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CNC deburring of cylinder head

Material : ADC12

Previous process : Face milling

Tool : XEBEC Brush Surface
(P.7)

XCBM-100A11

B8
EEEE

Material : ADC12

Previous process : Face milling

Tool : XEBEC Brush Surface
(P.7)

XCBM-25A32

EyE

Material : Ceramics

Previous process : Face milling

Tool : XEBEC Brush Surface
(P.7)

XCBM-15A11

DR
3
ET(

Material : SCM

Previous process : Drilling

Tool : XEBEC Brush Crosshole
(P.11)

XCHM-07A12

EiiE
EE

Material : Aluminum

Previous process : Ball end milling

Tool : XEBEC Brush Surface
End Type(P.9)

XA11-EBO6M

Material : FCD

Previous process: Drilling

Tool : XEBEC Back Burr Cutter
and Path (P. 27)

XC-78-A
ORAA0)
B

CNC deburring of scroll compressor

Material : Aluminum

Previous process : Face milling

Tool : XEBEC Brush Surface
(P.7)

XCBM-40A11

ElEE

G2

CNC deburring of pinion gear

Material : S45C

Previous process : Gear hobbing

Tool : XEBEC Brush Surface
(P.7)

XCBM-40A32

Material : SKD11

Previous process : End milling
Tool : XEBEC Brush Surface

‘ (P.7)

XCBM-25A32 XCBM-25A11

e

CNC deburring of yoke

Material : SCM

Previous process: Drilling

Tool : XEBEC Back Burr Cutter
and Path (P.27)

XC-58-A

Material : FCD

Previous process : Drilling

Tool : XEBEC Back Burr Cutter
and Path (P.27)

XC-38-A

Tel: 01293 774911 email: sales@drill-service.co.uk

CNC deburring of gearbox

Material : FC250

Previous process : Face milling

Tool : XEBEC Brush Surface
(P.7)

XCBM-60A32

Material : Aluminum
Previous process : End milling
Tool : XEBEC Brush Surface

' (P.7)
XCBM-25A21

CNC roughing of brake disc

Material : SPHC

Previous process: Turning

Tool : XEBEC Brush Surface
(P.7)

XCBM-25A21

o

CNC polishing of turbine blade

Material : SUS630

Previous process : Ball end milling
Tool : XEBEC Brush Surface
(P.7)

XCBM-25A32 XCBM-25A11

Material : Aluminum

Previous process: Drilling

Tool : XEBEC Stone Flexible
Shaft (P.33)

XCHB-06PM
OkA0)
[=]cERRE

Manual deburring of shaft

Material : Aluminum
Previous process: Casting
Tool : XEBEC Stone Mounted

Point (P. 35)
XAX-PM-6T

D0
0]

CNC deburring of pipe

Material : SUS
Previous process : Drilling
Tool : XEBEC Brush Crosshole

(P.11)
XCHM-07A33

EZHE

3@ 4

CNC deburring of shaft

Material : SCM

Previous process: Threading

Tool : XEBEC Brush Wheel
Type (P.15)

XW-A11-50

Ei2E
El’ [

CNC polishing of artificial hip joint

Material : CoCrMo

Previous process : Turning

Tool : XEBEC Brush Surface
(P.7)

XCBM-06A13

EE

13

[E>

CNC deburring of osteosynthesis screw

Material : Titanium

Previous process : End milling

Tool : XEBEC Brush Surface
End Type (P.9)

XA11-EBO6M

CNC deburring of spinal implant

! ' ' Material : PEEK resin

Previous process : End milling
Tool : XEBEC Back Burr Cutter
and Path (P.27)
XC-18-A
EALE

=¥
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Automate deburring and polishing in your CNC machine

XEBEC Brush™

“Is there any way to apply the technology of ceramic
stone to a brush? It would be a game-changer”
XEBEC Brush came into being through a pure
eagerness to take on engineering challenges, even
when exact uses were yet to be discovered. Together
with innovative customers who recognized the
possibilities of this unique product, we discovered its
value; the ability to deburr and improve surface
roughness at the same time, with consistencies that
were not conceivable with conventional tools. These
findings inspired us to pioneer the concept of
automation of deburring and polishing.

Tel: 01293 774911 email: sales@drill-service.co.uk | 6

XEBEC Brush uses unique abrasive ceramic fiber material instead of abrasive grain.

Each bristle consists of 1,000 ceramic fibers that work as cutting edges.

Overwhelming grinding power, Consistent cutting performance, No deformation.

Enables CNC deburring immediately after milling and machining operations inside the same machine tool.

i'_l——
— .

Grinding power

The content ratio of ceramic fiber is approximately 80%.
Cutting edges on the Brush tips offer excellent grinding power.

Material:
Carbon Steel S45C

Reduced work (g)

XEBEC Brush (XCBM-40A32)

3000min-!

—A— Brass Brush
3000min-!

—— Nylon impregnated brush (#180)

5000min-!
20

Processing Time (sec)

No deformation

Maintains its straight shape and does not spread out like a toothbrush.

Easy to manage on mass production lines.

Consistent cutting performance

New cutting edges always exposed.
Consistent cutting performance to the end thanks to the structure of
the continuous fiber.

Nylon impregnated brush

Deburring performance

Competitor Competitor ~ Competitor Competitor
Asproduct B'sproduct C'sproduct D’sproduct

Time

Optimal for polishing

Overwhelming grinding power of ceramic fibers makes this an optimal
polishing tool. Achievable surface roughness Ra=0.1um(Rz=0.4um)

0.7 %
BEFORE

0.6

0.5

0.4
Material:
0.3 Carbon Steel S45C

XEBEC Brush (XCBM-40A21)
0.2 3000min-’
—A— Brass Brush
3000min-

—— Nylon impregnated brush (#180)
5000min-"

0.1

0.0
1. XEBEC Brush (A11 Red bristle)
2. Abrasive impregnated nylon brush Processing Time (sec)
3. Steel wire brush

4. Brass wire brush Deburring

How to select the Brush color

.
st
L
Polishing

of burrs

A13(Pink)
Brush

(Cilor)

Grinding power
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Applicable I?urr size Burr root thickness App|ications ‘
Burr root thickness
of 0.2 mmorless —> | . . . . . . . .
Ideal for deburring, cutter mark removal and surface polishing (burrs of this size can i Deburring automation with high consistency Polishing Automation
b d with .
RN Burr Cylinder Head Metal Mold
ingernails) height
Abrasive impregnated nylon 40 minutes manual polishing
brush was used. It was per workpiece. Received
o time-consuming and not complaints from customers for
effective enough to remove all uneven quality.
burrs.
(
! . . . .
li All burrs are removed by high Shortened the polishing time to
n - L . .
i Material : Aluminum gr|nb<.j||'ngdy:>ov|:er. Ql:alle 'S Material : Hard-to-cut material one minute per workp;necedby
Previous process : Face milling stabilized. The cycle timels Previous process : End milling auFomat|on: Improve an
i [ Tool : A11-CB100M shortened by high feed rate. Tool : A11-CB25M uniform polishing quality.
L] i
[ ®
| How to use
Processing conditions Feed rate
Rotational speed Burr root thickness 0.05mm 9
Tool composition Appllca ble equipment Recommended parameters differ depending on the Brush size. (removable with fingernails) (Can be bent easily)
Brush and Sleeve are sold separately. This tool can be mounted on equipment shown below: Refer t? the chart below for the standard machining conditions of each 01mm
Assemble Brush and Sleeve before use. Brush size. (Can be bent) 9
Brush Sleeve A U U Cutter mark AN
L] removal, polishing 7
- . - . Rotational
C D [ | Machining Lathe (with milling Special Robot
—— | J T 7 e
| | = of cut
. . . Depth of cut
Brush Rotational direction P
. . . . - Burrs that are formed while end
- - Set the rotational direction so that the Brush pushes upward against the burrs milling and drilling. Vertical to the %
s DS code XEBEC code R SR ER R Matching Sleeve g from the bottom. Brush tip.
—r Burrs that are formed while face
A3 PN XCBM-06A13 A13-CBO6M o 6 30 S06M 1 milling. Parallel to the Brush tip. %
n
XCBM-15A13 A13-CB15M ¢ 15 50 S15M-P 1
XCBM-06A11 A11-CBO6M o 6 30 S06M 1 Cutter mark AN
removal, polishing 7
XCBM-15A11 A11-CB15M ¢ 15 50 S15M-P 1 e
XCBM-25A11 A11-CB25M ¢ 25 75 S25M 1
A1l (Red) "
XCBM-40A11 A11-CB4OM ¢ 40 75 S40M-SD10 1
fi the bott:
XCBM-60A11 A11-CB60M ¢ 60 75 S60M 1 rom the bottom
XCBM-100A11 A11-CB100M ¢ 100 75 S100M 1 R
XCBM-06A21 A21-CBO6M ¢ 6 30 S06M 1
XCBM-06A21 A21-CB15M ¢ 15 50 S15M-P 1
A21 (White) XCBM-25A21 A21-CB25M ¢ 25 75 $25M 1 Machining Parameters
ite .
XCBM-40A21 A21-CB40M ¢ 40 75 S40M-SD10 1 Figl . .
XCEBM-60A21 A21-CBOOM o 60 7e So0M 1 oDe Standard Machining Parameters
XCBM-100A21 A21-CB100M ¢ 100 75 S100M 1 Rotational speed (min™) Depth of cut (mm) Feed rate (mm/min) Brush projection (mm)
XCBM-06A32 A32-CB06M o 6 30 S06M 1 IR DS code XEBEC code Cutter mark . . Cutter mark Burr root Burr root Cutter mark Cutter mark
Deburring | removal, | Maximum Vsrtlcal HC;I)’IZOI’\ta| removal, thickness thickness removal, |Deburring| removal,
XCBM-15A32 A32-CB15M ¢ 15 50 S15M-P 1 polishing S O polishing 0.05mm 0.1mm Polishing Polishing
XCBM-25A32 A32-CB25M ¢ 25 75 S25M 1 N XCBM-06A13, A13-CBO6M, 8000 10000 10000 0.5 0.5 0.3 4000 2500 250 10 10
A32 (Blue) XCBM-06A1, A11-CB0O6M,
XCBM-40A32 A32-CB40M ¢ 40 75 S40M-SD10 1 XCBM-06A21 A21-CBO6M
XCBM-60A32 A32-CB60OM ¢ 60 75 S60M 1 XCBM-06A32 A32-CB06M 8000 10000 10000 0.3 0.3 0.3 4000 2500 250 10 10
XCBM-100A32 A32-CB100M ¢ 100 75 S100M 1 XCBM-15A32 A13-CB15M 4800 6000 6000 1.0 1.0 0.5 4000 2500 450 10 10
“ Bristle bundlles.are embgdded inline or41 the periphery (exc.ept for the A13/A11/A21/A32-CBO6M). iggm:‘lossgg’h ﬁ%%:gg%gm: 4800 6000 6000 0.5 1.0 0.5 4000 2500 450 10 10
* The Brush size is approximate as the tip expands by rotating. L XCBM-15A32 A32-CB15M
* Brushes with the diameter larger than ¢100 are available by special orders. Please refer to the page 10. XCBM-25A11, A11-CB25M, 4000 5000 5000 0.5 1.0 0.5 4000 2500 700 15 10
XCBM-25A21, A21-CB25M,
SI & XCBM-25A32 A32-CB25M
eeve XCBM-40AT1, A11-CBAOM, 2400 3000 3000 | 05 1.0 05 4000 2500 800 15 10
i ; XCBM-40A21, A21-CB40M,
Brush diameter | External diameter | Shank diameter | Overall length | Shank length . : XCBM-40A32 A32-CB40M
DS code XEBEC code Matching Brush F
(mm) Dc (mm) Ds (mm) L (mm) es (mm) © 9 XCBM-60A11, A11-CB60M, 1600 2000 2000 0.5 1.0 0.5 4000 2500 850 15 10
XCBM-60A21, A21-CB60M,
XSM-06 S06M ¢ 6 ¢ 10 ¢ 6 70 29 A13/A11/A21/A32-CBO6M | 2 0. XCBM-60A32 A32-CB60M
XSM-15P S15M-P ¢ 15 ¢ 18.5 ¢ 6 90 29 A13/A11/A21/A32-CB15M 2 XCBM-100A11, A11-CB100M, 960 1200 1200 0.5 1.0 0.5 4000 2500 850 15 10
XCBM-100A21, A21-CB100M,
XSM-25 S25M ¢ 25 ¢ 30 ¢ 8 140 30 A11/A21/A32-CB25M 2 ¢Ds XCBM-100A32 A32-CB100M
XS40-SD10 $40M-SD10 ® 40 @ 45 ¢ 10 140 30 A11/A21/A32-CBAOM 2 Fig2 * Workpiece made of plastics may deform or discolor, depending on the material characteristics. If the workpiece deforms, reducing the rotational speed to
XSM-60 S60M ¢ 60 @ 65 ¢ 12 150 35 A11/A21/A32-CB60M 2 approximately 10 % of the standard machining condition may solve the problem.
XSM-100 S100M ¢ 100 ¢ 110 ¢ 16 162 40 A11/A21/A32-CB100M 2

