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Faik, BEEEERNIAIKE SN SAFER;
SR AR T 157 E 8 FE iAHRCO0FE RO o

N o ok~

0::
NSETINE]
ERFAH
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YR E Ve 50-150m/min
EJI= 0. 05-0. 2mm/r
RERE 0. 005-0. 02mm

EAE (BE#E) 0.01-0.5mm
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MIS% HEH

YIHIRE Ve 50-150m/min 75 T1HE 12/16/20/25/32mmZ
ETIE 0. 05-0. 2mm/r HEW VDI /HSK/BMTZ&
RERE 0. 005-0. 02mm M AFER R1.0/1.2/1.5/2. Omm
EANE (HEHE) 0.01-0.5mm EGFHK L/R
SER 25 ﬂ%ﬁlﬁ 0/15/30‘/4512 -
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ERIAFEER R1.0/1.2/1.5/2. Omm
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AR2. 0,
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IR E Ve 50-150m/min
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RERE 0. 005-0. 02mm
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JTIE &R

DAL ®20/25/32mm
HEW VDI /HSK/BMTZ5
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YIHEE Ve 50-150m/min
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ROLL BURNISHING TECHNOLOGIES

SEZERE - SYRAMITBEEDR

SIBEZROLLRETIZFMALYIRIREREM TALXMMATHNER TR, ERFREOIEIRD ~EBULTR, &
TITHiERIEE. THRTBESIAIERNMIE, MEE. MERE. MESMHMERIRES. RERETNEE ZN
Rz, RE. BRE. REST. EFTIL.

1. MREEEMEREE, FELERE—REENAEERTEEREMRa 3.2umERKEE0.4-0.042 18,

2 EFRIAEE ( AERTRTALMIMEERET ) , EEENEEREN, RAHEHAEL2£0.0025mmELR, #iBSEER%0.5mmAhA,

3. REHE, BRMAE. EEMIEFCEESIMIM/10—1/20 TEEEETAEE SHAEE LMEERINE. 2. 6. 8K,
HiEER, MIA0E), TEREGE (ABERIELEARAR) , HAUKHAER, AREREICES, HEHRARE.

4. FEEMIRNFERETEEAREHV40ES, FEHEFEEHIEMN30%, #r=RH{EREGEEaESEIRAMER,

5. FHRERIER TEEHRCAOLIAKEBMT, $hABKEERINITRHRCES,

6. I TRIAUSEER, FA{RMSERE TR, Bt LAEBMERETMNT, B2EINSEMITENESN" RN REERE, EEE
ATEMR. (EREHUE B AR hEIER, @ ER e A ey nsesd, SEvURmEdE, theis : 7RE, \YTH
SELNHihE 3242 R 25 i )

7 RERNILEREERRIIN, NN, Ait. BTFERRAERSERESTEMN T AN TR GANMNRER R, M TE
BEMTAMNMIE, FESFLEEOHBELEETMAEBS, NAAEESIRFNINTER,

-

. Reserved amount of metal rolling surface, rolling tool can make just one coining surface roughness Ra 3.2um or so down from between 0.4-
0.04.

2. Has a tuning device (only for bore and OD rolling knife), rolling in a reasonable margin, the size can be controlled within the tolerance

0.0025mm, tuning range of up to about 0.5mm.

3. To improve efficiency and reduce costs. Rolling process takes only 1/10-1/20 grinding, tool clamping in any rotation of the feed device can be
used (eg: turning, milling, drilling, boring machines, CNC lathes, machining centers, etc. ). Tool is simple (no training of professional and
technical personnel), and long-term use, simply replace the rotating parts accessories, maintenance costs low.

4. Rolled products after processing can improve the surface hardness HV40 so, while fatigue strength increased by 30%, so that the product life

and performance is greatly improved,

. Roller rolling hardness HRC40 applies only within the metal processing, diamond ball rolling can be processed to HRC85.

. Processing required cooling and lubrication, the working fluid with low viscosity oil. Theoretically also can be processed without lubrication,
but considering the affects tool life and surface roughness of the product, it is recommended to use the working fluid. (When used in CNC
machine tools refueling of cutting fluid, when used in an ordinary machine steel plus diesel oil, kerosene oil increases aluminum, 3:7 mix ratio,
copper pieces available sewing machine oil or 32 # transformer oil)

7. Before rolling the hole wall should have a deeper marks, knife pattern should be uniform, relaxation. Preferably by lathe or boring machining

methods such as cutting point in a regular shape of the surface. Obtained by processing such as drilling processing surface irregularities,

after rolling, the projecting portion is not completely filling the concave portion, and thus can not get a good surface finish.

