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Investigation on Micro Spiral Polishing Applied to
Complex Surface
Hsinn-Jyh Tzeng

Department of Mechanic Engineering, Southern Taiwan University of Science and Technology
Abstract

This study is mainly applied on the surface of the spiral polishing technology. It is an ultra-precision
machining method that transmits the abrasive through the high-speed rotary screw to have small polishing effect
on machine. It can get a fine processing surface and achieve the removal of fine burrs. This study can also be
extended to ultra-precision polishing for all kinds of precision ball screw. Its processing precision and
processing time are more excellent than the traditional methods. In the experiment, precision polishing
equipment with helical rotation and abrasive that can make rapid transmissions was designed and manufactured.
Then, the method was applied to select the important machining parameters in the fine abrasive spiral polishing.
By a new spiral grinding method Different parameters were employed to observe the material removal rate
(MRR) and the surface roughness (SR). The processing parameters in the experiment included the abrasive
particle size, abrasive concentration, gap, revolution speed and machining time, and so on. Each parameter was
selected to obtain the processing conditions that contributed to a combination between the maximum material
removal rate and the lowest surface roughness.
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