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A=A E Company Location

TRENKER 3T-CONSULTING e.K.

Aubweg 43

DE-97990 Weikersheim

+49 (0) 7934 / 990785

+49 (0) 7934 / 990786
sales@abrasiveplant-technology.com
www.abrasiveplant-technology.com/

AX3E % Traffic contacts:

RN B A3 L 22 T ARI5E T — HY 1R 75 MR- L 55
Motorway A3 from Frankfurt / Main — Exit Wirzburg-Heidingsfeld

> VL TIARIE I KLY Airport Frankfurt/Main
RETORIEET (ML) WPRAIZE — 4E/R e (R e k)
Intercity Frankfurt/Main (Airport) — Wirzburg (Central Station)
> HrE kNI Airport Stuttgart
Hr Ry X3RF1 2 (g k B2l — 571k
Regional train Stuttgart (Central Station) — Lauda
> 4l{eEHL% Airport Nuremberg
AACEEIRPRFE (R IR EER) — 4ERRE (R Je kK ZEuh)

Intercity Nuremberg (Central Station) — Wrzburg (Central Station)

> e B Airport Munich
VEUIR A EE ) I0] TELH R 2k
TEIAANIRATRE S 6], AT AEGE IR KA 1 e K ZE AR AT

Please ask for a detailed route description if required.

# 0 Q

We will be pleased to meet you at Wiirzburg Central Station or Lauda upon being notified of your arrival




RENKE
3T-CONSULTING

RATEI M 4B, Our Fields of Application

FRI

Dental Industry

F T

Semiconductor Industry

REI

Automotive Industry

& WA FISE 7 A0 S ¢ Diamond and CBN Profile Wheels « &I {1 &4 7% 4 Diamond Dressing Rollers ¢ F i iill it Tl [ BE 46
Grinding Wheels for Gear Industry

T AEERL Tk
Glass and Plastics
Industry

i

HETZ RV FNHETZ 2 1 Male and Female Grinding Cones+ %114 Edge grinding Wheels+ 74 Band Saws

AR I

Stone Industry

BRAIEA Tk
Abrasives and
Gem Stone Industry

AEMHKSMEE TR
Electro-Plated Tools of
different Types for various

Applications 77 | 3

BEEF Grinding Pinse 471, Hl#s44 Needle Files, Machine Files* ] E[fb% Cut-off Wheels+Z 24441 Hollow Drills 7 T E. Honing

Tools*# JETb 46 Cup Wheels+fib77 Abrasive Beltse 4 Band Saws
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W, &, BH, MFHFFERR
AEE & VBA
Pre-Treatment Plants

for Steel, Brass, Copper and
Bronze Materials VBA

VBA 4-453/013
VBA 4-353/453/D23
VBA 5-353/453/D23

VBA 5-355/455/D45
VBA 5-353/453/D23
VBA 6-355/455/D45
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FiAbE %% Pre-Treatment Plant VBA 4-453/013

AL ER e F TR Ve AN HE S TN, Oy e S WA B RALH AR AR A v A

PR PG —ME/K AR (ZR) , 3 MNA/KALEERE (RYE, WAL PEE) DA bl R A e i
o IR L 2 AT L ) A T [ 2 B (1 0 42 B A 00 TR R U i 5 A% B AR ) F) AR A o
BEAID R P ) AR A 2 AE R B AT A 24 v AR 375 e £ W S 3L PP BB A U

G, SRAF A S B0 TS0 L 2 S Al 7 SEAT o RS AL BRRETC A 1042 M T AR T DA ) BN SR A D R

The pre-treatment plant is for cleaning and preparing the steel blanks of grinding tools for the
subsequent diamond or CBN electro-plating process.

Pre-treatment comprises a warm-process bath (degreasing), 3 cold-process baths (decapation,
activation and Nickelstrike) as well as a spray stream wash station. The parts — already fitted into the
corresponding contact and holding fixtures — are transported from one bath to the next in the
sequence of the single process steps. Between each process step the parts are rinsed with the
provided hand spray nozzle in the spray stream wash station located between the decapation and the
activation baths.

Programming and pre-set of the process and bath parameters is done by means of the Touch screen
operator terminal. To control the individual process steps each process bath is fitted with a
corresponding control panel.

B E View of system

1. AFEAEEE PBS-845/001 3. URUKAEIERE CES-BIRR/BINR: ARPERT
A7 P T s ) T i P 8 i e« Warm-process bath (degreasing — anodisc/cathodic;
Process-bath control PBS-845/001 polarity reversible)
including Touch screen operator terminal for 4. EHJEMER{EEEHIHER Process control panel for de
process control and programming: 5. RIKAERE (FRYE) Cold-process bath (Decapation)
-2 Temperature 6. AKAEERE (3E1k) Cold-process bath (Activation)
-HJt Current 7. WAL ERERITE R
-HJE Voltage Process control panel for activation
-4b 3 H] Process time 8. AKMIEAE (LEEPEED
-IN#AE3R Heating cycles Cold-process bath (Nickelstrike)
2. HTFHUAE Electronics cabinet 9. MR R AR I T AR
(fEFSTH#TFF Service access on rear side) Process control panel for Nickelstrike

10. T S I B

Spray stream wash station with hand nozzle
11, AiLhB2EE (3 4) Rim exhaustion (3 pes)
12. {5547 Signal lamp



-Technical data:

>

>

FEE. ALIERE. REARL 180 Th: WISSRIRUERE: &KL 180 Tt

Bath volume: Process baths: appr. 180 | each; Spray stream wash station appr. 180 |
fR: fm 80°C (EMRHED  =iR (HUAbPTA D

Bath temperature: max. 80°C (degreasing bath); room temperature (all other baths)
A% (K x % x @)+ K% 4107 x 790 x 1000 mm

System dimensions (L x W x H): appr. 4107 x 790 x 1000 mm

BUE . K410 TR%, 3x400 R, 3x 16 %, 50 #f24

Power ratings. 10 KVA, 3x 400V, 3x 16 A, 50 Hz

TKALERAE, SRTIEA BT, R

Warm-process bath, of PP, heat insulated,

7K AL FRAE RIS TG Ve, BRI

Cold-process baths and spray stream wash station of PP

RNIRETE

Pipes of PP

—ANH TIEFR IR K AL SEAE ) B 0 5%

1 centrifugal pump to circulate the degreasing bath

AL PG s B CERE R KB, AFREAR 76 ZK)

Rim exhaustion for process baths (connection to fan, DN 160 mm)

-ﬁfii"é Oﬁtional:

>
>

AbFERE EI RS 52 Level stabilisation of process baths
KB & H T H 3h 2 87K {1 Water de-salting cartridges for autonomous deionized water supply

T 2% By R A B 57 v A A B A S 24 (PBS-845/001
D

Pre-set and monitoring of the process and bath paraameters
by means of the Touch screen operator terminal (PBS-
845/001 control)
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Degreasing

A RS HI AR (Bln: £

Control panel for process control )23

i(Example: degreasing) 353/453/D23

TR BB T TG He M 5 TS T B BN, O i WA BT D5 AL FE AR R A A v %

AL ARG — AN EK A RS (K08 , 3 ANAUKAERRE (BRYE, iSILALABEE) DL A )i R i kg
Rl X L2 22 A N Y A R 7] 7 2 ) P A e IR AR AT 20 R ) I A e A% 38 AN (R Ak PRA o
iR, ERAEAIRE S B0 TR I 2 S b 45 5E S2AT . B A PR RETSC AT 04 o) TR AR R DA R B R D B
The pre-treatment plant serves to clean and prepare the steel blanks of grinding tools for the subsequent
diamond or CBN electro-plating process.

Pre-treatment comprises a warm-process bath (degreasing), 3 cold-process baths (decapation,
activation and Nickelstrike) as well as the intermediary rinsing baths. The parts — already fitted into the
corresponding contact and holding fixtures — are transported from one bath to the next in the
sequence of the single process steps.

Programming and pre-set of the process and bath parameters is done by means of the Touch screen
operator terminal. To control the individual process steps each process bath is fitted with a
corresponding control panel.

HTHLE Front view

1. AbEEREAYE PBS-845/001 3. IRAKAEIEAE (EAR-BHAR/EA M AR
ALFE FH TV 428 1 A0 G A2 1) £ it sk 45 )« Warm-process bath (degreasing — anodisc/cathodic;
Process-bath control PBS-845/001 polarity reversible)
including Touch screen operator terminal for 4. LJRMEE(EREHIEIR Process control panel for de
process control and programming: 5. A/KaFERE (FR¥E) Cold-process bath (Decapation)
-ifit &£ Temperature 6. AUKAIEE (iF{k) Cold-process bath (Activation)
-#Lift Current 7. TEACEIERERE R
-HJE Voltage Process control panel for activation
-4b 3 [H] Process time 8. AUKMCIEM (LR
-I#AEIR Heating cycles Cold-process bath (Nickelstrike)
2. HLTFHIAE Electronics cabinet 9.  (LEAEARAHERERE R TR
(fETS T #TFF Service access on rear side) Process control panel for Nickelstrike

10. FAEYEE (4 6D Rinsing bath (4 pes)
11. B3k E (3 4) Rim exhaustion (3 pes)
12. {5 5}T Signal lamp



JEMLE Rear view

-‘&7&% Technical data:

>

>

>
>

>
>
>
>
>

»

Fl B ANERAE: RS KRZ 180 Tt EASVESAE: RN KZ 180 FF.
Bath volume: Process baths: appr. 180 | each; rinsing baths: appr. 180 | each
R e 60 BRIREE (ERHE) « =i b R

Bath temperature: max. 60°C (degreasing bath); room temperature (all other baths)

R (K x T8 x &)

K#) 6100x708x1000 Z2Kk Dimensions (L x W x H): appr. 6100 x 708 x 1000 mm

BoEh®: K210 TR, 3x400 R, 3x 16 %, 50 iz

Power ratings: appr. 10 KVA, 3x 400V, 3x 16 A, 50 Hz

KL HRE, B, BB, Warm-process bath, of PP, heat insulated,

A 7K AR AT R, R4 H4 5 Cold-process and rinsing baths of PP
RNME'THE Pipes of PP

— AN T IEFR IR KA A B0 % 1 centrifugal pump to circulate the degreasing bath
AbFEREN AR E CERRIENGE, AMER 76 ZK)

Rim exhaustion for process baths (connection to fan, DN 76 mm)

-ﬁfiz‘_ﬁ,: Optional:

> KhEAEK PR E Level stabilisation of process baths

F AR (R B P EOR Flow-standing sink tecnology in the rinsing baths

> ATRAY R H SR AL FE B % VBA 4-355/455/D45

Expansion possible to a semi-automatic pre-treatment plant VBA 4-355/455/D45

Title
Temperatur Leitfahigkeit

Prozess Einstol lungen e |

345605 IS 6 °C S

45.6°C 00120

Nckel Strke o
g 0 ANt
= Temperatur (berwachung
o

T 2 v A Ao B i B R IR A A K S 4 (PBS-
845/001 #=#l) Pre-set and monitoring of the process
and bath parameters by means of the Touch screen
operator terminal (PBS-845/001 control)
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Degreasing

EHIBRAE R IR (Bl %R

Control panel for process control
I (Example: degreasing)

-10 -



FisbE %% Pre-Treatment Plant VBA 5-353/453/D23

AL B % H TS SR AT R I R AN, D )E SR W BT BALB AR A AR A . THACEE
i 2 NMRKAE (WP ERR S AL o 3 MK (FRYk, 7R EEE , R ERS
WA LRI > B85 o X L8 L4022 5 A0 A N PR fid M1 ] 52 & b F0 00 o R R A 20 TR A I sl e % )
ANF A EEAE

G, AR A SR TS0 L 2 s A7 SEAT . RS AL BRRETC A 1042 M T AR T DA ) BN SR A D R

The pre-treatment plant serves to clean and prepare the steel blanks of grinding tools for the
subsequent diamond or CBN electro-plating process.

