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A newly developed ball burnishing tool was designed and tested for surface finishing of large flat surfaces in
a shortest possible time. Optimization and analysis of the burnishing process were carried on AISI 1010
steel hot-rolled plates using the Taguchi technique and response surface methodology (RSM) to identify the
effect of burnishing parameters (i.e., burnishing speed, burnishing force, and feed rate) on surface
roughness, surface hardness, and microstructure of burnished surfaces. The optimal burnishing parame-
ters were found after conducting the Taguchi�s L25 matrix experiments and obtaining the response models
for the surface roughness and the hardness. It was found that the burnishing force has the most influential
effect on the surface roughness and hardness, followed by the burnishing speed, and least influence by the
feed rate. In addition, microstructural examinations of the burnished surface indicate that burnishing force
more than 400 N causes flaking of the burnished surfaces. The optimal burnishing parameters for the steel
plates were a combination of a burnishing speed of 235 rpm, a burnishing force of 400 N, and a feed rate of
0.18 mm/rev. Using these parameters, the mean surface roughness has been improved from Ra = 2.48 to
1.75 lm, while the hardness increases from 59 to 65.5 HRB.
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1. Introduction

Surface quality is of great importance in the performance of
mechanical components. Despite the manufacturing process
used, surface roughness of different asperities usually exists in
almost all surfaces of mechanical parts such that obtained in
machined casting dies or hot-rolled plates. As a result, more
attention is paid on the finishing process during manufacturing.
Methods that are commonly used to improve surface finish and
produce low values of roughness include grinding, lapping,
honing, and polishing. A more widely used method of surface
finishing is burnishing. In this method, a large contact pressure
is exerted on the surface of the workpiece by a smooth roller
(roller burnishing) or a ball (ball burnishing) to cause plastic
deformation of surface irregularities. The high burnishing
pressure, exceeding the yield strength, causes roughness peaks
to flow toward the valleys and thus smears all the texture of the
rough surface, resulting in smoother surfaces. This method of
cold-working surface treatment is different from other surface

treatments, such as shot peening and sand blasting in such a
way it produces a good surface finish, increases dimensional
and shape accuracy, enhances surface hardness, and also
induces residual compressive stresses at the metallic surface
layers.

Several works have investigated the effect of burnishing on
improving mechanical properties, and shown that proper design
of burnishing process can lead to increased hardness (Ref 1-3),
to enhance quality of surface finish (Ref 4-10), to increase
maximum residual stress in compression (Ref 11-14), to
prevents corrosion and stress corrosion cracking, and to
enhance the wear resistance and fatigue life of the workpiece
(Ref 15, 16). In general, burnishing leads to changes in the
microstructure of the burnished surface. For example, Palka
et al. indicated that burnishing of X5CrNi 18-9 stainless steel
has led to an increase in number of slip bands, density of
dislocations and twinning deformations in the burnished
surfaces, resulting in an increase in the yield stress from 230
to 450 MPa (Ref 17). These surface properties are generally
advantageous. However, excessive burnishing can lead to sub-
surface cracks which cause spalling, i.e., a phenomenon where
the upper layer of a surface flakes off of the bulk material.

There are several controlling parameters that can have an
effect on the workpiece surface properties (Ref 4). These
parameters include: burnishing speed, feed rate, force (or
pressure), number of burnishing passes, workpiece material,
ball material, ball size, and lubricant. In general, the two most
frequently cited parameters affecting surface finish are the
burnishing force and the feed rate. Hassan and Al-Bsharat
(Ref 13) showed that the burnishing force and the number of
tool passes are the most predominant of the parameters that
have an effect on the surface roughness of the workpiece during
burnishing process.

Despite the large number of works on burnishing of round
workpieces such as crankshafts and bearing races, the treatment
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Nationale d�ingénieurs de Monastir, 5019 Monastir, Tunisia; and
K.J. Al-Fadhalah, Mechanical Engineering Department, College of
Engineering and Petroleum, Kuwait University, 5969 Safat, Kuwait.
Contact e-mails: fadhalah@kuc01.kuniv.edu.kw and t.Benameur@
enim.rnu.tn.

