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Surface texturing using grinding
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Table 1 Experimental conditions

feedrate : rpm :
4800mm/min 120rpm
120rpm(40mm/rev) | 3600mm/min(30mm/rev)
240rpm(20mm/rev) | 2400mm/min(20mm/rev)
600rpm(8mm/rev) 960mm/min(8mm/rev)
1200rpm(4m/rev) 600mm/min(Smm/rev)

(a) 120 rpm

(c) 600 rpm

(b) 240 rpm

10 mm

(d) 1200 rpm

Fig. 2 Textured pattern at 4800 mm/min

(a) 600 mm/min

(¢) 2400 mm/min
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Fig. 3 Textured pattern at 120 rpm
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Fig. 4 Graph of pattern slope angle
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