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B, BRISO TEABER.ZLH 75% R A A KM AT, ZiR M4 Bt

E FrAn o 1SO 3002-5 £ ISO/TC 29 NT A ARBRLEEM,

ISO 3002 HFHMAaHR EVHMBEHERASBHNERET 20

— R 1WA DRERABIWILAER BRARE. SR, TEAEMTIEAE, HBITE.

— R 2B NAERRSINILASE SITEMYNAEAEXHNELAERAR,

— B3I W OB FHILASERMEHSE,

— B4 BEEAMIEK,
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— F WA MAINEERWSE,

ISO 3002 &AM F A RIERERB#E 4,
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A AR AR GB/T 12204—1990 #1 ISO 3002-2 %5 2 M4 b E L F W R AR E L F BN EY o,
BXEBHTZEMT % THBH RIE,

EARGED, B X NN SR TFUBR I TEOM B EREL.

FEHEDRNES, CEDRS T4 M X & R Y K8 5 & EE.

HAEBHMAETRBTH L, UERETHMBOEZTIR. E2MIHTIERT, BER 08
24/ TBR,

HABH HIANFEHHR BN T REREDREENEHNBEENEEERATAERN.

1 &R

ERHERETEHN T ZAEEARERAEL BOoRENFSHTRBEN.
RS AT B Ll R ER SR RTRRAER ST

2 SIANRE

THHREFROETHA, EIEFRGFETTI ATMHBARAEIFERRI ., KRHEH RN, IRREY
HER. MERERSEBEIT, ARG S TR E T 55 M B3 R4 0 7] g,
GB/T 12204—1990 £ BUIHMEAARIE
ISO 841—1974 HLBHMEFHEH WMAEAMBIHHRIE
ISO 3002-2:1982 UIHISEX W EFSE B2 . NVAEARINILASE S5TRM4
HifAEMENEERER AR
E: R2ETRFREAERS R SHK . 1SO 3002-2:1982 #F 30 4E.

3 EAME

331 HEMTH

B 5B MES 1 GB/T 12204—1990¢ & J& 1 Ml A R iE YK ISO 3002-2:1982¢ Y1 K 5 B8 K b 4y
EExzR FBoWH4.NREARSHILMSE S5TNAMUEABEHEXHELAELHAR P EXHE
FHEETI/S —BREBY S EHEA,

—A:HH;

— LK E;

—b: R

AL T AR, K aE.
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s SPRAXNE
B0 o, =505 1B A 2

—w SIHAEXKE

B30 v, = T4 89 B A 3 K 5

—m 5STHRERTHIHY DRIEVAEXRNS R 3.2);
—d 5BERABEIZRBEIRAXNSE;
— (FBALANBSORTTRUARPRREE R 4. 6. DRSBUARDREBRKE (L

4.6.1

3.2

3.3

3.4

3.5

4

4.1
4.2
4.3

4.4
4.4.1

4.4.2

4.4.3

4.4.4

YEXNBRE.

#lin F' =F/b
TI{E& table
ERGED  REIESEHMIKKEEZHHIKBHE., TESGATURIRF THKIRT LR
X,
NEBEEEL 6. 1. 2D ER T . A THERNFIEEHESRES . REHERINEEiEE
WEMT A SRR A TESRMR.
AFREFELERE nominal and real value
SEMARERENKE L RENE MEFREANTAT IHNEE BROZE VKN ER R
BB .
TEBEMURS AREEENFS THNTHR”, XEREMTHEC”. Sl AR Ao
EHE$PBER reference system of planes
P Hi B %R (E 2~BE 7)7 GB/T 12204—1990 2 & X,
EEHERT, & LHSBHERQ. DEXFEREHRRKEHOG.2 DAME.
FEHFABREEFESIHABH T REBHNESD"HESGHELT, TEFE KT
W SWREEMEER.
HIEMRME machine axis convention
PUEBM RS MME 1SO 841 WEAFN -8B, FEELT . MEEE-—SLHAE.

BN THMAHRERT@E D

WEMITHENAR d..d. grinding wheel and workpiece diameter
i THYEI nd,,nd, peripheral length of grinding wheel and workpiece
ETFREMSNENRLERE b5.(E 1) width of the grinding wheel measured parallel to
the wheel axis
RO#%®E surfaces on the grinding wheel
JL{TRVY3ERME geometric grinding wheel surface
HEBBEREEATEZRMBNTRERTERD
BB RME active grinding wheel surface
IRCE 2 F Sl X AR e Lk oS Y E ¥ ok i g
JL{THEHIERMT™ geometric grinding contact surface
WA T EA N ERE, KB ER AR TR BRI 4 AR
R i R g
EEhEEHIEM T Kinematic grinding contact surface
RESGTENR, ZBPR. THMTEMREEEE, URPRER. BitAUE#ERED.

