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RENKE
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o Kartandacen € 2210 Geobaws-DEBKD (82009 G

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/

@ ERE Traffic contacts:

FEIEL A I A NI 22 TR 3R A I — 1T AR - Tl TS
Motorway A3 from Frankfurt / Main — Exit Wirzburg-Heidingsfeld

> VR ARISE I ML Airport Frankfurt/Main
RETORZEET (W) WPRA A — 4E/R e (R ek k)
Intercity Frankfurt/Main (Airport) — Wirzburg (Central Station)

> HrE kNI Airport Stuttgart
B X IRF 2 (R ek o) — 571k — 4Rk ER (R ek )

= 0 n::

oge  Desschland  Dedrguges  Feedteckgeben Shmi

Regional train Stuttgart (Central Station) — Lauda - Wirzburg (Central Station)

> 4lfetEHLI% Airport Nuremberg

AR IR (R k) — 4R (k)

Intercity Nuremberg (Central Station) — Wrzburg (Central Station)
> 5EJe AL Airport Munich

WERFIEE Pk FEul) — HERR B (P gek D

Intercity (Central Station) — Wrzburg (Central Station)

VEURAT 7 W IR VR 2k
THIE RN BATRIEIT 8], BATTRE A G R KR SR K AU ARAT o

Please ask for a detailed route description if required.

We will be pleased to meet you at Wiirzburg Central Station upon being notified of your arrival time.
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RATEI M 4B, Our Fields of Application

FRI

Dental Industry

F T

Semiconductor Industry

WHFLEE A ID Saw Blades+4: NI 4744l Diamond Band Saws 4t 221U 6 23 F- CMP Conditioner Pads

REI

Automotive Industry

SR FISE 5 BALE EE %S Diamond and CBN Profile Wheels ¢ 4[| 7 1& % 7% Diamond Dressing Rollers -t #ilid Tl i) B4
Grinding Wheels for Gear Industry

B AR Tk
Glass and Plastics
Industry

i

HETLRDAS AR T £ 13 Male and Female Grinding Cones« 1214 Edge grinding Wheels {74 Band Saws

AR I

Stone Industry

B 4% Profile wheels+ ] #|b4¢ Cut-off Wheels+ 8t 7] Milling Cutters &4 5545 & £k Wire-Saw beadsmﬁ’fﬁ Band Saws

BRAEA T
Abrasives and
Gem Stone Industry

b AT AL Gem Stone Grinding Plates s 4RI 137

NGRS 2R N
Electro-Plated Tools of
different Types for various
Applications

BE%F Grinding Pinse 47, Hl#s4% Needle Files, Machine Files* ][04 Cut-off Wheels+Z5 0 %Eﬂ Hollow Drills+#7 % T..A Honing

s L

Tools* M JERPEE Cup Wheels b7 Abrasive Belts ¢4 Band Saws
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W, , BH, MEFSERTR
AFE & 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 i F TR e AN HE S TN, O e S WA B RALH AR AR A v A

PR PG — MK (ZR) , 3 MNA/KAEERE (RYE, WEHALAPEE) DA bl R A e i
o T L 2 AT L ) A T [ 2 B (1 0 42 B A 00 TR IR U i 5 A% AR ) F) AR A
BEAID R P ) AR 2 AE R B AT A 24t AR 375 e £ W S 37T P BB M U

G, AR A SR TS0 L 2 A7 SEAT o RS AR RETEC A A0 o T AR T DA Al BN SR A 2D 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. IRAKACERAE CFAE-BARRBI; AR
A5 FH T 4 1 A G R ) 28 i it 45 7« Warm-process bath (degreasing — anodisc/cathodic;
Process-bath control PBS-845/001 polarity reversible)
including Touch screen operator terminal for 4. EERI#EREEHITR Process control panel for de
process control and programming: 5. A/K4FRE (FR¥E) Cold-process bath (Decapation)
-2 Temperature 6. AKAEERE (3E1k) Cold-process bath (Activation)
-FiJfi Current 7. I ERAERE T AR
-FiJE Voltage Process control panel for activation
-4 H T[] Process time 8. AUKMCIEM (LR
-II#AE3R Heating cycles Cold-process bath (Nickelstrike)
2. HTHUAE Electronics cabinet 9. ALSAPEERA BRI I T AR
(ES 4T H 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
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-Technical data:

>

>

>

MR AFRE. BERZ) 180 TF: WUN IS BEME: B4 KL 180 T+

Bath volume: Processbaths: appr. 180 | each; Spray stream wash station appr. 180 |
TR fm 80°C (EMRHED  =iR (HUAbLFTH 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

BoE . K410 TR%, 3x400 4R, 3x 16 %, 50 #f24

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

IRKACPERE, JEPIRA T, R

Warm-process bath, of PP, heat insulated,

7 KA BRAE RIS G Ve, TR 5

Cold-process baths and spray stream wash station of PP

RN E

Pipes of PP

—ANH TIEFR IR K AL SEAE ) B 0 5%

1 centrifugal pump to circulate the degreasing bath

AEFRAE R AR R E CERRRE R EA, AFREAR 76 ZK)

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

-ﬁfii"é Oﬁtional:

>
>

L HEAE R THI A% 5E Level stabilisation of process baths
KR L& T B 302 B /Kt B Water de-salting cartridges for autonomous deionized water supply

Progranse Bearbeiten

T 2 g A o B e BN M 4 R A S i 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)

Degreasing

IR AR mAR (Blin: £

Control panel for process control
(Example: degreasing)
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WAL %% VBA 4-353/453/D23
Pre-Treatment Plant VBA 4-353/453/D23

T BB T Ve M % 0T B T B BN, O e B WA BT 5 AL FE AR R A A v %

TiAb FRALFE — AR KA RS (28D . 3 ANAUKALEAE (FRYk, AL SRR DUR A (A F2 f e k
o T L2 22 A N Y A N 7] 7 2 L ) PR A A R AR AT 20 R ) O A e A% AN R Ak PRA o
A, BRAEAINE B0 T i o 4B 5E SEAT o A A AL FRAE A A4 ] T BR ) DA ) AN R A AP BR
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. AFEAEEE PBS-845/001 3. UERUKAEIERE CENS-BIRR/BIR: ARPERT
ALFE P TR 5 1 0 2 P 1) £ 4 o Warm-process bath (degreasing — anodisc/cathodic;
Process-bath control PBS-845/001 polarity reversible)
including Touch screen operator terminal for 4. EEMEREEHITER Process control panel for de
process control and programming: 5. AR RS (FRlk) Cold-process bath (Decapation)
-IiLJ¥ Temperature 6. A/KAEERE (3E1k) Cold-process bath (Activation)
- Current 7. IEARIERIESESITAR
- JE Voltage Process control panel for activation
-4 [A] Process time 8. WIKALIEAE (AL
-IN#JEIR Heating cycles Cold-process bath (Nickelstrike)
2. HFHUE Electronics cabinet 9. LEEARAHER R AR
(fETS 4TI Service access on rear side) Process control panel for Nickelstrike

10. #FAEVERE (4 &) Rinsing bath (4 pcs)
11.  Fshmk3EE (3 4) Rim exhaustion (3 pes)
12. {5547 Signal lamp
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JEMLE Rear view

-‘&‘ﬁ% Technical data:

>
>

>
>

>
>
>
>
>

Fl B AbERAE: REASKRZ 180 s EASVYESAE: RN K2 180 FF.

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

R e 60 BRIREE (ERHE) « =i UMb D

Bath temperature: max. 60°C (degreasing bath); room temperature (all other baths)
RS (K x %8 x )+ K21 6100x708x1000 =Kk 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

IEKACFEAE, B, BEH, Warm-process bath, of PP, heat insulated,

P KA BERE AN R AR, SRR T Cold-process and rinsing baths of PP
RNMETHE Pipes of PP

— TR R K AL FE A A B 042 1 centrifugal pump to circulate the degreasing bath
AEFRAE R AR R E CERRRE R EA, AFREAR 76 ZK)

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

-ﬁfiz‘_ﬁ,: Optional:

>
>
>

LK ST S 52 Level stabilisation of process baths

Fp AR (R B P ER Flow-standing sink tecnology in the rinsing baths
LAY 2 H S LR TRAL P % VBA 4-355/455/D45

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

Temperatur Leitfahigkeit

45.6°C 00124
e

I3

S —
.
88 B

T 2 v A Ao B i B R IR A A K 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)
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Degreasing

AR HI AR (Bln: £

Control panel for process control
I (Example: degreasing)

-10 -
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FiAb B % 2 Pre-Treatment Plant VBA 5-353/453/D23

AL B i A% H TS SR AT R I R AN, D )E SR W BT BALT AR A AR A . THACEE
2 MNMEAKAE (WP ERESBEENR 3 ANAKGE (BRYE, WAL EER  hREES
WA LRI 2> B 4% o X L8 L4 22 A0 A N PR fid M1 ] 52 & b 0 0o o R R A 20 R A I s e % )
ANE AL A

Gfe, PRAFARESHON PBOE N 2 A BB AT . R A BB INC A A% ) T AR AT DA ] B 1R AP IR

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.

HIHLE Front view

1. AbFEEIREE PBS-845/001 5. h4E % Oil separator
Process-bath control PBS-845/001 6. RAKACBERE U EIE-PHRIIAG: AR T
AL FE T B S o A 1 e Warm-process bath (electrolytic degreasing —
including Touch screen operator terminal for process anodic/cathodic; polarity reversible)
control and programming: 7. i AR 1 A a A
- &% Temperature Process control panel for electrolytic degreasing
- L Current 8. A/KALEERE (BR¥E) Cold-process bath (Decapation)
- HiJE Voltage 9. A/KAHEIME GF{L) Cold-process bath (Activation)
- 4b¥EFT ] Process time 10.  FEHIE LRI fEHR Process control panel for activation
- IN#E#E Heating cycles 11, AKAHERE (288D Cold-process bath
2. HLFHE Electronics cabinet (Nickelstrike)
(THHTF) (Service access on rear side) 12, #EhlE S SR Ml Process control panel for
3. WAKALERE (MBI Nickelstrike
Warm-process bath (preliminary degreasing) 13. @& (5 6) Standing sink (5 pes)
4. PRI S I s AR 14.  JAhEEeE (4 5) Rim exhaustion (4 pcs)
Process control panel for preliminary degreasing 15. {55474 Signal lamp

-11 -
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JEPLE Rear view

-Technical data:

> REEE. KCFAE. R KL 180 TR ERASVERE. K 180 Tt
Bath volume: Process baths: appr. 180 | each; rinsing baths: appr. 180 | each
> A o 80 HRIKEE (WP MR 60 FRIKEE (REERMERD o =R CGLAATE D
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
> BUEDNE: KZ 10 TR, 3x400 1R, 3x 16 %, 50 2%
Power ratings: appr. 15 KVA, 3x 400V, 3x 16 A, 50 Hz
> mKACERRY, RPTEM B A
Warm-process baths of PP, heat insulated,
> RIKACEERE AR SR, R
Cold-process and rinsing baths of PP
> RNGEE
Pipes of PP
> M TIEPNR KA RS B0 AR
1 centrifugal pump each to circulate the warm-process baths
> ACEREE IR E CGERFER B, AFREAR 76 2K
Rim exhaustion for process baths (connection to fan, DN 76 mm)

-Efﬁﬁ. Oﬁtional:

> AIEAEREFEE Level stabilisation of process baths
> ERASE R R SRR Flow-standing sink technology in the rinsing baths
> AT TR B S AL FE B % VBA 6-355/455/D45
Expansion possible to a semi-automatic pre-treatment plant VBA 6-355/455/D45

-12 -



R o

WiREEFERRERS
» DIgeARBIEER .
The design ofthe
screens, functionsand
operationallanguages
can be adaptedto the
customers'
specifications.

e e Obersicht
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VE-Wasser
[eTEIE

ickel Strik
Spunmag o

12 _30VEM 12 30

T 2 g R A o B e B M A SRS 4 (PBS-845/001 #4))
Pre-set and monitoring of the process and bath parameters by
means of the Touch screen operator terminal (PBS-845/001 control)

Degreasing

IR R R (Bl XA

Control panel for process control

(Example: degreasing)

-13-
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WiAb % & VBA 5-355/455/D45
Pre-Treatment Plant VBA 5-355/455/D45

T TAL % F T 07 A A 4 B J5 R e rB BB A S B DR, SRR RN T B B B A o 50 3 2 T B 1) A AN R
BB R IER A . TRUAC R A4S — MK AL B (22 0) , =N /KA RS (RRUE, WE AL, (B8 , — IMRFRIE AL
gzl (FH Tl A7 S A 3, (HANBE L2 FELARE ) T A) DAL v (R R o I e Ryl 22 206 0 R I ) FELBE B0 45 L5
PE¥E R — N T B 2 B IS LB R B A R B AL B AE

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

T H B AR . EhERTRSEREE
. ZERRHZAESH VBA 5-D45 HRE.

