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A Study on Machining Variable of Centerless Grinding using for Ferrule Machining

B. J. Park(Mech. Eng. Dept, INHA Univ.), E. S. Lee(Mech. Eng. Dept., INHA Univ.)
H. J. Choi, S. W. Lee(KITECH), S. J. Cho(CESCO, LTD)

ABSTRACT

This paper compared the surface roughness with variables before development of centerless grinding using
for ferrule machining. In this paper, theoretical surface roughness is obtained from variables such as mesh
number, rate of concentration of grinding wheel, wheel rotation of work-piece etc., and optimum condition of

machining is selected.

For satisfaction the technical side and economical side, centerless grinding using for ferrule machining should be
designed more than #600, 18.8% rate of concentration of grinding wheel, 1440rpm wheel rotation of work-piece.

Key Words : Centerless grinding (-4 912t 7]), Ferrule (¥]&), Mesh number (% i£), Rate of concentration of grinding

wheel (G4 =E9 4AE),
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2. Mechanism and Theoretical background
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(a) Photograph of optical connector
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Fig. 3 Through-feed type centerless grinding

(b) Structure of optical connector 22 HUAAI| 24P

Fig. 1 Optical connector

Fig. 2 Photograph of ferrule
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Table 1. Specification of ferrule

Item Unit | Average Standard
specification
213 mm 2,499 2.499+0.0005
3 mm 0.125 0.125+0.001
FEX pm 0.458 <14
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Fig. 4 Formative model of grinding surface roughness
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3. Simulation

ol ’goll A ol Ao Ntz 3= AE 7t
& FAQAVE HEstd FUREY YES
NEog 229 dAYgAE, 2AREY AT
T JtBRAFE 2Ys AEHNA ARG
Table 2 & M3t 3= HE 7g8 7449
At7lel 718 AFgE RoiFa o

Table 2. Specification of centerless grinding

Ttem @9 Spec.
dA4zEY AE mm 255
FFEY AF mm 2499

e m/min 2000
ZFARESY HAF rpm 20~30
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Fig. 5 Relationship between surface ronghness and rate of
concentration of grinding wheel (at rotation of
regulation wheel : 20 rpm)
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Fig. 6 Relationship between surface roughness and rate of
concentration of grinding wheel (at rotation of
regulation wheel : 30 rpm)
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Fig. 7 Relationship between surface roughness and

rotation of regulating wheel at 75(18.8%) rate of

concentration of grinding wheel
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4. Result
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