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(Study on the Rapid Magnetic Polishing System of Free-Surface Die/Mold)
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NOMENCLATURE
2 271789 Al 7l tmagnetic field strength)
1 A3 =249 doldength in the magnetic circuit)

x © 7FEEF e dol(working-gap length)

B A4 E(magnetic {lux density)

DT e 2HE ALY E (residual magnetic
flux density)

# 0 B A& (magnetic permeability)

DT e AR (relative magnetic
permeability of magnet)

¢ AL (magnetic flux)

A\ BE A (cross sectional arca)

Tyt 7bgFFohM e A8 (magnetic force in the
working-gan)

m, w, g A FEAE F3E dehl s Yzl
(indicate magnet, workpiece and working-gap,
respectively)
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Table X Condutions for polishing experiment

working clearance ¢ 2 mm ( equivalent to gap1)
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500 rpm. for curved surface
table feed rate A0mmymun for flat surface
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