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-Study on high efficiency grinding of titanium alloy
with internal coolant supply-
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Fig. 1.1 GDP trends of the world and G20 countries®
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Fig. 1.3 Prediction of world air cargo predicted by Boeing®
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Fig. 1.8 Comparison of conventional turbofan engine and GTF”
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Fig. 1.11 Loading and glazing of grinding wheel
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Fig. 2.1 Grinding wheel

Fig. 2.2 Micrograph of grinding wheel
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Fig. 2.3 Grinding wheel

Fig. 2.4 Micrograph of grinding wheel
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Table2.1 Characteristics of WA abrasive grains and GC abrasive grains

WA ik GC iz
ESRAL S R BN EINEN R | MEETH Y Fe LT
WY AR
[ Sn %) Al,O; 99.0%LA 1 SiC  99.0% L4
A& REMW, AEWM ATV | BEAS4E, ESEE,
2
Fek&Em~0 | L. HY. UIEOEEICL-T
A HES £ 0 RBELLT
s (HK) 1700~2200 2500~3200

23 Rvvov vy

FRHIINTAZ BT, BRAEANE OIRNCTERGRZZ 2 M L TN TR E 2R FF T2 2 &N E
BHThD. 2 TIHRRAEIRERIZL > THOSN LEHSOHEIINTIC k> TR o A
ZIENBELL Rolcme, U0 < FORAEEmOMEICEESE L THEE Y LEGAIC R
Ly vy 7 %79 O M 25 13RI KLy U ZIER SN TRETHLHEA KL v
NThHD. AL, K26 7T FLyBEES 2L, EBRONEEEZRET D7
DELMDFEREIT O BMTE 22 ITRTMITEEC TR L vy U 2T, BRAEEOR
BEIZF U ORRE AT -7, Rl v v rZo7ra s 5 NIRRT,

Table 2.2 Dressing condition

Grinding velocity Vs m/s 20
Feed rate \%i mm/s 500
Depth of cut (Total) Mm 0.18
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Fig. 2.5 Dresser

Fig. 2.6 Dressing JIG
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Fig. 2.7 Piping arrangement
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Fig. 2.8 Developed device utilizing through-spindle system

r Flow of grinding fluid ﬂ

Fig. 2.9 Diagrammatic illustration of developed device utilizing through-spindle system
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Qa0 220 230 2;0 250
Fig. 2.10 Flanges
Flow of grinding fluid
Fig. 2.11 Cross-section of vitrified grinding wheel with flanges
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(S45C) D44 W/(m-K) L DK DLE /NS WNZ &0, HFEIINTIZB W TUIAICKE W
WA ZFT DRRRLEIN NS EHIFIZ T3 2 720 2 EBOMHIED A LT <, LA
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B A X D HFENE RS 2 WA T CF & B4 2T LT84 OB HE %
A L7

32 FE U AEDHME
ARG TR L= F ¥ A& OM B2 % 3.19R . ARMFZECliafnzetgo . v B
ZTh ELSFHAEINTWD Ti-6AI-4V Z kI & Li-.

Table 3.1 Material properties of titanium alloy (Ti-6Al-4V)®

Fa8E® TMIIA % 27/ NAFOS ]
Ti-6AI-4V

BRR(C) 1540~1650 ‘ 660 1530 1400~1427 1305 1083
#E(g/em 3) 4.42 2.70 7.86 8.03 8.92 8.93
YT Eket/m2)  11.55x10° ‘ 7.05x10° | 19.60x10°  20.32x10°  20.86x10°  11.90x10’
/R 0.018 0.487 0.145 0.039 0.031 0.923
(cal/em "/sec/°C/cm)

te#8(cal/g/C) 0.13 ‘ 0.21 0.11 0.12 0.09 0.09

FIINRTIICTF X UEEDOREL LT, BN THD Z ERBYBERN/ NI N &
YU TREBPNSN ENRFETOND. FIMOEEE LT, FERMETH D 2 & M EEREM:
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Fig. 3.1 Dimensions of work piece

