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SURFACE GRINDER: OPERATOR COURSE
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Unit No. ' Opcnator'a J?P tthe. Surface Grinder Operator

Project X . Ppoject Numef 1 2-3 Blocks \‘ ’
Job No, 1 - Job name: :; -2-3 Blocks 4 D.0I, No. 603,280
 Objeotives: S ' S T OPeratwona .
Using the equgpment macerxalé and . . . 1. Wheel dressing
operations liSted here, the student - e 2, -Grinding parallel -
. will be able to produce the T piece o . .3, Grinding square .,
“shown on the drawij g in. accordance v 4 Pr.cisian inapecting _
with .the time and .ccurae! requlrements . ‘ e
:speelfled.‘r' S T S g . o ‘
. - Equipments -~ ~~’$-—— S R mtemta ERSRERCI
« Surface grlnder ﬂSﬂ?fﬁ?‘ gage B .07 Gase: hgxdeﬂed ateel R
- Grinding wheel ?Dzanond ‘wheel dresser . 2'pleces 1.020% x 2. 020f:5§
Indicator ¢Pgrallel clamps = .. . .07 x 5.020% from milling,
~ Angle plate 219, 2, and 3" mxeromeggg leipgra ‘deilling, and heat treat:;C:
‘Grinding vise § Ghge/blocks - qparatiqn; I
Surfdce plate Pteg&s;on square | R
~ Seleated nefbrenceg e "

Krar & Oswald, Grzndhng Teohnology ' ' '
McCarthy & Smith, mahme TooZ Teahnology, 3d Qdition

T umm o

PROCE' hL»ﬂv -
I PO Obta;n two- blocks and remove all SRR ¥ Uso parts fron milling,
N-.ﬂ.i._burrsww1th~an~o;lstone1 : -w<.~wdxilling,ﬁand-hoat LTORt o
2, Dress grln‘%pg wheel sharp and true. 2‘ ‘No.. 32A46-J8VBE is recommended
- 3. Locate firs€sblock in a grinding vise ~ Check for levelness with the
with the‘Z% , X 3" face above the vige . indicator and the wvise on a.
3 Jaws, and Jevel the: surface fbr : surface plate. Ends pust -
' grinding, % " v - be leveled to the same reading.
g‘A £ . ' Check vise for good holdlng
be ‘ po#br.
4. - Mount v1se§on magnetlc chuck and grind 4, Clean chuck and vise base
" first -surface to clean up. . - . when setting up. Contact

i i o .. highest point with grinding
. i vheel and use .001" cuts.
5. : Repeat operatlons 3 and 4 w1th second , ‘

>,

block. .
6. Place both blodks with their ground 6, These hlocks must be a = .
. surfaces on the magnetic chuck and matching pair.

. grind the opposite sides parallel.
- Check 'size and leave .002" oversize. o :
‘7. . Locate first block on a precision - 7, Check and level the surface with

angle plate with the 1" x 3" surface . an indicator on the surface
~projecting above the angle pjate, plate,
: . and clamp securely. v _ ,
8, \Mount angle plate on magnetig¢ chuck = 8, Contact highest point with
> and grind surface to clean up. ) wheel and use ,001" depth
L ‘of cut.
' 38

et
H




s : . e S TR
T - Yt ".,‘ . o

P o_ v}w

9. Repeat operatlons 7 and'8 on second R . :.‘.‘j -v,-;-{ ’-g o
"~ block. - S - CU .

’ 10. Locate both blocks on the magnetlc S 10 Inspect parts for squareness».-'
- chuck with. the 1'" x 3" ground surface ,_'and parallellsm on the surface
on the chuck. ' Grind para11e1 to LT tjff T sharp
2.002" dimension., = . - © 7 ‘edges'with an oilstone.. .
11. Lay the precision’ angle’ plate on 1ts . 1l. Use. parallels if needed and
.-side.  Clamp the first block with -~ . check the alinement. of the
the 1" x 2" surface projecting.above . j\’ground .edge with an indicator.
_*the top of the angle p1ate._:»-:[; ® "0 Adjust .until level W1th1n
SRR ?'~l.0001" Doli Sala el
12. Mount angle plate on the magnetlc - : '”’};-Q",”, R
~ chutk” in upright pos1t10n -and gr1nd
the 1" x.2" ‘'surface’to clean up. : - -
13. Repeat operatlons 11 ‘and’ 12 ‘on. second' ' ‘f
.. block,. T o T el
. 14, 'Locate both blocks on the magnet : *;14;;Block the p1eces for~support
‘ Chuck w1th the 1" x 2" ground sur ace-wi*}* _Wlth Parallels. , o
. on the 'chuck, and grind: parallel o L T i L S, ?-.171 .
Lo 3.002¢ d1men51on.~ffug RIS ‘fﬁu. T I
15, Remove all sharp edges with an 011-
& stone, ;Check:sizes and squareness .on
the surface plate w1th gage blocks,.
an indicator, and ‘a preclslon square.",“, oo 2 :
16. Dress: grlndlng Wheel carefully, and - “16.'Check fbr burrs and remove
-~ thoroughly clean: the magnetic chuck, =~ . “‘with: ‘o¥lstone’ if necessary.
17, Locate both blocks on 2'* x 3" surface 17, Use ~0005". or léss foﬂ .
and finish grind.to 1. 0002" ’ — ‘ depth of cut. . ‘The .0002""

~~18 Locate both blocks™ on‘l"’X“3"*surfaCE“*“““‘ over51ze 1S”1ett for 1app1ng
and finish grind to 2.0002". ' .
19, Locate both blocks on 1" x 2" surface 19, Block p1eces for safety.
and finish .grind to 3.0002". ’ . , .
20. Remove all 'sharp edges with an 011stone
and submit for 1nspect10n and grade.
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