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Study on Optimal Grinding Condition of Tungsten Carbide(Co 0.5%) using DOE

H. U. Kim(Mech. Eng. Dept., CHU), S. H. Jeong(Mech. Eng. Dept., CHU),
D. H. Cha, J. H. Ahn, S. S. Kim, H. J. Kim, J. H. Kim(KOPTI),

ABSTRACT

In recent years, the demands of the aspherical glass lenses increase since it is difficult to obtain the desirable

performance in the plastic lens. Glass lens is manufactured by the forming with high precision mold core. This paper

presents the analysis of optimal

grinding condition of tungsten carbide(WC, Co00.5%) using design of

experiments(DOE). The process parameters are turbin spindle, work spindle, feedrate and depth of cut. The
experiments results are evaluated by MINITAB software.
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Table. 1 Factors and levels used in experiments

Low Level(-) | High Level(+)
Turbin Spindle (rpm) 30,000 40,000
Work Spindle (rpm) 200 300
Feedrate(mm/min) 0.25 1.5
Depth of Cut(ym) 0.1 1.0
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Fig. 1 Result of surface roughness according to cutting
conditions
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Fig. 2 Pareto chart of the standardized effects
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Fig. 3 Mam effect plot for surface roughness Ra
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Fig. 4 Interaction plot for surface roughness Ra
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