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Fig. 1 Photographs of experimental equipments for magnetic abrasive grinding

Table 1 Grinding conditions

Magnetic | Abrasive Abrgsive Magnetig flux| Grinding Feed rate Pass
. P size den§1ty speed
material - (G) (m/min) | (mm/rev) number
05 2,000 31.8 1
Sludge GC 1 4,500 64.6 0.55 0
7,000 109.9
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Fig. 2 Schematic for force component of magnetic abrasive on internal face
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Fig.3 Surface roughness VS. magnetic Figd Surface roughness VS. magnetic
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Fig.5 Behavior of magnetic abrasives inside the pipe
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