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A Study on Grinding for Inner Race
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ABSTRACT

The grinding is a popular process for studying constant velocity joint and process in automobile industry. In
this study, The study gives the data of wheel type and grinding of inner race is developed. As a result I obtained
the data of grinding conditions makes good surface roughness get a grinding conditions. The grinding characteristics
and conditions of inner race were investigated with respect to grinding feed, cutting depth, grinding time. The results
were suddenly increased and the detailed surfaces were extremely obtained. Grinding condition was big more affected

by grinding time, grinding speed and grinding depth.

Key Words : Cutting Depth(Z22}Z10]), Machine Design(*3H]44]), Constant Velocity Joint(5%Z21E),
Grinding Condition($14}%7), Surface Roughness(3:% 7 7]), Grinding Characteristics(12}5-4)),
Inner Race(W&)

)
o

LM E Economy)®] &.76] F&a4 & W

SEHEZIESY 7 4 278 & A

WE 24 AAC NE A7 AT AFAAYY A A5Ae A7 AHed AA FAS o
=

>

Weo
flo
31 off
Y

(
-

FE7FEA QoA DAl 7IEZA, ov] vl=, 4 %E Y F ok 28y 2718 Fol7] A
23 FES RS oY AsA 3l AQ wotelA F4 REe Fmeh Fio] & Afolzvt & BES &
A&z A= Yol aeu o]2jd wHe]  2AN 2L FEoE POl F Hx=
AT7} o] FfA]A] °-‘°W AN HHel 24 @ g AAE S5EEJEE A

S A B ABFE FowA FYstal = 4 H Reeppadl] 28l 19203t Futoll AAH A o]
Aot w2 @?ﬂw Wl et #4844 JAE= 34 4853 245 Alol9 o84 ¥
7]

=& Mdsts s A7k o =<
1996'd ©]=9] CAFE(Corporate Average of Fuel T 7]

NE AEA S
e B2 A7V AP H Aok HE Aatst=d
Aol A Z AL Zola] Ao A] AAFZFAA A] A] ) X
ot Sl o dol 3A2AE Rop BRI QAN AP
S 02 Zo]3 HYL 3} 4 YR AAZRAL iy
# A AAL =) 2GR DA T == TTHE ST MRS U AaUE RN
10,11
E-mail : kgh@kbsirekr et

,46,



D S AR ES] A, A0, A6

al

2.1 AE AR

Ao AEILE EA B AU E ojgg o}
MeccanodoraAl7} A 2 A 2Hslth Fig. 12> 44
24719 Abxlelar, Aule] A YL Table 13+ 2t}

Fig. 1 Photograph of ball groove grinding machine

Table 1 Conditions of experimental equipment

Model KAW 110E
Max grinding dia. 75mm
Max grinding width 35mm
Wheel size
(O/D x W) 200 x 40mm
Wheel spindle 15kw
Wheel speed Max 4,000mm/sec
Machine weight 5,000kg
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Fig. 3 A cross sectional view of ball groove grinding
wheel
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