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4. 6.

3.2

3.3

3.4

3.5

s SRRAXNE

Bl v, =10 % B JH 3 B 5

—w 5TIHEXNE

Bl v, = T4 8 B & & B

— m 5TEEHITHIEY DRIXEYVEXNSE L 3.2);
—d5BERBEIZXERLITAAXNSE;

— ' (FEAELANMS ORISR ERPRREERN 4L 6. DORS5RNARDRRBELEKE (R
DEXWSE.,

Bl F'=F/b

I{E& table

EAGER  RBETEEGRENNKKREESHWIRTG. TESTURZFITHMINT LR
XU,

RAEBHETEA G 1. 2DMBRT . AETHEMENTFI/EEMELEES ., RIEFRN,EFET
MHEMFAEENBBERANRE TESRER.

AFREFELERE nominal and real value

SENAHRERENRK ERENE, MERENTAT THMNER SR ZE IR TE LUK
B \

CETEMUR AREEHENFS TN TH“D”, EFREMTFHRC”, Bl e e
FEWHMB XA reference system of planes

FHES% R (E 2~E 7% GB/T 12204—1990 FEE X.
EEHELT . SELTEHSBHERUA. DAEXFHREHBKEHOG.2.DFME.,

FEHHF M PREAZEFED S EHKEH T M EBHELD"HESHNERLT, TEYE K
mM SRR ERMERER.

KRB AME machine axis convention

PURBARMH MBS 1SO 841 WEAFEN ., FEELT TEMEHE-LHHE.

4 WEMI4HBERST(E LD

4.1
4.2
4.3

4.4

4.4.

4.4.

4.4.

4.4.

M ITHEWER d,,d, grinding wheel and workpiece diameter
i TR A Td,,md, peripheral length of grinding wheel and workpiece
FITTFHRMBENENWLEE b.(&E 1) width of the grinding wheel measured parallel to
the wheel axis
Fh3LRM surfaces on the grinding wheel
1 JL{ARV#RE geometric grinding wheel surface
HEBEREEATERMBENDRERRS .
?2 BEHRILFRME active grinding wheel surface
JUT b %8 22 1 b 7E b % (0] %% o 72 v SC B ot 25 BR B R R 4 .
3 JL{ABEHIEME geometric grinding contact surface
B 50 0 T D) B AR Ak 0 Bk T L0 G BT LA L B R D R B9 T L S 4R DS A 4 R R
FE B Y ) #4535 5
4 EZhEEY)¥EME kinematic grinding contact surface
WESGTERN, ZRDR. . THNEEMREERE, URDRER. Bt AEH#ELREE,

1) W GB/T 12204—1990 %44 & :100051 1 100076,
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4.4.5

SCEREEH| M TE  real grinding contact surface
BB R TR T MR E R R B g% Bt LR EM B A .

4.5 ®WEEBEEZ profiles of the grinding wheel

491

4.5.2

4.5.3

JLARM ¥ EEZ geometric grinding wheel profile

JUART &0 %8 3R T 5 i B % (8] % Bl £ 49 - T A 32 B B B A il 4R .

BRI EL active grinding wheel profile

ARWREFE S B RN EMEZHIE R L.

SCERFVEEELBEZR  real grinding wheel profile

LTHhPREMROSSIDREZMEAN TEHHEZERMME., X FPEHEETEMIRE.

4.¢ BHWHIELELAR~T dimensions of the active grinding wheel profile

4.6.1

4.6.2

BB RHLI b (B 1) active grinding wheel profile length

ARBREEEOKE.

EREFLT,OIMAERABREDRVINEE G6.4.DF , IRALSEARPRREBLR. EXMHIE
AT . ARVRREEXRKREAZRIREZM.

B IERE bo(E 1) active grinding wheel width
ARORREREDREOEMR LW EEREHKE.

X—HEUATRLEBAIG. 2. DI K.