*When in use, the length of the brush projection is added to the overall length of a sleeve.
*The external cylinder of the S15M-P is made of Fiber-Reinforced Plastic (FRP).



9 | www.drill-service.co.uk

Applicable burr size Burr root thickness

Burr root thickness
of 0.1mmor less —> |
Ideal for polishing and removing cutter marks on inner diameters and sealing surface (burrs of this size can i
easily be removed Burr
with fingernails) height
2 |
Applicable equipment
This tool can be used with rotary tools and equipments that can control the rotational speed.
6
]
Rotary tool Machining Lathe (with milling Special Robot
(electric) center function) machine
Brush
Standard Maximum ¢
(E:rglih‘,) DS code XEBEC code Brusfgnq‘l:qr;eter Shaglé?:nr:)eter Brlztl(errtﬂ)gth OVeLr?LLngth rotation_ahspeed rotatioqahsmed Fig
(min™) (min)
XA13-EBO1S A13-EBO1S ¢ 1 ¢3 15 52 7000 - 12000 15000 3 L
XA13-EBO15S | A13-EB015S ¢ 15 ¢3 15 52 7000 - 12000 15000 3
A13 (Pink) XA13-EBO2S | A13-EB02S ¢ 2 ¢3 15 52 7000 - 12000 15000 3
XA13-EB025S | A13-EB025S ¢25 ¢3 15 52 7000 - 12000 15000 3
XEBM-06A21 | A13-EBO3M ¢ 3 ¢3 30 67 4000 6000 3
XA11-EBO1S A11-EBO1S ¢ 1 ¢ 3 15 52 7000 - 12000 15000 3 03
XA11-EBO15S | A11-EB015S ¢ 1.5 ¢3 15 52 7000 - 12000 15000 3 Fig3
A11 (Red) XA11-EBO2S A11-EB02S ¢ 2 ¢3 15 52 7000 - 12000 15000 3
XA11-EB025S | A11-EB025S @25 ¢3 15 52 7000 - 12000 15000 3 u
o
XEBM-03A13 | A11-EBO6M ¢ 5 ¢3 20 57 7000 12000 4 100
A21 (White) | XEBM-06A11 | A21-EBO6M ¢ 5 ¢3 20 57 7000 12000 4 .
A32 (Blue) XA32-EBO6M | A32-EBO6M ¢ 5 ¢3 20 57 7000 12000 4
*The Brush size is approximate as the tip expands by rotating. —
L
Precautions for Use
The torque output of the rotary tool must be 2N or lower.
The Brush will break off if:
« used beyond the maximum rotational speed
« used beyond the maximum indentation load
« used with a pneumatic rotary tool
03—+
Fig4
XA11-EBO6M
XA21-EBO6M
XA32-EBO6M

Tel:

Ideal for deburring, cutter mark removal and surface polishing with a width of 100 mm or more

Tool composition

The brush main unit and the slide ring are separate items.
Assemble the main unit and the slide ring before use.

Brush Slide Ring —
* Ring f %
* Base holder G °® e D
* Shank

01293 774911 email: sales@drill-service.co.uk

Applicable burr size Burr root thickness

Burr root thickness

of 0.2 mmor less —> |

(burrs of this size can i

be removed with T Burr
fingernails) height

Applicable equipment

This tool can be mounted on equipment shown below:

Machining Lathe (with milling Special
center function) machine

Brush
05 coe
XCBM-125A11 A11-CB125M ¢ 125 75 SR125M 5
A11 (Red) XCBM-165A11 A11-CB165M ¢ 165 75 SR165M 5
XCBM-200A11 A11-CB200M ¢ 200 75 SR200M 5
XCBM-125A21 A21-CB125M ¢ 125 75 SR125M 5
A21 (White) XCBM-165A21 A21-CB165M ¢ 165 75 SR165M 5
XCBM-200A21 A21-CB200M ¢ 200 75 SR200M 5
XCBM-125A32 A32-CB125M ¢ 125 75 SR125M 5
A32 (Blue) XCBM-165A32 A32-CB165M ¢ 165 75 SR165M 5
XCBM-200A32 A32-CB200M ¢ 200 75 SR200M 5

*The Brush size is approximate as the tip expands by rotating.

Slide Ring

DS code XEBEC code Brush diameter Quter diameter Dc Shank diameter Overall length L = ¢
(mm) (mm) (mm) (mm) 9

XSR125M SR125M ¢ 125 ¢ 135 @25 187 5 J L

XSR165M SR165M ¢ 165 9176 ¢ 25 187 5 o ° o

XSR200M SR200M ¢ 200 ¢211 ¢ 25 187 5

*The Slide Ring consists of a ring, a base holder and a shank.

*Base holder and shank sizes are the same across all Brush diameter. Ring size varies by Brush diameter.

*The total weight of a Brush and a Slide Ring. ¢125:1920g, ¢165: 2320g, ¢200: 2750g

Figs 925

[ Machining Parameters

Standard Machining Parameters

Rotational speed (min™) Depth of cut (mm) Feed rate (mm/min) Brush projection (mm)
DS code XEBEC code Cutter mark Verticallterzontal Cutter mark Burr root Burr root Cutter mark Cutter mark
Deburring removal, Maximum burrs burrs removal, thickness thickness removal, Deburring removal,
polishing polishing 0.05mm 0.1mm Polishing Polishing
XCBM-125A11, A11-CB125M, 800 1000 1000 0.5 1.0 0.5 4000 2500 700 15 10
XCBM-125A21, A21-CB125M,
XCBM-125A32 A32-CB125M
XCBM-165A11, A11-CB165M, 600 750 750 0.5 1.0 05 4000 2500 700 15 10
XCBM-165A21, A21-CB165M,
XCBM-165A32 A32-CB165M
XCBM-200AT11, A11-CB200M, 480 600 600 0.5 1.0 0.5 4000 2500 650 15 10
XCBM-200A21, A21-CB200M,
XCBM-200A32 A32-CB200M

If you have trouble, please refer to P. 39 (XEBEC Brush Surface) for adjustment.

10
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Applicable burr size Burr root thickness

Burr root thickness
of 0.1mm or less —> |

Ideal for deburring, polishing, and removing cutter marks on inner diameters (burrs of this size can i

and counterbores up to @20 easily be removed Burr
with fingernails) height

Tel: 01293 774911 email: sales@drill-service.co.uk

[ Applications

Automation of cross hole deburring

Input Shaft

Material : SCM

Deburring was done by manual
work with abrasive
impregnated nylon brush. Failed
to remove all burrs with a low
yield.

Realized automation of
deburring with a special
machine. All burrs are removed

Automation of cross hole deburring
Valve Case

Manual deburring with a cutter
was time-consuming. Finished
inner surface was scratched
with the cutter and resulted in
low quality.

Automated deburring inside
the machine shortened the
cycle time significantly. No

Material : Resin

Applicable equipment

This tool can be mounted on equipment which can control the rotational speed. The tool must be rotated over 6500 min-.

