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Fig. 1. Graphical illustration of geometric emror generation. (a) Wheel path
during grinding, (b} Ground surface profiles after conling.
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ANOVA table for S/N ratio of the goometric emor

SOUICE aum of Degree of Mean square  F-ratio
SUANCE freedom

Vv 93.5 2 46,75 5428
g T0.7 2 35.35 .10
D 3.0 3 1 18.0 1 360"
M 106.7 3 53.35 6.19°
Er 155.1 1% R.62

Total H62.0 6

T 95% confidence level {3550,
® 00% confidence level (6010,
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