JMEPEG (2011) 20:903–910 �ASM International
DOI: 10.1007/s11665-010-9701-6 1059-9495/$19.00

Journal of Materials Engineering and Performance Volume 20(6) August 2011—903



of large flat surfaces by either roller or ball burnishing is yet to
be fully investigated (Ref 9, 14, 18, 19). The reason is that
burnishing with a conventional simple tool of large flat surfaces
requires enormous amount of experimental time to be per-
formed. Considering the above, this article examines the use of
a newly developed ball burnishing tool to give enhanced
surface properties for AISI 1010 steel plates. The tool was
specifically designed to treat large flat surfaces in a reasonable
experimental time. In order to explore the optimum combina-
tion of burnishing parameters, several experiments were
designed and performed on a machining center based on the
response surface methodology (RSM) (systematic method for
using the influential factors in a process for improvement and
optimization) with the Taguchi�s L25 matrix (Ref 20, 21). The
effects of burnishing parameters (i.e., burnishing speed, force,
and feed rate) on the surface roughness and surface hardness
were investigated, as presented by the mean surface roughness
(Ra) and Rockwell hardness number (HRB), respectively. In
addition, the topography of the burnished samples was
examined using atomic force microscopy (AFM). Metallurgical
examinations were also carried out using scanning electron
microscopy (SEM) to examine the effect of burnishing
parameters on the surface microstructure.

2. Experimental Work

The material used in this work is made of AISI 1010 steel
and was received in a form of hot-rolled plates with a thickness
of 3 mm. Table 1 shows the chemical composition listed in
weight percent along with the mechanical properties of the
studied material. As indicated in Table 1, the yield and tensile
strengths are 223.2 and 331.6 MPa, respectively. The surface
hardness was measured using hardness tester ‘‘AffriR System.’’
The hardness of the unburnished surfaces was measured to be
59± 1 HRB. The surface roughness before and after burnishing
was measured using a roughness tester of type RT-10. The
mean surface roughness (Ra) of the unburnished material was
measured to be 2.48± 0.4 lm. The mean roughness, as well as
the hardness, are calculated by averaging several measurements
(total of nine measurements were made) at different locations of
the workpiece surface. In addition, surface topography and
material microstructure of the unburnished and burnished
samples were examined using a NanoScope IV Multimode
Atomic force Microscope AFM and a JSM-6300 Scanning
Electron Microscope SEM.

The steel plates were cut into tensile specimens so that they
can be burnished and then used for further investigation of their
mechanical behavior. The specimens were cut along the rolling
direction of the original plates by laser cutting to guarantee
smoothest surfaces with best possible dimensional precision.
The burnishing tool device and the test specimens were
assembled onto a C-tek machining center (CNT 830) as shown
in Fig. 1.

Figure 2(b) shows a schematic representation of the
burnishing tool device designed and made to perform the
burnishing experiments. The device is in the form of a disc with
four holes separated by 90� angle. In each of these holes, a
simple burnishing tool can be mounted. The tool is designed in
such a way that it can be simply mounted onto the tool holder
of the machining center. In this study, one simple burnishing
tool is used (see Fig. 2a and c) and fixed at a radius of 47.5 mm
from the center of the disc to perform the experimental work.
Consequently, one pass during the burnishing process can cover
95-mm width of burnished surface. As compared to conven-
tional burnishing process, this method of burnishing represents
a significant reduction in the burnishing time. As a result,
burnishing of large flat surfaces can be easily achieved in a

Table 1 Chemical composition of the specimen material
(AISI 1010 steel)

Element Wt.%

C 0.108
Mn 0.529
Si 0.04
P <0.01
S <0.01
Cr 0.038
Ni 0.044
Cu 0.059
Al 0.062
Mechanical properties of the workpiece material
Yield strength, MPa 223.2
Tensile strength, MPa 331.58
Hardness, HRB 59± 1
Tensile elastic modulus, MPa 208,600

Fig. 1 (a) Burnishing tool device mounted on the machining center and (b) machining setup
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reasonable time. The burnishing balls used in this study have a
diameter 10 mm. These balls are commercially available in ball
bearings and are made of carbon-chromium steel having
maximum surface roughness of 0.04 lm and hardness of
62-65 HRC. Even though only one-size ball is used during this
study, the tool can handle balls of different diameters. The
burnishing ball is supported by five small balls (component 8 of
Fig. 2c) in order to reduce ball sticking during the burnishing
process. A spring, located above the burnishing ball, is used to
apply the necessary burnishing force. A calibration was
performed in order to relate the axial displacement of the
screw (component 1 of Fig. 2c) with the applied force on the
burnishing ball. The value of the force is read directly from
a graduated stem (component 2 of Fig. 2c). A dummy tool
of the same weight as the simple burnishing tool was installed
on the opposite side to maintain equilibrium during the
experiments.