8 ¢

]
Machining Lathe (with milling Special Robot Rotary tool
center function) machine (electric)
s DS code XEBEC code | BrUshdiameter | Shank diameter | Shank diameter |eB(n:éS§:a %E%E i rotx;::\g[ ;)Fr?eed dinargethole | Fia
XCHM-01.5A12 | CH-A12-1.5M ¢ 1.5 ¢ 2.5 ¢ 3 50 120 20000 ¢ 35-5 6
XCHM-03A12 CH-A12-3M-TL ¢ 3 ¢ 4 ¢ 3 50 120 14000 ¢ 5-8 6
XCHL-03A12 CH-A12-3L-TL ¢ 3 ¢ 4 ¢ 4 50 170 12000 ¢ 5-8 6
XCHM-05A12 CH-A12-5M-TL ¢ 5 ¢ 6 ¢ 6 50 120 14000 ¢ 8-10 6
A12 (Red) | XCHL-05A12 CH-A12-5L-TL ¢ 5 ¢ 6 ¢ 6 50 170 12000 ¢ 8-10 6 ¢
XCHM-07A12 CH-A12-7M-TL ¢ 7 ¢ 8 ¢ 6 50 120 14000 ¢ 10-20 6
XCHL-07A12 CH-A12-7L-TL ¢ 7 ¢ 8 ¢ 8 50 170 12000 ¢ 10-20 6
XCHM-11A12 CH-A12-11M ¢ 11 ¢ 12 @12 50 120 14000 ¢ 14-20 6
XCHL-11A12 CH-A12-11L ¢ 11 ¢ 12 @12 50 170 12000 ¢ 14-20 6
XCHM-03A33 | CH-A33-3M ¢ 3 ¢ 4 ¢ 3 60 130 14000 ¢ 5-8 6
XCHL-03A33 | CH-A33-3L ¢ 3 9 4 0 4 60 180 12000 o 5-8 | 6 L
XCHM-03A33 | CH-A33-5M ¢ 5 ¢ 6 ¢ 6 60 130 14000 ¢ 8-10 6
A33 (Blue) XCHL-05A33 CH-A33-5L ¢ 5 ¢ 6 ¢ 6 60 180 12000 ¢ 8-10 6
XCHM-07A33 | CH-A33-7M ¢ 7 ¢ 8 ¢ 6 60 130 14000 ¢ 10-14 6
XCHL-07A33 CH-A33-7L ¢ 7 ¢ 8 ¢ 8 60 180 12000 ¢ 10-14 6
XCHM-11A33 CH-A33-11M ¢ 11 ¢ 12 @12 60 130 14000 ¢ 14-20 6 ¢Dc
XCHL-11A33 CH-A33-11L ¢ 11 ¢ 12 @12 60 180 12000 ¢ 14-20 6
* The brush size is approximate as the tip expands by rotating.
Precautions for Use
The clamp length must be 30mm or more when attaching this tool on the machine, and make sure it is affixed rigidly.
The Brush will break off if: In the following cases, the Brush may break off:
« machined beyond the maximum rotational speed « Off-center cross hole and angled cross hole
« used with a pneumatic tool * T-shaped hole: If the cross hole diameter is 100% of the main
: rotated outside the cylinder (outside workpiece) bore diameter or more. Figb oDs —

used with the tip of this tool is less than 20mm
inside the bore

« Cross-shaped hole: If the cross hole diameter is 70% of the main
bore diameter or more.

Previous process : Drilling
Tool : XCHM-07A12

Previous process : Drilling
Tool: XCHM-05A12

scratches on the inner surface.
Improved deburring quality.

by high grinding power. Quality
is stabilized.

[ How to use

For effective use
[ step1 W step2 J step3 J  Stepd W Step5 J

1. Insert the brush while not in motion.

*|f you rotate the brush outside the cylinder, the bristles may be
damaged or scattered and may cause injury to the operator.

2. Rotate the tool past the cross-hole

3. Process while pulling the brush back.

4. Process while pushing the brush forward.

5. Stop the brush rotation.

6. Remove the brush while it is at rest.

i

[ Machining Parameters

Adjusting the rotational speed

Optimize the performance of this Brush by adjusting the rotational speed depending on the Brush size, main bore diameter, and the Brush wear
amount by referring to charts below. When the Brush is new, refer to the continuous line (——) . When the Brush is worn by 10mm, refer to the
dotted line (----) .

XCHM-01.5A12
Target hole diameter: 3.5 -5 mm

XCHM-03A12, XCHL-03A12
Target hole diameter: ¢5 - 8 mm

XCHM-05A12, XCHL-05A12
Target hole diameter:p8 - 10 mm

XCHM-07A12, XCHL-07A12
Target hole diameter: 10 - 20 mm

XCHM-11A12, XCHL-11A12
Target hole diameter: 14 - 20 mm

:‘;13000 ;;HQUO 4;12000 5‘;11000 4;10000
£ 12000 £ 10000 £ 11000 £ 10000 £ 9000
$ $ & $ $
%11000 & 9000 %10000 & 9000 3 8000
< 5 5 < <
510000 E 8000 g 9000 g 8000 g 7000
£ 9000 £ 7000 £ 8000 £ 7000 £ 6000
o« 3 o« © o«

35 4 5 5 6 7 8 8 9 10 10 12 14 16 18 20
Main bore diameter (mm) Main bore diameter (mm) Main bore diameter (mm) Main bore diameter (mm)

14 15 16 17 18 19 20
Main bore diameter (mm)

XCHM-03A33, XCHL-03A33
Target hole diameter: ¢5 - 8 mm

XCHM-03A33, XCHL-05A33
Target hole diameter: 8 - 10 mm

XCHM-07A33, XCHL-07A33
Target hole diameter: 910 - 14 mm

XCHM-11A33, XCHL-11A33
Target hole diameter: ¢14 - 20 mm

Z z z z

£ 1000 £ 11000 £ 10000 £ 10000

3 10000 T 10000 T 9000 3 9000

H 8 H H

g g g &

= 9000 = 9000 = 8000 2 8000

H s H 5

£ 8000 £ 8000 £ 7000 £ 7000

£ 7500 £ 7500 £ 6500 £ 6500

© 3 © o«

5 6 7 8 8 9 10 10 11 12 13 14 14 15 16 17 18 19 20
Main bore diameter (mm) Main bore diameter (mm) Main bore diameter (mm) Main bore diameter (mm)

300 mm/min

Rotational direction

A uniform deburring and edge quality can be achieved by rotating the tool in both clockwise and
counter-clockwise directions.

12
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Applicable burr size Burr root thickness
Burr root thickness

of 0.1mmor less —> |
(burrs of this size can i

Ideal for deburring, polishing, and removing cutter marks on inner diameters and counterbores

between ¢20 and ¢35 easily be removed T Burr
with fingernails) height
EienE

Tool composition

Brush and Shank are sold separately.
Assemble Brush and Shank before use.

Applicable equipment

This tool can be mounted on equipment which can control the rotational speed.
The tool must be rotated over 4000 min-.

Brush
rus Shank

%:‘
| :
: Machining Lathe (with milling Special Robot

center function) machine
Brush
Brush Bristle Maximum

Brush g Depth of shank 5 Target hole A .

(Color) DS code XEBEC code dlﬁrr::;t)er I(enlj‘gn:; i G rotatl(cr)]l"\iilrws)peed Ty (i) Matching shank Fig
XCHM-A34-15 | CH-A34-15 ¢ 15 60 10 9000 920 -25 CH-SH-6

A33
(Dark Blue) XCHM-A34-20 | CH-A34-20 ¢ 20 60 16 9000 925 -30 CH-SH-8 .

XCHM-A34-25 | CH-A34-25 ¢ 25 60 16 9000 $30-35 CH-SH-8 7

*The Brush size is approximate as the tip expands by rotating.
*Overall length of the Brush with the shank attached is 150 mm. 80

Shank

DS code XEBEC code Shagtscélrimiter Shzr;k(lrﬁr;]g)th Applicable Brush Fig -
XCHM-SH-6 CH-SH-6 6 80 CH-A34-15 8 ds
XCHM-SH-8 CH-SH-8 ¢8 86 CH-A34-20, CH-A34-25 8
Precautions for Use Fig7
The clamp length must be 30mm or more when attaching this tool on the machine, and make sure it is affixed rigidly.
The Brush will break off if: The Brush may break off when:
* machined beyond the maximum rotational speed « the crosshole diameter larger than @12 ,:
+ used with a pneumatic tool . . *When using this product on a crosshole diameter larger than 12,
. rotatgd outside the cylinder (outside workpiece) ) please contact us.
* the distance from the hole entrance to the target is 20 mm or less
[ Machining Parameters
Standard Machining Parameters s
Rotational speed: 7000 min-* Feed rate: 300 mm/min
Adjusting the rotational speed
Optimize the performance of this Brush by adjusting the rotational speed depending on the Brush size, main bore diameter, and the Brush wear
amount by referring to charts below. When the Brush is new, refer to the continuous line ( ). When the Brush is worn by 10mm, refer to the
dotted line ( ). When the Brush is worn by 20mm, refer to the dotted line ( )
XCHM-A34-15 XCHM-A34-20 XCHM-A34-25
Target hole diameter: 20 - 25 mm Target hole diameter: 25 - 30 mm Target hole diameter: 30 - 35 mm Ds y
£10000 £10000 £10000 L#—‘(;
£ 9000 E 9000 £ 9000 :
§ 8000 § 8000 E 8000 Fig8
2 7000 2 7000 2 7000
= 6000 = 6000 = 6000
§ 5000 § 5000 § 5000
& 4000 & 4000 § 4000
& 3000 & 3000 & 3000
20 21 22 23 24 25 26 24 25 26 27 28 29 30 3 29 30 31 32 33 34 35 36

First hole drilled diameter (mm)

Rotational direction

A uniform deburring and edge quality can be achieved by rotating
the tool in both clockwise and counter-clockwise directions.

First hole drilled diameter (mm) First hole drilled diameter (mm)

Applicable material

The Brush can be used for any materials such as plastics,
nonferrous materials, steel and stainless steel.

Tel: 01293 774911 email: sales@drill-service.co.uk

Patented Applicable burr size  Burr root thickness

Burr root thickness
of 0.lmm or less —> |
Ideal for deburring, polishing, and removing cutter marks on inner diameters and counterbores (burrs of this size can i
exceeding 150mm in depth easily be removed Burr
with fingernails) height

Tool composition

Brush, Collar, and Shank are sold separately.

Applicable equipment

This tool can be mounted on full cover type of equipment which can
control the rotational speed. The tool must be rotated over 6,500 min.

Machining Lathe (with milling Special
center function) machine

i i Maximum
Brush (Color) | DS /XEBEC code BVUSTF:';’;‘““ Shag';?ginm‘fter O"er?r"'q'rf")‘gt“ rotational speed
(min™)
% ¢ 3 ¢ 4 400 12000
% ¢ 5 ¢ 6 400 12000
A12 (Red)
% o 7 ¢ 8 400 12000
% 911 912 400 12000
* 9 3 9 4 410 12000
A33 (Blue) * 95 9 6 410 12000
% o 7 ¢ 8 410 12000
* 911 912 410 12000

“*Please contact us for the details as it is a special order item.
“The Brush size is approximate as the tip expands by rotating.

