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Interaction between the material removal process
and the machine tool

Ichiro Inasaki

Abstract: In order to enhance the performance of machining processes it is important to understand the
interaction between the process and the machine tool. In this paper, the time constant of grinding process is

derived to evaluate the performance of cylindrical grinding process.
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Figurel. Cylindrical grinding process
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Figure2. Grinding process as a first order time delay system
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Figure 3. Influence of grinding time on the time constant
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