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DIAMOND BRUSH - THE EIGHT TITANS

MIAR

Processing Method

P it @50~@100
Shell-shaped mm
=R
Straight @12;?25
Shank
TH D25~063
T-shaped mm

Ik B

Ball-shaped 926 mm
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DIAMOND BRUSH - THE EIGHT TITANS

MIAH
Processing Method
D13~@22
i mm
Rod-shaped MIN :
A5 mm
o] @50~3100
Adjustable mm
@75~0160
itk &Y mm
Disc-shaped MAX :
@400 mm
EBYEE
12 7 I\éalée to
rder:
Plate-shaped MAX:
@380 mm
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The performance of DMB diamond brush on different materials.

i = Ih BE ~ ﬁﬁgﬁ oh fix $8 X % 25 # b=
Granularity Function Eﬁ‘it Steel Stainless Aluminum Copper Titanium
EER
#200 Deburring % % %k % % %k % k * * * % %
KMRAE  kia kR HRE kokk WRBEE *okkok BE S 2R
% Poor * Fair ** Good * %% Excellent  *%%% Ultimate

ik Steel

T #R¥ARa:1.083um
Initial Workpiece

K5 Stainless

T #H#FE%Ra:0.343um
Initial Workpiece

28 Aluminum

T #R%ERa:0.643um
Initial Workpiece

ITH#ME
Material

i E Ih BE Ra Value:1.083um Ra Value:0.343um Ra Value:0.643um
Granularity Function N
MR
A Effect Surface RE Surface 5 Surface RE
;‘Z’qui‘r'ed Surface Roughness Brightness Roughness Brlgh ness Roughness Brightness
Roughness
il Ra: Ra: Ra:
#600 Sgg‘l;;ﬂig'gs*‘ Ra=0.1~0.2um 0.596um * 0.290um * 0.275um *
BT Ra: Ra: Ra:
#1000 Fine Polishing Ra=0.045-0.06pm 0.530pum * 0.118um * 0.242um *x

Brlghtness

mER

= 3%

No Difference

i Copper %&£ Titanium
ITHh#mE
Material T #EY4Ra:0.343um T 4 E#4Ra:0.741uym
WS e Initial Workpiece Ra Value:0.343um Initial Workpiece Ra Value:0.741pm
Granularity Function N
MR
ey Effect Surface =E Surface =E
;Zﬁfrtﬂd{iurface Roughness Brightness Roughness
Roughness
PiEH
#600 Semi-Finish Ra=0.1~0.2um Ra:0.126pum * Ra:0.696pum
Polishing
B R
#1000 Fine Polishing Ra=0.045-0.06pym Ra:0.194um * % Ra:0.373um

=E [
Zirconia dioxide/ZrO2

T #R¥Ra:0.227um
Initial Workpiece
Ra Value:0.227um

3=
Silicon Carbide/SiC
I RE
e T#E#kRa:L671ym
Initial Workpiece
i E Ih BE Ra Value:1.671pum
Granularit Function
' - f E f
—rme Effect Surface RE Surface
iﬁfﬁeﬂdESurface Roughness Brightness Roughness
Roughness
P Ra: Ra:
#600 SEQ;;E}QS“ Ra=0.1~0.2um 0446pum | mEE | 0.097um
No
L=Eb vt Ra: Difference Ra:
#1000 Fine Polishing Ra=0.045-0.06pm 0.025pm 0.061pm

SE
Brightness

No
Difference

58
Tungsten Carbide

Surface
Roughness

RE
Brightness

*k

20,0, 0.4

IR THREFREERa<0.5um -

MBFAEE NEFERFE KR
[RTJEERFBEEM-->PHl--> B =
Initial Workpiece Surface Roughness Requirement: Ra < 0.5um.

CRORERSTERH
RBUF - WERIETERIEM -

If a lower surface roughness is required, a finer grit size must be selected. However, achieving a fully mirror-like finish will not be feasible.
For workpieces with heavy tool marks,
a three-stage polishing process —rough polishing — medium polishing — fine polishing—is necessary. Additional polishing steps may be required
based on specific surface roughness requirements.
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2. BEVH 2 B(IRAR I LA ERZE)
o EER : #ERS: 2000~2500 rpm - FEFEEApP:0.5~1.5mm - FFERIELARF250mm - #EiRS: 450~600 rpm -
o 0% ; B3RS: 2000~2500 rpm - FEEEEApP:L.5~3mm -
o BREVEATALHR EZfR) - SR BIRF10~15%EH -
s BREBERIEIRLAER -
3. BARERMIIHIERE25%~45% - EERURERE -
4. EREBZOER - MUIHITIBSEHIS E8FE - TR EmRE T s EE -

Notice :
1. The diamond brush diameter must be larger than the workpiece diameter.
2. Recommended Parameters (varies with different materials):
« Deburring: Spindle Speed (S): 2000~2500 rpm / Depth of Cut (Ap): 0.5~1.5mm
For grinding brushes over 250mm in diameter: Spindle Speed (S): 450~600 rpm
» Polishing: Spindle Speed (S): 2000~2500 rpm / Depth of Cut (Ap): 1.5~3mm
« For disc-shaped and T-type grinding brushes: Spindle speed can be increased by an additional 10~15%
« Coolant is required for optimal performance
3. While deburring, please control Ae within 25%~45% to show perfect result.