D

% GB/T 12204—1990 % 5 :100051 F1 100076,



GB/T 17588—1998

4.4.5 LERBEH|HEME real grinding contact surface
HEBZHERDE . THHNEENROFERSSES BN, XFRFENENEME.
4.5 ®E#LAELE profiles of the grinding wheel
4.5.17 NARE#EL ML geometric grinding wheel profile
LR E SR E RN VAR,
4.5.2 BUREHELME active grinding wheel profile
ARURRE SR EHMRNVEHEZHTE R,
4.5.3 LB real grinding wheel profile
IR REMEIASEIDREAZHEN TEEAZERWERE. ZYHEATENIET.
4.6 BAYRMRRBLHRT dimensions of the active grinding wheel profile
4.6.1 HHUWLIMLI L(E 1) active grinding wheel profile length
ARWREEEMKE,
EREHELT . MERBEDRINEAG. 4. DF . THREZFERDREER. £iXFF
AT ARDREEREKENEBSKEZN,
4.6.2 BHXWHIEE b,(E 1) active grinding wheel width
ARVREBREDR XM LW EEREVKE.
X— 8T ARG 2. DFR.
4.7 REEHIEAS DA 1~K 7) grinding principal point
EERURREEBEX TATRESERUBTSEANME EEMADPBHEE S,
REZNMTRUNEEENEQ BEHERATELDREARMAHAEETEHRLFT MG 2. DY
FH L . EBNELESERDREELEINMNE L.
. EREEH G2 D XEEAATEARE  NBNESABAREEA . EXHELT . EMAU DFEH,*
MARMEHNE.
4.8 MLEH| hEYEEHISL grinding arc in peripheral grinding
TolE XA T RaEHEIG6.2. 1,
4.8.1 JL{IEEHISL geometric grinding arc
HILMEBEREMEASESIBHESH S REARHAEEANLEMEXERAMLE.
4.8.2 iEZHEEHII kinematic grinding arc
HEHBEHEMESELBNESFHSDREAMAEEN LTEERERAMLE.
4.8.3 3KCERAEHIIE real grinding arc
MERENZMESEALBENESFSDREAEHAEEAN TEEAXERNHL.
4.9 RibEY|hRyEMICHE contact length in peripheral grinding
TIIE AR T AL BEHI6.2. 1,
EXHEBMKENRN 48P EXHWBHINHKE,
4.9.1 JL{y#Efich I,(A 4) geometric contact length
BP JLAeT B B I K B
REREKN,BE f X Fd MdBh B v 5o HEBPN:

L, =N2f * 1y
ERAIUMERNMKNK. k4 r FIYEBRERU 10,
4.9.2 iEZhEH|HE . Kkinematic grinding length
BEBHIMKKE,

zk=1g(1+ﬁ)
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A g2 5. 3. 3 o 52 SCHHE HL B 4 X {EL
4.9.3 ZERIEMICHE I. real contact length
LHEBHIITHKE.
4.10 4B #¥EE r, equivalent grinding wheel radius
—PMREMPR¥E. YUMAPELGHN  ENERKESUERA . HBRUAXER . T
HREMKEHEE,

Tw ¢ 75

re 7

HFNERE HHEPLEDRNPLATENEMENREMNERES, & s BB H
(6.1.216.1.3), AL EREPMBR LS PONTEY EHEK RN, FHAS, 50
PRI (6.1.2 F 6.3.2),

Veq =

5 iEZhFNEREF Motions and speeds

FrAEMEBEHMER(H2~B7,% D, BB ANRERDRLER L% E &7 X0 % 138 3 1 &
H.BEEEERMEBHER D" U.D. BRI, YELEFEMAMIRBEESHFEER, TR
fir B 0 06 0 PR B 45 E
BRI RER 1 FHE.

F 1 BRI E )RR S8

E

l # ]
zz%w4> ﬁ%@?w¢> BHEHG. 3
B4 E s 5 l l

THE®EHG.2.2) Iﬁﬁ@?ﬁﬂd)
]
E%Fﬂ
{ I 1 BE: ¥
WEiES BmHEG Y] 16115 3h (5.2.3.4)
(5.2.3.1) (5.2.3.2) (5.2.3.3)

5.1 *iEZHF1HXH$S R primary motion and related quantities
FEHRDRYEFKIES.

5.1.1 PIHNEE v. cutting speed
EEWEMRALEESLDRNTAERE AN TR IENE. (BERN . XED
(m/s)],

5.1.2 ®wH#MEMAEEE v, grinding wheel peripheral speed
EPREREEAERLVBHDRINEE, M TR IENE, (BEAMU.KED
(m/s) ],

5.1.3 #WHHIE n, grinding wheel rotational frequency
AR ADRAOER., AXN TR XENE, [(HERM.A1LKXFBGE D]

5.2 #H#IEGHRE XS M feed motion and related quantities

GB/T 12204—1990 4§ & 100054 PH M HRENEXRFEERATER . B, EBH P, HS
BHEERLAERIKSRER IEHOEHETNES.

