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Fig. 1 Contact pressure and deformation
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Table 1 The value of C, m
Contact Condition C m
Turcite — Cast Iron 0.24 0.47
Turcite — Cast Iron with Oil 0.19 0.46
Cast Iron — Cast Iron 0.08 0.5
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Fig. 2 Deformation Model of Two Planes
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Fig. 3 Analysis Model for Comparison
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Fig. 4 Result Comparisons of New Analysis and Existing Analysis
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Fig. 5 Motion Error Analysis considering Straightness
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