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ARTICLE INFORMATION ABSTRACT

Original Research Paper Abrasive flow machining is a new method of metal surface machining which polishes the surfaces
Received 28 July 2015 and edges of complex or small industrial parts with high quality and close tolerances. In this
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method, a fluid containing abrasive particles passes on the surface or inside of the work-piece in a

Available Online 24 Feb 2016 : . . . .
vatfable Dniine =4 February reciprocating way. During the process, the work-piece reaches the desired surface roughness over

time. The main problem in using this method is the low removal rate, and thus longer leadtime to

Keywords: . . - . .

Abrasive flow machining carry out the process. In this study, abrasive flow machining process is simulated in Fluent

Material removal software using discrete phase model, and then to increase the rate of material removal,

Rotating rod centrifugal force imposed by the rotating rod is applied. Simulation was performed for the

Simulation material removal of inner wall of a pipe. Moreover, the influence of the axis rotational speed
parameters, the mass fraction of abrasive particles and number of removal cycles on material
removal rates were evaluated. Also, based on the response surface method, a series of
experiments were designed, and the effects of input parameters and their interactive effects on
the rate of material removal were evaluated by analysis of variance method. Finally, a regression
model is provided to predict the removal rate in the process according to the effective
parameters.
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