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(A Study on the Analysis of Grinding Mechanism and Development of Dressing
System by using Optimum In-process Electrolytic Dressing)
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ABSTRACTS

In recent years, grinding techniques for precision
machining of brittle materials used in electric,
optical and magnetic parts have been improved by
using superabrasive wheel and precision grinding
machine. The present dressing system cannot have
control of optimum dressing of the superabrasive
In this study,
grinding mechanism

a new system and the
of
electrolytic dressing were proposed. This system

wheel.
optimum  in-process
can carry out optimum in-process dressing of
superabrasive wheel, and give very effective control
according to unstable current and gap increase.
Therefore, the optimum in-process electrolytic
dressing is a good method to obtain the efficiency

and mirror-like grinding of brittle materials.
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Table.1 Specification of KAIST-KSECS-1

Peak Current 0740 A
Pulse Duration / Pause T onfoff = 0 ~ 999 | sec
HTimer 0 7 120 min
Input : Current, Voltage, Gap

Data for Control Output : Ip, T on, T off

Optimum Control Factor | Regular Current

Input/ Output Data

Control Mode A/D Converter, DIO
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Table. 2 Experimental conditions ANy Al2"e] A AZAH U
i, A=Y A7 AL AT (€F 9%)

Grinding Machine | Surface Grinding Machine

Wheel D12000 , D800 d £ZHAE 942 FANAL T IFAA

Wheel Speed 3400 rpm g o] g3ty QT A AR e WEE FA3

Electrolytic Fluid Solution type (50:1) gt AsPe 84 32 (5012 ﬂ’-‘—*.)% AL g
Ip=0"~40 A _ -

Power Source T onfoff=1 = 10 B sec gtk A7 =dAdAFY diclele Al=H9

Electrode Copper (1/4 of Wheel size) AFEA7192 %314 o]-\é-g_j_/u] g W3l
ST-3501 (C: i _ oL

Gap Sensor D135 (Capactance type) £ AA 0732 EYL 10078 Wiy HFE A3
Kistler 3-Component = "WH4]g AME3Y Y.

Tool dynamometer

Dynamometer Type. 9257B
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Fig.10 The comparison of dressing current data according to gap
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Fig.11 View of grinding wheel surface with tool microscope
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