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BURNISHING TOOLS

NZo TR R

o FAETHLPTVIAT L,

o DESONBEMICHEETERD.

o HHMINOKEFR, EEMTICBEVTHRCEVRERSEREATELA
. B{OBE, BHMIAFECLZYET,

o RMBESOXETER. FAFICEoTIE, 905l EOERMNERATRE. Rad0.2
EEREMTES.

¢ MIMOBRELENMCEET S,

o REOMASNELTH LTHEESALLES.

« HRECIORBAQETICLY, HEEESMETT 5.

o ZMOWORE.
A4 | Hov g
Befare burnishing After burnishing
- e E——
PRS0S4 1] "=
Before burnishing After burnishing

BRUMBELEITEERTHIZE. LTOMAEEET S L BE:

o MOEMIBFEHELENY Ra 3.2~6.3) THLILUENBHY, RHHE. #U
B, RSS2 TREYERA.

* EMEEMGTETETAEZY A, HENIOR, EEF0 01~
0. 02nm@ AR E L 578, BEELBAICHLITNDHEITE. COX
BEWET IBESABYET,

¢ ERMREMET SES, TRICE>TMAShIERMAICHAShDE
HO+3 RN BLETYT,

°* TROBMZEZNY. GRELSEERTIAIZE. /—SvrEERTLIL
BFARTYT,
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arking the differance

ADVANTAGES OF BURNISHING

e Versatile and easy to use system.

e Obtzining burnished surfzces in a fast and efficient way.

o Alternative to grinding. It sllows obtaining wvery low
roughness warking on the lathe, which 1n many
occasions makes unnecessary the grinding process.

e Significant reduction of roughness In some applications
the reduction can be higher than %0%. Re<0.Z can be
abtained

¢ Shight hardening of the warkpiece surface

L] Imprt)ut)d corrasion resistance due to reduction of
surface pores.

e Reduced sbrasion resistance due to the lower friction
offered by 2 burnished surface.

Elimination of surface marks

D I

PAT=RP0I 4 1]
Before burnishing

e
BEz

"= uig e Sy
After burnishing otal heig

To achieve a good burnishing, the following points must be
considered

e [he previous surface musl be a good finished
[Ra3.2-46.3] and must not have tears, nor strech
marks, nor presence af chips

e [he surface must be well dimensioned  When
burnishing, the diameter suffers a dimensional
variation between 0.01-0 07 mm and this factor must be
controlled to obtain the part within the required
talerance

¢ When burnishing tubular parts, they must be thick
enough to withstand the compressive farce exerted

by the tool.

o[t 1s imperative lo use coolant to prevent the tool from
overheating and to lubricate the rolling components.

Burni-
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BURNISHING TOOLS

MIAHRDOER

MIHSHORES. FECHL KB THILESBY E7.
MRNOBEHESITELIEFIPU(T I LAMBENRET, UETL, W
ENoRMEEMEVEL, HEROEENYSEFALTINETT.
O—3—R=v T THRIAYEL FAZL T Thh,. RENIEHEE
VT HOTEES. BRTILOTHLILITERLTT L. COBRPIC
FOTHRENEENHELTIA,. TOREEATIZESBYET,

MINSA—4—
GIMIE VG 100~200n/% . 3 Y EE£0.05~0. 20/ EREHR LET,
SYBEAEEHEFABEESAR, TRTANEEYEEETT, IRE

FLIFACLEHRELEY. MHHEORSE, TIREEZARTEVE DA
BoLEHBLET,

RERSERL N \REROE

REHEE Rz) DEFE (%)
% Reduction of the roughness (Rz)

— CT-52
7
— 42CrMoS4

AlSI314

+ARES / Spring compression

integi

Markicog the & Merence

PREPARATION OF THE WORKPIECE

The workpiece surface must be suitable for burnishing.
It 1s recommended to turn with as little roughness as

possible, since the lower the quality of the previous
turning, the better guality will be obtained after

burnishing.