Precautions for Use

The Brush will break off if: In the following cases, the Brush may break off:
* rotated beyond the maximum rotational speed « off -center cross hole and angled cross hole
 used with a pneumatic tool if the cross hole diameter is equal to or greater than the
* rotated outside the cylinder main bore diameter in case of T-shaped cross hole
(outside workpiece) if the cross hole diameter is more than 70% of the main
bore diameter in case of cross-shaped

14
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Tool composition

Brush and Shank are sold separately.
Assemble Brush and Shank before use.

Brush

main unit

Brush main unit

Shank

Patented

Ideal for deburring and polishing inner diameters, side walls, and thread outside diameters

Applicable burr size
Burr root thickness
of 0.1mmor less —>»
(burrs of this size can

easily be removed

with fingernails)

Applicable equipment

This tool can be mounted on equipment shown below:
o] &%
]

Robot

Special
machine

Machining
center

Lathe (with milling
function)

Fig9

Brush (Color) DS code XEBEC code Brusrzlii;r;meter Ngumnbcﬁg:f Matching shank | Fig o23
XW-A11-50 W-A11-50 ¢ 50 6
A11 (Red) W-SH-M/L 9
XW-A11-75 W-A11-75 ¢ 75 6
Shank
Shank diameter Shank length 2s .
DS code XEBEC code Ds (mm) o) Fig
XW-SH-M W-SH-M ¢ 8 70 10
XW-SH-L W-SH-L 912 150 10

Fig10

Burr root thickness

-

!

Burr
height

i

Tel: 01293 774911 email: sales@drill-service.co.uk

Applications

Deburring automation
Thread Outside Diameter

Material : SCM
Previous process : Turning
Tool: XW-A11-50

Deburring was done by filing
but failed to remove all burrs.
Quality was not stabilized.

All burrs are removed with the
quality stabilized.

Side Wall

Material : S50C

Tool :XW-A11-50

Deburring automation

Previous process : End milling

Had a difficulty removing burrs
formed on the side edge. Burrs
were removed by manual work.

Burrs are removed in the
machine. Manual work is
eliminated.

L How to use

As shown in Figure 1, the best approach to remove burrs
formed on Surface A is to place a center of a Brush at the
center angle to the edge.

In such a case, rotate the Brush in both clockwise and 1 A
counter-clockwise directions. 1
? o
oy . . . . . ey L i.l.l 1
If it is difficult to place the Brush as shown in Figure 1, it is W
also possible to place the Brush as shown in Figure 2. r
Also in such a case, rotate the Brush in both clockwise and
counter-clockwise directions.
% Surface A
Figure 1 Figure 2
L Machining Parameters
Standard Machining Parameters
Cutting speed Rotational speed Feed per bundle Depth of cut Feed
DS code XEBEC code (m/min) (min) (mm/bundle) (mm) (mm/min)
XW-A11-50 W-A11-50 250 1600 0.5 0.2 4800
XW-A11-75 W-A11-75 250 1000 0.5 0.2 3000
Maximums for machining conditions
Cutting speed Rotational speed Depth of cut Feed
DS code XEBEC code (m/min) (min) (mm) (mm/min)
XW-A11-50, XW-A11-75 W-A11-50, W-A11-75 150 - 350 =1.5 =0.5 3000

*As bristles are worn out, bristle length becomes shorter and increases stiffness, causing bristles to be broken.
If bristles breakage occurs, decrease the depth of cut.
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Make it easier to adjust the Brush projection length, thereby achieving more consistent
deburring and polishing.

XEBEC Floating Holder™

The built-in spring helps to maintain stable load, contributing
With a Brush to consistent edge quality and reduction of the frequency to
adjust the depth of cut.

Product in Use

g -
==

XEBEC Self-Adjusting Sleeve™

Automatically adjusts the Brush projection length with the
built-in gear mechanism. Helps prevent human errors and
achieve consistent machining performance.

With a Brush

Product in Use

XEBEC Optional Tools i

XEBEC Brush Length Adjustment Tool™

. Tool for quick in-machine brush length adjustment.
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Straight Shank Type compatible with |: Mechanism ‘

XEBEC Brush Surface (¢ 6 -100)

The built-in spring helps to maintain stable load, which enables consistent performance, BT Shank Type compatible with This tool has a built-in spring. Compress the spring after the Brush comes in contact with the workpiece surface.

while reducing the need to adjust the Brush projection length frequently. XEBEC Brush Surface (96 - 25)

N

Lower the Brush to
compress the built-in
spring.

The spring contracts up
to 6 mm.

{14 H!i

Built-in spring is compressed Built-in spring in free length

Applicable equipment I[straight Shank Type] Applicable equipment [BT Shank Type]
This tool can be mounted on equipment shown below: This tool can be used with machine tools that are compatible |: How to use
with BT30/40 shanks.
o] @’% Product in Use
[ The following describes effective use of the tool.
Machining Lathe (with milling Special Robot
center function) machine . . .
1. Approach the workpiece surface from above without rotating the Brush.
@ 2. Set the depth of cut and compress the spring.
3. Rotate the Brush and start feeding with the spring compressed.
Straight Shank Type 4. Stop rotation and feed.
012 920 5. Remove the Brush upward from the workpiece surface.
Target brush Diameter for the Maximum ——f<— ’<—>1
DS code XEBEC code diameter sleeve shank rotational speed Accessories Fig N A —
(mm) (mm) (min™)
- : 35
6 6 (with the supplied bush 1) 10000 1.¢6bush
. 15 (pé ith th ppl' dbush2)| 6000 |5 imepre 2*22 v L ® <—I @
FH-ST12-5L10 |—2 96 (with the supplied bush 2 9 |11 e P 90.4
¢ 25 ¢ 8 (with the supplied bush 3) 5000 5. High-pressure spring 55 9;4 L
¢ 40 ¢ 10 3000 *Installed when shipped ;
XFH-ST20-60 | FH-ST20-60 ¢ 60 ¢ 12 2000 ¢ 12 bush 12
XFH-ST20-100 | FH-ST20-100 ¢ 100 ¢ 16 1200 ¢ 16 bush 12 I'IEIJ
*Please refer to P. 20 for the spring load. 027 L J Non-app“cable Workpiece conditions
*Optional ®3 bush is available. 938.5
Fig11 Fig12
( FH-ST12-SL10) (XFH-STZO-GO . . . . :
XFH-ST20-100 X X Avoid cavities and protrusions to ensure the floating function works properly.
Workpiece with 2L Workpiece with
BT Shank Type cavities protrusions
Target brush Diameter for the Maximum Length under b » v
DS code XEBEC code diameter sleeve shank rotational speed gauge line Fig
(mm) (mm) (min") (mm) 504
¢ 6 @ 6 (with ¢ 6 bush) 10000 67.4
XFH-BT30 FH-BT30 ¢ 15 @ 6 (with @ 6 bush) 6000 75 13 o4
¢ 25 ¢ 8 5000 “Z-“ s
— 125.4
¢ 6 @ 6 (with @ 6 bush) 10000 1234
XFH-BT40 FH-BT40 ¢ 15 ¢ 6 (with @ 6 bush) 6000 60 14
0 25 v 8 5000 FH-ST12-SL10
. . A q Load by stroke (N)
#p6 bush is available separately. ® et aEe Outer diameter Spring constant Overall length
“*Please refer to P. 20 for the spring load. © Gy (N/mm) Gy Omm 6mm
946 963 Standard spring (Installed) 10 0.3 40 4.5 6.3
Fita Low-pressure spring (Attachment) ¢10 0.3 30 1.5 3.3
: Fig13 ig
Precautions for Use (XFH-BT30) (XFH-BT40) High-pressure spring (Attachment) 910 0.55 39 7.2 10.5
« Approach the tool vertically when making it engaged with workpiece. ) N
* It can not be used if there are intermittent machining or protrusions. Maximum load spring (Sold separagely) 910 3.03 30 15.2 33.4

« Using on horizontal machining center, it may not function when spring load is low.

XFH-ST20-60/100 XFH-BT30/40

Load by stroke (N)

Load adjustment Adjustment Screw Position

Oomm 6mm
Standard Float 2 6 When load adjustment screw 2 is at the end of the shaft.
Higher Float 6 10 When load adjustment screw 2 is at the back of the shaft.
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Compatible with |: ‘
Patented
XEBEC Brush Surface (96 - 40) How to Use

Automatically adjusts the Brush protrusion length with . .
the built-in gear mechanism. Mount the Rack Gear inside the machine.

Helps prevent human errors and achieve consistent The Brush projection length is adjusted by rotating the Side gear built inside the Sleeve with the Rack gear.
machining performance.

[Function image]

Rack gear Side gear .
Rac gear\

EiAE
E Fb oo
Rack —_
Tool composition Applicable equipment ) ,
. ) . . . . The main body side gear and the
This tool consists of Sleeve and Rack gear. This tool can be used with a machine capable of precise control of rack gear are meshed.
Brush is available separately. the angular position of the Sleeve. X . )
As shown in the figure above, the main
Rack gear ﬁ &% body passes through the rack.
& )9
]
Machining Special Robot
center machine
Sleeve outer | Outermost Shank Overall Shank Main body Maximum 9Ds
Target brush " A . H H . H—'%
DS / Xebec code diameter Dc | diameter Dc | diameter Ds length L lengthls weight rotational Fig . .
(DS / Xebec code) prece! e et o s it choed(mim) [ Brush projection length
A13-CBO6M .
S . . . . . . . .
XP-AUTOSM A11-CBO6M 0142 037 010 1241 25 220 10000 15 It is possible to adjust the Brush projection length in increments of 0.05mm. In one single pass,
A21-CBO6M . . .
it is possible to make an adjustment of up to 1Tmm.
A32-CBO6M | | ) ] ) . )
A13-CB15M This allows adjustments be made at a predetermined interval corresponding to the tool wear.
XP-AUT15M A11-CB15M ¢23.4 037 ¢ 10 136.3 35 270 6000 15 | 0| L
A21-CB15M
A32-CB15M
A11-CB25M ®
XP-AUT25M A21-CB25M ¢34.6 ¢ 60 916 189 41.5 795 5000 15 =
A320CB25M
A11-CB40M
XP-AUT40M A21-CB40M ¢ 50 ¢ 60 P16 189 41.5 910 3000 15 J
A32-CB40M
¢Dc
Fig15 ¢Df
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Compatible with

XEBEC Brush Surface

XEBEC Self-Adjusting Sleeve
Compact tool holder whose length under the gauge line is XEBEC Floating Holder
23.5mm (including bush flange thickness 1.5mm).
Optimal when available space is limited.