3. Experimental Design and Analysis

Three burnishing parameters were selected for optimizing
the burnishing process using Taguchi�s method. The exam-
ined burnishing parameters include: (1) burnishing speed,
(2) force, and (3) feed rate. Other parameters such as ball
diameter, number of burnishing passes, and penetration depth
are considered constant in the course of this study. All
experiments were performed using an oil (ESSOLUBE HD
15W-40 and kinematic viscosity at 40 and 100 �C are 113
and 15.4 mm2 s�1, respectively) as a lubricant between the
tool and the workpiece. For each parameter, five levels were
considered. Table 2 summarizes the burnishing conditions
and their coded levels. According to Taguchi�s method with
three independent parameters, 25 experiments were con-
ducted with combination of values listed in Table 2. To
simplify the experimental plan, the values of the levels of
each parameter were coded. Five coded levels were used

(�2, �1, 0, 1, 2) using the following transformation
equations:

x1 ¼
n� 235

84
ðEq 1Þ

x2 ¼
F � 400

100
ðEq 2Þ

x3 ¼
f � 0:26

0:08
; ðEq 3Þ

where x1, x2, and x3 denote burnishing speed, force, and feed
rate, respectively.

Table 3 shows the arrangements and the results of the 25
experiments that were performed based on Taguchi�s design.
Using these results in order to find the relationship between the
surface roughness, hardness of AISI 1010 steel plates and the
three ball burnishing parameters x1, x2, and x3, a second-order
mathematical model was used of the form:

y ¼ b0 þ b1x1 þ b2x2 þ b3x3 þ b11x
2
1 þ b22x

2
2

þ b33x
2
3 þ b12x1x2 þ b13x1x3 þ b23x2x3 (Eq 4)

where the b terms are the regression coefficients and y is Ra
or HRB. The estimated coefficients b by Minitab Software

Fig. 2 (a) One simple burnishing tool, (b) burnishing tool device, and (c) a detailed view of the simple burnishing tool: 1, tightening screw;
2, graduated stem; 3, body; 4, spring; 5, blocking screw; 6, adapter; 7, hold; 8, supporting balls; and 9, burnishing ball

Table 2 Parameters of burnishing process

Factors Symbol

Levels

22 21 0 1 2

Speed, rpm x1 67 151 235 319 403
Force, N x2 200 300 400 500 600
Feed, mm/rev x3 0.1 0.18 0.26 0.34 0.42
Ball diameter, mm 10
No. of passes 2
Burnishing depth, mm 0.2
Burnishing conditions Lubricated
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with the predictors x1, x2, and x3 are used to calculate the fit-
ted values for the surface roughness and hardness responses.
The following models are determined:

Ra ¼ 1:747þ 0:052x1 þ 0:239x2 þ 0:03x3 þ 0:166x21

� 0:145x22 þ 0:002x23 þ 0:067x1x2 � 0:081x1x3 (Eq 5)

HRB ¼ 65:2� 0:49x1 þ 0:86x2 � 0:73x3 þ 0:117x21 þ 0:2x22

� 0:318x23 � 0:44x1x2 þ 0:41x1x3 (Eq 6)

Using the above Eq 5 and 6, the variations of the mean
roughness and hardness with burnishing speed, feed rate, and
force are presented in terms of two-dimensional plots, as shown

in Fig. 3-8. Each curve in a given plot represents the response
of one burnishing parameter while the other two parameters
were kept constant.