4.7 EHIES D(E 1~HE 7) grinding principal point

4.8

4.8.1

4.8.2

4.8.3

EABOREBELLATRESERUFAEEARILME EENN 2B ORER
BEZNTRENEEENER - BHEIM TESDREEFMEFEET EHRT MG 2. DK
FHEE BENEILERAUDRRBMLSEINLE L.

V. FENRTEAEHI(6.2. D X MR RSN UBH £ S A BRAEEL EXHER T, EHU DR,

BHARAEILNE .

FihEEI B EHIIN grinding arc in peripheral grinding
TFIEXANATFABERG 2.D.

JL{AEEHIIE geometric grinding arc

HILMEBREME S LB EAFSURAFMEAEEN FEMEZEROMLE.
IZZHEEHISR kinematic grinding arc
HEZZEHZEMESEIBEHERIFSUREARMEAETN FEMALERA ML,
SCEREEHISN real grinding arc
HERBHEMESELENERFSUREXMEABEENTEMETERHHELZL.

4.9 RBibEH|hRyEMICE contact length in peripheral grinding

4.9.1

4.9.2

ToIE XA T RAEARIG.2.D.
SEX MM BRI R 4.8 g XK BHIINMKE,

JUI$EM4<RE I, (B 4) geometric contact length
B JLAeT 25 H I A < B
HEZRHBEWBE f HYF d Md B/, Hve 5 v, HEHE/NGT .

ly=N2f o1y
ERAILMBH MK INK., K r A EEDRF¥R U 10,
IEZZMEHIKE I, kinematic grinding length
BEBEHIKHKE.

b= 11+ 7o7]
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BEAb (g |2 5. 3. 3 o 5 SCHHE LG O 4 39 1H .
4.9.3 ECER¥EfMICE I. real contact length
ERBHINKKE.
4.10 HEBAWE® Y r, equivalent grinding wheel radius
—TRENDRERE., YUAFEIGH , ENBEMEKESUEER . WBRIAXE N, T
BB K EAR .

51 FiEFHMAXMS
FiE 3P R K INE
5.1.1 VIHIERE v cuttiNg &
TE BB W i R T ' NG
(m/s)].,
5.1.2 ®#EMFEEE v, grinding Whg
EPRERLELEXERLNE AT
(m/s)].
5.1.3 ®h#L# % n, grinding wheel rotational frequency
BB ADRMER. HXTFORIENE. (BERAM A 1RFBGED ],
5.2 BB REXSE feed motion and related quantities
GB/T 12204—1990 45 100054 FAEMH LB e X FREEHATEN. BR EBY S, #4
BHEERTHRIKRERGH L EHOSHZINAE,

MM E. [(ERA.KED

DRIXBUE, (RELA.XED

1 I GB/T 12204—1990 445 :100004,
2) I GB/T 12204—1990 %5 :100051,
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HEBHSBUUREEN, OFTURAELEN (BT ERSEUR RER) . T UREH T H#

MY TIEENHES, REd TEEHEM FHRKSNE LR,

i 3 ;