Pre-treatment comprises two warm-process baths (preliminary degreasing and electrolytic
degreasing), 3 cold-process baths (decapation, activation and Nickelstrike) as well as the intermediary
rinsing baths, as well as an oil separator for the preliminary degreasing. The parts — already fitted into
the corresponding contact and holding fixtures — are transported from one bath to the next in the
sequence of the single process steps.

Programming and pre-set of the process and bath parameters is done by means of the Touch screen
operator terminal. To control the individual process steps each process bath is fitted with a
corresponding control panel.

BiPLE Front view

1. AbFEFEIRE PBS-845/001 5. 4B Oil separator
Process-bath control PBS-845/001 6. R/AKACEEAE CHLEZSAR-FABR/BI AR AR AT
A FE P T S A R 1) o i Warm-process bath (electrolytic degreasing —
including Touch screen operator terminal for process anodic/cathodic; polarity reversible)
control and programming: 7. P AR AR
- iR % Temperature Process control panel for electrolytic degreasing
- HL3 Current 8. A/KALEERE (BR¥E) Cold-process bath (Decapation)
- HiJE Voltage 9. A/KAFERE GE{L) Cold-process bath (Activation)
- 4bFEHT ] Process time 10.  FEHIE LRI fhiEHR Process control panel for activation
- IN#iE# Heating cycles 11, AKAHERE (2858 Cold-process bath
2. Hi-FE Electronics cabinet (Nickelstrike)
(NISTHFTI) (Service access on rear side) 12 &l BB ildz Process control panel for
3. MKALERME (WIERA Nickelstrike o
Warm-process bath (preliminary degreasing) 13. AV (56) Standing sink (5 pes)
4. BRI R 1 A AT 14. JAiLhBEEE (4 ) Rim exhaustion (4 pcs)
Process control panel for preliminary degreasing 15. {5547%1 Signal lamp

-11 -



Rear view

-Technical data:

>

>

R RCIRRE. SR 180 T BRESVRRME: HAKRZ 180 Tt.

Bath volume: Process baths: appr. 180 | each; rinsing baths: appr. 180 | each

R f 80 BRIREE (WIPEMEHED + 60 FRIREE CEPERMERD ; =ik CLBPTra R
Bath temperature: max. 80°C (preliminary degreasing); 60°C (electrolytic degreasing bath);
room temperature (all other baths)

A% (K x %8 x /) « K% 7200 x 708 x 1000 mm

Dimensions (L x W x H): appr. 7200 x 708 x 1000 mm

BEIh%: K210 FR%, 3x400 fk, 3x 16 %, 50 2%

Power ratings: appr. 15 KVA, 3x 400 V, 3x 16 A, 50 Hz

IRKACPERE, JEPIAGA T, R

Warm-process baths of PP, heat insulated,

R IKALFRAE RIS IR AE, I 5

Cold-process and rinsing baths of PP

R EE

Pipes of PP

—AN T B IR R A AL PR AE ) 0 IR

1 centrifugal pump each to circulate the warm-process baths

AEFRAE ) AR R E CERRE R EA, AREAR 76 ZK)

Rim exhaustion for process baths (connection to fan, DN 76 mm)

-Efﬁﬁ. Oﬁtional:

>
>
>

A FRFSR RS E Level stabilisation of process baths

i AT e A (1 Bh b e BOAR Flow-standing sink technology in the rinsing baths
ALY R 2 H BT AL EE 15 % VBA 6-355/455/D45

Expansion possible to a semi-automatic pre-treatment plant VBA 6-355/455/D45

-12 -



Obersicht

5.6°C0012u3

12230

.

34565 s 6°CLT]
- s [

laden .
ABCDEFGH| JKLMNOPORS

Axtivierung Nickel Strike

T L R o B R B AN A AT A S 4 (PBS-845/001 %))
Pre-set and monitoring of the process and bath parameters by
means of the Touch screen operator terminal (PBS-845/001 control)

Degreasing @] Activation

NickelStrike

M ERAE RS HITAR (lhn: 2208
Control panel for process control
(Example: degreasing)

-13-



WAL & VBA 5-355/455/D45
Pre-Treatment Plant VBA 5-355/455/D45

TR TRAL FR VA I BRIV o5 B Jo K Bl R AR S R R, BRI/ T L A o . A I 2 AL R K AR A e
W BERL = IR R . AL BRALHE — MR K AL EAE (2 5) , =AM /KA BERE (BR Uk, 51k, AR, — MRERE L
2 i (R T A7 Sl PAL B, (H AN BE ST 24 H B A ) DA S TR R A o X gl 22 G A AF N ) LB e 4 B P50
PRI IS — AN T B IS LA S BAN R i AL B AE o

The Pre-Treatment Plant serves for cleaning and preparing the steel blanks of dental burrs, grinding pins and
small tools prior to the subsequent electro-plating process. Without the appropriate pre-treatment, the parts
can’'t be correctly electro-plated with the abrasive layer. Pre-treatment comprises 1 warm-process bath
(degreasing) 3 cold-process baths (decapation, activation and Nickelstrike), an active-keeping buffer (to store
the pre-treated parts which can’t be immediately electro-plated) and the intermediate rinsing baths. The parts
are transported — after having been mounted onto the appropriate electro-plating fixtures — from one bath to the
next by means of a transport cart with a built-in lifting and lowering installation.

16. 4

3entl. EEERTREEAFEE
2 RRIR TSR VBA 5-D45 % .
Note: All illustrations are examples.

The product may vary from the illustration.
The system shown is a type VBA 5-D45 plant.

. AbIEAEIETE PBS-845/001
A48 T A4 I R i P2 P 4 o 5 3 <
Process bath control PBS-845/001
Including Touch screen operator terminal for process control and programming:
- i fE Temperature
- HiJ Current
- HLJE Voltage
- RbFEFAY ] Process time
- I#JE¥F Heater cycles
2. H-FHUAE Electronics cabinet
(fET5E$THF Service access on rear side)
3. K& MFEHEIE Loading station for fixtures
T, i TR B sl
4. Transport carriage for contact fixtures including lifting and lowering installation
TR/K AR (2 HR-BHAR/BAMR: AR PERTI%)
Warm-process bath (Degreasing — anodic/cathodic; polarity reversible)
F Mg HHVE42 4 Process control panel for degreasing
KK FAE (R¥E) Cold-process bath (Decapation)
BKALFEE (354k) Cold-process bath (Activation)
9. TEMLHIERIESEHIE MR Process control panel for activation
10. AKAbERE (L2858 Cold-process bath (Nickelstrike)
11. A2 VR R HI TR Process control panel for Nickelstrike
12, AKAFRE ((REFEALIIZZ00HE) Cold-process bath (Active-keeping buffer)
13. {RERE b2 At e 4 i T AR Process control panel for active-keeping buffer
14. HAELAE (54) Standing sink (5 pcs)
15. AA#RAEE (4 &) Rim exhaustion (4 pcs)
16. {55474l Signal light column

-14 -



- FAZH Technical data:

>

YV V V

YV V V

>

A
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BRI T PR B AN DA B fid ke B
Transport carriage with lifting and lowering
installation with four contact fixtures in place

i TR | o

MR AERE. ANKRL 173 Fh REREE M. K2 745 Tt

ST AR 173 T

Bath volume: Process baths: appr. 173 | each; active-keeping buffer: appr. 745 |;
Standing sinks: appr. 173 | each.

R ferm 60 BRIREE (RRHED 5 =i CHARATA IR

Bath temperature: max. 60°C (degreasing bath); room temperature (all other baths)
kS (K x %8 x )« K% 9620 x 1320 x 3220 22K

Dimensions (L x W x H): appr. 9620 x 1320 x 3220 mm

BEDIZR: K£12.5 THh%, 240 R, 80 % Power ratings: appr. 12.5 KVA, 240 V,80 A
1ANEKACEEAE, [a#k, BHRMEM T 1 warm-process bath, heat insulated, of PP
3AVRIKALHERE, 4 SRR, 1 NMRRHE RSN, RGBT BB R
3 cold-process baths, 4 standing sinks, 1 active-keeping buffer of PP; pipes of PP

KA #EE Pipes of PP

— AN FIEER 2 IR () B0 %2 1 centrifugal pump to circulate the degreasing bath

Hfib e B s R g, o 2 PP 1 s 4w

Transport system for contact fixtures with 2 guide rails and 1 transport carriage

AL FEAE ) T e B GRS KB, AFREAR 76 ZK)

Rim exhaustion for process baths (connection to fan, DN 76 mm)

-ﬂaiz"@: Oﬁtionalz

>
>

LhFEFE KPS E Level stabilisation of process baths
F A A (R B PR R Flow-standing sink technology in the rinsing baths

-15 -
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3456u5 5 6O
[ 5 6°C[~]

o BB

= L = e
(12 SOV 2 SOV 50V
=IO N

T8 I 2 v PR A A 5 150 AT R A PR AE KA S 4 (PBS-
845/001 i)
Pre-set and monitoring of the process and bath parameters

by means of the Touch screen operator terminal (PBS-
845/001 control)

-16 -



FiAbE %% Pre-Treatment Plant VBA 6-353/453/D23

TR ER e P T B E % e A FUBE T AT A B I R . A B AE 2 ANEUKAEEE: AE
My EE YD KRS AR LG DAL 3 N KAC B BRie, ik, AR DU R A
XA L 2 B AE S e 55 SO AL b, JF EARIE AR I A BR 3h BRK A AL HEA .

PN B ORFRIE MR G2 R P T T I A TIAL B A

BRI 5 A B R 2 Bl fid bR A im B E . ACERRERCE 7N, WX R TR AT AT

The pre-treatment plant serves to clean and prepare the steel blanks of grinding tools for the subsequent
diamond or CBN electro-plating process.

Pre-treatment comprises two warm-process baths: preliminary degreasing with oil separator and
electrolytic degreasing. Furthermore it comprises 3 cold-process baths: decapation, activation and
Nickelstrike as well as the intermediary rinsing baths.

The parts — already fitted into the corresponding contact and holding fixtures — are transported from
one bath to the next in the sequence of the single process steps.

For temporary storage of the processed parts an active-keeping buffer is provided.

Programming and pre-set of the process and bath parameters is done by means of the Touch screen
operator terminal. To control the individual process steps each process bath is fitted with a
corresponding control panel.