Note: All illustrations are examples.

The product may vary from the illustration.

The system shown is a type VBA 5-D45 plant.

. AbFEAEIEE PBS-845/001
A0, AR A 2 1) T G 2 ) 248 i o 8 5 <
Process bath control PBS-845/001
Including Touch screen operator terminal for process control and programming:
- i ¥ Temperature
- L Current
- HJE Voltage
- RbFEFAY ] Process time
- IN#YEI Heater cycles
2. HLFHUE Electronics cabinet
(#E15 T IF Service access on rear side)
3. #&RISEE S Loading station for fixtures
4. HTHEAMGS, A ek E s il
Transport carriage for contact fixtures including lifting and lowering installation
5. MRAKACEERE (E-FHRAN; BRI
Warm-process bath (Degreasing — anodic/cathodic; polarity reversible)
6. EsrEIE+EHIE MK Process control panel for degreasing
7. A/KALEERE (ERYE) Cold-process bath (Decapation)
8. A /KibHAE (3E4k) Cold-process bath (Activation)
9. IHALRRMEREHITH R Process control panel for activation
10. A/KALERE (fb2#8548) Cold-process bath (Nickelstrike)
11. P2 AR e 4§l AR Process control panel for Nickelstrike
12. AKAFERE (RS ILEIZE ) Cold-process bath (Active-keeping buffer)
13. fREFIEALZE il VR 3% I T AR Process control panel for active-keeping buffer
14. HAELEHE (54) Standing sink (5 pcs)
15. FiLdhg3EE (4 &) Rim exhaustion (4 pcs)
16. 1554741 Signal light column

-14 -
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EHHLA T PR B AN DA R ke B
Transport carriage with lifting and lowering
installation with four contact fixtures in place

s — ‘.J_m.ﬁ-"

MR ACPERE: BASKL 173 b REREGEMIE: K2 745 T,

FRSERERE: B RY 173 TF

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

R fem 60 BHIREE (LRHED o =i AR A IR

Bath temperature: max. 60°C (degreasing bath); room temperature (all other baths)
A (Kox % x m) . K% 9620 x 1320 x 3220 %K

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

BUEIZ: K£12.5 TR%, 240 Kk, 80 % Power ratings: appr. 12.5 KVA, 240 V,80 A
1ANEKACEERE, [R#k, BN 1 warm-process bath, heat insulated, of PP
BRI, ANESETRE, L AMRIEIEEE, RS EE R B
3 cold-process baths, 4 standing sinks, 1 active-keeping buffer of PP; pipes of PP

KN E1E Pipes of PP

— AN FEER 2 AR R 0 2500 %2 1 centrifugal pump to circulate the degreasing bath

Hfh I B E R G, 7 2 MFPUAK 1T IE i 4

Transport system for contact fixtures with 2 guide rails and 1 transport carriage
AEFRAE ) AR R E CERRE R, AREAR 76 ZK)

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

-ﬂaiz"@: Oﬁtionalz

>
>

AbFE K P A2 € Level stabilisation of process baths
Fp AT e M (3 S b e BOR Flow-standing sink technology in the rinsing baths

-15 -
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Temperatur Leittahigked 5

‘coozsFEy= o

iR iR
(12 504

P

T 2 g A A 57 v B A I A B A S 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)

-16 -
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FiAb B % 2 Pre-Treatment Plant VBA 6-353/453/D23

IR ER B P T A E % e A FUBE T AT A B I R . A B AE 2 NEUKAEEE: AE
M EAL B RS BEN. P& 3 DMK BRYE, Wk, PR UL R R .

XL 2% D2 2 BB Al 5 SR B b, JF BRI IR AE P B A% 3 B R AL BEAE

P BRI PR G Rl P T I A TUA B A A

BRI R S A FEAE R 7 S Bl fud R 0 W E . ACIEAETCE T AR, AT D LR AT AR

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.

HIHLE 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 T 7 AL SRR C R 25 5 - RE AR AR AR 2R P 3D
programming 7.Process tableau for electrolytic degreasing 2 il Ffif 2: i i fii 2 1%
A FE P T s S R 1) o i 8.Cold-process bath(Decapation) ¥4 7K ZbHiA# (ERYE)
- Temperature 5% 9.Cold-process barh(Activation) YA /K4bE A (i%ifk)
- Current B 10. Process tableau for acativation il i Hfil 5 AR
- Voltage HiJ& 11. Cold-process bath(Nickelstrike) A 7KAb A ({h2=PE8L)
- Process time &b ] 12. Process tableau for Nickelstrike 2 il 14 2 8% 45 A fid F24
- Heater cycles fI#EH 13. Active-keeping buffer {1 1t 22 it
2.  Electronics cabinet H-F4f 14. Process tableau for active-keeping buffer f il {7 1 22 i
(service access on rear side) # [T O ik AR
3. Warm-process bath (degreasing) g7k A Hig (3:f8) 15.  Standing sink (5 pcs) B ELAE (5 4)
4. Process tableau for degreasing % il 2= fig f 4z bt 16. Rim exhaustion (4 pcs) I3 E (4 5)
5. Oil seprator for degreasing 2 fig i 7 & 2% 17.  Signal light column 15547 %1
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-Technical data:

>

MR AbFRAE. K20 1801 A4S FRSURVERE. K2y 1801 FAMRFFE TR MTAE. K4 750 I
Bath volume: Process baths: appr. 180 | each; rinsing baths: appr. 180 | each
active-keeping buffer appr. 750 I.

T fem 80°C (ZAEME) 5 femy 60°C (WP HLMERE) ; =i (LR A 1)

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

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

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

RKALHEAE: PP MR, o

Warm-process baths of PP, heat insulated,

PP 45T 17 7K AL A 5 e rl

Cold-process and rinsing baths of PP

PP 45 ¥ 18

Pipes of PP

1A TG 2 Hahd 0 B 0 22

1 centrifugal pump each to circulate the warm-process baths

AL PRRER AR S GEREPE X, 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 Bh i BE R R Flow-standing sink technology in the rinsing baths

FH N B B AL B i % VBA 6-355/455/D45

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

(12 S0 12 SO

Temperatur _Leifehigheit__ RTACRS W
i5.6°C 001203

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 v Ve BANMERE 7/ M2 % (PBS-845/001 1%
1)
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Degreasing

B RS HI AR (Bln: £

Control panel for process control

I (Example: degreasing)
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Pre-Treatment Plant VBA 6-355/455/D45
PR VB A 5-3554551D45

P2 FRAL BB FH 77 M 25 B8 Jo R A rB A B0 S R TR BE AN TR B A 5 220 i 2 AL PRI A4y
ANBERE FERLZ IEAf b L

TRACEEALFE 2 AMNME/K RS WP LIRS WM ARG — /N /KA BEAE (BRYE, TG 10, (22 AR, — MR FRIE A 1 22 vl
(T B i A7 C 2 Tl A B2, (H AN 23 37 2009 B B8 119 LA ) AR (R e A

ToX A 22 2 R AH N FL B e BB ) A -0E 5 — AN A TR L A A L A% 5 B BN R ) A B o

FEIF 508 2500 v 1o ok f 28 i B VB e il AR FRAE 23 L & 7 R T AR A T AR R

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.

5 17 8 17 1 17 11 17 13

PP 4% PBS-845/001 Process bath control PBS-845/001 _
TR T B e R Ao E A BRG] SRS E A
Including Touch screen operator terminal for process control and programming: =5l GERRKRRS) VBA 5-D45 1
%, WHIPEREFERETE
- ¥ ¥ Temperature Note: All illustrations are examples.
- 137 Current The product may vary from the illustration.
- HiJF. Voltage The system shown is a type VBA 5-D45

plant with preliminary degreasing and

- LRI A] Process time electrolytic degreasing.

- JIN#YEFF Heater cycles

HF4E (AT 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 Fa it I A% 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
HELfR 22 AR R4z 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

KKK B (fb24%42) Cold-process bath (Nickelstrike)

1k ZAPE AR 42 il T AR Process control panel for Nickelstrike

AR FRRE (fREHTELZE ) Cold-process bath (Active-keeping buffer)
(RS A 22 A 4% 81 T A Process control panel for active-keeping buffer
F Ay (54 Standing sink (5 pcs)

I E (44 Rim exhaustion (4 pcs)

547 %1 Signal light column
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B A THERE S 4 DA
Transport carriage with lifting and lowering installation
with four contact fixtures in place

-&ﬁﬁtﬁ Technical data:

> fEAE. KPR A KL 1731 REREZMIE: K4 745
FIEURE: &R 173
Bath volume: appr. 173 | each; active-keeping buffer: appr. 745 1;
Standing sinks: appr. 173 | each.
> 8L 80 °C (WP L 46HE) Ay 60°C(FLMAE 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)
> B CKox % x D) 2 K% 12620 x 1320 x 3220 mm
Dimensions (L x W x H): appr. 12620 x 1320 x 3220 mm
> BUEIIEKY) 15 KVA, 240V, 80A
Power ratings: appr. 15 KVA, 240 V, 80 A
> 2MNRKACFRAE:PP AT, Bk
2 warm-process baths, of PP, heat insulated
> 3ANAIKALEEMY, 5 ANEVRE, 1 AMREREIEZAE, PP AT, EE PP MR
3 cold-process baths, 5 standing sinks, 1 active-keeping buffer of PP; pipes of PP
> 2T L IR R R R
2 centrifugal pumps to circulate the degreasing baths
> R EMIEM ARG, KA 2RI 1 s
Transport system for contact fixtures with 2 guide rails and 1 transport carriage
> CFRRER LR S GEHEFIAE, DN 75 mm )
Rim exhaustion for process baths (connection to fan,, DN 75 mm)
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> EAERFEE Level stabilisation of process baths
> ERAEGAER B R

Flow-standing sink technology in the rinsing baths

(23] iz

= !
i 123
NN N N N e

T 2 S R A ik 5 B T BOR i s A B S 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)
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SNIA BRESR % DBA
- R

Diamond Electro-Plating Plants DBA
- Electrolytic Process

DBA 1-355/455 - 010
DBA 1-355/455 - 015
DBA 1-808/809

DBA 1-455/013

DBA 1-DFS/010
DBA XX-355/455

DBA XX-D23

;

-23-
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H 48 ¥ & Diamond Electro-Plating Plant DBA 1-355/455 - 010

BEENIA B & Single-Tank Diamond Electro-Plating Plant

FFA: 7= 4 NI4T 5LE % 400 Bk 500mm [f4K | CBN HLAEHTEE T. A

A PRAE Ao ] TR A, BE, MR LRI IRIE RS 4

for the production of diamond or CBN electro-plated grinding tools of steel with a max. diameter of 400 or 500
mm.

Equipped with a Touch screen operator terminal for process control and for pre-set, programming and
monitoring the process and bath parameters.

Frozess Einstellungen
Erataihang pH et

Touch screen operator terminal
Examples of process control and programming screens.
At Al B

B PR E RN g R Y 2

Please note: All illustrations are examples.
The product may vary from the illustrations.

1. ZomtRAEMb e IR AR h 5 250 B E AN 4%
Touch screen operator terminal for process control,
programming, pre-set and monitoring of:
BFESH Process parameters: 2% Bath parameters

- YR Current - i FE Temperature

- HJE Voltage - pH {8 pH value

- MR HLIR Leak current - ¥k Level

- i} i 2% Time count - U AE € Electrolyte constancy
- EkERE

Lifting/lowering/rotation - ‘oL KZE Safety sensors

- LAY P Amin counter
WIFBATIREGHIE 54751 including signal lamp for operational status
BT I A R A R R A
Process regulation and control unit (PRS) in electronics cabinet
iR (FB#HY Electro-plating tank (heat insulated)
1 H8 B Bath lighting
=B UFR ST Three-cascade standing sink unit
P B Rim exhaustion
A B A I 3 T {E & Raised work platform with non-skid floor

N

Noaprw

FAREAE Technical data: DBA 1-355/010 DBA 1-455/010

i K T4 @ max. applicable outer tool @ 350 (400) mm 450 (500) mm

# 7% F1 Bath volume: 350 | 540 |

F#i5 F Bath temperature: max. 60°C max. 60°C

A% (£ x % x /5 Dimensions (L X W x H): appr. 3854 x 2180 x 2028 mm appr. 3954 x 2280 x 2028 mm
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| FL B A\ H Power ratings: | appr. 2.5KVA, 240V, 16A,50 Hz | appr. 4.5 KVA, 400V, 32 A, 50 Hz |

A B % DBA 1-355/455 - 015
Diamond EIectro-PIating Plant DBA 1-355/455 - 015

B &N B K& Single-Tank Diamond Electro-Plating Plant

BTG T, RN AR 7 (07 ity HLA AT 28 1) P B VK~ T T e ) ARV A

Ao PR AE AR ] TR bR, BE, MR DL IRIE RS 4

for single parts, prototype and small mass production with electrolyte compensation tank to raise and lower the
electrolyte level in the plating tank.

