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Evaluation of Grinding Characteristics on the Hardened-Brittle
and Difficult-to-Grind Materials
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ABSTRACT

The special purposed materials, such as ceramics and stainless steel, are widely used in the various industrial area

They have properlies of the higher strength of matenal, the wear-resistance, and the corrosion proof. Bui ceramics

is a difficult-to-grind material which possesses the higher level of a strength and a britileness.

In this study, the theoretical investigation of a grinding force and of a surface roughness was conducted The

evalvations of grinding characteristics on the hardened-britile and difficuli-to-grind materials were expenmentally

carried oul.
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Fig. 1 Factors contributing to ground surface
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Fig 2 Experimental set-up
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Table 1 Experimental conditions

?nr;;g:gg Horizontal spindle surface grinder
Workpiece STD11, SUS304, Ceramics(Al.O3)

Wheel WAL100, CBN
Wheel speed : 1,800zpm

Table speed : 1.2~2.4m/min
Depth of cut(t) : 3,10.15,20m

Up & Plunge & Wet

Fluids Shell lubricant (soluble type, 10:1}
Dressing stick : WA

Depth of cut @ 10~30um

Conditions

Dressing
conditions
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Fig. 7 Surface roughness of varation
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