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ABSTRACT: The magnetic abrasive machining is a machining method based on the use of the magnetic field to generate a flexible 

abrasive brush from abrasive and/or ferromagnetic particles. The possibility of obtaining low values for the Ra surface roughness 

parameter led to the use of this machining method, especially as an abrasive finishing method. Over the time, various versions of 

machining techniques were proposed and some of them were in detail investigated and applied in industry. When the problem of 

selection or application of a certain magnetic abrasive machining technique is formulated, information concerning the magnetic 

abrasive machining methods and techniques and their characteristics could be necessary. The documentary research activity allowed 

to the authors of this paper elaboration of a review on the magnetic abrasive machining/finishing, by taking into considerations 

information found in the accessible specialty literature. As a result, a synthetic presentation concerning some machining/finishing 

magnetic abrasive techniques, principles of this machining method, its applications and major research areas was elaborated.  

KEYWORDS: magnetic abrasive machining, finishing, work principle, applications, research areas. 

1. INTRODUCTION 

The magnetic abrasive machining is included in a 

larger group of non-traditional machining processes 

that use a magnetic field to develop manufacturing 

processes with or without material removal from the 

workpiece. There are researchers which classify the 

magnetic abrasive finishing processes in proper 

magnetic abrasive finishing processes, 

magnetorhelogical finishing processes, 

magnetorheological abrasive flow finishing 

processes and magnetic float polishing [20]. 

The proper magnetic abrasive machining/finishing 

or the machining/finishing using magnetic abrasive 

particles is based on the effects generated as a 

consequence of the movements and pressures 

exerted between the workpiece surface to be 

machined and the abrasive particles having the role 

of the cutting tool (fig. 1, b and c). The abrasive 

particles are held in the work zone by means of a 

magnetic field; the process develops usually in air. 

First mentions of a magnetic abrasive machining 

techniques seem to be made by the American Coats 

[9, 51] and the Russian Karlov [8] or Kargalov [41, 

82]. Harry P. Coats patented a method and apparatus 

for polishing containers using magnetic abrasive 

material [9]. Kargalov proposed the use of an 

alternative magnetic field to finish tubes internal 

surfaces by means of magnetic abrasive powders. 

Researches concerning the magnetic abrasive 

finishing were mentioned in 1940 in the United 

States of America [8]. In the period 1950-1967, 

patents concerning the magnetic abrasive machining 

have been granted in U.S.A. and France. Ample 

researches were developed in Soviet Union, Japan, 

China, Taiwan, Republic of Correa, India, Bulgaria, 

Romania etc. 

Some of the magnetic abrasive machining 

techniques advantages are: a) Possibility of 

obtaining high accuracy and low values for surface 
 

 
                                                               a                                                                b                                                c  

Figure 1. Generation of the abrasive brush (a) and action way of abrasive particles (b, c) (nw – workpiece rotation, f – feed 

movement, v –tangential cutting speed, F – radial cutting force ) (adapted from [2, 3, 4, 76, 77]) 
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roughness parameters; 2) Little or no surface 

damage (cracks, for example) due to low cutting 

forces; 3) High material removal rate (sometimes); 

4) Possibility of using both specialized machine 

tools or equipment adapted on universal machine 

tools; 5) A certain regeneration of the cutting 

capacity of magnetic abrasive flexible brush, due to 

the change of the abrasive particles positions during 

the machining process; 6) A low pressure exerted by 

the abrasive particles on the workpiece surface, 

facilitating inclusively the finishing of parts 

characterized by low rigidity; 7) A relatively simple 

control of hardness and stiffness of the magnetic 

abrasive brush, acting on the parameters of the 

electromagnetic field (for example, on the 

parameters of the electric current) [14, 76, 80]; 8) 

Self-adaptability for finishing distinct geometric 

shapes [19]; 9) Possibility of finishing workpieces 

made of hard to machine materials [40]; 10) Small 

diameter holes could be finished by using fine 

powders [12].  

As less convenient aspects of the magnetic abrasive 

machining, the followings could be mentioned: 1) 

Possibility of a remanent magnetism existence; 2) 

Some difficulties in obtaining abrasive 

ferromagnetic particles; 3) Difficulties in finishing 

high dimensions workpieces [12]. 

The objective of the research presented in this paper 

was to obtain a general image concerning the 

evolution and the main research directions of 

magnetic abrasive machining processes. An analysis 

of the research achievements in this field was 

published in 2013 by Kumar et al. [35]. Reviews 

concerning the magnetic abrasive finishing were 

also elaborated by Liu et al. [40] and by Houshi 

[19]. 

2. WORKING PRINCIPLE OF MAGNETIC 

ABRASIVE MACHINING 

As above-mentioned, the magnetic abrasive 

machining firstly involves the contact of the abrasive 

particles with the workpiece surface [67]. The 

abrasive particle must have ferromagnetic 

properties. To be maintained in contact with the 

workpiece surface, inclusively when there are 

movements achieved by the abrasive particles and/or 

workpiece, a high enough intense magnetic field is 

necessary. Essentially, the ferromagnetic abrasive 

particle will have such a position that the maximum 

dimension of the ferromagnetic component of the 

abrasive particle is placed along the magnetic field 

force lines (fig. 1, c). The abrasive particles 

practically constitute a magnetic flexible brush that 

could be also considered as an extension of the 

magnetic pole [48]. 

Three types of magnetic abrasive particles are used 

in the magnetic abrasive machining: a) unbonded 

type, that is a mixture of abrasive particles and 

ferromagnetic particles; b) bonded type, when the 

abrasive particles are incorporated in a 

ferromagnetic matrix obtained usually by a sintering 

process [21]; c) hard enough ferromagnetic particles. 

When the abrasive particles have sharp edges and 

adequate positions, under the action of the force 

generated by the electromagnetic field, they succeed 

to remove small chips from the workpiece asperities 

peaks (fig. 1, c), determining a diminishing of the 

values corresponding to the surface roughness 

parameters. 

