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Fig. 1 Photographs of experimental equipments for magnetic polishing
Table 1. Composition of the mixture rate

Magnetic | Abrasive | Abrasive Somnosion Resin Synthesis Synthesis
material | material | mesh(#) D (ml/g) | temperature(C) | time(min)
60
Sr—ferrite 150 Sr—ferrite : WA
WA 180 = . 0.15 185 120
(SrFez0q) = 1 &0
220
320
Table 2. Polishing conditions
3 Abrasive Magnetic Grinding Feed rat
l\fqﬁgggf size flux density speed Nl Pass number
(mm) (G) (m/min) (mm/rev)
13
Sr-ferri e % i
r—tferrite d
(SrFez04) b2 4,500 385 242 !
6,000 636 0.55
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Fig 2. Surface roughness according to variations polishing condition

(a) #60 (b) #120 (c) #180 (d) #220 (e) #320
Fig 3. Photograph of magnetic abrasive particle by Microscope (Wa : S_r—ferrite =1: 1)
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