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Research on the Grinding Performance of HVOF Coating Based on CBN Grinding Wheel
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[ABSTRACT]
efficiency Grinding technology of WC-Co Coating Based

HEiE
Research on the low cost and high

on CBN Grinding Wheel.Analysis on the independent ef-
fects and interactions of grinding parameters such as speed
of grinding wheel (s), feed rate (a,) and the cutting speed (v)
on the surface roughness after grinding. The mathematic
model of the Processing parameters with surface quality is
structured.The optimum parameters of grinding process for
WC-coating are obtaiend.
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Fig.2 Working principle of HYOF
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Fig.3 The sample surface After spraying
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Fig.4 Sketch of grinding position
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Fig.6 Pareto diagram of the factors affecting
the quality of grinding
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Fig.7 Master effect diagram of grinding quality
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Fig.8 Interaction diagram of grinding quality influence factors
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Fig.9 Surfaces diagram of Surface roughness
and influence factors
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