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An Experimental Aspects on the Relationship between the Chatter Vibration and the
Wheel life in a Grinding Process

Sang-Tae Lee*, Jae-Whan Lee’, Yoon-Gyo Jung", Chae-Sil Kim™

—( Abstract AL

The chatter to raise grinding operating is reduce the precision and the quality. In this study, In reply to AE signal and
the normal force generated in the grinding operating were measured (1) the amplitude in the mathematical model of the
normal force is the form as to transform an exponential (2) the chatter growth is minus point of an exponent. (3) From
the observed wheel aspect after the chatter growth, it was to investigated the concern of the chatter growth and the wheel
life.
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Charge Amplifier
A/D Converter

Table 1 Experimental conditions

Grinding machine HGS-65A(Hwacheon Co.)
e WA100J8V, GC100J8V
Crinding wheel type | g e: § 30538 ¢ 127
Workpiece SMA5C (168L X 38W X 60H)
Grinding type Up cut grinding
Wheel speed(V) 1725rpm
Table speed(v) Smvmin, 10 m/min
Depth of cut(d) 10gm, 15¢m, 204m/pass
Tool Dynanometer Piezo type 9257B (Kistler Co.)
Charge amplifier 5019A (Kistler Co.)
A/D converter PCL-812PG (Advantech Co.)
AE sensor AS0 (Pac.)
Pre-amplifier 1220A (PAC)
AE main AE DSP-32/16 (PAC.)
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Table 2 The chatters onset time under various condition

unit: min
oldn Sm/min 10m/min
Aol WA | GC | WA | GC
10m 2.70 1.30 100 | 035
15¢m 2.00 0.40 0.34 0.15
20gm 0.78 0.30 0.10 -
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