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Mechanism of Surface Roughness Improvement
by using Double mesh Wheel Grinding
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Fig. 1 Dimension of double mesh- wheel
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Double mesh wheel

Fig. 2 Experimental set-up of grinding
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Table 1. Specifications of experimental set-up
Machine Machining Center(M/C):SIRIUS-2 type
tool [HWACHEON HEAVY INDUSTRY Co., Ltd.]
Grinding | SD325P75B
wheels SD1200N70B
SD325/1200
SizNg ALO,
Workpiece | Flexural strength | 6. 9MPam'? | 4.4 MPam'”?
Hardness 1400HV(10) | 1650 HV(10)
Turing & | WA120J7V(WA stick)
Dressing WA180JTV(WA stick)
Grinding CEM, 2% dilution of water [NORITAKE CO.,
Fluid Ltd]
Measuring | Optical Dimensional Metrology Center
Instrument | [INTEK ENGINEERING Co., Ltd.}
Particle Size Analyzer(Model : Elzone 280PC)
MC818 Series Multi-Dynamometer
{ADVANCED MECHANICAL TECHNOLOGY. Inc]
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Fig. 3 Relationship between surface roughness and
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