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The Surface Characteristics of Workpiece by Wear of Wheel
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Abstract : The surface roughness is one of imporfant parameters to obtain the high quality of
products in grinding process. In precigion components, it's level must be lmited to a cerfain range
This study evaluated experimentally grinding characteristics of workpieces in the surface grinding
process. The grinding forces were obtained fo compare with the grindability of workpieces such ag
STD11, STS304 and STBZ. The surface roughnesses on various workpieces were measiured
according to increasing the feed and the depth of cut In addition, the wear amount of wheelg
according to the number of grinding were obtained. Also the grinding wheel and the ground surface
were observed with a microgcopic instriiment.
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Table 1 Experimental conditions

Grinding Horizontal spindle surface grinder
machine
Workpiece STD11, STS304, STB2
Wheel WAL00, WASO
Wheel speed : 1,800rpm
Table speed : 2~5m/min
Conditions
Depth of cut(t) : 5,10,15,20;m
Up & Plunge & Wet
Fluids Shell lubricant (soluble type, 10:1)
Dressing Dressing stick : Single point diamond
conditions Depth of cut : 10~30s

Table 2 Hardness of workpiece

Workpiece $TDI11 STS304 STB2

Hi (kgem) 235 187 201
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Fig. 2 Variation of grinding force according fo
depth of cut (#100)
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Fig. 3 Vartation of grinding force according to

depth of cut (#30)
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Fig. 4 Relationghip between grinding force and
hardness
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Fig. 6 Swface roughness and wheel wear amount
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Fig. 8 Comparison between surface photographs

of workpiece and wheel
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