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Establishment Method of Optimum Grinding Conditions Considered
with Machine Tool Characteristics

Gunhoi Kim*
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In order to utilize the information of well-known grinding database or grinding machine
a database needs to be designed by considering the delicate property of the
for the high precision and quality of the demanding specification. Among the
machining conditions of the grinding are various and knowledge repeatance
the grinding process are less credable. Therefore it is desirable for database.
which is used to set the grinding conditions, to utilize the maximum machine tool capability.

The present paper studied on the occurance limit of chatter vibration and burn considering
the characteristics of machine tool. And also basic experiments were performed to establish the
optimum grinding conditions which could maximize the grinding efficiency.
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Fig. 1 Relationship between Maximum Surface
Roughness and Grinding Depth of Cut
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Fig. 2 Geometric Diagram of Maximum Depth of Cut
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Fig.3 Chatter Vibration Limit According to
Machine Tool Stiffness
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Fig.4 Stable Region of Chatter Vibration for
Cylindrical Grinding
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Fig.5 Grinding Characteristic Considered with
Burn Limit
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Fig.7 Flow-chart for Establishing the Optimum
Grinding Conditions
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