BiPLE Front view

1. Process bath control PBS-845/001 6.Warm-process bath (electrolytic degreasing — anodic/cathodic;
Kb I3 PBS-845/001 polarity reversible)
Including Touch screen operator terminal for process and AR KA FRAE R 2% G - FE AR P A0 A P T 3D
programming 7.Process tableau for electrolytic degreasing % i H fig 35 i i fidid% 4K
A FE P T S A R 1) o i 8.Cold-process bath(Decapation) ¥4 7K ZbHiA# (ERYE)
- Temperature I 9.Cold-process barh(Activation) A7k &b FEAE (7E4L)
- Current B 10. Process tableau for acativation il Hfil 5 AR
- Voltage /& 11. Cold-process bath(Nickelstrike) ¥ 7K AbFE A ({b 224545
- Process time &b ] 12.  Process tableau for Nickelstrike 2 il 14 2 8% 45 A fid F24K
- Heater cycles fI#EIR 13.  Active-keeping buffer {4 122 it
2.  Electronics cabinet H 14 14. Process tableau for active-keeping buffer 2 il {4 i 14 2% i
(service access on rear side) # [T O kA AR
3. Warm-process bath (degreasing)ig /K A Hig (3:f8) 15.  Standing sink (5 pcs) FAELEE (5 5)
4. Process tableau for degreasing % il 2= fig fi iz bt 16. Rim exhaustion (4 pcs) i3 E (4 5)
5. Oil seprator for degreasing 2 fig i 4 & 2% 17.  Signal light column {5547 %1

=17 -



-Technical data:

>

MR WCPERE. K20 1801 5y FRASIEUEAE: K% 1801 FEAMRFFIEMESE Mg K& 750 I;
Bath volume: Process baths: appr. 180 | each; rinsing baths: appr. 180 | each
active-keeping buffer appr. 750 I.

FE: fm 80°C (ZAEME) 5 femy 60°C (WD HLMERE) ; =i (LR A MRS

Bath temperature: max. 80°C (preliminary degreasing); 60°C (electrolytic degreasing bath);
room temperature (all other baths)

A% (K x % x @) K% 9100 x 708 x 1000 mm

Dimensions (L x W x H): appr. 9100 x 708 x 1000 mm

A : K% 20 KVA, 3x 400V, 3x 16 A, 50 Hz

Power ratings: appr. 20 KVA, 3x 400V, 3 x 16 A, 50 Hz

BEKAPERE: PP AR, BE#k

Warm-process baths of PP, heat insulated,

PP 45T 7 7K AL R 5 Al

Cold-process and rinsing baths of PP

PP 45 1 TE

Pipes of PP

1A TR LR R ) 0 2R

1 centrifugal pump each to circulate the warm-process baths

AL FRRER A AR S GERPE XK, B4R 76 mm)

Rim exhaustion for process baths (connection to fan, DN 76 mm)

-ﬁfii"é Oﬁtional:

>
>
>

AbFERE EIAS 52 Level stabilisation of process baths

RS H R sh i BE R R Flow-standing sink technology in the rinsing baths
YN B B TAL B i % VBA 6-355/455/D45

Expansion possible to a semi-automatic pre-treatment plant VBA 6-355/455/D45

Progranme Bearbeiten

Prozess Einstel lungen

EE

128

Pre-set and monitoring of the process and bath
parameters by means of the Touch screen operator
terminal (PBS-845/001 control)

T i o i Ve BANMERE 7/ M2 K (PBS-845/001 1%
(D)
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Degreasing

Control panel for process control
(Example: degreasing)

P HIRAERR I il AR

284 K Ag
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Fre-lrreatment Flant vbA 0-5595/49595/D4o

Wb FE ¥4 VBA 5-355/455/D45

T IALER e P T3 BT 5% B K 4 A B 00 o R R BB R A/ TR RN SR A R0 220l A AL R A AR

B B2 I B b L

TR B A4S 2 NEKAC B W10 LR SHRMERE: =R KA B (R e, 75 AL A A BEER), — MRFFIE AL I 2 b i

(HI T2 i A7 D Ead FIAL B (E AN 2 ST 20 AP 1) T AP ) DA B rh TRV A

X A 2 A A L ) L I B b B T A0l — AN A T B 2k B RS AT LA RS 3 2 BN [F] R A B v

FEY 5182500 v B I ik bF 2R E S . ARFRAE 43 G & 1O AR I AR A T g AR

The Pre-Treatment Plant serves for cleaning and preparing the steel blanks of dental burrs, grinding pins and
small tools prior to the subsequent electro-plating process. Without the appropriate pre-treatment, the parts

can’t be correctly electro-plated with the abrasive layer.

Pre-treatment comprises two warm-process baths: preliminary degreasing and electrolytic degreasing; 3 cold-
process baths (decapation, activation and Nickelstrike), an active-keeping buffer (for temporary storage of the
pre-treated parts which are not immediately electro-plated) and the intermediate rinsing baths.

The parts are transported — after having been mounted onto the appropriate electro-plating fixtures — from one
bath to the next by means of a transport cart with a built-in lifting and lowering installation.

Setting of the process and bath parameters is done by means of a Touch screen operator terminal. For process
control, the appropriate process control panels are provided on the individual process baths.

Kb f# 2 PBS-845/001 Process bath control PBS-845/001
8 T A s o) R G 2 11 i 57 2 vy

Including Touch screen operator terminal for process control and programming:

- iR FE Temperature
- L Current
- HiJE Voltage
- b3} [E] Process time
- I#JEFF Heater cycles
HFAE (AT FF) Electronics cabinet (service access on rear side)
e B2 [X Loading station for fixtures
Bl BIsfZEm, SRk E
Transport carriage for contact fixtures including lifting and lowering installation
IE/KALEERE (Y125 A5) Warm-process bath (Preliminary degreasing)
P FH125 2 g ftih 23 85 4% Oil separator for preliminary degreasing
Y125 2 fg R4 H|E AR Process control panel for preliminary degreasing
TRKAC A R g2 IR -BAAR B s ARt mradi )
Warm-process bath (Electrolytic degreasing — anodic/cathodic; polarity reversibl
A2 AR Rz T AR Process control panel for electrolytic degreasing
KK AbHEAE (BRYE) Cold-process bath (Decapation)
KK HEAE (354k) Cold-process bath (Activation)
AL HI TR Process control panel for activation
KK ACHAE (fL2E4E4L) Cold-process bath (Nickelstrike)
1k 2L 42 I T B Process control panel for Nickelstrike
AR FRRE (R LZEE) Cold-process bath (Active-keeping buffer)
PREF AL ZZ il ) 3 I THIBR Process control panel for active-keeping buffer
F Ay (54 Standing sink (5 pcs)
I E (4 4) Rim exhaustion (4 pcs)
554741 Signal light column

-20 -
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EHRRE YRR EhEATREERAE
ZH. ZERRKZR SR VBA 5-D45 %
%, TWHIPER LRI

Note: All illustrations are examples.

The product may vary from the illustration.
The system shown is a type VBA 5-D45
plant with preliminary degreasing and
electrolytic degreasing.
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Bl ATHERE S 4 MIA
Transport carriage with lifting and lowering installation
with four contact fixtures in place

-&ﬁﬁtﬁ Technical data:

> fEAE. KPR A KL 1731 REREZIIE: K4 745];
AT A RL 173
Bath volume: appr. 173 | each; active-keeping buffer: appr. 745 I;
Standing sinks: appr. 173 | each.

> 8L 80 °C (WP L 45HE) Ay 60°C(FLME 2 IR M), 2= I LAt T HOAE)

Bath temperature: max. 80 °C (preliminary degreasing); max. 60°C (electrolytic degreasing bath);

room temperature (all other baths)
> R (Kx %8 x /)« K% 12620 x 1320 x 3220 mm
Dimensions (L x W x H): appr. 12620 x 1320 x 3220 mm
> AU IEKY 15 KVA, 240V, 80A
Power ratings: appr. 15 KVA, 240V, 80 A
> 2NRKACEEREPP M, BE A
2 warm-process baths, of PP, heat insulated
> 3NRKACEERE, 5NEYERE, 1 AMREREEZ S, PP R, EIE PP MR
3 cold-process baths, 5 standing sinks, 1 active-keeping buffer of PP; pipes of PP
> 2T IR L A
2 centrifugal pumps to circulate the degreasing baths
> R EMIEM RS, KA 2RI 1 s
Transport system for contact fixtures with 2 guide rails and 1 transport carriage
> CFRRER LR S GEHESIKE, DN 75 mm )
Rim exhaustion for process baths (connection to fan,, DN 75 mm)
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-ﬁfiﬁ OBtionaI:
> I FESE Level stabilisation of process baths A
> EREGAE R B R

Flow-standing sink technology in the rinsing baths

(1234
| 20 00\

T I 2 i R A Ak 5 LB M A2 b 3 B A 24 (PBS-845/001)
Pre-set and monitoring of the process and bath parameters by

means of the Touch screen operator terminal (PBS-845/001
control)
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SNIA RESR % DBA
Diamond Electro-Plating Plants DBA

> DBA 1-DFS/010
» DBA XX-D23
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SMAHERE DBA 1-DFS /010
Diamond Electro-Plating Plant DBA 1-DFS /010

HiESNIA BEBRE Single-Tank Diamond Electro-Plating Plant

T A= BARTE 6mm 2 45mm 2 8] 55 BEN FH 1 4 NI 3B R

T 2% A i R4 A 2 I TP A B 72, AT e fe 5 IR 4R f2 DL 28, 10 — AN IR B 580 F T i e e fk ok
Ho, SeBLSE N s S i L

For the production of diamond flexible discs for dental applications with max. diameter between

6 and 45 mm.

Equipped with a Touch screen operator terminal for process control and adjustment, programming and
monitoring the process and bath parameters, as well as a motor unit to rotate the contact fixture for a more
consistent electro-plating.

Temperatur Uberwachung

Ubersicht Prozesswerte
pH Wert  Temperatur  Ah Gesamt  Einstellung
pH Wert

Maxinum

12.0pH

Mininum

12.0pH

Sollwert

Aufzeichnung V, A

o= L ’El mﬁ%@ﬁ%@%ﬁ@%ﬁhﬁ
Please "Ot lé?ér £ FRr process control, Touch screen operator terminal
The produ rgg?g,m{m i% Qﬁ{f BNBring of: Examples of process control and programming screens.
HEFE 54 Process parameters:  fiiZ:4{ Bath para| i B A A5 B
- H¥i Current - ¥% % Temperatur A AR RAE AN G AR Y 2 B
- HJE Voltage - pH {& pH value
- it FEI Leak current - WiIf Level
- i} 8 Time count - Hif R4 2 Electrolyte constancy
- Rl E

Lifting/lowering/rotation - ‘&AL KAS Safety sensors
- RGBS Amin counter
WHEZ TR RIS 54T %) including signal lamp for operational status
2. E TIPSR AR AT A R
Process regulation and control unit (PRS) in electronics cabinet
3.  H4ERE (FE#Y Electro-plating tank (heat insulated)
4. HEZhHLTHFESEE Motor unit / liting and lowering installation
5. =B ESEYAE Three-cascade standing sink unit

HAREIE Technical data: DBA 1-DFS/010
I KiEH @ max. applicable outer tool @ 6 & 45mm (20 5% 15/F) 6 to 45 mm (20 or 15 pcs.)
74 Bath volume: K% approx.120 |
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HiEE Bath temperature: & max. 60°C
A% (£ x % x &) Dimensions (L x W x H): K% approx. 3650 x 1345 x 2028 mm
NG Power ratings: K#) approx. 2.5KVA, 240V, 16A, 50 Hz

SHIA B &% DBA XX-D23
Diamond EIectro-PIating Plant DBA XX-D23

T AP BN R A B TR, R, BRETHLR R RO IS B A 150mm B9, JEf 2 3 10 4

HL 3
For the production of electro-plated diamond dental burrs, grinding pins, Smartphone-display cutters and

grinding wheels with an outer diameter of up to 150 mm with 2 to 10 electro-plating stations.