It should be borne in mind that the burnishing
operation, whether by roller or diamond, does not cut
the material but crushes it This crushing results in a

reduction of the @ of the part, which must be taken

into account

WORKING PARAMETERS

It is recommended to work with a Vc=100-200 m/min
and a feed rate of 005 -0 20 mm/turn

If a better finish is required, it is recommended to
reduce the feed rate and increase the tool pressure if
possible. In case of soft materials, it is recommended
to reduce the tool pressure to the minimum possible

ROUGHNESS REDUCTION AND SPRING COMPRESSION
GRAPHICS

BEOERE ¢ O/
Reduction of the 0 de la piece

~ST-52
— 45

=
S

— 42CrMoS4

Al5I1314

+RERE / Spring compression

Reduction of the @ of the workpiece

Ra (turning)

Ra1 Ra2

Ra3 Rad

Steel 60 kg/mm’

s_ 23y 35y

teel 90 kg/mm

shine

3-4p 7-8 1

10-12 ¢ T4-T6p
5-9 10-12 p
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TOOL SELECTION TABLE

(F) %9847 / Shank type

o DtiEehe
Aligned shank

= -

L o ORLE

Centered shank

I
=

HBM 20-E HBM 20-B HBC 20-E HBC 20-B HBMD HBCD HBSD

S Ka o B I N -

HEME (HRC) :62F TOT—7 oW &
For workpieces up to 62 HRC

HEFE (HRC) (45 FE TO T — 7 [ZH I
For workpieces up to 45 HRC

x5 4T AB
Shank type A/B

Y—IWTF A A2 b
Tool aligned

B#ETOA= LT IHIE
For burnishing up to a shoulder

E: A4
Internal burnishing

EIEHA Y F
Swivelling head

A A ZAB e i
Swiss type lathe

77— Ok
Workpiece geometry

5

FIG/H

=LY —JL - Burnishing Tools

G/H/I

G/H

G/l

*

FIG/H

* *
* *
B A
@ D

*
* *

F/IG/H E/FIGIHII

Burni-
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TOOL SELECTION TABLE S
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F)Y—IWTF 34+ / Tool aligned

c @ 7—5 MOM4K / Workpiece geometry
] e e p— = .
Al — e
S P TIC S '
D T o R i WA
pr— Front ConFavn Conical Convex Axial
® E E G H |
BT bl
* T4y k=0
HBM 42 HBE HBB HBED HBUD-P HBI HBID
g @ 1 i \] “'l] P ‘
*k *k *k
*k >k >k ‘ >k *k *k *k
A A A A A B B
c C c c c c
* * * *
*k >k
*k >k
E/IFIG/H/I FIG/H E/G/I FIG/H E/IFIG/H/I E/IG/I |

" 1I8=S 245w — 1+ Burnishing Tools
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RANGE OF DIAMOND TIPS AND ROLLERS

N"=L v 0—35— / BURNISHING ROLLERS

N=D G H44xEF / BURNISHING DIAMONDS

-

—F EES Bk
‘ Eode Reference Profile 0D E 0d R
‘ 08010700 RB 20x4x4 U 20 4 4 1,0
08010000 = RB 42xx10 U 42 6 10 2
—K EEs B
‘ Eode Reference  Profile 9D E 0 R P
| 08010100 = RB 10xéx4 E 10 4 & | 25 //
| 08010200 RB 15xbxd E 15 4 4 2,9 ' q
08010300  RB20xéx6 E |20 | 6 & 35 5
! 08010800 RB 20x8x6 E 20 8 b b /
| 08010400 RB25x8x8 E % 8 8 5 e
| 08010700  RB 25xéxb E 25 6 6 325
= EES mik
. Eode Reference Profle 90 E 0d a4, R P
- 08011000 RB 20x11x16/13 B 10 4 4 16 08 i = '
08011001 = RB 20x11x16/13 HM B 15 4 & 16 08 8 8 8
08010600 RB 30x13x20/17 B 20 b b 20 0,8 5 t |
08010601 = RB30x13x20/17HM B 20 8 6 20 08 ety
- wst
Eode Reference oD 0d R
10010304 DT 8-R0.4 8 b 0.4
10010308 DT8-R0.8 8 b 0.8
10010310 DT 8-R1.0 8 6 1.0
10010320 DT 8-R2.0 8 b 20 < — '
10010104 DT 12-R0.4 12 10 0.4 g %% 8| 8
10010108 DT 12-R0.8 12 10 08 L .
10010110 DT 12-R1.0 12 10 1.0 -
10010120 DT 12-R2.0 12 10 20
10010204 DT 16-R0.4 16 12 04
10010208 DT 16-R0.8 16 12 0.8
10010210 DT 16-R1.0 16 12 1.0
10010220 DT 16-R2.0 16 12 2.0
—F L —
Elode Reference gD R
10010420 OT 4-R2.0 4 20
10010440 DT 10-R4.0 10 4.0

