shREUT s 2000HE FHGEHE ERT

MEEHRHS 0|88t A|FHHADIZH SHEA
Characteristic analysis of magnetorheological finishing process
using material surface model
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Fig. 1 Schematic of a MR finishing machine
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Fig. 2 (a) The magnetic flux line between electromagnet poles
(b) The magnetic flux density of electromagnet
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Fig. 3 Variation of surface roughness during MR finishing process
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Fig. 4 Variation of surface roughness with rotational speed
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Fig. 5 Variation of surface roughness with the magnitude of
magnetic flux density
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Fig. 6 Variation of surface roughness with diameter of powder
and kind of abrasives

@

3

s
I

IS
]
s

Surface roughness (nm)
S
= S
—E—

100

~
a
.

@
=}
!

N
o
1

o

Vertical height of specimen (um)
S

Horizontal distance of specimen (mm)
Fig. 7 Surface profile of specimen
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Fig. 8 DFT result of surface profile of Fig.7
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