factory Operation
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When operating a molding factory, the occurrence of defects must
be kept as low as possible. There are many global and domestic
standards such as JIS, MIL, and I1SO that are used for quality
management. However, the production methods and systems used
by factories to achieve the highest quality standards are all different.
At Juken, the following quality management method has been
adopted.

1. The best machine and the best layout

The proper operation of a molding factory starts with a proper
layout of the best available machines.

2. Small machines to create small parts

When the quality of the produced parts is of paramount importance,
Juken believes that low quantity cavity molding has several
advantages over multiple cavity molding (See page 7, "Low
Quantity Cavity Molding.")

3. The presence of the trial room

The trial room, in conjunction with the precision measurement
laboratory determines if the system is ready for mass production. It
is responsible for setting up molding conditions, giving approval or
disapproval of molds, and determining the locations that need
correction. (See page 9)

4. The Juken System

The operation of molding factories under a unified system is a
process idea that we have been using and improving for decades.
The Juken System is the methodology used by our molding
factories that standardizes the production machines, including
proprietary molding machines and labour-saving accessories, and it
is also the management operation methods which include quality
management, production management, and quality assurance.
(See page 7)

5. Networks using PCs

@ Data communications 1

The proper molding conditions are reported to the mass production
factories via a network. The conditions are set as an operating
standard.

@ Data communications 2

The operating standard (molding conditions) is directly loaded from
the trial room to the molding machines in the factories via a
network.

6. Same facilities in all factories around the world

All affiliated companies are equipped with the same molding
machines. Therefore, uniform quality is guaranteed across all of the
production sites.

7. All factories around the world have mold production factories
All molding factories of affiliated companies also have mold
production factories. This is to provide prompt on-site service for
maintenance, repairs, and design modifications.




Production Management
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Juken Production Net

Al factories associated with the Juken affiliated companies operate
under the Juken System. This means that the molding machines
that they use are standardized to 5 ton and 10 ton models made by
JMW. As a consequence, moldings being produced and delivered in
Japan can also be promptly delivered to Korea, Taiwan, China, and
Singapore simply by moving the mold to the overseas affiliated
factories. Again, the quality is assured, because the same mold and
molding machines are used.
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Juken System

The "Juken System" is the integration of molding fabrication
technologies, molding machine design technologies, molding
factory operation, management technologies, and data
communications.

.-+ Low Quantity Cavity Molding ---

The fundamental concept of the Juken System is low quantity cavity
molding using compact molding machines. In addition, the
combination of a specialized mold base, standardized mold
fabrication technologies, quality control management, production
management, molding technology, a network that links these
technologies, and well-trained operators are all key elements
necessary to achieve a "production system of precision miniature
parts".

The Advantages of Low Quantity Cavity Molding

+ Low quantity cavity molding is the only method that can
effectively meet the production demands of low quantities of
multiple products. Amazingly, more than 100 thousands parts can
be produced monthly using a single cavity mold. This method also
facilitates deliveries for just-in-time production lines.

+ Mass production can be achieved by using multiple molds.

+ Low quantity cavity molding using high-performance molding
machines (5 ton and 10 ton JMW machines, for example) can
achieve lower production costs than multiple cavity molding using
large machines.

The key to improving productivity lies in how many cavities a single

person can manage, not how many machines one person can
operate.




Quality Control
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Quality Control

Fabricating a precise prototype (mold) and then mass producing
plastic parts; this is the best method for producing the best parts at
the lowest cost.

The Trial Room

All molds that have been completed are put through an elaborate
trial run by the Trial Run Section. The trial run also includes the
production of thousands of shots which serves as a mold aging test.
Molds that pass the trial run are handed over to the Precision
Measurement Laboratory where all parameters are measured.

Then, the mold is approved or disapproved for mass production.
The molding conditions that were set by the Trial Run Section are
passed to each of the factories via PC communications network
and become an operating standard.

