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Surface roughnesses of under Rz 1pm,
short cycle times and low investments with
fast amortization make chipless roller
burnishing or diamond roller burnishing a
high-quality, cost effective alternative to
any cutting process. In addition, the
results achieved are impressive thanks to

maximum process reliability

hardened boundary layers

increased fatigue strength

larger contact area ratios due fo

plateau formation

greater surface resistance to wearing

and corrosion

shifting of the material fatigue limits

reduction of coefficients of sliding

friction

environmental friendliness due fo a lack

of waste products.
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Spring load-deflection curve for Diamond burnishing tools - Classification Force - Spring Deflection

Diamond roller burnishing tools:

for maximum precision

Baublies diamond roller burnishing tools
advance into hardness and diameter
areas in which conventional roller

burnishing tools can not be used.

Baublies diamond roller burnishing tools
can be designed extremely filigree, thus
enabling the realization of internal
contours from a diameter of 10 mm and
micro-cone machining from approx. 0.1
mm. In this way virtually all contours -
internally and externally - can be

roller-burnished and deep-rolled.

Minimum machining forces protect the
workpiece and make Baublies diamond
roller burnishing tools the first choice for

thin-walled components.

Baublies AG - Brunnenfeldstrafle 42 - 71272 Renningen (Germany)
Telefon +49 7159 9287-0 - Fax +49 7159 9287-25 - info@baublies.com - www.baublies.com

New combination tool reduces costs

Save time and money, for example when
machining connecting rod eyes. The new
Baublies combination tool makes it
possible with just one clamping:

First the connecting rod eye is turned, then
the tool is deflected, and on the return
stroke the diamond rollerburnishes and
deep-rolls the surface in the pm range.

Setup times are completely eliminated.

Advantages included

top surface qualities

smoothing harder surfaces than

with conventional roller burnishing

no need for additional equipment

such as hydraulic units

an unlimited diversity of individual

solutions

the multifunctionality of the tool

B.9000-1225-GB -03/17 © Baublies AG - Subject to technical modifications.
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Variable diamond burnishing tool

for external use

Technical details: Variable diamond burnishing tool for external use

O 16/20/25 O 16/20/25
RH LH

130

~33
optional
27/30/36/38

L

Diamond must be
ordered separatly

Diamond burnishing tool for external use

Application shafts and external contours

Standard fixture square shank 16/20/25 mm left or right hand
Swiveling range 240°

Indexing 48 x 5°

Options

- Fixtures VDI, HSK etc.
- Tailor made diamond shape
- Assembly device

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.

Speed up to 150 m/min

Feed rate 0.05 - 0.2 mm/rev

Workpiece allowance up to 0.02 mm

Tool pre-load upto 1 mm

Lubrication emulsion or oil; filtration of the lubricant (< 40 pm)

can improve the surface quality and the tool life

Pre-machining of workpiece surface roughness (Rz) up to 15 pm
Suitable for hard machiningt

Baublies AG - Brunnenfeldstrafle 42 - 71272 Renningen (Germany)
Telefon +49 7159 9287-0 - Fax +49 7159 9287-25 - info@baublies.com - www.baublies.com

Variable diamond burnishing tools
for external use

are non-intrinsic tools for smoothening

and work hardening of shafts and external
contours. Due fo the swiveling diamond
these tools are quite versatile.

Advantages

universally useable

suitable for hard machining and thin
walled workpieces

slim design enables the application
in small spaced machine tools
spring loaded diamond
changeable diamond insert

regrinding of the diamond is possible

n [U/min]
3200+
1600
800
400
200
100+

50

25

20 40 80 160 3&0 64‘10
@ [mm]

B V= 50m/min

W V= 100m/min

W V=150 m/min

Assembly device
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Variable diamond burnishing tool
for internal use

Technical details: Variable diamond burnishing tool for internal use Variable diamond burnishing tools
for internal use

429 - L 385 _16.5 are non-intrinsic tools for smoothening
Hh s and work hardening of shafts and internal
7 BN contours. Due fo the swiveling diamond
/ \A . .
1 Y O] . these tools are quite versatile.
3=y Ly L % g
238 N /y
85 a N /K Advantages
S e,
%% universally useable
] K suitable for hard machining and thin
R e ;—I—z\ﬂﬂ walled workpieces
L slim design enables the application in
R small spaced machine tools
lamping surface
4x90° spring loaded diamond
. Zyl. @/L 100 150 200 300 changeable diamond insert
o, o
0 20 + ] _ _ regrinding of the diamond is possible
e 22 + - - -
é,g 25 + + + -
Diamond must be ] -iz 32 - + + - .
ordered separatly 2= 40 - - + + n [U/min]
3200 |
Variable diamond burnishing tool for internal use 1600+
Application holes and internal contours 800
Standard fixture cylindrical shank @ 20/22/25/32/40 mm 200
Swiveling range 210°
200
Indexing 42 x 5°
100 |
Options 50
- Fixture VDI, HSK etc. »s
- Tailor made diamond shape 20 40 80 160 320 640
- Assembly device @ [mm]
W V= 50m/min
MW V=100 m/min
Application parameters B V=150 m/min
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 150 m/min
Feed rate 0.05 - 0.2 mm/rev
Workpiece allowance up to 0.02 mm
Tool pre-load upto 1 mm
Lubrication emulsion or oil; filtration of the lubricant (< 40 pm)

can improve the surface quality and the tool life

Pre-machining of workpiece surface roughness (Rz) up to 15 pm

Suitable for hard machining

Assembly device

Baublies AG - Brunnenfeldstrafle 42 - 71272 Renningen (Germany)
Telefon +49 7159 92870 - Fax +49 7159 9287-25 - info@baublies.com - www.baublies.com
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Diamond burnishing tool
for external use, compact

Technical details: Diamond burnishing tool for external use, compact
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Diamond must be

ordered separatly

Diamond burnishing tool for external use, compact
Application shafts and external contours
Standard-ixture square shank, left or right hand, zylindrical shaft
Options

- Fixture as required

- Tailor made diamond shape

- Assembly device

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.

Speed up to 150 m/min

Feed rate 0.05 — 0.2 mm/rev

Workpiece allowance up to 0.02 mm

Tool pre-load upto 1 mm

Lubrication emulsion or oil; filtration of the lubricant (< 40 pm)

can improve the surface quality and the tool life
Pre-machining of workpiece surface roughness (Rz) up to 15 pm

Suitable for hard machining

Baublies AG - Brunnenfeldstrafle 42 - 71272 Renningen (Germany)

Telefon +49 7159 92870 - Fax +49 7159 9287-25 - info@baublies.com - www.baublies.com

Diamond burnishing tools for external use
are non-intrinsic tool for smoothening and work
hardening of holes and external contours.

Advantages

universally useable

suitable for hard machining and thin
walled workpieces

slim design enables the application in
small spaced machine tools

spring loaded diamond

changeable diamond insert

regrinding of the diamond is possible

n [U/min]
3200
1600
800
400+
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Assembly device
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