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POLISHING AND BUFFING 

 

Polishing and buffering are similar surface finishing operations. Polishing is used 

to remove scratches and burrs from a machined surface. It develops a very smooth 

surface by means of abrasive grains embedded to a polishing wheel rotating at high 

rpm.  

Rotating speed is equivalent to 2300 meter per minutes. The rotating wheels are 

made of softer materials like canvas, leather or paper. Thus, the wheels are enough 

flexible to finish the cavities and internal of intricate shapes.  

 

POLISHING  

Polishing is carried out with the help of above mentioned polishing wheels. 

Abrasive grains are bonded by gluing to the outside periphery of the wheel. After 

the abrasives have been worn down and used up, the wheel is replenished with new 

girts. Depending on the girt size polishing is divided into three categories. 

  

(a) Rough Polishing: Girt size is maintained 20 to 80.  

(b) Finish Polishing: Girt size is kept 80 to 120.  

(c) Fine Finish : For polishing to give very fine finishing abrasive girt size is  

 

maintained to above 120. In case of fine finishing process oil, tallow or  

bees wax is used as lubricating agent.  

There is a limitation of polishing process that the parts with irregular shapes, sharp 

corners, deep recesses and sharp projections are difficult to polish.  

 

Polishing Tool   

Polishing can be done by hand, but for mass production work, specially designed 

semi-automatic and automatic polishing machines are available. Abrasive particles 

are Al2O3 or diamond. Carrier of abrasive particles has already been discussed. 

Polished surfaces maybe buffed to obtain an even finer surface. Polishing does not 

improve dimensionless accuracy as done by lapping.  

 

Different between Lapping and Polishing  

 Lapping and polishing differ in the following manner, polishing produce a shiny 

surface but lapping does not produce bright shiny surface.  



 Lapping removes metal from the surface to be finished, however, polishing 

removes negligible amount of metal.  

 Lapping involves cutting action but polishing consists of producing a kind of 

plastic flow of the surface crystals so that the high spots are made to fill the low 

spots.  
 

BUFFING  

Buffing is similar to polishing in appearance, but its function is different. Buffing 

is used to provide attractive surfaces with high luster. Buffing is like a polishing 

operation in which the work piece is brought in contact with a revolving cloth 

buffing wheel that usually has been charged with a very find abrasive as shown in 

Figure. Buffing status is somewhere in between polishing and lapping. A minor 

cutting action with microchip is done in case of buffing.  

Buffing wheels are made of discs of liners, cotton, broad cloth and canvas. These 

are made more or less firm by the amount of stitching used to fasten the layers of 

the cloth together. Buffing tools are enough flexible to polish up to interior of 

intricate cavities. The buffing tools are named as BUFFING ROUGES.  

There are semi-automatic buffing machines available consisting of a series of 

individually drivers buffing wheel which can be adjusted to the desired position so 

as to buff different positions of the work piece. The work pieces are held in 

fixtures on a suitable rotating worktable so as to move the buffing wheels. 

  

 



Application of buffing produces mirror like finish. It is used for finishing of 

automobile parts, boats, bicycles, sport items, tools, furniture, fixtures, commercial 

and residential hardware, house hold utensils and home appliances, etc. 

SUPER FINISHING  

Super finishing is an alternative process similar to honing. This also uses bonded 

abrasive stick moved with a reciprocating motion and pressed against the surface 

to be finished. The relative motion between the abrasive stick and the workpiece is 

varied so that individual grains do not retrace the same path.  

Cutting fluid is used in the process for cooling of tool workpiece interface. Coolant 

also washes away the tiny chips produced in the process. The time needed for 

super finishing  

is very small. Workpiece may be super finished to a roughness of the order of 

0.075μm within 50 seconds. 

 

Sometimes the process of super finishing can be continuedupto 3 minutes for very 

fine quality of finish. Super finishing can be differentiatedfrom honing in the 

following ways  

(a) Super finishing stroke length is comparatively shorter but frequency is larger. It 

is up to 1500 stokes/minute.  

b) It requires low pressure application as compared to honing process.  

(c) During the process fed is given to workpiece, the fed rate in case of super 

finishing operation is smaller than honing.  

(d) Grit size of abrasive used in case of super finishing is smaller than that is used 

with hones.  

Major applications of super finishing are finishing of computer memory drums, 

sewing machine parts, automotive cylinders, brake drums, bearing components, 

pistons piston rods, pins, axles, shafts, clutch plates, guide pins, etc. 

 
 