Touch screen operator terminal for process control and adjustment, programming and monitoring the process
and bath parameters.

v A A 557
s ) 2 a4l AN AEHRAEAN R (K 2 B

SEBRF= R TT RE A0 R B 25 Touch screen operator terminal

Please note: All illustrations are examples. Examples of process control and programming screens.
The product may vary from the illustrations.

1. 2R e BT HRAE T Z,
Touch screen operator terminal for process control,
fE, WE FURFE: programming, pre-set and monitoring of:

#{ES 4. Process parameters: 1# 2% Bath parameters

- Current -i& % Temperature

-HiJE Voltage - PH {# pH value g, '

SR HLE Leak current SR % Level The dEf . l:m Juli thEru'i

-Fil Rt Time count -H B Fs E M Electrolyte constancy ; .
- 4 fE KBS Safety sensors

-2 515y BT AEE Amin counter
BT IT R B AR 1 1 A2 3 B (PRS)
Process regulation and control unit (PRS) in electronics cabinet
HAERE (FA# Electro-plating tank (heat insulated)
FLAE T %8 Electrolyte compensation tank
=B AE YR Three-cascade standing sink unit
A B A AN L T P 3 v TAE &
Raised work platform with non-skid floor grating

N

o 0 A W




FARZSE: Technical data:

DBA 1-355/ 015

DBA 1-455/ 015

K TAESMZ-@ max. applicable outer tool @

350 (400) mm

450 (500) mm

P 78 #1:Bath volume: 2731 420 |

P A VIR i

Capacity of the electrolyte compensation tank max. 406 | max. 406 |
P RE RS Bath temperature: max. 80°C max. 80°C

R (K x 98 x #5) Dimensions (L x W x H):

approx. 3570 x 2200 x 1200/ 2575 mm

approx. 3670 x 2300 x 1200/ 2575 mm

FEN\HE: Power ratings:

approx. 2.5KVA, 240V, 16A

approx. 2.5KVA, 400V, 16A
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F T A2 P 4 WA R ST 5 BAL B H B8 9 41 BLAR AN 800 22K ) B #6 .
For manufacturing diamond and CBN electro-plated grinding wheels with a maximum outer diameter

of 800 mm.

—

BEEC I PEAE S ek 2 B Swivel and rotation unit for grinding wheel
- LAHEOKF 52 B a2 5]
Movement of the work piece along the horizontal and vertical axis
- AL LA REER AN e
Swiveling and rotation of the work piece during electro-plating
Kt EfEE: Touch screen-operator’s terminal for:
- IR FTAHIZE) Control of all axis movements
- PR T YA S YRR AR TR
Level regulation of the electro-plating tub and control of the rinsing pumps
- AEENIA B (DBS) MEIESEEIAN
Input of the operation parameters of the diamond electro-plating control (DBS)
- AT FERIA$E:  Control of the electro-plating process:
* B Current
* L [f Voltage
* % F IR Leak current
* SE/} Timing
4N EEAE Diamond electro-plating tank
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& AS Type of system

DBA 1-808

DBA 1-809

AR5 e e B R % )

Max. load capacity
of swivel and rotation unit

H4% 500 x 250 Bk
@ 500 x 250 mm

H& 500 x 350 2K
@ 500 x 350 mm

KB R

Max. wheel
dimensions

E1& 600 x 200 ZX
@ 600 x 200 mm

H4% 600 x 300 &%
@ 600 x 300 mm

H# 700 x 150 Bk
@ 700 x 150 mm

Hf& 700 x 250 2K
@ 700 x 250 mm

HE 800 x 120 Xk
@ 800 x 120 mm

E/% 800 x 220 BX
@ 800 x 220 mm

320 T
320 kg

-‘&ﬁ%ﬁ Technical data:

>
>

YV VYVYVY

PRI 90° (% 45°), &S Swivel area 90° (+ 45°) continuous

P 5 AE S e i v B AR i/ 131240 73, 5K 5 #1145y 2 1A

Rotation permanent and continuously adjustable from min. 1 turn/240, max. 5 rpm
ekt . fH 2 B TR K% #] Rotation: permanent or interval controlled

Hi 1) R A R S L AR AR 2R 1Y Movement speed of axes adjustable through frequency inverter
KENBAVE R 25 E Pneumatic crash protection

A% e 77 H Selectable rotation direction

T I R VA A AR v ER A A K T

Raising and lowering of electrolyte level in the plating tank possible with electrolyte
compensation tank

FETAERE s AR, S WA R R AR 24 T AR

Pre-nickel, diamond tackdown and finish nickel plating are done in one tank.

TERRFE R sE 35 E L (K B2 4¢ Grinding wheel mounted to

swivel and rotation unit

A L i b 45 7 7= 451
B AR D e AT AR 2 7 BESRAEA R IE S F i
o =i
5 6°cle) Display examples of Touch screen operators’ terminal.

The displays and operating functions may be individually
programmed according to the customer’s specifications
and in various languages.

WIHEE R
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ENIA 8% DBA 1-455/013

CC Io19
IV LO

A A< WA R A AR R RT A N ELAR A 600 220K (7T A TR A g e 3 B ) T H .
For manufacturing of diamond band saw blades and tools with a max. insertable diameter of 600 mm
with lifting/lowering and rotation installation.

1. ZuifEfbE 57 Touch screen operators’ terminal for:
- fi 2% Bath parameters
- #{E 23 Process parameters
- 4 f% Programming
- BLPEFE{E 4% Process control
* HiYfL Current
* L [f Voltage
* it B3 Leak current
* FI Timing
2. PRS #fE#H] 58553 B Process control and regulation unit (PRS)
- 3FF Temperature
- PH & pH value
- PR A2 Level stabilisation
- 4R RE% Safety sensors
- ZRE AP EES Amin counter
3. 4NIf %% % (DBE 1/100x120x80), i Fh ks &
Diamond electro-plating unit (DBE 1/100x120x80)
with lifting/lowering installation
4. JKTJigke3 E Horizontal rotation installation
5. A BrE s A A3 R T 4E 4 Raised work platform with non-skid floor grille

Lyt A E AR B 1 sl o B RERIERAE T AR AT DARR 4 25
FR BRI AN A FRE o

Display examples of Touch screen operators’ terminal.

The displays and operating functions may be individually
programmed according to the customer’s specifications and

in various languages.
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8 i e B AN 4 A R SR B
Contact and diamond electro-
plating fixture for band saw blades

Kl e B THiE3E
I Horizontal rotation installation I Lifting/lowering installation

DBE-1/100x120x80 H 4% 3 7 5 FHL A4 ,
e E, R B, AR 2 i R A Al 9 oo T 2 S o NI A S g 5
Electro-plating station of the DBE- R (EED fkgsEs CRED

1/100x120xB0 with electro-plating Contact fixture with band saw blade
cassette, rotation unit, lifting/lowering blank and rake to equalise the
installation and Touchscreen operators' diamond grits (top) and with

terminal shielding disc (bottom)
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SMAHERE DBA 1-DFS /010
Diamond Electro-Plating Plant DBA 1-DFS /010

HiEENIA B & Single-Tank Diamond Electro-Plating Plant

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

WE 25 A fi B 45V 2 o F T AL RO AR, A AR 5 42 R A RS 250, B0 — NIk 3 5o F T e e e fid ok
Ho, SELSEINEE A R

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.

Ubersicht Prozesswerte
oH Wert  Temperatur  Ah Gesamt  Einstellung
o pH Wert

- 3456

Tenperatur Uberwachung
e

Maxinum

Mininum

12.0pH

Sollwert

| | Il 12 O+

e | i

Aufzeichnung V, A

3 o o S
L] ]

W FHEASARR, LUTRSESEREN

Please note: All illustrations are examples. Touch screen operator terminal
The productni (FelyHneit) thel e aiorst B & Ak 2 Examples of pr(fcess control and programming screens.
Touch screen operator teémina[ for. proc;ess control, S 4
rogramming, pre-set and monitoring of: = o g
i gﬁﬁ%}éﬁ? Peocess parameters: g%’é%ﬁl Bath paral AP EHIRERREN R
- HiJii Current - & Temperatur
- FJE Voltage - pH {8 pH value
- YR YR Leak current - IH Level
- 7 4% Time count - HifR a2 Electrolyte constancy
o
Lifting/lowering/rotation - ‘&AL KAS Safety sensors

- RGBS Amin counter
WHEZ TR RIS 54T 5 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
=B A YR Three-cascade standing sink unit

FAREHE Technical data: DBA 1-DFS/010

& KiEH @ max. applicable outer tool @ 6 & 45mm (20 5% 151F) 6to 45 mm (20 or 15 pcs.)
T8 Bath volume: K# approx.120 |

i3 )¥ Bath temperature: % max. 60°C

Mg (K x 38 x &) Dimensions (L x W x H): K#) approx. 3650 x 1345 x 2028 mm
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[ i M Power ratings: | K#) approx. 2.5KVA, 240V, 16A, 50 Hz |

ENIA B8 % DBA X-355/455
Diamond electro-plating plant DBA X-355/455

FTLE P 4 WA 7 7 A P B 0 A A BT S A A

TXBEILACREE AR S & rhad WA RORL A F . A MERED IR (TR, SNIATEE RIS K AE &> iRl A AT .
Z AN G BT LASEIL RN N AN R AR BN T A At 2 7 A RIFP 2 AR R 1.

ZRG IR S FH ARG RZ 10 S pE.

PRI 2 E (PRS) HFRFHRESEIRE MEE . SN AR (OBS) I Hil I ST i AE iR . XA LA
ARG, JOE S ATy Re T ARYE % o TSR AT R .

For the production of diamond or CBN electro-plated tools with steel blanks.

The blanks are electro-plated with the abrasive grits using the appropriate fixtures. All three process steps (pre-nickel,
diamond tackdown and finish nickel) are carried out in the same tank. Several electro-plating stations allow for simultaneous
processing of different tool types.

The system can comprise up to 10 electro-plating stations according to customers* specifications.

The PRS unit is for stabilisation and consistency of the process parameters. Electro-plating is carried out and monitored
from the electro-plating control panels (DBS). Al control panels are equipped with a Touch screen operator terminal; these
can be adapted for language and customer-specific functions.

HI¥LE Front view ] 1

R B AR .
LTRSS E A E.

ZE BRI DBA 4-455/002.

Please note: All illustrations are examples.
The product may differ from the illustrations.
The images show a DBA 4-455/002.

JEPLE Rear view

el 8RR (PRS)

Process control and regulation unit (PRS)

- I Temperature - HLEERARE Electrolyte stabilisation

-PH & pH - AL KA% Safety sensors

- K Level - ZRE 5y B THEES Amin counter
2. &R HYESR: E (DBE) i 2 A TIEw

24, ALy 44, >8 N TAEM)

Diamond electro-plating unit (DBE) with 2 work stations

(2 pcs, can be expanded to 4 pcs, - 8 work stations)
3. &R H4EREEE DBS (4 1Y)

Diamond electro-plating controls DBS (4pcs)

- HLif Current - i HLJR Leak current

- HiJE Voltage - FiB$ Time count
4. FAEVfERY Electrolyte storage tank (EVB)
5. =BAESEYHE (KSP) 3- cascade standing sink unit (KSP)
6. AR R RS
Raised work platform with non-skid floor grille




I, AR, TRENKER
LR R 5B A ER.

Please note: All illustrations are examples.
The product may differ from the illustrations.

Temperatur Einstellung Ubersicht Ampere Stunden

Sate | &
ToTing |eiinitn [ uziont | e

PRS M4 (FRl B (CREFERIRRE M)

AR S E, RS, R, AH TR

Touchscreen operator terminal of the PRS (Electrolyte constancy)

Display examples of bath parameters, temperature recording, Temperature setting, AH-counter.

