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Abstract

This article presents results of an experiment with the aim to compare five different cylindrical
grinding wheels for surface qualities of the workpieces and tool life. The comparison parameters
include Mesh Size Hardness of Bond, Concentration and Bond Type. Each grinding wheel was used for
grinding a number of workpieces which were bearing components.The grinding experiment was under
the following configuration machine conditions: one grinding wheel was used to grind 200 workpieces.
Every 20 ground workpiece was measured for the surface qualities which include, roundness,
roughness, wear, and profile. The results has showed that the 1 type grinding wheel has the least
power and electrical power. In term of wear, the 3 type grinding wheel and the 4 type grinding wheel
are the same. The roughness is compere to that of the 4 type grinding wheel minimum standard.
Finally, the roundness is compare the 2 type grinding wheel and the 5 type grinding wheel are the
same.
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