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Determination of decision of wheel life

using grinding power

Sangtae Lee (Changwon tech. univ.), Jaekyung Sung(Changwon tech. univ.),
Yoongyo Jung(Changwon univ.)

Abstract

The dressing time monitoring in cylindrical grinding is very important with respect to machining
efficiency. Therefore, the purpose of this paper is to determine the wheel life by monitoring
behavior of grinding power for WA, 19A and GC. For this purpose, we investigated indirectly the
attritious wear of grain edge, the loading of grinding wheel and the breakage of grain through the
grinding power and the surface roughness under various grinding conditions. From obtained the
results, the relationship between the wheel life and the average sectional chip area is examined to
guide for the determination of dressing time
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