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Description

TECHNICAL FIELD

[0001] The present invention relates to a combined
machining tool and a machining method using the same.

BACKGROUND OF THE INVENTION

[0002] A combined machining tool having capability of
cutting and burnishing is known as a combined machin-
ing tool for machining the inner peripheral surface of a
workpiece (see Patent Document 1, for example).
[0003] JP-A-H06 39606 discloses a combined machin-
ing tool comprising a burnishing head and a reaming
head that is arranged in front of the burnishing head. This
machining tool corresponds to the preamble of Claim 1.

PRIOR ART DOCUMENTS

Patent documents

[0004] Patent Document 1: Japanese Patent No.
5352177

SUMMARY OF THE INVENTION

Problems to be solved

[0005] Incidentally, the combined machining tool de-
scribed in Patent Document 1 includes an adjustment
mechanism of increaing or decreasing a cutting diameter.
This mechanism adjusts a cutting diameter by moving a
cartridge, to which a machining blade is fixed, radially
closer to or away from the body of the combined machin-
ing tool.
[0006] However, installing such a mechanism of ad-
justing a cutting diameter in a combined machining tool
will not only make the combined machining tool compli-
cated but also result in increasing the diameter thereof
to some extent. Accordingly, the combined machining
tool described in Patent Document 1 has a problem that
it will unlikely be used for machining an inner peripheral
surface having a smaller diameter than a certain value.
[0007] The present invention has been made in view
of the above-described circumstances to provide a com-
bined machining tool that is capable of machining an in-
ner peripheral surface of a workpiece having a smaller
diameter, and a machining method using the same.

Solution to Problem

[0008] In order to solve the above-mentioned problem,
a combined machining tool according to Claim 1 is pro-
vided.
[0009] With this configuration, the base part of the
reaming part formed integrally with the machining blade
is detachably attached to the mandrel which is connected

to the shank, to allow the combined machining tool to
have a reduced diameter. Accordingly, the combined ma-
chining tool can ream and burnish an inner peripheral
surface having a smaller diameter than a certain value
in a single stroke of feeding operation, to accomplish
high-speed mirror finishing. That is, a combined machin-
ing tool is provided that is capable of machining an inner
peripheral surface of a workpiece having a smaller diam-
eter.
[0010] In addition, the workpiece has its inner diameter
slightly increased by the burnishing with the rollers, to
allow for reducing scratches which are likely made at the
time of removing the reamer and are inevitable with con-
ventional reaming.
[0011] Further, even when the reaming capacity is re-
duced due to long usage of the reaming part to deteriorate
the reaming level, the burnishing with the burnishing part
allows for acquiring a certain level of finish surface quality
(surface roughness). For this reason, the combined ma-
chining tool according to the present invention can extend
(improve) the lifetime as a cutter, as compared with a
conventional cutter of a reamer or the like.
[0012] Furthermore, the reaming is executed while a
hole is held (guided) by the rollers, likely to improve the
straightness of the reamed hole.
[0013] Moreover, any sludge to be disposed as indus-
trial waste, such as with honing, is not generated.
[0014] Still moreover, the combined machining tool ac-
cording to the present invention requires no special driv-
ing machine, and therefore can be used not only in a
dedicated processing machine but also in a processing
machine such as a conventional lathe and a machining
center.
[0015] In the combined machining tool, the machining
blade of the reaming part is preferably formed in a left-
handed twist.
[0016] With this configuration, rotating the combined
machining tool clockwise, facing forward, makes chips
of the workpiece to be cut by the machining blades dis-
charged in front of the combined machining tool because
of the machining blades being formed in a left-handed
twist. This allows the rollers to burnish the inner periph-
eral surface of the workpiece without contacting the
chips. Accordingly, the inner peripheral surface of the
workpiece has improved finish surface quality.
[0017] In the combined machining tool, the mandrel
preferably has the outer peripheral surface in a tapered
shape whose outer diameter increases rearward. Then,
the adjustment member presses the frame axially from
the rear end thereof to adjust its axial position, and the
elastic member is preferably arranged in front of the
frame.
[0018] With this configuration, during forward feeding,
the reaming is executed by the reaming part and the bur-
nishing is executed by the burnishing part, while during
backward feeding, the roller diameter which is the diam-
eter of a circle circumscribing the rollers is reduced to
cause no burnishing to be executed. This allows the com-
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bined machining tool to ream and burnish the inner pe-
ripheral surface of the workpiece having a smaller diam-
eter, through the forward feeding operation.
[0019] In the combined machining tool, the mandrel
preferably has the outer peripheral surface in a tapered
shape whose outer diameter increases frontward. Then,
the adjustment member presses the frame axially from
the front end thereof to adjust its axial position, and the
elastic member is preferably arranged in the rear of the
frame.
[0020] With this configuration, during forward feeding,
the reaming is executed by the reaming part but no bur-
nishing is executed because the roller diameter is re-
duced, while during backward feeding, the burnishing is
executed by the burnishing part. This allows the com-
bined machining tool to ream the inner peripheral surface
of the workpiece having a smaller diameter through the
forward feeding operation, while to burnish the same
through the backward feeding operation.
[0021] In the combined machining tool, a machining-
fluid supply passage for supplying machining fluid to the
reaming part is preferably formed internally through the
shank, the burnishing part, and the reaming part.
[0022] With this configuration, the machining fluid is
more suitably supplied to the reaming part internally
through the combined machining tool.
[0023] In order to solve the above-mentioned problem,
a machining method according to the present invention
uses a combined machining tool in which the mandrel
has the outer peripheral surface in a tapered shape
whose outer diameter increases rearward, the adjust-
ment member presses the frame axially from the rear
end thereof to adjust its axial position, and the elastic
member is arranged in front of the frame. In this machin-
ing method, the adjustment member is used to adjust the
axial position of the frame, in order to set the roller diam-
eter, which is the diameter of a circle circumscribing the
rollers, to be greater than the cutter diameter which is
the outer diameter of the machining blades of the reaming
part. Then, during forward feeding, the reaming is exe-
cuted by the reaming part and the burnishing is executed
by the burnishing part, while during backward feeding,
the roller diameter is reduced to cause no burnishing to
be executed.
[0024] With this configuration, reaming and burnishing
the inner peripheral surface of the workpiece having a
smaller diameter is executed through the forward feeding
operation of the combined machining tool.
[0025] In order to solve the above-mentioned prob-
lems, a machining method according to the present in-
vention uses a combined machining tool in which the
mandrel has the outer peripheral surface in a tapered
shape whose outer diameter increases frontward, the ad-
justment member presses the frame axially from the front
end thereof to adjust its axial position, and the elastic
member is arranged in the rear of the frame. In this ma-
chining method, the adjustment member is used to adjust
the axial position of the frame, in order to set the roller