1 X5 GB/T 12204—1990 B —H, A UA TR, GHBERAL BN B TR, BRI THEERL, 4K
LBEN, TUEERRHBANRIFSL, :

2 HBTAIHENITEERIAEHNTIRKEETE.SEYE . SRNABRRERMNE., S4 58
MURBESHUMBEMLBERERR.

5.2.1 E#4iE3) principal feed motion

EEBRBIZ, LA BY TIEKS
RN I X o, 3 S 3 49 5 17 T Bk A , B ot 3 A

NZ 3 AT Z R — B3,

THEA L} XT:,F :
o7 T A OO ) B H A : M NEBRTHEEEF va, B

el 258

52312

BAEXREBTERMKETE]
5.2.3.2 I{E&RMHLIES) radial table feed motion
THERESDRMAEE M ENEsh., EXEHAEE,
5.2.3.2.1 IABEMLEE v (B 1,8 2, 3,8 5, 6) radial table feed speed
THEEHMTFIURKSWRESASSHOEE. [BEEMN . ZREH (mm/s)],
§.2.3.2.2 IkaEmi#tSR f.(B3,E5,8 6,8 7) radial table feed
Elﬁﬁﬁﬁiﬁﬁﬁﬁiﬁﬁwﬁwqjmﬂﬁﬁgﬁlfﬁé@mi&%iﬁﬁiﬂﬁﬁxﬁ?ﬁﬁﬁﬂ@ﬁgo
EEHEEER G 1. 2DFE T, [(FERC. 2R THESRRIMRITHEE],

I GB/T 12204—1990 4% 2 .100160,
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EEEBEG 1. DEAT, TEGHBRRHABHTUARSESH, HERMZE £
BRWERTRE  MERZIEMALNE, (HEAN.ZRETEIAMKETE]
5.2.3.3 I{E&YIMmi#4iE3) tangential table feed motion
ITHEEEYATORBEAERE N LHWES), EEERALEE.
5.2.3.3.1 I{eatImitiaiEE v (& 2,& 3, 4) tangential table feed speed
ITHEeHMTFRENDMEREHHERE., EEE/LFE.
5.2.3.3.2 TIT&Imi#%4E f. tangential table feed
T 455k 4517 72 5 6 U B /9 B AR & U0 a3 4 52 3 1 B A X T LR IR B B9 TAE & 4L
®.
EESEEE 6. 1. D&GT,[(HFERA. ZREERMKREHE ],
5.2.3.4 MEEIKHL4IZEZ rotary table feed motion
ITHEEHREBSMANED,
5.2.3.4.1 Ik En.(TEQHZNHLIES)) table rotational frequency (of the rotary table
feed motion)
BARENEETESHENTRSESOER., (BERML.A1RIBG DI,
5.2.3.5 I {e&=xi#4iE3) principal table feed motion
ERESLEERREEN TG EEHABINITE,
5.2.3.6 HiEi#4 incremental feed
DROREENE. EREF TR NPEYE HASESEMITEMEIKE L. [#
HHEM EARETEREXRGEYERMKETREAMKEETE ],
5.2.3.7 HEYWIN#HEEL incremental infeed
DR AEZEMNYE. CEETIANIBEREY, UEBRESEC M IREIIN T — M
B2, (HEAM . ZXETERBRETE]
5.2.4 T {E&Q#HLIE3NEICE Im total length of table feed motion
R EELEE, TESHAZHESIHNERKE. XEKESTHAEGHAEHINTREX. &
BINAEEEM T, Aign0 &I,
5.2.4.1 ITiEQ#HKIEFHFEHIKE I active length of table feed motion
EREE N, R ELREYN TEEHABHETHKE.
5.2.4.2 I {EEHKIEZNEEKE I, idle length of table feed motion
E 45 52 55 M V6 Ml 399 16 , TA4E & #4833 3 R 7= A2 5K B S W) B 3 5 AR B o K
H: ln=lutlo.
5.3 MimiEzhREfMSE auxiliary motions and other quantities
5.3.1 3iEiR3iEZ) approach motion
BORETEBETHFEEEBEHMAE LKiE3).
5.3.2 #M%iEZh compensation motion
HTHEDRBR AT BT RE TR RFERBERNEE,
5.3.3 &Lk g speed ratio
e o 3 2 A 0PI R O b W RE B AR T RILBR BR B O B U BE Y R Sk 4 Y B L .