Systen Einstellungen

DBS &t (FlfiiF (RIESH, B, fWiE)

P AN A 5 i 7151 o

Touchscreen operator terminal of the DBS (Process parameters, process control, programming)
Display examples of control and programming screens.
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BR#IE Technical data DBA 4-455/002 (=% example)

i 75 & Bath capacity: RGPS K%y 2352 F+,  ARAERE. RAKZ 293
Electrolyte storage tank: approx. 2352 I; electro-plating tanks: approx. 293 |
each

i35 Bath temperature: fix i 60 $E K max. 60°C

A% (K x % x &) Dimensions | K% 7037 x 4064 x 2441 ZK

(L x W x H): approx. 7037 x 4064 x 2441 mm

HEEAE: Power ratings: K%y 13,0 T4k4z, 400 1k, 32 %2, 50 #k2%
approx. 13,0 KVA, 400V, 32 A, 50 Hz

FENJE LA B ARER 75 =K

Connection for rim exhaustion: | DN 75 mm (7] i% optional)

- SRS TERE (BVB), [a#h, TEIAMH BT Electrolyte storage tank (EVB), heat insulated, of PP

- H3hE R E IR0 Automatic electrolyte stabilisation and dry-run protection

- A BRI B R A S, T DAY TR E 8 A ALl

4 het insulated electro-plating tanks and pipes of PP; system can be expanded to 8 electro-plating tanks

- 2 BRI A 4 1 10 28 i 2 VR fl B2 5% Touchscreen operator terminals for bath parameters and process control

- LAMBIRAZEMI00; 4 MPgesg M25, 3 ANUSINFITHE R
1 circulation pump M100; 4 rinsing pumps M25, 3 dosing pumps for additives
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SN BEREL DBA XX-D23
Diamond EIectro-PIating Plant DBA XX-D23

T A WA BB TR, B, BTSRRI MI AT 150mn 18R, 4 2 3 10
FEL 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

51L& Rear view

1. &R BT DBS XXA/45(10 4~.)
Diamond electro-plating control DBS XXA/45(10 pcs)
- L Current

- ik Voltage
- iR YT Leak current
- Fi Time count
2. BAEEHIFETRE (PRS 745) H: A ERYR R
Process control and regulation unit (PRS 745) LB R AR MBI EEN .
- {7 % Temperature ZEE TR DBA 10-D23 B %«
- PH-{& pH Please note: All illustrations are examples.
- HERUK-T Level The product may differ from the illustrations.
- HEIEE Electrolyte stabilisation The system shown is a type DBA 10-D23 plant.

- 4L E% Safety sensors
- ZEHSYETHELEE Amin counter
3. &NIGHEYERE (DBE, 24) &AH 5 %
Diamond electro-plating unit (DBE, 2 pcs) with
5 electro-plating stations each
4. =ZBAHSENE (KSP)
Three-cascade standing sink unit (KSP)




TREN

WA AR PR B A, PHETRY, #I=
4, M50 fEFREE, 2 X 100 s ss, i AR E
WY PRS %2 & 1) A AL

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

Electro-Plating Diamond Tackdow eSS Temperature Monitoring

Edlt Program

ul'l\ '|"|"|J V i \ M‘ ‘lJ

Elzctro | Elactre
Flatire PH | Piating 0in | Plaling o [ Peeister

ﬁiﬁ:)ﬁfsﬁf’ﬁm (PRS/DBS) ﬂﬂ

Examples of Touch screen operator surfaces

- (PRS /DBS)

Overview Process Values [ s i)
Conductivity

BT AR A pE R B ISR S5 (PRS 15D
Adjustment and monitoring of the bath parameters by
the Touch screen operators’

terminal (PRS control)

T iR A Al B 2 3 B B B S AR A T R
5% (DBS XXA-45 %)

3-stage automatic process-run control and preset of
the electro-plating parameters by the Touch screen
operators termlnal
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{225 % CBA

Electroless Plating
Plant CBA

Elctroless Process

» CBA 1-455/001
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FH AR 7= b R < A RS 7 AT B B RIS TR, DA TR AP R A (P, WL R A kol

For manufacturing high-precision diamond and CBN grinding pieces and similar tools,as well as for protective

and decorative nickel plating and dispersion plating of electro-plated diamond tools.

T PFrA BRI Bl. SEhR i ae s

KA 20

Please note: All illustrations are examples.

The product mav differ from the illustrations.

R 9 AL
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Process control and regulation unit (PRS)
-i. % Temperature
-pH 75 %% regulation
-HRI 15 %% Nickel regulator
-Fm 4 S B 4-stage timing
-1#7K>F T Bath level
S HEaE Stabilisation of bath parameters
AR Y LR Starting and protection current
-FRHEAE 5 Anodic tank protection

AR ZAE Stainless steel plating tank
-B@# Heat insulated
-FH T AR A (R S 00 9R

Immersed centrifugal pump for bath circulation
-A] B ) R S R e

Filter bag unit with replaceable filter element
PN B R i HES Built-in bath heaters

- DAY 1 FR) 32 e R 2

Integrated rim exhaustion
SRR E

Three-cascade standing sink unit (KSP)

_ Inside view of plating tank |




el s
Tenperature Monitoring (RN
By

Pr——— ———————

Touchscreen operator terminal of the PRS
-#{Eif#% Process control
-E, IWMAREFERIES B e E
Setting, monitoring and constancy of bath

Process Adjustement

parameters

'/E.}Eia% Temperature register Set pH value Settings deionized water
'El‘ Z—TJJ*I]{%% EE/EE/‘J}F% Max i mum Set value Limit value R
Release of starting / protection current i 145 . BpH| 45 .GpHN 456,5
AR B AR A (R A O

Minimum Actual value  Actual value
Control of anodic tank protection
%% Pump control 45.6pH )45 BpHEl o1 '
-RG % E System settings
-IRAHE Status report

2 CONTROL 4000

R
FH B A O 47 ) #2 'F THI B (Prrotectostat) FH T B P20 R AR B R PR 5 %
Operation panel for Nickel regulator for monitoring and
anodic tank protection (Protectostat) stabilization of plating bath

PRS PWALE: T2 AP A (b =551 it o g R I A s R

=7 Vi.veOf PRS:l I?_osin% pur_npls e;nd Filter bag unit and sensors for monitoring
reservoirs for regulation chemicals for - the plating bath
-39 -
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Feg A % RNB

Reverse Plating Plants
RNB

> RNB 3-250/1-2-XXX

> RNB 7-250/1-6-001

-40 -
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Wkt VIR R A ¥ RNB 3-250/1-2-XXX
Rotational Reverse Plating Plant RNB 3-250/1-2-XXX

- HERFFHRBERR ) o
Automatic electrolyte stabilization = ﬁwﬁ#ﬁ%ﬁwﬁ%ﬁ(ms) : :
N b 52 0k rocess control and regulation unit (PRS)
- KAIEFEER 2. Jekk R M A B (RBE)
Permanent selective cleaning Rotational reverse-plating unit (RBE)
- ARZYER 6 T 3. WEHIKE(DVE) . A 2 Al _
(2 ANjrekt %}Eﬁ&i F 4 AN AT MRS 'Sl'tr:tci:lg;]r;lckel plating unit (DVE) with 2 electro-plating
Expansion to max. 6 stations 4. 1400L ZUIETEFRAG B BV 0 1710 (EVB)

Electrolyte storage tank (EVB) for 1400 | nickel sulfamate
electrolyte

(2 rotational reverse-plating and
4 thick-nickel plating stations) possible.

TR BT KARESH, BB, SRR AR N 2 i R A Al e
Touchscreen operators* terminals for adjustment and pre-set of the bath and
process parameters, process sequence control and process programming
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e M AR L A5 % B RBE 1/45-49/001

Rotational reverse-plating unit RBE 1/45-49/001 IR E DVE 2/56-56-50/001

- MR R TR LA Thick-nickel plating unit DVE 2/56-56-50/001
1 rotational plating vessel with lid - 2 AN JE T R 2 B PR

S R IR E T, A TR R = 2 electro-plating tanks with rim exhaustion
Flow meter and diaphragm valve for electrolyte flow - 2 KPR SEE 2 horizontal rotation units
regulation - 2 M JRAR AT %E B DVS 10A-45/001

- Jie#% Bk 500 #4¢4r Rotation max. 500 rpm
- /i SR FR A% 2 E. RBS 10A-45/0011
rotational reverse-plating control RBS 10A-45/001

2 thick-nickel plating controls
W P EIREh R %% B with built-in motor control

ek PR B A IR, e e BAEAT b
Rotational reverse-plating fixture containing reverse
mould, mounted onto holding platter

BT B o KT e e
Horizontal rotation unit fitted into electro-plating WL I VA

I tank I Diamond profile dressing roller
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ekt 2 VAR B 4% ¥ & RNB 7-250/1-6-001
Rotational Reverse Plating Plant RNB 7-250/1-6-001

HIALE Front view

JEALE Rear view

. B{EEHIRIE TR B (PRS) Process control and regulation unit (PRS)
2. JiekEMIAR LA % B (RBE) Rotational reverse-plating unit (RBE)
3. WEHAEE (DVE, 3/) , GataMA B
Thick-nickel plating unit (DVE, 3 pcs) with two electro-plating stations each
4. 14001 FEEREERAR bR % E T (EVB)
Electrolyte storage tank (EVB) for 1400 | nickel sulfamate electrolyte

UDOrscht Prosessmene.

03.5pH 47.8°C 00845

s - 2N

FHT- VBN FRAE S B S5, SRR AR A A ) 2 iy 58 i 5 5
Touchscreen operators* terminals for adjustment and pre-set of the bath and process
parameters, process sequence control and process programming
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Jieke SIS HL Bk B RBE
Rotational reverse-plating unit RBE
- AR TR RS R A
1 rotational plating vessel with lid
- A R R, TR AR R R

£
o
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4524 B DVE 2/56-56-50/001
Thick-nickel plating unit DVE 2/56-56-50/001
- 2 AN R 104 2 T R A

2 electro-plating tanks with rim exhaustion
- 2 MK liekE3 E 2 horizontal rotation units

Flow meter and diaphragm valve for electrolyte flow - 2 NEEAE IS E DVS 10A-45/0012

regulation
- Jie#% B K 500 #4%4) Rotation max. 500 rpm

thick-nickel plating controls DVS 10A-45/001
WA N ELIREh 45 %4 B with built-in motor control

- — ekt VIR L P TR 45 3 H RBS 10A-45/0011
Rotational reverse-plating control RBS 10A-45/001

g X TUT i L e 2R A THT AR (g RS
4p% 250mm)

Rotational reverse-plating fixture
With reverse-plating mould

max mould outer @ 250 mm)

R NI R

I Diamond profile dressing roller

>
S/
FH R bR RS (ALA)

Anode rod system
I (components)
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FIB ¥ & DRA Stripping
Plants DRA

> DRA-1 (PP R &)
» DRA-3 (Stainless Steel 7454%)
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BRI B B#& DRA-1 RIAMH)
Nickel-Stripping Plants DRA-1 (PP)

ZRFI BB, DRA T U &R KA R G NIA, LRI TR B OEBNA & BET. X8
THBSAEKE SRR — MR A R T XA TS NEBIR X, BHE NGRS Z 3]
SN — A B R AR SRR S Ok T ISR EE AT, AR NI DR I I8 I N —NRRRR 1 BE 4
. 2253 8 B 24 /NI, ARABEPRII RN, BB BRI, IEV DA X SN 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 i##% DRS control
- Temperature
- %% Pump
- JKFTH#% Level control
2. )RS Filter
3. JEahRAE E Rim exhaustion
4. FIERE (FHO
Stripping-off tank (heat insulated)
f&¥1 % Circulation pump

W R, T AR R R e
FI AL 2 5 AKE, 1-5 #4
FI B %k 30 um Ni/h (50-60 %K)
K& B YUK 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
BKATE T EA 300 =K 500 =K
max. tool diameter: 300 mm 500 mm

- BKIMEER K#) 20 T30 K30 F 7
max. tool weight: appr. 20 kg appr. 30 kg

- FE%E Tank volume:

K#) 115 T appr. 1151

K% 330 J appr. 3301

- M5 Bath temperature:

T 75 B K max. 75°C

T 75 B IKE max. 75°C

- HRE (KX E X =D
Dimensions (L x W x H):

K#) 570 x 1000 x 1300 Zk
appr. 570 x 1000 x 1300 mm

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

- BEAHE Power ratings:

K&y 2,5 TR%, 2301k, 16 %
appr. 2,5 KVA, 230V, 16A

K5 T4R2Z, 400 1k, 16A %
appr. 5 KVA, 400V, 16A

PN AL B

Connection for rim exhaustion:

NREAZ TS
DN75

ARERR 75
DN75

- PR PHE R A SR 5 % 5% Heat-insulated stripping-off tank and pipes made of PP

- HE/KF R TR Automatic level control and dry-run protection

- JEAREEAE AIVE VEIELS Filter bag device with cleanable filter inserts

- B4 S BEIRIEAZE Compressed air diaphragm pump
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BRI E % DRA-3 (REEM)
Nickel-Stripping Plant DRA-3 (Stainless steel)

=R 4% DRA 3-702/50-XXX
3-Station Nickel-Stripping Plant DRA 3-702/50-XXX

[ |- 3

1
L)
.
L]
]

R R SRR % Central system and process control
AR vE 1Process station 1

AR vE 2Process station 2

A-EE VY 3Process station 3

S BIAE fik 4 4% Storage tank for stripping bath

gk wdE

- ISR TR A AN R, B RO R 45 KT T

Stripping bath storage tank of stainless steel for quick level compensation
- HZMERKCFIE R E Automatic level stabilisation
- s BT A kb 3G Central control for all process stations
- 3/abHELE, FAECH: 3 process stations, each equipped with:

> AR RS Stripping tub of stainless steel

> R4S BRIEAE P Compressed-air operated membrane pump

> NGRS, A T R

Filter bag container of stainless steel with interchangeable filter element

- FEZ%E 1200 T+ Total bath capacity 1200 |
- ECKWJHCE T¢EE 350 T 7oA B A Max. applicable tool weight 350 kg / stripping bath
- HRCKRIMFERE 700 2K Max. tool diameter 700 mm
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LB RSG 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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Semi-Automatic Varnishing System

TLA 1-D23/101

2 HE) BB ARG TLA T REAT A S LRI RE, ULERIG TR (RS FG-, H-RTRA) Al
BRI OIS . ZARGRA — =4S, — DMREGEAAH TSR BoR b, — A PLC #ii48

LA P T gnREAIRE 7 4547 (0 2 o R VR A 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.