In order to materialize the characteristics of the 

magnetic field, both permanent magnets and 

electromagnetic coils were preferred. Under the 

action of the magnetic field, and due to the tendency 

of the ferromagnetic particles to have their long axes 

along the force lines of magnetic field, a structure 

similar to that of the brush wires (1-3 mm length) is 

thus generated. If there are movements between the 

brush wires and the workpiece surface, a process of 

microcutting and ploughing develops, when the 

 

Figure 2. Magnetic abrasive machining of internal 

revolution surfaces (nw – workpiece rotation, f – feed 

movement, nt – rotation of a so-called tool)  (adapted from 

[2, 3, 4, 8, 29, 64, 76]) 

 

Figure 3. Magnetic abrasive finishing of external revolution 

surfaces (nw – workpiece rotation, f – feed movement) 

(adapted from [2, 3, 4, 8, 76])  
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abrasive particle edges are sharp enough, and a 

microdeformation process when the abrasive 

particles are not sharp enough. The abrasive 

particles must have also a high enough hardness. 

The abrasive particles are held in the work zone if 

there is at least a ferromagnetic component. To 

fulfill these conditions (high hardness, sharp edges 

and ferromagnetism), hard enough ferromagnetic 

particles could be used, but also complex particles 

could be met, including both an abrasive component 

and a ferromagnetic component. 

The main machining movements could be rotary 

movement achieved by the workpiece (nw, rev/min) 

and/or by the flexible magnetic abrasive brush, a 

feed movement f achieved with a low speed, various 

vibratory movements aiming to increase the 

complexity of relative motions between workpiece 

and abrasive brush surfaces [2, 76, 79 etc.].  

The force which acts on a magnetic particle is given 

by Maxwell’s relation [4]: 
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where B is the vector of the magnetic induction 

developed on an elementary surface dS, n  – the 

unitary vector perpendicular on the surface element 

dS, µ0 – a magnetic constant, corresponding to the 

vacuum magnetic permeability (µ0=4π∙10
-7

 H/m). If 

the vector of magnetic induction is perpendicular on 

the surface dS, the following relation is valid: 

  BnnBBnnB  cos  (2) 

The magnetic induction B is proportional to the 

intensity H of the magnetic field: 

B=μnH, (3) 

where µn is the magnetic permeability of the powder 

for an induction B valid in a certain point of the 

work zone. 

Shinmura et al. established the following relation for 

the pressure p exerted in the machining process [8, 

68]: 
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where µs is the magnetic permeability of pure iron 

and V – the volume of the magnetic abrasive 

material.  

Another relation concerning the mean size of the 

force Fm which presses the magnetic abrasive brush 

on the workpiece surface is [12]: 
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where Φ is the maximum flux in the gap, µ0 – 

magnetic permeability of vacuum (µ0=4π∙10
-7

 H/m= 

=1.256∙10
-6

 N/A
2
), µrme – relative magnetic 

permeability of the machining environment.  

Makedonski and Nikolov appreciated that under the 

action of the force generated by the magnetic field, 

the abrasive particle could penetrate into the 

workpiece material up to a depth h [8, 42]: 
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where Ch is a constant taking into consideration the 

change of the surface layer strength in comparison 

with the strength of base material, H – machined 

material hardness, Km – constant whose value 

depends on the hardness change under the action of 

magnetic field, Fy – component of the main cutting 

force, acting perpendicularly on the workpiece 

surface, ρ – radius of spherical surface 

approximating the particle zone that penetrates the 

workpiece surface layer, and m, r and s are constant 

exponents. 

As phenomena specific to the magnetic abrasive 

machining, essentially we could take into 

consideration the microcutting and plastic 

 

Figure 4. Magnetic abrasive machining of plane surfaces (adapted from [2, 3, 4, 8, 76]) 
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microdeformations. Other observed phenomena 

could be the generation of inducted electric 

microcurrents, swirling currents, microcapillarity, 

magnetostriction, changes in the workpiece material 

microstructure (for example, diminishing the 

quantity of residual austenite in certain steels), 

diminishing of residual stresses etc.  

Singh et al. considered that the micro-cutting and 

scratching are mechanisms able to generate the 

magnetic abrasive machining process [73]. 

Theoretical models concerning the evolution of the 

surface roughness in magnetic abrasive finishing 

processes were developed by Jain et al. [21], 

Jayswal et al. [22], Judal and Yadava [24], Kala et 

al. [28], Wani et al. [84] etc. 

3. APPLICATIONS 

There are various magnetic abrasive finishing 

techniques, adapted to distinct surfaces shapes and 

finishing requirements. Thus, there are adequate 

machining schemes that could be applied in the case 

of external revolution surfaces (fig. 2), internal 

revolution surfaces (fig. 3), plane surfaces (fig. 4), 

profiled surfaces (fig. 5) or other categories of 

surfaces and parts (fig. 6). The thickness of removed 

layer has values of few micrometers.   

Kumar et al. [35] took into consideration three main 

groups of magnetic abrasive processes: with 

permanent magnets, with direct current, with 

alternating current.  

Up to now, the magnetic abrasive machining was 

applied in finishing of bearings, of bearing balls 

[10], aerospace components, electronics components 

with micro meter or submicrometer ranges [58], 

cutting tools [5, 18, 28, 32, 87], rollers [14], brass 

tubes [59], aluminium and aluminum alloys tubes 

[60, 74, 83], ball screw [46], capillary tubes [29], 

needles for biopsy [57], mechanical bushes [49], 

catheter shafts [18],  ultra-lightweight and high-

resolution mems X-ray micro-pore optics [61], in 

edge finishing [66], in micro-deburring processes 

using permanent magnet [20], in micro deburring 

[33], in deburring, polishing or removing the 

recasting layers produced by electrical discharge 

machining [7]. 

The parts and test samples affected by magnetic 

abrasive machining were made of non-ferromagnetic 

materials like stainless steel, nonmagnetic materials 

[31], nonferrous materials [36], brass [23], 

aluminium, ferromagnetic materials like steels, 

magnesium [36] and magnesium alloy [38], cast iron 

[23], paramagnetic materials [25]. 