B =L Y= - Burnishing Tools
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O -

¢ ERTOMERICRESh:, RAEBROIR

¢ Ay FIZRENENETIABR T YL ATFLNRDTEY. £

TOI—7I1z28—REANEHN D & 5 wHE (1)
s O—5—ZMAHEAT) LI TEE

¢ BEEE(HRC) 45F TORAGEEOMBO T — 7 ICERTHE

v HEE

¢ HSSHOUBHIERN—S5—%@x. B (HRC) :62IsEAhEhTHY

. EE(ERa<0. 4I-HHEE

) Features

o [ocl designed for burnishing on lathes, onvaricus profiles

OF L)

Feed

32 burnishin

iiferenl ypes

=

Code
09050100
09050102
09050200
09050202
09050300

e
Reference

HEM 20.12R-E
HBM 2012 L-E
HEM 20.16 R-E
HBM 20.16 L-E
HBM 20.20-E

of materials wit

w= | Tool
At B o—J
Version Rolls
R RB 20xdxd
L RB 20x4x4
R RB 20x4xd
It RB 20x4x4
R+l REB 20xdx4

=L y— - Burnishing Tools

el with anmiernal spring system that regulates
e, making b homogeneous mall the workpleces

q roller made of HSS and
n polished surface Ra<0.4

Kg

03
0.3
0.4
0.4
05

PRESSURE

(E1)

126

80,5

20

AAFT{— | Spare Part

a—F

Code

01990802

09990013

EiiE
Reference

E20.4 HM

RODAX D&

-

S

Burni-
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BURNISHING TOOLS o !,,'I'tE'Ql

(1) e

¢ ERTORBAICENEAE, HeaukRoTA

PRESSURE

(=

¢ FEETHEARE

¢ Ay FIZREHDEREETIARSA T LY LATF LMD -TEY.
LETOT—2I12H—LENHREN D L S ol (H1)
® FEEE (HRC) [ 45FETOHRACHENOHBO T —J IR

o Ml

¢ HSSH THEME (HRC) :62DBEHIEO —5— £ X . REMESRa<0. 458
B

Features
125

¢ [ool designed for burnishing on lathes, onvarious profiles

o Possinbiy of burnishimg up to one face

e Head 1
the
[Fig. 1]

ided with aninternal spring system that requlates
e, making 't homogeneous in all the workpiece

o [heroller s supported between axial and radial bearing

i e

1 workpieces ol different types of materals with
up ta 4o HRC

o Carbide bushing

e Providedwith & B type burn
hardened to 62 HRE, with nob

) &Y Feed

w—Jb | Tool AAFs8— | Spare Part

a—F ECES K—ay a— c D ¢ K a—F wst

Code Reference  Version Rolls g Code Reference _

0 M20.12R- R RB20x11x16/13 12 1A 03 v/
DS [HEMCT IR Ll 09990021 HB 20-EJE-CABEZA-B-HM ‘
09050103  HBM20.12L-B L RB 20x11x16/13 12 12 2 03