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

5 ] e
JIINZin) L3 &40

Varnishing unit with four-axes guide
and pressure based varnish dosing
system

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 B 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
54

%54 Examples of varnishing
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Driving motor for headstock, continuously speed controlled by PLC.
> E#EHIF <A Main control with switch box
> AIgRERITEEHIAE PLC-controller

FA: CPUREERQ R % Version: CPU-module Q-series

N/ %tk 4096/8192 Input/output addresses: 4096/8192
A FEF A7 #3120 kByte Storage media: Program memory 120 kByte
BH: USB 100BASE-TX Interfaces: USB 100BASE-TX

> 8,4 B fil 5 i 1 S, 65536t
WmPERBITFTR AW BoRbE, 2% 640 x480
Graphics Display:with touch operation 8,4 65536 colours
LCD type:TFT Colour-LCD Resolution: 640 x 480

> AR LA 19-F 1) R R A% L3 Optical control of varnishing by camera and 19” monitor
> EAERAREMIR RS AR Safety housing incl. light barrier for machine safety
> BREEAHH TS5, 10, 30, 55%=T A &E TR

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

> INZiENE PR E Cleaning installation for dosing needle

A&y BITLA 1-D23/101
Optional expansions TLA 1-D23/101
> RN TR, B RE
Electronic hand wheel in connection to on-board PC for easier programming
> BOCHBEEES, HTSuFER LIRICR

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

> 5 TETLAR SN SEHLE Sh AL S AL 88 A (0 HE 4 B Rl 0 R AR FRBh AL, 32 B4 ) 2 A0 4] AR BOK
Prearrangement of the TLA for integrating a robot for automation incl.
servomotors for axes, motion controller and servo amplifier
> FH TR f i B 1 25 B B B £ 48 Volumetric dosing system for precision-dosing
> DR B R e LR T IR 6 HIALAS A
6-axes varnishing robot for grinding points with vertical surfaces
> FHAR AT K& EAR 322 KM B L 4E Enlargement of head stock fixture up to collet @ 32 mm
> A 4 LA E B 120 fR, 60 #52% Change of power ratings to 120 V, 60 Hz
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Semi-Automatic Varnishing System
TLA 1-D23/202

%A FERS TLA HTEBE) (HT VRGBTSR | BB i 4% FERERIRE .
ZRGHE & — P AR PRI, — A T AR AR 7 &y 10 2 a4 VR Al B 5 DA 2 — AN T B R e A R
BB IRBE .

H—ANSEHIHLES N S 2 A BRI & KRGS 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.

EEE, WAMBRSI SRS L
% Varnishing unit with four-axes linear
guide and volumetric paint dosing

i TAENESRERM. EHEEANEFEER.
Note: All illustrations are examples.
E#WE#BE 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 A£Gl 4% R A b B A A 5 K 412000 T H 28 A
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
#EHHE Power connection:| 230 {k, 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

ERAGE R RETHLIEIBE TR
Masking varnished milling cutter blanks for
Smartphone displays

complex shapes and undercuts.

BEEC B IR 444533 Masking varnishing of a grinding wheel blank.
BB A AL TR R LA MR R S A TR A i
Free positioning of the paint dispenser allows masking work pieces with

- FEA A Basic equipment

>

>

R BRER TS 5 14 [ R HE S

Holding frame welded of aluminium profiles and baking enamelled
b T ) S B R S A A

Table surface for varnishing unit made of aluminium, baking enamelled
T AR IS W SR RSBk B E

Headstock with collet holding fixture and pneumatic tension unit

N B B LR T R e LR A

6-axes varnishing robot for varnishing also on vertical surfaces
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> A P BRI X S 5] R4
Carriage guide for x-axis with step motor
> FHIZARBI BN, E I PLCH] FRE R
Motor for headstock, rotation speed continuously adjustable by PLC.
> HTHAREN AR E RS
Volumetric dosing system for precision application of varnish
> EEEFxXA
Main control with switch box
> Al Ym AL 2 A% PLC-controller
> A CPUREHRQARYS
Version: CPU-module Q-series
> EN/frt il 4096/8192
Input/output addresses:4096/8192
> RPN BT A48 120 kByte
Storage media:Program memory 120 kByte Ty T ——
> HE[1: USB 100BASE-TX Volumetric varnish
Interfaces: USB 100BASE-TX dosing system
> KRR BE, filfit1E8.4~7 65536 (4
Graphics Display: with touch operation 8,4 65536 colours
TR R TFTRALLCD, 2 ¥E%: 640 x 480
LCD type: TFT Colour-LCD, Resolution : 640 x 480
> B IEG kA9 R B B3 Visual control of varnishing by camera and 19” monitor
> T4 RAFER S R Safety housing incl. light barrier for machine safety

- %Y B Optional expansions TLA 1-D23/202
> HLBh TR AR £ F 32, (8 T YA

Electronic hand wheel in connection to on-board PC for easier programming

> BOuHIEEEE, HTduHEE BERACR
Laser-assisted precision zero-setting for better reproducible varnishing results

> THR AT K E HAA N32Z2 KK 32 B3k 248 Enlargement of head stock fixture up to collet @ 32
mm

> A 4 L YRR N B 120 £R, 60i#24 Change of power ratings to 120 V, 60 Hz

> BRI E A5 15, 10, 30, 55Z 1R ML /I A5, 10, 30 F155cc

Varnish dosing incl. pressure-regulation valve for varnish cartridges 5,10, 30 and 55 cc
> JEE B 1) 45 25 FEMasking of grinding wheels:
a. 2K EA1002K  Up to max. @ 100 mm
b. BECKHEA250%2K  Up to max. @ 250 mm
c BEKEA3502K  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) , REAEL, #E7), RN, BRIER: Sk, MRz BOEARLG I PR U g g 15 /8K

%% F%E. W@ 1.0-10.0 mm.

EEE, WA MBS SRR
VDS-145

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

AR SRR, ST RTRESEAEER
Note: All illustrations are examples.
The product may vary from the illustrations.

R AT

Monitor to check varnishing
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Technical Data i RS

Clamping diameter:

KFFEAR

1,6/2,35/3/4/5/6/8/10 mm (other diameters available on request)
1,6/2,35/3/4/5/6/8/10 mm (A R ERFEHEH A )

Clamping depth:

MRS TAF

JERFIR Depending on length of work piece
Varnishing range: With three freely programmable axes: varnishing zone according to program
FTE A=A H BN R E BEX

Varnishing capacity:
ERRES

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)
b#sgEE 2 6 - 1040M/50 80 (B FG; LEX10mm, A4 E4£0.25mm, )
BRI 2 8 - 1245050 CRALHEED

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

%ote. and may therefore vary .
AR BIR SEIE R, BRKBE 5K A KTl RE L~ AR E 5
Program memory: appr. 2000 dental burr types depending on varnishing range and hard disk capacity
TR AR e - o A i 7 2945 2000 4 i S A
Mandrel speed: max. 1000 rpm
Lol K 1000 #4555
Air pressure: 5 ... 7 bar, oil-free, dry
SR 5.7, T, T

Power connection:

R IR

230V, 50 Hz

System dimensions:

B AR

L x W x H appr. 1450 x 740 x 1640 mm
Kox B x B 411450 x 740 x 1640 &K

Masking varnishing in spiral form
BRI R IR 2
= P
Colour-ring coding
g
S
Standard masking varnishing
_ I ERIIRE
S

Examples of masking varnishing and colour-ring coding on dental burrs
RIS 25 7 Bl 3 i 7 41

Volumetric paint
dosing system VDS-145
B LB E RS
VDS-145

Mt A =k b A G i s £

Examples of colour-ring coding on implant drills |
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- Basic equipment #A &

> Holding frame welded of aluminium profiles and baking enamelled
FEBRER TR AA o 14 [ S HE S

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

> Headstock with collet holding fixture and pneumatic clamping unit
AR A R SR A M A B KR B

> Freely programmable carriage
CINSRETyEhE iRt

> Carriage guide for x-y-z-axes with step motor

i 2t B HLIX-Y-Z5h 5 51 7528 |

. . Cleaning device
> Drive motor for headstock, continuously speed controlled by PLC. for dosing needle

FHAR I, B PLCH RS iaf4iE INZ5 % BB &
> Main control with switch box =¥ FF < &
> PLC-controller PLCHs | 5%

Version:fix 4 CPU-module Q-series
Input/output addresses: % A /4 H H ik 4096/8192
Storage media: {7 fif /5 Program memory#2 5 {7 #% 120 kByte
Interfaces:#z M USB 100BASE-TX
> Graphics Display: with touch operation 8,4 65536 colours
KB R B fili P45 /8.4~ 65536 4
LCD type: TFT Colour-LCD Resolution : 640 x 480
T BRI TFTELCD, 43984 640 x 480

> Optical control of varnishing by camera and 19” monitor
I B S AL~ BoR B B

> Safety housing incl. light barrier for machine safety
st AR LN e I EE DIt 1

> Volumetric dosing system for precision application of varnish
MR E AR R G

> Laser-assisted precision zero-setting for improved reproducible
varnishing results

WOt EES, HTSOEES ERYR
> Electronic hand wheel in connection with on-board PC
for easier programming

ERR R T TR, E R RE

-Optional expansions TLA/FCA 1-D23/102 mi&H BB

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

ijjzg'f_A/FCA%‘: G S B ShALEE S HLES NI A HE % 035 Bl A (el IR R Bh AL, 32 242 i & A0 ] iR
> 6-axes varnishing robot for grinding points with vertical surfaces

B A B AR I LR 6 AL a8 A
> Enlargement of head stock fixture up to collet @ 32 mm

TR PR A HAR 322 K e Ak 4
> Change of power ratings to 120 V, 60 Hz

SRR A E 120 V, 60 Hz
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Automatic Varnishing System
TLA/FCA 1-D45/312

MRS S, BE7), BEEA/ECE S RIA 5 K7 FG, H Il RA)
For colour-ring coding of implant drills, milling cutters, grinding pins and /
or diamond dental burrs (Types FG, H and RA).

—
—

1l

E: FIEBERYETH, ERFaTRSEREEN.

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

A\

VVVVYVYVYVYVYY A\

Y VvV

FEA & Basic equipment

WA 6 ML A B T E

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

T FEAL/ T3 R R et AT AR (AT R SRER AN RS (484D

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

PLC #zfll PLC controller

WAEEA: P MNAE 120 kByte , #:11 USB Storage media: Program memory 120 kByte, interface: USB

A PRAEflI 5 8,4 ~} Touch screen operator’s terminal 8,4

B R ek A AL B RS EC R ZER Varnish dosing by pressure or volumetric dosing system

FH R B Y A7 ) A I HE 2R Holding frame welded of aluminium profiles and baking enamelled

TR A I 3k [ 2 34 B S 3h5k X3 B Headstock with collet holding fixture and pneumatic tension unit
TR ESINL, Wi PLC AT FRL 5

Motor for headstock, rotation speed continuously adjustable by PLC.

FE#EHIF & Main control with switch box

24 JB AR 24271 5% Safety housing incl. safety interrupter
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> FAREAE Technical Data

KFFEAR

Clamping diameter:

1.6/235/3/4/5/6/8/10 =K(AT R ZRIZHEILADT)
1.6/235/3/4/5/6/8/10 mm other diameters available on request)

KRR

MRS TAFAE

Clamping depth: Depending on length of work piece

Rkt ~(EN A AN R EIRRE P E EEX

Varnishing range: With one freely programmable axis: varnishing zone according to program
R A 2910 - 15458 CRZL BORELATEERLD

Varnishing capacity:

Colour-ring coding approx.10 - 15 pcs/min (one or two-component varnish)

vE:Note:

FrE SRBEMEIE SHRAE 7, RE A BRI A I se R = AR 2
All information given depends on operator and quality and precision of blank,
and may therefore vary.