diameter, which is the diameter of a circle circumscribing
the rollers, to be greater than the cutter diameter which
is the outer diameter of the machining blades of the ream-
ing part. Then, during forward feeding, the reaming is
executed by the reaming part but no burnishing is exe-
cuted because the roller diameter is reduced, while dur-
ing backward feeding, the burnishing is executed by the
burnishing part.
[0026] With this configuration, reaming the inner pe-
ripheral surface of the workpiece having a smaller diam-
eter is executed through the forward feeding operation
of the combined machining tool, while the burnishing
thereof is executed through the backward feeding oper-
ation of the combined machining tool.

Advantageous Effects of the Invention

[0027] The present invention provides a combined ma-
chining tool that is capable of machining an inner periph-
eral surface of a workpiece having a smaller diameter,
and a machining method using the same.

BRIEF DESCRIPTION OF DRAWINGS

[0028]

FIG. 1 is a side view of a combined machining tool
according to a first embodiment of the present inven-
tion;
FIG. 2 is a cross-sectional view taken along a line II-
II in FIG. 1;
FIG. 3 is a cross-sectional view taken along a line
III-III in FIG. 2;
FIG. 4 is a side view of a combined machining tool
according to a second embodiment of the present
invention; and
FIG. 5 is a cross-sectional view taken along a line
V-V in FIG. 4.

DETAILED DESCRIPTION OF THE INVENTION

[0029] Embodiments of the present invention will be
described in detail with reference to the drawings as ap-
propriate.
[0030] Note that in the following drawings, the same
or corresponding members are denoted by the same ref-
erence numerals, and duplicate descriptions thereof will
be eliminated as appropriate. In addition, the size and
shape of the members may schematically be represented
by deformation or exaggeration for the purpose of illus-
tration.

First Embodiment

[0031] FIG. 1 is a side view of a combined machining
tool 100 according to a first embodiment of the present
invention. FIG. 2 is a cross-sectional view taken along a
line II-II in FIG. 1. FIG. 3 is a cross-sectional view taken
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along a line III-III in FIG. 2.
[0032] Note that for the purpose of illustration, the axial
side of the combined machining tool 100 having a ream-
ing part 5 will be referred to as "front," while the opposite
side thereof will be referred to as "rear."
[0033] As shown in FIG. 1, the combined machining
tool 100 according to the first embodiment of the present
invention includes: a shank 1 that has its rear end to be
mounted on a processing machine (not shown) and is
rotated about a central axis L1; a burnishing part 3 that
is arranged on the shank 1; and the reaming part 5 that
is arranged in front of the burnishing part 3.
[0034] Both of the parts 3, 5 which are movable inte-
grally with the shank 1 are arranged in series in the axial
direction with respect to the shank 1. In the present Spec-
ification, it is assumed that the axial direction is a direction
parallel to the center axial line L1, and the radial and
circumferential directions are respective radial and cir-
cumferential directions about the center axis L1.
[0035] The shank 1 is formed on its outer peripheral
surface with a two-faced anti-rotation part 11 as a pair of
parallel surfaces for gripping and fixing the shank 1 so
as not to be turned such as at the time of assembling the
combined machining tool 100.
[0036] The burnishing part 3 burnishes an inner pe-
ripheral surface S of a workpiece W (hereinafter, see
FIG. 2), and the reaming part 5 reams the inner peripheral
surface S of the workpiece W. Here, the combined ma-
chining tool 100 is applied to machining an inner periph-
eral surface of a workpiece having such as a hollow part
or a hole formed therein, and is preferably applied to ma-
chining the inner peripheral surface, particularly of a
through hole formed in a workpiece. After the workpiece
W is reamed by the reaming part 5, the workpiece W is
burnished by the burnishing part 3.
[0037] In the first embodiment, the reaming is executed
by the reaming part 5 and the burnishing is executed by
the burnishing part 3 at the time of the combined machin-
ing tool 100 moving forward (during forward feeding).
[0038] The combined machining tool 100 is fed toward
a feeding direction which is relatively in parallel to the
center axis L1 with respect to the workpiece W in a cy-
lindrical shape. Then, machining blades 51 of the ream-
ing part 5 and burnishing rollers (rollers) 31 of the bur-
nishing part 3 execute machining of the inner peripheral
surface S of the workpiece W.
[0039] The workpiece W is a cylindrical member having
a through hole, for example, and more specifically a cyl-
inder of a hydraulic or pneumatic actuator, or a cylinder
of a shock absorber, for example.
[0040] As shown in FIG. 2, the burnishing part 3 in-
cludes: a mandrel 33 that is fixed to the shank 1 and has
an outer peripheral surface 32 in a tapered shape; the
burnishing rollers 31 that are arranged on the outer pe-
ripheral surface 32 of the mandrel 33; and a frame 34
that holds the burnishing rollers 31 so as to be rollable
on the outer peripheral surface 32 of the mandrel 33.
Here, the number of the burnishing rollers 31 arranged

