






























MULTI-ROLLER BURNISHING TOOLS

IT‘S A „SPRINT“ TO THE FINISH: 
EXTREMELY SMOOTH SURFACES 
IN JUST SECONDS
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Multi-roller burnishing:  
Impressive advantages

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

  �hardened boundary layers 
  �increased fatigue strength 
  �larger contact area ratios due to  
plateau formation 

  �greater surface resistance to wearing 
and corrosion

  �shifting of the material fatigue limits
  �reduction of coefficients of sliding  
friction

  �environmental friendliness due to a lack 
of waste products.

Multi-roller burnishing tools:
„sprinting“ to extreme smoothness

The best surface quality fast – that‘s a 
main characteristic of Baublies multi- 
roller burnishing tools.
Depending on the roller burnishing task 
various numbers of hardened rollers are 
arranged in a cage. The machining times 
are kept short by using several  
rollers simultaneously.
During roller burnishing with multi-roller 
tools, a roll-off process with kinematics 
similar to those of a planetary gear  
results. A taper supports the rollers and 
provides the contact force for forming the 

Principle of a planetary gear: 
The taper (1) is permanently connected to the tool 
holding fixture (4). 
The cage (3) with mounted rollers (2) can be freely 
rotated.

Burnishing tool for a cylindrical shaft.

exterior applications. An unlimited  
number of special solutions optimally 
round off the product line and open up 
roller burnishing for an increasing  
number of new applications.

Multi-roller tools are worth the  
investment, as they... 

  ��require very short machining times
  �realize outstanding surface qualities
  ��do not subject the workpiece to  
lateral forces.

material. The rolling diameter is  
adjusted by axial shifting of the taper 
relative to the roller.

Diversity for any machining task

Baublies multi-roller burnishing tools are 
available as standard tools for an 
extremely broad range of interior and 
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Guide value for speed

SPEED AND FEEDRATE CHART FOR MULTI-ROLLER BURNISH-
ING TOOLS
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Speed and Feedrate are depending of various parameters such as cooling, workpiece clamping, material properties, etc.

Tool diameter [mm]
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Internal roller burnishing tools 
IRG-Special small design

Internal roller burnishing tools IRG-Spezial Internal roller burnishing tools
„small design Swiss type“
are especially developed for the use on small
spaced machine tools like Swiss type lathe or
rotary indexing machines.

Internal roller burnishing tool IRG-Special
Application blind hole and through hole
Standard fixture cylindrical shank
Rolling depth “L” as required
Diameter range 4 mm

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Workpiece allowance up to 0.02 mm
Tool preclamping up to 0.03 mm
Rotation direction of tool clockwise (M3)
Return traverse always in rapid traverse (G0)
Lubrication emulsion or oil; filtration of the lubricant (<40 μm) can 

improve the surface quality and the tool life
Pre-machining of workpiece surface roughness (Rz) up to 12 μm

tolerance IT8 or better
Workpiece hardness up to 45 HRC

Options
-  Tailor made fixtures, HSK etc.
-  Internal coolant from Ø 8 mm

Advantages

very short machining time
easy to maintain
high productivity
fast return of investment
usable on all common machines
(no special machine required)

Machining parameters

For your specific application we recommend 
to use our interactive calculator for machining 
parameters. You can find it on the attached 
DVD or on our homepage (www.baublies.com).
Please remember that these results are only 
guide values. Different machining conditions 
(e.g. pre-machining, material, lubrication…) 
may require different machining parameters.
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Revolution speed rpm

Diameter Ø mm

Feed rate mm/rev

Diameter Ø mm
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Roller burnishing tool
for plane surface

Technical details: Type PRG from Ø 2 mm Tool for smoothening and strain  
hardening of plane surface.
Internal springs generate the required rolling 
force. The value of the rolling force is defined 
by the preload of the tool. The spring 
characteristics can be adapted to the 
requirements of the workpiece.

