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A Study on the Diamond Wheel Wear in Ceramic Grinding
JH.Gong", B.H.Ryu, E.Y.So, K.S.Lee, E.Y.Yu

Abstract

In this study, experiments were carried out
to investigate the characteristics of grinding
and wear process of diamond wheel grinding
of
decreasing while

ceramic materials. Normal component

grinding resistance was
increase of spindle speed. The resistance of
vitrified bond wheel was less then that of
resinoid bond wheel because of imbedded large
holes on the surface of cutting edge. Surface
roughness was decreasing while increase of
spindle speed. The surface roughness after
using vitrified bond wheel was less than that
of resinoid bond wheel because of small elastic
After of

ceramics, cutting edge ratio of resinoid bond

deformation. continuous grinding
wheel decreases. For the case of vitrified bond
wheel, cutting edge ratio does not change.
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Table 2. List of grinding conditions

Item Conditions

Rotation speed of
spindle(rpm)

Feed rate(m/min)

1500, 2000, 2500, 3000

1,2 3 4

Depth of cut(mm) 0.01, 0.02, 0.03, 0.04
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Fig. 7 Surface roughness versus rotation speed
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(a) resinoid (b) vitrified

Fig. 10 Diamond wheel surface image before
grinding (grain size : 200)

(b) vitrified

Fig. 11 Diamond wheel surface image at 50

(a) resinoid

grinding times (material : Al:Os, grain size :
200)
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