is eight, but it can be changed as appropriate.
[0041] The mandrel 33 has a substantially cylindrical
shape, and includes the outer peripheral surface 32 in a
tapered shape whose outer diameter increases rear-
ward. Here, the mandrel 33 is fixed to the front end of
the shank 1 by screwing. A male screw part 41 is threaded
on the outer peripheral surface at the rear end of the
mandrel 33, while a female screw part 42 is threaded on
the inner peripheral surface at the front end of the man-
drel 33. The male screw part 41 of the mandrel 33 is
screwed into a female screw part 13, which is threaded
on the inner peripheral surface at the front end of the
shank 1.
[0042] The frame 34 has a cylindrical shape and is ar-
ranged radially outside the outer peripheral surface 32
of the mandrel 33. The frame 34 is formed with through
holes (eight holes here) for arranging the burnishing roll-
ers 31 at regular intervals along the circumferential di-
rection. The outer peripheral surface of each of the bur-
nishing rollers 31 is in a tapered shape whose outer di-
ameter decreases rearward, to have line contact with the
outer peripheral surface 32 of the mandrel 33.
[0043] The burnishing part 3 includes: an adjustment
member 35 that presses the frame 34 axially from the
rear end thereof to adjust its axial position with respect
to the mandrel 33; and an elastic member 38 that is ar-
ranged in front of the frame 34 to support the frame 34.
[0044] The adjustment member 35 includes a first ad-
justment nut 36 and a second adjustment nut 37 that are
screwed into a male screw part 12 threaded on the outer
peripheral surface at the front end of the shank 1. As the
elastic member 38, a compression coil spring may be
used, for example. Shim rings 40 are arranged axially at
respective ends of the elastic member 38. The front end
of the elastic member 38 is supported by a stepped end
surface 52 of the reaming part 5 via the shim ring 40.
[0045] The first adjustment nut 36 is rotated to press
the frame 34 via shim rings 39, for axially moving the
frame 34 against an elastic force of the elastic member
38. Then, the second adjustment nut 37 is brought into
contact with the first adjustment nut 36 for tightening, to
fix the position of the adjustment member 35 for deter-
mining the axial position of the frame 34 with respect to
the mandrel 33.
[0046] Using the adjustment member 35 to change the
axial position of the frame 34 allows for adjusting the axial
position of the burnishing roller 31 with respect to the
mandrel 33 as well as changing the roller diameter which
is a diameter of the circle circumscribing the burnishing
rollers 31. That is, moving the frame 34 axially back and
forth moves the burnishing rollers 31 axially along the
outer peripheral surface 32 in a tapered shape of the
mandrel 33, while moving the burnishing rollers 31 in the
radial direction, in the through hole of the frame 34, allows
for adjusting the roller diameter. Therefore, the adjust-
ment member 35 can be used to adjust the diameter of
the inner peripheral surface S after the burnishing.
[0047] During forward feeding, the frame 34 is moved
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rearward to the maximum by an elastic force of the elastic
member 38 so as to be held at a position where the frame
34 abuts on the adjustment member 35 via the shim rings
39. In contrast, during backward feeding, the frame 34
is, along with the burnishing rollers 31, moved forward
with respect to the mandrel 33 against the elastic force
of the elastic member 38, by a frictional force generated
when the burnishing rollers 31 come into contact with the
inner peripheral surface S of the workpiece W.
[0048] The reaming part 5 includes: a base part 53 in
a substantially cylindrical shape; and the machining
blades 51 that are formed integrally with the base part
53 radially on the outer side thereof. The base part 53
consists of: a main body part 54 that is formed radially
outside with the machining blades 51; and a cylindrical
part 55 that continues to the rear of the main body part
54 and is fitted into a hole part 43 formed in the front end
of the mandrel 33.
[0049] The base part 53 of the reaming part 5 is de-
tachably attached to the mandrel 33, as a member con-
nected to the shank 1, by a fixing bolt 6 in a state that
the cylindrical part 55 is inserted in the hole part 43 of
the mandrel 33.
[0050] As shown in FIGS. 2 to 3, the base part 53 of
the reaming part 5 has first engaging parts 57 (three in
this case), which protrude radially inward, formed on an
inner peripheral surface 56 at regular intervals along the
circumferential direction. In addition, a stopper 58 is ar-
ranged adjacent to one circumferential end of each of
the first engagement parts 57. In contrast, the fixing bolt
6 has second engaging parts 62 (three in this case),
which protrude radially outward, formed on an outer pe-
ripheral surface 61 at regular intervals along the circum-
ferential direction. Further, the fixing bolt 6 has a male
thread part 63 formed at an end (rear end).
[0051] At the time of attaching the reaming part 5 to
the mandrel 33, the male screw part 63 of the fixing bolt
6 is first screwed slightly into the female screw part 42
of the mandrel 33. Subsequently, the reaming part 5 is
axially moved in proximity to the fixing bolt 6, in a state
that the first engaging part 57 of the reaming part 5 is
shifted in the circumferential direction from the second
engaging part 62 of the fixing bolt 6. Then, the two-faced
anti-rotation part 11 of the shank 1 is gripped to avoid
turning and a tool (not shown) is used to rotate the ream-
ing part 5 clockwise so that the first engagement part 57
enters toward the rear of the second engaging part 62 to
abut on the stopper 58. The reaming part 5 is further
rotated clockwise to rotate the fixing bolt 6 together with
the reaming part 5 so as to be screwed into the female
screw part 42 of the mandrel 33, thereby causing the
second engaging part 62 to press the first engaging part
57 so that the reaming part 5 is fixed and attached to the
mandrel 33.
[0052] Here, the hole part 43 of the mandrel 33 has
inside a tapered surface whose diameter decreases rear-
ward, and the cylindrical part 55 of the base part 53 of
the reaming part 5 has outside a tapered surface whose

