SRR UBSE| 20069 T A SET 52T
{30 C o|s =
Yo X2 of of ok o Atof| L x| 5+ sl A
ol B! £ME urjel® 2HE, AP ui e’
ARGt A B, CTAREAT A, AR e

Analysis of grinding energy partition using average grain model
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Fig. 1 Shape and cutting edge(bold line) of an abrasive grain (a) real
shape (b) idealized shape.
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Fig. 2 Cutting path in down-surface grinding process.
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Fig. 3 Geometric of individual undeformed chip.
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Table. 1 Conditions of the grinding force experiment.

Wheel speed(rpm) 1720
Radial depth of cut(gm) 10, 20, 30, 40
Workpiece velocity(m/min) 5,10, 15, 20
CBN120R125V
Grinding wheel(305mm) CBN170R125V
CBN230R125V
Grinding width(mm) 8
Material of workpiece SM45C
Heat treatment 0
Grinding Fluid None
Depth of dressing(¢m) 50
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Fig. 4 Tangential chip formation force and non-chip formation force in

CBN120R125V wheel.
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Fig. 5 Specific nonchip formation energy as grain in CBN wheel.
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