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ABSTRACT : Conventionally,

), Grinding ¢

grinding of stainless steel, aluminium alloy,

2] A1), Multi-porous Grooves(th7] 5 F),

‘haracteristics( A A E-24)

copper alloy, and titanum

alloy is difficult due to the mechanical properties such as low hardness, high toughness which result

in the loading of wheel and the poor surface finish.

discontinuous  grinding wheel with
grooves were formed during wheel production.
the grinding performance. It is desirable to

materials with high efficiency and uaccuracy

multi-porous  grooves was

use the discontinuous grinding wheel

In order to grind this sort of materials casily,

newly devcloped. The multi-porous

This discontinuous grinding wheel drastically increases

when grinding

which 15 1mpossible by conventional wheels.

. In this paper, the construction and manufacturing method ol grinding wheel with multi-porous
grooves are explained. The gprinding charateristics  of discontinuous  grinding  wheel was  also
Hlustrated.
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Table 1 The specification of straight type
discontinuous grinding wheels
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Fig.2 Schematic diagram of the spiral type
discontinuous grinding wheel(SPG) with
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Table 2 The specification of spiral type
discontinuous grinding wheels
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Fig.3 Photograph of the discontinuous grinding
wheel dies

b) detail view of (& (multi-porous groove)

Fig.4 Developed discontinuous grinding wheel
with multi-porous grooves
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Fig.5 Associated part of the multi-porous
grooves with grinding wheel body and poTOUS
part

al straight type
rumber of groove n @ 18
intermittent ratic 7: 0.81

b) straight type
number of groove n @ 18
intermittent ratio 7: 0.66

<) straight type d) spiral type
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Fig.6 Developed discontinuous grinding wheel
with different structure of groove

of groove n 32




Table 3 The specification of discontinuous
grinding wheels not using the die

Maximum,

}Numlx 'y J X LElfective Dividing - Tnfermittant
Svinbol nh knuth of ol .
o { wheel lenpth angle ratic
wheel ! groove ! groove Litmm) i ) a Bo-l Lo~
Lo ) L .
STGs18-8 18 l 10 031
SPGsI8-81 18 lO ~ U,M
STGsIS-61 13 4 138 066
STGs32-8) 32 5] N0

l 2mm :

c de view of B (multi-porous part)

Fig.7 Photograph of the multi-porous groove
part using coated solid lubricants styrofoam
ball

Table 4 Grinding conditions

| conventional wheel WAGOLTV (930525 + 127
i STIZ-RLY)Solid lubricany

STIS-S{LN?
! 5'1 518-Bisty mtmn)

Grinding wheel

‘ bUb304 Cu, Bl 158, Al()O()l \l\la SCHRe 39

Workpi
orkpiece 100X 50 10

. . dressing depth 20um, 10pm, 5um
Dressing condition . . .
dressing speed 60mm/min
24m/s(1800rpm)

9.0m/imin S -

Grinding speed

Table speed

Cross feed 1.25mm 2pass
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