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Abstract

For the industrial application of electropolishing process, we investigated electropolishing characteristics
of stainless steel through increasing the specimen size or electrode gap. In this study, we performed a set
of experiment with the specimen size of 10 cm x 10 cm and the electrode gap of 1 cm or more. In the
view of the electropolishing process, the electrolyte temperature and the polishing time were most important
factors compared with the current density and the electrode gap. Especially, the electrolyte temperature most
importantly affected surface roughness and current efficiency on electropolishing characteristics. For the indus-
trial application of electropolishing process, it should be considered for important factors such as electrolyte
temperature, polishing time, current density and electrode gap, etc.
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Fig. 1. Electropolishing apparatus.

Table 1. Composition of STS 304

Symbols for element Composition(% w/w)
C <0.08
Si <1.00
Mn <2.00
P <0.045
S <0.03
Ni 8.0 ~ 10.5
Cr 18.0 ~ 20.0
Fe balance

%)
TEE FASATI].
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Fig. 2. Surface roughness improvement and current
efficiency according to electrode gab.
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Fig. 3. Surface roughness improvement and current
efficiency according to current density.
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Fig. 4. Surface roughness improvement and current
efficiency according to electrolyte temperature.
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Fig. 5. Surface roughness improvement and current
efficiency according to polishing time.
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