A i 7 ! 1 5
09050201  HBM20.14R-B R RB20x11x16/13 14 75 04 B0 RODAX B ,ﬁ
09050203  HBM 20,16 L-B L RB20x11x16/13 14 %6 25 04 N’
09050301  HBM 20.20R-B R RB20x11x16/13 20 bl L] 05 el RODRAD 26 ”
09050302  HBM 20.20 L-B L RB20x11x16/13 20 20 29 05

1= 29—l - Burnishing Tools

shine
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BURNISHING TOOLS

D e

EEBETOMEMAICRIESIE, BAOBROIR

Ay FIZEEHAEEETOIRBR T T L AT LMED>TEY.
2TOI—TCH—LEANEH D & 5 S (1)
O—S—[FWARATYY T TERE

M (HRC) 45 TOHMALHEOHHO 7—Y IERATE

* HlE
HSSHIMUEBEO—S—#@ A, ME HRC) 621z AhahTEY
. EmERa<0. 4I=THEE

+) Features

¢ Tooldesigned for burnishing on lathes, on various profiles

o Heao provided weth anomiernal sprng
the pressure, making 1 homogenaous
[Fig. 11

o [he relleris supported belween axial bearings

yatem that regulates
nal the workpieces

o Usable onoworkmeces ol didlerent types of matenals with
hardness up to 45 H

o Larbide pin

o Providedwitn al) wype burnishing reiler made of HSS and

n palished surface Ra<(.4

w—n | Tool

a—F B R=Lay a—i C

Code Reference Version Rolls
09040100 HBC 20.12-E R+L RB 20x4xd 12
09060200 HBC 20.14-E R+L RB 20xdxd 16

A=Y —jL - Burnishing Tools

fSi
=
%ﬁ
I

PRESSURE

(E1)

126

80

(W

D
- -

AATFsHA— | Spare Part

a—F Bt
Code Reference
D Kg e,
- 01990402 E20.4 HM b
16 0.3
16 03

09990013 RODAX 04 -~ 3
N

Burni-
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i PRESSURE
| d

¢ ERTOMBAICENEhE, RATBROTA

(E1)

o FEFECHETE

¢ Ay FIZRELEMETIAMRATY LT AT LN MDoTEY.
LTS TEALY— (E1)
¢ O—S—FEARATY T ERLBARAAT Y 2 OMTER

o FEEE(HRC) ASETORA THESOMHO T — 0 IZHFATHE

s BE T LT
¢ HSSSITHEE (HRC) (62MBRIFIE O —S— %A, RMMERa0. 4% %

8.
Features
125
e [ool designed Tor burnistong an lathes, onvanous probles "
80
L] ‘|-¢ |
. systemn thal requlates e %
in all the parts [Fig."| 12 L] o
. aller s supported between maal and radial bearing
. Lon warkpl :
sup o4y HRC
‘ 1
. 155 and a]
. T
%Y Feed
“-'_P & 9\'
AARF 8~ | Spare Part
a—F B
T Code Reference ~
a—F EEy K=z a—j C D K 09990021 HB 20-EJE-CABEZA-B-HM g
Code Reference  Version Rolls 9
09060201  HBC 20.16-B R+L RB20x11x16/13 16 16 04 o

09990019 RODRAD D6 o

=t W— )l « Burnishing Tools

-shine



BURNISHING TOOLS plnHiepymboml

OF

o ERTOMERICREShE:. RaEBlOIR

o BRYOMLE=ERAY FEIRTE)

¢ Ay RIZREAZMBTSABRA T LT LT LN RDoTEY.
ETOT—2 2BV TH—TEHZER (ED
s O—S—[FMARATY LT TEH

o FREE (HRC) (4SETORAGESOHBOT—7ICHATRE

¢ HEE

¢ HSSHOUERBO—F—%#MA. B (HRC) :62[2i & AhHFd, RE
$8 X Ra<0. AT EE I % 2B

Features

¢ locldesigned for burnishing on lathes, onvarious profiles
: L 146

o Rotanng head wath graduated scale [Fig. 142
] ( ' 85

o Heao provided wath anomternal sprong system that requlates

the pressure, making 10 homogeneous i al the worknieces 1/'
[Fig.1] \
. . . ~ — O
o [he rolleris supported belween axial bearings - |

ol dilfe ol matarals with

o Usabie on workplece:
hardness up to 45 HRE

¢ Carpide pin

o Provided with a Uy burmisting roller made of HSS and
hardened Lo 67 HEC, wilth polished surtace Ra<ll4