4. If the spindle rotation is clockwise side while machining, please let the spindle rotation turn to counterclockwise

side while do deburring, and vice versa.

=R tIEIJJIE REMOVING MACHINING MARKS

—— %3 Diamond Brush :
DMB100-32(#800/0.5D)
3% S 1 3000

% Ap : 0.2mm

#45 F 100

#& Machining Materials :
faE® Aluminum & Al

NI &j Before

EBRE*® DEBURRING

Z ! Diamond Brush :
DMB100-32-200

B3R S 0 2000

&= Ae : 100

#45 F ;800

#E Machining Materials :
thixi#l Medium Carbon Steel

REMF POLISHING

ZE Rl Diamond Brush :
DMB80-27-200

=R S ;1800

tiEAp : 0.2

#LEF 2 200

#8 Machining Materials :
#E 8 Cast Iron

NI A Before
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LCHAIN DMB SHELL-SHAPED DIAMOND BRUSH
d2
di
A
| ds I~
d4

| 452 Feature

- EREEREIWNAYR - RIEEBRES . BIEME . &S5 - - Diamond brush has good wear resistance,bouncy, fatigue proof so it's perfect for deburring and
- SEOUER T RN &S EEHRC 60° A - polishing application.
- BAMERNESMEERE180° A - - Able to deal with workpiece within HRC60°.

- Heat resistance within 180°

nE
Granularity
DMB50-22-S FMB-22 50 47 50 30 30 104
#200
DMB63-22-S #600 FMB-22 48 60 63 30 30 104
DMB80-27-S E— FMB-27 60 77 80 38 30 124
Choose one
DMB100-32-S FMB-32 80 97 100 40 30 144

(7> | DMB 3B B AW ER (=)

CHAIN DMB SHELL-SHAPED DIAMOND BRUSH (FOR POLISHING)

d2
x | #5651 Application
A
L1
Z \ -
N —
| ds [
d4
A& nE
Spec. Granularity e e e o L 2 a
DMB-50-22-PH-S 22 50 47 50 30 30 104
#600
DMB-63-22-PH-S #1000 22 48 60 63 30 30 104
DMB-80-27-PH-S E— 22 60 77 80 38 30 124
Choose one
DMB-100-32-PH-S 22 80 97 100 40 30 124

BIUnit: mm
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DMB FLAT SHANK DIAMOND BRUSH

(e

HEAOWAY

L2

| %) Application

@D
@d1
od

| 4525 Feature
CEREEREINANE  REEARES | EELT . TES -
- EBRTERIT BB SBEHRC 60°LIR -

- BEFERIRE FARE180°LLA -

- Diamond brush has good wear resistance, bouncy, fatigue proof so it's perfect for deburring and
polishing application.

- Able to deal with workpiece within HRC60°.

- Heat resistance within 180°

A
Granularity
® DMB-254-06T 6 14 25477 8 32 6 40
#200
® DMB-38.1-09T P 6 20 38.1 10 32 96 42
DMB-38.1-12T #1000 6 13 38.1 10 32 12 42
DMB-50.8-13T - 6 24 50.8 13 32 13 46
Choose one
DMB-63.5-11T 6 40 63.5 13 30 115 43

@ ZE#ETE In Stock

DMB E 1 24 §& £ tf B sl

DMB STRAIGHT SHANK DIAMOND BRUSH

(e

HEAOWAY

| #65) Application

L2

E=-:
L1

| 452 Feature

- EREBEREZIMANR - RIEEARES . OEHYF . MRS -
- SEAMER o] BN &S EEHRC 60°LIA -
- SEAMERRSMAEE180°MUA -

- Diamond brush has good wear resistance,bouncy, fatigue proof so it's perfect for deburring and
polishing application.

- Able to deal with workpiece within HRC60°.