E2IE
Website % 3 / XEBEC TECHNOLOGY English
b

DS code XEBEC code T bl
XSH-BT30 SH-BT30 920
“For use with XEBEC tools only
Tool outline 704 | Applicable equipment

This tool can be used with machine tools that are compatible
with BT30 shanks.

Compatible with
XEBEC Brush Surface (¢15 - 100)

Tool to adjust Brush projection length easily.

c di hdi Size of built-in
DS code XEBEC code orresponding Brush diameter hexagonal wrench
(mm) (mm) i'p'
XBLA XP-EZ-001 @15/ @25/ 940 / 960 / 9100 15, 2.0
How to use

1. Move the brush rest using adjustment knob to set the amount of brush projection.
2. Tighten the fixing nut.

3. Hold the unit in one hand, and align the sleeve rest with sleeve tip.

4. Loosen the screws to allow the brush to drop to the brush rest.

5. Tighten the screws to secure the brush in place.

Sleeve rest
Brush rest

Fixing nut

Adjustment
knob
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Spherical deburring cutter and custom-made tool path

XEBEC Back Burr Cutter and Path™

“There must be a way to automate cross hole deburring”

We embarked on the challenge to find the solution to a problem that remained unsolved
as we promoted automation of deburring. The goal was to deburr complex shaped
edges without scratching adjacent surfaces. Our solution combines technologies from
two different fields; optimal tool geometry ideal for deburring, and generation of ideal
tool paths that inhibit secondary burrs. This product symbolizes our approach of
focusing on solving a problem, without any emphasis on what categories of technology

to use. !

Tel: 01293 774911 email: sales@drill-service.co.uk | 26

An innovative CNC crosshole deburring solution, which, in combination with the spherical deburring
cutter and the custom-made Path (NC tool path), enables high-speed, high-precision deburring of com-
plex 3D-curved edges, while maximizing tool life. The Path can be used right away after adding it to the
NC program, greatly saving your time from having to create the optimal toolpath.

XEBEC Back Burr Cutter XEBEC Path
Made of micro-grain cemented carbide and coated with AITiCrN, the highly durable and Custom-made NC tool path
heat-resistant tool features a blade design specially optimized for deburring that
maximizes cutting performance, while inhibiting formation of secondary burrs. Capable
of deburring workpieces made of a wide range of materials, from non-ferrous metals o e TN A e L S P R B ) mn
such as aluminum alloys to difficult-to-cut metals such as titanium. —'l-'-E'I" S i i A i i -
| File Edit Formai View Heip
I IMNER- 1031 . ~2018. -T5, 8~4R-80. ~E0) -
- et - [EDGE BREAK AMOUNT 0,70)
S —— I_I.lLJF-EF! EDGE)
[ INC}
(DN T
§ X0 000D, 00020, 000
N W0, DOONT, D002 -7 . 085
§ %-0.000Y-5. 4680, 000
¥, 79290, 04270, 030
M. 776V, 12470 . 088
A0, 74990, 20270, 139
80, a0, 27400, 170
High quality Long tool life

Optimized tool path and ideal approach angle achieve uniform

edge break lengths, while inhibiting formation of secondary burrs.

Before After

XEBEC Path includes a set of five toolpaths corresponding to five
different edge break lengths. Refer to P. 29.

Super high-speed machining

Directly approaches the edges that need to be deburred, thereby
minimizing the cycle time (up to 10 times faster than conventional
tools)

Cycle time (s)
12

S S S S S
K Q@b S Q@b Q@°
& & 20 & 15
& ¥ 3 9 N
& & < & =
N 5 & & N
& & & & &
3>
7,0& & I g &
&
&
+ Material : SUS304

Planar hole : ¢8x10t

The continuous displacement of the contact point of the cutter
during machining increases the tool life many times over
compared to comparable tool solutions.

. Range of contact point
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Applicable burr size Burr root thickness |: App“cations ‘

Burr root thickness

of 0.2 mmorless —> |
Perfect for deburring both front and back of a drilled hole. (burrs of this size can i CNC deburring of valve CNC deburring of
be removed with - Bum Deburring was done with ¢2 industrial component Deburring by manual work,
fingernails) height . . ) N
—a chamfering, nylon brush and ¢3 tapping and air blowing. There
chamfering. 3-step deburring were two more processes
with a different tool for each necessary after
step, with a long cycle time. time-consuming deburring. A
long cycle time was a problem.

Material : Free-cutting steel
Previous process : Drilling

| Tool : XC-18-A
| Deburring is done with a single XEBEC Path for tap holes was
| ’ Cutter. Shortened the deburring Material : SUS304 introduced. Deburring time is
time by 9 secs. per workpiece. Previous process : Tapping shortened from 120 sec. to 40
Reduced the tool costs by Tool : XC-18-A sec. Manual work is no longer
Tool composition App|icab|e equipment reducing the number of tools. needed. Improved safety.
Spherical deburring cutter and custom-made tool Path. This tool can be used on equipment with 3-axis simultaneous control.
For information of custom-made Path machining program,
please refer to P. 29 - 30.
[ Machining Parameters
Machining Lathe (with milling . .
center function) Standard Machining Parameters
AITiCrN coated
Steel, stainless steel, cast iron, heat resistant allo Nonferrous metals
AITiC I‘N Coated DS / XEBEC code Cutter diameter | Tool Projection Number of Rotationgl Feed rate y Rotationgl Feed rate
DS / XEBEC code CuttDerdiameter Cutter radius Neck diameter Neck Length Overalllength | Shank diameter Number of Fig ¢Dc (mm) Length (mm) blades speed n(min) | Vf(mm/min) | speed n(min®) | Vf(mm/min)
c (mm) R (mm) dn (mm) L2 (mm) L1 (mm) Ds (mm) blades XC-08-AS-3F 0.8 3Dc 3 20000 1080 20000 1170
XC-08-AS-3F 0.8 04 ©0.48 3 60 ¢3 3 16 XC-13-AS-3F 013 3Dc 3 20000 1080 20000 1170
XC-13-AS-3F ¢1.3 0.65 ©0.78 5 60 ¢3 3 16 XC-18-AS-3F ©1.8 3Dc 3 20000 1080 20000 1170
XC-18-AS-3F ¢1.8 0.9 ¢1.1 6 60 ¢3 3 16 XC-23-AS-3F ©2.3 3Dc 3 15000 1350 18000 1710
XC-23-AS-3F 923 115 @14 7.5 70 ¢3 3 16 XC-28-AS-3F ©2.8 3Dc 3 12500 1800 15000 2520
XC-28-AS-3F 2.8 1.4 917 9 70 ¢4 3 16 Si gl?fiie XC-33-AS-3F 3.3 3Dc 3 10600 1890 12700 2250
sﬁgl‘;“é;; o XC-33-AS-3F 933 1.65 92.0 10.5 70 94 3 16 XC-38-AS-3F 3.8 3Dc 3 9200 2160 11000 2880
XC-38-AS-3F $3.8 1.9 92.4 12 70 ¢4 3 16 XC-48-AS-3F ©4.8 3Dc 3 7200 1980 8500 2880
XC-48-AS-3F ¢4.8 2.4 3.0 15 70 ¢ 6 3 16 XC-58-AS-3F ©5.8 3Dc 3 6000 1620 7000 2160
XC-58-AS-3F ¢5.8 2.9 ¢3.5 18 70 ¢ 6 3 16 XC-78-AS-3F ©7.8 3Dc 3 4500 1620 5400 1920
XC-78-AS-3F ¢7.8 3.9 ¢4.7 24 100 ¢ 8 3 16 XC-98-AS-3F 9.8 3Dc 3 3600 1320 4300 1560
XC-98-AS-3F 9.8 4.9 5.9 30 120 ¢10 3 16 XC-08-A ©0.8 5Dc 2 20000 600 20000 650
oDc XC-13-A ¢1.3 5Dc 2 20000 600 20000 650
XC-08-A 90.8 04 9048 5 60 @3 2 16 et XC-18-A 01.8 5Dc 2 20000 600 20000 650
XC-13-A 913 0.65 90.78 8 60 @3 2 16 XC-23-A 92.3 5Dc 2 15000 750 18000 950
XC-18-A 918 0.9 911 10 60 @3 2 16 Reaul XC-28-A 2.8 5Dc 2 12500 1000 15000 1400
XC-25-A 923 1.15 ®14 125 70 ¢ 3 2 16 L2 type XC33-A 933 5DC 2 10600 1050 12700 1250
Reqular igzzi $§:§ 1:25 I;:; 171‘: Zg $ i z 12 @dn XC-38-A 938 5Dc 2 9200 1200 11000 1600
type o oy i o) - - o3 5 ” v XC-48-A ©4.8 5Dc 2 7200 1100 8500 1600
: : - L1 XC-58-A ©5.8 5Dc 2 6000 900 7000 1200
XC-48-A 94.8 24 93.0 25 70 @6 2 16 XC-78-A ©7.8 5Dc 3 4500 1350 5400 1600
XC-58-A 95.8 29 935 30 70 @6 2 16 XC-98-A ©9.8 5Dc 3 3600 1100 4300 1300
XC-78-A 97.8 3.9 947 40 100 @8 3 16 XC-18-B 01.8 10Dc 2 2400 220 4400 220
XC-98-A 99.8 4.9 959 50 120 @10 3 16 XC-23-B 2.3 10Dc 2 3500 220 3500 220
R ois Y il — = oil P o XC-28-B ©2.8 10Dc 2 2800 220 2800 220
238 023 1t oid — 0 oid > o straight XC-33-B 3.3 10Dc 2 2400 190 2400 190
258 028 Ta oi7 — - oi7 > o ¢Ds — type XC-38-B ©3.8 10Dc 2 2000 160 2000 160
TR 033 e 020 — s 220 > o o XC-48-B ©4.8 10Dc 2 1600 120 1600 120
Straight ST 036 o 024 — pe 024 > - ig16 XC-58-B ©5.8 10Dc 2 1300 100 1300 100
type XC-78-B ©7.8 10Dc 3 650 70 650 70
XC-48-B ¢4.8 2.4 3.0 — 105 3.0 2 17
XC-58-B 5.8 2.9 3.5 - 120 3.5 2 17 ¢Dc XC-98°8 998 10Dc 3 500 0 500 0
XC-78-B ¢7.8 3.9 04.7 — 150 04.7 3 17 j:*
XC-98-B 9.8 4.9 5.9 — 180 5.9 3 17 @ Uncoated | | s defined b ioles of
i iecti i # T rojection len; i in multi D r Diameter’
Uncoated [ | DS /XEBEC code | “eB S| MOREIon) | MMhbwe | st nemn | vicomm | +For he Swaight tybe th ol pojectonlenth mey bovaried.and
DS / XEBEC code Cutltjerdiameter Cutter radius Neck diameter Neck Length Overall length Shank diameter Number of e XC-08-A-N 908 5bc 2 20000 650 gz;‘gildn?::::;:gﬁj:{;:ﬁ;iﬁoaﬁ specified tool projection lengths can
c () R(mm) dn () L2 () L1 ) s (mm) blades @dn XCASAN 913 5be 2 20000 650 * Rotational speed and feed rates listed are to be referred to as a guide
XC-08-A-N 0.8 0.4 ©0.48 5 60 ¢ 3 2 16 1] L XC-18-A-N ©1.8 5Dc 2 20000 650 for initial machining. Adjust them as needed.
XC-13-A-N ¢1.3 0.65 90.78 8 60 93 2 16 ™ XC-23-A-N 92.3 5Dc 2 18000 950 * In case vibration or abnormal noise is detected, lower the rotational
XC-18-A-N ¢1.8 0.9 911 10 60 ¢ 3 2 16 XC-28-A-N ©2.8 5Dc 2 15000 1400 speed and feed rate by the same rate.
XC-23-A-N ¢2.3 1.15 ©1.4 12.5 70 ¢ 3 2 16 Rig;'éar XC-33-AN 933 5Dc 2 12700 1250 *If the max r_otational speed or feed rate of the machine is below the )
XC28AN 028 12 017 15 70 04 Py 16 38 AN 038 e 2 11000 1600 fsge::waect;fel,lsszz(’i):gi:i lower them both at the same rate to be within
Rt:g;éar XC-33-A-N ¢3.3 1.65 ©2.0 17.5 70 ¢4 2 16 XC-48-A-N ©4.8 5Dc 2 8500 1600
XC-38-A-N $3.8 1.9 2.4 20 70 ¢4 2 16 XC-58-A-N ©5.8 5Dc 2 7000 1200
XC-48-A-N ¢4.8 2.4 $3.0 25 70 96 2 16 oDs [ XC-78-A-N ©7.8 5Dc 3 5400 1600
XC-58-A-N $5.8 2.9 $3.5 30 70 96 2 16 XC-98-A-N ©9.8 5Dc 3 4300 1300
XC-78-A-N ¢7.8 3.9 04.7 40 100 ¢ 8 3 16 Fig17 )
XC-98-A-N 9.8 4.9 ©5.9 50 120 ¢10 3 16 % EI_,.
Precautions for Use Caution =
« XEBEC Back Burr Cutter is designed for « Turn on advanced preview control of the machine tool helps to reduce errors in
NC machines. Never use it as a hand tool. contouring the edges to be deburred.

