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Figl. Schematic of AFM tool [1]
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1 Abasive Flow Machining (AFM)
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Ultrasonic Flow Polishing

Orbital Flow Machining

Electrochemical Aided AFM (ECAFM)
Abrasive Flow Rotary Machining (AFRM)
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1 Centrifugal Force Assisted Abrasive Flow Machine
(CFAAFM)

2 Drill Bit Guided Abrasive Flow Finishing (DBG-AFF)

3 Magnetic Assisted Abrasive Flow Machining (MAAFM)
4 Hybrid machining Processes (HMP)
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Tablel. Test variables for studying temperature effect on surface

roughness in AFM [12]

Natural polymer of easter group JUCNES
So ) oudy bw dlgo cdale
Ao oo plw
alwy b > e
vy PRSLY Pl
m/min
4 MPa g o jLié
Ve S Sl
4
I Initial Ra = 4.8 um
32
£ 24
3 |
= L
& 1.6
0.8——
Oh.l.l.l.lxlll}lxl.lx
20 40 60 80 100

Temperatue (°C)

b s, omile s suilos yoos slas al33l b axbas (655 il oY JSC5
[VY] ool oole
Fig3. Increasing the surface roughness with rising abrasive paste
temperature in AFM [12]
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Fig2. a) Sectional view of AFRM tool and b) tool image during

the operation [10]
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Table2. The part list of new tool proposed for the AFRM
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Fig6. Figure of new tool proposed for the AFRM in working

position on a lathe
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Fig4. Samples used in tests before the operation
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Fig7. Clamping method of workpieces on holding plate
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Table4. The process variables and their levels of variations in tests
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Table3. The type of measuring equipments as well as workpiece

and container materials
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Fig12. Increasing rate of abrasive paste temperature in AFM [12]
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Figl3. Variations of the abrasive paste temperature during the
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Table6. Different variables considered for investigating MRR and
surface finish in AFM [9]
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Table9. Calculated depth of chip removed from the workpiece surface
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Table8. Surface finish and MR values achieved with new tool in
the AFRM
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Table10. Resultant material removal at different temperatures in

AFRM process
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Fig15. Decreasing the MR with rising temperature in the
AFRM process
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