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A Study on Characteristics of Grinding force
in Ultrasonic Vibration Assisted Grinding of Titanium Alloy
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Fig. 1 Image of machine and tool
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Table 1 The machining conditions

Rotation speed of spindle (RPM) 4000, 6000
Coolant Dry

Feed rate (mm/min) 20, 30, 40
Depth of grinding (mm) 0.002
Ultrasonic Vibration Frequency (k) | 20
Ultrasonic Vibration Power (%) 20, 30
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Table 2 Factors and levels used in experiment

Feed rate [Rotation speed of| Ultrasonic Vibration
(mm/min) | spindle (RPM) Power (%)
Level 1 20 4000 20
Level 2 30 6000 30
Level 3 40
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