1) B GB/T 12204—1990 # 5 :100004,
2) B GB/T 12204--1990 45 .100051,
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HBEBEHSBTURESZMN  UTURAEEN (BHERGEYE RS TR TH
MY FILEENHEDS REH TEEHEN TILRKSMEBIIF 4K,
T
1 X5 GB/T 12204—1990 BB —B LA LUEA THRY . GHERZALBNE_TH.ARITHEEL,. XA
LBEEN TUEERRILHRIIFSL". i
2 HBETAIGMENIEERKIHAEGENFIRKSETR . CHEUE. ERVNUBERRAMUE. #4EE
MUREGHAUNEACBERER.
5.2.1 Ei##iE3h principal feed motion
EgnfEs, RABH TENERRHILEE.
EREBH AR, EH[EHN TR TRAE B EHAESTERHE SR,
5.2.2 IT#E#E3H(E2KE1) workpiece rotational motion
EEREEBHELT, THSHEASHMAEEXN T LESRES.
5.2.2.1 I#4MMEiEE v. workpiece peripheral speed
ITHEEFEEESAMTFIESGHBRHEE., [(HELM.ZXREP(mm/s)].,
BETEEMN G DREETEN G LD ETHEREAETES LM, BB TS EE v B
ve =0,
5.2.2.2 T #%i% n., workpiece rotational frequency
o EBEEEER G DR BRI MY FIESMER. (RELEN. AKX
(s™ 7.
5.2.3 I{EAEzfME XS A table motions and related quantities
THEEHREREFDRILTHMILKBEEN FRENE XEEHFETEEHEAE
. BT LUREREHE T LURES,
THEELFLEIHRMEXN TR YA E FhE . 2w, d .,
THEGEEFHLZIEE(G.2.3.4)F XM,
5.2.3.1 T {EAaHmi#L4RIER) axial table feed motion
THEEFAFURMAT M LNES. EEEALFTE.
5.2.3.1.1 I{EAWEHSIEE vo (B 1~E 3) axial table feed speed
HMFREMNITEEHEOHLZHWEE(RELC. ZEXEP (om/s) HMAKEW
(pm/s) ],
5.2.3.1.2 IéawmmEmitsR f.(F2FME4) axial table feed
EIASESBHEPHENE TEEHRFLEERNEN FRKENTESMLE,
EEEEEAG . DERT . (FERL.ZEXRTHBRBAMKIHEHE].
EEEEE G 1. DERT . LIEEMPAREHATURAELEN, FESTENA L™
AEXHBRT FENETRBIGHASARKNETEI/ESMEAAME. (X
B ERBITRIMKEITE ]
5.2.3.2 I{ka®Mi#44iE5) radial table feed motion
THEEESDRMEETE A LHNES. EEESLEE.
5.2.3.2.1 IEAREHKRER v (B 1,H 2,8 3,E 5, 6) radial table feed speed
THEGHEMTHERRSNRMBALEHNEE, (HERLMN . ZXEP mm/s) ],
5.23.2.2 IaREi#SE (B 3.8 5,86, 7) radial table feed
ATHBHRBTERSEYRE " PUENB TESGRMFAERMWEN FTRINMLE.
EEEEERG 1. DOBR T [HEEN. EXTHESHIBKRITHEHE],

1) W GB/T 12204—1990 # 5 :100160,
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EEREBHG 1. DELAT, TEEHRRFELEHNTURAEEN, , HEBEMH#—$ £
BREEAETRE HERZIRAFBME., (BERL.ZEXEBTEBIAMKEBITRE]
5.2.3.3 I&YIMi#LIET) tangential table feed motion
THEAELGTTORERRE FN ELNES. EEERLHEE.
5.2.3.3.1 IT#EatImidey EE v (& 2,8 3,8 4) tangential table feed speed
ITHhGHESFRENDMHLEINEE. EEERLEE.
5.2.3.3.2 TH&VImi#4 R f. tangential table feed
ITHEERETEMHEUNENE TEEYRELENERMHEN FILKKSHIEE L
®.
ERETEEE G 1. D&G T, [(BERMN.EXEBHRBKEE].
5.2.3.4 B IT{EA/HEIET rotary table feed motion
THEEHEEESMENED.
5.2.3.4.1 ITHEHEn(TEA¥ZHLIZF) table rotational frequency (of the rotary table
feed motion)
BRI NERE TEGHM FTREEDMER. (BEAM.A1RIPGED].
5.2.3.5 TI{E&Ei#HL%IESN principal table feed motion
ERER LAERAEREN TS EEHEEHNITE.
5.2.3.6 #iEi#% incremental feed
DRMAEEME, ERET -IMORR— 1 EVNR HLSESEMITEHMET M E L. [#
EAN . EXRETREAEXEEVESMKETRAMKEENE ],
5.2.3.7 HWEYIAN#L incremental infeed
BHOAEENBE. CEETIANSEREY , UEBREZECHIREIHT —HM
B2, (RERAL . EXETRIAMKETE]L
5.2.4 TIEQHLBIERRIE I total length of table feed motion
EHEELSE, TEEeHfEEdMEAKE. SBRESTHAGHSIEFINTAAX. #
SINAEESEH TR, UERUETE.
5.2.4.1 ITQHLIEBEIEYICHE I, active length of table feed motion
EREELEE, EETHEBHN THEESHEBBEINELIHRKE,
5.2.4.2 I EQH4EZh=BICHE I, idle length of table feed motion
EREEWELEE, TEEHREIARTELHFEBRNMNEIHNBRIKE,
e ln=lntloo )
5.3 HMimEzhRHftt$M| auxiliary motions and other quantities
5.3.1 illiEiE3h approach motion
HUREBETEETAFNETEENMALE EMES,
5.3.2 #M#iEZ1 compensation motion
HTHAEDRER ATE BHEEEREUNELRENFFREMENEZF.
5.3.3 iELk ¢ speed ratio
TEE 1L E MR LW ERAEN FOURK S WU R EEMHESEE L.

