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Fig. 1 Probe appearance before and after wear test.
(a) Before wear test (L=0 mm).

A% V=15 mmnys DRMTHEMEL, T (b) After wear test (L=10000 mm, V=10 mm/s).
DTN % FEFERBR A% Chifge L7=. The two-dotted line is the screw outline before wear test.
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Fig.3 Flow conditions for each probe.
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Fig. 4 Joint efficiency for each probe.



