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Study on Micro Groove Polishing Based on Magnetic Abrasive Finishing
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(School of Mechanical Engineering and Automation, University of Science and Technology Liaoning, Anshan 114051,
China)

[ABSTRACT] The edge deburring and bottom surface polishing of micro nozzle swirl grooves is difficult to be achieved
by using traditional processing methods, using magnetic force grinding method can well realize the spiral chute edge de-
burring and groove bottom surface finishing processing. Processing mechanism of edge deburring and bottom surface
polishing of micro nozzle swirl grooves by magnetic abrasive finishing is analyzed; the finite element theory analysis and
experiments are conducted for verification. The 3D depth of field electron microscopy is used to observe and record before

and after polishing. The results show that using permanent-magnetic mill have a good effect on edge deburring and bottom

surface polishing of micro nozzle swirl grooves.
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Fig.1 Schematic magnetic abrasive finishing
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Fig.2 Workpiece surface magnetic field intensity distribution
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Fig.4 Comparison of groove bottom topography before and

after polishing
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Fig.5 Comparison of edge burr removing before and after
polishing
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