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Abstract Dressing experiment of bronze-bonded diamond grinding wheels using a nanosecond pulsed fiber laser is
carried out. The systematic research starts with the mechanism of laser dressing, followed by the analysis of ablated
crater impacted by multiple-pulse and the studies of relationship between pulsed laser parameters and ablation effect.
The laser dressing experiments is carried out at the foundation of laser ablation and the surface topography after laser

dressing on wheels are then observed and assessed by optical microscope and grinding experiment.
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Fig. 1 Principle of laser dressing
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Fig. 2 Distribution of ablated craters
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Fig. 3 Schematic of laser dressing setup
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Parameters of laser ablation test

Table 1

Parameters Value

Laser mode single-mode

Laser average power (P,,) /W 10~48
Pulse frequency (f) /kHz 50~150
Pulse width (¢) /ns 210
Spot diameter (dy,) /pm 38
Ablation time (2) /ps 120
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for various laser repetition frequencies
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