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Form Grinding Characteristics of Sr Ferrite
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Sung-Chung Kim*, Jae-Woo Lee

ABSTRACT

This paper aims to clarify the effects of grinding conditions in form grinding of Sr-ferrite with the electro-
plated diamond wheel. The main conclusions obtained were as follows. (1) The flexural strength and sur-
face roughness of ferrite became the best at the peripheral wheel speed of 1700 m/min. (2) In the case of
the depth of cut larger than 0.4mm, crack layers is induced in the ground surface, and the fracture type of
chips exhibits slight ductile mode in the depth of cut smaller than 0.2mm. (3) When the depth of cut
exceeds 0.6mm, the wheel life becomes extremely severe due to the large chipping and brackage in the dia-
mond grains. However, at the depth of cut <0.05mm, the diamond grain shows abrasive wear. (4) The
decrease of flexural strength and the increase of surface roughness is in proportion to the increase of the
feed rate. (5) Most effective nozzle setting angles with various delivery conditions of the grinding fluid,
such as nozzle position @, flow rate Q, etc., were made clear.

Key Words : Sr ferrite(# 2l0]E). Form grinding($¥ <94}, grinding condition(H2k&31),
Wheel life(5254%), Grinding fluid (3 4}H)
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Fig. 2 Schematic view of ferrite for the grinding and
flexural test (unit : mm)

Table 1 Grinding conditions
Grinding method
Grinding wheel
Peripheral wheel speed, V

Form grinding, Up-cut
Electroplated SD 80-P
1100~2200 m/min

Wheel depth of cut, D 0.05~0.6 mm
Feed rate, F 0.2~1.0 m/min
Grinding fluid Water

Flow rate, Q
Nozzle orifice crosssection

8, 15, 22 ¢ /min
Diameter = 10 mm
0° , horizontal, 90°
20, 407, 60°

Nozzle setting angle, @,

Nozzle poisition, @
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Fig. 3 Setting form of fluid nozzle
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