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A Study on Mold Machining for Bearing Rubber Seal by Formed Tool.
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G. E. Yang{Mech. Eng. Dept. CBNU)

ABSTRACT

The formed tool is used to machine the unique shape of rubber seal for geometrical shaping and reduction of
cutting time. The bearing rubber seal produced by hot press forming has complex geometry for the complex
geometrical shape to prevent leakage of lubricant oil and influx of the dust effectively. Because it is difficult o
machine the unique shape exactly by the conventional tool, the formed tool is used in machining mold of the seal.
In this paper, it is performed for selection of the formed tool to investigate cutting edge wear, cutting force, and
surface quality. Also, an efficient high precision machining is proposed on the experiment data.
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Fig.1. Schematic apparatus

Table. 1 Specifications of experimental apparatus

Vertical Fype
Spindle {(max): 8000rpm
Kistler 9257A
Range : *35kN
Resolution @ 0.01N
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Fig. 2. Formed tool
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Table.2 The mechanical properties of KP4M
1
Specification Value
Yield Point (kg 63.80
Tensile Strength (kegfmn) 73.90
Elongation (%) > 15
Reduction it" Arca (%) > 4
Impact Abso. Energy (Joule) > 60
Surface Hardness (HRe) 28~34
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{a) Clearance angle ¢ tormed 100l

(b} Clearance angle 117 formed tool

Fig. 3. Wear shape of formed tool
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Fig. 6. Formed tools and Rubber seal
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Fig. 7. NC code for cutting
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Fig. 8. Mold of rubber seal
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