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ABSTRACT

The precision grinding process is carried out with fine-cutting operation after coarse-cutting operation. So,

the laminated grinding wheel has been developed to reduce the ineffectiveness induced by changing the

operations. In this study, to investigate the possibility of the practical use of the laminated grinding wheel, the

surface residual stress of the workpiece ground by the laminated grinding wheels was compared with that

ground by the general grinding wheel, and the influence of the difference in grain sizes, between the coarse

grit and fine grit of the laminated grinding wheel, on the surface roughness of the workpiece was investigated.

Key Words : Cylindrical grinding(?1% <4}),Laminated grinding wheel(%] 5 4t52 &), Surface roughness(X ¥
A A7), Surface residual stress(EHAHF-&2)
1. M2 2 HFEHo F4a7 AP ¥ oA ol

T ¢ J=F ugEHAT JFSdaeEY &

duld o2 nAHES Jhgol] Aeoli gy dA4F Aol tiE APATVNN HFANeEe EW

4L g2 FF AL v FAH S AA s AZ7e tigk §Ade] #sizloy JFAdLxeE

Utk A AATHAME FAeER FAS o] A-g38tE7] falMe, A T FIAEY =

& &, AateeE g AMgstd] nixgto g AAMAG] Aof) g3k v)A e, EHAAY] o]9e] AAEA

& 33 ok ol FAHL F oo dArlE of tigt ATt HFAxeEe] A A A,

AREEIAY F e &g wAEte FGS ok A7 a3

gttt o] AS, FHEY olF Aoy xE wA

AlZE 59 B EEARQ Algte] &gt} aEE, 2. Al

ool wg AiH| &3 ZPulgE FSsA dEo

ol Farm A Hof FASE vHAEFHY 2.1 AlS{upy

}\]7“}_% %L,i/.\]ﬂﬂ Azt 79,%—?3’%."53% Ago] ALgE d2 =EL Figdl o YJERIR]

(Laminated grinding wheel)©] L= Ak & 24k U 250 Lo 3gmmolw, Aak A A% B4} 7

2EY FFUe FAAY, Stede FAAPe S ome 1 > .

’ B9 F& 112 AZHAR. 7] ¥Ee 9w

© FAA Az A
ot Bete o)A LAt
ARG FE

wers ZRHST AR FAT R

3



EEE

Ea

A S

LTS A A18A A3

& gwz Yehlm, ool EE B

A==
o}, HZAANEEL LWE YeEhHI olojA 3}
HIEANYEE 718,
A @ 405~ @ 393
®203.2

Coarse grit
Fine grit —>j§ k.
Coarse grit

ol

Fig. 1 Dimension of laminated grinding wheel
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Table 1 Residual stress

experiment condition

Fixed Condition Value
Grinding wheel speed 1740 rpm.
Work surface speed 18.99 m/min

Spark out times 1

Dwell time 2 seconds
Variable condition Value
Traverse speed 0.88 m/min

Depth of cut

0.01, 0.02, 0.03 mm

Wheel type

GW 46
GW 80
LW 46/80
LW 36/120

Table 2 Surface roughness experiment condition

Fixed Condition Value
Grinding wheel speed 1740 rpm.
Work Surface speed 18.99 m/min

Spark out times 3

Dwell time 2 seconds
Variable Condition Value

Traverse speed

0.88, 1.58, 1.98 m/min

0.0125 mmXx 8
Depth of cut 0.025 mm X 4
0.05 mm X 2
LW 46/80
Grinding wheel LW 36/120
LW 24/150
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