No2 (51) 2025 «Yessenov Science Journal»

UDC 621.785.5
MRNTI 55.22.31
DOI 10. 56525/'YQGW9045

IMPROVING THE OPERATIONAL PROPERTIES OF A CUTTING TOOL BY
STATIC HARDENING METHODS

0.G. Kikvidze
Akaki Tsereteli State University, Kutaisi, Georgia
e-mail.ru: kikvidze6@mail.ru

Annotation. The study is devoted to the investigation and analysis of static deformation
methods of surface strengthening applied to cutting tools. Special attention is paid to burnishing and
diamond burnishing, which are widely used in industry to improve the performance of cutting
instruments. The work describes the mechanics of surface plastic deformation, the role of deforming
elements, and the formation of microstructural and mechanical properties of the strengthened surface
layer. The obtained results demonstrate that static deformation methods significantly reduce surface
roughness, increase microhardness, and create favorable residual compressive stresses. In particular,
diamond burnishing ensures a reduction of roughness by 2—6 times, an increase of surface hardness
by 40-50%, and an improvement of load-carrying capacity up to 10 times compared with the
untreated surface. The depth of the strengthened layer may vary from 0.2 to 25 mm depending on
processing regimes and material properties. Graphical analysis confirms that diamond burnishing
provides the greatest effect among static methods due to its ability to form a deep and smooth
transition zone of hardened material. As a result, the operational life, wear resistance, and reliability
of cutting tools are significantly enhanced. The study highlights the importance of static deformation
strengthening methods in modern tool manufacturing and their potential application for improving
the performance of tools made from hardened steels and coated materials.

Keywords: deformation hardening, static methods, diamond burnishing, roller burnishing,
cutting tool.

Introduction

Modern mechanical engineering places increasingly high demands on the performance
characteristics of cutting tools. Reliability, wear resistance, and durability are largely determined by
the condition of the surface layer, since it is the one that primarily experiences contact loads, friction,
and thermal effects during operation. One of the effective ways to increase tool life is surface
strengthening based on plastic deformation.

Deformation strengthening methods make it possible to form favorable residual compressive
stresses in the surface layer, reduce roughness, and increase the microhardness of the material. Unlike
thermal and chemical-thermal methods, static techniques do not require complex equipment, are
highly technological, and can be applied on standard machine tools [1].

The most common static methods include roller burnishing and diamond burnishing. These
processes provide smoothing of surface micro-irregularities, increase the load-bearing capacity, and
form a hardened layer of a given depth. Particularly important is the fact that diamond burnishing is
effective even when processing hardened steels and coated tools, which expands its application in
tool manufacturing [2,3].

The relevance of the study lies in the need to search for and implement accessible and effective
strengthening technologies that improve the quality and performance of cutting tools. The
consideration of static deformation strengthening methods makes it possible to assess their
advantages, determine the optimal processing conditions, and highlight prospects for their further
application in mechanical engineering.

Materials and methods

Surface strengthening methods based on deformation are applied to improve the durability of
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metal-cutting tools and a wide range of machine parts, with many examples demonstrating their
effectiveness for cutting tools in particular. Each strengthening method based on deformation of the
cutting tool is characterized by its own deformation mechanics, specific features of forming the
geometric and physico-mechanical properties of the surface layer, as well as the conditions under
which the strengthening process takes place [4].

The mechanics of surface plastic deformation are determined by the type of action exerted by
the deforming element on the cutting tool. Depending on this, deformation strengthening methods are
divided into static and dynamic. Static methods (such as roller burnishing, smoothing, etc.) are
characterized by a constant deformation force over time and continuous contact between the
deforming element and the cutting tool. Dynamic methods (shot peening, vibrational, ultrasonic
treatment, peening, etc.) are characterized by impulse action of the deforming elements on the surface
of the cutting tool under conditions of intermittent contact. Recently, methods combining both static
and dynamic loads have also become widespread.

To implement these methods, “hard” deforming elements are used—balls, rollers, granular
materials (metallic or glass shot, abrasives, etc.). In addition, in some cases, the deforming element
may be a medium, such as a magnetic field [5].

