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ABSTRACT
This paper presensts, step-by-step, the capabilities that a general-purpose simulation

environment, such as Simulab/Matlab, provides for an intuitive and efficient modelling of

grinding processes.

Starting from a revision of the different approaches which can go found

in the technical literaturd the paper begins with the well-known block-diagram forst presented
by Snoyes. Next, the paper shows how this block-diagram is incorporated into the Simulink

enviroment and how the different parameters for the simulation are introduced in the

model(machine, grinding wheel and process parameters). Special attention is paid to the fact

that nonlinear phenomena can easily be include
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Fig. 1 Plunge cylindrical grinding
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Fig. 2 Closed-loop block diagram
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Fig. 3 Simulink model of the plunge grinding process
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Fig. 5 Simulink model of the surface grinding process

49 Fig. 5= Q4849 48 7HA3teA 9
EFHEE o83 ANEJIZ 297 @ AUH,
A71M JHLS 2{TE A& eH, d¥FPd
T A 298 JHErE MR L 3} 2L EY
o2 AEHAE A



3 AlEgiolM Azl
31 HELAY AL
o}e} Fig. 5% 2 stage infeed®} 3 stage infeed9}
ANEHA Axg HdFn gled, A4 total
infeedE X AF3 At

70

200,
80
150|

8

a
-]

100

Force(N)

Infeed(um)
3 8

50

3

o 5 10 15 20 25
Time(sec)

o 5 10 15 20
Time(sec)

2 M

(a) 2 stage infeed

70 250

200

g 2

150

ry
o

100

Infeed(um)
3 8
Force(N)

50

°

o

0 5 10 15 20 25
Time(sec)

30 o 5 10 N 15 20 25 30
Time(sec)

(b) 3 stage infeed
Fig. 6 Sinulation of the plunge grinding
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Fig. 7 Simulation of the surface grinding
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