SUPEROLL

Re-forming type

Superoll MAC Selection Chart

Dimensional Drawing (mm)

‘ Hole size 4.5 - 614.5 ‘ Hole size 15 - 624

Mandrel Roller Frame Housing Assembly Mandrel  Roller Frame Stem Housing Assembly
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Max burnishing length Max burnishing length
50 50
134 60 157 60
S Tool diameter adjustment range PartNo. — PP =y
P Roller Mandrel kiR me SEm 9A Roller Vandrel Frame s
Through-hole Blind-hole Min. - Max. | Through-hole| Blind-hole Qly Through-hole | Blind-hole g et Blind-hole Min. - Max. | Through-hole] Bind-hoke ay Bl Through-hole | Blind-hole tem
SHAS0-CAT - 445 - 480 ROO1 B Moot SHA50FR - - SHI500-CAT SB1500-CAT 149 - 160 M013 SH1500FR_| SBI1500FR E1
SHATS-CAT - 470 - 505 M002 SHATSFR - - SH1600-CAT SB1600-CAT 159 - 174 ROT1 BOT1 MO14 SH1600FR | SB1600FR E2
SH500-CAT - 495 - 530 RO02 B M002 SHS00FR - - SH1700-CAT SB1700-CAT 16.9 - 181 4 MO15 SH1700FR | SB1700FR E3
SH525-CAT - 5.20 - 555 Moo3 SH525FR - - SH1800-CAT SB1800-CAT 17.9 - 194 R012 8012 Mo14 SH1800FR SB1800FR E2
SHS50-CAT - 545 - 580 RO03 R Mo02 SH550FR - - SH1900-CAT SB1900-CAT 18.9 - 201 MO15 SH1900FR SB1900FR E3
SH575-CAT - 5.70 - 605 M003 SH575FR - - SH2000-CAT SB2000-CAT 19.9 - 211 Mo16 SH2000FR_| SB2000FR E4
SH600-CAT - 5.95 - 645 MO04 SH600FR - - SH2100-CAT 5B2100-CAT 209 - 221 ROT1 BO11 M017 SH2100FR | SB2100FR E5
SH640-CAT - 635 - 685 RO04 - M005 SH640FR - - SH2200-CAT 5B2200-CAT 219 - 231 6 Mo18 SH2200FR_| SB2200FR E6
SH6B0-CAT - 6.75 - 725 M006 SH680FR - - SH2300-CAT 5B2300-CAT 229 - 241 012 5012 M017 SH2300FR | SB2300FR E5
SH720-CAT - 705 - 7.5 R005 i M005 SH720FR - - SH2400-CAT SB2400-CAT 239 - 251 M018 SH2400FR | SB2400FR E6
SH760-CAT - 755 - 805 M006 SH760FR - -
SHB00-CAT SBS00-CAT 795 - 856 006 5006 M007 SHB00FR SBBOOFR -
SHB50-CAT SB850-CAT 8.45 - 9.05 4 M008 SH850FR SBB50FR -
SH900-CAT SB900-CAT 8.95 - 955 MO07 SH900FR SB9OOFR -
SH950-CAT SB950-CAT 9.45 - 1005 RO07 8007 M008 SH950FR SB950FR -
SH1000-CAT 5B1000-CAT 9.95 - 1055 MO09 SH1000FR | SB1000FR -
SH1050-CAT 5B1050-CAT 1045 - 1105 M08 SH1050FR | SB1050FR -
SH1100-CAT 5B1100-CAT 1095 - 1155 RO08 B008 M09 SH1100FR_| SB1100FR -
SH1150-CAT 5B1150-CAT 1145 - 12.05 M010 SH1150FR | SB1150FR - Mandrel Roller Frame Stem Housing Assembly
SH1200-CAT 5B1200-CAT 1195 - 1255 M09 SH1200FR | SB1200FR -
SH1250-CAT 5B1250-CAT 1245 - 13.05 RO09 8009 M010 SH1250FR | SB1250FR -
SH1300-CAT SB1300-CAT 1295 - 1355 MO11 SH1300FR_ | SB1300FR - /3 <
SH1350-CAT 5B1350-CAT 1345 - 14.05 MO10 SH1350FR | SB1350FR - < k =
SH1400-CAT SB1400-CAT 13.95 - 1455 RO10 8010 MO11 SH1400FR | SB1400FR - < - 2 E o
SH1450-CAT SB1450-CAT 1445 - 1505 MO12 SH1450FR_| SB1450FR - 5 <
E
Specifying Tool model Max burnishing length
70
SH OOOQOQ - CAT E.g.: SH450-CAT
Model indicating Superoll MAC Type. 177 60
Tool model No. = Hole size x 100 Tootmadet Tootdameter ausment range PartNo.
oolmodef
. DA Roller Frame
. . Mandrel Stem
SH: For throth hole / SB: For blind hole Through-hole Blind-hole Min. - Max. Through-hole | Blind-hole Q'ty Through-hole Blind-hole
Non-burnishing length SH2500-CAT SB2500-CAT 24.9 - 261 M019 SH2500FR SB2500FR
. SH2600-CAT SB2600-CAT 25.9 - 271 M020 SH2600FR_ | SB2600FR
- E7
SH-MAC (For through hole) SB-MAC (For blind hole) SH2700-CAT 5B2700-CAT 209 - 2811 RO12 B012 Mo21 SH2700FR_| SB2700FR
10 7; 7 = SH2800-CAT SB2800-CAT 27.9 - 291 M022 SH2800FR | SB2800FR
/ 5. 5 SH2900-CAT 5B2900-CAT 28.9 - 301 . M023 SH2900FR | SB2900FR
2 < £
g te SH3000-CAT SB3000-CAT 29.9 - 311 M022 SH3000FR | SB3000FR
< < e ghe || Gt SH3100-CAT SB3100-CAT 309 - 321 M023 SH3100FR_| SB3100FR s
2 Z., Roller (mm) (i) SH3200-CAT SB3200-CAT 319 - 331 RO13 B013 M024 SH3200FR_| SB3200FR
§ = Hole size Non-burnishing length «Q congo 8-145 15+ SH3300-CAT SB3300-CAT 329 - 341 M025 SH3300FR_| SB3300FR
(mm) (mm) 15 -44 1.8+ SH3400-CAT SB3400-CAT 339 - 351 M026 SH3400FR_| SB3400FR
45-76 2.1+a RO.3 Allsizes 0.8+B
7 /
a = Tool diameter range of hole size to track (Max. 0.2 mm) x 16 - 1 mm B = Tool diameter range of hole size to track (Max. 0.2 mm) x 16