(+) &Yy Feed

| |
: T 111
[} 143
<
o AAFsi—Y | Spare Part
w—n | Tool a—F nt
— . e o Code Reference =S
Code Reference  Version Rolls c D Kg P
09040100 HBU20.10 ReL  RB2id 10 16 03 Oigsncoz | EZ0.4HM
09040200 HBU 20.12 R+L RB 20xkx4 12 16 03

09040300 HBU 20.1% R+L RB 20xéxh 6 14 0.4 09990013 RODAX 04 f‘}

SR= 29— - Burnishing Tools
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BURNISHING TOOLS Jinteq

e

e ERETORERICHH Az, ReUBROIR

(Ea3)

o BEYOMLV-EREA~Y FEIRTE2)

¢ Ay FOENERBTELT. 7T—IOWBLANEERS LATE
B (E3)

¢ O—S—FMAEATY LI TEE

® [ (HRC) 45 COHALBEOHBOT—4 ISERTHE

o HEEL

¢ HSSHOUERBO—5— %A . BAE(HRC) 6212\ EANFH. BE
fERa0. ADTHEEERE

Features

» (ool designed for burmshimg on lathes, onvanous profiles 173

o Rotating nead wilh graduated scale [Fig 1&7|
o [he pressure ol the head can be adjusted moorder to oblam 95
difterent levels of burnishing on the workplece [ |!;.Z€|

/

o [herolier s supported bet

en axial bearmgs

C

/==
\ &

arent types of materials with

29
— -

with polished surface Ra<(.4 i
o
1
™
e
-&,
18 ) 172
_,.'.-';t.",')
— - AAFR— | Spare Part
a—F ko
w—n | Tool Code Reference &
a—F ot K—Yaz oL 09019901 E31.10 HM €
Code Reference  Version Rolls C D Kg
09010400 HBU 42.20 R+L RB &2xéx10 20 25 12
09010500 HBU 42.25 Rl RBAXI0 25 25 12 0990009 RODAX 810 - >
=W — )L« Burnishing Tools m

shine
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BURNISHING TOOLS

(+) wH

¢ ERTOMERIZEI L., ReaUBROIR

o O—S—FMARATY 2T TEH

¢ Ay FOENEHBTELT. 7—VOMBLALETLEEEC
& HCATRE (B1)

L i1 -8
o FEEE (HRC) 45ETORAGHEO T AT

¢ HSSH CHERE (HRC) ‘G2MERHMO—S—EMA. REM IR0 458
B

Features Yis

e Tool designed for burnishing on lathes, onvarious profiles a0
o The rolleris supparted petween axial bearings o)
o Thepressure of the head can be adjusted in order o obtam H @ = @
thtferent levels ol burmshing on the workprece [Fi.1] @ B
i i D o
« Carbide pin i = @ @
e Usable on workpieces ol different types ol malerals with
hardness up to £5 HRE
o Provided with a E type burnisning roller mace of HSS and i
hardened to 62 HRC, with polished surface Ra<C.4 i

12,5

AARF—Y | Spare Part

v a—F i)

v=» | Tool Code Reference <&
J=F st f"—Yay o—J K =
Code Reference Version Rolls g 09029901 E25.4 HM &

09020100 HBE 25.25 R+L RE 25xéxé 08

09990008 RODAX @6 ) )

TN = o8 y—n - Burnishing Tools i
. s Burni-
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Marking the diffarence

- BURNISHING TOOLS

HBB
)