AIPLE Front view

e

1. éNUE”‘l"‘“{i)ﬁi‘% DBS 3 'A/45(10 4>.)
Diamond electro-p.qating control u8S XXA/45(10 pcs)
- LR Current
- HLJE Voltage
- it Y Leak current

- FiRY Time count
2. BEEHIFIRTEE (PRS 745)
Process control and regulation unit (PRS 745)
- i Temperature
- PH-{E pH
- HAERKFIH Level
- HAEWIEE Electrolyte stabilisation
- ALK A% Safety sensors
- LRG58 RS Amin counter
3. &RIAEMEEE (DBE, 246) 464 54
Diamond electro-plating unit (DBE, 2 pcs) with
5 electro-plating stations each
4. ZBRAEHSERE (KSP)
Three-cascade standing sink unit (KSP)
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A AERF R B AR, PH AT, A&
4, M50 fEFREE, 2 X100 JEss, i AR E
W) PRS 3 B A NALE.

Inside view of the PRS with reservoirs for

electrolyte stabilization and pH regulation,

dosing pumps, circulation pump M50,

filtering cartridge unit 2 x 10”,

flow meter and flow adjustment valve

Temperature Monitoring N

Electro-Plating Diamond Tackdow EHEmms

\ "7" i 4" u‘"‘"ll ||".|‘\"|| l\ "”W

Psng o |piaCie S [ eraing oy | Posister

ﬁmiﬁﬁaf;ﬁf’ﬁﬁﬁ (PRS/DBS) TWJ
Examples of Touch screen operator surfaces

- (PRS /DBS)

I AR A5 v B AR ISR (PRS 145)
Adjustment and monitoring of the bath parameters by
the Touch screen operators’

terminal (PRS control)
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T 2 v AR A B BR R % 3 BB B SRR R R AR AN T R
24 (DBS XXA-45 4%)

3-stage automatic process-run control and preset of
the electro-plating parameters by the Touch screen
operators’ terminal
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F B ¥ 4%& DRA Stripping
Plants DRA

> DRA-1 (PP RE/%)

- 28 -



BRI %% DRA-1 (RIAF)
Nickel-Stripping Plants DRA-1 (PP)

ZRFI BB, DRA T U E &R KA A G NIA, LR TR B OEENE &R E®. X8
THK AR B REPBIRN — MR A A o AR PSR NEBIR B EBR, HE&SHNEA 2 H]
M — AN B R BRI O T IR B B, A AT B WA D AR D L RN — MR R B AR
. 2253 8 B 24 /NI, ARABEPRII RN, BERIBS A BIRAEAE B, IV DA R XS B ST B AL
WKL RE W IR P, T, WAL, AT AR SR DAL A AT

The nickel stripping plant, DRA, is used for the reclamation of abrasive and basic ferrous and non-ferrous
blanks of electroplated diamond and CBN tools. The tools are put into a special container for the stripping
process. During this process the nickel is removed from the blanks while allowing the copper based alloy and
steel body not to be affected. An integrated compressed air diaphragm circulating pump is used to ensure a
uniform temperature distribution allowing grits to be filtered out and into a special filter bag. After 8 to 24 hours,
depending on the grit size, the stripped blanks can be taken out, cleaned, and re-coated. The diamond or CBN
grits can be taken from the filter bag and be cleaned if required then sorted and used again.

1. DRS fi##%% DRS control
- Temperature
- %% Pump
- /KFfi#E Level control
2. diER Filter
3. JABHREEE Rim exhaustion
4. Rl (FRHO
Stripping-off tank (heat insulated)
#EHZE Circulation pump

FEWAE P R A, T AR R B
F Bk 20 AKE, 1-5 34
553 5K 30 pm Ni/h (50-60 $ %)
K& BYUR: K 30 g Nill

Recommended stripping-off chemical for
electroplated nickel layers:

Stripping-off chemical AKE, part 1 to 5
Stripping-off rate: max. 30 um Ni/h (50-60°C)
max. metal loading: appr. 30g Ni/l
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&ﬁﬁlﬁ Technical data: DRA 1-300 DRA 1-500
RAANE T EAE 300 =K 500 =K
max. tool diameter: 300 mm 500 mm

- RKRIMHER K% 20 T K% 30 F
max. tool weight: appr. 20 kg appr. 30 kg

- fEiZ%E Tank volume:

K% 115 Ft appr. 115 |

K#) 330 Ft appr. 330 |

- f#iEFE Bath temperature:

e im 75 3 IGJE max. 75°C

B 75 T ICE max. 75°C

- R (KX BE X =D
Dimensions (L x W x H):

K% 570 x 1000 x 1300 %=k
appr. 570 x 1000 x 1300 mm

K#) 770 x 1200 x 1300 =k
appr. 770 x 1200 x 1300 mm

- BEAHILE Power ratings:

K% 2,5 Tk, 2301k, 16 %
appr. 2,5 KVA, 230V, 16A

K#) 5 T1R%, 400 1R, 16A %
appr. 5 KVA, 400V, 16A

PN AL B

Connection for rim exhaustion:

/\$/J\ E’/fé 75
DN75

NIREAZ 75
DN75

- BRI B R AN FE P 5

# Heat-insulated stripping-off tank and pipes made of PP

EKJVKJFEIHT:*D?IM%TF Automatic level control and dry-run protection

- JEASNEAT W] R UEES Filter bag device with cleanable filter inserts

- JE4E SRR EE I 4E Compressed air diaphragm pump
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LERS TLA+FCA
Varnishing Systems
TLA+FCA

TLA 1-D23/101

TLA 1-D23/202

TLA/FCA 1-D23/102

TLA/FCA 1-D45/312

TLA/FCA 1-D45/XXX-XXX
SMART-LINE FCA 1-D23/702 - 802
FCA 1-D23/XXX
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FHI EBERS

Semi-Automatic Varnishing System

TLA 1-D23/101

iz A ARG TLA T AT 482 EiRaifririnz, BLACERIA PR (345 FG-, H-AT RA) Al
BB ORI, ZRGEA — NS, — MK TSR R, —A> PLC 424 4%
PR — A T G MR 4% 0 R 28 S R A b 45 5

The semiautomatic varnishing system serves for varnishing or masking prior to the electro-plating process as
well as for marking with colour rings of diamond dental burrs (types FG, H and RA) and grinding pins. It is
equipped with a three-axis linear guide, a camera and monitor for visual control of varnishing, a PLC controller
and a Touch screen operators’ terminal for programming and backup of programs.

and pressure based varnish dosing
system

S 3
E AR YRR, ERERTREEFEER.
Note: All illustrations are examples.
The product may vary from the illustrations.

T BB SR
Monitor to check varnishing
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FARZSH Technical Data

Varnishing range:

JeHFEAT 1,6/2,35/3/4/5/6/8/ 102K (1] B ERAEFEH AR )

Clamping diameter: 16/2,35/3/4/5/6/8/10 mm (other diameters available on request)
AR E HRAE LA

Clamping depth: Depending on length of work piece

ot e WA AT B HMAER R IR e BEIX

With three freely programmable axes: varnishing zone according to program

fnte i

Varnishing capacity:

4y 8 — 104/ 408k (BIE: FG; LEX 102K, EE4NE 0. 25m, )

B L12 — 154/ 2050 CRUAAmEED

For masking: appr.8 - 10 pcs/min. (Blank: FG; varnishing zone 10 mm, dosing needle
@ 0.25mm)

Colour-ring coding: appr. 12 - 15 pcs/min (2-component varnish)

PrA R EE SHRAF 5T, BIRMBE SR A SR AT REDR ML A 22 57

System dimensions:

ﬁo:te' All information given depends on operator and quality and precision of blank,
) and may therefore vary .

(SRR R AR 3% ¥ L AN A A 2045 2000 F il S 7

Program memory: appr. 2000 dental burr types depending on varnishing range and hard disk capacity

Lol K 1000 #455%h

Mandrel speed: max. 1000 rpm

SE 5..78, T, T

Air pressure: 5 ... 7 bar, oil-free, dry

R R 230 1k, 50 ##2%

Power connection: 230V, 50 Hz

B Kex T x i 211450 x 740 x 1450 =K

L x W x H appr. 1450 x 740 x 1450 mm

-%ZK"&% Basic equipment

> BB AIM A [ E AR
Holding frame welded of aluminium profiles and baking enamelled
> LR B A ST R AR A K

Table surface for varnishing unit made of aluminium, baking enamelled

S AR Bk R

llet holding fixture and pneumatic tension unit
e h WRERL 202501 L Masking varnishing in spiral

Freely progragpmable carriage

X-Y-ZE S Bl R AE —

-DI‘-)(-H-&*GS%%%%HW_WQ coding
AL, I PLC R 4R 4 4 o

INZGEHF e E
Cleaning installation for
dosing needle

e 2 Standard masking varnishing
24

%54 Examples of varnishing



Driving motor for headstock, continuously speed controlled by PLC.
> T 2% BMain control with switch box
> AIgRERITEEHIAE PLC-controller

WA CPUIKERQ £ Version: CPU-module Q-series

H N/ T k- 4096/8192 Input/output addresses: 4096/8192
EAFEEA . FEF A7 % 120 kByte Storage media: Program memory 120 kByte
H:0: USB 100BASE-TX Interfaces: USB 100BASE-TX

> 8,4 B fil 5 i 1 SR, 65536t
WS RUTFTR AR SRbE, 7Hi%: 640 x480
Graphics Display:with touch operation 8,4 65536 colours
LCD type:TFT Colour-LCD Resolution: 640 x 480

> T A% LA 19-F 1) R R A% 3 Optical control of varnishing by camera and 19” monitor
> EERARER RS AR Safety housing incl. light barrier for machine safety
> BREEAFH TS5, 10, 30, 55%=T A &E U R

Varnish dosing incl. pressure-regulation valve for varnish cartridges 5,10, 30 and 55 cc

> INZiENE PR E Cleaning installation for dosing needle

A BITLA 1-D23/101
Optional expansions TLA 1-D23/101
> B SRR T T, EEREFRE
Electronic hand wheel in connection to on-board PC for easier programming
> PO EES, ATE0AESE FEACR

Laser-assisted precision zero-setting for better reproducible varnishing results

> 5 TETLAR SN SEHLE Sh A A AL 38 A R HE 2 B Rl 1 (A re s L, 3 3428 ) 28 F0AR] IR JBOK
Prearrangement of the TLA for integrating a robot for automation incl.
servomotors for axes, motion controller and servo amplifier
> FH RS f i B 1 25 B B B £ 48 Volumetric dosing system for precision-dosing
> N B R B AR I R 6 b s A
6-axes varnishing robot for grinding points with vertical surfaces
> FhAR AT K& EARN32% KM B L 42 Enlargement of head stock fixture up to collet @ 32 mm
> ] T L LR N 120 1R, 60 2% Change of power ratings to 120 V, 60 Hz
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Semi-Automatic Varnishing System
TLA 1-D23/202

%A FERS TLA HTE8E) (HTUIEIRBE TSR |, BB g 4% EERERIRE .
ZARGH & — PR PRI, — A T AR AR 7 &y 10 2 a4 VR Al B 57 DA 2 — AN T B R e A IR %
BB IRBE .