diameter decreases rearward. In addition, the tapered
surface of the hole part 43 is made to have a slightly
smaller diameter than the tapered surface of the cylin-
drical part 55, at an axial position where the stepped end
face 52 of the reaming part 5 is aligned with the front end
surface of the mandrel 33. Accordingly, the male screw
part 63 of the fixing bolt 6 is screwed into the female
screw part 42 of the mandrel 33, while the tapered surface
of the cylindrical part 55 is press-fitted into the tapered
surface of the hole part 43. As a result, a constraining
force is generated to make the mandrel 33 coaxially
aligned with the reaming part 5, thereby improving
centering accuracy of the reaming part 5. Note that an
annular groove is formed on the inner surface of the hole
part 43 so as to facilitate elastic deformation toward a
direction that the inner diameter of the hole part 43 ex-
pands when the cylindrical part 55 is press-fitted into the
hole part 43. In addition, the reaming part 5 is attached
to the mandrel 33 in a state that the stepped end surface
52 of the reaming part 5 is pressed against the front end
surface of the mandrel 33 due to the male thread part 63
being screwed into the female thread part 42. As de-
scribed above, the reaming part 5 contacts the mandrel
33 on two surfaces, the stepped end surface 52 and the
tapered surface of the cylindrical part 55, so as to be
constrained and therefore firmly fixed to the mandrel 33.
[0053] On the contrary, at the time of removing the
reaming part 5 from the mandrel 33, the two-faced anti-
rotation part 11 of the shank 1 is gripped to avoid turning,
and the tool is used to rotate the reaming part 5 counter-
clockwise so that the first engaging part 57 is detached
in the circumferential direction from the second engaging
part 62. This allows the reaming part 5 to be removed
from the mandrel 33. At this time, the male thread part
63 of the fixing bolt 6 remains slightly screwed to the
female thread part 42 of the mandrel 33, to allow another
reaming part to be subsequently attached to the mandrel
33. In this manner, the combined machining tool 100 fa-
cilitates replacing the reaming part 5.
[0054] Accordingly, a cutter diameter D (see FIG. 1),
which is the outer diameter of the machining blades 51
of the reaming part 5, can be changed. The cutter diam-
eter D of the reaming part 5 ranges from 15 to 25 mm,
for example.
[0055] Note that in the present embodiment a so-called
bayonet mechanism, which includes the first engage-
ment part 57, the second engagement part 62, and the
stopper 58, is used for fixing the reaming part 5 to the
mandrel 33, but it is not limited thereto. For example, a
common bolt may be used to fix the reaming part 5 to
the mandrel 33.
[0056] As shown in FIG. 2, along the central axis L1,
an axial hole 14 is formed in the shank 1, an axial hole
44 is formed in the mandrel 33, and an axial hole 64 is
formed in the fixing bolt 6. In addition, radial holes 65 are
formed in the fixing bolt 6 that communicate with the front
end of the axial hole 64 and open to the outer peripheral
surface. The axial holes 14, 44, 64 and the radial holes
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65 are formed through the inside of the shank 1, the bur-
nishing part 3, and the reaming part 5, to constitute a
machining-fluid supply passage for supplying machining
fluid to the reaming part 5.
[0057] Next, a description will be given of a machining
method using the combined machining tool 100 config-
ured as above, with reference to FIGS. 1 to 3.
[0058] In the combined machining tool 100, the ream-
ing part 5 having the cutter diameter D, which corre-
sponds to the inner peripheral surface S of the workpiece
W to be machined, is first fixed and attached to the man-
drel 33 with the fixing bolt 6. Here, any other reaming
part already attached to the mandrel 33 will be replaced.
[0059] Subsequently, the adjustment member 35 is
used to adjust the axial position of the frame 34 so that
the roller diameter, which is a diameter of the circle cir-
cumscribing the burnishing rollers 31, is set to be larger
than the cutter diameter D which is the outer diameter of
the machining blade 51 of the reaming part 5. The roller
diameter is finely adjusted by loosening a second adjust-
ment nut 37 and rotating a first adjustment nut 36, and
is fixed by tightening the second adjustment nut 37.
[0060] Then, during forward feeding, in which the com-
bined machining tool 100 rotationally driven by the
processing machine moves forward while being rotated
about the central axis L1, the machining blades 51 of the
reaming part 5 ream the inner peripheral surface S of the
workpiece W (see FIG. 2). At this time, the chips of the
workpiece W cut by the machining blades 51 are dis-
charged in front of the combined machining tool 100 be-
cause of the machining blades 51 being formed in a left-
handed twist. In addition, the inner peripheral surface S
of the workpiece W is burnished after the reaming by the
burnishing part 3 in which the burnishing rollers 31 are
held by the frame 34 staying at the position where the
frame 34 has been moved rearward to the maximum by
the elastic force of the elastic member 38.
[0061] Subsequently, during backward feeding, in
which the combined machining tool 100 moves backward
while being rotated so as to be removed from the work-
piece W, what happens in the burnishing part 3 is that
the burnishing rollers 31 contact the inner peripheral sur-
face S of the workpiece W reamed by the reaming part
5 to cause the frame 34 to move forward with respect to
the mandrel 33 together with the burnishing rollers 31
against the elastic force of the elastic member 38. As a
result, the burnishing rollers 31 move radially inward with-
in the through hole of the frame 34 to make the roller
diameter reduced. Accordingly, no burnishing is execut-
ed. At this time, the workpiece W has its irregularities on
the inner peripheral surface S crushed by the burnishing
to make the inner diameter slightly (about 5 to 10 mm,
for example) increased, thereby preventing the machin-
ing blade 51 from contacting the burnished inner periph-
eral surface S during backward feeding, and hence from
scratching it.
[0062] As described above, in the present embodi-
ment, the burnishing part 3 includes: the mandrel 33; the

