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A Study on the Internal Grinding with High Quality
Using Interval Type Electrolytic Dressing Method
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internal grinding with mirror type high quality ground surface.
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The establishment of a practical ultra-precision grinding technique using Diamond and CBN wheels is one of the major key technolo-
gies to improve production techniques for machine-to-difficult materials without finishing process such as lapping and polishing. But the
special efficient dressing technique for ultra-fine grit type grinding wheels to stabilize the grinding ability was not developed.

Recently. electrolytic in-process dressing technique is proposed to ultra-fine grit type metal bonded diamond wheels to protrude abra-
sives continuously from the tool surface. This technology can be widely used to surface grinding and cylindrical grinding, but cannot be
used efficiently to intemal grinding because of the electrode attachment trouble,

This paper describes the effect of interval type electrolytic dressing as proposed newly to cast iron bonded diamond wheel for efficient

A& =4, Diamond Wheel(thelol 2= < 4t&l), High Quality( 2L Z4]), Interval Type Electrolytic
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Fig. 1 Mechanism of Electrolytic In-process Dressing

HEIE

Fig. 2 Diagram of Interval Type Electrolytic Dressing Method
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Fig. 4 Power Supply Unit
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Fig. 5 Initial Truing Process

Table 1 Truing and Experimental Conditions

2385 A o A B
A4 8 F4% (m/min) 600 600
FTAE(EF) 3 £& (rpm) 80 100-400
EPH s ol F £ (mm/min) 30 20-100
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Fig. 6 Experimental Process and Tool
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Fig. 7 Variation of Current According to Time Flow
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Fig. 8 Relationship between Machining Conditions and Sur-
face Roughness
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Fig. 9 Comparison of Surface Roughness

T3 ag e 2 BE % 40009 d4 AL FEHo R
ALE3E 2o QlolA ZkgH AA7|7F o RaSnm 3 =

2 et 2EA AR e 402 458 5 9
2243l

5t Ak~ 2 wloly 25} SKD, SKH 59| 7
£4% hgez e H3422 Y 40009 A4 B
£ A8 71T 438 AU71E S99 Fig 9ol 1

el it
age2RE UxE 40009 A el ofg 7aw
7= ¢ Ra7-13mmAEZ A Ee] 712H AHES

S e ¢ £ len A5 e 544943
i 743W AR HUiReR He Frethe AR

B918 4 Ao
Fig. 10l 7429 A2719) 23 dole] q2
9.

Yehd

142

HudiF el vl o T !

- BhaTyse |

Opt o

el

R | nuun- ™
I'\.Ium v ims ﬂrm

T
[ e e

N".L s u. (W o
J— ﬁuug g3 5 Hiem, 100 (AT Ting .~ -

Deauie

Bod el ima prof il o
1. W »

|
s e e

AP e

I8 kA Aoy
- [
R 047w, un
P »0sTE am
w A s

N

Fig. 10 Example of Measured Surface Roughness
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Fig. 11 Ultra Precision Ground Surface with Mirror Shape
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