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A Study on the Centrifugal Barrel Finishing of roundaluminium face
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| Abstract |

1

Currently, the technology of surface finishing is highly demanded in a wide range of industries. And many kinds of
surface finishing technologies have been developed for each purpose. But it is still difficult to make a fine surface for the
part which has three dimensional geometry. Now most of these kinds of complex parts are polished by hand by well
skilled workers. This hand work process is inefficient and the production cost is high. Therefore, it is desirable to develop
a new finishing technology to solve such problem. In this study a new device was developed and tested in various test

conditions.
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Fig. 1 Dimensions of specimen

Table 1 Chemical compositions of experimental
Aluminum(wt. %)

Mg Al Si Ti Cr

1.313 [ 94.125| 0.098 | 0.035 | 0.006

AL2024
Mn Fe Cu Zn Total

0.550 | 0.020 | 3.780 { 0.073 |100.00
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Fig. 2 Type of media
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Table 2 Experimental conditions
sample | prototype
Al( ¢85 Al( ¢410
Work (mm)
h=26) h=187)
0.5, 1.0, 1.3, 1.8,
Work speed (m/sec) 1.5, 2.3, 2.8,
2.0, 2.6 3.3
Barreling speed 1.95 937
(m/sec)
Barreling time (min) {10 10
40°, 50°,
Work setting angle (°) {60°, 60° / 13°
70°, 80°/13°
. CKM : T™
Media type ™, CKM - 95 : 75
23e 2¥(sample)dld FHE UF, 1, 93

l Hroz 39T, ¥¥(prototype)e 92 F, W
. 9 22d(side-A), FHEW(side-B) tAl FEoE
‘fl'—r"w 233 ¥HEAAYE Fdste EHIAY 2

Agoq ERAAY #e FAH FERARAA7](1mRa)
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Fig. 4 Surface roughness versus barreling time
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Fig. 5 Surface roughness and material removal versus work
speed
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Fig. 6 Surface roughness versus mixing ratio of media
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Fig. 7 Surface roughness and material removal versus work

setting angle
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Fig. 8 Surface roughness versus work speed of Prototype
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