burnishing rollers 31; the frame 34; the adjustment mem-
ber 35 that presses the frame 34 axially from one end
thereof to adjust its axial position with respect to the man-
drel 33; and the elastic member 38 that is arranged axially
on the other side of the frame 34 to support the frame
34. The reaming part 5 includes: the base part 53 that is
detachably attached to the mandrel 33; and the machin-
ing blade 51 that is formed integrally with the base part 53.
[0063] With this configuration, the base part 53 of the
reaming part 5 formed integrally with the machining blade
51 is detachably attached to the mandrel 33, to allow the
combined machining tool 100 to have a reduced diame-
ter. Accordingly, the combined working tool 100 reams
and burnishes the inner peripheral face S having a small-
er diameter than a certain value in a single stroke of feed-
ing operation, to accomplish high-speed mirror finishing.
That is, the combined machining tool 100 is provided that
is capable of machining the inner peripheral surface S of
the workpiece W having a smaller diameter.
[0064] In addition, the workpiece W has its inner diam-
eter slightly increased by the burnishing with the burnish-
ing rollers 31, to allow for reducing scratches which are
likely made at the time of removing the reamer and are
inevitable with conventional reaming.
[0065] Further, even when the reaming capacity is re-
duced due to long usage of the reaming part 5 to deteri-
orate the reaming level, the burnishing with the burnish-
ing part 3 allows for acquiring a certain level of finish
surface accuracy (surface roughness). For this reason,
the combined machining tool 100 according to the
present embodiment can extend (improve) the lifetime
as a cutter, as compared with a conventional cutter of a
reamer or the like.
[0066] Furthermore, the reaming is executed while the
hole is held (guided) by the burnishing rollers 31, likely
to improve the straightness of the reamed hole.
[0067] Moreover, any sludge to be disposed as indus-
trial waste, such as with honing, is not generated.
[0068] Still moreover, the combined machining tool
100 according to the present embodiment requires no
special driving machine, and therefore can be used not
only in a dedicated processing machine but also in a
processing machine such as a conventional lathe and a
machining center.
[0069] In addition, in the present embodiment, the ma-
chining blade 51 of the reaming part 5 is formed in a left-
handed twist. With this configuration, rotating the com-
bined machining tool 100 clockwise, facing forward, dis-
charges the chips of the workpiece W to be cut by the
machining blades 51 in front of the combined machining
tool 100 because of the machining blades 51 being
formed in the left-handed twisted. This allows the bur-
nishing rollers 31 to burnish the inner peripheral surface
S of the workpiece W without contacting the chips. Ac-
cordingly, the inner peripheral surface S of the workpiece
W has improved finish surface accuracy.
[0070] Further, in the present embodiment, the man-
drel 33 has the outer peripheral surface 32 in a tapered
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shape whose outer diameter increases rearward, the ad-
justment member 35 presses the frame 34 axially from
the rear end thereof for adjustment, and the elastic mem-
ber 38 is arranged in front of the frame 34. With this con-
figuration, during forward feeding, the reaming is execut-
ed by the reaming part 5 and the burnishing is executed
by the burnishing part 3, while during backward feeding,
the roller diameter which is the diameter of a circle cir-
cumscribing the burnishing rollers 31 is reduced to cause
no burnishing to be executed. This allows the combined
machining tool 100 to ream and burnish the inner periph-
eral surface S of the workpiece W having a smaller di-
ameter, through the forward feeding operation.
[0071] Furthermore, in the present embodiment, a ma-
chining-fluid supply passage for supplying machining flu-
id to the reaming part 5 is formed internally through the
shank 1, the burnishing part 3, and the reaming part 5.
With this configuration, the machining fluid is more suit-
ably supplied to the reaming part 5 internally through the
combined machining tool 100.

Second Embodiment

[0072] Next, a description will be given of a combined
machining tool 100a according to a second embodiment,
with reference to FIGS. 4 to 5, focusing on differences
from the first embodiment, and descriptions of the same
will be omitted as appropriate.
[0073] FIG. 4 is a side view of the combined machining
tool 100a according to the second embodiment of the
present invention. FIG. 5 is a cross-sectional view taken
along a line V-V in FIG. 4.
[0074] As shown in FIGS. 4 to 5, in the second embod-
iment, the reaming is executed by the reaming part 5 at
the time of the combined machining tool 100a moving
forward (during forward feeding), and then the burnishing
is executed by a burnishing part 3a at the time of the
combined machining tool 100a moving backward (during
backward feeding).
[0075] A mandrel 33a has a substantially cylindrical
shape, and an outer peripheral surface 32a of the man-
drel 33a has a tapered shape whose outer diameter in-
creases frontward. Here, the mandrel 33a is fixed to the
front end of the shank 1 by screw fastening. In addition,
the mandrel 33a has the male screw part 41 formed on
the outer peripheral surface at the rear end, has the fe-
male screw part 42 formed on the inner peripheral surface
at the front end, and has a male screw part 48 formed
on the outer peripheral surface at the front end.
[0076] Here, the frame 34 is the same member as the
first embodiment, but is arranged so that the front and
rear are reversed. In addition, the burnishing rollers 31
here are also the same members as the first embodiment,
but are arranged so that the front and rear are reversed.
Accordingly, the outer peripheral surface of the burnish-
ing rollers 31 has a tapered shape whose outer diameter
decreases frontward.
[0077] In addition, the burnishing part 3a includes: the