Plane surface roller burnishing tool PRG
Application plane surface from 2 mm
Standard fixture cylindrical shank or Morse taper

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Workpiece allowance up to 0.01 mm
Tool preclamping up to 4 mm
Lubrication emulsion or oil; filtration of the lubricant (<40 μm) can 

improve the surface quality and the tool life
Speed up to 50m/min. referred to the biggest rolling diameter
Feed rate 0.1 ‒ 0.3 mm/rev
Retention time 5 ‒ 20 revolutions
Pre-machining of workpiece surface roughness (Rz) up to 15 μm
Workpiece hardness up to 45 HRC

Options
-  Tailor made fixtures, HSK etc.

Advantages

very short machining time
both workoiece or tool can be driven
high productivity
fast return of investment
easy to maintain
compact dimensions

PRG
from Ø 2 mm

Fixture:
- cylindrical shaft
- morse taper
- others on request
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Tool assembly and handling 

Changing components

Rollers
Loosen clamping screw (9) and lift out the 
cage (3) and the taper (4) towards the front.
Loosen clamping screw (10) lift the cage with 
the axle from the taper. Replace the rollers (5) 
in sets and remount the unit.

Coat the roller seats with some grease so 
that the rollers are held in place by the 
grease during the assembly.

When replacing the rollers, clean the cage 
and the taper. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or tapers 
can considerably reduce the service life of 
the rollers.

When replacing the taper, clean the cage 
and the roller. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or 
rollers can considerably reduce the service 
life of the taper.

When replacing the cage, clean the tool
interior and grease it lightly. Dirt particles,
in particular chips, reduce the tool life and
the quality of the roller burnishing results.

Tip Tip Tip 

Taper
Loosen clamping screw (9) and lift out the 
cage (3) and the taper (4) towards the front. 
Loosen clamping screw (10) lift the cage with 
the axle (7) from the taper. Replace the taper 
and remount the unit.

PRG

Parts list and assembly

	 1	 Fixture
	 2	 Sleeve
	 3	 Cage
	 4	 Taper
	 5	 Rollers
	 6	� Rolling unit, conversion kit for other 

diameters including item(3)(4)(5)(7)
	 7	 Axle
	 8	 Pin
	 9	 Clamping screw for taper
	10	 Clamping screw for axle
	11	 Spring

Cage
Loosen clamping screw (9) and lift out the
cage (3) and the taper (4) towards the front.
Loosen clamping screw (10) lift the cage with
the axle (7) from the taper. Replace the cage
and remount the components.
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External taper roller burnishing tool

Technical details: Type ARG-K Tool for smoothening and strain  
hardening of external tapers.
Internal springs generate the required  
rolling force. The value of the rolling force is 
defined by the preload of the tool. The spring 
characteristics can be adapted to the 
requirements of the workpiece.

External taper roller burnishing tool ARG-K
Application external taper from 1 mm
Standard fixture cylindrical shank or Morse taper

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Workpiece allowance up to 0.01 mm
Tool preclamping up to 4 mm
Lubrication emulsion or oil; filtration of the lubricant (<40 μm) can 

improve the surface quality and the tool life
Speed up to 50 m/min. referred to the biggest rolling diameter
Feed rate 0.1 ‒  0.3 mm/rev
Retention time 5 ‒ 20 revolutions
Pre-machining of workpiece surface roughness (Rz) up to 15 μm
Workpiece hardness up to 45 HRC

Options
-  Tailor made fixtures, HSK etc.

Advantages

very short machining time
both workoiece or tool can be driven
high productivity
fast return of investment
easy to maintain
compact dimensions

ARG-K
from Ø 1 mm
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Taper angle
as required

Fixture:
- cylindrical shaft
- morse taper
- others on request
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Tool assembly and handling 

Changing components

Rollers
Remove the locking ring (9) and lift out the
cage (3) towards the front until the rollers (5)
are clear. Replace the rollers in sets and 
remount the components.

Coat the roller seats with some grease so 
that the rollers are held in place by the 
grease during the assembly.

When replacing the rollers, clean the cage 
and the taper. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or tapers 
can considerably reduce the service life of 
the rollers.

When replacing the taper, clean the cage 
and the roller. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or 
rollers can considerably reduce the service 
life of the taper.

