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Fig. 1 Configuration of magnetic abrasive finishing
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Table 1 Boundary conditions of inductor

Elements size 0.003m
Permeability 10000
Current 1.5A

working gap 1.0mm

I i i

©) Gé.ometry"mode

—
PiREZ0ES

.

(b) magnetic flux density ( @19mm)

(c) magnetic flux density ( @30mm)
Fig. 2 Analysis of magnetic flux density according to change of diameter
of inductor
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(b) Magnetic flux density at 2A of current
Fig. 3 Magnetic flux density for distance from center of inductor

Table 2 Experimental conditions

Items Conditions
Magnetic flux density 0.2 Tesla
Traverse speed 6mm/min
Magnetic abrasive Fe+Diamond powder(#800)
Grain size 100(ym)
Revolution speed 1200rpm
Workpiece SM45C
Current 15A
Working gap 1.0 mm
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Fig. 4 Change of surface roughness and working range after MAP
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