As abrasive materials, in the industrial applications 

and in experimental researches, ferromagnetic 

abrasive particles sintered with fine abrasive 

particles (magnetic abrasive particles) there were 

frequently used [20]. Essentially, two groups of 

abrasive powders could be used:  

a) Ferro-magnetic abrasive particles, having both 

abrasive and magnetic properties (ferro-boron, ferro-

tungsten, hard cast iron etc.); 

b) Composite particles, including a matrix with 

ferromagnetic properties and abrasive particles [10]. 

 Materials for abrasive particles could be aluminium 

oxide (Al2O3), titanium carbide (TiC), tungsten 

carbide (WC), chromium carbide (Cr2C3), zirconium 

carbide (ZrC), silicon carbide (SiC), cubic boron 

nitride (CBN), diamond, alumina powder [1], ferrite 

particles [23], carbon nanotube [37], composite 

materials [15] etc. 

Various specialized machine tools and devices 

 

Figure 5. Magnetic abrasive finishing of shaped surfaces 

(adapted from [2, 3, 4, 8, 76]) 

 

Figure 6. Magnetic abrasive finishing of other categories of surfaces  (adapted from [2, 3, 4, 8, 34] 
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adapted to universal machine tools in order to 

develop magnetic abrasive machining processes are 

presented in [2, 3, 8, 62 etc.]. 

4. MAJOR AREAS OF MAM RESEARCH 

A special attention was directed to the study of 

influence exerted by the magnetic abrasive process 

input factors of the magnetic abrasive machining 

process on the parameters of technological or service 

interest. 

As process input factors, the followings were used: 

mesh number (600-1200), abrasive powders 

percentage weight w% of abrasive in the blend of 

abrasive and ferromagnetic particles (having values 

of 20-30 %), voltage U (60-80 V), magnetic flux 

density Φ [59], rotation speed n or natural logarithm 

of electromagnet number of revolutions per minute 

ln RPM, dimensions of the test piece, presence or 

absence of slots in magnet  [20, 53, 63], presence of 

an alternating magnetic field [86], characteristics 

corresponding to the electromagnetic field (voltage 

U applied to electromagnet, magnetic induction B, 

magnetic flux density), characteristics of the 

movements between workpiece and abrasive 

particles (rotation sped n or peripheral speed v [13], 

amplitude and frequency of the eventual additional 

vibratory motion), the working gap (clearance) δ 

between workpiece surface and magnetic poles [13] 

(δ=0.9-3 mm), magnetic pole arrangement [90], 

duration t of the machining process, initial value of 

Ra surface roughness parameter [58], workpiece 

material properties [64],  various interaction effects 

etc. 

There were used as values for the magnetic abrasive 

process input factors: peripheral speed: v=0.9-2 m/s, 

longitudinal feed f=0.12-0.2 m/s, magnetic induction 

B=0.3-1.2 T [12], pressure p=0.09-0.50 MPa [2]. 

The working liquid applicable in the case of 

magnetic abrasive machining has the composition in 

accordance with the type of workpiece material [2]. 

As output factors, one used arithmetic mean 

deviation of surface profile Ra [28, 36, 39, 65, 78, 

81, etc.], percentage change in surface roughness 

ΔRa, surface texture [34, 73], normal and tangential 

components of cutting force Fc [16, 31, 43, 53, 55, 

59, 72 etc.], material removal rate (mg/min) [13, 23, 

53, 90 etc.], workpiece-brush interface temperature 

[45, 52, 53]. 

Some values of the output parameters could be: 

material removal rate Q=10-20 mg/min, Ra=0.01-

0.08 µm, machining duration t=10-20 min [12]. 

The minimum value of the surface roughness 

parameter obtained during the experimental 

investigation of magnetic abrasive machining 

process seems to be Ra=0.0076 µm, in the case of 

finishing of stainless steel rollers [20]. An image 

concerning the general influence exerted by some 

process input factors on the size of the Ra surface 

roughness parameter could be seen in figure 7. As 

expected, the increase of the abrasive particles 

dimensions determines an increase of the Ra surface 

parameter size. Essentially, the increase of process 

duration t and vibratory motion amplitude A 

determines decrease of the Ra surface roughness 

parameter, while the increase of the clearance δ 

leads to an increase of the Ra value. The curve 

Ra=f(v) could have a maximum for a certain value of 

the cutting speed, while a minimum of the Ra 

surface roughness parameter could be observed for a 

certain value of magnetic induction B. 

Mulik and Pandey [53] found that in the case of 

plane magnetic abrasive finishing of hardened AISI 

52100 steel, the percentage contributions of distinct 

input factors on the surface roughness is the 

following: mesh number – 26%, natural logarithm of 

electromagnet rotation speed in rev/min – 22 %, 

percentage weight of abrasive in the blend of 

abrasive and ferromagnetic particles %wt – 21 %, 

voltage U x logarithm of electromagnet rotation 

speed in rev/min – 7 %, mesh number x percentage 

%wt – 6 %, ln RPM x %wr – 11 % (7 % being the 

error). 

 The main research methods applied in investigation 

of the magnetic abrasive machining/finishing were: 

planned factorial experiments with independent 

variables with up to 4 levels, adaptive neuro-fuzzy 

inference system (ANFIS) [1, 47], analysis of 

variance (ANOVA) [50, 53, 58], Ishikawa cause and 

effect diagram [13, 45], response surface 

methodology [17, 75], finite element method [24], 

fuzzy logic [30] etc.  

 

Figure 7. Influence exerted by some factors on the size of 

the Ra surface roughness parameter (adapted from [8, 76])  
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The results of applying the magnetic abrasive 

machining process were evaluated by means of 

atomic force microscopy, scanning electron 

microscopy, measuring the surface roughness 

parameters, optical profiler, measuring the cutting 

force components etc. 

A research direction in the field of magnetic 

abrasive machining concerned the identification of 

the process input values able to ensure optimized 

values for the values corresponding to the 

parameters of technological interest. Thus, the 

researchers developed planned factorial experiments 

in accordance with the requirements of Taguchi 

method and used also the analysis of variance [1].   