¢ ERTOMBRICRIEAE, HauBRoTA N

¢ O—S—FRARAT YT ELERART Y T OMTIRH

¢ Ay FOENZEMBETECLT. D—HVOWMBESVEEADICENT
HE(E1)
¢ FiE THETHE

s BETyL YT
o B (HRC) (4SETOHMALHBEO T — IR

o HSSHOBRIFREFO—S— %M L. HEEE(HRC) 621 E Ahifar, &

EH ERa<0. ADTHEE £ RE
(+) Features ; 116
o Tool cesgned for burmishing on lathes, onvanous profiles 93
o Therolleris supported between awal and radial bearings g
o The pressure ol the head can be adjusted moorder to oblam
different lavels of burmshing on the workplece [Fio. 7 o M
Passibility of burnist to one | ” 5 @) m@@ ¢ &
o Possibility of burnishing up to one face
o Carbide bushing @ @
o Usable on workpieces of different Iypes of matenals with
nardness up o 45 HRE t{:
* Provided witha B type burnishing roller made of H55 and 3] —i
narcened to 47 HRC, with polished surface Ha<ll4 o o
J - ol
(3] Ii

| W— -
AAFH— | Spare Part
S=F st .
w—ik | Tool Code Reference G ')
a—F Bt R=vay a—n K J
Code Reference Version Rolls 07039903 HBB 30-EJE-HM
09030200 HBB 30.25 L L RB 30x13x20/17 08
09030100 HBB 30.25R R RB 30x13x20/17 08 09990010 RODRAD 210 o

09990009 RODAX @10 -< >

1= Y — L « Burnishing Tools

shine
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BURNISHING TOOLS W !,E'..tF—‘Ell

(4) B
« AERY RSN EORBACR Sh-TR

¢ B/NEE: 24mm, BB S T0mm@D 7RO BEE R

o Ay FIZBEMERETIABR TY T VAT LNED>TEY., £
TORSI-H—LENH D DG
¢ O—S—RWMARATY T EEBRASTY S TOMTER

o FEAE (HRC) 45 TOHALHEEOHHEO 7 —J &R

o BETyL Y
¢ HSSMTHERE (HRC) :62MBEMBEN —5— %% . |MIEZRac0. 4% E
"

Features

designed  for burnishing internal andfor external

o |or burmishing holes from @24 mm 0 mm deep

ing systern that requlates
us on all parts

L ' - = = ‘ —
o Iherolleris supported belween aaal and radial bearngs I ]

o

@21

o0

|ec_

o Usable on werkpl
hardness up Lo 4

ol different types of materials with '

100

o LCarbide bushing
167

g roller made ol HSS and !
surface Ko<l 4

AAFI—Y | Spare Part

I—F st
e ~ Code Reference T
Eo—dg Refﬁ’?nce '\Zr;z; Ecﬂ: ¢ 1 Kg 09990021  HB 20-EJE-CABEZA-B-HM
09160100  HBI20-012 R+l RE20x11x16/13 12 10 0.2 09990008 RODAY @6 \:‘?
09160200 HEBI 20-@16 Rl RB 20x11x16/13 16 14 03
09160300  HBI20-B20  Rel RB20:11x16113 20 16 04 — RODRAD 86 “

=L Y— L - Burnishing Tools
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BURNISHING TOOLS

@ #H

¢ ERTORBRACEN S, RAaTBROTA

©

¢ FAVYELFFu IOy oD ETE—BRIZHF

¢ Ay FIZREHEEBETIABA T LT LAT LN EL-TEY,
2TOI—2 1268V TH—LENERR (H1)

 FAYEYFFyIERAIEECHESHENAHT. TROFGE
HIET o LR

o A (HRC) B3 E COBALHEORH TS hET7—2 ICERATHE

@ Features
o [ool designed for burnishing onlathes, onvanous profiles
¢ Diamone tip aligned with the top face of the shank

an mternal spring system th

nyg ot homogeneous n atl the
o [he diamand bp can be mdexed op o 3 tmes, exlending the

e of the 1ool
« Can be I differenl iy ! o
materials ™
@ %Yy Feed
=
<~
o/
-
o :
<
w— | Tool

a—F ko HN—Lay FAPELF D Kg
Code Reference Version  Diamond
09110100 HBMD 12R R o712 12 12 0.3
09110101 HBMD 12L L DT 12 12 12 03
09110200 HBMD16R R oT12 14 14 0.4
09110201 HBMD 15 L li DT 12 16 16 0.4
09110300 HBMD 20 R+l 0T 12 20 20 0.5