The trial room has seven 1.5 ton, 5 ton and 10 ton molding
machines (JWM) and 25 ton machines. The molding process is
performed under exactly the same conditions as would occur during
mass production.

BZBEZE  Precision measurement laboratory

Precision Measurement Laboratory

The precision measurement laboratory has as its mission, the
measurement of all newly designed molds, molds that have
undergone design modifications, and repaired molds. The
laboratory also gives its approval or disapproval to mass production.
All required dimensions are measured and evaluated.

Mass Production Inspection

Mass production inspection involves the daily measurement of
predetermined, representative properties of the parts being
produced and the determination of the quality level, according to
the prescribed procedures.

A List of Measurement Equipment

(Precision measurement laboratory)
Measuring microscope  Projector
Coordinate measuring machine /” CNC optical three-
dimensional tester / Double flank gear rolling tester
JIS gear measuring machine /“ CAD system ,/
Pin gauge ¢ 0.immto ¢ 30mm  Flow tester /
Universal tester

(Inspection room for mass production)
Measuring microscope /” Pin gauge ¢ 0.1mmto ¢ 30mm.”

CNC optical three-dimensional tester

NZ A4 JV—L  Trial room
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Juken Group
-- History - -

Since its establishment in 1965, JUKEN KOGYO Co., Ltd. has had
as its mission the production of high quality miniature plastic
moldings. The principle products that have been produced include
electronic parts and parts used in products such as audio
equipment, video cameras, cameras, office appliances, and wrist
watches.

In recent years, the automotive industry has started to use
miniature parts, especially moldings made of heat resistive resin.
Various applications for these miniature parts as well as new plastic
materials of which to make the parts, are being developed every

year. In order to meet these new market demands, there is a need
to establish production methods (lines) that can properly handle
them.

In 1973, a mold production factory was started. It was a large
investment because of the need to acquire high quality molds that
completely reflected the Juken Kogyo philosophy.

JUKEN FINE TOOL Co., Ltd. was started as a division in charge of
mold fabrication.

In the fall of 1973, experiences from the oil crisis made Juken
realize that the only way to survive was to improve productivity
beyond the bounds of current common sense. It is at this point that
Juken decided to pursue the development of energy-saving, labour-
saving, and high-speed molding machines.

In the early fall of 1975, 20 JMW001 Molding Machines were
fabricated. This was the birth of the molding machine development
division and the start of JUKEN MACHINE WORKS Co., Ltd.
Juken Fine Tools produces molds that have been requested by the
molding factories.

The molding machines fabricated by Juken Machine Works are
designed by taking into consideration practical experiences gained
at the molding factories.

In 1996, the division responsible for producing ultraminiature
moldings (0.001g or less) separated from Juken Kogyo in order to
specialize in this field. This marked the establishment of JUKEN
TINY PARTS Co., Ltd.

In 1989, JUKEN PRECISION INJECTION MOLDING Co., Ltd. was
founded as a separate entity specializing in moldings utilizing the
unscrewing removal method and inserts for miniature plastic parts.
From 1985, TAIWAN JUKEN Co., Ltd., KOREA JUKEN Co., Ltd.,
SEOUL JUKEN Corporation, JUKEN TECHNOLOGY SINGAPORE
PTE. Ltd., JUKEN (ZHUHAI) Co., Ltd., JUKEN (THAILAND) Co.,
Ltd., JUKEN TECHNOLOGY (M) SDN. BHD., were established.
Other affiliated companies were also established to serve as
production bases. Furthermore, JUKEN (H.K.) Co., Ltd. was
established as a contact office.

In 1996, Juken Kogyo made capital investments in SANWA INTAC
Co., Ltd. (situated in Souma-shi Fukushima). The hardening
grinding molds (mainly connectors) are currently produced in
Sanwa Intac. Sanwa Intac in conjunction with the Miyagi Factory
which opened in 1985 are operating as production bases for the
Tohoku region. In 1999, a JMW compact molding machine and a
middle-sized molding machine were installed. A molding factory
was also built.