As an objective function valid in the optimization 

process, Kim and Choi took into consideration the 

difference ΔRa between the values of initial and 

final surface roughness parameter [21] Ra: 
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where Ra
0
 – value of initial surface roughness 

parameter (µm), Ra(tf) – value of surface roughness 

parameter after finishing operation for the time tf 

(µm),  lf – length of the workpiece finished surface, 

Kmaf – a constant of proportionality, determined by 

considering some other constants C’, C0, C1, C2, C3, 

C4, C5, C6, Aair – cross-sectional area of air-gap 

(mm2), µ0 – magnetic permeability in vacuum 

(4π∙10
-7

 H/m or N/A
2
), H – Brinell hardness number 

(MPa or N/mm
2
), Lw – length of workpiece (mm), θ 

– half of mean angle of abrasive cutting edges 

(degrees), vma – relative velocity between magnetic 

abrasive particles and workpiece (mm/s), tf - 

finishing time, dma – mean diameter of abrasive 

particles (mm), dm=15.24Ma
-1

, Ma – mesh size of 

abrasive particles, wf – volume ratio of 

ferromagnetic material in the magnetic abrasive 

particles (ratio of the volume of ferromagnetic 

material and the volume of the abrasive particles), I 

– current intensity (A), µrf – relative magnetic 

permeability of ferromagnetic material, lair – length 

of air-gap (mm), lM – length of magnet (mm), AM – 

cross-sectional area of magnet (mm
2
), µem – relative 

magnetic permeability of electromagnets, Aair – 

cross-sectional area of magnet (mm
2
). 

Some aspects concerning the optimization of 

magnetic abrasive machining processes were 

addressed by Nguyen [56, 75].  

The problem of identifying a correlation between the 

surface roughness and the forces involved by the 

magnetic abrasive finishing process was investigated 

by Singh et al. [72]. 

Another research direction addressed in order to 

improve the performances of the magnetic abrasive 

machining was the combination of this process with 

other nonconventional or conventional machining 

processes; thus, the so-called hybrid processes were 

proposed.  

For example, in the electrochemical magnetic 

abrasive machining process, the material is removed 

from the workpiece surface layer, as a result, both of 

abrasive effects and electrochemical dissolution [3, 

15, 24, 39]; in such a case, the following relation 

was proposed to estimate the Ra value of the 

arithmetic mean deviation of the profile [24]: 

ww

wc

ld

VRak
RaRa

4

0

0  , 
(11) 

where kc is a constant which considers the actual 

contribution of material removal in surface 

roughness reduction,  Vw – total volume of material 

removed from the workpiece during the process, dw 

– diameter of the cylindrical workpiece surface, lw – 

length of workpiece machined portion. 

Sihag et al. proposed and investigated 

experimentally a hybrid technique including a 

chemical oxidation process and a magnetic abrasive 

machining process; such a hybrid technique could be 

applied especially in the case of workpieces made of 

hard materials, as tungsten is [71]. 

A combination of magnetic abrasive machining with 

electrophoretic deposition process was investigated 

by Yang et al. [88]; they appreciated that such a 

process contributes to the improving of the surface 
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roughness and reducing technical and personnel 

training costs. 

Ultrasonic assisted magnetic abrasive finishing was 

the object of research activity aiming the increase of 

material removal rate [45, 50, 54, 53, 69, 70]. 

Information concerning the finishing forces 

developed in magnetic abrasive finishing was 

presented in [27, 31, 55]. 

Chou et al. investigated the rheological effect of gel 

abrasives in magnetic abrasive finishing of 

cylindrical rods made of mold steel [7]. They 

noticed the better results obtained when using bean 

gums in comparison with those achieved when using 

silicone gels. 

A research direction was also the increase of the 

complexity of movements achieved by the 

workpiece and/or the electromagnet/permanent 

magnet able to generate the electromagnetic field. In 

this way, for example, there were developed 

processes of vibration-assisted magnetic abrasive 

machining [89].   

Investigations concerning the use of a double disk 

magnetic abrasive finishing process (fig. 8), 

inclusively in the case of paramagnetic materials, 

were developed by Kala et al. [25, 26, 27, 28]. 

Wu et al. noticed that when using the alternating 

magnetic field, an oily grinding in combination with 

magnetic particles could ensure an improvement of 

the surface roughness [85]. 

The temperature in the workpiece-brush interface 

was evaluated by simulation using finite element 

analysis based ANSYS software by Mishra et al. 

[44]. They predicted a temperature of 34-51 
o
 C 

[44]; the experimental research validated the 

simulation results. Mulik et al. measured a 

temperature of about 33-46 
o
 C at the interface of 

workpiece surface and abrasive particles, in the 

ultrasonic assisted magnetic abrasive finishing 

process [53]. 

5. CONCLUSIONS  

The magnetic abrasive machining method is based 

on the use of the magnetic field in order to generate 

and held in the machining zone a flexible abrasive 

brush, able to be used especially as a finishing tool. 

Over the years, researchers proposed or improved 

new magnetic abrasive finishing techniques and 

investigated various aspects concerning the method 

working principles, versions of method application 

in practice and possibilities of proper applications of 

magnetic abrasive techniques in the industry. As 

process input factors, in the research activities 

aiming obtaining better scientific and technical 

knowledge on the magnetic abrasive machining 

methods, the following were especially preferred: 

electrical parameters determining the magnetic field 

properties, characteristics of movements developed 

between the magnetic flexible abrasive brush and 

workpiece surface to be machined, working gap size, 

presence or absence of a certain working liquid etc. 

As future possible research directions in the field of 

magnetic abrasive machining/finishing, one could 

mention: 

- Identification of improved or new mathematical 

theoretical models valid for magnetic abrasive 

machining; 

- Identification of new substances able to be used as 

abrasive particles or gels able to sustain the abrasive 

particles in the machining zone; 

- Developing improved or new equipment for 

magnetic abrasive machining and abrasive materials; 

- Extending the experimental research on parts/ test 

samples made of other materials; 

-Applying new methods of obtaining empirical 

mathematical models corresponding to the 

experimental results; 

- Developing of additional investigations concerning 

the optimization of the magnetic abrasive machining 

process. 

