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High precision laser hardening method using dummy irradiation for small and thin
parts
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This research subject aimed to form uniform high hardness distribution only
at the parts demanded such as the blade edge or rolling element contact parts and high shape
accuracy for thin and small parts such as etched blades and miniature guide rails. Moreover, another

purpose is to establish the manufacturing method with low environmental burden. Therefore, a new
method that achieves high accuracy by performing “ dummy irradiation” to offset the thermal
deformation during laser hardening was proposed and developed. Moreover, environmental burden
reduction effect was shown.
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