H—ANSEHIHLES N S 2 A FE R & |GG T AE IR T 482505 .

The semiautomatic varnishing system TLA is for varnishing or masking prior to the electro-plating process of
milling cutters for processing Smartphone displays, grinding pins and grinding wheels.

It is equipped with a PLC controller, a Touch screen operator terminal for programming and program backup,
as well as a camera and monitor for visual control of the varnishing. The volumetric paint dosing guided by a
6-axes robot enables the system to apply masking also to work pieces with complex shapes.

EESE, W AMBRSI SRS L
# Varnishing unit with four-axes linear
guide and volumetric paint dosing

E#%WEHEBE Monitor to check
varnishing
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FHARSH Technical Data

e EAL 1,6/235/3/4/5/6/8/10m=k1,6/2,35/3/4/5/6/8/10 mm (A] 5 ZER LA H Al
Clamping diameter: JX=T) (other diameters available on request)
AR E HRAE TR E
Clamping depth: Depending on length of work piece
FiaH TR B 22 1 2 LA A MR x = 405K, y = 302K, 7 = SOZE K
Varnishing range: Corresponding to freely programmable multi-axes robot: X =40 mm, y = 30 mm, z = 50 mm
Nz X =13
\_L:aﬁ?sbhing capacity: 40-60F04¢ - X 40-60 sec/ varnishing sector
BRI FT AR AL SR AR I 265267 Masking varnish for electrolytic and electroless
Varnish types: nickel plating
FA SR B BE S ERVE B, BB IR KRS B A S I T RE DR b = AR 22 7
¥: Note: All information given depends on operator and quality and precision of blank,
and may therefore vary.
FEFF A7 Gk 3 AR L 3 i LR A A 5 B K 2920001 T H 2R
Program memory: appr. 2000 tool types depending on varnishing range and hard disk capacity
LFHIFEE Mandrel speed: | 5K 1000 #4841, wHE4EATE max. 1000 rpm., continuously adjustable
S JE Air pressure: 5.7 B, T, T 5...7 bar, oil-free, dry
#EHEHE Power connection:| 230 1k, 50 ##%% 230 V, 50 Hz
BRI - Kx FEx F£11450 x 900 x 1570 %K
System dimensions: L x W x H appr. 1450 x 900 x 1570 mm

artpe displys
YE: BrAMLESRTN. SRR R

Note: All llfustrations are examples.

ge positioning of the paint dispe
complex shapes and undercuts.

- HA# % Basic equipment

> JEERERIM B ] AE Y
Holding frame welded of aluminium profiles and baking enamelled
> RS B H R E AR AR ] B
Table surface for varnishing unit made of aluminium, baking enamelled

> ERURHTA RIS AR B KRR E
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Headstock with collet holding fixture and pneumatic tension unit

O P T BRI R A 6L AR A

6-axes varnishing robot for varnishing also on vertical surfaces

A At LR X 5] R4
Carriage guide for x-axis with step motor

TN B, B PLCH] R I 4555
Motor for headstock, rotation speed continuously adjustable by PLC.

F T RS R & AR B R 4

Volumetric dosing system for precision application of varnish
TR &

Main control with switch box

Al g FEdaE | #5142 PLC-controller

fRA: CPUREERQ AR Y

Version: CPU-module Q-series
i N/ % Uik 4096/8192
Input/output addresses:4096/8192

fEAF I . REFF A7 43120 kByte
Storage media:Program memory 120 kByte

BE0: USB 100BASE-TX
Interfaces: USB 100BASE-TX
KR SR bE, filfsgE8.4~) 65536 (1
Graphics Display: with touch operation 8,4“ 65536 colours
AR R TFTRALLCD, 2 ¥%: 640 x 480
LCD type: TFT Colour-LCD, Resolution : 640 x 480
AR Sk AN19~F BoRBEME i Visual control of varnishing by camera and 19” monitor
w4 RAFER R A AT Safety housing incl. light barrier for machine safety

- Ay B Optional expansions TLA 1-D23/202

>

>

Y

Y

R TR B e, BT iR

Electronic hand wheel in connection to on-board PC for easier programming
BothpR = ESE, Tt EE BERACR

Laser-assisted precision zero-setting for better reproducible varnishing results

TR AT KR B 322 K 1 I B 2L 4R Enlargement of head stock fixture up to collet @ 32
mm

A] 5 IR BE N 120 R, 60724 Change of power ratings to 120 V, 60 Hz
BRI B A 15, 10, 30, S5ZSHAEGME I IEEKS5, 10, 30 Fl55ce

Varnish dosing incl. pressure-regulation valve for varnish cartridges 5,10, 30 and 55 cc
JEE L 14 2 FMasking of grinding wheels:
a. FECKHEA100%2K  Up to max. @ 100 mm
b. FEig KEZ2502K Up to max. @ 250 mm
c FBECKHEA350%2K  Up to max. @ 350 mm
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FHB LERS

Semi-Automatic Varnishing System
TLA/FCA 1-D23/102

For application of colour-ring coding and/or masking varnishing on dental burrs (types FG, H, HP and
RA),implant drills, milling cutters, grinding pins, spiral bits, screw taps and similar

with shank @ 1.0 — 10.0 mm.

HTH4H (345 FG, H, HP fIl RA) , REANEL, #E7), RN, BRiess Sk, SRz BOEARLG I PR SR g g 5 /a8
“a2% B, Wi @ 1.0-10.0 mm.

EERE, W 4AMBER S SRR
VDS-145

Varnishing unit with four-axes linear guide
and volumetric paint dosing VDS-145

AR SRR, S RTREEEEER
Note: All illustrations are examples.
The product may vary from the illustrations.
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Technical Data E RS

Clamping diameter:

16/2,35/3/4/5/6/8/10 mm (other diameters available on request)

KFFEAR 1,6/2,35/3/4/5/6/8/10 mm Ci] 3 ZERELHEIAD <]

Clamping depth: B TR

SRR Depending on length of work piece

Varnishing range: With three freely programmable axes: varnishing zone according to program
VG WA =) Hgm LR Rl SR IR e _BEIX

Varnishing capacity:

For masking: appr. 6 - 10 pcs/min. (Blank: FG; varnishing zone 10 mm,
dosing needle @ 0.25mm)
Colour-ring coding: appr. 8 - 12 pcs/min (2-component varnish)

LHkie) 42 6 - 1050 (BIE: FG; L 10mm, BLRAFE#£0.25mm, )
BIFGRIG L) 8 - 1245080 A ERD
Note: All information given depends on operator and quality and precision of blank,
i ’ and may therefore vary .
Fra RN EEE SRER, BRITUE SRR IR B R E R .
Program memory: appr. 2000 dental burr types depending on varnishing range and hard disk capacity
AR R B AN A 25 29 20004 F 4 28 Y
Mandrel speed: max. 1000 rpm
Lo Fph e i K 1000 #4345
Air pressure: 5 ... 7 bar, oil-free, dry
SR 5..78, T, T
Rower connection:
HEHE R | { 'Y 240, S0 Hz Masking varnishing in spiral form
gystem dimensions: 4 | L xW x H appr. 14504554640 mm
% S 1 | KX E x B 201450 x 740-% 1640-5K —
l o ‘ Colour-ring coding
J ’ [ERZN T
—— - —— - —— - LT
4 Standard masking varnishing
PRt ORI 2
( ____________ e
Examples of masking varnishing and colour-ring coding on dental burrs ’
(RIS PRI )

Volumetric paint
dosing system VDS-145
B LB E RS
VDS-145
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- Basic equipment A # %

> Holding frame welded of aluminium profiles and baking enamelled
FE R TR o 1 [ 7 A

> Table surface for varnishing unit made of aluminium, baking enamelled
R ) SR T R R AR T A 1

> Headstock with collet holding fixture and pneumatic clamping unit
T AR ISk B SR R BB T R A

> Freely programmable carriage
CINSNeE ThE kRS

> Carriage guide for x-y-z-axes with step motor
WA Ak B AHLX-Y -2 53 5] R 48

> Drive motor for headstock, continuously speed controlled by PLC.
FHIZK MBI, I PLC T HRp 8 R 2 5 8

>  Main control with switch box & #1775 &

> PLC-controller PLC#% il 2%

Version: iz A< CPU-module Q-series
Input/output addresses: % A /4 i Hihlk 4096/8192
Storage media: i/ it Program memoryf&)7 {775 120 kByte
Interfaces:#% 0 USB 100BASE-TX
> Graphics Display: with touch operation 8,4“ 65536 colours
RIPAT VN fil i H /8.4~ 65536 (4
LCD type: TFT Colour-LCD Resolution : 640 x 480
TR RS TFTRHLCD, 73#%: 640 x 480

> Optical control of varnishing by camera and 19” monitor
I TR AL~ BoR B
> Safety housing incl. light barrier for machine safety
24 R AR IR % 2 DR
> Volumetric dosing system for precision application of varnish
T RS & AR B R 4
> Laser-assisted precision zero-setting for improved reproducible
varnishing results

WO EES, HTUodER LEYR
> Electronic hand wheel in connection with on-board PC
for easier programming

R A T TR, R E

-Optional expansions TLA/FCA 1-D23/102 ¥4 B

> Prearrangement of the TLA/FCA for integrating a robot for automation incl.
servomotors for axes, motion controller and servo amplifier

FETLAIFCAZR Gyl A S A B S HLEs NI B2 GOm0 el I rR Zh AL, 38 Bl i) & A0 £ RIS
PN

- 40 -



TRENKER
3T-CONSULTING

> 6-axes varnishing robot for grinding points with vertical surfaces

N B R LR THT B R G H L AR A

Enlargement of head stock fixture up to collet @ 32 mm

>

_iiﬂﬂ AR A B35 KT I AR

g ndeo¥ gé\ﬁ 120 V, 60 Hz
AN SO W 60 Hz

Automatic Varnishing System
TLA/FCA 1-D45/312

IR Al Sk, BEJ), BERRANEE NI P4 ( 2REL FG, H Al RA)
For colour-ring coding of implant drills, milling cutters, grinding pins and /
or diamond dental burrs (Types FG, H and RA).

—g—
—

Il

E: FTRERSRRA, EHFRTREEFEEN.

Note: All illustrations are examples. The product mav varv from the illustrations.