5. REFERENCES 

1. Ahmad, S., Gangwar, S., Yadav, P.C., Singh, 

D.K., Optimization of process parameters 

affecting surface roughness in magnetic abrasive 

finishing process, Materials and Manufacturing 

Processes, 2017, available: 

http://www.tandfonline.com/doi/abs/10.1080/104

26914.2017.1279307, accessed: 09.08.2017 

2. Amitan, G.L., Baisupov, I.A., Baron, M., 

Bliashko, I.I., Vaghin, V.A., Volosatov, V.A., 

Kratysh, G.S., Lubianitskiy, G.D., Nemlov, E.F., 

Popov, H.M., Pugacev, S.I., Ushomirskaia, L.A., 

Finkelshtein, A.I., Shelesteev, A.M., Handbook 

 

Figure 8. Double disk magnetic abrasive finishing 

process (adapted from [26, 28]) 



  

 17 

for electrical machining methods (in Russian),: 

Mashinostroenie, Leningrad, Soviet Union, 

(1988). 

3. Baron, Iu. M., Magnetic abrasive and magnetic 

machining of parts and cutting tools (in Russian), 

Mashinostroenie, Leningrad, Soviet Union, 

(1986). 

4. Baron, Iu. M. Technology of abrasive machining 

in the magnetic field (in Russian), 

Mashinostroenie, Leningrad, Soviet Union, 

(1975). 

5. Cheung, F.Y., Zhou, Z.F., Geddam, A., Li, K.Y., 

Cutting edge preparation using magnetic 

polishing and its influence on the performance of 

high-speed steel drills, Journal of Materials 

Processing Technology, Vol. 208, No., pp. 196-

204, (2008). 

6. Chikuba, M., Ishida, H., Method for cutting rare 

earth alloy, method for manufacturing rare earth 

alloy plates and method for manufacturing rare 

earth alloy magnets using wire saw, and voice 

coil motor, Patent USA no. US6381830B1, 

(1998) (https://patents.google.com/patent/ 

US6381830B1/en?q=magnetic&q=abrasive&q=

machining), accessed: 10.08.2017. 

7. Chou, S.-H., Wang, A.-C., Lin, Y.-C., 

Elucidating the rheological effect of gel abrasives 

in magnetic abrasive finishing, Procedia CIRP, 

Vol. 42, pp. 866-871, (2016).   

8. Ciobanu, M., Researches concerning the 

optimizing of work parameters at magnetic 

abrasive finishing with ferrofluids, doctoral thesis 

(in Romanian). Iaşi (Romania), Polytechnic 

Institute, (1993). 

9. Coats, H.S., Method of and apparatus for 

polishing containers, Patent US 2196058 A, 

(1938), available at: https://www.google.com/ 

patents/US2196058, accessed: 19.08.2017.  

10. Deaconescu, T., Deaconescu, A., The 

magneto-abrasive finishing of complex surfaces, 

Nonconventional Technologies Review, Vol. 17, 

No. 4, pp. 31-36, (2013). 

11. Deaconescu, T., Deaconescu, A., Equipment 

for magneto-abrasive finishing of the roller 

bearing balls, 6th International DAAAM Baltic 

Conference, Industrial Engineering, Tallinn, 

Estonia, (2008). 

12. Deaconescu, T., Special systems and 

technologies (in Romanian), Cartea Universitară, 

București, Romania, (2005). 

13. Deepak, B., Walia, R.S and Suri, N.M., 

Effect of rotational motion on the flat work piece 

magnetic abrasive finishing, International 

Journal of Surface Engineering & Materials 

Technology, Vol. 2, No. 1, pp. 50-54, (2012). 

14. Fox, M., Agrawal, K., Shinmura, T., 

Komanduri, R., Magnetic abrasive finishing of 

rollers, CIRP Annals - Manufacturing 

Technology, Vol. 43, No. 1, pp. 181-184, (1994). 

15. El-Taweel, T.A., Modelling and analysis of 

hybrid electrochemical turning magnetic abrasive 

finishing of 6061 Al/Al2O3 composite, 

International Journal of Advanced 

Manufacturing Technology, Vol. 37, No. 7-8, pp. 

705-714, (2008). 

16. Ganguly, V., Schmitz, T.L., Graziano, A., 

and Yamaguchi, H., An analysis of polishing 

forces in magnetic field assisted finishing, 

Proceedings of the ASME 2012 International 

Manufacturing Science and Engineering 

Conference, Notre Dame, 4–8 June 2012. New 

York: ASME, (2012)  

17. Grewall, H.S., Singh, A., Singh, J.P., To 

study the effect of various parameters on 

finishing of inner surfaces of brass tubes using 

magnetic abrasive by RSM, ELK Asia Pacific 

Journals – Special Issue, 2015, available: 

https://www.elkjournals.com/microadmin/Upload

Folder/499427p32.pdf, accessed: 03.08.2017. 

18. Hashimoto, F., Yamaguchi, H., Krajnik, P., 

Wegener, K., Chaudhari, R., Hoffmeister, H.-W., 

Kuster, F., Abrasive fine-finishing technology, 

CIRP Annals - Manufacturing Technology, Vol. 

65, No., pp. 597-620, (2016).  

19. Houshi, M.N., A comprehensive review on 

magnetic abrasive finishing process, Advanced 

Engineering Forum, Vol. 18, pp. 1-20, (2016). 

20. Jain, V.K., Magnetic field assisted abrasive 

based micro-/nano-finishing, Journal of 

Materials Processing Technology, Vol. 209,  pp. 

6022–6038, (2009). 

21. Jain, V. K., Jayswal, S. C., and Dixit, P. M., 

Modeling and simulation of surface roughness in 

magnetic abrasive finishing using non-uniform 

surface profiles, Materials and Manufacturing 

Processes, Vol. 22, No. 2, pp. 256–270, (2007). 

22. Jayswall, S.C., Jain, V.K., Dixit, P.M., 

Modeling and simulation of magnetic abrasive 

finishing process, International Journal of 

Advanced Manufacturing Technology, Vol. 26, 

No. pp. 477–490, (2005). 

23. Joshi, R.D., Brar, G.S., Sharma, M., Effect 

on magnetic abrasive machining with different 

range of electrical parameters, International 

Journal of Emerging Technology and Advanced 

Engineering, Vol. 4, No. 9, pp.  663-668, (2014). 