* The processing error of the hole position must be kept as small as possible.
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Patented

An integral component of this deburring solution, XEBEC Path is a custom-made
NC tool path that ensures optimal performance of XEBEC Back Burr Cutter

01,020 FdgeBreskAmount - Notepad — = IET

§ File Edit Format View Heip

I [MNER-1031 . -2018. -T5, 3-AR-80, -E0) -
[EDGE EREAK, AMOUNT 0,720)

ILPPER EDGE)

[ INC)

(DCWH CUT

§ 0. 000D, 00020 . 000
§ 0. 000Y0, 002 -7 085
§ *-0.000Y-6. 46850, 000
W0, 770, 4270, 030
N0, 77EYD, 12470 0ag
o0, T4EY0, 20270, 139
o0 TN 2740 178

Standard Path

For predetermined set of commonly encountered cross hole configurations shown below,
standardized Paths are readily available.

Quotation will be submitted soon after you apply for a Standard Path via the
Online Application Form detailed on Page 30.

! !

Orthogonal Off-center Angled Broken Slotted hole Planar hole
cross hole cross hole cross hole cross hole

Deburring amount and allowable cumulative error

Cutter Edge Break Length (mm) Max Allowed
DS / XEBEC code diameter Dc Accumulated . .
(mm) ® @) ©) @ ® Variance (mm) Deburring amount means “a width of
XC-08-AS-3F/A/A-N 90.8 0.02 0.04 0.06 0.08 0.10 0.03 an edge after deburring”.
XC-13-AS-3F/A/A-N 01.3 0.04 0.06 0.08 0.10 0.12 0.05
XC-18-AS-3F/A/B/A-N 018 0.07 0.09 0.11 0.13 0.15 0.08
XC-23-AS-3F/A/B/A-N 923 0.07 0.09 0.11 0.13 0.15 0.09 Deburring
XC-28-AS-3F/A/B/A-N 92.8 0.08 0.11 0.14 0.17 0.20 0.10 K amount
XC-33-AS-3F/A/B/A-N 933 0.08 0.11 0.14 0.17 0.20 0.11
XC-38-AS-3F/A/B/A-N 938 0.09 0.13 0.17 0.21 0.25 0.12
XC-48-AS-3F/A/B/A-N 048 0.10 0.15 0.20 0.25 0.30 0.15
XC-58-AS-3F/A/B/A-N ¢5.8 0.10 0.15 0.20 0.25 0.30 0.18
XC-78-AS-3F/A/B/A-N 07.8 0.10 0.15 0.20 0.25 0.30 0.18
XC-98-AS-3F/A/B/A-N 09.8 0.10 0.15 0.20 0.25 0.30 0.18

Standard Path for Tapped Holes

Standardized Paths are readily available for
metric thread sizes ranging between M3 and M24.

Tap size Lo aCair d%n:i De De(%qm)cg
M3 XC-23-AS-3F/A/B/A-N ©2.3 0.11
M4 XC-28-AS-3F/A/B/A-N ©2.8 0.14
M5 XC-33-AS-3F/A/B/A-N ¢3.3 0.14
M6 XC-38-AS-3F/A/B/A-N ¢©3.8 0.17
M8 XC-48-AS-3F/A/B/A-N ©4.8 0.20
M10 XC-58-AS-3F/A/B/A-N ¢5.8 0.20
M12 XC-78-AS-3F/A/B/A-N ©7.8 0.20
M16 - 24 XC-98-AS-3F/A/B/A-N ©9.8 0.20

Tel: 01293 774911 email: sales@drill-service.co.uk

XEBEC Path All Edges

Tool Path customized for extremely complex edge profiles.

/‘H\.\ _.r"f ! W

[ How to Order

Standard Path

STEP 2

Quotation

You can check whether XEBEC Back
Burr Cutter and Path can be Send your order to our distributor in

i i M CE N L e 7 your region after confirming the
implemented on your workpiece and submitting your contact information.

machining equipment. details.
The result is immediately available.

*Online Application Form .

Visit the Online Application Form for assessment and to submit a request for quotation. All you
need to dois to enter a few dimensions including hole diameters and to specify the orientation of =
the workpiece inside the machine.

*To request XEBEC Path All Edges, please contact us.
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XEBEC Ceramic Stone™

—
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I

“His dream will come true”

The founder of XEBEC Technology founded the
company, recognizing the immense potential of an
invention by a childhood friend, the ceramic stone
that does not break, crack, or chip, which can be
formed into various shapes. Aiming to make it the
bestin the world, the company endeavored to develop
ceramic fibers ideal for polishing in joint effort with a
material manufacturer. The ceramic stone became
our first patented product with an original structure
that maximizes strength and polishing performance.
XEBEC Ceramic Stone dominates the market share for
polishing ribs and bosses of metal molds and other
surfaces with small gaps and openings, making
manual deburring safe and efficient.