3.3.2 BTk
& 32 IS 2T, M 2 T % B4 Ti-6Al-4V & L, WFHIEBEG J7 15138 A AT
IR LS 36 K U@ DA 2 XV b OWFRIRALS 2 V. 72, 1Ra OfEEHEZ WA fRA
& GCHEADEFE 418 Y ORI THIAIEEBEO 25 ic X - T, IR, Wk, BrES 7T,
FmL S, BRI & Vo TN TR 2 FRGE L 72
Table 3.2  Grinding condition

Type of coolant supply External, Internal

Tool WA vitrified GC vitrified
bonded Bonded

Grinding velocity \ m/s 20

Feed rate \ mm/min 500

Depth of cut D mm 0.02

Grinding fluid Emulsion

Amount of coolant supply Qrotal L/min 10

Grinding method Down

Material of work piece Ti-6Al-4V
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Work piece

b=

Fig. 3.3 Experimental setup
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B 5. BYFHTEY fHF 78 EIA 2 0 T3 2 BR O WFEI T 2 1 E L7z,

O3 R » 7 A (KISTLER5407A) %/ L CF ¥ — 3 A —# (KISTLER 5015A)
ICEEHE STV DL R B3 ICENIRE, £ 34 0T v — Y A =X O L ER~T. BIFFOH T,
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Table 3.3  Specification of standard dynamometer

Specification 9129AA
Calibration Calibrated
Measuring range Fx Fy Fz kN 110
Sensitivity FxFy PC/N =8

Fz pC/N ~-4.1

fnx fny kHz ~3.5
Natural frequency

Fnz kHz ~4.5
Operating temperature range °C 0..70
Length mm ~90
Width mm ~105
Height mm ~32
Connection Fischer 9 pol. Neg.

welded/epoxy (IP67)With
Sealing connecting cable Types 1687B5,
1689B5
Mass kg 3.2
Table 3.4 Specification of charge meter

Specification Type 5015A00X0

Model 19" rack module
Adjustment with serial interface RS-232C
Measuring range pC +2...£2200000
Frequency range kHz =0...200

Output signal \Y +10...42
Accuracy % <#3

Supply 115/230 VAC switch able
Operating temperature range °C 0..50

Mass Kg 2.3

Connection BNC neg. Output: BNC neg.
Width Mm 105.3

Height Mm 142

Depth Mm 253.2
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Table 3.5 Measurement condition

Dynamometer 9129AA (KISTLER)
Charge meter 5015A (KISTLER)
Data logger NR-2000 (KEYENCE)
Data acquisition software Wave shot! 2000 (KEYENCE)
Sampling time msec/point 1

Fx pC/N -8.103
Sensitivity Fy pC/N -4.135

Fz pC/N -8.065
Range NO 2000

FFEINTIXREA O S OUN N TERE SN D72, BT - BV 2L 2 CONTRHE
(ZHIFEIBE R BN OBRER AT DL EnH D, ZNLOBREIINTOREICL-T
B D0, A OMHEBEFEMCM &Mk, ML 52 570, REREEZED LS
2B SOOI FHANEEE T, WFEIZAOFEEZ W NTHNEI T 2 20N EHE & 70 5 70,

Z 2 CARMFIE TIEHEHIM O B A2 ARAMRBEHRES ClE T2 Z LI kY, I LEER
DEDIRIN Y I X O EiiE 2 JE L7z,

B 3.4 |ZEBEEOBMSX 2R3 AU v MRICIUA R Z BT 72 FEE Y 7125087 % 1
O AHT THFEIIN T 247V, 2 O i S0 0 £ 1w % ARIMER R IR LR (FILR SC620 series)
WX HIE Lz, ek, #BR A EMAICIE KEYENCE BA X 7 L — 0P-96929 %X 3.5 » X
AT L, R EMOKSEEZ 094 D—EEE L.