Lo Fil e
Mandrel speed:

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

S JE Air pressure:

5..7E, M, TH:5...7 bar, oil-free, dry

BB OB W .
connection: 230 1R, 50 ##%% 230 V, 50 Hz
A F KXFEXE 2152100 x1450 x1800% K

System dimensions:

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

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

> WRECEAIE 5, 10, 30 f1 55 ZFERIE A E S5 H R,

(B D

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

> HATHHIENERIERS.

(Kl 2)

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

(RN I

Colour —ring coding
- A Sk
Implant drills

-7 %k Dental burrs

A BRI R R G 4
b=
Coding unit with paint cartridge
dosing system

HHERS R RS D3 E
Coding unit with volumetric
paint dosing system VDS-145

> TR AE DY 120 4R, 60 %L

Change of power ratings to 120 V, 60 Hz

> AT EMRE REEEG R SR (K 3)

Camera and monitor for visual check of varnishing (Fig. 3)
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> EHUKATYORER E BN 32 KRk, JF H AT DA INHLEE N R ERE
Enlargement of head stock fixture up to collet @- 32mm and increase of robot support capacity
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Automatic Varnishing System SRS
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.

MTF4E (B35 FG, H, HP f1 RA) , RENEL, #EJ), RN, Bheshsk, BEe2 KSRl I PR Sk gm i 5 /a8
“iz%k L. W @ 1,0 - 10,0 mm.

Front view Fi¥LE

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

% Crigure 114 1 n

4

Please note: All illustrations arelexamples.
Depending on the customers’ configuration, .
the product may vary from the illustrations.
The product shown is a type TLA/FCA 1-D45/322-001 plant.
BER: BRSNS, REZFAGEE, mRTREE N
HEH. FREFIA TLAIFCA 1-D45/322-001 358

ring coding of dental burrs

FHl A% RS O RS a1

Examples of masking varnishing and colour- ‘
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- Basic equipment FERHAL &

»  Fully automaticclamping and varnishing unit(Figure 2)
EHHFES FEEor (B2

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

I FERAE SN E B AN A CATARYE 3 RIS HEA A B FE R )

» Holding frame welded of aluminium profiles and baking enamelled
SCHERESRER TN, JREE, MBI

»  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
LRIk R B S E NSRS 2T

>  Freely programmable carriage ] [ B4 F2 132 % i

» Carriage guide for x-y-z-axes with servo motors
X-y-zZ 2l iy ) i R AL 3 i 5

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

»  Main control with PLC and electronics cabinet
PLCE =I5 74

»  Visual control of masking varnishing / colour-ring coding by camera and monitor
IS AR AR TR B A 40 2% EIgR A R G

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

» Robot control including teach box with colour/touch display
BIL#s A 428 il G40 R /i 4 S /s B ) 0

» Touchscreen operator terminal (Figure 3)
il pE4RAE 23w (1B 3)

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

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

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

» Loading and unloading areas with safety light barrier

PR GEEX, sl

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

HAEEIINE 245 VDS-145 A T ekl (& 6)
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Varnishing unit with four-axes guidance
and volumetric dosing system VDS-145
HAVREINEL R S8 VDS-145 (1 P4 5] S
H5EPINEL RS

Figure2 & 2

6-station linear transport unit
for holding pallets

FEALIN 6 uhia Ltk is i oo

TRENKER

3T-CONSULTING

Monitor and Touchscreen-operators terminal Cleaning device for dosing
for process surveillance and control needle

P I AR AN 2 ) ) A28 1 i 8 24 i IEEE bR B

Figure3 & 3 Figure4 & 4

Volumetric paint dosing system VDS-145
BAEEDINEL 24t VDS-145

Figure 5 & 5 Figure 6 5] 6
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Technical data iR ¥

Clamping diameter:

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

JFFEE AR 0,5-7 mm; 8-90 mm, H AT 2 B Rk

Clamping depth: Depending on work piece length

JERFIRE RIE T

Varnishing range: With four freely programmable axes: varnishing zone according to program
B AT H BRRERNH: FECRERIEREF N E

Varnishing capacity:

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

#isk BE: K11 - 15 pes/min.

RRe (B FG; EEXE10mm, InkH4t@ 0.25mm)
Colour-ring coding approx. 14 - 17 pcs/min (1- or 2-component varnish)
BIGRY:. K114 - 17 pes/min (1-243%5FD
All information given depends on operator and quality and precision of blank,
Note &¥E: and may therefore vary .

P A SR B 5 A R A IR RS LA X, I RER 257

Program memory:

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

Ed ok KZJ2000 L RS, W BESERATY K
Mandrel speed: o
i max. £K 4000 rpm.

Air pressure S J%:

5 ... 7 bar, oil-free, dry
5.78, o, T

Power connection HLi5EE 2

400V, 50 Hz

System dimensions:

ARG

L x W x H approx. 2392 x 2947 x 2690 mm
Kexdixm K#12392 x 2947 x 2690 mm

-Oﬁtional eannsions B 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

TEFEME R, AR, R R, B PLCES %% 1 W TR 55 2% SEIL ST AR 1) “m Rkt
»  GSM module to report malfunctions to an external cell phone

(SIM card of a cell phone network additionally required)

GSMEEHL ] T4 i ffle o B AN s i il (5 AN A B S I SIM R

» Enlargement of head stock fixture up to collet @- 32mm
kAR AT g 2k @- 32mm

> Change of power ratings to 120 V, 60 Hz HiJ§#: A H 7 (%120 V, 60 Hz

» Operation mode from pallet to pallet, fully automatic with two-sided pallet handling unit
BB AT R, 4 3O FE R AL B 5T

»  Operation mode from pallet to pallet, fully automatic with circulating conveyor
BRI R, 4 H T L

»  Convection drying station with integrated convection heating system
HAT — A AORHAUIN 4 58 G5 1R 8 JAE T J8 3k

» Infrared drying station with timer controlled infrared radiant heater
HAT 58 I $2 1 21 A S I s 1) 20 A/ gl

»  Expansion of the 6-station linear transport unit by a further 6 pallets (Length: appr. 1500mm)
MRS IE6 N ER AT R eu N iz e (KE: KZ1500mm)

>  Docking station for storage stack FH T~ HEHg 113 3k

»  Storage stack for supply of pallets for blanks / uncoded tools (displaceable)
HERH TR AR b T H BRI R CRT D)

»  Supply of blanks (bulk material)with parts recognition and parts singling
IAFRIBEN. (GHCEAMRD . AR EM Sk T D 6E

» Laser engraving and blackening module(Fibre laser or ultra-short pulse laser)
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BOCHEZI A BAL B Ou2l SOt sl Bk B0t
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B eI L RS
SMART-LINE Colour-Ring
Coding System

FCA 1-D23/702 - 802

MRk, BET, BEREN/EEE ERGCT R gitd. (35 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 # 4% Basic equipment

> HEERER AU ] R AE 2E
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 AR B
Headstock with collet holding fixture;
clamping by spring force and
pneumatic release through footswitch

> AT E HgmAE RS
Freely programmable carriage

> ZEISEUE RN B E
Carriage guide for Z axis by
pneumatic force

> XS SRR I R 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 ] FEh i
Manually adjustable Y axis

> EHUREIL, PLC FrEiisiR
Motor for headstock, rotation speed

e TR EIRYRR . SEBRE T RS B R A 0 continuously adjustable by PLC
Note: All illustrations are examples. The product may vary > PLC 57 [ sl

from the illustrations.
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.

LT i Bk 1000 #1453%h

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 D3 AT B R Y R S

TL

Coding unit with pressure based

paint dosing system

6;°,ing ;‘,' x IR

according to
customers’
specifications

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

A BEHICE R4t VDS-145
SETIEL
Coding unit with volumetric

Al 1Fig. 1 paint dosing system VDS-145 B2 Fig. 2
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Tk B FCA 1-D23/702 — 802 Optional expansions FCA 1-D23/702 - 802
> HEIHEREEAEN 120 V, 60 Hz  Change of power ratings to 120 V, 60 Hz
> EVEEEE, WA TINZENSREaSRIRE (B 3D

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

s

%3 Fig. 3

> EFIEOER:, AFRRHIE (NW 76) , AN XU

Connection for exhaustion of solvent vapours including shut-off valve (NW 76), fan not included.
> RN ES, TR N 25T

Angled adapter for inclination of dosing needle
> EHURIEEFYRE I @ 32 mm

Enlargement of head stock fixture up to collet @ 32 mm
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Semiautomatic
Colour-Ring Coding System

FCA 1-D23/XXX

T MRS S, BE7), BEEAECE SRA TSR G %iS. (45 FG, H #1 RA)
For colour-ring coding of implant drills, milling cutters, grinding pins and /
or diamond dental burrs (Types FG, H and RA).

. #HA ¥ E Basic equipment

> S Bkl S Single axis linear guide

> PLC #%iil PLC controller

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

> AImiRAEREF 8,4
Touch screen operator’s terminal 8,4

> EEE S EUAE R E R G R
Varnish dosing by pressure or volumetric
dosing system

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

> R B E IR E MBI E
Headstock with collet holding fixture and
pneumatic tension unit

> EHKIKEDHL, i PLC AR IR
b8
Motor for headstock, rotation speed
continuously adjustable by PLC.

> EEHITRR
Main control with switch box

> weHEAFEE IR

Safety housing incl. safety interrupter

TE: A BB Sebr il i B AR
Note: All illustrations are examples. The product may vary
from the illustrations.

FAREEFE Technical Data

1.6/235/3/4/5/6/8/10 =k (78RR H AL R )

Y 7S i i .
JefiFfE Clamping diameter: 1.6/2.35/3/4/5/6/8/10 mm other diameters available on request)

SeFFEE Clamping depth: ¥ T4 F Depending on length of work piece

WA — A E R 2R P A B IX

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

IR 22010 - 1544080 CRRZEA BOW AR A3k
#8877 Varnishing capacity: Colour-ring coding: approx.10 - 15 pcs/min (one or two-
component varnish)

FTA R BURE SHRIE 0L, BB RBIRIR A I e ML= 22 57

¥E:Note: All information given depends on operator and quality and precision of blank,
and may therefore vary.

DAHEESE Mandrel speed: 5K 1000 #/53-%h max. 1000 rpm

S JE Air pressure: 5..78, i, T/#5...7 bar, oil-free, dry

%4 Y Power connection: 230 fk, 50 ##%% 230V, 50 Hz
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&K% System dimensions:

KxFEXFET LI N1065 x740 x14502K
L X W x H approx. 1065 x 740 x 1450 mm

- %Y B Optional expansions FCA 1-D23/XXX

>

BRI EQHE 5, 10, 30 Al 65 ZFHERLE R EEw K. (B D
Varnish dosing incl. pressure-regulation valve for varnish cartridges5,10, 30 and 55 cc. (Fig. 1)

HTHHRENARRE RS, (B 2)
Volumetric dosing system for precision application of varnish. (Fig. 2)

Colour —ring coding
Varnish dosing -l Sk

according fo = Implant drills
customers' ‘ -7 % Dental burrs
specifications
AR SR R A Y BRI B RS SR E
BB Coding unit with volumetric
Coding unit with paint paint dosing system
cartridge dosing system

A AL R AE Y 120 4R, 60 2%
Change of power ratings to 120 V, 60 Hz
AT B A EEm G kAR RBE (K 3)

Camera and monitor for visual check of varnishing (Fig. 3)
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e E-EH

Special Equipment - General

FR&E Lifting/Lowering Tables
ek E Rotation Units

b A Grinding Wheel Fixtures
4% Band Saws

% 7] Milling Cutters
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15k B KR FH% & Special-purpose lifting/lowering table

XA T DA TR R G TAE G NI g 8 T 5Re kR B % 8) .

LRGN T &S W B B B i e B S e e .y T BRSBTS W R e B A PR A
BABEE L A BN R T Sk A E

TR PR, Sy s A mT DA AH L R R A AR B B

THEGA AR R, TR A IR RS % .

The lifting/lowering system with electric drive serves to facilitate the movement of the work pieces and special
fixtures during the diamond electro-plating process.

The system allows the flexible mounting of various diamond electro-plating fixtures or rotation devices. For an
easier spread-over of diamond grits or for mounting or removal of the parts, the whole mechanism can be lifted
or lowered to a defined position by means of the electric motor.

The motor control can be integrated into the corresponding electro-plating or process control according to the
customers’ specification.

The lifting and lowering tables are available in different sizes and can be customized to fit the existing electro-
plating tank dimensions.

1

FHI% & 1 RTALE TH% & [ )E¥L K Rear view of lifting/lowering
R B R B A T e, TR E S S S table.

Front view of lifting/lowering table.

Flexible mounting of a bayonet catch or a

rotation unit to hold various types ofelectro-plating

cassettes.

