Grind hardening utilizes the
dissipated heat in grinding in
order to induce martensitic
phase transformations in the
surface layers of the processed
components.
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Process Capabilities:

e Manufacturing of a part with one machine set-up
e Reduction of production time

e Better material handling with lower logistic
expenditure

e Reduction of energy consumption
e Eco-friendly process
e Easily adaptable to installed production plants
eMaximum
e hardness: 50 — 60 HRC
e hardness penetration depth: 2 mm
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" Prediction of the hardness
distribution and hardness
penetration depth
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REF: Salonitis K. and Chryssolouris G. (2007) “Thermal analysis of
Grind-Hardening process”, nternational Journal of Manufacturing
Technology and Management, Vol. 12, Nos. 1/2/3, pp. 72 — 92
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Process forces modeling in
Grind-Hardening
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REF: Chryssolouris G., Tsirbas K., Salonitis K. (2005) “An analytical,
numerical and experimental approach to grind-hardening”, SME
Journal of Manufacturing Processes, Vol. 7, No. 1, pp. 1 — 9.
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Wheel Type 2,v_:35m/sec,
tempered workpiece material
Wheel Type 2, a,: 50um, v,; 0.5m/min, v,; 0.15m/min, v_: 45m/sec,
: 35m/sec, tempered workpiece material tempered workpiece material
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