Y

VV VYV

FEA & Basic equipment

A 6 Hh th B LA A4 B Sh i g i e B

Fully automatic colour-ring coding unit with 6-axes bent-arm robot

B TR F B AL FORE R AT AR (AT BB SRR AR R e

Parts supply by pallets / manual loading and unloading station (different pallet sizes available on request)
FAhZ M S8 Single axis linear guide

PLC #%#il] PLC controller

BB FEFNAF 120 kByte , 11 USB Storage media: Program memory 120 kByte, interface: USB
AR Al R 8,4 ~F Touch screen operator’s terminal 8,4

B R ek A AL B R S EC R ZER Varnish dosing by pressure or volumetric dosing system
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> BRI Y HEZE Holding frame welded of aluminium profiles and baking enamelled

> FHRH A ek IE B B NS Sk B3 E Headstock with collet holding fixture and pneumatic tension unit

> EHRHEINL, EIE PLC WIRREL RIS E

Motor for headstock, rotation speed continuously adjustable by PLC.
> EHIIF A Main control with switch box
> A RAERE Y4 Safety housing incl. safety interrupter

> BAREHE Technical Data

PR
Clamping diameter:

1.6/2.35/3/4/5/6/8/10 =K(AT B ER LI AR F)
1.6/2.35/3/4/5/6/8/10 mm other diameters available on request)

e HFIRIE
Clamping depth:

MR TR

Depending on length of work piece

EEEH WA AR HWARN L 2R e BEX
Varnishing range: With one freely programmable axis: varnishing zone according to program

)

¥E:Note:

IR 72910 - 1540738l CRRZAL Gy B AR
i i ) or two-component varnish)

TRENKER

3T-CONSULTING

P SR A B SR 0L, R A BRI B G OGO F mT AR DR b = A 25 5
All information given depends on operator and quality and precision of blank,
and may therefore vary.

ok

Mandrel speed:

B K 1000 #/43 %k max. 1000 rpm.

S JE Air pressure:

5..708, JH, TS5 ...7 bar, oil-free, dry

o . EE i 230 1k, 50 ##7Z 230 V, 50 Hz
connection:
BN KxBEXE£1792100 x1450 x1800Z K

System dimensions:

L Xx W x H approx. 2100 x 1450 x 1800 mm

AP B Optional expansions TLA/FCA 1-D45/312

> BRECEFE 5, 10, 30 f1 55 ZFEREEKIE S5,

(B D

Varnish dosing incl. pressure-regulation valve for varnish cartridges5,10, 30 and 55 cc. (Fig. 1)

> ATHHIKENERIERS.

(Kl 2)

Volumetric dosing system for precision application of varnish. (Fig. 2)

ERZY LT

Colour —ring coding
ARk
Implant drills

-7 %k Dental burrs

AT BORHR G R GG A 2

B

Coding unit with paint cartridge

dosing system

WA BRI R R SR D4 E
Coding unit with volumetric
paint dosing system VDS-145




> ATEEEHLREAE Y 120 4R, 60 2%
Change of power ratings to 120 V, 60 Hz
> HTHMAE BEMERGLAEREE (K 3)

Camera and monitor for visual check of varnishing (Fig. 3)

> EHUKATYORER E HAAA 32 KMk, IF H AT DA INALEE N K E R
Enlargement of head stock fixture up to collet @- 32mm and increase of robot support capacity
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Q zib—ts@%\ é}ﬁ | TRENﬁﬁ;
Automatic Varnishing System
TLA/FCA 1-D45/XXX-XXX

For application of colour-ring coding and/or masking varnishing on dental burrs (types FG, H, HP and
RA),implant drills, milling cutters, grinding pins, spiral bits, screw taps and similar

with shank @ 1,0 — 10,0 mm.

HTH4H (345 FG, H, HP fI1 RA) , REAEL, #E7), RN, BRiesh Sk, SRz BOEARLG I PR SR g g 5 /a8
“a2% B, W@ 1,0-10,0 mm.

Front view RiALE

Examples of colour-ring coding, laser
engraving and laser blackening on
implant drills
NG BRI SRS, Bt
2 O R AL 1]

= Figure 1 |4 1

Please note: All illustrations arelexamples. 5| ‘
Depending on the customers’ configuration, . . m

the product may vary from the illustrations. Rear view R

The product shown is a type TLA/FCA 1-D45/322-001 plant.
HER: AERYNER. REFFAARE, =RTRSER [§
5. FrREEIA TLAIFCA 1-D45/322-001 38

ring coding of dental burrs

FHl A% RS O m RS a1

Examples of masking varnishing and colour- ‘




- Basic equipment FERHAL &

»  Fully automaticclamping and varnishing unit(Figure 2)
EEHIRES EERAIT (K2)

» Parts feed by holding pallets / active accumulation line
(different pallet sizes available on demand)

RS E B AN A CATRYE 7 R AEA R I FER R

» Holding frame welded of aluminium profiles and baking enamelled
SCHENERERTUNY, JRI%, KB

»  Table surface for varnishing unit made of aluminium, baking enamelled
EBRRITH SR TRV B, R

» Headstock with holding fixture for collet; clamping of parts by spring force and pneumatic release
LRI R B S E NS 2T

>  Freely programmable carriage ] F B2 2 1132 % i

»  Carriage guide for x-y-z-axes with servo motors
X-y-zZ 4l iy ) i R AL 3 B 52

»  Drive motor for headstock, continuously speed controlled by PLC
SKEEMIKA) Tik , @ PLCHREE 3

»  Main control with PLC and electronics cabinet
PLCE M5 T 1E

»  Visual control of masking varnishing / colour-ring coding by camera and monitor
ISR KA R AR 4 2 IR IR I g

»  6-axes bent-arm robot with motorized double grip for handling of parts
WA BRI 6 Al E LA A, H T B

» Robot control including teach box with colour/touch display
BL#s A A28 il G5 R o fid 4 7R B R 0

»  Touchscreen operator terminal (Figure 3)
fub AR S (B 3D

»  Electronic hand wheel in connection with on-board PC for easier programming
SPCHEREI T Fhe, b g

» Laser-assisted precision zero-setting for improved reproducible varnishing results
BOGHBEES, Mot =S R ERACR

»  Automatic calibration of dosing needle by cross-laser
Ik A2 SCROGH T B ik

» Loading and unloading areas with safety light barrier

PR HEEX, sl

> Safety housing including safety interrupters
ZRRUFEZEITR
> 6-station linear transport unit for holding pallets(Figure 5)
6 s iz e, M TRIEH (K5
> Volumetric paint dosing system VDS-145 for precision dosing(Figure 6)

RAERINE 248 VDS-145 T aamEl (B 6)
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Varnishing unit with four-axes guidance
and volumetric dosing system VDS-145
AV EINEL R S8 VDS-145 (1 P44 5] S
H5EPINEL RS

Figure2 [ 2

6-station linear transport unit
for holding pallets
FATHLN 6 Bk IEH T

Monitor and Touchscreen-operators terminal

for process surveillance and control

3T-CONSULTING

Cleaning device for dosing
needle

P I AR AN 2 1 ) AL 25 1 i 8 2 i IE SR A

Figure 5 & 5
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Volumetric paint dosing system VDS-145
BAEEDINEL 25t VDS-145

Figure 6 £ 6



Technical data iR S¥

Clamping diameter:

0,5-7 mm; 8-90 mm with additional top-mounted collet

Je R EH AR 0,5-7 mm; 8-90 mm, &AM THH 22 e i e Sk

Clamping depth: Depending on work piece length

SRR WRE LK E

Varnishing range: With four freely programmable axes: varnishing zone according to program
LB AU E ZmARR R BT ERE R R E

Varnishing capacity:

Masking varnishing approx. 11 - 15 pcs/min.
(Blank: FG; Varnishing zone 10 mm, @ of dosing needle 0,25mm,)
sk BE: K411 - 15 pes/min.

EERE (B FG; E#EXE10mm, Hik4ra 0.25mm)
Colour-ring coding approx. 14 - 17 pcs/min (1- or 2-component varnish)
I : K414 - 17 pes/min (1-24338D)
All information given depends on operator and quality and precision of blank,
Note £&F: and may therefore vary .

PR R BRI EUE S 1RE R DRI B EARE A %, UL AT REA 2257

Program memory:

approx. 2000 tool types depending on varnishing range, may be expanded

T A KZ12000 RS, 45 LEEH AT K
Mandrel speed: o
Sk max. £K 4000 rpm.

Air pressure K Jk:

5 ... 7 bar, oil-free, dry
5.7, Joml, T

Power connection HLi5EE 2

400V, 50 Hz

System dimensions:

RGN :

L x W x H approx. 2392 x 2947 x 2690 mm
KxTExiE K£12392 x 2947 x 2690 mm

-Optional expansions AJ &MY B TLA/FCA 1-DA5/XXX-XXX

»  Module for remote maintenance, remote diagnosis, malfunction report and transmission of files by
“Remote Access” for PLC controller through Web server

EFEYE IR, ARSI, KR, WL PLCEHI 88 10 W T IR 55 2% SLBLSC AR “ImfE et
»  GSM module to report malfunctions to an external cell phone
(SIM card of a cell phone network additionally required)

GSMIEHL A T4 it o 2 S 5 i il (FR EAOMIA R 3 M 2% 1 SIMF)

» Enlargement of head stock fixture up to collet @- 32mm
SRR ATy g 2k d- 32mm

> Change of power ratings to 120 V, 60 Hz HJ§#: A\ 7] 5 2 %120 V, 60 Hz

»  Operation mode from pallet to pallet, fully automatic with two-sided pallet handling unit
BB AT R, 4 H XL R AL B 8T

»  Operation mode from pallet to pallet, fully automatic with circulating conveyor
BAERARERM R, 2 E G SR

»  Convection drying station with integrated convection heating system
HAT — RO I #R 2R G ARl

» Infrared drying station with timer controlled infrared radiant heater
HA 58 I 12 ) 21 AR S TN 2 ) £ A/l

»  Expansion of the 6-station linear transport unit by a further 6 pallets (Length: appr. 1500mm)
MRS INE6 N R AT Y R eu N iz e (KE: KZ1500mm)

>  Docking station for storage stack F T HEF 13535

»  Storage stack for supply of pallets for blanks / uncoded tools (displaceable)
HERH] T AR G T R R A BE R, CRT IR DD

»  Supply of blanks (bulk material)with parts recognition and parts singling

IAFRIPEN CECRAMARD , BRI E S e DhRe
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» Laser engraving and blackening module(Fibre laser or ultra-short pulse laser)

BOCHEZI A BAL B Ou2l SOt sl Bk B0t
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B RmL RS TRENKER
SMART-LINE Colour-Ring
Coding System

FCA 1-D23/702 - 802

TN, 857), BEAECE SRA TR TG (U5 FG, H 1 RA)
For colour-ring coding of implant drills, milling cutters, grinding pins
and diamond dental burrs (Types FG, H and RA).

