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ABSTRACT

In the previous test, effective MAF conditions for surface finishing are determined using the characteristic curve in each

powder. And we found the proper condition for the deburring. The effect of the table vibration is examined in finishing and
deburring. We tried to find the optimum condition of the table vibration first. The effectiveness of the table vibration is
proved clearly compared with non-vibration condition in the finishing and deburring.
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Fig. 1 Schematic illustration of magnetic inductor
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Table 1 Conditions of MAF experiment

Coil current 1.0A | Material of samples = SM45C

Working gap 2mm | Volume of powder 13cm’

Table feed  187mm/min | Rotational speed 130rpm
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Fig. 3 Arrangement of magnetic inductor and sample in
MAF experiment with vibration table
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Fig. 4 Comparison of reduced weight according to the
frequency
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Fig. 5 Comparison of removed weight according to the
change of amplitude of table vibration
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Table 2 Specification of powder

No. material Grain size | Abrasive | Location of
(um) size (um) | abrasive
A Polymer-TiC | 500~400 | 40~28 On surface
B Fe-NbC 500~400 | 20~14 In a body
C Fe-TiC 400~300 | 40~28 On surface
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Fig. 7 Comparison of removed accumulated weight in

finishing on vibration table with non vibration table
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