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ABSTRACT

This paper describes on the establishment of an optimal internal grinding conditions for the purpose
of improving the grinding efficiency against to the high-speed grinding. Through the fundamental grinding
tests for the bnttle and hardened matenial, we are concluded that high-speed internal grinding is effective
to improve the grinding accuracy as well as the grinding efficiency. The obtammed results are as fol-
lows -

(1) Under the speed ratio(V,/V,) is constant, it is possible to increase the grinding efficiency with

satifying the constraint conditions. |

(2) Increasing the wheel velocity, surface roughness and out-of-roundness are improved,

(3) Under the wheel depth of cut is constant and increasing the speed ratio, workpiece residual stress

is decreased.

The described method, in this paper, is capable of determining the optimum internal grinding
conditions taking into account some constraint conditions, and practical algorithm for optimum internal
grinding conditions are presented.
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Fig.2 Co-relationship between the average sec-
tional area of grit and the maximum sur-

face roughness
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Fig.3 Loci of constant surface roughness
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Fig.4 Experimental set-up
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Fig.5 Relationship between grinding conditions
and surface roughness(Vw/Vy - constant)
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Fig.6 Relationship between wheel velocity and
out-of-roundness(Vw . constant)
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Fig.12 Relationship between the grinding time
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