XEBEC Ceramic StoneT'M

= |
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Patented

Applicable burr size Burr root thickness

Tel: 01293 774911 email: sales@drill-service.co.uk

Applications

Burr root thickness
of 0.2 mmorless —> | . . .
Ideal for deburring and polishing front and back of cross holes, grooves and areas that are deep (burrs of this size can i Deburring of a pipe part Deburring of a hole
inside the workpiece. The spring steel flexible shaft absorbs vibrations which makes soft be removed with Burr for aircraft (cross hole) in agroove
contact with the surface possible. fingernails) height
Deburring with a rubber Deburring with a disk-shaped
grinding stone on a rotary tool. grinding stone with a shaft. It
) -I ) i Finish quality varied depending was difficult to approach the
on the workers’ skill. It took 40 spot with the shaft too short
min to remove burrs from 16 and the tool had a short life.
cross holes.
Material : SUS Remove burrs by contouring by Material : SCM Easy to approach the groove
4 m Previous process : Drilling inserting the Stone in the cross Previous process : Drilling with the disc type Stone with a
CH-PM-6B Tool : XCHB-06PM holes and pulling it out. Finish Tool : XCH-PM-14D long shaft. Compared with the
= - quality is uniformed, and grinding stone that was used
: ' deburring time is shortened. before, the ceramic fiber Stone
lasts longer and does not need
to be replaced as frequently.
AppIicabIe equipment Improved cost efficiency
This tool can be mounted on equipment which can control the rotational speed. asonly the stone need to be
replaced.
7N
L]
Rotary tool Machining Lathe (with milling Special Robot HOW to use
(electric) center function) machine
Ball type All surfaces of the ceramic stone is abrasive and all of them can be used for deburring and polishing.
__ : - — i i
EaUensort | s code | XEBEC code | Mea0size | gShort. | aohotte | YL | rorainaiecesd | rorstom peed | o Q @* Ball type Cylinder type Disc type
(mm) (mm) (mm) (min™ (min™ H
XCHB-03PB CH-PB-3B ¢ 3 915 | ¢ 3 70 | 5000 - 8000 15000 18
#800 XCHB-04PB CH-PB-4B o 4 915 | ¢ 3 70 | 5000 - 8000 13000 18
(Blue) | XCHB-05PB CH-PB-5B ] 915 | ¢ 3 70 | 5000 - 8000 12000 18
XCHB-06PB CH-PB-6B ) 915 |¢ 3 70 | 5000 - 8000 10000 18 <
XCHB-03PO | CH-PO-3B ¢ 3 915 |¢ 3 70 | 5000 - 8000 15000 18
#400 XCHB-04PO CH-PO-4B ¢ 4 ¢15 | ¢ 3 70 5000 - 8000 13000 18 A °2:3 15
(Orange) | XCHB-O5PO | CH-PO-5B ] 915 |¢ 3 70 | 5000 - 8000 12000 18
XCHB-06PO | CH-PO-6B 9o 6 915 | ¢ 3 70 | 5000 - 8000 10000 18
XCHB-03PM | CH-PM-3B o 3 915 |¢ 3 70 | 5000 - 8000 15000 18
XCHB-04PM | CH-PM-4B ¢ 4 915 | ¢ 3 70 | 5000 - 8000 13000 18 L L
XCHB-05PM | CH-PM-5B ¢ 5 915 |¢ 3 70 | 5000 - 8000 12000 18
XCHB-06PM | CH-PM-6B 9 6 915 | ¢ 3 70 | 5000 - 8000 10000 18 B R L M
#220 XCHB-10PM CH-PM-10B ¢ 10 915 |¢ 3 70 | 4000 - 5000 6000 18
(Gray) XCHB-03PM-L | CH-PM-3B-L ¢ 3 015 | 3 150 - 1000 18
XCHB-04PM-L | CH-PM-4B-L ¢ 4 023 | ¢ 23 150 - 3000 19
XCHB-05PM-L | CH-PM-5B-L ¢ 5 ¢ 23 | ¢ 23 150 - 3000 19
XCHB-06PM-L | CH-PM-6B-L 9 6 923 | ¢ 23 150 — 3000 19 30 30
XCHB-10PM-L | CH-PM-10B-L | ¢ 10 ¢ 23 | ¢ 23 150 — 2000 19 F
eatures
Cylinder type
Equivalent grit | pg code XEBEC code | Headsize | shaft | shank 1Overal | rotananaieaced | rotormam ™ oo | Fig Th ; | flexible shaft absorbs vibrati hich mak £ ith th £ ible whil
Color (mm) A s | gt el tonals 03 = 3 = e spring steel flexible shaft absorbs vibrations which makes soft contact with the surface possible while
XCHR-03PB | CH-PB-3R ¢3x3 | ¢ 1.5 ¢ 3 70 5000 - 8000 15000 20 s TS preventing the Ceramic Stone to bounce around, thereby reducing the risk of scratching the workpiece.
(ﬁ?g) XCHR-04PB | CH-PB-4R ¢4x4 | ¢ 1.5 ¢ 3 70 5000 - 8000 13000 20 Fig18 Fig20 These benefits make this an optimal tool for polishing and deburring areas that are deep inside the workpiece.
XCHR-05PB CH-PB-5R 955 ¢ 1.5 R 70 5000 - 8000 12000 20 U__ v
XCHR-03PO | CH-PO-3R ¢3x3 ¢ 1.5 ¢ 3 70 5000 - 8000 15000 20
(o#:::ge) XCHR-04PO CH-PO-4R @4x4 ¢ 1.5 ¢ 3 70 5000 - 8000 13000 20 Fig19
XCHR-05PO | CH-PO-5R 955 ¢ 1.5 ¢ 3 70 5000 - 8000 12000 20 XCHB-04PM-L
XCHR-03PM | CH-PM-3R ¢3x3 ¢ 1.5 ¢ 3 70 5000 - 8000 15000 20 XCHB-05PM-L
#220 XCHR-04PM CH-PM-4R @4x4 ¢ 1.5 ¢ 3 70 5000 - 8000 13000 20 XCHB-06PM-L
(Gray) | XCHR-05PM | CH-PM-5R 95x5 | ¢ 1.5 | ¢ 3 | 70 | 5000-8000 12000 20 XCHB-10PM-L
XCHB-10PM-L | CH-PM-5R-C01 | 5x10 | ¢ 1.5 ¢ 3 70 5000 - 8000 12000 20
Precautions for Use r‘—jw e
The tool will be damaged when:  —— :‘: 2 ——
 processed beyond the maximum rotation speed
« used with a pneumatic tool
Disc type a x
Ceramic Stone Shaft
Equivalentarit | DS code | XEBEC code Hiiﬁ(x‘é}%iﬁ” sgggg%%} Fig DS code | XEBEC code dija:r;n%er ?({%,E' i rotmfﬁﬂ:rzﬁégeed Fig
#220(Gray)| XCH-PM-14D| CH-PM-14D|  ¢14x2 5000 |21 XCH-D-SH | CH-D-SH 2.3 78 | M2x6 5000 22 78

Precautions for Use -
Use the disc type by normal rotation (clockwise). If it is used by reverse & EI_,.
rotation, the screw will be loosened, and the Stone can be fallen off.

Trial set
The setincludes a disc type
Stone and a shaft.

®2.3 to ®3 Collet Adapter
Adapts the 2.3 shaft to fit on a rotary
tool that can hold ¢3 shanks.

Product code

RMP3024X

Product code
CHPM14D-SET

The tool will be damaged when:
* processed beyond the maximum rotation speed LI p23 LV
+ used with a pneumatic tool

Fig21 Fig22
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Applicable burr size Burr root thickness

[ Applications ‘

Burr root thickness
of 0.2 mmorless —> |
Suitable for use with pneumatic tools at high rotational speed (burrs of this size can i . . . .
P d P be removed with — Deburring of edges Deburring of parting lines
fingernails) : W -.\
T A file was used for deburring, A rotary bar was used because
- but it caused secondary burrs the burrs are large, but there
- and a quality problem. was a safety problem.
A
i
Material : SUS Secondary burrs are not Material : Aluminum Safety improved thanks to the
Tool XAX-PM-6T formed. Improved the edge Tool XAX-PM-6T abrasive stone. Improved work
quality. efficiency with high grinding
power.
EiE
= [ How to use
All surfaces of the ceramic stone is abrasive and all of them can be used for deburring and polishing.
. . Capable of withstanding high speed, it can be used with pneumatic rotary tools in addition to power rotary tools.
Applicable equipment
This tool can be mounted on a rotary tool.
Rotary tool Rotary tool
(electric) (pneumatic)
. : . : Overall Maximum
Equivalent grit Head Size Shank diameter | Head length N .
(Color) DS code XEBEC code G ) ) I(er:?‘r:; rotatéomr}i!speed Fig
XAX-PM-3R AX-PM-3R ¢ 3 ¢ 3 20 48 60000 23
#220 (Gray) XAX-PM-5RF AX-PM-5RF ¢ 5 ¢ 3 8 48 30000 24
XAX-PM-6T AX-PM-6T ¢ 6 ¢ 3 20 48 60000 25

93 — 95 96

8
20 o 20
48 48 48
3 = o3 =Y 3 I
Fig23 Fig24 Fig25
(XAX-PM-3R) (XAX-PM-5RF) (XAX-PM-6T)
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Battery-powered rotary tool that is useful at workstations where power supply is unavailable.
The handpiece is ultra-lightweight, ideal for manual operation without causing fatigue.

«f xeacc

I

| M2PIISTX
Maximum
DS / XEBEC code For use with rotat(ioqalfpeed Standard components
min™)
Handpiece with stand, controller
M2P33STX @3mm shank 30000 ON/OFF foot switch, power cable for charging

*Run length: about 5 hours by continuous use

Technical Information
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Reference data: Tool life
Materia: Aluminum die-casting
Previous process: Face milling

How to select Burr root thickness : 0.1 mm
Traveling distance : 1000 mm/pcs

Material : Carbon steel S45C
Previous process : End milling
Burr root thickness : 0.1 mm

. . . Traveling distance : 200 mm/pcs
Refer to the charts below and select the brush color based on the workpiece material, burr root thickness and surface roughness. 9 /p

Tool: XCBM-25A11 Tool : XCBM-25A21

Deburring Cutter mark removal and polishing Rotational speed: 4000 min” Rotational speed : 4000 min-'
Feed rate: 2400 mm/min Feed rate: 2000 mm/min
Resin Coppeif/Brass SopperfiiBiass Depth of cut: 1 mm Depth of cut: 0.5 mm
Aluminum Aluminum Used length: 50 mm out of 75 mm Used length : 50 mm out of 75 mm
. General steel ) General steel
Workplgce Stainless steel WOFkP'?Ce Stainless steel . .
material - material . Tool life: Tool life:
Heat-resistant steel Heat-resistant steel
Cast-iron Cast-iron 10 km 3km
=1 =1
Hard-to-cut material Hard-to-cut material 10,000 pes (10 km/1000 mm) 15,000 pcs (3 km/200 mm)
Micro fine burrs . =RaO1um
Burr Burr root thickness (= 0.1 mm) Achievable = RaO0.1pum L . . . . " . . . . .
hickness Burr root thickness (0.1-0.2mm) Surface *Tool life significantly varies depending on processing conditions, burr conditions (size and direction) and workpiece material.
¢ — roughness The above data is not guaranteed. Please use as a guide.
Brush A13(Pink) A11(Red) A21(White) A32(Blue) Brush A13(Pink) A11(Red) A21(White) A32(Blue)
(Color | . (Color | -
Grinding High Grinding High If th f h
power ig power ig € surrace roughness worsens
Select the appropriate Brush
Check the Brush color
The ability to improve surface roughness is inversely proportional to the grinding power, meaning that A13 (Pink)
achieves the best surface roughness, followed by A11 (Red), A21 (White), and A32 (Blue).
If burrs remain Make sure to select the appropriate Brush color based on the workpiece material and the target surface roughness.
If burrs remain even when the Brush is used for burrs in applicable size with .
; PP Reference data: .
recommended depth of cut, please try the followings: . A1 (Red) A21 (White) A32 (Blue)
Surface roughness after deburring 5052 Approx. Ra 0.6 prm, Rz 5.0 pm - -
H S50C — Approx.Ra 0.2 pm, Rz 1.6 pm —
1. Increase rotational speed <Usa0n - - Approx. Ra 0.3 um Rz 2.4 pm
Increase the rotational speed to the maximum.
Standard Maximum
Brush size (mm) DS code XEBEC code rotational speed | rotational speed
(min™) (min™) . f h
¢ 6 XCBM-06A13, XCBM-06A11, XCBM-06A21, XCBM-06A32 A13-CB06M, A11-CB06M, A21-CB06M, A32-CBO6M 8000 10000 To Improve surrace roug ness
¢ 15 XCBM-15A13, XCBM-15A11, XCBM-15A21, XCBM-15A32 A13-CB15M, A11-CB15M, A21-CB15M, A32-CB15M 4800 6000 Select the appropriate Brush
¢ 25 XCBM-25A11, XCBM-25A21, XCBM-25A32 A11-CB25M, A21-CB25M, A32-CB25M 4000 5000
¢ 40 XCBM-40A11, XCBM-40A21, XCBM-40A32 A11-CB40M, A21-CB40M, A32-CB40M 2400 3000 1. Check the Brush Color 2. Wet machining
60 XCBM-60A11, XCBM-60A21, XCBM-60A32 A11-CB60M, A21-CB60M, A32-CB60M 1600 2000 - . L. . . -
® The ability to improve surface roughness is inversely proportional to the The tool can be used for both dry and wet (oil-based and water-soluble) machining.
¢ 100 XCBM-100AM1, XCBM-100A21, XCEM-100A32 A11-CB100M, A21-CB100M, A32-CB100M 960 1200 grinding power, meaning that A13 (Pink) achieves the best surface Wet machining may improve surface roughness and tool life.
9125 XCBM-125A11, XCBM-125A21, XCBM-125A32 A11-CB125M, A21-CB125M, A32-CB125M 800 1000 roughness, followed by At (Red), A21 (White), and A32 (Blue).
¢ 165 XCBM-165A11, XCBM-165A21, XCBM-165A32 A11-CB165M, A21-CB165M, A32-CB165M 600 750 Make sure to select the appropriate Brush color based on the workpiece
¢ 200 XCBM-200A11, XCBM-200A21, XCBM-200A32 A11-CB200M, A21-CB200M, A32-CB200M 480 600 material and the target surface roughness. Example
Rotational speed : Rotational speed :
3. Increase the number of passes 4000 min” 4000 min”
* p Depth of cut: 0.5 mm Depth of cut: 0.5 mm
2. Check the rotational direction of the Brush 3. Change the Brush color When comparing in the same cycle time, increasing the number of Feed rate: 600 mmy/min Feed rate: 1200 mm/min
. * passes makes bigger difference than decreasing feed rate. Number of pass: 1 Number of passes: 2
For horizontal burrs, up cut is recommended so that the brush tip pushes up Change the Brush with higher grinding power.
the burrs. The grinding power of the Brush: Blue > White > Red > Pink

