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A Study on Improvement of Finishing Accuracy Using 3-Axis Machine
for Curved Surface Dies
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ABSTRACT

The finishing process for die is an important process because it has influence on final quality of products.
Recently a study on development of 5-axis die automated finishing machine has been progressed. But die must be
moved from the cutting machine to the die automated finishing machine. So manufactur'n;g cost and time increase
and machining error occurs by transfer. So, in this study, a 3-axis machining center was applied to die finishing.
Because cutting tool can be changed to finishing tool by ATC, both of cutting and finishing process are possible
on the machine. However, this application results in the decrease of finishing form accuracy. So this study focused
on the generation of finishing tool path suitable to 3-axis die finishing for the improvement of form accuracy. The
form accuracy evaluation is performed by the measurement of removal depth using a stylus profilometer. From the
result, it is confirmed that form accuracy was improved less than 2;m of removal depth error.
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