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The Behavior of Grinding Wheel Wear Using Spectrum Analysis

Eun Yi Yu*, Seung Yoon Sa*, Bong Hwan Ryu**

Ji Abstract } !
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Spectrum(F-2] o} AHIE )

Grinding System is very difficult to examine closely wear phenomenon or dynamic characterastic, because it is
very complex and different from a general cutting system. Considering automatization and precision, it is very
important to examine closely grinding system. In this study, grinding wheel surface is acquired by using computer
vision system in order to explain wear and loading phenomenon. We investigate the relationship between wear and
Fourier spectrum of acquired image, and observe the entropy variation in the process of manufacturing.
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Fig. 1 Intensity histogram of grinding wheel surface
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Fig. 2 Schematic diagram of image acquisition system
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Fig. 3 Grinding wheel surface
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Fig. 4 Grinding wheel surface image of before grinding
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Fig. 5 Grinding wheel surface image of 30 passes Grinding

Fig. 6 Fourier spectrum image of before grinding

Fig. 7 Fourier spectrum image of 30 passes grinding
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Fig. 9 Comparison of entropy and spectrum
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