1) W GB/T 12204—1990 4§ :100160,

2) B GB/T 12204--1990 45 :100004,
) B GB/T 12204—1990 448 :100053,
)

0 GB/T 12204—1990 445 ;100056

= =

3
4
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AEHEEEL G 1.2DERT g = v/vw .
EFEEHIG. 1. DIFERT ¢ = v/va »
5.3.4 REHOHLHTETEXREERAAREEBE RE U overlap(traverse overlap)U in surface
or cylindrical grinding with axial feed
RAEME AN VFHENREEHENNARDREEMMBEAL RO,

_ b
U=7

6 EEBEIARARITE(FE 2) Terminology of common grinding operations

x2 EXEH T

An SR T
- -9
#m A B 1) #m m B A
T (o™ tr s
E ( Vi l- : Uty
& = | ()
K o F =3 S
5 | N S
j:g vf,§ v{,V' W.ré ve v(.‘
x| &
[i) T (yny, L( Ny
HGERE T
: (&
g v n, /\__/ n,
aj ‘U{,J ‘U{,v

~
R

Y

DN
s ’:-/
| i

[\ /:
-%f

o

HRHUTHE FLEEXBERNTAFHEEFRE.
FEMHTATETFIKER S  HAFEHEREXKER.
— REAMTR;

— BRI
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— LHMPRAMEXE;
— XN FURN T4 EHLEHH I E;
— R E SR T B A X AT
— M ARREA.
6.1 EF4ERTERE HRRMAEMARIE terminology considering the shape and method of
generating the transient surface
6.1.1 FHEEEH| surface grinding
[t o i) - - v
6.1.2 M4EEEH] cylindrical grinding
7= A T A T A O K
6.1.3 EHEIELHEH] grinding on a rotary table
THEEHRBEHEEHHBY K.
6.1.4 RFEEH| shape grinding
A= R T BE 3E - 1 3 3E B AR | BB 5 K
Bl BB R REH %,
6.1.4.1 IEREH] generative grinding
B— B 3 BEAK TR EA08 sh i A4 B 4 50 B ) BUE BB I 7 X
6.1.4.2 R EH| grinding with a profiled grinding wheel
PEHEEESHEBHENTAHAREL -BWBIEER K.
6.2 BEFHREHMUNESIARIE terminology based on the part of the grinding wheel which is ac-
tive
6.2.1 ML #l peripheral grinding
A E AR AR RRBN LN EERI BN TR,
6.2.2 UETEAEH| face grinding
AURREETEEYNSMNBEH . ZnmSPROERMEEERNBRMMKX.
6.3 EFu S THHEANIEAEEIARIE termionlogy based on the position of the grinding wheel
relative to the workpiece
6.3.1 4MEE external grinding
AR THNREHBR 7K.
6.3.2 MBE internal grinding
HERLHRNRESBEN K.
6.4 BFTHEATHB/BEIHEMNTFHHL A A ARIE terminology based on the direction of the prin-
cipal table feed motion relative to the grinding wheel
6.4.1 HmBEH] axial grinding
TG FHAFEETTURBMENBEN T,
6.4.2 VIEMEEY] tangential grinding
EBHES DA, TESFHAEHFEITTOREFAERE T M B EN K.
6.4.3 ZmMAEH| radial grinding
EBYES DL THESFHAENEDRABEABEN A,
6.4.4 YINEEH) plunge grinding
6.4.4.1 RiLtINEEH] peripheral plunge grinding

1) B GB/T 122041990 %5 : 100004,
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AAESRTHERRHFLKBZINFLBH T,
6.4.4.2 HEUINEEH] face plunge grinding
RAERSTEGHmALEINREEN FX.
6.5 ETFTHEEBYERD"UDRAVBEMIGEEHRMNSEEIARIE terminology based on the relative
orientation of grinding wheel and workpiece velocities at the grinding principal point*“D”
6.5.1 i%EE up grinding
EEWERLCDRETHEMS FHURKSNUMEEAEER T mABEEN R,
6.5.2 Jfi# down grinding
EBEYESLADRETAES FHURKSMNMEAFHRATFmOBE R,
6.6 PBHIMARIE additional terminology
6.6.1 M BEH| reciprocating grinding
EEBTENMINEAREIEEHAKBENEBY FR.
6.6.2 XEHAEH] alternating grinding
EBTBEN - IMERALEGHRHMEBENEN R,
6.6.3 VM| cut-off grinding
ROE A8 AR ER .
6.6.4 ZZEiH4SEEE] creep feed grinding
BEAMEH EHAEERBRREME N BB TR,
6.6.5 #YIANBEHI oblique grinding
BAAESFEER N, EXHEY S DRMLBEA FTEAZET LHAMARNTHRE
(RE 1), DFE 6), RABRIG IR ABY &R mENFRK.

7 HREIRIMEXSE(E 3~E 7) Wheel engagement and related quantities

7.1 w#tnz71l a engagement of a grinding wheel
T T %k 2 W B I i) B B 1 F T PE) A BE R, X B T 40 Yl A LA B ) Ak T b N L BE
ABKEH .
7.2 I {enz71Mk a. working engagement
ETHIFEQGOHOLERETEHLEINTNUEBNTRIZTIE.
7.3 #¥nrz7)lk a, back engagement
EHETIEEG HUEMNDRE IR,
7.4 i#4nZ71M a. feed engagement
FRHTEHATAMEMNTRE TR,
E: BRI E5RMBRE Kz BAH X, B0,
a) SPRPE MM T 1h
—— Az J] & a. radial engagement
—-- Y] [B] ¥ J] B a. tangential engagement
—— 8 0% J] B a.  axial engagement
b) MUK EE R acvayrd..
o) HAth.

