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Abstracts Grinding process takes a long time that grinding machine is setted properly. It is difficult for user
to judge correctly the abnormal states generated in grinding process. Air grinding has to be reduced for the
improvement of productivity. In addition, it is important to monitor the dressing and the grinding process so
that the grinding working maintains optimal grinding conditions. In this study, the monitoring system using
the acoustic emission is developed to monitor these processes continuously. This system was able to reduce
the preparation as well as the machine sefting time in grinding operation.
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Fig. 1 Block diagram of mornitoring system
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Fig. 2 Circuit diagram(a) and Photograph(b) of developed
mornitoring system

388

0.5v/idiv |

»

3

50 (ms)

Aasa

35 40 45

' 1. e

30

10

1¥3 AE 4139} RMS H2lg 413
Fig. 3 The comparision of AE signal
and RMS of AE signal
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Fig. 4 Abnormal signal for centerless grinding process
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Fig. 5 Abnormal signal for internal grinding process
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Fig. 6 Cross sectional profile of grinding wheel
and dressing path
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(a) AE signal for dressing depth 50:m
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Fig. 7 AE signals for variations of dressing conditions
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