24. Judal, K.B., Yadava, V., Modeling and 

simulation of cylindrical electro-chemical 

magnetic abrasive machining of AISI-420 

magnetic steel, Journal of Materials Processing 



  

 18 

Technology, Vol. 213, No. 12, pp. 2089-2100, 

(2013). 

25. Kala, P., Pandey, P.M., Comparison of 

finishing characteristics of two paramagnetic 

materials using double disc magnetic abrasive 

finishing, Journal of Manufacturing Processes, 

Vol. 17 No. 1,  pp. 63-77, (2015). 

26. Kala, P., Pandey, P.M., Experimental study 

on finishing forces in double disk magnetic 

abrasive finishing process while finishing 

paramagnetic workpiece, Procedia Materials 

Science, Vol. 5, pp. 1677-1684, (2014). 

27. Kala, P., Pandey, P.M., Verma, G.C., 

Sharma, V., Understanding flexible abrasive 

brush behavior for double disk magnetic abrasive 

finishing based on force signature, Journal of 

Manufacturing Processes, 2017, available: 

http://www.sciencedirect.com/science/article/pii/

S1526612517300828, accessed: 19.08.2017. 

28. Kala, P.,  Sharma, V., Pandey, P. M., Surface 

roughness modelling for double disk magnetic 

abrasive finishing process, Journal of 

Manufacturing Processes, Vol. 25, pp. 37-48, 

(2017). 

29. Kang, J., George, A., Yamaguchi, H., High-

speed internal finishing of capillary tubes by 

magnetic abrasive finishing, Procedia CIRP, Vol. 

1, pp. 414-418, (2012). 

30. Kanish, T.C., Kuppan, P., Narayanan, D., 

Ashok, S.D., Fuzzy logic based model to predict 

the improvement in surface roughness in 

magnetic field assisted abrasive finishing, 

Procedia Engineering, Vol. 97, pp. 1948-1956, 

(2014).   

31. Kanish, T. C., Narayanan, S., Kuppan, P., 

Denis Ashok, S., Investigations on the finishing 

forces in Magnetic Field Assisted Abrasive 

Finishing of SS316L, Procedia Engineering, Vol. 

174, pp. 611 – 620 (2017). 

32. Karpuschewski, B., Byelyayev, O., 

Maiboroda, V.S., Magneto-abrasive machining 

for the mechanical preparation of high-speed steel 

twist drills, CIRP Annals - Manufacturing 

Technology, Vol. 58, No. 1, pp.295-298, (2009). 

33. Ko, S.L., Baron, Yu.M., Park, I.J., Micro 

deburring for precision parts using magnetic 

abrasive finishing method, Journal of Materials 

Processing Technology, Vol. 187–188, pp. 19-25, 

(2007). 

34. Komanduri, R., Lucca, D.A., Tani, Y. 

Technological advances in fine abrasive 

processes, Annals of the CIRP, Vol. 46, No. 2, pp. 

545-596, (1997) 

35. Kumar, H., Singh, S., Kumar P., Magnetic 

Abrasive Finishing- A Review, International 

Journal of Engineering Research & Technology, 

Vol. 2, No., 3, pp. 1-9, (2013). 

36. Kwak, J.-S., Enhanced magnetic abrasive 

polishing of non-ferrous metals utilizing a 

permanent magnet, International Journal of 

Machine Tools & Manufacture, Vol. 49, No. 7, 

pp. 613-618, (2009). 

37. Kwak, T.-S., Kwak, J.-S., Magnetic abrasive 

polishing and its application, Journal of the 

Korean Society for Precision Engineering, Vol. 

29, No. 3, pp. 266-272, (2012). 

38. Lee, J.I., Kwak, J.S., Kang, D.M., Evaluation 

of precision machining characteristics for map of 

magnesium alloy, Materials Science Forum, 

Vols. 610-613, pp. 1395-1402, (2009). 

39. Liu, G.Y., Guo, Z.N., Jiang, S.Z., Qu, N.S., 

Li, Y.B., A study of processing Al 6061 with 

electrochemical magnetic abrasive finishing, 

Procedia CIRP, Vol. 14, pp. 234-238, (2014). 

40. Liu, X., Jiang, Z., and Han, J., Magnetic 

Abrasive Finishing – A Review, Advanced 

Materials Research (/AMR), Vols. 418-420, pp. 

1577-1581, (2011). 

41. Magnetic abrasive machining (in Russian), 

(2014), available: 

https://ru.wikipedia.org/wiki/%D0%9C%D0%B0

%D0%B3%D0%BD%D0%B8%D1%82%D0%B

D%D0%BE-%D0%B0%D0%B1%D1%80% 

D0%B0%D0%B7%D0%B8%D0%B2%D0%BD

%D0%B0%D1%8F_%D0%BE%D0%B1%D1%

80%D0%B0%D0%B1%D0%BE%D1%82%D0%

BA%D0%B0, accessed: 17.08.2017  

42. Makedonski, G.V., Nikolov, V.N., Magnetic 

abrasive machining in developing surfaces, 

Nauchna Seria, Sofia, Bulgaria, (1981). 

43. Ma, L., Furuki, T., Wu, W., Hirogaki, T., 

Aoyama, E., Estimation of unsteady and steady 

polishing force in magnetic abrasive finishing 

using a permanent magnet end-mill tool, 

Materials Science Forum, Vol. 874, pp. 178-183, 

(2016). 

44. Mishra, V., Goel, H., Mulik, R.S., Pandey, 

P.M., Determining work-brush interface 

temperature in magnetic abrasive finishing 

process, Journal of Manufacturing Processes, 

Vol. 16 No. 2, pp. 248-256, (2014).  

45. Misra, A., Pandey, P.M., Dixit, U.S., 

Modeling of material removal in ultrasonic 

assisted magnetic abrasive finishing process, 

International Journal of Mechanical Sciences, 

(2017), available http://ac.els-cdn.com/S002074 

0317310159/1-s2.0-S0020740317310159-

main.pdf?_tid=f439486a-84ca-11e7-bf0d-

00000aacb35e&acdnat=1503139467_d48dd028f4

84a25683f7c132130b174b, accessed: 18.08.2017 



  

 19 

46. Mohammadi, A., Azizi, A.H., Investigation 

on process parameters of ball screw finishing 

using magnetic abrasive field, Journal of Solid 

Mechanics in Engineering, Vol. 7, No. 3, pp. 13-

21, (2014). 