8 HHEER ®#LBEEIR  Material removal—Wheel wear

AFHRFAETRARTENERDRRE, NE R A 80 SR LR/ M H R
B
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8.1 # R EREYV. material removal
£ — B 8] (8] B P9 8% B8 BR 80 T4 a1 RHA R
8.1.1 RUBFNMREEAMEIERE V. material removal per unit active grinding wheel width
Hﬂﬁ%ﬁl‘%ﬂﬁ?&@%ﬁﬁo

8.1.2 HUFHMBELBWEICE LS EERE V' .o material removal per unit active grinding
wheel profile length
MHEBRBRUABRDRERELZKE.

Y
V A
8.1.3 HEEKRRE Q. material removal rate
B {57 BT ) PN B BR A0 T4 M R,
AV,
Q=5

8.1.4 BUFNMBREE LAMEEKRE Q. material removal rate per unit active grinding wheel
width
MEEBERERUARDRERE.

8.1.5 BUFHMWBRLWEIKE LAM LB E(Q ., material removal rate per unit active grinding
wheel profile length

MHEBERRRUARDREBRKE,

8.2 WR&EFEMEYV. volumetric grinding wheel wear
£ — By it [H] (1) 98 P B0 40 b R 9 AR
8.21 BuUBFYAMERXEHE LARBRMAR V', volumetric grinding wheel wear per unit active grinding
wheel width '

PRERERBERUERDREE.

10
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.22 BRFEWREBMABKE LHEFRENE Vo volumetric grinding wheel wear per unit ac-

tive grinding wheel profile length

DRERERBRUDREBXARKE.

y V.
s
8.2.3 ®EEMEZR Q, grinding wheel wear rate
Bhiat RN R AR ER.
AV,
Q. = AL

8.24 BABHMBERE LHBEHIER Q', grinding wheel wear rate per unit active grinding wheel
width

DRERERBRUARDREE.

8.25 BUBFHMBRLEMLE FHWEBIMIRE Q'.» grinding wheel wear rate per unit active grinding
wheel profile length

DRERERBRUEBDREHBEKE.

Q’SD =

SNES

8.3 BEEHILL G grinding ratio
AR —EREEATHMEBERESDRERBRZIL,

Vw
szs

8.4 M} ZEMMR Ar. grinding wheel radial wear
HTFUREREREERHE /.

8.5 MiuhE M Ab, grinding wheel axial wear
EVOTTUOREEM IR ENEBNARDERENB/NE,

9 Ah.gERFIE

7 GB/T 12204—1990 A HMEXTHEN A TEN L Z BB EA"EREL”, HAR®
BEEHERAKRIHEE.
EHFHHFAEXL . TR I ENTERTRERE . RERSHP -y, EEMLEIPIMFRER
8.
Bk GB/T 12204—1990 FA H B ARIESN . LEEXLT THIREO.1519.2),
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9.1 BEEHMEEE LAEY A F  grinding force per unit active grinding wheel width
EHBRUERDRTEE.

F

Fr=
by

0.2 BUANVERMEKE FREYIH F'b grinding force per unit active grinding wheel profile
length
BHI SRR AR LK,

, F
Fry =+

10 HMEEY|MBE (K 3 A 8) Equivalent grinding thickness

10.1 AEENMEEELYEBEEIEE b, equivalent grinding thickness per unit active grinding
wheel width

BUHRBREE LWHNERE Q. SUIHEE v MLLE.

10.2 BAEHMHEBMEKELNYBEHNERE ho equivalent grinding thickness per unit active
grinding wheel profile length

BNARTREBEKE LM HERE QS THIEEK v. MHIE,

hcql) -

Q/ wh
¢

W YRENEETURSAENHNEE o THDREEFAEENMNNESRTHNRE. AERETEMA
wfE AR A TR ERER. REARPREEQCDREEERDREREBAKE 0. 2T LUEAX
& .

11 BR%iH#  Grain count

1M1 —ERELEPHOBRSERSZITH V. static grain count at a certain depth
TGS AEE. EHBONERNAEPRBAAZRET - ERENEANBRERITH.
11.2 SHSENGITS Na. kinematic grain count
Wmb e LAAR /N 00 fk o 7E 4 SCHUEE T RS W B A B R TR, B8 T R A R AT LA B g R, BR AR
1.3 BHHEHSG TS V..  active grain count
o4 e Rs): Lo IR0 -3 0k < @8
1.4 BRSERE.HEHERR) grain distribution (static,dynamic or active)
BRMKE BRSERFOERR, Ko masaan mofsERies.
VE . WBR Oy e T AL E L B a0, [ R O i B e
12
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p=2U+i+ 13410

a) b)

o0

eIV =

o b g lo=h+k

b, '—.—'—’1
by | o
~ L
D i
? 1p/2 ( L <
o
Uy - -
E’ - /
Ip
L 5 (ID=11+12+13

M1 EEEARST
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a) RS E A KXE N

H: FHEEET ve>va.

b) J& 34 5 1B i 15) B

M2 A#usEERHTHRSSER
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B 3 AL R PR R,
BHEVESH R

