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Fine finishing of gears with high shape accuracy 

University of Bremen, Department of Manufacturing Processes, Badgasteiner Str. 1, 28359 Bremen, Germany 

1. Introduction

1.1 Discontinuous gear profile grinding 

1.2. Preliminary investigations and consideration on surface and 
surface integrity achieved with elastic bonded grinding wheels 



Fig. 1.  

Fig. 2. 

2. Experimental setup

3. Generated surface roughness

Fig. 3. 
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Process paramters:
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Dressing parameters:
vd = 35 m/s
Ud = 7
qd = -0.8
ad = 30 μm
nd = 3
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Fig. 4. 
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Fig. 5. 

4. Shape deviation 

Fig. 6.  
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Fig. 8. 

5. Conclusion
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