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blostract

Cubic boron nitride (CBN) is known the second hardest material followed diamond and was
provided industry as an abrasive grain in the late 1960’s. Since the introduction of CBN, a large
amount of research has been carried out to determine the best application condition for grinding
operation. Despite the advantages in its characteristics, CBN has not yet gainde full acceptance
as more excellent abrasive grain than traditional one. The reason for this state is that the surface
roughness ground by CBN is worse than by traditional one and dressing and truing is very
difficult. This led user’s resistance to the use of CBN as an abrasive grain. Present study is to
investigate the cause of lower surface roughness ground by CBN single crystal abrasive grain

comparing with iraditional one.
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Table 1 Chemical composition and hardness of

workpieces

Workpiece| Chemical composition Hardness, Hy

C Si Mn P S

SM17C 210
0.16 | 0.24 | 0.70 [0.014 [0.017
C |Si|{Mn|Cr|Mo| V |Ni

SKD11 302
1.510.38/0.5] 12 {1.0}0.3(0.45
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Fig. 6 Variation of cutting groove profile with No. of cut
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Table 2 Length of groove when Ist cut

. . Length of groove
Workpiece Abrasive | Zren st cut, mm
CBN 5.215
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