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Experimental Research on Grinding Burn in Creep Feed Grinding
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2. School of Mechanical Engineering , University of Shanghai for Science and Technology , Shanghai 200093 , China)

Abstract: Creep feed grinding is widely used to grind complex profile and groove of difficult-to-cut
material. However, burn on workpiece surface is easy to happen due to high temperature on
grinding zone caused by higher depth of cut. A number of creep feed grinding tests were carried out
to analyze the burn with different grinding parameters. Furthermore, the reason and criterion of
workpiece burn were proposed according to the power and energy in grinding process recorded in
the tests.
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Fig.1 Workpiece burn results with different Q’
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Fig.2 Consumed grinding energy under different

grinding parameter
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Fig.3 Relationship between grinding power and Q’
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Fig.4 Uncut chip thickness for surface grinding
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