When replacing the cage, clean the tool
interior and grease it lightly. Dirt particles,
in particular chips, reduce the tool life and
the quality of the roller burnishing results.

Tip Tip Tip 

Taper
Please Note: The fixture is preloaded by the
spring. Remove the locking ring (9) and lift
out the cage (3) towards the front. Loosen the
clamping screw (8). Disassemble taper (4)
out of the sleeve (2).

ARG-K

Parts list and assembly

	 1	 Fixture
	 2	 Sleeve
	 3	 Cage, bearing assembly
	 4	 Taper
	 5	 Rollers
	 6	� Rolling unit, conversion kit for other 

diameters including item (3)(4)(5)
	 7	 Pin
	 8	 Clamping screw for sleeve
	 9	 Locking Ring
	10	 Spring

Cage
Remove the locking ring (9) and lift out the
cage (3) towards the front. Replace the cage
and remount the components.
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Internal taper roller burnishing tool

Technical details: Type IRG-K Tool for smoothening and strain  
hardening of internal tapers.
Internal springs generate the required rolling 
force. The value of the rolling force is defined 
by the preload of the tool. The spring 
characteristics can be adapted to the 
requirements of the workpiece.

Internal taper roller burnishing tool IRG-K
Application internal taper from 4 mm
Standard fixture cylindrical shank or Morse taper

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Workpiece allowance up to 0.01 mm
Tool preclamping up to 4 mm
Lubrication emulsion or oil; filtration of the lubricant (<40 μm) can 

improve the surface quality and the tool life
Speed up to 50 m/min. referred to the biggest rolling diameter
Feed rate 0.1 ‒  0.3 mm/rev
Retention time 5 ‒ 20 revolutions
Pre-machining of workpiece surface roughness (Rz) up to 15 μm
Workpiece hardness up to 45 HRC

Options
-  Tailor made fixtures, HSK etc.

Advantages

very short machining time
both workoiece or tool can be driven
high productivity
fast return of investment
easy to maintain
compact dimensions

IRG-K
from Ø 4 mm

Taper angle
as required

Fixture:
- cylindrical shaft
- morse taper
- others on request
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Tool assembly and handling 

Changing components

Rollers
Remove the locking ring (9) and lift out the 
cage (3) towards the front until the rollers (5) 
are clear. Replace the rollers in sets and 
remount the components.

Coat the roller seats with some grease so 
that the rollers are held in place by the 
grease during the assembly.

When replacing the rollers, clean the cage 
and the taper. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or tapers 
can considerably reduce the service life of 
the rollers.

When replacing the cage, clean the tool
interior and grease it lightly. Dirt particles,
in particular chips, reduce the tool life and
the quality of the roller burnishing results.

Tip Tip 

Taper
Please Note: The fixture is preloaded by the 
spring. Loosen the clamping screw (8) and lift 
out the taper (4) and the fixture (1) out of the 
sleeve (2). Remove the pin (7). Remove the 
fixture and the spring (10) from the taper.  
Coat the parts with some grease before 
reassembling.

When replacing the taper, clean the cage 
and the roller. Check them for damage, 
run-in marks, rough spots etc. and replace 
worn out components. Worn cages or 
rollers can considerably reduce the service 
life of the taper.

Tip 

IRG-K

Parts list and assembly

	 1	 Fixture
	 2	 Sleeve
	 3	 Cage, bearing assembly
	 4	 Taper
	 5	 Rollers
	 6	� Rolling unit, conversion kit for other 

diameters including item (3)(4)(5)
	 7	 Pin
	 8	 Clamping screw for sleeve
	 9	 Locking Ring
	10	 Spring

Cage
Remove the locking ring (9) and lift out the
cage (3) towards the front. Replace the cage
and remount the components.



FORMING TOOLS

TOGETHER FOREVER:
FLANGING, CREASING AND  
EXPANDING COMPONENTS
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Technical details: Expanding tool

 

Expanding tools
Useable to connect valve seat rings into valve 
housings. The connection is form closed.

