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Characteristics of cylindrical plunge grinding in 200m/sec of grinding velocity

J. K. Ju*(Graduated school, Univ. of Ulsan), K. Y. Park, J. U. Jeon (Univ. of Ulsan)

ABSTRACT

In this paper, grinding characteristics of cylindrical plunge grinding in 200m/sec of grinding velocity was investigated by
use of vitrified CBN wheel. From the experimental result, it was convinced that grinding power is decreased 2.5times and
grinding efficiency is heightened 3times more according to increasing wheel velocity 80m/sec to 200m/sec And also, be

expected to improvement of surface roughness and roundness by increasing the wheel velocity.
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Fig. 1 Modeling of abrasive in grinding process
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Table 1. Condition of grinding experiment

Grinding CNC Cylindrical Grinding machine
machine (HYUNDA!I MOTORS CO., LTD)
Vitrified Bond CBN Wheel
Grinding Wheel tintfiec Con e

350¢x 20Ux 3XWx 80H

Work Material | Chilled cast iron , SCM 435

Grinding Cylindrical Plunge Grinding
Method
Wheel Speed 80, 120, 160, 200 m/sec
Infeed rate 0.5 — 3.0mm/min
Work Speed 38-380 rpm
Grinding Fluid Soluble Type
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