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Abstract
In modern engineering practice, the grinding
process is one of the most important and widely
for the

used operations precision finishing of

components. In this paper, machining characteristics
of external plunge grinding were investigated by
using spindle motor current

signal through hall

sensor. Grinding experiments were performed in
terms of various grinding conditions such as wheel
speed, workpiece speed, infeed rate and spark-out
time with conventional vitrified bonded WA wheel.

The relationship between spindle motor current
signal and metal removai rate in terms of infeed
rate was induced the by analyzing spindle motor
current signal,

ir
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u : specific energy

F, © tangential grinding force component
b : wheel width
V, : wheel speed
V.  workpiece speed
Vs ¢ infeed rate
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Fig. 2 Wheel speed in accordance with
frequency.
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Fig. 6 Micrographs of surface in accordance

with grinding conditions.
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Fig. 12 Relationship between spindle motor
current signal and metal removal rate.
(Vs=1700RPM, V«=30RPM, V=30um/min)
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