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A Study on Surface Magnetic Abrasive Polishing

H. S. Ryu(Mech. Eng. Dept,, YNU), T. I. Ko (Mech. Eng. Dept., YNU),
H. S. Kim(Mech. Eng. Dept., YNU), S. W. Lee(lljin Thchwin Co., Ltd.)

ABSTRACT

This paper describes the surface polishing characteristics of a flat and free surface ferromagnetic
substance(SM45C) that magnetic abrasive polishing processed. The effects of the various working factors on the
surface roughness are clarified by experiments respectively, such as magnetic flux density, rotation speed of magnetic
head, working gap, feed rate of workpiece, diameter of magnetic abrasives, and shape of workpiece. On the basis of
these experiments, the polishing mechanism is discussed and the characteristics of the polishing process are described.
In addition, it is found experimentally that die & mold surfaces are also polished precisely by this process
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Fig. 5 Relationship between magnetic tlux density and
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Table 3 Polishing conditions
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Fig. 6 Relationship between RPM and surface roughness
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Fig. 8 Relationship between polishing time and surface
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