Make sure to select Brush color based on the workpiece material and burr root thickness.

If the edge is too rounded

Since the Brush rubs off the edge, it is not possible to remove burrs without rounding the edge (make a sharp edge).
To improve edge sharpness, please try the followings:

1. Increase feed rate

To make a sharp edge, increase the feed rate in 1,000 mm/min increments within the range where burrs can be removed.
Increasing the feed rate also helps to reduce the cycle time.

2. Decrease rotational speed 3. Check the Brush color

Decrease the rotational speed in 10 to 20% increments within the range The grinding power of the Brush : Blue > White > Red > Pink
where burrs can be removed. Select Brush color based on the workpiece material and burr toot thickness.
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How to select

Refer to the chart below and select the brush color based on the workpiece material and burr root thickness.

How to select

Refer to the chart below and select the brush color based on the workpiece material and burr root thickness.

Tel: 01293 774911 email: sales@drill-service.co.uk

Resin Copper, brass Resin I Copper, brass
Aluminum Copper, brass I Stainless steel
General steel Workpi Aluminum
. - orkpiece =
Workplgce Stainless steel mateprial Heat-resistant steel
material Heat-resistant steel Cast-iron
Cast-iron Hard-to-cut material
Hard-to-cut material Burr Micro fine burrs
Burr Micro fine burrs thickness Burr root thickness (£ 0.1 mm)
thickness Burr root thickness (< 0.1 mm)
: H Achievable = Ra01um
Achievable = Ra01um Surface = Ra 0.1lum
Surface = Ra 0.1um roughness
roughness
Brush A12(Red) A33(Blue)
Brush A13(Pink) A11(Red) A21(White) A32(Blue) (Color) I |
(Color) [ M A34(Drak blue)
Grinding High
power Grinding High
power 9

If burrs remain Reference data: Tool life

If burrs remain even when the Brush is used for burrs in applicable size Material: Carbon steel S45C

with recommended rotational speed, please try the followings: Previous process: Drilling
Burr root thickness: 0.1 mm

1. Check the Brush color. Hole diameter:

Main bore ®10 mm

2. Increase the rotational speed to the maximum. . .\~ -

3. Increase the number of pass. o0l XCHM-05A12

Rotational speed: 10000 min™'
Feed rate: 300 mm/min
Depth of cut: 1Tmm ooy
Used length: 10 mm out of 50 mm FoooN t l

4. Decrease the feed rate.

To extend tool life

If tool life is short even when the brush is used for burrs in applicable Tool life: 4500 holes
size, please try the followings:

* Tool life significantly varies depending on workpiece
material and processing conditions. The above data is

1. Decrease the rotational speed.

not guaranteed. Please use as a guide.

2. Increase the feed rate.
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If burrs remain

If burrs remain even when the Brush is used for burrs in applicable size
with recommended depth of cut, please try the following:

Increase the feed amount in 10 to 20%
increments

To extend tool life

If the tool life is short even when the Brush is used for burrs in
applicable size with recommended depth of cut, please try the
following:

Increase the feed rate in 10 to 20% increments

Reference data: Tool life

Material: Carbon steel S45C
Previous process: End milling

Burr root thickness: 0.1 mm
Traveling distance: 120 mm/pcs

Tool: XW-A11-50

Cutting speed: 250 m/min
(Rotational speed: 1600 min™)
Feed per bundle: 0.7 mm/bundle
(Feed rate: 7000 mm/min)

Depth of cut: 0.2 mm

Used length: 10 mm out of 13.5 mm

Tool life:
600 m
5000 pcs (600 m/120 mm)

* Tool life significantly varies depending on workpiece material and processing conditions.

The above data is not guaranteed. Please use as a guide.

Maintenance

Schedule a regular maintenance of cleaning and greasing sliding parts to ensure smooth movements and

functioning. Recommended grease: Lithium soap grease (NLGI Grade #2).

Tel: 01293 774911 email: sales@drill-service.co.uk

Precautions here in described are made available for the products to be used safely and to prevent injuries and/or damages from occurring to others. In
order to specify the level of severity and urgency, they are classified as “warning” and “caution”. Be sure to observe the contents as all are related to safety.

& Warning

Wear safety glasses, protective gloves and masks when processing the tool. Wear clothing with long sleeves or other clothing that does not expose the
skin, and fasten the cuffs and hems tightly.

Install covers on the machine tool and special-purpose machine, and use them while they are protected safely with the covers. Implement sufficient
safety measures in order to ensure one’s physical safety in the unlikely event of fragments scattering.

Cutting particles and burrs may scatter within the work area as the brush rotates: please stay clear of this area.

The work area is hazardous in case fragments or cutting particles scatter, enclose the work area to prevent other people from entering, or have people
around the area wear protective equipment.

- Fragments and/or cutting particles can get into the eyes and cause loss of sight in the worst case.
- Fragments and/or cutting particles pierce skin of workers and cause injury.
- Dust generated from processing can cause lung damage, irritate skin, and bring on allergic reactions.

A Cautions

If the dust collection and cleaning are insufficient, dust may adversely affect the sliding parts of machine.

There is the risk of operator loss of sight or injury resulting from the product detaching from the processing equipment, bristles breaking off, workpieces
breaking, etc.

There is the risk of operator loss of sight or injury resulting from the product detaching from the processing equipment, bristles breaking off, workpieces
breaking, etc.

Usage over maximum rotational speed may cause the risk of operator loss of sight or injury resulting from bristles breaking off, workpieces breaking, etc.

44




45 | www.drill-service.co.uk Tel: 01293 774911 email: sales@drill-service.co.uk | 46

About XEBEC History

“XEBEC Stone™ Flexible Shaft Disc Type
was released.

Renewed the company brand.
“XEBEC Brush™ Crosshole Extra-Large”

was added to the lineup.
XEBEC Back Burr Cutter and

Path was awarded No. 1 of «
Product of the Year” in “Best of

Since 2002, XEBEC has been proposing “Automation of Deburring” worldwide. Industry Award” (Germany)
(Awarded No. 2 in June 2019)

Today, we are challenging to minimize lead time which takes to solve deburring problems as close to zero by
“XEBEC Brush™ Wheel Type” was released.

“Deburring Productivity Day”
was established.
“XEBEC Back Burr Cutter and Path™” was released. (Certified by Japan Anniversary Association)

making the best of our knowledge and experiences.
“Change the myth of deburring enhance the value of the finishing process.”

“Creating the world where people can use their talent in creative fields.” “XEBEC Plus Engineering Center”

“XEBEC Self-Adjusting Sleeve™” was released. was established in Okazaki City,
This is what XEBEC will strive for. Aichi Pref.

Mobile Micromotor System” was released. At e Bl Memes crnat

Award Selection 100 of the year 2014 by the
Ministry of Economy, Trade and Industry

XEBEC’s 3 innovations The headquarters were moved to 1 Chome,

Kojimachi, Chiyoda-ku, Tokyo.
Technology Innovation In order to provide essential and overwhelming solutions, we will continue technological

innovation through the integration of scientific technologies, from material to software and

“XEBEC Brush Length Adjustment Tool™” was released.
hardware.

“XEBEC Plus R&D Center” was established
in Ota-ku, Tokyo.

Process Innovation We will continue to offer the best and innovative methods beyond the established concepts for E/Aegf:li'cta"l Ma|1<1:h|n!ng Centte:j\;\/as introduced.
all business such as marketing, manufacturing, sales and delivery. itionati-axis mounte
“XEBEC Floating Holder™” was released.

“Test cut room” was established at the head office.

Precision Management We will continue to focus on quality and precision management in all aspects, including SCARA robot was introduced

consistent product quality, shipping accuracy and swift and careful customer support. “XEBEC Stone™ Mounted Point” was released.

Norihiko Sumiyoshi assumed as the president and CEO.

“XEBEC Stone™ Flexible Shaft” was released.
“XEBEC Brush™ Crosshole” was released.

Corporate Outline

“XEBEC Brush™ Surface” was released.

Corporate Name XEBEC TECHNOLOGY CO.,LTD. Location Head Office
Fuerte Kojimachi1:7 Building 4F, 1-7-25, “XEBEC Ceramic Stone™
Incorporated June 3,1996 Koujimachi, Chiyoda-ku, Meister Finish” commenced
Tokyo, 102-0083, Japan in earnest.
Main Business Development, manufacturing and sales of

industrial tools for deburring, polishing,

Certified as an authorized corporation by the Ministry of Economy, Trade and Industr
chamfering, and surface finishing. TEL.+81-3-3239-3481 P i Yy Y, Yy

SR RS S S under the Act on Temporary Measures for Facilitating Specific New Business.

Capital 99 million Japanese Yen

XEBEC TECHNOLOGY CO.LTD was incorporated.
Founder Takehiko Sumiyoshi

President & CEO Norihiko Sumiyoshi
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