In 1994, a section responsible for the design and construction of
computer networks (including LAN) and for directing the use of PCs
within the group, separated into a new company which was named
JUKEN NET RUNNER SERVICE Co., Ltd. Currently, the Juken
Group in Japan is running approximately 150 PCs.
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Business and Affiliated Companies
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Juken Group

---Business ---

Fine plastics parts -+« «++-«------ Design, production, and sales
Molds for injection molding +«- -+ Design, production, and sales
Compact injection molding machines -«- -+

Design, production, and sales
Labour-saving accessories --+-+- Design, production, and sales
Special order machines ««+«----- Design, production, and sales
Sales of Molding factory systems «««««+«ceeeeeeeeenene Licensing

HA=t RIS

T 441-8003 BB EfFH/\ABE]FIk/]\E 140-1
Tel. 0532-31-2061  Fax. 0532-32-6534

JUKEN KOGYO CO., LTD.

140-1 Kita Komukai, Komukai-cho,

Toyohashi-shi, Aichi, 441-8003 JAPAN

Tel. +81-532-31-2061  Fax. +81-532-32-6534

HEFTI5

T 441-8077 BHMEEFEHEEHEHETF ~/ £35
Tel. 0532-34-3208  Fax. 0532-34-0210

JUKEN KOGYO CO., LTD. JINNO FACTORY

35 Tonowari, Jinnoshinden-cho,

Toyohashi, Aichi, 441-8077 JAPAN

Tel. +81-532-34-3208  Fax. +81-532-34-0210

=4 EE S

T987-0151 B =M BEE/FFiEMH45
Tel. 0229-43-5366  Fax. 0229-43-2484

JUKEN KOGYO CO., LTD. MIYAGI FACTORY

45 Takida, Kozuka, Wakuya-cho,

Tooda-gun, Miyagi, 987-0151 JAPAN

Tel. +81-229-43-5366  Fax. +81-229-43-2484

[EARSER=$t/Domestic Affiliates]

st Yasroyvwvr9—oX (JMW)
T 441-8077 EFMESFTHEHFHETF b/ E35
Tel. 0532-32-3936  Fax. 0532-34-0215

JUKEN MACHINE WORKS CO., LTD.

35 Tonowari, Jinnoshinden-cho,

Toyohashi-shi, Aichi, 441-8077 JAPAN

Tel. +81-532-32-3936  Fax. +81-532-34-0215

BRatt JasrrvIrza4 Y=L (JFT)
T 441-8077 BHMEEFEHEEHEHETF ~/ £135
Tel. 0532-32-3031  Fax. 0532-32-5807

JUKEN FINE TOOL CO., LTD.

35 Tonowari, Jinnoshinden-cho,

Toyohashi-shi, Aichi, 441-8077 JAPAN

Tel. +81-532-32-3031  Fax. +81-532-32-5807

B8Rt Jasrrvry hSUF—H—EX
T 441-8003 ZHEEfFH/\ABE]FIk/]\E 140-1
Tel. 0532-33-8265 Fax. 0532-32-6996

JUKEN NET RUNNER SERVICE CO., LTD.

140-1 Kita Komukai, Komukai-cho,

Toyohashi-shi, Aichi, 441-8003 JAPAN

Tel. +81-532-33-8265 Fax. +81-532-32-6996

[BY1E8Es=1t/Overseas Affiliates]

Jagyvro/0I9—-U=Fv R
JUKEN TECHNOLOGY LIMITED

33 Loyang Way

SINGAPORE 508731

Tel. +65-6542-3033  Fax. +65-6542-3393

JarvHA43UR

JUKEN (THAILAND) CO., LTD.

24/3, Moo 4, Bangna-Trad Road (KM.35)
Tumbol Bangpleenoi, Amphur Bangbor,
Samutprakarn, 10560, THAILAND

Tel. +66-2-708-7477  Fax. +66-2-708-7322

SR RHBRAE
TAIWAN JUKEN CO,, LTD.