Infrared thermograph .

camera
Emissivity 0.94

KEYENCE
0OP-96929

Fig. 3.4 Experimental setup to measurement temperature
Fig. 3.5 Schematic of black spray
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BREIIN T CIETER TS, BRKIASEERET 5 & 2 I8, BT L#ICH LW Eh Al ©
HOHMKZAET D, BRI N OREEITAME X TEB) L, ZAUTENIFEDIN Tl & #1221k
LT M2 F128E, BEOEARTHHIUHIINTIZENTY, L ERE CEmah#Ek
INTEAMEZ 72> TWAD B, 2 2 THRA OREAPHEI RO Z(IC L > TED X 5 2
E R~ RIF TG~

[ 3.6 |2 FEBRSIHER, X 3.7 | FEBRERE OIS & 7759, BREIRF I T 43 1208 12 mm,
£X500mm Thsd. S 420 mm OFRER & B IEHIERD 1772 & & 80 mm DR %
WARTHEL, AHET 500 mm & 1 /52 EFT2MEINTAITY, [FFHS 3 5B 3
(KISTLER 9129AA) % FHVMIFHI ) 2 I E L 72

N

Workpiece (Ti-4Al-6V)

Fig. 3.7 Experimental setup to measurement grinding force
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ARFFETIE, 3D EI A (KISTLER 9129AA) Z AWWINT A Z2HIE L=, X 3.8 (TR d
Lo RBGRHEE Y 7 AW TEIRIZEE L, SMBl~y =27 ¥ TINT % RET
. HEHIM O TEOSHED, EAET ORI A 12mm, BHEITR G0 ) ORISR
AF500mm OEHETH 5. HEITEORE S 420 mm OWHEIM LB FHCER Y TR &
80 mm DHLHIM & A X CEEE L, BhiFHIEY HT 72 8HIA 2 0 T3 2 B O WF IR ST & 1 E
L.

3.3.3 EBRHER
3.3.3.1 BEHIEHKE
[ 3.8 12 GC REA THNID / R b BRI A ety U 7= BE D AR BRHELEE 32 FI VT T
AERORPERI & 2 OO REIRE L BROBIGRE 7T, AFRICEVTRIDs T 70
—RE VRO E 0N TR B R & L Hc oW T L.
10 15 20 25

||||||||I||||||| Time [S]

Fig. 3.8 Thermal image and transition of peak temperature
(GC vitrified bonded, External)
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¥ 3.81%, GCHEAZMHL, MK/ R BAFEIRIHE DEBREFIT B ThH 5. A
DOFEFEN WA BRA & GC A D 2 S, BFHINRBSA LD A WA HIR RS & S 7 v
DIFEIR BRSO 2 &t DFF 4 SAEIZ OV THFHIEERE 0.1m & AFHIEERE 50m (100 73 R) Dy
EREEZZNENE LD LOEX 3.9 ITRT.
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Max temperature [°C]

R

DN
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Grinding length [m]
Fig. 3.9 Maximum temperature on back surface of specimen at 1 pass and 100 passes

ZDT T T7InBAy D L O ISHFEIBRBED WS, SFEIR O G T iEOEWIZEB N T
A OFEFADEWICIB W TS Femii IR E BNV G0, L LD HAFHIERE
NE L T2 o R E R O BHE FIEOEWIC L D Z2RIZA LRV, G CHEADITV
SWMEZRL TS, ZHuE, GCHRADIRRINT ¥ o E5a0FEIICB W TH S S E
TR EmWVITHIMERR 2kt L THRE LD EEZ b5,

F7, A NIFEEEAR OBEAPED R I TR0, ZHUEREIE L2 X 512 2 0 Ek
IZB WL FHOREBRIKE M U272, ITARICAHFEIE N & 2 RERHE LA NAFEITTR
AR DBNMENRIECTE oL THEHEEZ LS.

Lor L7223 o, ik SRS i 2 A HI D BR1X, SR, v B IFHINR 2 4532
SA M TS0 R EIE AR SN W ERTRIND 2D, ZOX 5 RIGEICE
WU, eSS T A HFEIG 2 3646 C & DA NAFHIRBEG O 5 2%, m W imEIRh 3 2 %
HI&oZ enrAang.

