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Fig.l Schematic illustration of the experimental setup
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Fig.2 = Grinding model with single point cutting edge

Table 1 . Grinding conditions

Grinding method Circular grinding
. Grinding tool Conical diamond tip
Tip radius R = 10 pm
. Conical angle 120°
Wheel diameter ¢206 mm
Peripheral wheel speed v; = 50 m/min
- Maximum depth of cut a,=5um
Workpiece Single-crystal silicon :
' Crystallographic orientation: (100)
Grinding direction: [011]
- Dimensions: 10'x 1°x 15" mm
Coolant , | Dry
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Grinding

Fig.3 SEM image of a groove ground with single point cutting
edge

Fig. 4 Reversed 3D image of the grinding groove
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Grinding direction
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Fig.5 Relationship among groove shapes and cutting forces
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