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Study on Improving the Efficiency of Magnetic
Abrasive Polishing for Die & Mold Surfaces
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Abstract

There are many difficulties in automatic polishing for die & mold surfaces.

Even though the process has heen

studied in the past 15 vyears, it has not been achieved yet, but by the process of actual hand work of well-skilled

workers.

A new magentic assisted polishing process ,which is one of the potential methods for automation of surface

finishing has been studied in the past 10 years by colleagues.

The process has many merits, but on the other

hand also has demerits, one being low efficiency of grindability by comparision with grinding wheel polish.

Therefore, some attempts were tried to improve the grindability by adopting electropolishing, ultra-high speed

milling, 5-axis controlled machine etc...

most recently by colleagues.

This study also aims to improve the efficiency

of polishing by introducing the easily—polished shape surface milling method equalizing the tool feed per tooth to the

nick feed. This milling method was experimentally confirmed to have sufficient grindability to polish milled surface

(with 10 zmRmax surface roughness) into mirror surface ( with 0.4 zmRmax surface roughness).
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Fig.1 The Model of Milled Surface in dependence on Fz
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Table 1 Experimental Apparatus & Machining Condition
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Fig.3 Polished Surface Roughness in dependence of Fz
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