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Fig.1 Super-high surface grinder
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Tab.1 Experimental materials and performance
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Tab.3 Grinding condition of grinding
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Fig.2 The relationship between surface roughness

and wheel speed
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Fig.3 The relationship between surface roughness
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and wheel depth of cut
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Fig.4 The relationship between surface

roughness and workpiece velocity
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Fig.5 The relationship between surface hardness

and wheel speed
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Fig.6 The relationship between surface hardness

and wheel depth of cut
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Fig.7 The relationship between surface

hardness and workpiece velocity
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