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Fig. 2 Gear data measured at the time of ghost noise
detection: Measurement of tooth trace of all teeth
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Fig. 3 Gear data measured at the time of ghost noise
detection: Measurement of periodic component error
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Fig. 5 Configuration of gear honing machine
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Fig. 6 Honing wheel, dressing gear and workpiece
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Fig. 7 Vibration measurement on gear honing machine
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Fig. 8 Frequency response function data
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Fig. 9 Graph of gear periodic component error vs. vibration
values
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Fig. 10 Vibration monitoring data on gear honing machine
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