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A Study on the Determination of Diamond Wheel Life
in Ceramic Grinding
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Abstract

In order to investigate the characteristics
of grinding and diamond wheel grinding
ceramic materials, grinding resistance, surface
roughness of worked surface and image of
grinding wheel were acquired using
experimental method. Through the experiments,
this makes it possible to observe grinding
wheel behavior by grinding resistance, surface
roughness and cutting edge ratio. In case of
AbQOs, cutting edge ratio is begger than that of
ZrO. and SisNg. That's because Al:03 has a
characteristics of low fracture toughness and
bending stress.
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Fig. 1 Cutting edge area of working surface
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Fig. 2 Block diagram of experimental apparatus
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Fig. 3 Determination of wheel life using normal
component of grinding resistance and surface
roughness(AlO3)
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Fig. 4 Determination of wheel life using normal
component of grinding resistance and surface
roughness(SisNa)
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Fig. 5 Determination of wheel life using normal
component of grinding resistance and surface
roughness(ZrQz)
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Fig. 6 Diamond wheel surface image (AlQOs)
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Fig. 7 Diamond wheel surface image (SisNg)
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Fig. 8 Diamond wheel surface image (ZrOs)
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