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Optimal Supply of Grinding Fluid for Creepfeed Grinding
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ABSTRACT

Thermal problems of creep-feed grinding are more serious than regular grinding. So grinding fluid
supply in creep—feed grinding is very important. Grinding fluid supply quantity is not linear with
effectiveness because grinding wheel is porosity material and the grinding area is solid contact area.

In this paper, by using AE signal, optimal quantity of fluid supply was determined. And surface
characteristics of wet creep—feed grinding were analized.

Key Words : creep-feed grinding(F ¢4}), grinding fluid(Q2}-A1), optimal quantity(H 3 %),
AE(L3W%), swrface characteristic(EHEA)
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Fig.2. Surface characteristic of wet
creepfeed grinding
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Table.1l. Experimental Condition

Grinding | - Type : WA80mV
wheel + Shape © 205X 25.0X50.80
. +Main : STD 11 (1.5%X1.8%X25)
Workpiece Dummy : STD1( = )
Grinding
method Up cut & One pass
Table speed | + 0.4 m/min
Depth of cut| - 40, 80 #m
Fluid Type W2£23 10%
Flud 4 44 6,8 10 Vmin
Supply
AB  Semsonl | i deband
Type
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Fig.3 Experimental setup for optimal fluid quantity
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Fig.4 AEns variation according to fluid quantity
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Fig.5 Surface roughness according to fluid supply
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Fig.6 Critical position of grinding fluid supply
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