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Basic Construction of Rule-Base for Grinding Trouble-shooting

Jackyung Lee*, Gunhoi Kim**, Jibok Song***

‘l Abstract I

Cognition and control of grinding trouble occurring during the grinding process are classified into 4 quantilative knowlk-
edge which depends on experimental data and qualitalive knowledge which relies on skilful engineers. Grinding opera-
tions include a larpe mumber of functoinal parameters, since there are several ways of coping with grinding trouble, One is
the qualitative method which depends on empirical knowledge utilizing the skilfisl experts from the workshop, the other is
the quantitative method which utilizes the experimental data obtained by a sensor. But, (hey are 2]l difficult to accomplish
from (he grinding trouble-shooting system. The reason is that grinding roubles are not easily controlled in the quantitatve
method, and thetefore, trouble-shooting has mainly relied on the knowledge of skilful engincets. Thus, there is an mpor-
tant issue of how a grinding trouble-shooting systemn can be designed and what knowledge is utilized among the large
amount of grinding trouble information. In this paper, basic strategy to develop the grinding database of mle-hased model,
which is strongly depended upon experience and intuition, is described.
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Fig. 1 Relationship of Grinding Trouble Among Cutting
Conditions
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Fig. 3 Relationship of Grinding Trouble Among Grinding
Wheel
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Fig. 4 Relationship of Grinding Trouble Related to Grinding
Operations
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Fig. 7 Weight Value by AHF for Chatter Vibration
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Fig. B Basic Concept of “If - Then" Production Rule for

Machining Conditions
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Fig. 9 Basic Concept of “If - Then" Production Rule for
Grinding Wheel
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Fig. 13 Weight Value for the Surface Roughness
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