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Abstract: The relationship between dressing force and dressing effect in resin bond diamond grinding
wheel processing was researched. The topography and the grinding performance of a grinding wheel
were characterized by the variation of dressing forces. Firstly, the dressing experiments for resin bond
diamond grinding wheel were performed by using boron carbides, silicon carbides and the corundum,
and the variation of dressing forces was collected. Then the topography of dressed grinding wheel was
observed by a white light interferometer. Finally, the grinding tests were conducted to obtain the
grinding performance. On the basis of the experiments above mentioned, the relationship between the
variation of dressing forces and the topography of dressed grinding wheel was analyzed and verified.
Experimental results show that the normal force F, represents the cutting edge density and the
protrusion of diamond abrasive, and the dressing ratio 8 reflects the sharpness of diamond abrasive. In
addition, the dressing process is sufficient when B begins to stability. So the dressing forces are

related to the topography and the grinding performance of grinding wheels, and the dressing
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processing is controlled based on the variation of dressing forces.

Key words: grinding; mechanical dressing; resin bond diamond grinding wheel; dressing force;
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Tab. 2 Dressing and truing conditions
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