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ABSTRACT

This paper aims to clarify the optimum grinding condition for the electroplated diamond wheel in form grinding of Sr-ferrite.
The main conclusions obtained were as follows, (1) The flexural strength and surface roughness of forrite became the highest at
the peripheral wheel speed of 1700mymin. {20 In the case of depth of cut larger than 0.4mm, crack lavers is induced in the ground
sarface, the fracture type of chips exhibits stight ductiic mode in the de,)lh of cut smaller than 0.2mm. (3) When the depth of cuat
exceed 0.8mm. the tool life becomes extremely short due to large chipping and brackage. However, at the depth of cut Z0.050mm,

the diamond grain shows abrasive wear. (4} The flexural strength and surface roughness increases in proportion w the feed rate.
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Fig 1. Microstructures of Sr-Ferrite
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Table 1. Grinding conditions

Grinding method “Form Grinding

Grinding wheel Electroplated SD 80-P
Phripherical wheel speced iv=1100~ 2200 m/min
Grinding depth of cut D=0.05~0.6 mm

Feed Rate F=0.2~1.0 m/min
Grinding Fluid Water 10 ¢ /min
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Fig 2. Schematic view of ferrite for the grinding and

flexural test
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Fig 3. Lffects of peripheral wheel speed on flexural

strength and surface roughness
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