Under the pressure of the deforming element on the surface layer of the tool, residual plastic
deformation occurs in its outer layers, and due to the accumulation of dislocations, so-called strain
hardening of the surface takes place. As a result, surface microhardness increases, roughness
decreases, and favorable stresses (residual compressive stresses) are generated. This last effect is
especially important, since after grinding, tensile residual stresses are usually present in the surface
layer of the tool, which significantly increase the likelihood of brittle fracture of the surface layer
during operation.

Research results

The application of static methods (roller burnishing, internal burnishing, and smoothing)
provides sufficiently high values of microhardness and residual compressive stresses at a relatively
small depth of the hardened layer. Dynamic methods (shot peening, hydro-shot peening, and peening)
also provide high values of microhardness and residual compressive stresses, but in this case the
hardened layer has a significantly greater depth. In addition, dynamic methods ensure a smoother
transition from the hardened to the non-hardened surface. At the same time, with certain dynamic
methods, a considerable deterioration of the initial surface roughness of the tool may occur.

The varieties of static surface deformation methods include roller burnishing (processing of
external surfaces), internal burnishing (processing of internal surfaces), knurling (surface texturing),
and diamond burnishing. In industrial practice, roller burnishing and diamond burnishing are mainly
used for cutting tools. In these methods, a special deforming element is applied, which interacts with
the processed surface of the cutting tool through rolling, sliding, or indentation schemes [6].

hardened layer

deformation focus

cutting tool

Figure 1 - Schematic diagram of rolling cutting tool roller
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Roller burnishing is carried out using a special tool, the working elements of which are balls
or rollers made of hardened steels or hard alloys. The presence of various rotational and translational
movements makes it possible to process different types of surfaces (flat, cylindrical, or shaped).

Smoothing is performed with a tool whose working element is a diamond, hard-alloy, or
ceramic indenter (tip) that slides over the processed surface. This method can be applied to all types
of surfaces—from flat to shaped ones.

Figure 1 shows the basic scheme of the roller burnishing process of a cutting tool. The essence
of the method lies in the fact that the roller is pressed against the surface of the cutting tool with a
fixed force P, and moves relative to it while simultaneously rotating around its own axis. In some
cases, other processing schemes may be used, in which the workpiece performs rotational or
translational motion. In the zone of local contact between the roller and the processed surface of the
tool, a plastic deformation zone is formed, which moves together with the deforming element. As a
result, the surface layer of the cutting tool is successively deformed to a depth h, equal to the depth
of propagation of the deformation zone [7].

Figure 2 shows a typical design of a tool used for plastic deformation of external cylindrical
surfaces by the roller burnishing method.
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Figure 2 — Design of the tool for plastic deformation by ball burnishing
1 - plug, 2 - bolt, 3 - spring, 4 - housing, 5 - thrust bearing, 6 - pin,
7 - stopper, 8 - ball, 9 - bearing, 10 - axle, 11 - peg, 12 — shank

The shank of the tool is fixed in the tool holder or in a special fixture of the machine. Burnishing
of the processed surface is carried out by a ball that rests against the outer race of a bearing mounted
on an axis and is held in place by a cap with a retainer. Under the action of the burnishing force, the
ball is displaced and moves the quill in the housing bore, which compresses the spring. The spring,
on one side, presses against the thrust washer and, on the other, against the plug, which is used to
adjust the spring compression force. The quill is prevented from rotating in the housing by a bolt.

Diamond burnishing of cutting tools is essentially similar to roller burnishing and consists in
the plastic deformation of the surface layers of the tool by a diamond crystal, the working part of
which may have different shapes. The diamond tool, pressed with a certain force, slides over the
surface of the processed workpiece (cutting tool), smoothing out micro-irregularities and
strengthening it.

Figure 2 shows the scheme of surface layer deformation during burnishing. The tool, pressed
against the processed surface with a force Py, penetrates to a certain depth and, during its movement,
smooths the initial irregularities. After the tool passes, partial elastic recovery of the surface occurs,

297



No2 (51) 2025 «Yessenov Science Journal»

corresponding to the amount of hardening. The contact between the tool and the processed surface in
cross-section occurs along the arc abc.

For burnishing, tips made of natural and synthetic diamonds with different cutting shapes are
used. A spherical tip allows the processing of external, internal, and flat surfaces. A cylindrical shape
is applied only for external cylindrical surfaces. The toroidal shape has not found wide application
due to the complexity of manufacturing large diamonds. In addition, a conical burnisher can be used,
which works with the large surface of the cone [8.9].

