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A ‘Study on Automatic Finishing for Die & Mold
Surface Using Magnetic Abrasive Polishing
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This paper describes a new surface finishing process which uses magnetic abrasive polishing. This is applied to

automatic finishing of die & mold surface.

automated by the introduction of NC machine tool and CAD/CAM system.

Nowadays,

mold must be done by hand work of well-skilled workers.

most of die & mold manufaturing procedures have been

But the surface finishing of die &

Though many attempts were tried in the past 15 years

to eliminate this hand work, the automatic finishing of die & mold surface with 3D curvature has not been achieved

yet.
surface finishing.
introduced. The magnetic abrasive polishing

efficiency of die & mold surface finishing.
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which has adopted these methods was confirmed to improve
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New magnetic abrasive {inishing process is thought as one of the possible methods for the automation of 3D

In order to improve the grindability of the method, ultra-high speed and 5-axis machining was

the
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Fig.1

Principle of Magnetic Abrasive Polishing
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Table 1 Experimental Apparatus & Machining Condition

F » AW 3 4 2 a & A 4
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28 $50C -
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(F)no. vl z4

FEM90020-R10-273
(G187 tho] o

A |8 A Frpm) 2,000 30,000

4 | ol%& % (mm/min) 850 9,750

& | A&zl mm) 02 0.1
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Fig2 The Deferences between 3 and 5 axis control
upon Magnelic Avrasive Polisring
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