Expanding tool for valve bodies
from nominal size DN 15
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Advantages
automatic processing is possible
the valve seat ring is fixed, guided and 
positioned by the tool
diameter range from DN 15 to DN 400 
available

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 70 m/min
Feed rate 0.5 mm/rev
Expansion of the valve seat up to 3 mm
Lubrication emulsion or oil	

Expanding tool
Application form closed connection of valve seat rings into valve 

housings
Dimensions as required

Options
- Tailor made fixtures, HSK etc.
- Internal Coolant
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Technical details: Expanding tool Expanding tools
Useable for connecting parts.
The connection is form closed or force 
locked. These expanding tools can also  
create internal contours.
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Expanding tool
Application connection of parts
Dimension as required

Advantages

both tool or workpiece can rotate
very short machining time
slim design
fast return of investment
short cycle time
easy to maintain
useable on common machine types

Expanding tool

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 30 m/min
Feed rate 0.5 mm/rev
Lubrication emulsion or oil	

Options
- Tailor made fixtures, HSK etc.
- Internal Coolant
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Flanging tool

Technical details: Flanging tools Flanging tools
create various contours in thin walled
parts (e.g. tubes).
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Advantages

both tool or workpiece can rotate
very short machining time
slim design
fast return of investment
short cycle time
easy to maintain
useable on common machine types

Flanging tool
Application flanging of tube shaped parts
Dimension as required

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 50 m/min
Feed rate up to 0.5 mm/rev
Lubrication emulsion or oil	

Options
- Tailor made fixtures, HSK etc.
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Examples of contours
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External creasing tool

Technical details: External creasing tool
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External creasing tools
are tailor made tools for external grooves in 
thin walled parts.

Advantages

very short machining time
short cycle time
fast return of investment
easy to maintain
slim design
useable on common machine types

External creasing tool
Application forming of tube shaped parts
Dimension as required

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 50 m/min
Feed rate up to 0.5 mm/rev
Lubrication emulsion or oil	

Options
- Tailor made fixtures, HSK etc.
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Internal creasing tool

Technical details: Internal creasing tool External creasing tools
are tailor made tools for external grooves in 
thin walled parts.

Internal creasing tool
Application forming of tube shaped parts
Dimension as required

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Speed up to 50 m/min
Feed rate up to 0.5 mm/rev
Lubrication emulsion or oil	

Options
- Tailor made fixtures, HSK etc. 5

V =  30 m/min
V =  40 m/min
V =  50 m/min

10 20 40 80
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800
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Advantages

very short machining time

both tool or workpiece can rotate
short cycle time
fast return of investment
easy to maintain
slim design
useable on common machine types
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ROLLER BURNISHING MACHINE RM 2/35

PRECISE FINISHING OF EXTERNAL
DIAMETERS OF CYLINDRICAL
WORK PIECES
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Roller burnishing machine RM2/35
The Baublies roller burnishing machine  
RM 2/35 allows the precise finishing of 
external diameters of cylindrical workpieces  
in a diameter range between 2 and 35 mm  
in through-feed method.

Roller burnishing machine for external 
diameters of cylindrical workpieces

RM
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Advantages
very short machining time
fast return of investment
wear-resistant surface due to 
material compression
easy to maintain and to handle
no grinding dust
easy inclination of the machine in 
30°-steps

Application parameters
Please note that this information represents standard values
which must be adapted to the individual cases.
Workpiece allowance up to 0.02 mm
Lubrication oil

Pre-machining of workpiece surface roughness (Rz) up to 15 μm 
tolerance IT8 or better

Workpiece hardness up to 45 HRC

Roller burnishing machine RM 2 /35
Application shafts in through-feed method
Diameter range from 2 - 35 mm
Motor speed 450/700/1400 rpm
Electrical connection three phase 400 V, 50 Hz, 16 A
Inclination 180° (total) adjustable in steps of 30°
Weight approx. 80 Kg

Options
Diameter range < 2 mm or > 35 mm (max. 40 mm)
Motor speed 700/1400/2800 rpm
Different electrical connection
Minimal lubrication spraying system

RM 2/35
Ø 2 - 35 mm
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Technical details: Roller burnishing machine RM 2/35
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