- Heat resistance within 180°

E
Granularity
° DMB-10-06 10 6 8 25 20 64
DMB-12-06 Zégg 12 6 10 25 20 63
° DMB-16-06 #1000 16 6 13 25 20 62
DMB-19-06 . 19 6 16 25 20 65
DMB-22-06 Choose one 22 6 20 25 20 67
° DMB-25-06 25 6 22 25 20 67

@ FEETF In Stock

BEfIUnit: mm



(7> | DMB KB A HER

R DMB BALL-SHAPED DIAMOND BRUSH

| £ 6) Application

‘ao

P®

L1 L2

HIEE

Granularity

#200, #600, #1000
B

DMB-R13-12-100L 26 12 113 105 22 80

Choose one

(7> | DMB B84 HER

Lo DMB ROD-SHAPED DIAMOND BRUSH

| #6651 Application

o

s¢>|
e
A5~

L2 L1 L3

ES
Granularity
DMB-13-06RS B 13 6 5.4 77 20 18
DMB-22-06RS Choose one 22 6 42 206 126 1.8

BRI RIBERMERET - HELEE -

Other dimensions are designed according to requirements and manufactured upon order.

EMUnit: mm
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CHAIN DMB ADJUSTABLE DIAMOND BRUSH

HEALOWAY
@d2
<Z>£1
| | i | . .
LT | &%) Application
- =
IR NE
@d3
@d4
nE
Granularity
#200, #600, #1000
DMB-AT-63-22 B FMB22 | 48 48 63 85 . 2 Loa
Choose one

(7> | DMB RSB A HER

CHAIN DMB DISC-SHAPED DIAMOND BRUSH

HEALOWAY

| #%1 Application

»\««(((ll\\\\\\\\\ﬁ

E
Granularity
DMB-100-14T-A20 #200, #600, #1000 100 14 SCA20 50 25
DMB-125-14T-A31.75 — 125 14 SCA31.75 77 25
DMB-150-14T-A31.75 Choose one 150 14 SCA31.75 110 20

‘7> || DMB %2 B 88 7 W EE
CHAIN || DMB PLATE-SHAPED DIAMOND BRUSH

HEALOWAY

| #%51 Application

@D
@d
4
Jﬁ LI
W

oKW FKINEE

Required Spec. Required Function

EELEMAX:O 380 ] e #1E
Make to Order MAX:® 380 Polishing Passivation




BEMIME :

il (BEaE) - EiRM -

Bl - JJEsE - WEWE - A%
RESENMAREER BN
REHE -

Suitable Workpiece Materials :

- Aluminum, copper, metal,
{ERERIR nickel alloy, tungsten steel,
BEFORE hard and brittle materials.
ezt e g b Rl I EUC L Il 900! passivation, polishing of

lass ceramics, quartz,
DMB diamond brush saves 50% of the time compared to %ickel—based allg <
polishing equipment. Y
and all heat-treated metal surfaces.

EH X HEBMEE 2% Reference for Polishing Surface Roughness

&

Applications

—R=E =0.045~0.06 pm

General Polishing

\, #600 =0.1~0.2 pm
Gisk7)
Rough Polishing

#200 =0.4~0.5pm

EFRUIEITIR

Tool Marks Removal
FEHIF Polishing
EBRERI Deburring

IHEE
Function

s ” BE = #ha BE = #Bha
T‘%EUME E}iﬂ:ﬁ& CeramiczE_léristIe Ao Diamond Cerami(;EBristle At Diamond
Bristles type (SiC) (CE) (Al,03) (ND) (CE) (Al,O3) (ND)

A~ AR | 4 R | A BE - ixEis | M - AHEH | 8y & - ks
in - EEEE | 5 FEHEEE BEtE ) FHEE BEeEE
Gy = Steel Steel Steel Ceramic Steel Steel Ceramic
\ETepllallsleM Stainless Steel| Stainless Steel | Non-Ferrous | WC Stainless Steel | Non-Ferrous | WC
\EIEHEISE Aluminum Cast Iron Metal Non-Ferrous | Cast Iron Metal Non-Ferrous
Non-Ferrous Metal Metal

Metal




(7> | DDB 8RB

T DDB DIAMOND DRESSING BOARD

d
-
| . |
| 5% Feature
- I EREZRENE - ol HEAEENR - - A diamond dressing board is used to restore a brush after it becomes
EREERER - BIOEEEA - damaged or worn, allowing continued use.

DDB120 35 50 120 0.54

EBIUnit: mm

- B REZESHERIEREEE S=2000rpm - % AP=0.5mm F i ERIZEF(FEBE 30 ¥

- While repairing diamond brush, recommend setting: rotation speed S=2000rpm, depth
of cut AP=0.5mm. Remember not to move the brush, finish setting the data and just
hold on for 30 seconds.
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CHAIN HEAOWAY ... TAa

o TEETEL/
+886-4-26265252

1B EE FAX/
+886-4-26267941

@ it Address/
43603758 €8P A KE Q23255
No. 232, Wugquan Rd., Qingshui Dist., Taichung City 436037, Taiwan

&> 493t Website /
www.chain-headway.com

ope | EpE B
R :

NIEH(PX) Website(EN) LINE