4 VFEHREAVNEENFHIAR,ZHMFESER
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Py
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B 7 FAUABHPHOESBEMZIR

B 8 A shE DA B H R X R

17



GB/T 17588—1998

M R A
Chr ¥E B B 5%
e 3 37 34 iR

(MR * Al

RS Fiacs Ri& RXEK
10 b ¢ 200 8: equivalent grinding thickness
10.1 he AR 8 T 602 ::iur:;'::n;hi:lnj:;gththlckness per unit active
10,2 heo | B R R R K E | M B R eq‘uiv'alent grinding. thickness per unit active

grinding wheel profile length

i1.1 N. |—EEEREHIHBREENRITE static grain count at a certain depth
11. 2 Nin |BEBESHEK kinematic grain count
11.3 N |BHERSEIHTE active grain count
11.4 -3 ok i ] grain distribution
11.4 BB 2% ¥ 5 A grain linear distribution
11. 4 BRI 4 A6 grain area distribution
11. 4 EBRERIH grain volumetric distribution
3.2 IS table
3.3 o |AWE nominal value
3.3 o | KRE real value
3.4 THEER reference system of planes
3.5 PLIK# R #LE machine axis convention
4.1 d, |BRER grinding wheel diameter
4.1 d. |ILHHER workpiece diameter
4.10 ra |HBETRELB equivalent grinding wheel radius
4.2 xd, |BRAK peripheral length of grinding wheel
4.2 rd. |THRE peripheral length of workpiece
4.3 b DR width of the grinding wheel
4.4.1 LB RE geometric grinding wheel surface
4.4.2 H¥BRESE active grinding wheel surface
4.4.3 JUART B WY £ fk T geometric grinding contact surface
4.4. 4 & 3 B B 4 A T kinematic grinding contact surface
4.4.5 3R B AR real grinding contact surface
4.5.1 IR RE geometric grinding wheel profile
4.5.2 ERDREEE active grinding wheel profile
4.5.3 TEDREEE real grinding wheel profile

18
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# A1(8)
W5 "5 RiE T LK
4. 6.1 I AFHDREREK active grinding wheel profile length
4.6.2 bp EROREE active grinding wheel width
4.7 D B A grinding principal point
4.8 J& 321 BB 1 P B BB I grinding arc in peripheral grinding
4.8.1 JLAay B M 3K geometric grinding arc
4.8.2 i 3h B 1l 3K kinematic grinding arc
4.8.3 L FRE W real grinding arc
4.9 AaENFHEMKE contact length in peripheral grinding
4.9.1 I JIRCE: 3. 8.3 3 geometric contact length
4.9.2 A EHEHKE kinematic grinding length
4.9.3 A LhEMKE real contact length
5.1 Fizsh primary motion -
5.1.1 v, VI i 2 cutting speed
5.1.2 v, DREEEE grinding wheel peripheral speed
5.1.3 n, BREE grinding wheel rotational frequency
5.2 #HEiEs feed motion
5.2.1 FiHtBiEs principal feed motion
5.2.2 IR ¥izsh workpiece rotational motion
5.2.2.1 Ve IHREREE workpiece peripheral speed
5.2.2.2 Nw TH¥EE workpiece rotational frequency
5.2.3 IHEGIES table motions
5.2.3 ITHhERIE#>AKZH rotary table feed motion
5.2.3 IEEHAHKSEZH rectilinear table feed motions
5.2.3.1 IEgMmBtRiEs axial table feed motion
5.2.3.1.1 Uta THEE TS EE axial table feed speed
.2.3.1.2 fa IEEHmMBtAR axial table feed
5.2.3.1.2 THEEBTEMMTLMNE axial incremental table feed per stroke
5.2.3.1.2 IS8T RMmMASRE axial table feed per stroke
5.2.3.2 ITHEGRER#ELIEH radial table feed motion
5.2.3.2.1| w. |ILEGBRAHAEE radial table feed speed
5.2.3.2.2 fe IHhEERmHEAR radial table feed
5.2.3.2.2 IEERmBtLHME incremental radial infeed
5.2.3.3 I GYim#tRiEsh tangential table feed motion
5.2.3.3.1 Un IS MHEAEE tangential table feed speed
5.2.3.3.2 £ IS ML E tangential table feed
5.2.3.4 B TEHLBES rotary table feed motion
5. 2.3 4.1 - Thasm table rotational frequency (of the rotary table

feed motion)

19
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# A8
%5 il RiE RXAK

5.2.3.5 I EHAES principal table feed motion
5.2.3.6 4B incremental feed
5.2.3.7 WEA#S incremental infeed
5.2.4 I THEEHBEIRK total length of table feed motion
5.2.4.1 la THEHBEIARKE active length of table feed motion
5.2.4.2 Ui ITHheHBEHERKE idle length of table feed motion
5.3.1 BiLiEsh approach motion
5.3.2 HEEiE g compensation motion
5.3.3 q by 54 speed ratio

overlap (traverse overlap)in surface or cylindri-
5.3.4 U |[REMAE#AMTERASEENNEERY e . .

