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A Study on the Mirror Surface Finishing System Using
Micro Abrasive Film

Hong-Bea Kim,* Ki-Soo Kim,** Suk Namgung***

ABSTRACT

The surface finishing system using the micro abrasive film was designed and manufactured to make the

mirror surface of the cylindrical workpieces. An experimental study of surface finishing was carried out to

investigate the performance of mirror surface finishing system. The surface roughness value of stainless
steel was about 0.2~0.25mm Rmax. 0.02~0.04um Ra, using abrasive grain size of 12, 9um. The surface
roughness value of chrome coated workpiece was about 0.07~0.11ym Rmax, 0.01um Ra using abrasive grain
size 3um. In the same condition, the chrome coated workpiece has obtained better surface roughness charac-

teristics than the one of stainless steel.

Key Words : Mirror Surface Finishing Syster1(Z® 7} Al2®), Mirror Surface(3%8),
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Fig. 1 Configuration of the mirror surface finishing system
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Fig. 2 Finishing principle of the mirror surface finishing system.
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Fig. 3 Drawings of the oscillation head and pressure mechanism.
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Fig. 5 Drawings of the abrasive film feeding mechanism.
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Table 1 Experimental conditions

item
grinding speed[m/min]

9%

polishing forcelkgf] 8
film feed speedlmm/min] 75
25

5

45

oscillation frequency[Hz]
oscillation amplitudelmm]}

contact roll hardpess(Hs]

carriage feed speed{mm/rev]

film grain size[m] 60, 30, 20, 12, 9, 5, 3
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Fig. 7 Surface roughness of the stainless steel with respect to
grain size.
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Fig. 9 Surface roughness of the chrome coated workpiece
with respect to grain size.
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Fig.10 Mirror finished surface of the chrome coated work-
piece in the grain size 3um
(007um ~ 0.11gm Rmax, 0.01;m Ra).
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