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Ultra—precision grinding and polishing
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Abstract: In order to improve the ultra-precision polishing efficiency of Al,O, ceramic guides the relationship
between polishing parameters such as polishing pressure polishing speed abrasive added interval and polis—
hing efficiency was analyzed. Firstly the polishing discs and abrasive material were selected based on the
physical parameters and characteristics of Al,O, ceramic guide. Secondly taking the high precision plane par—
allel crystal as the detection tool the number of stripes between the crystal and guide were quantitatively used

to determine the polishing efficiency. At the end the best processing parameters for the Al,O, ceramic guide
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were obtained: polishing pressure should be controlled to be around 40 N; the line speed of polishing should
be 45 m/min; a grinding agent should be added every 30 minutes. Within the same amount of time this set of
process parameters will obtain higher surface accuracy.

Key words: high—precision; ceramic guides; ultra-precision polishing
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Fig.3 Grinding tool with asphalt
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Fig.2  Structure of spindle for grinding and polishing
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Fig.4 Schematic of interference fringes for the test
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Fig. 6  Relationship between grinding efficiency and
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