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(57) Abstract: Provided is a method for manufacturing a
glass substrate for a magnetic disc. Polishing accuracy at the
inner circumference end surface of the glass substrate is im-
proved and troubles due to thermal asperity are eliminated.
The method is provided for polishing the inner circumfer-
ence end surface of a cylindrical body (12) to be polished
which has a plurality of layers of glass substrates (20). The
inner circumference end surface of the body to be polished
is polished by bringing, with the same pressure, a plurality
of polishing cloths, which are arranged around the rotating
shaft of an inner circumference polishing section having the
rotating shaft, into contact with the inner circumference end
surface (116) of the body to be polished, supplying a polish-
ing solution between the inner circumference end surface of
the body to be polished and the inner circumference polish-
ing section, and by relatively turning the inner circumference
polishing section and a portion to be polished by having the
rotating shaft at the center or by relatively shifting them in
the rotating shaft direction.
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arranged around the rotating shaft of an inner
circunference polishing section having the rot ati ng
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