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ABSTRACT

The purpose of this reserch is to suggest grinding temperature for high effect grinding and to clarify
the sufficient grinding heat by experiment and theory(developed finite element program).
Main results to be obtained are as follows :
1) The grinding temperature distribution by F. E. M is comparatively in good apreement with the ex-
perimental results.
2) The up cut grinding method of grinding methods is decreased burning effect.
3) Regardless of the table speed on the temperature distribution in grinding surface layer, cooling ef-
fect is about 6 —8times when developed nozzle is used.
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Table 1 Experimental conditions

Grinding method Dry & wet, one pass,
up & down cut

Wheel WA 60KmV

Wheel Speed 1150m/min

Table speed 1—10m/min

Depth setting 10-50um

Material SM45C

Grinding fluid Soluble  type{Hocut
757)D 5/100

Dressing Single point Diamomd
Depth of cut = 20 um
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Fig. 1 Measuring method of workpiece tempera-
ture distribution
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Fig. 2 The F. E modelling for grinding surface
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Fig. 3 Comparison between theoretical and experi-
mental temperature distribution of work-
piece
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Fig. 6 Comparison between the grinding tempera-
ture in dry and wet grinding
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Fig. 7 Examples of variation of grinding temperature on dry grinding process(The depth of cut 20um)
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Fig. 8 Examples of variation of grinding temperature on dry grinding process(Table speed 1m/min)
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Fig. 9 Relation between masimum elevated tem-
perature and table speed
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