D)
2)
3
4

GB/T 12204—1990 45 :100160,
GB/T 12204—1990 %5 :100004,
GB/T 12204—1990 %5 :100053,
GB/T 12204—1990 45 :100056,

| 8 &
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EBREEEH 6. 1. 2DBHRT ¢ = ve/vw .
EFXEEHG. 1. DBERT ¢ = v./ve .
5.3.4 BEEHOEHANTITEXEAHEEEHNEEEYNRBU overlap (traverse overlap)U in surface
or cylindrical grinding with axial feed
RARME#ESN VFEHENREEEENNARDRREENMAALENL,

_b
U=7¢

6 EXEHHARARIEGK 2) Terminology of common grinding operations

x2 BAEHHK

B Wl 7 X i '
2 E A iG] i 1] 2 | B (A
L Uhe gﬂn' (74
s Oy e 53
8 o / 4 G0
% : T v, 7 vf.\(n: \ N e
_E Vi I 'fov Vtr Y Vi Y; d Uta l
¥ |3
m‘ J{/F: L’"w L:’"W Lf’" n'QVQ'"w ”ug(;'nw n‘Q\-”Ll'n‘,
ESHES
= e
o
sh
L] s
[ &
2]
=3
%]
1]
&
59
15
%
)51
%
6vfr

HRAUTRE, FLEEXEY TR PHEERE,
EFEMNTATETIIKER G HINFSHEERTKER,
— REEBT R

— DR H BEAL;
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— LHMBRAMENALE;
— N TR THEHRL BT M ;
— R L, B T4 Y 1 B A A X O
— MARFER.
6.1 EFERTERE HERMAENARIE terminology considering the shape and method of
generating the transient surface
6.1.1 FEHEEH surface grinding
Jaale 5 A1) 1) -3y v
6.1.2 EHEEEH] -cylindrical g
7= A (B A T A BB
E#% T/E&EH

6.1.3

orinding

a rotary table

6.1.4

6.2 ETHRAT T gy pase : g wheel which is ac-

6.3.1 4SpEE exte h
A B A4 5 A 2
6.3.2 WE internal Wi
terminolggh” based on the direction of the prin-
cipal table feed motion relative
6.4.1 Hh[EEEH] axial grinding
THEEHATEFTTHRMIBBEN K.
6.4.2 VIEAEEHE] tangential grinding
FEBHEE D&, THEE EH 43 3h 7 47 TR0 48 B A B 75 il 19 B8 Wl 07 X
6.4.3 {E[@EH| radial grinding
EEWES D&, THEEHAEHEDRE WM BER 7K.
6.4.4 VIANEH| plunge grinding
6.4.4.1 FEiAYINEEH| peripheral plunge grinding

p the grinding wheg

1) W GB/T 12204—1990 %5 :100004,
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BAEZTEGREH#REHNEAEBERH TR,
6.4.4.2 MWEVINEH| face plunge grinding
A ES TG B 3 4553 3 19 s i B8 7 :
6.5 BETEEBHER DU DAMBMI4EEMBEX A EAIARIE terminology based on the relative
- orientation of grinding wheel and workpiece velocities at the grinding pr1nc1pal point“D”
6.5.1 i¥#E up grinding
TE 5 W 2 R AL B0 58 B TR AR FOLR IR B f9 U0 1@ sh B A A R 7 1 i B I 7 R .
6.5.2 J@EE down grinding
TE BB Wl 3 S A 70 % Be T4 48 X FHLRM
6.6 PBIMARIE additional terminolog

oL AR 7 77 161 0 B 7

3 B AR 7 K,
6.6.2 ZEHXEHI

alterng

6.6.4 ZRiHLEH
B A A K
6.6.5 #UINEHI

MRk B T R H

HEBKE R
7.2 TAERz7IR a.

EITEFEEG. 4 A
7.3 #ERE7IE a, back eRgug

EHTIEFEQG HNE
7.4 HBUZTIR a feed engdyengey

AT T 24 T BB BN

H: ZIBETTEHMAEH T A

a) MBRKHERF M

— R MK JI & a. radial engagement

— Y] K2 JJ & a. tangential engagement

—— By Mz J] & a.  axial engagement

b) X HLIKRS % & axraysa..

c) HAt.

