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Characteristics of Coated Grinding Wheels on

High Manganese Steel

Tamotsu TADO, Masafumi SETO
and Keizo SAKUMA

The grindability of High manganese steel, e.q. grinding wear, grinding ratio, grinding force, machined

surface quality and grinding temperature are studied by the plunge grinding method with the coated grinding

wheel.

It was found that the deformation of machined surface become smaller in the treated grinding wheel than

in the normal grinding wheel. Especially, the effect of copper plated wheel was obtained at the rage of the

high grinding speed, as compared to that with normal grinding. Also, the high value of the grinding ratio was

given by the coated grinding wheel at the high grinding speed.
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Table 1.

Testing condition

Surface grinder

Okamoto, Model PSG 2A

Work material

Austenite manganese steel

(0.25C—30Mn)

Grinding wheel . | WA100J7V (normal)
WA100J7V (copper plated)

Grinding Plunge grinding

method (Up—cut)

Grinding 1000, 1200, 1500,
Grinding Speed 2000 (m/mm)
condition

Depth of 10zm

cut

Feed rate | 23m/min

Grinding

fluid Dry

Dressing 3000rpm
Dressing speed (0.2mm/rev)
condition

Depth of 1004m

cut

Dresser Single grain (1.0ct)

Table 2. Chemical composition and Work hardness

Chemical composition (%) Hardness
c - P S Hv (kg/mm
Manganese | o4 49 0.009 0.005 165
steel
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