cal grinding with axial feed
6.1.1 - T B I surface grinding
6.1.2 T A A cylindrical grinding
6.1.3 B ¥ T /& Bl grinding on a rotary table
6.1.4 BUE B ) shape grinding
6.1.4.1 iy 3l generative grinding
6.1.4.2 T 7 4 M grinding with a profiled grinding wheel
6. 2.1 J& 31 B ) peripheral grinding
6.2.2 % T A face grinding
6.3.1 5 B external grinding
6.3.2 S internal grinding
6.4.1 Bh 1) 85 K axial grinding
76271; N 11 1 BB 1Y tangential grinding
6.4.3 1 B radial grinding
6.4.4 A B H plunge grinding
6.4.4.1 JA i U0 A B Wil peripheral plunge grinding
6.4.4.2 3% T 1A BB Bl face plunge grinding
6.5. 1 i B up grinding
6.5.2 ;3 down grinding
6. 6.1 7 & X M reciprocating grinding
6.6.2 3 % =X B M alternating grinding
6.6.3 1 1 5 1 cut-off grinding
6. 6.4 3% 3 45 55 M creep feed grinding
E._G-w}; o A B M oblique grinding
7.1 a BRE IR engagement of a grinding wheel
7.2 a. THETIR working engagement
7.3 a, Hrz I’ back engagement
7.4 a dEeh iz J1 B feed engagement

20
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#£ A1)
R e RiE KXEBK
7.4 a; BmE & radial engagement
7.4 a 0 15y 0 71 & tangential engagement
7.4 a, Hmr R axial engagement
8.1 Ve HHERR material removal
material removal per unit active grinding wheel
8.1.1 V. |ROERDRRENHSERR : s
width
, material removal per unit active grinding wheel
8.1.2 Ve |BUERDREEEKELHHEERR .
profile length
8.1.3 Q. HHERE material removal rate
material removal rate per unit active grinding
8.1.4 Qv |BAARBDRAEELHHNEBRE .
wheel width
material removal rate per unit active grindin,
815 | Qu |REAEBREMAKELWHNERS . s
wheel profile length
8.2 V. |BPREBREBHR volumetric grinding wheel wear
volumetric grinding wheel wear per unit active
8.2.1 V. | REHERDREELERERR o oy
grinding wheel width
volumetric grinding wheel wear per unit active
8.2.2 Ve |BEERDREELZKEL&ARERR . :
grinding wheel profile length
8.2.3 Q |DREMEE grinding wheel wear rate
: grinding wheel wear rate per unit active grinding
8.2.4 Q. RUANPREELWERRER .
wheel width
, grinding wheel wear rate per unit active grinding
8.2.5 Qo RUFARDREBAKE B RAE .
wheel profile length
8.3 G B H grinding ratio
8.4 A, DR¥ZBEME grinding wheel radial wear
8.5 Ab, | B 528 ) 1R B grinding wheel axial wear
grinding force per unit active grinding wheel
9.1 F' BENAERDREE LMENH .
width
grinding force per unit active grinding wheel
9.2 Fo BUARDREEBEKE LOEN S .
profile length
B ® B
ChR HE 8 B %)
hxR3I

igﬁigz‘gj csseseane

+ 5.3.1

Hﬂg%g T T |
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BRAERDRIE L EBERE oo

BANARDREEREKE LY BN B

BAUARUREEBEKE LWBERER
BAUAMTRREEKE LXBEH H
BNAMURREERKRE L ARERR -

4 5 ) 8 -+ s
[ S e X e,
B SR GE T B v orevreorrerererareonienennnannens
PRI ABEHI coeoererevercimoninininnainnnnens 6,

TAEFE B Bl eveeerererererenseeneoreinaeasnenns 5.
TAEB TR ceeoervnrarereorsenenersiiencans 5 2,
TAEJH K cororerrenrernnreesneieranainieienneeneneans
TAEMS JTHBE creveeerentnnesnionsonionennienneeneeeans
THE G erereererneeermnnnneniiiniiteeeiianeen e
THE GBS IEFY wererererereornensrnneeenns
TG HBIEGZSIBEE cwererererieeneens 5,
TG BB crererereomenensee 5,
THESHBIEBDBE creereererromirinannan
THEGRAIBLE ooverermemrnmnnnnn 59,
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THREGRBE LR ccroreeerererernnnn
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S]Zﬁg%% [ T T E P TR PR Y P PP PP PP PP PP
S]Zﬁgﬁu T P R T TR TR T P PR T PP

LTHFHE Bl ovvoreoreneenerrneneenereneanenesssnssons
BIAFEH] veverereeereneanaecnossosissnenieaienes §
LI T B vevrroveoensensesssonsossesasserassansnns
BT BE M| ovevereereesvenanenanaenarnosennssueneenes
B FEJE oovoveenenrennennorernenenserenesenssnsns

