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Fig.1 Electrodeless type electrolytic dressing mechanism
using special internal grinding wheel
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Fig.3 Photograph of experimental system
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Table 1 Experimental condition

Universal cylindrical grinding M/C (MUG27/30-22)

Copper-Resin matrix bonded type diamond wheel
(1Al type, (D)20x(W)20mm, Concentration 100,
#1200/2000/4000)

Cast iron bonded type diamond wheel (1Al type,
(D)20%(W)30mm, Concentration 100, #325)

90V/30A, Pulse on/off time 1/m(Min.)
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Machining system
Machining tool

Power supply unit

Workpiece Bearing steel ((D)45x%(d)35%(L)17mm)
SKD ((D)65x(d)40%(L)30mm)
Working fluid Conductive electrolyte (50 times soluble)

Machining condition Tool speed 6,000rpm, Workpiece speed 100rpm,
Oscillation speed 0.3m/min, Depth of cut 1~4/m/pass
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Fig.5 Comparison of machined surface roughness
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Fig.6 Comparison of mirror-shape machined workpiece
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