No.14, Ching Ho Street, Tuu Cherng City, Taipei TAIWAN R.O.C.

Tel. +886-2-2260-5966  Fax. +886-2-2260-5881

REEEERE BRAE (RE)
JUKEN TECHNOLOGY (DONG-GUAN) CO., LTD.
The Zhengchong Industrial Development Zone,
Shatou Chang-an Town, Dong-guan City,

Guang Dong Province, CHINA

Tel. +86-769-85093538 Fax. +86-769-85093500

Mot BEERIE

KOREA JUKEN CO., LTD.

439-3, Pyoungkok-ri, Umsong-up,
Umsong-kun, Chungbuk, 369-800, KOREA
Tel. +82-43-872-1376  Fax. +82-43-872-8722
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JMW/ Juken Machine Works Co., Ltd.

HRXatt a5 INvIIT-IOR
m =] JMW
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ERET T,

T, BIC[EME, BT #BELAEREEELT
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Juken Machine Works Co., Ltd.

Company JMW
Juken Machine Works Co., Ltd.

Capital ~ ¥12,500,000

Operation Design, produce, and sell compact precision molding
machines and labour-saving accessories, etc.

JMW Compact Molding Machines

The molding machines that JMW started development of in 1973
were designed to meet the goals of "energy conservation and
unmanned operation." After our first model, 001, we have produced
several improved models and are now up to model 027. We have
fabricated well over 1000 machines over the years. The total
number of machines currently in operation in factories around the
world is approximately 1,200 units.

[ UMW /) BYg R A4 |

1973 . BREEER AL 3y 7 &N TRILE—
BRICEEDNE L7,

FIOHERMBETI2EET X F v VEEHMER K
VZOMITICET 3EHE L EHRIC2ME, 5 412103k
REPVELE,

INEERENERD TS XF v 7RTEE L. B
BEEHEBEDELDYY) T.EHBBGHNEFIA - S
FELEZULTTAEELRE L BE-> 2 HPEORE
BBUSERREBRD:-DTT,

LAL FANLY 3y 7RI NE—OX b AGE.
Z L TLHOMiE @ E T K2 ICREDWE EEER
MOBEERDTHRE L,

W-TI973EL SRR EIAD 1-IMW DR 1 [&
IXEEMEIOEREZBZE U /BRI 5 720D
T,

001 &I D S 1A F - /- UM DEISAE L, IRE027E E T
HEATHN ZOREEEEH L. 1,0008 &L ICHBZ
TWET,

SHE®E. BN, BHEAETTAIE HRFOIIHZET
11,2006 P EE L TVWET,

[JMW S R AZ# |
JMWO26S B /\BUgHHREAZHE
ﬁﬁ&)j} .................. 98kN (10tf)
BAGHHES oo 185MPa
AT R o veeeeeee 315mm/sec
BEE—IVFAXN=ZJFTHE—IL RN — X (BFR1R)
98 X 98 K% 1120 X 120
BRI L AN )lreeeeeereeeces 57 ~60dB(A)

JMWO15S 8 /NEUGHHRRAZ

birlh =05y EECET PP PEPEPEPN 49kN (5tf)

BRAFHES e 133MPa

BRAGH R oo 490mm/sec

BEE—IVFAN— X JFTHE -V KN — X (BIFFH)
98 X 98

BRI L AN )lereeeereeeees 64 ~66dB(A)

JMWO17S 8 /NEUGHHREAZ

BUGESD JJoveereeeeeeneens 15.98kN (1.63tf)

E SN 11:1]:, B 132.6MPa

ERAST R oo 400mm/sec

FEEE—IV RAN— R JFTEE— IV FAN— X (FF#RAR)
50 X'50

BRI L AN )lrereeeereeeeees 60 ~ 64dB(A)