1. PHM/EARLER: Anode/cathode connections
2. DikixiiliER: Motor control connector
3. IER 5K 11 Tension adjuster for timing belt
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HRAE P RE RS B (s e R B S R DT R
Lifting/lowering table with mounted rotation unit and
bayonet catch fitted into electro-plating tank.
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PRSI E HSR / F - KF

Special-purpose rotary unit HSR / F horizontal

KPR AT kAT — MBI K P8 3 I BT Sl WA B 2T BAGTI R #6 DA R AR R SE R A LA . %
Jigt e B W e AL — DTS b, (R BT AR 0 RE AL FL AT E R R e B i 2 e AE ri AR v
512 3k 2 R oL — A P AR N ) R A 4 o B S LA B R AT IS o A PR i LA 1 e i
Ao AR 11 g P e [ 7 AE i b

ATBE U LA [F) R B e 26 B 0 HREAR 4 75 SR A L DL BC 1 HORE R

The horizontal rotary unit carries out a reversing, horizontal motion and allows a more uniform electro-
plating of diamond or CBN grinding wheels and band saws. The rotary unit is typically mounted onto a
lifting/lowering table, its flexible drilling pattern for the fixing lugs however allows it to be mounted directly
into the plating tank.

The reversing speed is adjusted by the motor control unit which is integrated into the corresponding
electro-plating control regulates. Diamond plating cassettes or other devices can be clamped to the holding
platter by means of the bayonet catch.

The rotary units are available in different sizes and can be customized to your specific tank dimensions.

. A T R e B A L R
Base plate with perforations for mounting lugs
2. A A R i e ]
Rotating holding platter with bayonet catch
3. HAIHL/LRS R Motor / case
4. JAFEEH$EE D Connector for control
5. [FBWIBAHRITK I8
Tension adjuster for timing belt

ZHIEFES EIRKP IR E
Horizontal rotation unit mounted
onto lifting/lowering table
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NHRARIERRE HSR /G (AITEBR, LEH, BENEARKAZE 130 ZRKMAUTR)
Special-purpose rotary unit HSR / G for grinding wheels, wire-saw beads, grinding
rollers and similar up to @ 130 mm

PZIK i i 2% B AT HEAT — AN K% 359 FEI I /KT8 20 3 HL T S 4 WA BRAL 7 EU AL B 40 A s B PR G 1 5
Vo)A . e e B ELEA S A FB A o TR AR R B O B B TSR A R . T
TAFRIEAR, 2 3 7 A fid e B RES [F] I At 2

53] Tl 5 383 — 1 PN AR N P F A R 8 o B RS L A R AT T

FATBE M LU [F] R B e 2 BT HLREW AR 5 SR A 3L 5 B A/ IVAH LG . 42 45 R O B0 T UARYE TAF
KN E

The horizontal rotary unit carries out a reversing, horizontal motion of approx. 359° and allows a more
uniform electro-plating of diamond or CBN grinding wheels and dressing rollers. The rotary unit is typically
mounted directly onto the electro-plating plating tank. The contact fixtures with the work pieces are placed
into the provided holding slots. Depending on the diameter of the work pieces, 2 to 7 contact fixtures can
be processed simultaneously.

Reversing speed is adjusted by the motor control unit which is integrated into the corresponding electro-
plating control.

The rotary units are available in different sizes and can be customized to your specific tank dimensions. The
number of holding slots can be adjusted according to the dimensions of the work pieces.

- [ E 2R AV R L

Base plate with holding slots for contact fixtures
. A U [ A AR A F) 2R B AR
Drive for fixtures with two-sided timing belt

3. HZHU/LRYE Motor / case
4. %% R4 Connection cable for control
5. FLEERLN AN

Distributor / sockets for contact cables for fixtures

GARAE PR e R B, A — BRI
Hefine B

Rotary unit fitted into electro-plating station
with one contact fixture for grinding rollers
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BE RSN B4R (1) 37 5 BALTA A &N A 83 B R4 Fixture Systems for CBN and Diamond

Electro-Plating of Grinding Wheels and Grinding Drums

TEIEINER I B R G
Fixture system for piston-ring grinding wheels
SN A PR A (—H =AY

Single production or set production (1 set = 3 pcs)
-f L 20 2 Quick and fast assembly
R EE 402 % Masking varnishing not required

Ty

WHEBB NG RIA I EAE DRI E R G
Fixture system for diamond-penetrated precision cut-off wheels
- N4 NI 4-25 ek Micro-diamond 4-25 pm

- FF 4 48 5 AN R [92%5 B Fixture for 4 or 5 wheels

- E#8 <} Wheel dimensions

ANEZ O.D. 2.4 - 4.7¢

WE4% I.D. 1,0 - 3,5¢

KEERRIBER S E RS0 Fixture system for large grinding wheels and grinding drums
- e EL RS E veit; nlE e TR s
Stable design of fixture; transport with lifting device
- S AR R IR A 5 3G AN A BE e R
Easily adapted to different wheel types by means of various spacers
-FT rE TIAL B L A 43 T H IR
Separate current contact for high pre-treatment currents
- ReEEe N HEM 4238  No or only partial masking required.
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ARG BRI EIRFRG

Fixture System to Manufacture Diamond Band Saw Blades

T — IR — A A BB ARG 88 T B < WA BB

P E A A e B CGRfphe B JE e R A4 A D7) T R R G ARAIE V) R 3L Zx A 25 5 LA
ANERAE T B A

e ) BIHES R g I B R A A

12K BARAGAE EOR A AL PRANGE Jo ) < M s AR fE b Je fe B B e 41 0 o

R RGRIUE T H G Bl PR P 2 T 5 A A A i

For diamond electro-plating of one band saw blade at a time, with straight or toothed edge.

The holding and contact fixture (contact fixture) guarantees a uniform electro-plating of the cutting edge
by means of the supplied square-section silicone cord.

Masking of the band saw blade is not required.

The arrangement of the band saw blade is compact and space-saving.

The fixture is used for the required pre-treatment and the subsequent diamond electro-plating process
without a need to remove the band saw blade

The fixture system is designed so that only the surface areas to be electro-plated come into contact with
the process baths.

Je AL4A 4 Fixture components

1
(/4

B WA T Fr 7S
Examples of diamond saw blades

BUZIZH: (44 Locking bolts (4 pcs)

B et Shielding disc

ERBHAREE (24 Titanium anode basket (2 pcs)

SR fF53F/%E BE ¥R Diamond retaining ring / spacer
4L Contact cable

PR LRI RPRL AT Rake to equalise diamond grits
TR D R A A [ 5 R B AR B ek

Contact and holding fixture for saw blade including contact
adapter

8.  Hi#¥ % Electro-plating cassette

NooosrwbdhpE
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Je B4 Fixture assembly

TR T) AR R
5 ) T ek PSS 28 11 2 o
S HE

Saw blade mounted
into contact fixture
with square-section
silicone cord

AR I ik B
PRGN AR
Contact fixture with
rake to equalise
diamond grits
distribution

ARSI (B ATT
DD P ki HA 7 it 22
SEAE R

Contact fixture with titanium
anode baskets (not shown)
and shielding disc mounted
into electro-plating cassette
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Complete fixture system installed in the

electro-plating tank.
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T AEE e FHLETR R RERIARIIRTF RS

Fixture System to manufacture Diamond Cutters for Processing Smartphone Displays

Bz HoR & View of contact fixture

12000183

BHL R EE MR (ERERR 100 IR

Single-row contact fixture for electroless nickel plating (bath temperature max. 100 °C

BHEAHE R R B R (R R 60 $RIKED

Single and double-row contact fixtures for nickel electro-plating (bath temperature max. 60 °C)

1. Ffde E Contact fixture
2. ifdkiERZL Contact cable with plug
3. HEREEWRKERLRS Contact part to connect the blind cathode
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WEM = E Pre- and finish nickel fixture

1. EHFAWZAMIE:L Blind- cathode wire and plug
2. TR EBL R MR Groove to hold blind-cathode wire
3. TR E A R iR 22
Mounting and adjustment screws for pre- and finish nickel fixture
4. HEfhRH R R R R 22
Height adjustment screws for contact fixture
5. SNIfFHEESR, WA RESNIAREYD
Diamond tackdown cassette diamond-retaining tissue
6.  &NIAEERE, HTRHRE (R 5 oK)
Diamond tackdown insert for single-row fixture (grit size 5 pm)
7. RIS DBS 3A-45
Diamond electro-plating control DBS 3A-45
8.  &RIf H4Es: Diamond electro-plating station

WA E O URENIGEEERE ()
R R AR

Electro-plating station with pre- and finish nickel fixture
(left) and tackdown fixture (right)
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A= FERFF RS FG, H, HP DA RA 460-2/002 25
Fixture System for the Manufacturing of Dental Burrs FG, H, HP and RA 460-2/002

12000188

1. PRk Contact strip

2. TUCHERERE PRI R R M A Sk

» 4%k Dental Burrs PVC blind plug for blind-cathode connection for pre -treatment

3. A Hfidd Sk Y% H4k Contact cable with contact plug

e e B B &R 4> Blind cathode connection piece for contact

1. BB FG, |AHH 8 MEE (21 MR E)
Contact modules FG with8 slots each (21 pcs/fixture)
2. BB HHPRA, SN 6 ANMEHE (20 #H/5E)
Contact modules H, HP, RA with 6 slots each (20 pcsf/fixture)
3. Bl %- TR Contact strip — top part
4. Bl 4&-JE % Contact strip — bottom part
5. £kMRIZZ (8 4) Titanium bolts (8 pcs)
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Bk B34 Assembly of contact fixture:
MM & HHEE%E . Number of slots per contact strip:
H 3 4> P ¥ e H.-120 A~ @RA #2fh e H.- 4

i

1. Bl 2-T5#8 Contact strip — top part
2. BERARSR-IRER, A A

Contact strip — bottom part with contact modules

3. Bt 4&-EH Contact strip — bottom cover
4. PEfdEEER) O FUFE O-rings for contact sockets
5. EAEMIRZAET (301 PP screws (30 pcs)

f
f
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1. A SR B 0 6K [ € %48 Holder for diamond tack-down insert

with diamond retaining sieve
2. &NIfFEEEE () Diamond tack-down insert (trough)
3. &N E e %124 Locking pins for diamond tack-down insert (2 pcs)

1. TR 558 ICH Pre- and finish nickel fixture
2. HAWZ, ¥k Blind cathode wire with plug

-84 -
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FEFEREN TH
Push-in tool for dental burr blanks

_

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

. and diamond tack-down fixture (left)

S gL 2R B8 /1 Production capacity per electro-plating station:
AP (4F) Production rate (pieces)
QE(E;J\““;W FG 5 FG type H,HP RA 15 H, HP, RA types
RBRLK/ Grit size . —y
oy Process EJI-$IJ :EJI_%U —‘EJI_%U gﬂf%U
RKIMARAE FEPA (US mesh) time (8 /i) (16 NP (8 /M) (16 /NP
; Single shift . . . Two shifts
(min) ) Two shifts Single shift (16 h)
(16 h) @ 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

-85 -




M

TRENEER'

AT RF R GE FG 460-3/002
Fixture System for the Manufacturing of Dental Burrs FG 460-3/002

(BRFE:< 1.0 EK) ( Ball shape £ 1.0 mm)
Ba s B Contact fixture

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

NN W TN R B NN R

1. BB FG, SHH 12 M6 (21 4/ 98D
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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Jefr3E B IR Assembly of contact fixture

AR BIE ISR FG Bk 252 /1

Number of slots per contact strip: FG contact fixture: 252 pieces

HEfili 45— T8 Contact strip — top part

AR 2% — R A B A AR

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)

T 4 WA LR B A ) 46 M e T A

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)

S W0 ] e A R IE A T 35 pm AP RLRSH)
Diamond tack-down insert (trough; for 35 um grit size)
WA Sk B E B4 Blind cathode wire with plug

4 WAy ] e L ] 5 R 8t MR 22 4T

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

UG A S AR L [ s A MR 22 4T

Holding and set screws for pre-and finish nickel fixture
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Push-in tool for dental burr blanks

_

i B e SR (Fe) 5 TS
BRICH CH) AL,

Electro-plating station with diamond

tack-down fixture (left) and
pre- and finish nickel fixture (right)

AR B4 68 /7 Production capacity per electro-plating station:

AP (M) Production rate (pieces)

&bgﬂgl\ﬂ FG 2K FG type
@ﬁfﬁjﬁiig;:e " Process —IEH| (8 /M) WL (16 /)
& es time Single shift Two shifts
D151 (100/120) 195 504 1008
D107 (140/170) 120-135 756-1008 1512-2016
D20 (~800) 5 ——— 4536
———— =
‘____/," T—  —
fﬁr ———
e ﬁ
e E—
| — ST
L ——m—
e
T ——
B e —
—
hme————
e —
e ——
——
—
e
———
—_——————
—
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FRHEMIE R 460-2/002+460-3/002 FG, H, HP, RA 4B 8
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Maintenance Unit for Contact Fixtures Dental 460-2/002+460-3/002 FG, H, HP, RA

G %S BAE R MBI 2 FG, H, HP and RA [{4 EURIZE 285 500 i 5 o AR REF) T2 JEL 0 22 285 e A% Mt v A 3
EIANZA AR Al B, AT 4ESEATRIThRE, AR B8 SR P A2 77 DA RS K 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
contact fixtures to preserve their function, ensure reproducible electro-plating results and prolong their service

life.

