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A Study on the Side-Cut Grinding using the Machining Center
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ABSTRACT

A problem in the grinding process using the machining center(MC) with a small diametric wheel
is the machining error due to decrease of quill diameter. In this paper, a side-cut grinding is
performed with a vitrified bonded CBN wheel by the MC, and the relation between grinding force and
machining error for grinding conditions is investigated experimentally. It is shown that the normal

force has a significant effect on the machining error.
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Table 1 Experimental conditions

Grinding Vertical type Machining
machine Center (ECOMIL, 75kW)
Wheel d
eet SPEECS 1 1 10(1000rpm) ~ 330(3000rpm)
(m/min, rpm)
Table speeds
20, 40, 60, 80
(mm/min)
D
epth of cut 5 10 20, 30
(pgm)
wheel speed : 143 m/min
Dressing feed speed : 200 mm/min
condition depth of cut : 5z mX2pass
dresser : One-point diamond
Grinding fluid | Syntilo-9954(Castrol, 40:1)
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