JMW B iDAEER - v e FEE AR U
FrvEFq—250y MEER
BERKy/N—O—4—
HESGEO— 4 —
FTE R RO — 4 —

JMW Injection Molding Machines

JMW026S Compact Injection Molding Machine

C|amp|ng force ........................ 98 kN (10 h‘)
Maximum injection pressure ««-+---- 185 MPa
Maximum injection speed «-+«=+------ 315 mm/s
Available mold base «««-xeesreereeeees JUKEN standard
mold base by JFT
98 X98 and 120 X 120
Noise IeVel .............................. 57 tO 60 dB(A)
JMWO015S Compact Injection Molding Machine
C|amp|ng force ........................ 49 kN (5 tf)
Maximum injection pressure ++++++-** 133 MPa
Maximum injection speed ++++«-==---* 490 mm/s
Available mold base «+«rereerereeees JUKEN standard
mold base by JFT
98X 98
Noise IeVel .............................. 64 tO 66 dB(A)
JMW017S Compact Injection Molding Machine
CIamping forcg «eeeerrerrerrneeneananns 15.98 kN (1 63 tf)
Maximum injection pressure ««-=+-+* 132.6 MPa
Maximum injection speed «+«+xeeeee 400 mm/s
Available mold base «««eererreeeses JUKEN standard
mold base by JFT
50 X 50
NoiSe lave] -+ -rrrerrereersareneaneanennn. 60 to 64 dB(A)

JMW labour-saving

accessories v reee Various dedicated take out robots
Automatic lot changer with cavity sorter
Hopper loader
Loader with hot air dryer
Dehumidified hot air drying loader
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Production of High Quality Moldings

JMW molding machines are designed to cancel out minute errors in
material characteristics and errors in penetration caused by errors
in pellet shape.

Fail Safe

We believe that the capability to automatically stop operations when
abnormalities are detected is the best protection against the
production of defective products and accidents. Many safety
features are provided based on this idea.

A Variety of Safety Features

One of the merits of choosing these machines is their outstanding
safety featured. Various safety devices are provided for hydraulic,
temperature control, and molding sections.

Dedicated Machines for Insert Molding and Other Machines
JMW develops and provides various dedicated machines that
match a client's need. Recently, we have been receiving many
orders for automatic insert molding machines for ultraminiature
moldings, automatic lot changer with cavity sorter for moldings, and
product storage system for lot management.

JMW-026S-10t %4#i[K OUTER APPEARANCE

(2140)

(1620)

(040)

L 60 | 860
790 (1835)

JMW-015S-5t 44l OUTER APPEARANCE

| .
] e ¥ ]
B v
1]
[7 .
‘ 775 ‘ (460)
(1359)

JMW-017S-1.5t 5#]E OUTER APPEARANCE

o[

<> e - IMWon o)

(1500)

(90)] (90)]
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JFT/ Juken Fine Tool Co., Lid.
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Juken Fine Tool Co., Ltd.

Company JFT
Juken Fine Tool Co., Ltd.

Capital ~ ¥30,000,000

Operation Design and fabricate compact precision molds
Produce and sell mold base for precision molds

Ninety-nine percent of the quality of a molding is determined by the
quality of the mold. Even when a perfect mold is used, defects can
occur. However, if a poor mold is used, all moldings will defective
regardless of how expensive the molding machine is or how well-

trained the engineers are. In short, one cannot underestimate the
importance of using a perfect mold.
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Conditions for Quality Mold Production

1. Use of a high precision mold base

2. Ownership of high quality processing machines and technologies
3. Design capability that matches the objective

4. Cost performance

5. Quick delivery

6. Knowledge of molding materials and technologies

7. Accurate Information from molding factories

Juken Mold Base

To produce precision moldings, high quality molds are a must. A
principle aspect of a quality mold is its ability to retain its accuracy
over a long period of time. Maintaining the accuracy of molded
products is impossible if the quality of the mold base is poor.

Since the founding of Juken Kogyo Co., Ltd., in 1965, we have
endeavored to use only standardized, high precision mold bases.

