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’ 2 Claims. 

This invention relates to the production 
and/or ?nishing of_ threaded members, such as 
taps, screw thread chasers', and similar contin 
uous or repeated forms by means of a rotating 
grinding wheel having a plurality of . annular 
grinding serrations or cutting edges, the diam-v 
eters of which vary progressively from one edge 
of the wheel to the other. 

I am aware that a method of grinding thread 
ed members of the kind referred to has already 
been proposed, in which the wheel is used with 
the serrations of progressively increasing diam 
eter, that is to say, with the smallest diameter 
as the leading edge, so as simultaneously to grind 
a plurality of convolutions of the thread to dif 
ierent sizes, and to successively operate upon 
each convolution to grind successive increments 
therefrom to reduce the convolutions successive 
ly to uniform size. 
the wheel all the cutting edges or serrations'are 
in use during each grinding operation and con— 
sequently frequent redressings of the wheel be 
come necessary. ' _v 

The object of the present invention is to pro; 
long the useful life of wheels of the kind re 
ferred to by using the wheel in such a manner 
that as the leading serrations become worn new 
serrations can be successively brought into effec 
tive operation on the work by relative adjust 
ment between the wheel and the work in a radial 
direction. 
For this purpose according to the present in 

vention the wheel is used with the ‘largest diam 
eter as the leading edge that is to say, with the 
diameters of the serrations in aprogressively 
diminishing order. 
The above described mode of using the wheel 

also has the further advantage that since only 
a relatively small number of serrations or cut 
ting edges are in operation at a time there is 

" not the same tendency for the work to become 
overheated and softened as where the whole or_ 

' a greater part of the serrations on'the wheel are‘ I 
in active operation on the work at the same time. 
In the accompanying drawing, 
Figure 1 is a plan‘ view of ‘a grinding machine 

having the grinding wheel arranged andoperat 
ing according to my invention. ' 

Figure 2 is a magni?ed detail sectional view 
illustrating the manner in which the grinding 
wheel operates upon the‘ work. . 
The mode of using grinding wheels of the kind 

herein referred to according to the present in 
vention can be employed in any appropriate type 
of grinding machine in which provision is made 

With this method of using, 

(CI. 51-95) 
for relative axial movement between the wheel 
and the work. The machine shown in Figure 1 
is therefore- to be regarded as an example only 
and is not to be construed as limiting the scope 
of the invention. In this particular machine 5 
the grinding wheel a is rotatably mounted in a 
head I) secured to a transverse slide 0 whilethe 
work d is mounted between head and tail 
stocks e and I carried by a longitudinal slide g. 
The two slides are guided in ways on the bed of 10 
the machine and can be moved either by hand 
or power.' - ~ 

During the grinding operation the wheel a 
is rotated at a high speed but is axially ?xed. 
The work is rotated at a comparatively low speed 15 
and is given an axial movement at the same time 
the two movements being related so that the 
annular serrations on the wheel produce or fol 
low the. threads in or on the work to grind out 
the metal therefrom or to re-surface or ?nish 20 
an existing thread as the case may be. The slide 
carrying the grinding wheel head is adapted to 
be moved to bring the wheel into and out of en 
gagement with the work and to regulate the depth 
of cut as by means of the screw and hand wheel. 25 ' 
As will be seen the grinding wheel is arranged 

with thelargest diameter as the leading edge so 
that the serrations or cutting edges a1 are oi 
successively diminishing diameter. As the work? 
is traversed across the wheel in the direction 30 

' indicated by the arrow the wear is at ?rst taken 
wholly by the leading serrations the maximum 
wear falling upon the serration having the 
largest diameter, while the serrations at the 
trailing end of the wheel are not at ?rst subject 35 
-to any wear. As the leading serrations become 
worn and ineffective to produce the‘ full thread 
form in the work the feed of the wheel towards 
the ‘work brings the partly worn and unwom 
‘serrations successively into operation. In this 40 
way the'useful life of the wheel between dress 
ings is considerably increased. 

I claim: 
1. A grinding machine comprising a work car 

rier and a grinding wheel having at least one 45 
large diameter leading serration adapted to op 
eratively engage the work, and a series of smaller 
diameter annular serrations pro 
gressively in diameter from the leading serra 
tions, each said serration being adapted to oper- 60 - 
atively engage the work only when the preceding 
serration has become worn, and means for caus 
ing relative axial movement between said wheel 
and work carrier in such a direction that the 
serrations of the wheel approach the work piece Fl 
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2 
in order of the size of their diameters, with the 
large diameter leading serration ?rst approaching 
and operatively engaging the work piece. 

2. A grinding machine comprising a work car 
rier and a grinding wheel having at least one 
large diameter leading serration adapted to op 
eratively engage the work, and a series of smaller 
diameter‘ annular serrations diminishing pro 
gressively in diameter from the leading serra 
tions, each said serration being adapted to oper 
atively engage the work only when the preceding 

2,138,789 
serration has‘ become worn, means for causing 
relative ‘axial movement between said wheel and 
work carrier in such a.v direction that the serra-, 
tions of the wheel approach the workpiece in 
order of the size of their diameters, with the 
large diameter leading serration ?rst’approach 
ing and operatively engaging the work piece, and 
means of relative radial adjustment between said 
wheel and work carrier. 
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