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Experimental Study on GCr15 Bearing Inner Ring Magnetite
Grinding and Finishing
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Abstract: In order to reduce the surface roughness of bearing inner rings, the magnetic pole shape was
simulated and analyzed by Ansoft Maxwell magnetic field simulation software. It was found that the mag-
netic field intensity of magnetic pole slot was high. Based on this, the influence of abrasive particle size,
magnetic pole speed and the amount of grinding fluid on the surface roughness was studied. The results
showed that when the abrasive particle size was 185 wm, the speed of magnetic pole was 600 r/min, the
amount of grinding fluid was 6 mL and the finishing time was 60 min, the surface roughness of bearing
inner ring decreased from 0.51 pm to 0.10 wm. The surface scratches and knife micro-lines were basical-
ly removed. The surface morphology was uniform. The surface micro-hardness changed from 820 HV to
900 HV, and the surface strength increased after grinding.
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