The exceptionally high hardness of diamond (six times higher than that of hard alloys) and its
low coefficient of friction (0.03—0.12) make it possible to process almost all metals that are capable
of plastic deformation, including hardened steels [3]. The small radius of the burnisher tip (0.5-4
mm) determines a relatively small burnishing force (from 50 to 300 N), which makes it possible to
process low-rigidity parts. Diamond burnishing is applied after turning or grinding.

As aresult of burnishing, surface roughness is reduced by a factor of 2—6, load-bearing capacity
of the surface increases up to 10 times, and surface layer strengthening ranges from 20% to 200%.

In the case of diamond burnishing of tool steel with a TiN coating, residual stresses are formed
in the surface layer [10].

The scheme of surface layer deformation during diamond burnishing is shown in Figure 3.
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Figure 3 - Surface deformation diagram during ironing

As is known, the sign and magnitude of residual stresses have a significant effect on the
performance of the articles. This also applies to depending on the physical and mechanical properties
of the processed material and the processing modes, the depth of the strengthened layer during surface
plastic deformation by smoothing with diamond tools. can vary within a wide range - from 0.2 to 25
mm, and the hardness of the surface layer can be increased by 40-50% compared to the initial one.

Discussion

The results of the study confirm the high efficiency of static methods of deformation hardening
when processing a cutting tool. Analysis of experimental data and graphs showed that diamond
ironing and rolling provide a significant improvement in the quality of the surface layer due to the
complex effect on the microstructure of the material.

First of all, a significant decrease in surface roughness is observed: after diamond ironing, the
Ra parameter decreases by 2-6 times compared to the initial state. This is particularly important since
a smooth surface reduces the coefficient of friction, increases wear resistance and reduces the
likelihood of crack initiation.
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The second important result is an increase in the hardness of the surface layer by 40-50%
relative to the initial level. At the same time, the nature of the distribution of hardness along the depth
of the layer demonstrates its gradual decrease, which ensures a smooth transition to the base material
and excludes sharp changes in properties that could cause premature destruction.

A comparative analysis of the methods showed a difference in the depth of the strengthened
layer: when rolled, it is about 2 mm, with shot blasting - up to 10 mm, and with diamond ironing it
reaches 25 mm. This depth of hardening makes this method the most promising for machining cutting
tools operating under heavy wear conditions.

A significant increase in the bearing capacity of the surface deserves special attention. After
diamond ironing, this indicator increases up to 10 times, which indicates an increase in the ability of
the tool to withstand heavy loads without destruction. In addition, residual compressive stresses are
formed in the surface layer to compensate for adverse tensile stresses occurring after grinding. This
further enhances the brittle fracture resistance of the tool.

Thus, the discussion of the results demonstrates that static strain hardening techniques,
especially diamond ironing, have a high potential for improving the performance of the cutting tool.
These methods can successfully compete with thermal and dynamic methods, while providing ease
of implementation, economy and high efficiency.

Conclusion

1. The analysis showed that static methods of deformation hardening (rolling and diamond
ironing) effectively improve the quality of the surface layer of the cutting tool.

2. Diamond ironing provides the most significant reduction in surface roughness (2-6 times),
which directly increases wear resistance and reduces the likelihood of cracks.

3. As a result of hardening treatment, the hardness of the surface layer increases by 40-50%,
while maintaining a smooth transition of properties from the hardened zone to the base material,
which excludes stress concentration.

4. The depth of the strengthened layer varies depending on the method: when rolled, it is about
2 mm, with dynamic methods - up to 10 mm, and with diamond ironing it can reach 25 mm.

5. The bearing capacity of the surface after diamond ironing increases up to 10 times, and the
formation of residual compression stresses further increases the resistance of the tool to brittle fracture
and wear.

6. Static methods of strain hardening can be successfully used to improve the performance of a
cutting tool, including those made of hardened steels and coated with hard nitride layers (for example,
TiN).

