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Chiyoji Koxsui: Studies on Grinding of Tungsten
Carbide Knife
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7 v Eid}
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(mm) (r.p.m) m/min| m/min, & EN
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Table 3. WHEIE, WIHEIMERD, BEELONHRSI S ZOHE (X1 vV FiRA)
Effect of time and amount of grinding and mesh on the roughness
of knife edge (Diamond wheel)

(1} SEMNLY  Flat type grinder

%Ies% # 200 ‘ + 400
T I ,
9% Nol T Bl | B I 1 LTS e 11\10.| B S| [
00 mount o rinding 7 Tool : Amount o rinding ‘7
number| grinding time ;o?llgﬁngi < numberi grinding time ;ﬁgﬁngi s
(mm) (min) () (mm)| (min) ()
4 0.04 3.5 1.50~1,80
1 0.08 ' 6.5 1.15~1.30 5 0.08 6.5 0. 57~0.¢&0
2 .15 | 128 0.90 6 0.15 12.5 0. 50~0. 55
3 0.23 19.0 1.05~1.20 7 0.23 19.0 0,70
& 0.30 25.0 0. 8C~1.00
(2) 7 vWEgEFH Cup type grinder
*I{L,'Ief # 200 ¥ 400
A o . - e =’I =
T Nol Bt mi G wE e s ) | DEETES g Nol wE w0 | o ey | JRRTHRS
Tool | Amount of (:rlndmg b\/ Talue of Tool | Amount of | Grinding \'a]ue r
number] grinding time ronghness number| grinding time roughneoss B
(mm) (min) (€] (mm) (min) [
1 0.08 €.5 1. 20~1.50 4 0.08 6.5 0,62
2 0.135 12.5 1.10 5 0.13 12.5 Q.62
3 \ 0.23 19.0 1.00~1. 20 6 0.23 19.0 1.0C
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Unevenness of knife edge after grinding by flat type diamond wheel.
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Unevenness of knife edge after grinding by flat type diamond wheel.
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Unevenness of knife edge after grinding by cup type diamond wheel.
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Unevenness of knife edge after grinding by cup type diamond wheel.
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Studies on Grinding of Tungsten Carbide Knife

Chiyoji Kovisuit

Summary

This test was carried out to form the basis of a discussion on the effects of grinder

used and grinding type on unevenness of knife edge.
Results of several tests that were carried out are as follows :

1) Unevenness of knife edge after grinding by GC wheel was 1.9~2.6 p according to
measurement by roughness meter.

2) Unevenness of knife edge after grinding by diamond wheel was 0.5~0.62 g,

3) In the relationship between unevenness of knife edge and amount or time of grinding,
the former decreased proportional to increase of the latter.

4) The value of unevenness of knife edge after grinding by diamond wheel of mesh
400 was decreased as compared with mesh 200.

5) Value of unevenness of knife edge when flat-type grinding wheel was used decreased
as compared with cup-type grinding wheel.
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