adjustment member 35 that presses the frame 34 axially
from the front end thereof to adjust its axial position with
respect to the mandrel 33a; and the elastic member 38
that is arranged in the rear of the frame 34 to support the
frame 34. The adjustment member 35 includes the first
adjustment nut 36 and second adjustment nut 37 that are
screwed into the male screw part 48 threaded on the
outer peripheral surface at the front end of the shank 1.
Here, the same members as in the first embodiment are
also used as the adjustment member 35 and elastic mem-
ber 38, but the axial positions thereof are reversed with
respect to the frame 34.
[0078] The rear end of the elastic member 38 is sup-
ported by a support member 45 via the shim ring 40. The
support member 45 includes a first support nut 46 and a
second support nut 47 that are screwed into the male
screw part 12 threaded on the outer peripheral surface
at the front end of the shank 1. Then, the second support
nut 47 is abutted on the first support nut 46 and tightened
to fix the axial position of the support member 45.
[0079] During forward feeding, the frame 34 is moved
backward with respect to the mandrel 33 against the elas-
tic force of the elastic member 38, together with the bur-
nishing rollers 31, by the frictional force generated when
the burnishing rollers 31 contact the inner peripheral sur-
face S of the workpiece W. In contrast, during backward
feeding, the frame 34 is moved forward to the maximum
by the elastic force of the elastic member 38 so as to be
held at a position where it abuts on the adjustment mem-
ber 35 via the shim rings 39.
[0080] In the case of using the combined machining
tool 100a as configured above, the inner peripheral sur-
face S of the workpiece W (see FIG. 5) is reamed during
forward feeding by the machining blades 51 of the ream-
ing part 5. Additionally, in the burnishing part 3a, the
frame 34 is moved rearward with respect to the mandrel
33a against the elastic force of the elastic member 38,
together with the burnishing rollers 31, due to the contact
between the inner peripheral surface S of the workpiece
W reamed by the reaming part 5 and the burnishing roll-
ers 31. As a result, the burnishing rollers 31 moves radi-
ally inward within the through hole of the frame 34 to have
the roller diameter reduced. Accordingly, no burnishing
is executed.
[0081] Subsequently, during backward feeding, the in-
ner peripheral surface S of the workpiece W is burnished
after the reaming by the burnishing part 3a in which the
burnishing rollers 31 are held by the frame 34 staying at
the position where the frame 34 has been moved front-
ward to the maximum by the elastic force of the elastic
member 38. At this time, the workpiece W has its irreg-
ularities on the inner peripheral surface S crushed by the
burnishing to slightly increase the inner diameter, thereby
preventing the machining blades 51 from contacting the
burnished inner peripheral surface S during backward
feeding.
[0082] As described above, in the second embodi-
ment, during forward feeding, the reaming is executed
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by the reaming part 5 but no burnishing is executed be-
cause the roller diameter is reduced, while during back-
ward feeding, the burnishing is executed by the burnish-
ing part 3a. This allows the combined machining tool
100a to ream the inner peripheral surface S of the work-
piece W having a smaller diameter through the forward
feeding operation, while to burnish the same through the
backward feeding operation. In addition, the machining
conditions can be set for each of the reaming and the
burnishing to allow each processing to be executed under
optimum conditions.
[0083] Hereinabove, the present invention has been
described based on the embodiments, but the present
invention is not limited to the configurations described in
the above embodiments and may be modified as appro-
priate within the scope of the appended claims.
[0084] For example, in the above-described embodi-
ments, the mandrel 33 or 33a is fixed to the front end of
the shank 1 by screw fastening, but the present invention
is not limited thereto. For example, the mandrel 33 or 33a
may be arranged radially outside the shank 1 and fixed
to the shank 1 such as by a key. In this case, the base
part 53 of the reaming part 5 can detachably be attached
to the shank 1.

LEGEND OF NUMERICAL SIGNS

[0085]

1 Shank
3, 3a Burnishing part
5 Reaming part
6 Fixing bolt
14, 44, 64 Axial hole (Machining-fluid supply pas-

sage)
31 Burnishing roller (roller)
32, 32a Outer peripheral surface
33, 33a Mandrel
34 Frame
35 Adjustment member
38 Elastic member
51 Machining blade
53 Base part
65 Radial hole (Machining-fluid supply pas-

sage)
100, 100a Combined machining tool
D Cutter diameter
S Inner peripheral surface
W Workpiece

Claims

1. A combined machining tool comprising:

a shank (1) that has its rear end to be mounted
on a processing machine;
a burnishing part (3) that is arranged on the

shank and burnishes an inner peripheral surface
of a workpiece; and
a reaming part (5) that is arranged in front of the
burnishing part and executes reaming
wherein the burnishing part comprises:

a mandrel (33) that is fixed to the shank and
has an outer peripheral surface (32) na ta-
pered shape;
rollers (31) that are arranged on the outer
peripheral surface of the mandrel;
a frame (34) that holds the rollers so as to
be rollable on the outer peripheral surface
of the mandrel;
an adjustment member (35) that presses
the frame axially from one end thereof to
adjust its axial position with respect to the
mandrel; and
an elastic member (38) that is arranged ax-
ially on the other side of the frame to support
the frame, and

characterised in that the reaming part compris-
es:

a base part (53) that is detachably attached
to the mandrel; and
a machining blade (51) that is formed inte-
grally with the base part,

wherein a hole part (43) is formed in the mandrel
to have inside a tapered surface whose diameter
decreases rearward, and a cylindrical part (55)
s formed in the base part so as to be fitted into
the hole part, to have outside a tapered surface
whose diameter decreases rearward, so that the
diameter of the tapered surface of the hole part
is smaller than that of the tapered surface of the
cylindrical part (55), at an axial position where
a stepped end face (52) of the reaming part (5)
is aligned with the front end surface of the man-
drel (33).

2. The combined machining tool according to claim 1,
wherein the machining blade of the reaming part is
formed in a left-handed twist.

3. The combined machining tool according to claim 1
or claim 2, wherein the mandrel has the outer pe-
ripheral surface in a tapered shape whose outer di-
ameter increases rearward,
the adjustment member presses the frame axially
from the rear end thereof to adjust its axial position,
and
the elastic member is arranged in front of the frame.

4. The combined machining tool according to any of
claims 1 to 3, wherein the mandrel has the outer
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peripheral surface in a tapered shape whose outer
diameter increases frontward,
the adjustment member presses the frame axially
from the front end thereof to adjust its axial position,
and
the elastic member is arranged in the rear of the
frame.

5. The combined machining tool according to claim 1,
wherein a machining-fluid supply passage for sup-
plying machining fluid to the reaming part is formed
internally through the shank, the burnishing part, and
the reaming part.

6. The combined machining tool according to claim 5,
wherein a machining-fluid supply passage for sup-
plying machining fluid to the reaming part is formed
internally through the shank, the burnishing part, and
the reaming part.

7. The combined machining tool according to claim 4,
wherein a machining-fluid supply passage for sup-
plying machining fluid to the reaming part is formed
internally through the shank, the burnishing part, and
the reaming part.

