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Effects of the maximum grit depth of cut on grinding characteristics
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! Abstract |[

In this study, the effects of the maximum grit depth of cut on the grinding characteristics were investigated. They are AE
signals produced during grinding processes have been studied to find out the appropriate AE parameters for assessing

grinding processes.

SM45C steel has been ground under the conditions yielding removal rate of workpiece, 100, 200, 300 and 400mm’/min,
which was achieved by altering workpiece velocity(v) and apparent depth of cut(Z).

According to the experimental results, the value of surface roughness increases but grinding power, energy rate of AE
signal(AErms?) and specific grinding energy consumed decrease as increasing the maximum grit depth of cut.
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