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(Grinding charateristics of High Efficient Intermittant
Grinding Wheel with Conventional Grinding Wheel)

ABSTRACT

This paper experimentally describes the grinding characteristic of discontinuous
grinding wheels in creep-feed grinding. In creep-feed grinding, grinding temperature increases
rapidly and thermal damage such as a burn occurs on a workpiece. Discontinus grinding wheel
with Conventional grinding wheel shows an exellent cooling effect has been developed. The
wheels have 6, 12, 24 pieces of slotted which compare with characteristics of each wheels
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Fig. 2 Heat source model for periphery
intermittent grinding
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Fiz.3 Schematic diagram of dicontinus wheel
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Table 1& A A=E &9 AHFECIH.

Table 1 The specificant fo slotted grinding wheel

o Effective
Grinding Number | Dividing | Length grinding | In it
of angle of .
wheel ove 2 ove wheel [ant ratio
gr g1 length
S6 6 60 6 101 0.94
S12 12 30 6 475 0.89
524 24 15 6 20.8 0.78
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Table 2 Experimental equipment and grinding
condition

- Model : HYDRAULIC SURF
ACE GRINDING MACHINE
Grinding SGH-6
machine |- Main shaft motor : FELQ-5
1.5kw 2P Yasukawa
- Wheel speed @ 2450 RPM
. .. - Type : Conventional (WAS0K7
Gz;‘l‘:;g V), S6, S12, S24
- Shape @ 205X 25.0X50.80
Workpiece | - Material : STD 11
Grinding - Up cut & One pass
method
Table speed | - 0.6, 0.4. 0.3 m/min
Depth of cut| - 10~100 #m
Dressing * Dresser : Single point diamond

* Depth of cut : 20 m
+ Type @ SS-500

Torque meter| - Capacity : Skgf-m
- Max speed @ 6000 rpm

Grinding | o205 109 dilution

fluid
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(a) Convention wheel

{b) 24 pieses wheel
Fig.4 Geometric error according to each
wheel
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Fig.5 Relationship between Depth of cut and
surface roughness(Ra)
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(a) Conventional wheel : 80/m



(b) 6 pieses wheel : 80um

(c) 12 pieces wheel : 80um

(d) 24 pieces wheel : 80um

Fig.6 Geometric to each
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