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A Study on the Evaluation of Machining States in the Cylindrical Plunge
Grinding using the Current Signals of a Spindle Motor

Ji Bok Song*, Eun Sang Lee** Nam Hun Kim***,

ABSTRACT

This paper describes the machining characteristics of cylindrical plunge grinding. The study investigates the
process using the current signals of a spindle motor through a hall sensor. Grinding experiments were conducted
under various conditions such as wheel speeds, workpiece speeds and infeed rates with a conventional vitrified
bonded wheel. Analyzing the current signal of the spindle motor, a relationship between current signals and the
metal removal rate in terms of the infeed rate is induced. It was also shown that a hall sensor has similar
capabilities in evaluation of grinding behavior compared to the AE signals, which are useful for monitoring the

grinding process.
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