A= Y—) - Burnishing Tools

(E1)

-
=
7
=

131
110 1
" 80,5 |
fWD | |
<L 0 Q &)
T_‘-'x‘.._ i I’lT [a]
N, I | -

HALXYELFF 97 | Diamond tip

a—F B
Code Reference
10010104 DT 12-R0.4
10010108 DT 12-R0O8 3'0
10010110 DT12-R10
10010120 OT12-R2.0

Burni-
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BURNISHING TOOLS

@ #=

' ERTOFEAICRIEN:, HeukROoTA

VHARELFFy TR w2 DRl E—HRICHES]
¢ Ay FIZRENEBERTEAHRATY VI AT LARL2TEY., 2
TOHT—YIZBEVTH—EEDEES (E1)

» SAYEYFFy IRBAIEEFTHESHOENTRT. TROFGZE
9 Ehfarhe
o FEEE(HRC) :63F TORALEBEONB TS T -V IZHBHE

® Features

* ool designed for burnishing on lathes, on various profiles

e [Lamond ip alignec with the centre of the shank
¢ Head provided wilh an int ystermn that reguiales
the pressure, masing it h isinall the worl

[Fig.1)
¢ [he diamond Dpoan be mdesed ap o 3 times, extending the
lite ol the ool
e Can be used

miaterials wil

sob didfferent types of
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Code Reference  Version Diamond g
09120100 HBCD 12 R+L DT12 12 14 03
09120200 HBCD 16 R+l bT12 16 16 0.3
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Code Reference

10010104 DT 12-R0.4

10010108 DT12-R0.8 »

10010110 DT12-R1.0

10010120 DT 12-R20
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® Features
o [nol designed for burmshing on lathes, onvanous profiles 151
. o shank 130
‘ 85
. em that requl
i all the workpiaces 4
E_“r . O
o nd tip can be indexed up Lo 3 times, extending the
| | |
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o Can be used on workpeces made of different lypes o =
materals with hardness up to 63 HRC ~
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Code Reference  Version  Diamond 9 10010104 DT 12-R0.4
09130200 HBUD-P 12 R+l DT 12 12 16 03 7
09130300 HBUD-P 14 R+L 0712 16 16 04 too10110 OT12:R1:0
10010120 DT12-R20
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@ Features

e Tool designed for burnistung an lathes, onvarous profles I 178
e [lamond tip aligned with the top face of the shank 148
o Rotating head weh graduated scale [Fig. 1&2)
. 95 o
¢ Head provided wilh an internal sprin
the pressure, making it hemogeneous in all the we
|t ill_”
e diamond lip can be indexed up (o tend 2
e Ihe damond Tip can bendexe up o 3 imes, extending the @ [&]
life ol the tool } o I |
. , : 7
s Can be usec workpie o of different types of
materials with hardness up
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a—F - H"=Say HLYEVF 10010204 DT 16-R04
Code Reference  Version Diamond c D Kg : i )
09140100 HBUD-G 20 R+l DT 1é 20 25 11 10010208 DT 14-R0.8 *
09140200 HBUD-G 25 Rel DT 16 528 1 10010210 DT 16-R1.0

