SUGGESTED OPERATI NG PARAM ETERS

80 Grit 120 Grit 180 Grit 320 Grit

6500 i 6250 ; 4000 j 3500 ,
""""""""""""""" ssgo 0 ssee | son T o0
"""" 2(5’66"'"["'"h’éé‘d""’}"’""3'566""']""":iéb'd"""i

|58 B me 0w s s

 aEm e S
135013001250 """" 1 200

The speeds listed in the table above are a guide to be used in establishing the optimum operating RPM. Many factors
affect optimum RPM including the brush diameter, trim length, filament diameter, fill pattern, cut depth and if the
brush is being run dry or with fluid. The maximum RPM marked on the brush may not be the optimum working
speed. It is recommended to stay under 2,500 SFPM in dry applications and 3,500 SFPM in wet applications.

A 150mm diameter brush running at 1400 RPM is much more effective than one running at 2800 RPM.
Excessive speed, especially with longer trim length, causes the filament to flair and bounces off the work

piece. Coarse grit filaments can spin faster than fine grit filaments without flaring. Turbine style fill can spin

faster than dot style without flaring. Filaments used with coolant can spin faster than dry applications

without overheating and smearing. Typically, higher spindle speeds improve the finish and lower speeds :
enhance deburring. 2

BRUSH STYLE CUT DEPTH MATERIAL FEED RATE
Dot Style } .015-.150 NontFegouss = = | 80in/min.
TurbmeStyle ________________ 004—093 East Iron 60 in./min
"""""""""""""""""""""""""""""""" Mild Steel and Ductile Iron | 50in./min.
Cut depth should be set up to 10% penetration of o s e o s e
the available trim length on the finer filament grits _S,F?!r,]!?,sf ,afl,d, AU,O,YECE?I_% _________ 30|n/rn|n _____
(180, 320) and up to 5% penetration on coarser Titanium and High Nickel Alloys | 30 in./min

grit filaments (80, 120). Dot Style brushes can be
set for a deeper penetration than Turbine Style
brushes. Spindle speed is usually decreased with
increased depth of interference so the filaments
can conform smoothly to part contours.

Feed rate is affected by many factors including
burr size, work piece material, surface contours
and finish requirements. Contoured surfaces are
processed at slower speeds and greater depth of
interference than flat surfaces. Starting feed rates
between 30ipm and 80ipm are recommended but
the final feed rate is application specific and must
be developed through deburring trial.
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