Thus, static methods, especially diamond ironing, are a promising direction in the processing
of a cutting tool, providing a comprehensive increase in its reliability and durability.
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KECKIII K¥PAJI/IbIH HMAHJAJAHY KACUETTEPIH CTATHKAJIBIK
KATAUTY 9AICTEPIMEH APTTBIPY

O.I'. Kuxksuaze
Axaxus Lleperenn aTeIHIaFBI MEMIICKETTIK YHUBepcHTeTI, [ py3ust, Kyraucu.
e-mail.ru: kikvidze6@mail.ru

Anparna. byn JkyMmbicTa Keckill KypanJapJblH O€TiH CTaTHKAIBIK JAedopMarisuIbIK
YIPOUYHEHHE QIICTEPIMEH OHJCY EpEKIICNIKTepi KapacThIpbUIFaH, OFaH OOKaTTay >KOHE alMacIeH
TericTey >kaTaabl. ATanfaH SIICTepJiH Heri3iHie AedopManusiayIibl 3JEMEHTTIH IUIaCTUKAIBIK
acepi kaThIp, 071 OeTKi KabaTThIH THIFBI3JATYbIHA, KAIIBIK KBICY KEPHEYJEPIHIH TY3UIyiHE XKoHE
MUKpPOOEPIKTIKTIH apTyblHa anbill Kenenl. JKyprisuireH Tanjay CTaTHUKAIbIK OMICTEPIl KOJIaHY
KypajlJapJbplH MaijJalaHy cHUIaTTaMalapblH €dylp »aKcapTaTbIHBIH KOpCETTi: OeTTeri Kenip-
OyAbIpIBIK 2—6 ecere ToMeHAeN 1, KaTThUIbIFbI 40—50%-Fa apTajbl )KoHE KYK KOTEprillTiK KaliieTi
10 ecere neitin eceni. YIpOuUHEHHBIM KaOATTHIH TEPEHIT TaHAAIFAH 9IICKE XKOHE OHJCY PEKUMIHE
OaitnanbicTel 0,2-71€H 25 MM-Te JIeiliH e3repyl MyMKiH. ['padukTep apTypiai onepauusiiapJad KeHiHri
KeJlIp-OyAbIPIBIKTBIH TOMEHJIEY1H, OeTKi KabaTTarbl KaTTBUIBIKTBIH apTybIH, SPTYpJl IICTEpJeri
yIPOYHEHHE TEPEHJITHIH CaJIbICTBIpMalIbl KOPCETKIIITEPiH JKOHE ajMacIieH TETiCTeyaeH KeHiHTi
YK KOTEPTILITIKTIH aliTapibIKTall ©CylH aHbIK KepceTei. MaHbI3/bl HOTHKE PETIH/E, LUTU(PTEYIeH
KelliH maiijia 60NaThIH CO3bUTY KEpHEYJIEPiHIH Tepic 9CepiH OTEHTIH kKoHE KYpallJblH MOPT ChIHYFa
TYPAaKTBUIBIFBIH aPTTHIPATHIH KOJIANWIIBI KAJJIBIK KbICY KEPHEYJIEPIHIH TY31Tyl KOpCETIIreH. AJMaciex
Tericrtey, ajaMas/blH >KOFapbl KATTBUIBIFBI MEH YHKenmic Ko3(p@HUUMEHTIHIH TeMeH OoilyblHa
OaiiylaHbICThI, OETTIH canachkl MEH YIPOUHEHHE TEPEHIIT OOMbIHINA €H KOFapbl KOPCETKIIITEPre KOl
xeTkizeni. CoHIbIKTaH OyJI o/1ic MIBIHBIKKAH OoJlaTTap MEH KanTamasapsl 6ap Kypaijgapisl eHAey e
aca TUIMJI1 OoJIbIn TaObLIa k!, XKanmsl anFanaa, CTaTUKAIBIK JehOopMallusbIK YIPOUYHEHHUE JIiCTepl
KECKIII KypanjgapblH OepiKTiriH, TO3yFa TO3IMIUIITH jKOHE CEHIMIUIITH apTThIPYIbIH OoJalarsl
30p OAFbITHI OOJIBITT TAOBLIA/IBI.

