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Extraordinary State Discrimination of Grinding Wheel Surface

Using Pattern Classification

E. Y. Yu', J. S Lee (Graduate School, Soongsil Univ.),
E. Y. So (Choongchung College), B. H. Ryu (Soongsil Univ.)

Abstract

The grinding plays a key role which decide the
quality of a product finally. But the grinding
process is very irregular, so it is very difficult to
analyse the process accurately.

Therefore it is very important in the aspect of
precision and automation to reduce the idle time
and to decide the proper dressing time by
visualizing.

In this study, we choose the direct method of
observation by making use of computer vision, and
apply pattern classification technique to the method
of measuring the wheel surface.

Pattern  classification technique is proper to
analyse complex surface image. We observe the
change of the wheel surface by making use of the
gray level run lengths which are representative
price in this technique.
keyword : grinding wheel(d4} 4=E), computer
vision(H5F€] B]A), gray-level run lengths(* 4%
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Power supply X-Y table

Fig.1 The schematic diagram of image acquisition

Fig.2 Grinding Wheel Surface
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Fig.3 Wheel surface image at 5
times grinding

Fig.4 Wheel surface image at 25
times grinding
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Fig.5 Wheel Surface with max. LRE
& SRE at 5 times grinding

Fig.6 Wheel surface with max.
LGRE at 15 times grinding
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