PR BEI I covvererrersmsnmneinininiie,
BPAE IS JT B coverevrerornmnretininiiiiiiiaieenan
BPSEGEHE ooeverererressenmititsniinioniiciiienene
Y B SRR T T T TTR TP T PRI PR PPITRUPPIIYY
WA TUEE IR «oovereoemmmosinermisnnininnnnn
BESE T AT coeoeeeervreceroneninnnenesicnian
BPEEEIAR ceevrerrerercecomnniiiiinniineniiseniinenn
BPELFE A severerersssnmnnciiiiiniiiiciiiiiinin
BB FI BB oeeerrererrnnenraninninnniean
BEAEBE T cerererrenmenreoncnniiieiiiiin
EREAL I JE ceeceeesennnreniiiniiiiinn,
SEBRBE Y YN eeevenvereoreonsrennniiitiiiinnnne
LERBE Y BRI ceeeevererrerrnreeneennaonennnes
TR IR ERLR eeeeevrererrinmesinnnisenannn
STRRAE eeveereernenreenteostiitnniiiinieiiieininna
JIHE ooeveeseseeessennnscsiniiiiiiminiiesunsenannens

active grain count
active grinding wheel profile

active grinding wheel profile length
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B AL T EEHI| ooooreerecererrorsarennenuinmionennnans
B BEH R covereoenserorsessonsinnenianennnan
FBRNBEH YL cveovroesensensesereeserorenmaonainans
EFNEE YRR ooeeereerreroeeeosaseosisensienes

e
- 00 W = O N O

YR HEED oovoreoenrenssessnennnennininiiieninan
B AFELL coeverererrenesinnineisiiii
FE T HY -veereoreosomsonsessensinnisscnnnennenans
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active grinding wheel surface
active grinding wheel width
active length of table feed motion
alternating grinding

approach motion

axial engagement

axial grinding

axial incremental table feed per stroke
axial table feed

axial table feed motion

axial table feed per stroke

axial table feed speed

back engagement

compensation motion

contact length in peripheral grinding
creep feed grinding

cut-off grinding

cutting speed

cylindrical grinding

down grinding

engagement of a grinding wheel

equivalent grinding thickness

equivalent grinding thickness per unit active
grinding wheel profile length

equivalent grinding thickness per unit active
grinding wheel width

equivalent grinding wheel radius

external grinding

face grinding
face plunge grinding
feed engagement

feed motion
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generative grinding

geometric grinding wheel surface

geometric contact length

geometric grinding arc

geometric grinding contact surface

geometric grinding wheel profile

grain area distribution

grain linear distribution

grain volumetric distribution

grain distribution

grinding arc in peripheral grinding

grinding force per unit active grinding wheel
profile length

grinding force per unit active grinding wheel
width

grinding on a rotary table

grinding principal point

grinding ratio

grinding wheel axial wear

grinding wheel diameter

grinding wheel peripheral speed

grinding wheel radial wear

grinding wheel rotational frequency

grinding wheel wear rate

grinding wheel wear rate per unit active
grinding wheel profile length

grinding wheel wear rate per unit active
grinding wheel width

grinding with a profiled grinding wheel

idle length of table feed motion
incremental feed

incremental infeed

incremental radial infeed

internal grinding

kinematic grain count
kinematic grinding arc

kinematic grinding contact surface

G

05 A B M1
YIRCE R F. 30
JIRCE: 3 3.3 3
RGCE: 3L
RCY:-3:UF:3 L]
RCEIZ 209 54

P L TH 43 7

B L 42 3 AR
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9.1
8.1
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kinematic grinding length

machine axis convention

material removal

iz B EHI K
M

HLAR Bl & AL 2
MR ER &

material removal per unit active grinding B EHRTEREENHMBEBERE

wheel width

material removal rate

gy 4

material removal rate per unit active grind- AL 2S5 50 B AR K JF b o bk S

ing wheel profile length

B

- material removal rate per unit active grind- B ERBEEE F MR BR K

ing wheel width

material removal per unit active grinding B ERBEHRERKE L KM B

wheel profile length

nominal value

oblique grinding

FUAEH

overlap (traverse overlap)in surface or cylin- B i a] i3 45 & 3¢ T =% B A 38 il

drical grinding with axial feed

peripheral grinding

peripheral length of grinding wheel

peripheral length of workpiece

peripheral plunge grinding
plunge grinding

primary motion

principal feed motion

principal table feed motion

radial engagement

radial grinding

radial table feed

radial table feed motion
radial table feed speed

real contact length

real grinding arc

real grinding contact surface
real grinding wheel profile
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real value LR E
reciprocating grinding HEAXEBEH
rectilinear table feed motions THEELKHEREH
reference system of planes THEHEZER
rotary table feed motion ITHEEREH#HBED
rotary table feed motion Bl %% TYEG 4Rz
S
shape grinding R B H
speed ratio #
static grain count at a certain depth —EREHEEFHBISENSEITH
surface grinding - T B K
T
table TIHSE
table motions THE&EH
table rotational frequency (of the rotary T{E&#H#
table feed motion)
tangential table feed THEUMHALHER
tangential engagement Pl m iz 7] &
tangential grinding B 1 s M
tangential table feed motion TEG U #KIE5
tangential table feed speed TAE& U] i3t 45 3
total length of table feed motion THE#HFZFHEK
U
up grinding by 3
v
volumetric grinding wheel wear BRAREHRE
volumetric grinding wheel wear per unit ac- B AR L K E L IAFER
tive grinding wheel profile length =

volumetric grinding wheel wear per unit ac- HNUARPHREFE L EABRERE

tive grinding wheel width

w
width of the grinding wheel PRRE
working engagement Tz T &
workpiece diameter ITHHERE
workpiece peripheral speed T 45 & & E
workpiece rotational frequency THHEE

workpiece rotational motion THE¥iz3)

6.6.1

2.3
.2.3.4

g ol w

6.1.4
5.3.3
11.1

6.1.1
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