4. Results and Discussion

4.1 Variations of Mean Roughness with Burnishing
Parameters

4.1.1 Burnishing Speed. The effects of burnishing speed
on the mean roughness for various feed rates and forces are
shown in Fig. 3(a) and (b), respectively. It can be observed in

Table 3 Experimental design matrix and result of surface quality

Exp. no

Speed, rpm Force, N Feed, mm/rev Responses

Coded value Act. value Coded value Act. value Coded value Act. value Ra, lm Hardness, HRB

1 �2 67 �2 200 �2 0.1 0.95 66.2
2 �2 67 �1 300 �1 0.18 2.37 66.4
3 �2 67 0 400 0 0.26 2.06 65.8
4 �2 67 1 500 1 0.34 1.89 64.5
5 �2 67 2 600 2 0.42 2.82 66.5
6 �1 151 �2 200 �1 0.18 0.4 66.7
7 �1 151 �1 300 0 0.26 1.95 63.7
8 �1 151 0 400 1 0.34 2.79 65.9
9 �1 151 1 500 2 0.42 1.42 66
10 �1 151 2 600 �2 0.1 1.27 70.9
11 0 235 �2 200 0 0.26 0.79 62.3
12 0 235 �1 300 1 0.34 1.05 66.2
13 0 235 0 400 2 0.42 1.89 60.9
14 0 235 1 500 �2 0.1 2.01 64.4
15 0 235 2 600 �1 0.18 1.78 70.7
16 1 319 �2 200 1 0.34 0.89 62.2
17 1 319 �1 300 2 0.42 1.3 62.9
I8 1 319 0 400 �2 0.1 2.45 61.1
19 1 319 1 500 �1 0.18 1.73 67.2
20 1 319 2 600 0 0.26 1.79 64.6
21 2 403 �2 200 2 0.42 0.94 65
22 2 403 �1 300 �2 0.1 2.31 64.8
23 2 403 0 400 �1 0.18 2.29 64.6
24 2 403 1 500 0 0.26 2.86 66.7
25 2 403 2 600 1 0.34 2.82 63.7

Fig. 3 Effect of burnishing speed on mean roughness: (a) at different feeds (mm/rev) and (b) at different forces (N)
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Fig. 3(a) that the relationship between the mean roughness and
the burnishing speed is parabolic. For each graph, the mean
roughness goes though a minimum value at a given burnishing
speed. Examining all feed rates, the value of burnishing speed
at which a minimum roughness is achieved ranges from 151 to
319 rpm. In addition, Fig. 3(b) shows that for a burnishing
force of 400 N, there exits a critical number of burnishing

speed at which all graphs passes. This critical number of
235 rpm is independent of the feed rate. Below this number, an
increase in the feed rate increases the mean roughness.
However, for burnishing speed above this critical number, an
increase in the feed rate decreases the mean roughness. It is also
indicated in Fig. 3(b) that for a burnishing feed of 0.26 mm/rev,
low values of mean roughness is achieved at low values of

Fig. 4 Effect of burnishing feed on mean roughness: (a) at different speeds (rpm) and (b) at different forces (N)

Fig. 5 Effect of burnishing force on mean roughness: (a) at different speeds (rpm) and (b) at different feeds (mm/rev)

Fig. 6 Effect of burnishing speed on surface hardness: (a) at different feeds (mm/rev) and (b) at different forces (N)
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burnishing forces. However, low values of forces will not be
selected because it will be shown later that these low values
have little improvement on the hardness.

4.1.2 Burnishing Feed. Figure 4(a) shows the effect of
feed rate on the roughness for different burnishing speeds and
at fixed force (F = 400 N). The results indicate that, except at
the critical speed of 235 rpm, for burnishing speeds below the
235 rpm the mean roughness increases with the feed. The
opposite trend is true in cases with burnishing speeds above
235 rpm. In addition, Fig. 4(b) demonstrates the variations of
the mean roughness with the feed rate for different forces. The
results indicate that at a given burnishing force the feed had no
effect on the mean roughness at the critical speed of 235 rpm.

4.1.3 Burnishing Force. Figure 5(a) presents the varia-
tions of the mean roughness with burnishing force at different
speeds, indicating that the mean roughness can be significantly
altered by the burnishing force. According to Fig. 5(a), the
minimum roughness is obtained with a burnishing speed of
235 rpm. Therefore, a speed of 235 rpm is considered the
optimum burnishing speed for AISI 1010 steel plates. It should
be noted that at a feed of 0.26 mm/rev, a combination of high
burnishing speed with high burnishing force is detrimental to
the mean roughness. This is because high forces causes shear
failure in the subsurface layers which in turn causes flaking as
it will be confirmed later by the microstructure examinations
of the burnished samples. Figure 5(b) presents the effect of
burnishing force on roughness by varying the feed rate at speed

of 235 rpm. It is shown that all curves collapsed into a single
curve, indicating that the mean roughness is independent of the
feed at this optimum burnishing speed.