. A% Basic equipment

> R RER TR ] R AE B
Holding frame welded of aluminium
profiles and baking enamelled

> BRI, B
Table surface for varnishing unit
made of aluminium, baking
enamelled

> EHRTEA SR E S H R
VAR BRI B
Headstock with collet holding fixture;
clamping by spring force and
pneumatic release through footswitch

> T RIS
Freely programmable carriage

> ZEISEUR RN E
Carriage guide for Z axis by
pneumatic force

> X H P SRR fA i B AL(FCA 1-
D23/702)
Carriage guide for X axis by servo
motor (FCA 1-D23/702)

> XA F5hiHE(FCA 1-D23/802)

» Manually adjustable X axis
(FCA 1-D23/802)

> Y R TR
Manually adjustable Y axis

> EHUKEIL, PLC FrERisidR
Motor for headstock, rotation speed

i A R RERE . SEbRrE SR RS B R = . continuously adjustable by PLC

Note: All illustrations are examples. The product may vary b
from the illustrations. > PLC 5HFHI T

Main control with PLC and
electronics cabinet
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FHARZSH Technical Data

FFFEAZ: 1.6/2.35/3/4/5/6/8/10 mm (7] LRI HAR R )
Clamping diameter: 1.6/2.35/3/4/5/6/8/10 mm (other diameters available on request)
AR - WRYE LK
Clamping depth: Depending on length of work piece
inbe S(Eni B WA —ANAT E Hgm R R gl 2 IR _RERIX
Varnishing range: With one freely programmable axis: varnishing zone according to program
B BIRGRED: 2910 - 1570538 CERpy BRIV AE R
Varnishing capacity: Colour-ring coding: approx.10 - 15 pcs/min (one or two-component varnish)
e i R AL B S A, BRI B R (VRS B A SGF T RE DR b= 2 2

. All information given depends on operator and quality and precision of blank,
Note:

and may therefore vary.

INEHEESEY K 1000 /4y %k

Mandrel speed:

max. 1000 rpm

SJE: Air pressure:

5..7E, X, T4 5...7bar, oil-free, dry

i JF %4 Power connection:

230V, 50 Hz

RGN

System dimensions:

KxBixm K#£)1150 x 630 X 1640 mm
L x W x H approx. 1150 x 630 x 1640 mm

- Bklinzy K4 Paint dosing systems

AR D7 AT B R Y R S

TL

Coding unit with pressure based

paint dosing system

according to
customers’
specifications

Colour —ring coding
-4 Implant drills
-7 % Dental burrs

A BEEHICE R4t VDS-145
SETIEL
Coding unit with volumetric

1Fig. 1 paint dosing system VDS-145 K2 Fig. 2
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HiE Y B FCA 1-D23/702 — 802 Optional expansions FCA 1-D23/702 - 802
> FEXHAREEANEN 120 V, 60 Hz  Change of power ratings to 120 V, 60 Hz
> IBVERE, WA TN SRR (B 3D

Cleaning installation with sponge rubber rollers for dosing needle (Fig. 3)

%3 Fig. 3

> BRI ARRIOER:, BRI’ (NW 76) , AE KU

Connection for exhaustion of solvent vapours including shut-off valve (NW 76), fan not included.
> SRS, T BRI 2 g

Angled adapter for inclination of dosing needle
> FERAECR AR RER L @32 mm

Enlargement of head stock fixture up to collet @ 32 mm
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LB Z G RS >
Semiautomatic
Colour-Ring Coding System

FCA 1-D23/XXX

TR S, 8L, BERRANEE R0 T A G giih. (U5 FG, H Al RA)

For colour-ring coding of implant drills, milling cutters, grinding pins and /

or diamond dental burrs (Types FG, H and RA).
. A E Basic equipment

S HIZ M S5 Single axis linear guide

> PLC il PLC controller

> fHEESY: FEFFNTE 120 KB, #:1M: USB
Storage media: Program memory
120 kByte, interface: USB

> ZimiRAEREE 8,4
Touch screen operator’s terminal 8,4*

> EEE S EUAERC R R R
Varnish dosing by pressure or volumetric
dosing system

> HRE AR LR R A R
Holding frame welded of aluminium
profiles and baking enamelled

> ERRAA [ E KR E sk R E
Headstock with collet holding fixture and
pneumatic tension unit

> EHKIKEDHL, T PLC AR IRE
b8
Motor for headstock, rotation speed
continuously adjustable by PLC.

> BRI RE
Main control with switch box

> weHEAFEE IR

Safety housing incl. safety interrupter

\4

Bf_ i B R 2 m . Sebr il ie 5 EIRE
Note: All illustrations are examples. The product may vary
from the illustrations.

EAR$IE Technical Data
: s P . 1.6/2.35/3/4/5/6/8/10 =k (AT ERILAEHAR )
JFFFLE Clamping diameter: 16/235/3/4/5/6/8/10 mm other diameters available on request)

Je A IE Clamping depth: % T K ¥ Depending on length of work piece

WA — A E BRI 2R P A B IX

L#EH Vamishing range: With one freely programmable axis: varnishing zone according to program

IR 22010 - 1545080 CRRZE4 BOW AR A3 kLD
#8871 Varnishing capacity: Colour-ring coding: approx.10 - 15 pcs/min (one or two-
component varnish)

BT SR BOE S A 0, R AR IR (RS BEAT 6 7T R DR b A 22 S

¥E:Note: All information given depends on operator and quality and precision of blank,
and may therefore vary.
Loih#5H Mandrel speed: %K 1000 #/4) % max. 1000 rpm
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S JE Air pressure:

5..78, i, TS ... 7 bar, oil-free, dry

B HL I Power connection:

230 fk, 50 ##%% 230V, 50 Hz

&% System dimensions:

KXTEXFL191065 x740 x14502ZK
L X W x H approx. 1065 x 740 x 1450 mm

- ] MY B Optional expansions FCA 1-D23/XXX

>

BRI S AR 5, 10, 30 Al 55 MR &R L Ew . (B D
Varnish dosing incl. pressure-regulation valve for varnish cartridges5,10, 30 and 55 cc. (Fig. 1)

AT EHIEN AR ERS. (B2

Volumetric dosing system for precision application of varnish. (Fig. 2)

[EhER
Varnish dosing
according to
customers’
specifications
ARG E R
B
Coding unit with paint
cartridge dosing system

A SRR A 120 1R, 60 Hfi%k
Change of power ratings to 120 V, 60 Hz

AT B & E SRS AR R B (K 3)

Colour —ring coding
T PR Sk
Implant drills

-7 % Dental burrs

A B A TR R G 2 e
Coding unit with volumetric
paint dosing system

Camera and monitor for visual check of varnishing (Fig. 3)




AT FE8E FG,H,HP,RA IR 1%
%

Special Equipment for Dental
Burrs FG, H, HP, RA

> EFEFHRES FGH, HP, RA 460-2/002 KR4
Fixture System for the Production of Dental Burrs FG,H, HP, RA 460-2/002

> AEFEFEERIE FGH, HP, RA 460-3/002 [ RS

Fixture System for the Production of Dental Burrs FG,H, HP, RA 460-3/002
> FHHE FG,H, HP, RA 460-2/3-002 f¥j#:fil e B i i3k 8
Maintenance Unit for Contact Fixtures Dental FG, H, HP, RA460-2/3-002

-54 -
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AR IR RS FG, H, HP BA & RA 460-2/002 #-5
i X L St e e B S L IR el A48 SIAAS
e L

12000188

1. Bk % Contact strip
2. TUACEERERTE PR A IR Sk
PVC blind plug for blind-cathode connection for pre -treatment
3. Bl L E R Contact cable with contact plug
. e BB FAME R 4 Blind cathode connection piece for contact

1. R FG, SR 8 AN (21 fHRED
Contact modules FG with8 slots each (21 pcsf/fixture)
2. B HHP.RA, BANHA 6 MG (20 £HED
Contact modules H, HP, RA with 6 slots each (20 pcsf/fixture)
3. BT Contact strip — top part
4. BMBZ-JEHR Contact strip — bottom part
5. EAMEIZEZ (84 Titanium bolts (8 pcs)
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of contact fixture:

1. Bl 2-T5#8 Contact strip — top part
2. PR -SRES, A Rl b

Contact strip — bottom part with contact modules
3. Bt &-EH Contact strip — bottom cover
4. PEfdEEER) O FUFE O-rings for contact sockets
5. RNMIRLET (304>) PP screws (30 pcs)

A < NI B 7 P 4 I A [ 52 5228 Holder for diamond tack-down insert

with diamond retaining sieve
SR E i (%) Diamond tack-down insert (trough)
SR [ R 4 18 X124 Locking pins for diamond tack-down insert (2 pcs)

1. TR 558 ICH Pre- and finish nickel fixture
2. HAWLZ, sk Blind cathode wire with plug
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FEFEREN TH
Push-in tool for dental burr blanks

_

AT SRR A R PG
NI EERE (A fsRgEs Electro-
plating station with pre- and
finish nickel fixture (right)

. and diamond tack-down fixture (left)

S B gL 2R P78 /1 Production capacity per electro-plating station:
AP (4F) Production rate (pieces)
&bgﬁﬁ\ﬂﬂ;ﬁﬂ FG BE FG type H,HP,RA &5 H, HP, RA types
BB/ Grit size _ —
ER¥HARAE FEPA (US mesh) Pr(.)cess (8 %@J) I o <1—6%J£jg‘)
time Single shift (16 /I (8 /M) Two shift
(min) '“(9895 ! Two shifts Single shift "‘(’i’esh') S
(16 h) 8 h)
D151 (100/120) 195 336 672 240 480
D107 (140/170) 120-135 504-672 1176-1344 360-480 840-960
D20 (~800) 50 1512 3192 1080 2280
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AP F IR R SE FG 460-3/002
Fixture System for the Manufacturing of Dental Burrs FG 460-3/002

(BRF:< 1.0 EK) ( Ball shape £ 1.0 mm)

1. B:fiiRk 2% Contact strip

2. TAEAEEH AR IR A Ak

PVC blind plug for blind-cathode connection for pre -treatment

i P Sk R 7% 44k Contact cable with contact plug

Bfih e B S [ #4455 4> Blind cathode connection piece for contact

A AR A A A

1. BB FG, SMHH 12 M6 (21 4/ IR
Contact modules FG with 12 slots each (21 pcs/fixture)

2. PR %— T Contact strip — top part

3. i 4k— JIEHS Contact strip — bottom part

4. EkMREZZ (84 Titanium bolts (8 pcs)
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HEfili 45— T8 Contact strip — top part
PR 5% — A SR

Contact strip — bottom part with contact modules
HEfR 45— JEA Contact strip — bottom cover
PAidE HE ¥ O 2 O-rings for contact sockets
RN IHIRLLAT (304) PP screws (30 pcs)

it A < R T L (B AR P < A ] ¥ A4

Holder for diamond tack-down insert with diamond retaining sieve
NI E SR AR RIBT AR E (245)

Locking pins for diamond tack-down insert (2 pcs)
SR [ E SR & T 35 um BRRLR N
Diamond tack-down insert (trough; for 35 um grit size)
WA Sk B E B4 Blind cathode wire with plug

<5 A 1] e L R ] 3¢ R MR 22 T

Holding and set screws for diamond tackdown fixture
TR 74592 B Pre- and finish nickel fixture

TR AN SEAR I B A ] 7 R MR 22 T

Holding and set screws for pre-and finish nickel fixture
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BiSRERAEAN LA

Push-in tool for dental burr blanks

_

i ENIAEE R () ST
IR D BN,
Electro-plating station with diamond
tack-down fixture (left) and

pre- and finish nickel fixture (right)

