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Deburring of roll molds using a magnetorheological fluid
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Fig. 1 Nickel plated roll molds®
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Fig. 2 Designs of (a) roll deburring; (b) electromagnet
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(a)
Fig. 3 Images of (a) Roll molds model; (b) deburring

device prototype
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Fig. 4 Deburring process

Fig. 5 SEM images of brass (a,c) an as-machined; (b,d)

after deburring
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