4.2 Variations of Hardness with Burnishing Parameters

4.2.1 Burnishing Speed. The variation of the surface
hardness with burnishing speed at different feeds is shown in
Fig. 6(a). At given force of 400 N, a combination of low
burnishing speed and low feed rate improves the surface
hardness. At low speed, an increase in the feed rate significantly
decreases the surface hardness. On the other hand, at high
speed, the effect of changing the feed on the surface hardness is
marginal. Figure 6(a) also shows that the variation of surface
hardness with the speed is a decreasing function at low feed and
an increasing function at high feed. This indicates that there
may be a critical value of feed rate (f� 0.3 mm/rev) at which
no variation of the surface hardness with burnishing speed
occurs. Moreover, Fig. 6(b) shows the relation between the
burnishing speed and surface hardness for different applied
force and at fixed feed rate of 0.26 mm/rev. The results indicate
that the surface hardness is significantly improved for a
combination of low burnishing speed and high force. At low
speed, the surface hardness greatly increases with an increase in
the applied force. However, at high burnishing speed, little
variation in the surface hardness occurred with a change in the
applied force. It is also shown that the large drop in hardness

Fig. 7 Effect of burnishing feed on surface hardness: (a) at different speeds (rpm) and (b) at different forces (N)

Fig. 8 Effect of burnishing force on surface hardness: (a) at different speeds (rpm) and (b) at different feeds (mm/rev)
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caused by high burnishing speed can be compensated by low
burnishing force. In addition, Fig. 6(b) shows a similar
hardness trend to that obtained in Fig. 6(a) as indicated by
the existence of a critical force (F� 300 N) at which the
surface hardness is independent of the burnishing speed.

4.2.2 Burnishing Feed. Figure 7(a) and (b) shows the
variations of the surface hardness with burnishing feed rate at
different speeds and forces, respectively. The curves are
presented at a constant burnishing speed n = 235 rpm. As
indicated earlier in Fig. 6(a), Fig. 7(a) shows that a combina-
tion of low feed and low speed causes better surface hardness.
The results also indicate that at low feed, an increase in the
speed rate significantly decreases the surface hardness. While,
at high feed, little effect occurs on the surface hardness when
varying the speed. Moreover, Fig. 7(b) indicates that there is an
increase in the surface hardness with increasing the magnitude
of force at fixed feed rate. Within the range of feed rate used in
this work, it can be seen that an increase in the feed rate up to
0.18 mm/rev leads to a slight increase of the surface hardness.
However, an increase in the feed rate in the region above
0.18 mm/rev causes a significant decrease of the surface
hardness.

4.2.3 Burnishing Force. The effect of the burnishing
force on the surface hardness is shown in Fig. 8(a) and (b) at
different speeds and feeds, respectively. The results shown in
Fig. 8(a) demonstrate that the change in surface hardness by

varying the burnishing speed at high forces is much more than
that at low forces. At high forces, increasing the speed
reduces the surface hardness. On the other hand, the increase
in burnishing speed at low force (i.e., F = 200 N) increases
the hardness. In addition, Fig. 8(b) indicates that, at a given
feed, an increase in the burnishing force increases the surface
hardness. When high burnishing force is applied, the amount
and depth of plastic deformation is expected to increase at the
surface of the workpiece. This in turn causes an increase in
the work hardening of the surface layers. Moreover, at a given
force, the surface hardness increases and then decreases as a
function of the feed. In this case, the surface hardness reached
a maximum at a feed rate of 0.18 mm/rev at the optimum
speed of 235 rpm. A feed rate of 0.18 mm/rev gave the best
value of the surface hardness within the range of the
burnishing force used. Therefore, a feed rate of 0.18 mm/rev
is considered the optimum burnishing feed for AISI 1010 steel
plates.