A BN 488 /7 Production capacity per electro-plating station:

RRLA/R Grit size
Rk iwHE FEPA (US mesh)

KEFRI 8]
4

Process
time
(min)

AP (M) Production rate (pieces)

FG #2K FG type

— YL (8 /M
Single shift
8h)

PIYE] (16 /N

Two shifts
(16 h)

D151 (100/120)

D107 (140/170)

D20 (~800)

1008

1512-2016

4536




FRHEMIE R 460-2/002+460-3/002 FG, H, HP, RA 438
Maintenance Unit for Contact Fixtures Dental 460-2/002+460-3/002 FG, H, HP, RA

MBS B AR T B B FG, H, HP and RA (MR EDRIZH 2L N8 . AH B 1) T2 R0 22 36 e i s vk i 4
EIANZA R el B, AT 4ESEATRIThRE, Ak o B8 SR A P A2 77 DA RS AT R 95 73

Maintenance unit to ease the disassembly and assembly of the contact fixtures for dental burrs FG, H, HP and
RA.The corresponding tools and installations allow for quick and correct disassembly and assembly of the
Crmtmnt firbimmmm dm mmmm s im dhmie frmmtins mmmey mommmbe=ibl= Slactro-plating results and prolong their service
lif

1. FEda s SR 1 R4
Spring-loaded cable spool for
compressed-air hose
2. WG T B s
Liquid-rubber dosing unit
3. JE45 2 AR 22 T
Compressed-air torque screwdriver
4, FH T e S AR AR S PO RS T 0%
Footswitch for liquid-rubber dispensing
5. P E 2 e e e B ¥t Ty
for disassembly / assembly of contact
fixture
6. T BB A e 3t 77
Position for removal of contact modules
7. AR KT L 4%
Punch-out press for contact modules
8. FF 9% & Switch box
9. W& Lighting
10. N B A T
Storage trays for small parts

BRI BT H A P Tt i it T B ] s ek AR 5y Bo e B
Punch-out press for Tool and holding adapter to punch Dispenser unit for liquid rubber
contact modules out contact modules

| /_ FEYAMTA
Tools for disassembly of fixtures
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FITHREE I B R B &%
Special Equipment for Flexible
Discs

> SNIRRE R IR RS Fixture System for Flexible Diamond Discs
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ERIFEKE e/ R4 Fixture system for flexible diamond discs (Dental) - N

Befl

%A+ Locking piece
RE LI PVC spacer
Hfilik Contact block

#2428 Contact cable
T4t fF Brass contact piece
£} [ Seal

$fihifi € Contact plug

SECECIES A

B Rl B - 4444 Plating and shielding fixture - components

1 FH 4% 2 FL-JIE#T Electro-plating fixture — bottom part
2. HEIE-THH Electro-plating fixture — top part
3. HRAE B SIBIE (2 15)Quick-release nuts (2 pcs)

w: FREERYARH. SUWREERERER.
Note: All illustrations are examples. The product may vary



WA NG E e R HRE R R

Flexible discs electro-plating cassette with diamond tack-down fixture

4% £ Electro-plating cassette BKA 941

445 [ 52 £ Diamond tackdown cassette DKA 951

4= NIl £7 [ & 2.2 Diamond tackdown fixture

EkBA% % £ T Titanium anode basket box

TRAEAR &= I A [ 52 [T 425 B Lifting and lowering installation for

pre-nickel / diamond tackdown

/K- HEhHL Horizontal motor unit HAE

7. I EIETF Holder for finish nickel fixture

8.  THEYE NI E 2 KA BIFH % Auxiliary anode for pre-nickel /
diamond tackdown

9. HBMAELEIE Rinsing hose for electrolyte

CIEE RS

e

® )
The discs are produced in sets of 10, 15 or 20 pieces.

-64 -



The fixture is adapted to the respective disc type.

R 10,15 B 20 AR AR EIE A S P R

ik BE K AT R R ST Possible dimensions of the flexible discs:
4NE 1% Outer diameter: 6 mm — 45 mm
EWEE Thickness of blank: 0,05 — 0,3 mm

H PLC S5 57 Y &NIA B0 DBS XX A-45
Diamond Electro-Plating Control DBS XX A-45 with PLC and Touch screen
B P B N BT L

Flexible discs electro-plating cassette inserted into electro-plating station

AR RS (BT

Production capacity per electro-plating station:

(Example)
WHRR KRB E] A= (4 Production rate (pieces)
Grit size (4 19 x 0,05 mm (20 pcs.) | 22 x 0,1 mm (20 pcs.)
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RENKE
3T-CONSULTING

FEPA (USmesh) | Process | —¥tiil Single | #¥t#i| Double | —¥tiil Single | #¥E#i| Double
time (min.) shift shift shift shift
(8h) (16 h) (8h) (16 h)
D107 (140/170) 165 60 120 60 120
D46 (325/400) 106 80 180 80 180
T B IRk B &

Special Equipment for Finishing

Strips

> AP ERIA R B e RS

Rotation System for the Manufacturing of Diamond Foils and Finishimg Strips
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AP R TR B 6T IR e e R G

Rotation System for the Manufacturing of Diamond Foils and Finishing Strips

&NIF HEEAE DBS 50 A/45

-Diamond Electro-Plating Control DBS 50 A/45

> WiE T 230 1k, Wik 110 fk Power ratings: 230 V, optional 1

> AT B 50 %2 /18 R Eit Rated current: 50A /18V DC
T I 2 AR S S 5 AT AL B 2 ) WA A 4 )
(FELUAL, PR M B R, (3 AT IS IR)], 18 R e, 2, Sk, T, e e HL A5 4% . D
Visualization and sequence control of process parameters
(current, voltage, leak current, timer [time run],constant voltage, pumps,
motors, valves, rotation of fixture, etc.) by touch screen operator terminal
> HERSNVE RN, TR AN

Interfaces for connection to external PC, Laptop or Intranet
> Al BE AT REAT ML B

Individual adaptation of the touch screen functions possible.

S BKA 942/002
Electro-plating cassette BKA 942/002

> F T R R e e ke L I E R e
for holding and rotation of the contact fixture during the electro-plating process
> IR A iR K F ik 3 E HAE 971/003
Horizontal motor unit HAE 971/003 with reversing rotation
NI OR B O 18 2 17 L < WA bR A PRV B o i
Diamond retaining filters to prevent spillage of diamond grits into the
electrolyte circuit

ek A3 E RKW-001
Rotation and contact fixture RKW-001

> T AR AN TEAN T o 12 AN B AN R RE A Bl TR ok 1 B T R
FERETE LT AN AN 2o 4% R e i RO ot Ui .
To hold the stainless-steel foil for electro-plating. The stainless-steel foil may be pre-etched or smooth,
in which case it is cut by laser to the appropriate dimensions of the finishing strips.

TRENKER ROTATION HAUPT

I ~03.09.2010 15:25:52
Diamantieren Drehung Manuell

cne w45 [ o
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AR/ (B)

TRENKER

3T-CONSULTING

Production capacity / electro-plating station (pieces):

R ~1:295 x 380 mm (2 5K)

RPRIR
Grit size AbERET H] Foil dimensions: 295 x 380 mm (2 pieces)
B Process %% 138 (8 /M
FEPA (US mesh) Strip width 1-shift (8 h)
D54 4 %K 4mm 1008 7k 1008 pcs
(270/325) 145 71 145 min 6 2k 6mm 684 7k 684 pcs
8 ZKk 8mm 516 7k 516 pcs
4 72K 4mm 1680 7k 1680 pcs
(40%‘?5000) 90 43 90 min 6 2K 6mm 1140 5k 1140 pcs
8 2K 8mm 860 7k 860 pcs
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RENKE
3T-CONSULTING

WERE RS
Polishing Systems

> WHRERBRY TPA 6-250

Drum Polishing System
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TRENKER
3T-CONSULTING

REWMMERS TPA 6-250
Drum Polishing System TPA 6-250

M6 4, J@I‘%U\&%UE’JIE For polishing dental bur -. ng pins |
\ N
HIFLE Front view \\ \ \\ \ \ \

1 IR (64 Polishing drums (6 pcs)
2 EEHIS/IKENE Main control/motor
TrakTiesE41  Start button for rotation
- JigE# 5%l Rotation speed control
- I} (A 45 SR MR R (5 5
Acoustic time-end-signal
3 ENEE 2 Timer start key
4 OB FRER A 01 min - 99 h 59 min
Timer for polishing process 01 min - 99 h 59 min
5 ER#F1EEE Timer Stop key
iR YEsL (34 Drip collection pans (3 pcs)

Al AR I 2 £ 6 ANAFRIZEAS T4, Simultaneous polishing of up to 6 different tool types
AL TR [F] B3 HE] . Individual pre-set of the different polishing time intervals
Frelif i 3 — 20 1/4)> %k Continuous speed adjustment 3 — 20 1/min

W6 £ AT LA B 22 25 547 #) Polishing drums can be inserted/removed individually

AT HREN IR UL EE 4 Removable drip-collection pans

YV V V V V

WOLIRE K% 1 BB 250 K AR 14T KB 2 EHE 200 K AR 75T
Polishing drum Type 1: @ 250 mm, Volume 14 litres Type 2: @ 200 mm, Volume 7.5 litres

e T O




7= At B B 3 Product and Furnishing Range

FH 38 S A AL R B K B P &
Plants for avoidance and
treatment of waste water

AR GEHT

Pre-treatment plants for

SN A BERERHTAE™
Diamond electro-plating
plants for manufacturing

o SR AK 0 P A
Recirculation of rinsing waters

k. . A, TS

Steel, brass, copper, bronze

etc. o [2iBIE RS
« &7 Aluminium Reverse osmosis systems
&R . S EACT o BN 2R

Diamond, CBN Vacuum evaporators

URLAL R SURSiNE S <3

Special equipment to

HEFEEREAT

Electroless nickel plants for

« % F} I H Dental instruments

« FI T Ab PR FEAT 4 I<J =, oE {|
. BRARES. . BEEE. PR, RE
su%uklﬂw&ﬂdﬁ*¢
Tools for machining marble,
granite, gem stones, tungsten
carbide, steel, glass, ceramics,
silicon, plastics, special
materials

o i 5
Pieces for wear resistance

« £ J]£4 Sharpening steels etc.

Jie ¥e A M R B H T4
Rotational reverse-plating
plants for the production of

optimize the plating process
« S FEFERTEE T A i} ¥ Contactfixtures
High-precisiongrinding tools BRI B E
o 4 WA R SE 7 BUAG ] L% Diamond tackdown fixtures
Diamond and CBN coating « i iz bz ¥ Masking fixtures
FREG
Llftlng and lowering tables
« [iE4% 5 E Rotation units
«BOMEEE B EME R S
Rivet system for flexible discs

Tk &, thin

Special plants such as e.g.

H T F BN BT &
Varnishing systems for dental burr blanks

RIEE P FR T2 %
Systems according to
customers‘ specification

TEMER

Engineering and consulting

HEREAT

« ERIAEERRE
Diamond dressingrollers
« W ECHLEE Intenal plating

Stripping plants for

« £} Electro-plated nickel
« {£=45 Electroless nickel

A 4k S 1l

Accessories and chemicals