[=: 4]
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HIEZIRRINT] - FRIERE Rolling Tool Machining Principle

RER—MAVHEIMEEMI A%, HSTREMNRERESRERE, EAFE2RZ, EAIMESH, EeRREHABER

R, FEREARCEAMBNER, ERBEBNFER, FEARKENE, EEERERE, MRS T & RREHH E
T, W E ST R

Rolling the plastic is a non—cutting processing method, the high hardness of the roller rolling metal surfaces to produce plastic flow, fill
the concave valley surface roughness of the metal reduction, and to cool the surface tissue hardening and grain thinning, to form a dense

fibrous, and the formation of residual stress layer, the hardness and intensity, the metal surface to improve wear resistance, corrosion
resistance and fatigue strength.

NI /EIE Processing Schematic

E#E Roller

BEEMTIE

il Rolling machined surface

/‘EEE/ Rolling

b - i Ra0.2-0.05
\

14)m T @ Cutting plane

EGRA RN A
Compressive residual stresses

AFFFEERE A. Subject to rolling area

B.¥MTHXI Plastic deformation zone B.

KRR A &
Expansion of the residual stress K

| C.EBRXE C. smooth region
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RFLRAT]

A¥L;R3 7] Rolling Tool Within The Hole
B E T HREMAMEE N TFRa0. 1;

REBRE R, HESNINE R RIERRER

. WERETRAMELZ, FREMK;

. MINES, ES&TRMEES.

AW N =

" 1601 #B77 1601 Through Hole

L' 4
T & ‘

Processing part

INTEM. &R, ERF. @B, BY. &7 O REGEL.

Processing Case: cylinder block, connecting rod, valve,

K2 A Application
RFLIRSE

1602 E+.# 1602 Blind Hole

fn T &R
Processing part

MIEGHFRE, FIEhRE, BEE,

Processing Case: Bearing file, brake pump, pistons, etc.

rocker, and other through-hole rotor ...

1 TE¥MHEE Tools Plans

W EAAERINTISM :  Using the method and processing conditions:

1. EF#SFRENET, AR, TRAEIAERS, SZ2EA#0.00256mm, HEEE0.5mm,

2. BT AFERES. F. %, HEEMEIEE., MIhOEMEHI2E, TR, THA#ITRERMNI. BAITAEE, IHEEMI, TR
EmIFmPOES,

3. THuMARBHESR, —MEBEFLEN15%, FEXE, NERCEENHTRE, A TRREXERM,

4, IRIENRIEETRERBER ( EM. ZRHEH. BTHF ) o

1 push down a graduated aluminum, rotating around the same time, adjust the tool diameter, each scale is 0.0025mm, adjustment range 0.5mm.

2 the tool clamping in drilling, turning, milling, boring and CNC lathe, machining center spindle or tool holder. Tool rotates the workpiece does not move for right
rotation processing. Tools can also be fixed, rotating the workpiece machining, tool and machining center of the hole coincide.

3 must have sufficient thickness of the workpiece, generally should not exceed 15% of the aperture, if the wall is too thin, the wall thickness should be reduced prior to
rolling, or to support a peripheral-type frame.

4 According to the Ministry of machine selection tool clamping shape (straight shank, Morse taper shank, BT handles, efc.).

NI &%y : Processing parameters:

ITHER (mm) 4-15 16-25 26-45 46-75 76-100 101-140 141-200
FEEER (mm) 0.005-0.020 0.01-0.025 0.015-0.03 0.02-0.04 0.025-0.05 0.04-0.08 0.05-0.13
i#r/min 1200-800 1000-700 800-600 600-400 500-300 400-250 250-100
| 4 H Emm/rev 0.1-0.4 0.2-0.5 0.3-0.8 0.4-1.0 0.5-1.2 0.8-1.5 1.2-2.5 |
. BAERENMILEDA-500mmASRENE (BNATHEIFLED®35) , BILERENMIFLEDS.5-500mmAHREME. MMIXAEARILAESH, U
AR,
Roll Burnishing Technologies M- 3 a1 'Y F AR 35
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9]\‘?15;‘3%7] oD RO”II’]g Tool NA Application
1. NERBZILIT, HEIE R HERAERERT; IMEIRA