8. A machining method using the combined machining
tool according to claim 3, the method comprising:

using the adjustment member to adjust the axial
position of the frame, in order to set the roller
diameter, which is the diameter of a circle cir-
cumscribing the rollers, to be greater than the
cutter diameter which is the outer diameter of
the machining blade of the reaming part; and
during forward feeding, executing the reaming
by the reaming part and executing the burnish-
ing by the burnishing part, while during back-
ward feeding, executing no burnishing because
the roller diameter is reduced.

9. A machining method using the combined machining
tool according to claim 4, the method comprising:

using the adjustment member to adjust the axial
position of the frame, in order to set the roller
diameter, which is the diameter of a circle cir-
cumscribing the rollers, to be greater than the
cutter diameter which is the outer diameter of
the machining blade of the reaming part; and
during forward feeding, executing the reaming
by the reaming part but executing no burnishing
because the roller diameter is reduced, while
during backward feeding, executing the burnish-
ing by the burnishing part.

Patentansprüche

1. Ein Kombinationszerspanungswerkzeug, das Fol-
gendes beinhaltet:

einen Schaft (1), dessen hinteres Ende auf einer
Bearbeitungsmaschine montiert werden soll;
ein Glättstück (3), das auf dem Schaft angeord-
net ist und eine innere Umfangsoberfläche eines
Werkstücks glättet; und
ein Aufreibstück (5), das vor dem Glättstück an-
geordnet ist und Aufreiben durchführt,
wobei das Glättstück Folgendes beinhaltet:

einen Dorn (33), der an dem Schaft befestigt
ist und eine äußere Umfangsoberfläche
(32) mit einer verjüngten Form aufweist;
Walzen (31), die auf der äußeren Umfangs-
oberfläche des Dorns angeordnet sind;
einen Rahmen (34), der die Walzen hält,
sodass sie auf der äußeren Umfangsober-
fläche des Dorns rollbar sind;
ein Anpasselement (35), das den Rahmen
axial von einem Ende davon drückt, um sei-
ne axiale Position in Bezug auf den Dorn
anzupassen; und ein elastisches Element
(38), das axial auf der anderen Seite des
Rahmens angeordnet ist, um den Rahmen
zu stützen, und

dadurch gekennzeichnet, dass das Aufreib-
stück Folgendes beinhaltet:

ein Basisstück (53), das lösbar an dem Dorn
angebracht ist; und
ein Zerspanungsmesser (51), das einstü-
ckig mit dem Basisstück ausgebildet ist, wo-
bei ein Lochstück (43) in dem Dorn ausge-
bildet ist, um innen eine verjüngte Oberflä-
che aufzuweisen, deren Durchmesser nach
hinten abnimmt, und wobei ein Zylinder-
stück (55) in dem Basisstück ausgebildet
ist, sodass es in das Lochstück eingepasst
werden kann, um außen eine verjüngte
Oberfläche aufzuweisen, deren Durchmes-
ser nach hinten abnimmt, sodass an einer
axialen Position, wo eine abgestufte End-
fläche (52) des Aufreibstücks (5) mit der vor-
deren Endoberfläche des Dorns (33) bündig
ist, der Durchmesser der verjüngten Ober-
fläche des Lochstücks kleiner ist als der der
verjüngten Oberfläche des Zylinderstücks
(55).

2. Kombinationszerspanungswerkzeug gemäß An-
spruch 1, wobei das Zerspanungsmesser des Auf-
reibstücks mit einem Linksdrall ausgebildet ist.
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3. Kombinationszerspanungswerkzeug gemäß An-
spruch 1 oder Anspruch 2, wobei die äußere Um-
fangsoberfläche des Dorns eine verjüngte Form auf-
weist, deren Außendurchmesser nach hinten zu-
nimmt,
wobei das Anpasselement den Rahmen axial von
dessen hinteren Ende drückt, um seine axiale Posi-
tion anzupassen, und
das elastische Element vor dem Rahmen angeord-
net ist.

4. Kombinationszerspanungswerkzeug gemäß einem
der Ansprüche 1 bis 3, wobei die äußere Umfangs-
oberfläche des Dorns eine verjüngte Form aufweist,
deren Außendurchmesser nach vorne zunimmt,
wobei das Anpasselement den Rahmen axial von
dem vorderen Ende davon drückt, um seine axiale
Position anzupassen, und
das elastische Element hinter dem Rahmen ange-
ordnet ist.

5. Kombinationszerspanungswerkzeug gemäß An-
spruch 1, wobei ein Zerspanungsfluidzuführkanal
zum Zuführen von Zerspanungsfluid zu dem Aufreib-
stück intern durch den Schaft, das Glättstück und
das Aufreibstück ausgebildet ist.

6. Kombinationszerspanungswerkzeug gemäß An-
spruch 5, wobei ein Zerspanungsfluidzuführkanal
zum Zuführen von Zerspanungsfluid zu dem Aufreib-
stück intern durch den Schaft, das Glättstück und
das Aufreibstück ausgebildet ist.

7. Kombinationszerspanungswerkzeug gemäß An-
spruch 4, wobei ein Zerspanungsfluidzuführkanal
zum Zuführen von Zerspanungsfluid zu dem Aufreib-
stück intern durch den Schaft, das Glättstück und
das Aufreibstück ausgebildet ist.

8. Ein Zerspanungsverfahren unter Verwendung eines
Kombinationszerspanungswerkzeugs gemäß An-
spruch 3, wobei das Verfahren Folgendes beinhal-
tet:

Verwenden des Anpassungselements, um die
axiale Position des Rahmens anzupassen, um
den Walzendurchmesser, der der Durchmesser
eines die Walzen umgebenden Kreises ist, so
festzulegen, dass er größer als der Schneid-
werkzeugdurchmesser ist, der der äußere
Durchmesser des Zerspanungsmessers des
Aufreibstücks ist; und
während des Vorschubs, Durchführen des Auf-
reibens mit dem Aufreibstück und Durchführen
des Glättens mit dem Glättstück und, während
des Rückschubs, kein Durchführen von Glätten,
da der Walzendurchmesser verringert ist.

