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A Study on the Improvement of Geomeric Accuracy by using

Fuzzy Algorithm in Surface Grinding
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ABSTRACT

In heavy grinding that is on of the high efflicicnt grinding method, meaningful thermal deformation is gencrated by

high temperature. So, after machining, geomeric crror gencrated od the workpicce

The most important factor on the geometric error is temperature difference between  upper layer and lower

layer(Ta). Relations between Td and grinding condition and maximum geometric error and grinding condition are

obtained by experiment. This rclations are used in fuzzy algorithm for improvement geometric accuracy.

The main results are as follows :

(1) The lincar relation belween maximum geometric error and grinding condition

is ovtained by experiment, (2) The linear relation between maximum temperature difference between upper layer and

lower layer and grinding condition is ovtained by experiment. (3) Control peth of wheel for improvernent geometric

accuracy is obtaincd by using the fuzzy algorithm.

Key words : Fuzzy algorithm, Surface grinding, Thermal deformation, Geometrin error
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Fig. 1  Profile of Ground Surface of Workpicce
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Fig. 3 Result of Ta Obtained by Simulation

and Experiment
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