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SUS303 | C Si Mn P S Ni Cr Mo Cu Co
0.05 070 1.65 004 0.17 828 181 049 036 0.19
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Cutting Burnishing
Radius of tool edge mm 1.5 1.5
Spindle speed rpm 10000 10000
Feed rate mm/min 500 500
Cross feed pm 110 80
Feed diretion +X +Y
Cross feed direction -Y -X
Indentation depth um NA 10
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Sectional curve

Measurement length  0.5mm/div
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Measurement length  0.5mm/div
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z Cuttmg edge Y H Cutting edge
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Load cell

Jig & test blade
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Test sheet
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— Before burnishing
| --- After burnishing

12 16 20 24 28
Measurement time s
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Workpiece

Jig A

JigB  Tool path " Tool
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Burnishing scar
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Burnishing tool =~ Material JIS SKD1
Radius of tool edge ~ mm 1.5
Spindle speed rpm 100
Feed rate mm/s 5
Indentation depth um 10-70
Inclination angle © 10 (+X axis)
Workpiece Material JIS A5052
Jig A and B Material JIS SUS304
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Measurement
position (Y-axis)

Measurement
position (Y-axis)
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| Measurement timing |
Middle =:= End

1 1 1 1 1 | 1 1 1 1 1 - 1 1
0 0.1 0.2 0 0.1 0.2
Distance from lower surface mm Distance from lower surface mm

AE 0.01 mm

JAS 0.07 mm
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