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Fig. 1. Scheme of the workpiece
surface grinding process

Fig. 2. Qurface topography of the workpiece
after grinding
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Table 1
?* ?and ? values for aluminum oxide wheels
POV 7777?72 772? ? 52587-2006, 777? ? 52781-2007
o H,1,J K,L,M N, O, P
-------- PRV 7777? 7? 7727 52381-2005 777? ? 52781-2007
F70-90 F54-60 F36-46 F70—-90 F54-60 F36-46 F30 F70—-90 F54—-60 F36-4
7% 0,07 0,06 0,055 0,12 0,11 0,095 0,085 0,13 0,11 0,10
? 0,05 0,04 0,025 0,045 0,04 0,02 0,01 0,045 0,04 0,02
? 0,97 1,0 1,0 0,36 0,39 0,91 0,95 0,82 0,85 0,87
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Table 3
Values of roughness parameters of sample surfaces treated by grinding with abrasive tools after various
dressing methods

W boroolorrros R R R S A L S A R R R SIS IIIIIIIID XD
............ 77 :?:???;?: 77
R?, 77? 0.35£0,03 0,50+ 0,03 0,85 0,04
0,4 0,60 0,90
Rz, 77?7 21+04 29+03 50+ 0,25
' 2,7 4,0 6,0
m, ?72? 376+30 435+35 485+ 28
’ 35,0 455 54,5
S ?7?? 175+24 20,0+ 25 235+ 22
12,0 15,2 19,5
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