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Fig. 1 Magnetic force generator Fig. 2 Magnetic polishing set up

2.2 A7\ Aot FA|

2 Age A AA-AFRE AVY 2 FAES FAINAF)NM AT
WHPL-380L &5k §&3te] zA7|dnt 78S 88 Fig. 28 £ 434
AHE-E z71Rt AR ol

2.3 At7| Aot
2 49e Ba-Femite® A4ARZ 83 GC AU F4 A2 F A7 A 05~
Imm 2712 A%E A71AvAE o] E3te] A7)Avk 3L FAHRE.

24 X7|do} Al

2 9% A48 AHE 4oz 20T Yt STS04 §4 TolZolth 48

shol = WA §AFLH0E AW 2BF §YRG 2A Aolo] WARI EAB @
3

6+

u} 7}3A ol AlHe] 43 X4+ Fig. 3% 2 ydHe] AAZ] gL Table 13
2,
N AT A S S S (W S e 7L S A
o %
— v, — — WO
<l s
AR AT S T S S i e S S A S
i 200 )

Fig. 3 Geometry and dimension of specimen
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Table 1 Before surface roughness of internal face in STS304 welded pipe

Measﬁrjgg part Ji

(@D Base metal
®@ Deposited metal zone 0.22
® Fusion zone 0.32

25 Aguy

A7ldvtAfe] Q= W AunfEk, AELE, o|FEE, o|F3FT FHo|TYHd
X e 9F¥S 1237 935 Table 29 Zo] APd=AS AA3A

Fig. 33 Z2 A|dS H8Age F&d A7|dut 7| 7o F&3 ¥ gho]Z A}
A% Aol Z(air gap)< 2mmzZ AR F z7)AvtAE Fo|Z Yo FY3l
Az1dvt A Y5 A
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Table 2 Magnetic polishing conditions

Grain size Polishiﬁg_ speed ul
(mesh)
120
37.3 1,000 0.15 2
320
1,000 45.8 2,000 0.24 4
' 554 3,000 0.36 6
2,000
3000 79.2 4,000 0.44 8
' 91.6 5,000 0.53 10
4,000
3. Algan ¢

3.1 Grain sizeo| #37} mo|= ¥ AHEI|o o|x|= HE

AzIdetAe] YE WEsL FolZ Y AF7|Y mAe YIS dotry] M 4
T2 #120, #320, #1000, #2000, #3000, #40000.2 W3S F3 du}EE 79.2m/min, 2
£ % 5000G, °1FE % 0.15mm/rav, Qv 2passE A7|Avl 713E& S35
Fig. 4014 £ & & e} o] #120, #3209 A=< A7|AntAE AL&ste 71537
ol YL AR 7tFoz z+ Bojo] Wi A7) gto] YuwH o] F 2AAME
Zdo 23YAE G719 AMEE 7ol AdEHE ALoZ Aty €9 Y& #1000°]
BAAE 7tEd WH AF7 Y @ BEo FHEES € F AARL JE #2000¢ # ¥HF
o] AM7] gkeol 0.lmRaZ 7HF FAH ATk 430000149 A=A E w4 7Tl
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3.2 Polishing speed2| #=t7} mo|= Y AHAEZ|o o|x= FE
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Fig. 4 Surface roughness Fig. 5 Surface roughness
according to grain size according to polishing speed
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Fig. 6 Surface roughness Fig. 7 Surface roughness
according to magnetic flux density according to feed rate
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Fig. 8 Surface roughness

according to pass number

- 202 -



4. 4 &

A48 STS304 &HT}olZ W A7|dAvtg Bt v 22 ZES & +
AT}

1) dvtEE 79.2m/min, ALY E 5000G, °]44 %= 0.15mm/rav, 9ul3l 4 2pass,
AE #0009 A71AviAZ AvlgS o 0.1ymRael AA7) gL 2L F UAATH

2) AAA 9] A&LET}L Frtge wEl AR7] gro] FFEE & 5 AU

3) olFEHE7t T Wt AR ge] YmFI L & & AU

4) A714vtHE E8Fo2ZN P AAALE Fol HA To|Z A ZEEokd 7]
& Ao 7y

ikl
ret

=

1) HN. Kim, Y.K. Yun, J.W. Shim, “Ultra Finishing by Magnet-Abrasive Grinding
for Internal-face of STS304 Pipe”, Proceedings of the Korean Society of Precision
Engineering Conference, pp.947-952, 2001.10.

2) HN. Kim, Y.K. Yun, J.W. Shim, “Super Precision Finishing of Internal-face in
STS304 Pipe Using The Magnetic Abrasive Polishing”, Journal of the Korea
Institute of Industrial Safety, Vol. 17, No. 3. pp.30-35, 2002.

3) H.N. Kim, S.K. Song, Y.J. Chung, Y.K. Yun, HW. Kim, S.W. Cho, J.W. Shim,
“Development of The Magnetic Abrasive Using Ba-Ferrite”, Journal of the Korea
Institute of Industrial Safety, Vol. 18, No. 2. pp.46-49, 2003.

4) HN. Kim, S.K. Song, Y.K. Yun, HW. Kim, S.B. Kim, H.J. Ahn, J.W. Shim,
“The Effects of Ba-Ferrite Magnetic Abrasive Behavior on Polishing Characteristics”

, Proceedings of the Korean Society of Precision Engineering Conference,
pp.565-568, 2003.6.

- 203 -



