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A Study on Ball Screw Polishing Using Magnetic Assisted Polishing
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ABSTRACT

The ball screw is one of the important mechanical parts for the linear motion feeding systems. The
usage of the ball screw has been growing in various industrial fields such as CNC machine tool,
industrial robot and automated systems. Because of ever increasing demand for ball screws, increased
accuracy and quality of the ball screw is needed, especially the surface roughness of the ball contact
area in order to diminish noise and vibration.

Therefore, to improve the surface roughness of the area, we introduced magnetic assisted polishing
which is one of the new potential polishing methods. In this study, diamond slurry and iron powder
was used for magnetic assisted polishing of the ball bearing surface. This polishing process was

experimentally confirmed to improve the surface roughness of the ball bearing.

Key Words : Ball Screw(&44h), Magnetic Assisted Polishing(}7] @ w}4), Polishing(&v}t718),
Surface Roughness (E®ZE), Shury(dvtA)
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Fig.1 Schematic diagram of magnetic
assisted polishing for ball screw
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Photo.1 External appearance of magnetic

assisted polishing for ball screw
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Fig.2 Effect of polishing tool revolution
on surface roughness
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on surface roughness
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Fig.4 Surface roughness profile before
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Photo.2 Picture representation of the
surfaces before & after polished
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