2. WHEHRERAAELZ, EREGK;
3. MIMES, EAaTAMEES.

1603 M7 &Y 1603 Stepped Diameter " 1604 Sl Eifid Y 1604 0D By Type

- mIE —7
Processing part Processing part

mI

MMIRG]: SAEF. WHEEFEMME. | MIRG: AHEERAMI, Bt EMTRKERSRE,
Processing Case: cylinder rod, such as a stepped diameter shaft pin Processing Case: through machining, machining length is

theoretically unlimited,

INI &% : Processing parameters:

THHRE(mm) 3-10 11-20 21-30 31-50 51-70 71-100

R ER(mm) 0.003-0.02 0.003-0.02 0.003-0.02 0.003-0.02 0.003-0.02 0.003-0.02 J
3% r/min 1200-900 900-700 700-500 600-400 400-200 200-100

45 Emm/rev 0.1-0.2 0.15-0.25 0.2-0.3 0.4-0.5 0.6-0.7 1:0=1.2 J
1605 5[ 7% k=L

MIG: FEF. SH. TONASH. BFHE, TREEFEKALER, FTTREBERER, EMIMERESN ITHEMTKESRZRS,
MIFEM: &3 b20mmA—RHE, 21— d40mm H—MKE,
Processing Example: Rod, guide rod, guide shaft printers, electronic shaft, etc., can be clamped in the lathe, but also according to

customer demand, custom diameter rolling plane, plus the length of the workpiece unrestricted.
Processing range: ¢ 3-¢$20mm as a specification, ¢ 21-¢$40mm as a specification.

Roll Burnishing Technologies M- 4 I 1E S B /AR 55
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#ERESRIET] Rolling Tool Taper Type
HERE—RBE, SR,

1606 /J#%H 1606 Within The Cone

Processing part

I RG] HEAHHE. KSEEL, AEETHA

Processing Case: pipe joint sealing surfaces, gas fittings, valve

body sealing surface

mI#E / /

OLL

ROLL BURNISHING TECHNOLOGIES

RF Application
HERZO

1607 #1EH 1607 Outer Cone

mIH

Processing part

MIRG: S, FRVEEHE, FREZE,

Processing Case: valves, oil machinery, assembly, flanges, etc.

WREDRHMIE, EZHE, MEEREER. #E, KERFERZRHME.

Is rolled over the machined surface, its tightness, wear resistance improved significantly. Taper length according to customer requirements

SEEEFTIFIat Rolling Tool
AXYEhE BB EREM T .

1608 “F#A 1608 Translational

MMIEG. FEE=. TEHENESTE.
Processing Case: flat flange mating surfaces of the gearbox

1609 *1#7 1609 Butt-Type

mIsm

Processing part

MITEG: BZEZFE. AESHEE. BE8EE. AFLEEESE.

Processing Case: coupling flange plane, valve sealing surface, clutch
plane, bore bottom plane, etc.

IABERERASMI PO EEM, SIHMIARER, HEEHNI, FTREEFBEIE,

Tools required clamping the milling or machining centers used the same way as with the vertical milling, lateral movement processing, can be

produced according to customer drawings

Roll Burnishing Technologies
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BRALRIET] Single Roll Rolling Tool Rif Application
ERTFSMIMEREMT 1. HERRA 4. SMNERA

2. FERA 5. HEEIRN
3. AFLEk

1610 ;%7 1610 Single Roll Type

FEEREER, B BELPRE
w, TMIsE. WwE. RE. A%
FHED., NE. REHTERER
£

&

In the lathe, by changing the shape
of the head roller, the outer diameter
can be processed, end, R side, inner
and outer seal groove surface,
inclined, the end face of the mirror

roll.

F: TRAmRASEHTASERE
#, RIXTHRCE5LL A # Rt ITIRE
, BENETRLIMHE, ATRIAK
|, ME. AFLMEEMT .

Note: The tool can also be diamond
roller ball tip replacement, material
can be less than HRC65 rolling, by

changing the angle of tool head can

be realized spherical diameter, bore

mirror—polished.

