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Abstract :

Automated polishing apparatus based on the research have been developed. The research is improvement of

polishing process for surface quality and uniformity improvement of preform injection mold core. Surface quality of
preform core have influence on ejecting and product quality after injection molding. Thus, the current being made by
hand to automate the polishing process, the surface of the preform to improve the quality and uniformity improvement.
First made a division by analyzing manual process a step-by-step. And draw a mechanism for converting mechanical
movement. Automated polishing apparatus for preform core was developed, through which shortens production time and

were able to secure the safety of the worker.
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Fig. 2 3-direction core automated polishing apparatus using
spring
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Fig. 4 A diagram of automated polishing apparatus concept
using fabrics sandpaper
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Fig. 8 Feature of fabrics sandpaper clamp in automated
polishing apparatus
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Fig. 9 Final products and operational test
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