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ABSTRACT

Truing process is a very important process for recovering the shape of wheels worn by continuous grinding

operation. In this study, the devices, controller, and spindle for electro-discharge truing were developed, and the
electro-discharge truing method was applied to metal-bonded grinding wheels and compared with the
conventional truing method. The shapes of the grinding wheels were measured by a surface profile measurement

device. The protrusion of abrasives on the surface of the wheels was compared with the conventional

truing

method using an optic microscope measurement device. The experimental results showed that the performance
of the electro-discharge truing method, in terms of the protrusion of abrasives on the surface of the wheels and

the recovery of the shape of the worn wheels, was similar to that of the conventional truing method.
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Table 2 Specification of experimental device for
electro-discharge truing
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Table 3 Experiment condition
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2 Yo, 7|EHAFE 0.1A, 02A0E 5o Fig. 3 Measurement point of grinding wheel profile
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Fig. 4 Measured surface profile in case of
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,81,



=71 A7E 83 A, Al5d, A3

7.0

—e-Depth of cut 4pm
-m-Depth of cut 2pm
E 60
E_. 5.60
g 2 5.40
@ 524
= o
[=]
5 so 5.31 5.31
9 5.05
£ 479
3
@
g
Z 40
3.0 T
1200 1500 1800 2100
Wheel speed (rpm)
(a) Surface profile, Pa(yum)
40.0
37.68
- i:3 36.93
37.0 R
i 35.92
& 34.98
o
5 3526 3555 35.48
5 340 34.94
@
I+
Al
= -+-Depth of cut 4pm
5 31.0 -B-Depth of cut 2pm
28.0

1200 1500 1800 2100

Wheel speed (rpm)

(b) Surface profile, Py(xm)

Fig. 5 Measured surface profile in case of
reference current 0.2A
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Fig. 6 Comparison of truing time by wheel speed
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Fig. 7 Comparison of grinding wheel surface after
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Fig. 8 Comparison of surface profile about
ground surfaces of conventional and
electro-discharge truing
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