10010220 DT 16-R2.0
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@ Features

* Toal designed for burnishing an lathes, onvarious profile:s

o Jiamond bp aligned with the top face of the shank

srder fo obiain

2 [Fig.1]
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* 1he head can be adjustc
s burnishing an the w

e [he damond Bp can e indexed op to 3 tmes, exlending e
[itfer of the ool

e Can be used on workpieces made of differenl types o

materials w
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Code Reference Version Diamond g
09150100 HBED 25 R+l DT 16 2 5 0.4
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Code Reference
10010204 DT 16-R0.4
10010208 DT 16-RO8
10010210 DT 16-R1.0
10010220 OT146-R2.0
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_ Facing Concave Conical Convex Facing Cylindrical
o LY REREH +Cylindrical
HBSD 30 ¥ % * '
s AV EYFFyTEBKIBE CHABSHEMNTERET. TEADH HBSD 45 i % *
BEEET = L AT HBSD 60 | *
e NEDFEAT VY LATFLIZE>TERABAEY—ILAy FIZ RS
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@ Features
¢ Tool designes ushing an lathes, external surfaces
. e ndexed up to 2 times, extending
o
s " T HBSD 45 . — = T2 HBSDGO
i -
E‘?‘ 1 e 1 w3 ) 1
I .'_‘\\_&..__J [of m_ B d "’I L o
- 1145 - - 114.5 _ - 112 _
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Recommended for axal burnishing Recommendead for front and axal burnishing wecommended for front |-!,E'E|i'_'.l-=!.l_]
w—)b | Tool
— st }(___/_.5_/ SqvE K . ” Y4 ¥YEFFwF | Diamond tip
Code Reference  Version  Diamond 9 a—F ik
09170400  HBSD30-10R R DTS 10 02 Code Reference
09170401 HBSD 30-10L L D78 10 02 10010304 DT 8-R0.4
09170500 HBSD 30-12R R DT 8 12 03 P v‘:"’
09170501  HBSD30-12L L DT8 12 03 10010308 OT8-RO8 é
09170600 HBSD 30-16 R R 078 16 0,3 10010310 0T 8-R1.0
09170401 HBSD 30-14 L L T8 %03
09170100 HBSD 45-10R R DT 8 10 0,2 10010320 OT8-R2.0
0170101 HBSD 45-10 L L pT8 10 2
09170200 HBSD 45-12R R DT 8 12 0.3
09170201 HESD 45-12L L T8 1203 i f”’” ?ﬁfﬂf*— :
09170300 = HBSD45-16R R D78 16 03 SY10F SpTIAg Fepaceimen
09170301  HBSD45-16L L DT8 16 03 S B
- Code Reference
09170700 HBSD 60-10R R DT 8 10 0,3 —
09170701  HBSD60-10L L OT8 0 03 ; MQ
A f
0917090  HBSD&0-12R R DT8 1% 03 09390036 | HB-K-4P-017 d
09170901 HBSD 60-12L L T8 12 03
09171000 HBSD 60-16 R R 078 16 0,4
09171001 HBSD 60-14 L L T8 % 04
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Jetaled view [damond fip)
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Internal coolant

@ Features

for burnishing internal andfar external

* Spring-controlled pressure, adaptable to any working material A
neluding tubes

o Tool provided with infernal cooling directed to the diamond tip

o Sealed spring housing for

tended component duranlity

¢ Usaple on workpiece different types ol materials with
5 Up to &

ardnes o] ©
5t
o (ualihies of Ra <01 can be obtamed r .__pm
: : : o
quipped with a special key far quick and easy diarmend ‘SI O
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HAYELEFv | Diamond tip
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Code Reference
gt | Toa 10010420 DT 4-R2.0
a—F =t K—¥3v HAPELE
Code Reference Version  Diamond o L A OWD Ky 10010440 DT 10-R4.0
09180100 HBID @16 R+l DT 4-R2.0 14 168 75 17 03
09180200 HBID @25 R+L DT 4-R2.0 25 2800 | T8 26 04
AT o TERAF—

09180300 HBID §32 Rl DT10-R40 32 300 11 34 04 Key for spring replacement

a— g st

Code Reference

09990037 HE-K-4P-012 ~

K=y —)L - Burnishing Tools






Pt v S

T144-0052 B R ESHEEHS-24-2 BREY ¢ /A EHE LR
TEL:03-5714-5050 FAX:03-5714-5066
T 532-0002 ATRFFARRTE | ERE=E2-312 4 — 7 B L AR 102
TEL:06-6335-7171  FAX:06-6335-7979

https:/fwwwsandfinc.cojp



