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Monitoring of Grinding Wheel Wear in Surface Grinding

K.H. Ju (Graduate School, Kumoh Nat'l Univ. of Tech.), H.S. Kim (Graduate School, Kumoh Nat'l Univ.
of Tech.), S.W. Hong (Kumoh Nat'l Univ. of Tech.), C.H. Park (Korea Institute of Mach. and Metals)

ABSTRACT

This paper deals with monitoring of grinding wheel wear in surface grinding process. A laser scanning
micrometer is used to measure the circumferential shape as well as the axial shape of grinding wheel. The monitoring
system is applied to two kinds of grinding methods: plunge and traverse grinding. Through experiments, it is found
that measurement of grinding wheel wear reveals information of roughness of ground surface and the adequate
dressing time. In addition, monitoring of grinding wheel wear makes it possible to identify abnormal grinding
conditions.

Key Words : Grinding wheel wear(2E ©H%), Plunge grinding(E ¥ A @2}, Traverse grinding(E W & d4h),
Surface roughness(2H A& 7|)
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Table 1 Basic grinding conditions

Grinding wheel WASOImV

Width of wheel 20mm

Cutting speed ®240mm X 1700rpm
Table feeding speed 0.154™%

Grinding method Up-Grinding
Workpiece SCM4
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Fig. 3 Wear of grinding wheel in plunge grinding
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Fig. 7 Wear of grinding wheel in traverse grinding
process
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