47. Moosa, A. A., utilizing a magnetic abrasive 

finishing technique (MAF) via adaptive Neuro 

Fuzzy (ANFIS), American Journal of Materials 

Engineering and Technology, Vol. 1, No.3, pp. 

49-53, (2013). 

48. Mori, T., Hirota, K., Kawashima, Y., 

Clarification of magnetic abrasive finishing 

mechanism, Journal of Materials Processing 

Technology, Vols. 143, No. 1, pp. 682-686, 

(2003)  

49. Morozov, I.F., Tchernoglaz, B.M., 

Jdanovich, V.I., Mean for magnetic abrasive 

machining (in Russian), Patent Soviet Union, no. 

347142, (1970). 

50. Mulik, R.S., Pandey, P.M., Experimental 

investigations and optimization of ultrasonic 

assisted magnetic abrasive finishing process, 

Proceedings of the Institution of Mechanical 

Engineers, Part B, Journal of Engineering 

Manufacture, vol. 225, No. 8, pp. 1347-1362, 

(2011).  

51. Mulik, R.S., Pandey, P.M., Magnetic 

abrasive finishing, in Korzynski, M. (ed.), 

Nonconventional finishing technologies, pp. 125-

140, Polish Scientific Publishers PWN, Warsaw, 

Poland, (2013) 

52. Mulik, R.S., Pandey, P.M., Magnetic 

abrasive finishing of hardened AISI 52100 steel, 

International Journal of Advanced 

Manufacturing Technology, Vol. 55, No. 5, pp. 

501–515, (2011). 

53. Mulik, R.S., Pandey, P.M., Mechanism of 

Surface Finishing in Ultrasonic-Assisted 

Magnetic Abrasive Finishing Process, Materials 

and Manufacturing Processes, Vol. 25, No. 12, 

pp. 1418-1427, (2010). 

54. Mulik, R.S., Srivastava, V., Pandey, P.M., 

Experimental investigations and modeling of 

temperature in the work-brush interface during 

ultrasonic assisted magnetic abrasive finishing 

process, Materials and Manufacturing Processes, 

Vol. 27, No. 1, pp. 1-9, (2912).  

55. Neacșu, C. et al., Some aspects concerning 

the magnetic abrasive polishing (in Romanian), 

Construcția de Mașini, Romania, No. 4-5, (1995). 

56. Nguyen, N, Tran, T., Yin, S., Chau, M., Le, 

D., Multi-objective optimization of improved 

magnetic abrasive finishing of multi-curved 

surfaces made of SUS202 material, International 

Journal of Advanced Manufacturing Technology, 

Vol. 88, No. 1-4, pp. 381-391, (2017). 

57. Nteziyaremye, V., Wang, Y., Li, W., Shih, 

A., Yamaguchi, H., Surface finishing of needles 

for high-performance biopsy, Procedia CIRP, 

Vol. 14, pp. 48-53, (2014).  

58. Patel, K. B., and Patel, K.M., Magnetic 

Abrasive Finishing of AISI52100, International 

Journal of Trend in Research and Development, 

Vol. 1, No. 1, pp. 1-8, (2014). 

59. Patil, V., Ashtekar, J., Magnetic abrasive 

finishing, International Journal of Innovation in 

Engineering, Research and Technology, pp. 1-5,  

(ICITDCEME’15 Conference Proceedings), 

available: http://www.ijiert.org/admin/papers/ 

1451749760_ICITDCEME-15.pdf, 

accessed:18.08.2017  

60. Ridha, M.M.,, Yanhua, Z., Hitoshi, S., 

Development of a new internal finishing of tube 

by magnetic abrasive finishing process combined 

with electrochemical machining, International 

Journal of Mechanical Engineering and 

Applications, Vol. 3, No. 2, (2015). 

61. Riveros, R.E., Magnetic field assisted 

finishing of ultra-lightweight and high-resolution 

mems x-ray micro-pore optics, master thesis, 

University of Florida, U.S.A., (2009). 

62. Sakulevich F.J., Kravchenko, L.N., Kozhuro, 

L.M., Shimansky, V.A., Rotor-type machine for 

abrasive machining of parts with ferromagnetic 

abrasive powders in magnetic field, Patent 

U.S.A., no. US4211041A, 1978 (https://patents. 

google.com/patent/US4211041A/en?q=magnetic

&q=abrasive&q=machining). 

63. Satsangi, P.S., Singh, H., A Study on 

comparison of abrasive powders on the basis of 

productivity in magnetic abrasive finishing, 

Proceedings of the World Congress on 

Engineering 2016, Vol II, London, United 

Kingdom, (2016). 

64. Sharma, M., Singh, D.P., To study the effect 

of various parameters on magnetic abrasive 

finishing, International Journal of Research in 

Mechanical Engineering and Technology, Vol. 3, 

No 2, pp. 212-215, (2013). 

65. Shinmura, T., Takazawa, K., Hatano, E., 

Aizawa T., Study on Magnetic Abrasive Process. 

Finishing Characteristics. Bulletin of the Japan 

Society of Precision Engineering, Vol. 18, No.4, 

pp. 347-348, (1984).  

66. Shinmura, T., Takazawa, K., Hatano, E., 

Aizawa T., Study on magnetic abrasive process. 

Application in edge finishing, Bulletin of the 

Japan Society of Precision Engineering, Vol. 19, 

No.3, pp. 218-220, (1985). 



  

 20 

67. Shinmura, T., Takazawa, K., Hatano, E., 

Aizawa, T., Study on magnetic abrasive process, 

process principle and finishing possibility, 

Bulletin of the Japan Society of Precision 

Engineering, Vol. 19, No.1, pp. 54-55, (1985). 

68. Shinmura, T., Takazawa, K., Hatano, E., 

Matsunaga, M., Matsuo, T., Study on magnetic 

abrasive finishing, CIRP Annals - Manufacturing 

Technology, Vol. 39, No. 1, pp. 325-32, (1990). 

