Grant title Surface Functionalization by Magnetic Field Assisted Finishing Arthur Graziano! and Vasishta Ganguly?

Grant No. 0855381 NSF Program CMMI-MSE o *University of Florida, Gainesville, FL
Pls Hitomi Y. Greenslet! and Tony L. Schmitz? University of North Carolina at Charlotte, Charlotte NC

Abstract Surface Functionalization
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manipulate abrasives, which cause material removal
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Ji Kpi hold Coll (4230 turns of 18 — inishina ti |
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through the combination of motions of a rotating pole tip ;g i
and the workpiece attached to a robot. B) Surface Roughness Results Workpiece A 3 c
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Surface roughness vs. iron particle size  Surface roughness vs. working gap surfaces W|t_h short intermittent cutting marks cause
Experimental Setup a decrease In contact angle.
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