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Variation of Grinding Force and Wheel Life in Surface Grinding

S. 8. Choi*(Graduate School, Pukyong Wational University),
Y. Koo, I. S, Kwak, and M. K. Ha(Pukyong National University)

ABSTRACT

In the grinding process, the edpe of shape is very imporiant to evaluate the surface roughness and the

precision of dimension. To keep precision of product, paramelers with respect 1o the amount of wheel wear have
to Iumit by grinding condilion In this paper, we measured variation of grinding force to seck the grinding
characteristics by the amount of whecl wear i surface grinding Also. we find out that how thesc condition give

influcnce to wheel life.
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Table 1 Experimental conditions

Grinding Horizontal spindle suiface grinder
machine =
Workpiece || STD11, SUS304, STR2, ALOs

Wheel WAILDD, WARO, CBN

Wheel speed : 1,800rpm

Table speed : 2~3m/min

Conditions

Depth of cut(t) @ 3.10,15,200m

Up & Plunge & Wet

Fluds Shell lubricant (soluble type, 10.1}

Dressing Dressing stick WA

conditions

Depth of cut . 10~50um
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Fig 3 Grinding force of SUS304, STDI11, STB2,

and Al:Os by WAHI00) wheel
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Fig. 4 Grinding force of SUS304, STD11, STB2,
and AlQ; by WAHS0) wheel
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Fig. 3 Surface roughness versus number of pieces
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Fig. 6 Wear amount of wheel versus number
of pieces

Fig. 70l 4 & 7hg 3o mME A4 (GHE
Ve 9=, cqymz 71 F s g0oll M
c—]M—H ;]_ 1:..1,3.1;&4. E\E cﬂt}

=

Ah
Fig. 82 £E2 A3 Z4%n 2aE Ay 7
o}

oH,
o
N
~
o

in}
g otz ek Aol o] Zzf Lol et
FAAR FAE AE P4 1500~ 18000m) Alo]
oA B 7187 kel FoAEe HE T T U
e BE 2 Ze) A7 dAde dog & F
ARel = é?li?loﬂf‘\] STDIJ% i S
2
o}



.
2 /./ \-\_
05 /.

4 /-

03 [ ]

10 2 %@ 40 & 60 70 &0
Number of picces

Fig. 7 Grinding ratio{G) for the number of pieces
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Fig. 9 Micrescope photo of workpiece and wheel
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