9. Zerspanungsverfahren unter Verwendung eines
Kombinationszerspanungswerkzeugs gemäß An-
spruch 4, wobei das Verfahren Folgendes beinhal-
tet:

Verwenden des Anpassungselements, um die
axiale Position des Rahmens anzupassen, um
den Walzendurchmesser, der der Durchmesser
eines die Walzen umgebenden Kreises ist, so
festzulegen, dass er größer als der Schneid-
werkzeugdurchmesser ist, der der äußere
Durchmesser des Zerspanungsmessers des
Aufreibstücks ist; und
während des Vorschubs, Durchführen des Auf-
reibens mit dem Aufreibstück aber kein Durch-
führen von Glätten, da der Walzendurchmesser
verringert ist, und während des Rückschubs,
Durchführen des Glättens mit dem Glättstück.

Revendications

1. Un outil d’usinage combiné comprenant :

une tige (1) dont l’extrémité arrière doit être mon-
tée sur une machine de traitement ;
une partie de brunissage (3) qui est disposée
sur la tige et brunit une surface périphérique in-
terne d’une pièce à travailler ; et
une partie d’alésage (5) qui est disposée devant
la partie de brunissage et exécute un alésage
où la partie de brunissage comprend :

un mandrin (33) qui est fixé à la tige et pré-
sente une surface périphérique externe (32)
en une configuration effilée ;
des galets (31) qui sont disposés sur la sur-
face périphérique externe du mandrin ;
un cadre (34) qui maintient les galets de ma-
nière à ce qu’ils puissent rouler sur la sur-
face périphérique externe du mandrin ;
un élément d’ajustement (35) qui exerce
une pression axiale sur le cadre depuis une
extrémité de celui-ci afin d’ajuster sa posi-
tion axiale par rapport au mandrin ; et
un élément élastique (38) qui est disposé
axialement de l’autre côté du cadre afin de
supporter le cadre, et

caractérisé en ce que la partie d’alésage
comprend :

une partie de base (53) qui est attachée au
mandrin de manière à ce qu’elle puisse être
détachée ; et
une lame d’usinage (51) qui est formée de
manière solidaire avec la partie de base,
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où une partie de trou (43) est formée dans le
mandrin pour avoir à l’intérieur une surface ef-
filée dont le diamètre diminue en allant vers l’ar-
rière, et une partie cylindrique (55) est formée
dans la partie de base de manière à être emboî-
tée dans la partie de trou, pour avoir à l’extérieur
une surface effilée dont le diamètre diminue en
allant vers l’arrière, de sorte que le diamètre de
la surface effilée de la partie de trou est plus
petit que celui de la surface effilée de la partie
cylindrique (55), au niveau d’une position axiale
où une face d’extrémité à épaulements (52) de
la partie d’alésage (5) est alignée avec la surface
d’extrémité avant du mandrin (33).

2. L’outil d’usinage combiné selon la revendication 1,
où la lame d’usinage de la partie d’alésage est for-
mée en une torsion à gauche.

3. L’outil d’usinage combiné selon la revendication 1
ou la revendication 2, où le mandrin présente la sur-
face périphérique externe en une configuration effi-
lée dont le diamètre externe augmente en allant vers
l’arrière,
l’élément d’ajustement exerce une pression axiale
sur le cadre depuis l’extrémité arrière de celui-ci afin
d’ajuster sa position axiale, et
l’élément élastique est disposé devant le cadre.

4. L’outil d’usinage combiné selon n’importe lesquelles
des revendications 1 à 3, où le mandrin présente la
surface périphérique externe en une configuration
effilée dont le diamètre externe augmente en allant
vers l’avant,
l’élément d’ajustement exerce une pression axiale
sur le cadre depuis l’extrémité avant de celui-ci afin
d’ajuster sa position axiale, et
l’élément élastique est disposé à l’arrière du cadre.

5. L’outil d’usinage combiné selon la revendication 1,
où un passage d’alimentation en fluide d’usinage
pour l’alimentation en fluide d’usinage de la partie
d’alésage est formé en interne à travers la tige, la
partie de brunissage, et la partie d’alésage.

6. L’outil d’usinage combiné selon la revendication 5,
où un passage d’alimentation en fluide d’usinage
pour l’alimentation en fluide d’usinage de la partie
d’alésage est formé en interne à travers la tige, la
partie de brunissage, et la partie d’alésage.

7. L’outil d’usinage combiné selon la revendication 4,
où un passage d’alimentation en fluide d’usinage
pour l’alimentation en fluide d’usinage de la partie
d’alésage est formé en interne à travers la tige, la
partie de brunissage, et la partie d’alésage.

8. Un procédé d’usinage utilisant l’outil d’usinage com-

biné selon la revendication 3, le procédé
comprenant :

l’utilisation de l’élément d’ajustement pour ajus-
ter la position axiale du cadre, afin de régler le
diamètre de galets, lequel est le diamètre d’un
cercle circonscrivant les galets, pour qu’il soit
supérieur au diamètre de dispositif de coupe,
lequel est le diamètre externe de la lame d’usi-
nage de la partie d’alésage ; et
pendant l’avancement, l’exécution de l’alésage
par la partie d’alésage et l’exécution du brunis-
sage par la partie de brunissage, tandis que pen-
dant le recul, il n’est pas exécuté de brunissage
du fait que le diamètre de galets est réduit.

9. Un procédé d’usinage utilisant l’outil d’usinage com-
biné selon la revendication 4, le procédé
comprenant :

l’utilisation de l’élément d’ajustement pour ajus-
ter la position axiale du cadre, afin de régler le
diamètre de galets, lequel est le diamètre d’un
cercle circonscrivant les galets, pour qu’il soit
supérieur au diamètre de dispositif de coupe,
lequel est le diamètre externe de la lame d’usi-
nage de la partie d’alésage ; et
pendant l’avancement, l’exécution de l’alésage
par la partie d’alésage mais sans exécution de
brunissage du fait que le diamètre de galets est
réduit, tandis que pendant le recul, le brunissage
est exécuté par la partie de brunissage.
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