4.3 Metallurgical and AFM Topographical Examinations

Considering both objectives to minimize the surface
roughness and maximize the surface hardness, the two
optimum parameters that were selected so far are a burnish-
ing speed of 235 rpm and a feed rate of 0.18 mm/rev. The
results indicate that the third optimum parameter, that is the

Fig. 9 Comparison of surface roughness for different 1010-steel specimens measured with an AFM within the area of 89 8 lm. (a) Unbur-
nished; (b) burnished (burnishing conditions: F = 500 N, n = 235 rpm, and f = 0.18 mm/rev); (c) burnished (burnishing conditions: F = 600 N,
n = 235 rpm, and f = 0.18 mm/rev)

Fig. 10 Microstructural examination of cross-section of 1010-steel specimens using SEM. (a) Unburnished; (b) burnished (burnishing condi-
tions: F = 500 N, n = 235 rpm, and f = 0.18 mm/rev); (c) burnished (burnishing conditions: F = 600 N, n = 235 rpm, and f = 0.18 mm/rev)
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burnishing force, can be either 500 or 600 N. Both of these
cases gave comparable results with little advantage to the
600 N case. Figure 9 compares the topographical AFM
surfaces of the two burnishing cases with that of the
unburnished surface. As shown, even at small-scale investiga-
tion, the case with 500 N force yielded better results than the
case with 600 N. Nevertheless, observations made by SEM on
a cross-section of the burnished samples indicate that 500 and
600 N forces have both caused shattering of the workpiece
subsurface as clearly shown in Fig. 10. The increase in the
burnishing force from 500 to 600 N increases the depth of the
hardened layer from 35 to 50 lm, respectively. In this layer,
there is a large distortion of the grains due to the plastic
deformation accompanying the burnishing process. At these
high forces, the surface hardness increases with force until it
reaches a limit beyond which flaking of the metal would occur.
This situation causes lower efficiency and failure of the
workpiece and therefore a smaller burnishing force of 400 N
was selected. The case with 400 N did not cause flaking in the
subsurface layer. Therefore, the optimum burnishing parame-
ters for AISI 1010 steel plates are 235 rpm for the burnishing
speed, 0.18 mm/rev for the feed rate and 400 N for the
burnishing force.

5. Conclusions

Ball burnishing process of large flat plates made of AISI
1010 steel plates has been investigated. The analysis of the
experimental results based on the Taguchi�s and the response
surface methods, reveals that:

(1) The newly developed ball burnishing tool can be used
to successfully finish large flat surfaces in a reasonable
time.

(2) The surface quality of AISI 1010 steel plates are most
influenced by the burnishing force, followed by the bur-
nishing speed, and least by the burnishing feed.

(3) A prediction model of second order was successfully
developed in order to determine the optimum burnishing
conditions for AISI 1010 steel plates, and they are
235 rpm for the burnishing speed, 0.18 mm/rev for the
feed rate, and 400 N for the burnishing force.

(4) The microstructure examinations shows that when
burnishing AISI 1010 steel plates, the force should not
exceed 400 N or otherwise flaking of the metal would
occur. However, it should be noted that the increase in
the burnishing force increases the depth of the hardened
layer.
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18. L.N. López de Lacalle, A. Lamikiz, J. Muñoa, and J.A. Sánchez,
Quality Improvement of Ball-End Milled Sculptured Surfaces by Ball
Burnishing, Int. J. Mach. Tools Manuf., 2005, 45, p 1659–1668

19. S. Fang-Jung and C. Chien-Hua, Freeform Surface Finish of Plastic
Injection Mold by Using Ball-Burnishing Process, J. Mater. Process.
Technol., 2003, 140, p 248–254

20. Y.C. Lin, B.H. Yan, and F.Y. Huang, Surface Improvement Using a
Combination of Electrical Discharge Machining with Ball Burnish
Machining Based on the Taguchi Method, Int. J. Adv. Manuf. Technol.,
2001, 18, p 673–682

21. T.A. El-Taweel and M.H. El-Axir, Analysis and Optimization of the
Ball Burnishing Process Through the Taguchi Technique, Int. J. Adv.
Manuf. Technol., 2009, 41, p 301–310

910—Volume 20(6) August 2011 Journal of Materials Engineering and Performance


	Effect of Ball Burnishing Process on the Surface Quality and Microstructure Properties of AISI 1010 Steel Plates
	Abstract
	Introduction
	Experimental Work
	Experimental Design and Analysis
	Results and Discussion
	Variations of Mean Roughness with Burnishing Parameters
	Burnishing Speed
	Burnishing Feed
	Burnishing Force

	Variations of Hardness with Burnishing Parameters
	Burnishing Speed
	Burnishing Feed
	Burnishing Force

	Metallurgical and AFM Topographical Examinations

	Conclusions
	Acknowledgments
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 149
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 149
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 599
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