69. Shukla, V.C., Pandey, P.M., Dixit, U.S., Roy, 

A., Silberschmidt, V., Modeling of normal force 

and finishing torque considering shearing and 

ploughing effects in ultrasonic assisted magnetic 

abrasive finishing process with sintered magnetic 

abrasive powder, Wear, Vols. 390–391, pp. 11-

22,  (2017). 

70. Sihag, N., Kala, P., Pandey, P.M., Analysis 

of surface finish improvement during ultrasonic 

assisted magnetic abrasive finishing on 

chemically treated tungsten substrate, Procedia 

Manufacturing, Vol. 10, pp. 136-146, (2017). 

71. Sihag, N., Kala, P., Pandey, P.M., Chemo 

assisted magnetic abrasive finishing: 

experimental investigations, Procedia CIRP, Vol. 

26, pp. 539-543, (2015). 

72. Singh, D.K., Jain, V.K., Raghuram, V., 

Superfinishing of alloy steels using magnetic 

abrasive finishing process, 2003, Proceedings of 

the 18th Annual ASPE Meeting, 2003, available:  

http://citeseerx.ist.psu.edu/viewdoc/download;jse

ssionid=03B0BBCDA8B8BCB4C6221C4CE4FF

34C5?doi=10.1.1.485.8228&rep=rep1&type=pdf, 

accessed: 16.08.2017. 

73. Singh, D.K., Jain, V.K., Raghuram, V., 

Komanduri, R., Analysis of surface texture 

generated by a flexible magnetic abrasive brush, 

Wear, Vol. 259, pp. 1254–1261, (2005). 

74. Singh, N., Kumar, H., Gil, J.S., Internal 

finishing of aluminium tube with sintered 

magnetic abrasive, International Journal of 

Engineering and Applied Sciences, Vol. 3, No. 7, 

pp. 76-79, (2016). 

75. Singh, P., Singh, L., Optimization of 

magnetic abrasive finishing parameters with 

response surface methodology, Proceedings of 

the International Conference on Research and 

Innovations in Mechanical Engineering, pp. 273-

286, (2014). 

76. Slătineanu, L., Nagîţ, G., Dodun, O., Coteaţă, 

M., Chinesta, F., Gonçalves-Coelho, A., Pamies 

Teixeira J., San Juan, M., Santo, L., Santos, F., 

Non-traditional manufacturing processes, Editura 

Tehnica Info, Chişinău, Republic of Moldova, 

(2004). 

77. Slătineanu, L., Oprișor, M.S., 

Nonconventional technologies. Laboratory 

handbook, Polytechnic Institute, Iași, Romania, 

(1990). 

78. Slătineanu, L., Picoş, C., Pruteanu, O., 

Grămescu, T., Cojocaru, G., Hatman, V., Some 

consideration concerning the abrasive polishing 

using the magnetic field (in Romanian), 4
th

 

Conference of processes and equipment for cold 

machining, Vol. 1, pp. 71-75, Polytechnic 

Institute of Timișoara, Romania, (1981). 

79. Slătineanu, L., Sică D., Grămescu, T., 

Bacalu, V., Pozson, A., Botez, R., Gâza, G. 

Device for abrasive polishing (in Romanian), 

Patent Romania, No. 90315, (1984). 

80. Technological advances in fine abrasive 

processes, (2017), available at 

http://slideplayer.com/slide/10297263/, accessed: 

9.08.2017. 

81. Thote, S., Meshram, D., Pakhare, K., 

Gawande, S., Effect of the process parameters on 

the surface roughness during magnetic abrasive 

finishing process on ferromagnetic stainless steel 

workpieces, International Journal of Mechanical 

Engineering and Technology, Vol.4, No. 2, pp. 

310-319, (2013). 

82. Uplaonkar, A., Experimental investigation of 

unbonded magnetic abrasive polishing (UNMAP) 

silicon nitride balls, Master Thesis, Gulbarga, 

India, (2005). 

83. Wang, Y., Hu, D., Study on the inner surface 

finishing of tubing by magnetic abrasive 

finishing, International Journal of Machine Tools 

& Manufacture, Vol.  45, No.1, pp. 43-49, 

(2005). 

84. Wani, A.M., Yadava, V., Khatri, A., 

Simulation for the prediction of surface 

roughness in magnetic abrasive flow finishing 

(MAFF), Journal of Materials Processing 

Technology, Vol. 190, No. 1-3, pp. 282–290, 

(2007).  

85. Wu, J., Zou, Y., Study on mechanism of 

magnetic abrasive finishing process using low - 

frequency alternating magnetic field, 

International Conference on Electromechanical 

Control Technology and Transportation (ICECTT 

2015), pp. 116-124, (2015). 

86. Wu, J., Zou, Y., Sugiyama, H., Study on 

ultra-precision magnetic abrasive finishing 

process using low frequency alternating magnetic 

field, Journal of Magnetism and Magnetic 

Materials, Vol. 386, pp. 50-59, (2015). 

87. Yamaguchi, H., Srivastava, A.K., Tan, M.,  

Hashimoto, F., Magnetic Abrasive Finishing of 

cutting tools for high-speed machining of 



  

 21 

titanium alloys, CIRP Journal of Manufacturing 

Science and Technology, Vol. 7, No. 4, pp. 299-

304, (2014). 

88. Yang, L.-D., Wu, K.-L., Yeh, C.-C., Lee, H.-

M., Study on precision polishing technology 

combining electrophoresis and magnetic 

finishing, International Journal of Materials 

Science and Applications, Vol., 5, No. 6, pp. 235-

240, (2016). 

89. Yin, S., Shinmura, T., Vertical vibration-

assisted magnetic abrasive finishing and 

deburring for magnesium alloy, International 

Journal of Machine Tools and Manufacture, Vol. 

44, No. 12-13, pp. 1297-1303, (2004). 

90. Yoon, S., Tu, J.-F., Lee, J.H., Yang, G.E., 

and Mun, S.D., Effect of the magnetic pole 

arrangement on the surface roughness of STS 304 

by magnetic abrasive machining, International 

Journal of Precision Engineering and 

Manufacturing, Vol. 15, No. 7, pp. 1275-1281, 

(2014). 

 

 