*If ais a negative value, then a = 0.

E.g.: If dimensional tolerance before Superoll burnishing is 87 +0.1
— Tool diameter range to track = 0.2 mm
Therefore, «=0.2 mmx 16 -1=22mm
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SUPEROLL

Re-forming type

Superoll MAC Selection Chart

Dimensional Drawing (mm)

Hole size ¢35 - g44

Mandrel Roller Frame  Stem Housing Assembly
v
- 7 i
‘ T T
q _l =
< | | AT 1 JI - -2
s a d N
o
C— 3 9
g =
Max burnishing length
155
177 60
Tool diameter adjustment range PartNo.
Tool model
QA Roller Frame
= = - Mandrel = Stem
Through-hole Blind-hole Min. = Max. | Through-hole| Blind-hole Q'ty Through-hole Blind-hole
SH3500-CAT SB3500-CAT 34.9 - 36.1 Mo027 SH3500FR SB3500FR
SH3600-CAT SB3600-CAT 35.9 = BIAll Mo28 SH3600FR SB3600FR
SH3700-CAT SB3700-CAT 36.9 - 38.1 RO14 BO14 Mo029 SH3700FR SB3700FR E9
SH3800-CAT SB3800-CAT 37.9 - 39.1 Mo30 SH3800FR SB3800FR
SH3900-CAT SB3900-CAT 38.9 - 40.1 A Mo31 SH3900FR SB3900FR
SH4000-CAT SB4000-CAT 39.9 = 411 Mo30 SH4000FR SB4000FR
SH4100-CAT SB4100-CAT 40.9 - 421 MO031 SHA4T00FR SB4100FR
SH4200-CAT SB4200-CAT 41.9 - 43.1 RO15 B015 M032 SH4200FR SB4200FR E10
SH4300-CAT SB4300-CAT 42.9 - 441 MO033 SH4300FR SB4300FR
SH4400-CAT SB4400-CAT 43.9 = 45.1 MO034 SH4400FR SB4400FR

How to use Superoll MAC

(1) Set a tool diameter approximately 0.05 mm bigger than an expected maximum hole size.
(2) Set the Pre-load.
(3) Conduct a trial burnishing and adjust the optimum load while checking the finished condition.

Burnishing conditions (Reference)

. . Pre-load
Hole size Rotation speed | Feed rate Steel | Aluminum
(rmm) [min'1] (mmyrev) (N)
45 -7.6 900 - 1,800 0.1-0.3 10 - 60 3-30
8 -14.5 800 - 1,200 0.1-0.4 20 -85 4 - 40
15 -19 700 - 1,000 0.2-0.5 35-210 7-70
20 - 24 600 - 800 0.3-0.6 60 - 360 12 -120
25 -34 500 - 700 0.3-1.0 80 - 480 16 - 160
35 -44 400 - 600 0.3-1.0 90 - 540 20 - 200

* Burnishing conditions are reference only, and do not guarantee that they will achieve the customers' required values.

* Actual burnishing conditions vary depending on the material and conditions before burnishing, so these values should be used as a reference.

About the tool weight (Reference only)

Weight
Tool model
(kg)
SH(SB) 450 - 1450-CAT 350 - 600
SHISBI500 - 2400-CAT 700 -800 *Please check the allowable tool weight for your driving
SH(SBI2500 - 3400-CAT 850 - 1,000 machine before using the tool.
SHISBI3500 - 4400-CAT 1,050 -1.250 *Please contact us if a specific tool weight is required.

About cutting mandrel tip

If the mandrel protruded length from the roller tip interferes with the bottom surface of the workpiece,
cut the protruded length of the mandrel by grinding for following procedure or other means before using.

[Procedure] Cut tip part B

(1) Set the required tool diameter.

(2) Measure the length from the roller tip to the mandrel tip
with using a vernier caliper.

(3) Disassemble the mandrel from the main unit.

Set tool diameter

(4) Cut off the mandrel tip section, leaving B section from
the roller tip indicated in the image on the right.

\ Roller
(5) After cutting the tip, remove burrs from the cut section and
assemble the mandrel to the main unit. Mandrel

(Protruded length interferes
with workpiece)

B = Tool diameter range to track (Max. 0.2 mm) x 16
[Precautions]

1) Take care not to grind too much away when cutting the mandrel tip.

2) The mandrel has been heat treated.
To prevent a reduction in hardness due to generated heat, cut the mandrel tip while maintaining
cooling.

3) The mandrel is a heat treated part, so cut the tip by grinding it.

sSUGINO

© 2023 SUGINO MACHINE LIMITED WWWw.sugino.com

Included details are current as of May 2023. Unauthorized copying or reprinting is prohibited.




