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Evaluation on Grinding Force of Ceramic Grinding by the Diamond Wheel

H.HMoon", S.C.Kim, J.H.Gong, B.G.Park, E.Y.So, K.SLee

Abstract

In this study,
results of grinding ratio, grinding force and

through the experimental

surface roughness with the obtained wear
amount of diamond wheel and ceramic material
the following

during the grinding process,

conclusions could be found. In the case of
SizNa,

while the gﬁnding force is stable and the

the wear of diamond wheel is large

range of change in surface roughness is small.
For the case of AlQOs and ZrO: while the
wear of diamond wheel is getting smaller, the
grinding force is increasing but the value of
surface roughness is decreasing. For grinding
with the vitrified bond wheel, it seems that the
self-sharpening can be found for SisNs and the
glazing effect of the cutting edge for AlzO3 and
ZrOs.
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Fig. 1 Block diagram of experimental apparatus
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Fig. 2 Variation of grinding ratio for grinding
times (material : SizNs, bond @ vitrified, mesh
number : 400)
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Fig. 3 Variation of normal component of
grinding resistance for grinding time (material
: SisNg, bond : vitrified, mesh number : 400)
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Fig. 4 Variation of surface roughness for
grinding times (material : SiaNs, bond
vitrified, mesh number : 400)
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Fig. 5 Variation of grinding ratio for grinding
times (material : AlOsz, bond : vitrified, mesh
number : 400)
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Fig. 6 Variation of normal component of
grinding resistance for grinding time (material
: AlOs, bond : vitrified, mesh number : 400)
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Fig. 7 Variation of surface roughness for
grinding times (material :@: Al:Os, bond
vitrified, mesh number : 400)
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Fig. 8 Variation of grinding ratio for grinding

times (material : ZrO;, bond : vitrified, mesh
number : 400)
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Fig. 9 Variation of normal component of

grinding resistance for grinding time (material
1 ZrQs, bond : vitrified, mesh number : 400)
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Fig. 10 Varation of surface roughness for

grinding times (material : ZrO;, bond : vitrified,
mesh number : 400)
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