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1. Abbreviations

AFM
ALO;
BAC

BN
Cryo-MQL
DLVO
EDS/EDX
HL

IEP

LNz

MBN
MQL

NFs

NPs

RMS
SEM

SO
SO+DW
SQL

TEM

XRD
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Isoelectric point
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X-ray diffraction
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2. Symbols

ap : Downfeed (um)

b : Grinding wheel width (mm)

F, : Normal force (N)

Fi : Tangential force (N)

M, : Smallest material ratio

M, : Greatest material ratio

P, : Air pressure (bar)

PN, : Liquid nitrogen pressure (bar)

0. : MQL mist flow rate of vegetable oil-based deionized water

emulsion and nanofluids (ml/h)

Qwn, : Flow rate of liquid nitrogen (1/min)

Qo : MQL mist flow rate of vegetable oil (ml/h)
Ra : Average surface roughness (um)

Ry : Core roughness depth (um)

Rpk : Reduced peak height (um)

Ry : Root mean square roughness (um)

Rk : Reduced valley depth (um)

R: : Ten-point mean surface roughness (um)
Sa : Average roughness (pum)

Sbi : Surface bearing index (um)

Sci : Core fluid retention index (um)

Sk : Core roughness depth (um)

Smr1 : Upper material ratio (%)
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Smr2 : Lower material ratio (%)

Sk : Bearing area ratio (%)

Spk : Reduced peak height (um)

Sy : Root mean square roughness (1m)
S : Area peak-to-valley height (um)
Svi : Reduced valley depth (um)

T, : Grinding temperature (°C)

Ug : Specific grinding energy (J/mm?)
Vs : Alumina wheel speed (m/s)

Vi : Table feed rate (m/min)

u : Apparent friction coefficient

o : Contact angle (°)
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