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A Study on the Dressing Time of AlO3 Grinding
Wheel in Surface Grinding by Laser Beam

Kim, Hee-Nam - Kim, Dae-Wook
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ABSTRACT

This paper describes investigation of the dressing time by laser in the surface grinding
operation. Always, dressing work is done before grinding operation. And then, generates
wear and roading on the wheel by contact between the grinding wheel and the workpiece.
Together, it makes bad not only grinding performance but also ground surfaces. On these
states dressing work is needed.

On this paper contour of the wheel by He-Ne laser is measured. it has also been found
that the wheel deflection reduces the actual depth of cut and the roughness of the ground
surface.
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Table 1 Dimension of grinding wheel

Abrasive gran| Grain size | Grade | Structure | Bond
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Fig. 1 Layout of experiment system
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Fig. 2 Biock diagram of measuring system

Fig. 3 Configuration of specime
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Table 4 Working condition
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Fig. 9 Surface of the wheel (Grain WAGO)
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