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A study on the Grinding Ability Evaluation
of Grinding Wheel made in Korea and Japan

Jae-Hoon, KANG

Abstract

Although the system for establishing grinding operation standards mainly depends on the
simulation method, it is desirable to obtain highly reliable grinding data and to develop
experimental technology. And, it also needs to modify the simulation models if the simulation
results do not coincide with special situation due to the differance of grinding machine, wheels
and workpiece materials.

If simple tests are carried out to evaluate these specificity, the reliability and utility of the
system can be raised higher. Therefore, it is required for evaluating wheel ability and confirming
the wvalidity of the experimental methods as well as the possibility of exchanging the
experimental data between Korea and Japan to preform several kinds of grinding experiments.

In this paper, experiments of cylindrical plunge grinding were conducted using the wheels of
the same specification made by three typical grinding wheel manufacturers both in Korea and
Japan, respectively. The grinding power consumption, grinidng force, the ground surface
roughness, and wheel wear were measured under the same dressing and grinding conditions.
The average value and standard deviation of the experiment results were calculated to compare
the grinding performance of the wheels made in both countries.

The experiment results show that the gridning wheel performance of Korea's is nearly equal to
that of Japan's for general purpose of grinding operation. In conclusion, it is possible to
exchange the experimental data between Korea and Japan.
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Table 1. Experimental conditions
Grinding High Precision Universal Cylindrical Grinding M/C
M/C Model : GUX-25X 100(JAPAN, TOYODA Co.)
Power of Main Spindle Motor : 3. 75kW
Grinding WABOKTV
Wheel Size : (D)405x(d)76 % (W)40mm
Workpiece SCM440(Huc45. Heat Treatment Preformed)
Size : (F)65% (L)20mm
Principal
Grinding 1,750m/min(}..485rpm)
Speed
Grinding Plunge Cutting Type
Type
Dressing : 0.3mm/rev. of wheelX 10mm/pass X 5times
Roygh Depth of Cut : 10mm/rev. of workpiece
Grinding q=60
{*q : Speed Ratio of Grinding Wheel and Workpiece)
Fine Dressing : 0.lmm/rev. of wheel X5mm/pass X4times
Grinding Depth of Cut : 2mm/rev. of workpiece q=100
L Spark-out * 4sec
LCoolant Solution Type 1.7%
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facturing Country of Grinding Wheel
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Fig. 6 Comparison of Average Wheel Wear and
Standard Deviation According to Manu-
facturing Country of Grinding Wheel
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