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Estimation of the successive cutting point spacing using grinding input
conditions
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ABSTRACT
In order to calculate the maximum undeformed chip thickness in grinding operation, it is necessary to estimate the successive

cutting point spacing. In the past it is obtained by experiments. In this paper, the average successive cutting point spacing

has been estimated using the given grinding input conditions.

Key Words : Successive cutting point spacing(Q<24hg

1. ME
€ v e BEFUA 22 72t Foi
AAYHzR oY PFA4EGERE a9 o
5& AN=sta, WA B CBNRES 0|88 A2y
2 8o} oo BRYE A

2. ARl A R
2.1 = cio|H & E 7 (hmas)

Fig. 1] vebd ule} 2ol AAYaE 7)518H4
2 vedtele] 73 (sphere) 22 FFA S 1,0 Fig.1
@A ddFEY - £X 9 d4ngo] YAY 5, HF
oI5T W QAR BAFZE el Aolgh?
a4 TACE BEAE 9ARizke FHdiopagAs
Z)(maximum undeformed chip thickness), hy,, = ZAHH

o2 4 )3 gol Yed 4 Yek?

(@) (®)
Fig. 1 Schematics of (a) cutting path in down-surface
grinding process and (b) uniform distribution of grains.
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Fig. 2 Schematic of grain engagement in work: (a) vertical
view and (b) plan view.
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Fig. 3 Average successive cutting point spacing, a and
successive cutting point spacing, w.
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Table 1 Scratch experimental conditions.

Wheel speed(rpm)
Z,(tm)
Workpiece Velocity(m/min)

Grinding wheels
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Grinding wheels| by(m) | b(m) Pe“’e:;'i;;’f
WA46 919 | 90.56 101
WA60 907 | 78.1 116
WAS0 747 | 664 112

CBNI120 619 | 541 114
CBN170 20.1 | 387 75
CBN325 287 | 266 107

Table 2 Comparison of average of measured scratch spacing,
ba(ym), with estimated scratch spacing, b(zan).
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