Tyiiin ce3nep: neGopMaLUsIBbIK HBIFAITY, CTATUKAIBIK 9/1iCTEP, aIMACIIEH TETiCTey, O0KaTTay,
KECKII KypaJl.
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MOBBIIIEHUE SKCILTYATAIIMOHHBIX CBOMCTB PEXYIIETO MHCTPYMEHTA
CTATUYECKUMU METOJAMMU YIITPOYHEHUA

O.I'. KukBuase
I'ocynapcrBennsiii yHuBepcutet uM. Akakus Lleperenu, I'py3us, Kyraucu.
e-mail: kikvidze6@mail.ru

AHHoTanus. B pabote paccMoTpeHbl 0COOEHHOCTH CTATUYECKUX METOJI0B 1€(hOPMAI[IOHHOTIO
YIPOYHEHHUS TOBEPXHOCTEH pEXKYILIEro MHCTPYMEHTa, BKJIIOYas OOKaThIBAaHUE M alMa3HOe
BbIMIakuBaHue. [lokazaHo, YTO JaHHBIE METOJbl OCHOBaHbl Ha IUIACTMYECKOM BO3JEHCTBUU
ne(OpMHUPYIOIIETO IEMEHTA, KOTOPOE BBI3bIBACT YIUIOTHEHHUE IOBEPXHOCTHBIX CIIOEB, 00pa3oBaHMe
OCTaTOYHBIX HANpsDKEHUH cCXKaThg U TOBBIIEHHE MUKPOTBEPAOCTU. IlpoBenéHHbIN aHanu3
MNOATBCPIKAACT, YTO IMPUMCHCHUC CTATUYCCKUX MCTOIJOB IO3BOJJIACT CYHWCCTBCHHO YJIY4YIIHUTH
HKCIUTyaTallMOHHBIE XapAKTEPUCTUKN MHCTPYMEHTA: YMEHBIINUTh LIEPOXOBATOCTh OBEPXHOCTHU B 2—
6 pa3, noBbicuTh TBEPAOCTH HA 40—50% 1 yBenuuuTh HeCylyto crnocooHocts 10 10 pa3s. [Ipu sTom
riryOuHa ynpouHEHHOro cios Bapbupyercs oT 0,2 10 25 MM B 3aBUCUMOCTH OT BBIOPAaHHOI'O METO/1a
u pexunma o0Opaborku. Ha rpadukax HaAriasgHO TOKAa3aHO CHIDKEHHE MIEPOXOBATOCTH TIOCIHE
pasNUYHBIX oOINepauui, pocT TBEPIOCTU B IOBEPXHOCTHOM CJIO€, CpaBHUTENbHAs TIIyOHHA
YOPOYHEHUSI IPU Pa3HbIX METOJaX M 3HAYUTENIPHOE YBEJIMYEHHUE HECYIEH CIIOCOOHOCTH IOCIe
aJIMa3HOrO BBIMVIAXKMBaHUA. BaxHbIM pe3yibraToM sBiseTcss (OpMUpPOBaHHE OJIaronpHUsITHBIX
OCTaTOYHbIX HaHpﬂ)KCHI/Iﬁ cXxarus, KOMIICHCHPYIOIIUX OTpHULATCIIBHOC BO3I[€I71CTBH€
pacTArMBaOIMX HAIPsDKEHUH mociie NUIM(GOBaHUSA W MOBBILAIOIIMX CTOMKOCTh MHCTPYMEHTa K
XpYIKOMY pa3pylLleHHio. AJIMa3HOE BBIMNIAKMBaHUE, Ojarojaps BBICOKOW TBEPAOCTH alMasa U
HU3KOMY K03(duuueHty TpeHus, obecreuuBaeT Haubojee BBICOKME II0Ka3aTesld KadyecTBa
MMOBEPXHOCTH W TIIYOMHBI YIPOYHEHUS, YTO ACNACT ero 0COOCHHO 3((EKTUBHBIM METOJOM IPHU
00paboTKe 3aKaJI€HHBIX CTaled U MHCTPYMEHTOB C MOKPHITUAMHU. TakuM oOpa3oMm, cTaTHYECKHUE
METOAbI IIC(l)OpMaIII/IOHHOFO YHOPOUHCHUA ABJIAKOTCA NCPCIICKTHUBHBIM HAIIPABJIICHHUEM IMOBBIIICHUA
J0JITOBEYHOCTH, U3HOCOCTOMKOCTH M HAJEKHOCTU PEXYIIEr0 MHCTPYMEHTA B YCJIOBUSAX pealbHOU
JKCIUTyaTaluH.

KiaroueBble ciaoBa: 1edopMallMOHHOE YIPOYHEHUE, CTATHYECKUE METOAbI, alMa3Hoe
BBITJIAKMBAaHHUE, OOKATHIBAHUE, PEXKYIIIUNA HHCTPYMEHT.
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