1. High class stainless steel made by Uddeholm (Sweden) is used
for the JFT mold base.

2. All materials are forged at Uddeholm according to our
dimensional specifications, and the completed base metal is cut in
slices for use. Thus, the direction of the fiber of the master block is
consistent and the operation is unaffected by temperature
fluctuations.

3. Even when the mold temperature is high, the influence of the
heat is consistent. Therefore, smooth operation is retained.

4. No notable distortion is seen even after 10 million shots.

5. For inserts, STAVAX, RIGOR, ASP (powdered high speed steel),
ELMAX are mainly selected and used for the molds.

(For details, see the Mold Base Catalog.)

JFTO£E (398 X98mm & 120 X 120mm 1 AHIEEDAZ S TT,
BEEIFH7kg~12kg. FHEEVHRY F I HEETT,
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Outline of Equipment Used by JFT
Makino Milling Machine Co., Ltd.

Eguro Ltd.

Mitsui High-tec, Inc.

Tsugami Corporation Ltd.
Maruei Machine Works Co., Ltd.
KITAI SANGYO Co., Ltd.
HAMAI Co., Ltd.

Ogasawara Precision Laboratory Ltd.
TSUNASHIMA

Matsuura Machinery Corporation
Charmilles Technologies
JTEKT Corporation

Electric discharge machine (EDM)
Wire-cut EDM

Machining center

High-speed machining center
Bench lathe

NC lathe

Flat-surface grinding machine
Cylindrical grinding machine
Cylindrical grinding machine

Gear cutting machine

NC gear cutting machine

Various hob cutters

Type Gleason bevel gear cutting machine
High-speed machining center
Electric discharge machine (EDM)
Nano Processor
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Ultraminiature Plastic Parts
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Molds

Uddeholm's RAMAX and HOLDAX are used for JFT mold bases,
and STAVAX is used for mold inserts. Currently, the smallest
molding that can be produced is module 0.02, weighting 0.000001g.
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Unscrewing Removal Molding

Automatic Insert Molding
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Unscrewing Removal Method

To remove high precision molded parts (helical gear, worm, and
screw) from molds, the product must be rotated. We call this the
"unscrewing removal method."

Machine Description

To remove molded parts that have screw-like features on their inner
or outer surface, such as worms, helical gears, and screws, the
product or the mold (or both) must be rotated along the torsion.

The JMW dedicated molding machine for screw shaped products is
pre-equipped with this mechanism.
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Automatic Insert Molding

Insert molding refers to molding parts after inserting a small metal
insert into the mold. How can one insert this small metal insert that
has size of only ¢ 0.3%x5 mm The Insertion of the fittings by
human hand results in molding cycle errors and the precision of
moldings cannot be maintained. When considering the ability to
maintain precision and the costs associated with production, the
only solution to this problem is complete automation.

By exchanging information between group companies for each
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Nano-Processing Data of Sumples
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Nano-Processing

Overview of ultra-precision cutting machine

Equipped with features such as linear motor drives and sub-nano-
resolution linear scales, the nano-processing machine is capable of
nano-level ultra-precision manufacturing and boast simultaneous five-
axis control that makes them suitable for a number of different

processes.

Juken Kogyo Co., Ltd. is expanding the realm of ultra-micro-
machining with machine that can cope with new leading-edge optical
applications (as well as existing optical devices) and ultra-precision
finishing processes for mechanical components, such as special
screws and external parts.
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Processing environment

High-performance manufacturing equipment must be operated with
great care, as it is sensitive to temperature, vibration, change in
atmospheric pressure, and other factors. For this reason, the
environment is closely controlled inside the base-isolated clean
factory and clean rooms where these machines are sited.

Grinding and cutting tools for ultra-precision machining
Ultra-precision processes are classified as either grinding processes
that use a grindstone or cutting processes that use a monocrystal
diamond cutting tool, according to the cutting medium used. With our
machine, both types of process are available.
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