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A Fundamental Study on High Efficient Grinding with
General Grinding Machine
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Abstract

After observing grinding characteristics according to variable grinding condition in order
to raise the grinding effect without making worse the grinding quality by using general grinding
machine, main conclusions of this study are as follows;

1) When grinding quality is constant, grinding effect is changed according to the speed

of the workpiece. But the rapidly increasing critical speed of table is(Vy<4m/min).

2) As grinding effect is equal, the lower the speed of the workpiece becomes, the lower

the grinding force and surface roughness obtains good results.

3) In terms of grinding method, the down cut grinding method produces good grinding

surface royghness in case of little grinding depth;otherwise, the up cut method in case
of more grinding depth.
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Fig. 1 Grinding mechanism formed by abrasive grain
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