3.3.3.2 #FHIABIERE R

A OFEREN WA BEA & GC EA 0D 2 Zefh, RIFBIR MG i A3 i PRI Al Ae & 430
J R BFEIEHSE O 2 SE D EF 4 M SV CHIYIEERES 50m (100 /%2) ¥ TOE
N h e OEEIK 3.10 £ [K 3.11 ICFNEIRT.
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Fig. 3.10 Tangential grinding forces

180 — ] Extermaiwa

60

7 b
160 Internal WA T J\Lﬂt‘
140 | B ExternalGc o V‘\C
- T
120 | [} mternar e f WA
100 r 2

60 f =1 L‘ ~f',"—r3:i-""}r_:ré

A

Normal grinding force [N]

0 10 20 30 40 50
Grinding length [m]

Fig. 3.11 Normal grinding forces
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ENTNDZ T 7R T LIS, ENT, BHHENENIZENT WA A Z A L
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F 72 GC A DA, HHIROBAEITFIEDOBE NN L BT, E00 L850, Bk
MWELZ2->THIFERUEZRLTVS. F0TROISICONTHIRENEEIL TE
DEFEI 2 53 ke w=1555 70/ 53 I OMERH 2. 0 DIETHERS LA O F VT OB
THIFER CHHIERETH D Z ENE 2D ™.

WARKA DT T 72BN, WHEIEEEED 5 mig x5 72 NS K& RIETEOEE RN L SN 5
2, ZAUTS 1 O XA TRICHMZ LD CTRAVE —%24 L CIRARTEBE LT, &
TOBSHIRRENRE LT THDL EEZLND.

3.3.3.3 WHIBEIER R

BT OFEREAY WA A & GC A D 2 Fel, BFHITRAAS 15D A NBFHIR RS & ST
J R SHFEIEARE D 2 S DFF 4 SISOV THFRIEEEEA 25m (50 #$Z), 50m
(100 /X R) & L7=HEOWFEI 2 X 3.12 127~

REIEEIE, WFENC K0 BRZE L 72 HIM OB 2 A BEFEO BRI A R L TR b D,
BRI, MEA O THREZ T2 —oDfEIE L L UEH SR, ZOMEBRKEWIELE,
RN Z oL S D, UIVIARESED, EM, #FHIEZ & ORFHIRERE Db
X, FICHEHIM TH > THIANRBIET HMRITZD > T 272Dtk b E D 5. Lo
T, BADOHREE T 5 ECHRREIELE 725 ™.

RE, BRABROREE, Us— R EEARE 4 CNC JIER~Y F = v 7
—> 7 HVIEFRICHIE LTz,

-
.

fad
[=]
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L}

G External. WA

® Internal. WA
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L=

m External, GC

m lnternal, GO

Grinding ratio

Grinding ratio

-
(=]

T~

25 50

Grinding length [m]
Fig. 3.12 Grinding ratio at 50 passes and 100 passes
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WL W T HAFEIE DG TTHE DBV L5 ZRIT A LN, L LA S G Cik
FEAMH L7256 OWFHIIE, WARSH 26 L725a O & T 15 fFU LD RE 7
HZRLTWD 2 ENbND. GCIlADELEIE, WHHIEEEENE < 72> THmWIHHI L OfE
TZED D Z L, MOHHHIPEREZ R LT T2 Z &b nsd. Ziud, HHEinTd,
REAINZHERA O HAER DSV DRINICHEESNIZ D THDH LB BND.

3334 REH IBERR

BT OFEEEAS WA BE6 & GC R 0D 2 4ok, BREIT AL i A ik PRIk e & M50
B HI G O 2 E DR 4 o> T, BREIEEEES 0.1m & 50m (100 /$2) o
FHHE 2K 313 1R

6 2 External, WA
2 Internal, WA
® External, GC
8 Internal, GC

Surface roughness Ra [pm]

Grinding length [m]

Fig. 3.13 Surface roughness at 1pass and 100 passes

FEE I TOMAIN e SI2 A BN A I T.OEREELC, @ OE e SI2A LA T.O R
eI &, BE B TEMIZA ELEET T D, TOMLEHDONEZRD H /8T A—4 L
LC, REH SIZIEF ICEEREROO L O TH D, REH S, #edlks, TH, TIEM,
IS 7e & OB LT 5. W TIXEIEIIN T & el 32 L BREEEITS 503, M
NEL Bt EFEAE SRS, O O ST T atEE © B, HFEIT I E A
HOH IRt K&, PHIFMOM I MRt/ <. 207, Wl O S %
U DB, BFEIFIANCEA OB S AEY B ohd 2 N2, Bl A R moun
MNP LEIZESE SN Z & TEMRIND. LrL, EE0CEER NG, L/ Eos
ICEVERGEORENILEND OZ ERbho TN,

