A poI I shing system and a nethod of control of the sane enabl i ng
reliable transfer of the workpieces into and out of the systemwhile
mai nt ai ni ng the precision of polishing of the workpieces. Provision is nmade

of a polishing apparatus 1, a first transfer apparatus 2, a second
transfer 10 apparatus 3, and a copfrol apparatus 4. In the polishing
apparatus 1, wor kpi eces Wheld in m nunber of holding holes 14
formed in n nunber of carriers 14 are polished on their two
surfaces by a lower platen 10 and an upper platen 19. The control
apparatus 4 finds the revolutlon angle of the carriers 14 when the

wor kpi eces reach t 1.6 revolve

until the revolut|:’ e

cl osest to the revol ution angle found and then nakes t he pO|IShIng
apparatus 1 stop. Further, it finds the rotation angle of the carriers

after st oppi ng and makes mounters 24 and 34 of a |oader 23 and
unl oader 33 rotate bx . Egle so as to transfer
t he wor kpi eces Winto 20 ar s=14.
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| A polishing system and a method of control of the same
enabling reliable fransfer of the workpieces into and out of the system while
" maintaining the precision of polishing of the workpieces. Provision is made of
\J a polishing apparatus 1, a first transfer apparatus 2, a second transfer
10 apparatus 3, and a control apparatus 4. In the polishing apparatus 1,
workpieces W held in m number of holding holes 14 formed in n number of
carriers 14 are polished on their two surfaces by a lower platen 10 and an
upper platen 19. The control apparatus 4 finds the revolution angle of the
carriers 14 when the workpieces reach the desired thickness, makes the
15 carriers revolve until the revolution angle of a whole multiple of 360°/n
closest to the revolution angle found, and then makes the polishing
apparatus 1 stop. Further, it finds the rotation angle of the carriers after
stopping and makes mounters 24 and 34 of a loader 23 and unloader 33
rotate by exactly that rotation angle so as to fransfer the workpieces W into
o 20 and out from the carriers 14.
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Figure 1