FEda s SR 1 R4

Spring-loaded cable spool for
compressed-air hose

iEaN e

Liquid-rubber dosing unit

JE45 2 AR 22 T

Compressed-air torque screwdriver

FH T e S AR AR S PO RS T 0%
Footswitch for liquid-rubber dispensing
P E 2 e e e B ¥t Ty

for disassembly / assembly of contact
fixture

F2 R B R (3t Ty

Position for removal of contact modules
AR KT L 4%

Punch-out press for contact modules
JF%#5 Switch box

& B Lighting

AN R TS

Storage trays for small parts

BRI BT H A P Tt i it T B ] s ek
Punch-out press for Tool and holding adapter to punch
contact modules out contact modules

-89-

TRy Bo 3R B

Dispenser unit for liquid rubber

| /_ FEYAMTA
Tools for disassembly of fixtures
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ERIFEE e/ R4 Fixture system for flexible diamond discs (Dental) - N

B3 E — 4R Contact fixture - Components

%44 Locking piece
RE LW A PVC spacer
BEfilibk Contact block

#2428 Contact cable
4Rl Brass contact piece
518 Seal

BifildfiZE Contact plug

N e» @@ N

B Rl B - 4444 Plating and shielding fixture - components

1 FH 4% ¢ FL-JES T Electro-plating fixture — bottom part
2. HPEFE-TIHE Electro-plating fixture — top part
3. A EPUEBIEIRIEQ2 1M)Quick-release nuts (2 pcs)

H: FTRERSATRH. SUTRSERERER.

Note: All illustrations are examples. The product may vary

-90 -




WA SNIA B e R RE R EEE

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

4% £ Electro-plating cassette BKA 941

447 [# %€ £ Diamond tackdown cassette DKA 951

4= NIl £7 [ & 2.2 Diamond tackdown fixture

EKBA% 5 & 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. R EIETF Holder for finish nickel fixture

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

FEL VR ITELE 21 Rinsing hose for electrolyte

CIEEN RIS

e

The discs are produced in sets of 10, 15 or 20 pieces.
The fixture is adapted to the respective disc type..

B R 10,15 B 20 AR IR EIE A SR AR

-91-
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ik BE K AT R R T Possible dimensions of the flexible discs:
4NE 1% Outer diameter:

EWJEF Thickne

ss of blank:

6 mm — 45 mm
0,05-0,3 mm

W PLC 5 &N A HE3)H#%E DBS XX A-45

Diamond Electro-Plating Control DBS XX A-45 with PLC and Touch screen
BOBE R B A BT R

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

BRI (BT

Production capacity per electro-plating station:

TRENKER

(Example)
S EEAt A £F=EE (A Production rate (pieces)
WERR 4 19 x 0,05 mm (20 pcs.) 22 x 0,1 mm (20 pcs.)
Grit size Process | Pl Single | #i3tf Double | —3tii Single |  #3i#i| Double
FEPA (USmesh) 1. o (min.) shift shift shift shift
(8h) (16 h) (8h) (16 h)
D107 (140/170) 165 60 120 60 120
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[ D46 (325/400)| 106 | 80 | 180 | 80 | 180 |

AP R TR B 6T IR e e R G

Rotation System for the Manufacturing of Diamond Foils and Finishing Strips

ERIA B DBS 50 A/45

-Diamond Electro-Plating Control DBS 50 A/45

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

> AT B 50 %2 /18 R Eit Rated current: 50A /18V DC
e I 24 i B A S s R R AT A T 2 B T AL 4%
(R, F I, S PR VA, [ AT I T, B8 U, 2R, S0k, W, el e BAEAE . )
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 D e AT REAT ML B

Individual adaptation of the touch screen functions possible.

H4gES BKA 942/002
Electro-plating cassette BKA 942/002

> F T AR R e e SR L I E R e
for holding and rotation of the contact fixture during the electro-plating process
> IR I 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 < A R A PR B o i
Diamond retaining filters to prevent spillage of diamond grits into the
electrolyte circuit

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

> HT I E AR AN TEAN T o 12 AN B AN R RE A Bl TR ok 1 B TR
FERETE LT AN AN 242 IR ey 1 R ot U .
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

Diamantieren Sektor
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AR I (B)

Production capacity / electro-plating station (pieces):

1713 Ty $ER~E:295 x 380 mm (2 5K)
Grit size Kb BRI Foil dimensions: 295 x 380 mm (2 pieces)
B Process %% 1388 (8 /M
FEPA (US mesh) Strip width 1-shift (8 h)
D54 4 72K 4mm 1008 7k 1008 pcs
(270/325) 145 73 145 min 6 =K 6mm 684 5k 684 pcs
8 ==K 8mm 516 7K 516 pcs
4 =K 4mm 1680 ik 1680 pcs
(40%?5000) 90 7+ 90 min 6 2K 6mm 1140 5k 1140 pcs
8 =K 8mm 860 7K 860 pcs
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Special Systems

LR RS TPA 6-250

Drum Polishing System TPA 6-250

J&/sh 245 EDB 4-DPW/AL-XXX

Etching System EDB 4-DPW/AL-XXX
> TWBIFERIAHEERE DSH 1-ABR/001

Displaceable Diamond Rinsing Unit DSH 1-ABR/001

-95 -
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REMA RS

Drum polishing system

FFeah, BEE:LL R T E . For polishing dental burrs, grinding pins and similar parts.

HIALE Front view N

\\ \ \ - il N
\

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. ENEEZhE Timer start key
4. WOEILFRER A 01 min - 99 h 59 min
Timer for polishing process 01 min - 99 h 59 min
5. ER#F1LEE Timer Stop key
. i YdESRL (34N Drip collection pans (3 pcs)

A LA E % 6 MARIZEE T4, Simultaneous polishing of up to 6 different tool types
AT AN [F] F 46 18] . Individual pre-set of the different polishing time intervals
Frelii i 3 — 20 1/4) %k Continuous speed adjustment 3 — 20 1/min

W6V £ AT LA 22 2% 5 4R #) Polishing drums can be inserted/removed individually

AT HREN IR UL EE 4 Removable drip-collection pans

YV V V V V

PR K% 1R 250 K AR 147 B 2. BB 200 K FR 7.5 F
Polishing drum Type 1: @ 250 mm, Volume 14 litres Type 2: @ 200 mm, Volume 7.5 litres

Ce v
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PIFIJI A B R S EDB 4-DPW / AL-XXX A SR
Etching system EDB 4-DPW / AL-XXX for Dicing Blades

with Aluminium Hub

T R B A B A BB AN SN RS IR (UIEI] ) A8 il s i B e ab B
JI IR AE B o A e R R

%G R

> — AN A AN R HS 501-01, — AN AbFE ]
i 8% PZS 510-001, EA5 5 /NAJgnfE 2 i 8 A0 a] 40y Wi i 1) 25 SRR S 5 — MIE IR 22 DA e e s
A A,

> =N, AR AN L IR DA e A
i

> — AN (LK) BT BRI ) B BT A R K
g5, LM )R 3R VA TE ROK ; AL FE— A #dE il 28 HS 501-002;

> — AN LS ML A% 2 HGS 520-001 AT—AN4bF

I E] 4% 2% PZS 510-001,

R RVFEN 5 MR E, FAN 27 MR, AR 135 AN TSR RN A . % MR ] A

g5 MR E, WtE 135 DMEEM.

For the final processing of high-precision diamond-penetrated cut-off wheels (dicing blades)

with aluminium hub after electro-plating.

The cutting edge is revealed by the etching process.

The etching system comprises:

> An etching station with a heater control HS 501-01, a process-time control PZS 510-001 with five
programmable timers with visual and acoustic time-end signal; a circulation pump and a two-cascade
standing sink;

> A clarifying bath including a rim exhaustion as well as a two-cascade standing sink;

> A hot-rinsing (de-watering) station to eliminate all and any water residues from the blades and thus
preventing the formation of spots on the surface; including a heater control HS 501-002;

» A drying station including a hot-air blower control HGS 520-001 and a process-time control PZS 510-
001.

The etching station allows the insertion of 5 etching fixtures with 27 pcs. dicing blades each, and thus the

simultaneous processing of 135 parts. The drying station can accordingly hold 5 fixtures and thus 135 parts.

HI#L & Front view
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FTIEWYIE T E e E, A dHde 27 MUIEITI R AR BUEA; R
Hh (), 244 (4)

Holding fixture for the etching of dicing bladeswith AL-hub for 27 pcs each;
assembled (left); components (right)
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AB3&NIA YR E DSH 1-ABR/001
Displaceable Diamond Rinsing Unit DSH 1-ABR/001

TR RS BB NI PR B AT DA, R Ml M T < A Ay ] M R A R B A e, AT DA G KT
HEFA, LA A R R B R B . NI e BB T AT 68 THEDRR A EE, — NIRRT
M3k NOREF TARIREE, EEUERCK R 5N — A2 BB R B G b, s @ FREwER T, it &
A LGE S HEACE AP SRR B T O T IERR WA KL B i SR8 Rl B i o A RER AT K
A LA SRS o B R B NI R FT AR DE v A PR

With the mobile diamond rinsing unit, an easy, flexible cleansing of the diamond tackdown or reverse-plating
fixtures and rotation installations on location is possible and the need to displace large and heavy parts such
as e.g. electro-plating cassettes over longer distances is obviated.

The rinsing unit has a 68 | reservoir for the rinsing solution, a feed pump and a hand spray head.

The rinsing solution is led in a closed circuit back to the reservoir In order to maintain the service
temperature, or it is pumped out through the spray head to rinse the parts. It can be then emptied through
the drain into the collection bucket (to filter out the diamond grits) or be pumped back into the reservoir
through the filter. The reservoir is equipped level and temperature sensors.

The diamond grits which have been rinsed out can be recovered by filtering, cleaned and re-used.

JEALIE
Rear view

AL
Front view

. e AL Inside view of rinsing tank
WAL Rinsing hose with spray head
#£#5[X Control panel
IS HYELZE Power cord with main switch
Bkl AT e RS Feed pump / Filter

TP KA BRI EEAT Collecting bucket for rinsing solution / diamond grits
TP B TE(E8 TH)H A T K £/ 4% Reservoir for rinsing solution (68 I) with level sensor

%
2.
3.
4.
5.
6.
7.

A Rinsing tank
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AR GEHT

Pre-treatment plants for

F T8 e M AR K B B

Plants for avoidance and
treatment of waste water

SRIABREREHTE™

Diamond electro-plating
plants for manufacturing

o0k, TH. W, RS
Steel, brass, copper, bronze
etc.

« 5 Aluminium

« ERIA . ST RAL]
Diamond. CBN

HFEREEAT

Electroless nickel plants for

o SR AK 0 P A

Recirculation of rinsing waters
[ RBBERG
Reverse osmosis systems

. I i | /J\, ,J)Q }\
Vacuum evaporators

URLALRSUR b7 S

Special equipment to
optimize the plating process

« % F} I H Dental instruments
M TR, FEHE. A
1L’J~;1|i’l% . 1. WiE. &
5 SRS R A
Tools for machining marble,
granite, gem stones, tungsten
carbide, steel, glass, ceramics,
silicon, plastics, special
materials
« i} B
Pieces for wear resistance
« £ J]£4 Sharpening steels etc.

M A

eds A MR RE R EH T4

Rotational reverse-plating
plants for the production of

o« ERE R TR
High-precision grindingtools
SR FNSL 5 F AL AL
Dlamond and CBN coating

TeoRves, Hhin

Special plants suchas e.g.

T A BN B %

TEMER

Engineering and consulting

J‘ Feffih b ‘J"'[' Contactfixtures

SR Bk E
Dlamond tackdown fixtures
« [ fiic ke ¥ Masking fixtures

-FHEL
Llftlng and lowering tables

« [ie%% %% ¥ Rotation units

SO BE B AN R 5

Rivet system for flexible discs

RIEE P FR T2 %
Systems according to
customers’ specification

HEREAT

« ERIAEERRE
Diamond dressmg rollers
- A ESHLEE Internal plating

Stripping plants for

« £} Electro-plated nickel

Varnishing systems for dental burr blanks « (L2245 Electroless nickel

A 4k S 1l

Accessories and chemicals