Roll Burnishing Technologies M-6 I 1E S B /AR 55
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JE#R1%itSpecial Applications
AIAZRPESITHISMIEFREALT R

Zfjl— CASE 1
ML ERGZEETE  Bore roller type rolling tool

TEEAMRE, ¥mMIFaAks. EROHEHE. EEMIERZ70mmEL LR
M7, FEFEfEREER, LEHRERL.

Tool versatility, for processed products specifications, there are a small number of
advantages. Suitable for processing more than 70mm diameter bore, lathes and boring
machines in use, you can track the Bottom floating.

Z{H|— CASE2
BRFLEMEL  Stepped bore composite -£F4« ‘ g
FEH, EAE. . TREBEPERSERA

+EESARRET . z I
More efficient and more accurate. Note: according to |
customer requirements bore + plane composite rolling
Yl
knife. : il
T
R FAE
7 e
\ 7 X

EWI=. CASE3
RALT kBLEETE Dilated rolling tool bore

HTAEEERHEEREEIAEMI&cBARS & L,
This tool than ordinary single-row roller rolling knife aside allowance can be

increased to more than double.

BIERRER S RIETLEE, EHEREER, BIbr~E=Ra.

1SR L AR R EIRE20% A,

2T RRMmELEER R ERE,

3.MIEEEREELEERIAFIRa0. lumblA,

Gradually rolling the ball in front of the hole wall, rear wiper rollers, the resulting three
effects:

1 fatigue strength than ordinary single-row roller rolling increased by 20 percent.
2 surface-hardened layer after processing of the material intensity.

3 after processing the metal surface roughness can reach Ra0.1um less.

Roll Burnishing Technologies M- 7 I 1E S B /AR 55
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JE#R1% It Special Applications
A AEFESITHEIIEFRRAR

| Z=HIPY CASE 4
AFLHETE Hole honing tool

MIHl: BYEF. SHALE,

MIFE: HRERES. & SRSNKL, TRERE, THRHRTMT,
Processing Example: electrical and electronic gear bore, etc.
Processing methods: direct clamping in drilling, turning, milling machines and other

mzchire tocss, ool rotation, the workpiece does not move for processing.

ITARBEERMHEEBRNED, WHETRTAWEEMVHIEDFEERERA K
(HERIFFK), AMEHRNITHEANLRY,

Tools using flexible self-centering device, the size adjustment by pressure adjusting
means and the cutting of the honing stone (or diamond bar), thereby controlling the
workpiece hole size.

W ZPIH CASES
FIHEXTE Scrape burnishing tool

mIFiE:
1. TESRFLERETER, atTHIE, RiREEE SR EE S
Bl 71 5 TR

2. M THEBRAZSIZEIMmMEA, WENEREBRTImm, JILFRRTHM—A
HEN R, SXRASSRER, BHTIARS, WE. mIM. TiEhia, &
HLieh 1 & B E £

Processing methods:

1. The tools and deep hole boring, boring bar connection, when scraping forward and
backward through the pneumatic or hydraulic control retractable blade tumbling.

2 allowance should be controlled at less than 1mm, if steel margin exceeds 1mm,
blade tip can add a set of coarse boring blade, first remove most of the margin, and
then scraping tumbling, as shown: processing cases: engineering cylinders , coal
cylinders and other hydraulic cylinder.

Roll Burnishing Technologies M-8 I 1E S B /AR 55
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ROLL BURNISHING TECHNOLOGIES

MIRG. FEF. SH. FTOVASH. BFHE, THNIRKERZRE,
INTSEE: ¢3-¢25mmA—MH&, ¢25- ¢ 50mmA—MHE, MITEHEEERAZIRa0.04-02um2Zid,

_— e &

T RS

EELANEBRHTEMMARE, TERE, THUBELE |
BE L —ihiEss, —ihBzhBAHTREMT, #AREN
KU, BRTENEEMI, EEHERERF10
BEULE (IHETHER, FTLBETPE. BE. &
. XEERTRF) , mamERERE—FUL, B
ZRARRSE., REFRSGFH. B, @, FEAHXE

TZFE,

1 TS

{mm) (mm) min - D3k kw

3003-25 | 3—-25 | #ighTi |0-1400| 075
3025-50 | 25-50 | EFRZRH 22

Ra0.45um

HEAE REEE i TEEE JJFIIllﬁl‘Ei]
) )

THAH  fFRaum #EEFRaum  rmin  fmm ( #b

380
420
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