8 HEER #IEIR Material removal—Wheel wear

Zli*ﬁqﬂﬂﬁﬂfﬁﬁx AR BENERORRE, NEH R A5 . % A TR AR E R 3
8.
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8.1 # ¥ FERREYV. material removal
7 — B[] 18] B P BB B A A4 A R AR
8.1.1 BEEHWHEENHEERE V', material removal per unit active grinding wheel width
MHREBERERUAERDREE. '

8.1.2 BMHEHMHEMEKE L EERE V. material removal per unit active grinding
wheel profile length

MEERERUARVRRBELRKE.

VIWD _ ‘—;v;w
8.1.3 # ¥ EKZE Q. material removal rate
BA {7 BsF [R] P9 B Bk M 4 AR
AV,
padi

8.1.4 BUBHWHREELWHEERRE Q. material removal rate per unit active grinding wheel
width

FORHEBR R AR DR EE

8.1.5 BAEFMBRLMEIKE LS EIERSEQ .» material removal rate per unit active grinding
~ .wheel profile length

MRBRERUARDREBERKE.

8.2 ®i¥{kFREEIRM V., volumetric grinding wheel wear
£ — B it [] [6] B P9 20 %8 b1 I 9K R AR R
8.2.1 BEEEHMEE ﬁiﬂkﬂ??ﬂl V', volumetric grinding wheel wear per unit active grinding
wheel width ;

PRENERBRUARDRREE.

10
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8.2.2

823

8.2.4

8.2.5

BUERMEEEEKE LHNERERR V', volumetric grinding wheel wear per unit ac-
tive grinding wheel profile length

PRERERBERUDREBEXAUKE.

SN
Vo= o
R ERIEZR Q, grinding wheel wear rate
BALR E AR A EHMARBE &
AV,
e v

BUERMBREE ERWERIERE Q' grinding wheel wear rate per unit active grinding wheel
width

DRERERRUTHDRIEAE.

=%
Qs——bD

BRrENWREHE EHNERER Qo grinding wheel Wear rate per unit active grinding
wheel profile length

DRERERRUARDRRELRKE.

Q,sD = %

8.3 MEHILL G grinding ratio
ER—BEBEANTAMBEERESDREREZLL.

G:

S

8.4 ®EBIZEIRME Ar. grinding wheel radial wear

H TR 50 B 1 0 L AR N

8.5 WhitihmAERE Ab, grinding wheel axial wear

FE V47 T 00 %0 5] e Bl O 1) | 90 B O RPN B

9 H.EEEFMITHE

#£ GB/T 12204—1990 F A M E X T EENATEN TZ B ER"ERER”, AERD
REEBERAHRIHIFEE.
EHHRFAEL, TRANENARPRRE, RERXMNE P -, FRKLHISNIEREG

8.

Bk GB/T 12204—1990 A H I AREIN . BEX T THARIEO.1H9.2),

11
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9.1 BB LEE LHWEEIH F' grinding force per unit active grinding wheel width v
B BRUARDRREE.

9.2 BAEUMHELBMEKE LHEH|ISH F'b grinding force per unit active grinding wheel profile
length

BEH I BRUERRBEKE.

&k unit active grinding

ckngbs per unit active

1.1 —EREGERRORBRSER & N, static grain cg at a certain depth
IRy (st 2B BAE M ERIED e B FRE T — & 5 E BN BER 3.
11.2 BEERS T Na  kinematic grain count ’
200 5 AR /N 9 8 ik 7 76 4% SCEE BE T B W B A BB R G 0, R T B A R TR FT LA B R A3 AR
— B HFE,
1.3 BHHER ST N active grain count
LS 5BH N BRE.
11.4 BRESH@S.BEHBH) grain distribution (static,dynamic or active)
FRMKE HREABRPOBERE, XGRS E S HRERS .
¥ WB 7 LT R E B A, [ R O e E A 1 .
12



