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The dressing time morutoring in cylindrical grindmg 15 very imporiant with respect 1o machining
the purpose of this paper is to determine the wheel life by monttoring behavior of grinding power for WA, 19A and GC.
For this purpose, we investigated indirectly the attritious wear of gramn edge, the loadmg of grindmg wheel and the break
age of orain through the grnding power and the swrface roughness wnder vanows grinding conditions. From obtained the
results, the relationship between the wheel life and the average sectional chip area is exammed to puide for the determina-

), Grinding powet (31222 ), Surface ronghness{ =1 A 2 7]}, The aveiage sectional chip aica(™3

efficiency, Therefore,
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Experimental setup

Table 1 Experimental conditions

Specification of

GUP32 ¢ 100(KIA Heavy Industry)
Wheel speed . [783rpm

grinding . )
machine Worlepiece speed : 40myimin
Spindle motor capacity ; 3.7kW
Table speed 1.0m/mum, L3mdmin, 2 0 m/min
Depth af cue 5 g, 104, [5pm, 20pm
Workpiece SM45C
WABOKTY (335 %50 = 127)
WALO0JRY (355 %50 x127)
Types of

grinding wheel

WAIZ0I8Y (35550 x127)
GCI00KT7V (355 x50 x127)
I9ABCKTY (355 x50 »127)

Depth of cui: 0.2mm

Dr‘;s:,mg (002 %9 +001 x2)
concittions Lead ; 0.1dmm/rev
Grindmg fluid Solubon type{ = 100}
dabgolt Thbabl MAlA AAFEE SRk
<89 flEe 804, 1004, 120 & f\‘r%o}ci ZETE
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Fig. 3 Determination of wheel life for attritious wear of grain
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Fig. 4 Determination of wheel life for breakage of grain edge
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Fig. 5 Behavior of grinding power for various grain sizes
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Table 2 Values of ¢ and f

Table
speed L.O(m/mn) 2.0{m/mim}
Type |
of gram o A G B
WASOK7V | 288697 | 02762 | 287404 | 0197/
WAIC0JRYV | 205935 | 05162 | 58256 | 05155
WAL20J8Y 105992 | 0.8056 [ 117.79 | 061535
GCIOOKT7Y | 177561 | 03779 3534 0.5219
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