AW TIE, fbgtCREEIC X 0 IR O R EAH & Ra OREEIT > 7. filgt=URE
HBIE, REHSOPEFEO S - & bREMRBOTH L. JIERKEZ MO R > T-# Tl
2V, ZoOMME RS L CERERRTLH. REMIOREICIE, Y haflo/NEREH
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SHIER SJ-210 2 Mo, LE OB 2 X 3.14 (. MIEST ML, WA E A O
e Uiz, ek, sBRA o, PR, fmePROPEE SEREL, €D HHRRE RN
M % PR T2 2 Rl i & 7%

Fig. 3.14  Surface roughness measuring device

[X13.137> HAFHIERBES VG S, 4RI D TR EZ2EWE RO N TEME S 1 uml
DIEZE R LTS, BFEEOBE HIEICB O THRERERAZ L. L LARRD
FHIEEEEN E < 7o o 72358, GCREA O i AWARES L 0 EFHH I 28E D K& 2%
~LTe.

AU, GCREA DR L TR 70 <, 28 L7 RRRI N2 < 5% 0 4L D ORRRLIC X
DINTEAHE &, TOBEPERESINZLOTHD EEZLND. 2 O MM ik
THITIE, RUy v 7 OBECHHIGECIRADIEEELAEX D VWolc TRET S
VERHDLEEZD.

3.3.3.5 FREEILIRIER F

TS OFEEED WA A & GC A D 2 eftk,  WFHITRAAS LD IR A A BFEIR ARG & S50
J RNV AFHIEIERS 0 2 SeF DFE 4 SRV T, BFEIEEREAS 0.1m & 50m (100 /¥
) ORI ORERER %K 3.15 12T,
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Fig. 3.15 Residual stress at 1 pass and 100 passes

ARFFETIE, VAT v 7SRO R — 2 7 A X S FE RS EE B n-X360 %
AWT, BT EOFRIS 12 0E Uiz, 72k, MHEITm ORI 12 1E L. #3612
HESAE, X 3.16 ([CEEOIMEZRT. FREIS L cosa iEIC LV RDT-. Rtk X 1T V-
Koz L, AESRMFITEEL 30KV, EFEKLImA &L, HEMIZ25 THIELE.
AP A—=ZFEE L mm ObOE MW, JEOR R — L oV irliEEHnw e —2
Az ROFEM LT,

Table 3.6 Residual stress measurement parameters (Ti-6Al-4V)

Characteristic X-ray V-Ka
Tube voltage kv 30
Tube current mA 1

Y angle deg. 25
Collimator Mm 1
Fixed time Sec 120
Young’s modulus MPa 115700
Poisson’s ratio 0.321
Diffraction angle deg. 140.077
Work piece Ti-6Al-4V
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Fig. 3.16 p-X360

3.15 2R K S ITHFHINR OB TIEDEWIZ L 5 2R IT R o, GC RRAIZE
WA EEBE D& M B & MG T M OFREIS I T WD Z E b,
UL, WA ORRRIIZ R GC ORRKIORE X134 1.5 505 2 (5 < 7, IRk—>—> D
ZHENKEVOT, K317 DLy ay hE—=2 7 Ok EFALLOME O% 6725
L, BRI ORI M E 22 LN ST 42 2 & CHEMICANER LB XD
nas,
F72, GC A DOLAHFHIBERENE < 725 LA O BAERIC LV &R i E25 3 2 ks
DERCHIHN 5 2 5 T2 DIFHIEBEN EWIGE L0 BRI N BRE< kb B2 bh
5.

[ . > Q‘ 5 J/
Plastic deformation laye >
(EELH =) Plastic deformation layer
(EB1EZERE)

Fig. 3.17 Schematic of shot peening
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3.4 GCHERAZAWEIALRIR ST L 5 s

33 CER L7k 5 ICF# v e a T 2454, FHHIEOMRG TEOBEOC X 572513
HTE RSN, BRAICOWTIE GC RGOS L 0 i O HFNIVERER S % = & 235D
St Lo TARBEIZEWTIE, GCREA &M LYBAZIES 2 8L S®F ¥ L &4 O Y|
RN R S 5B A AR LT

34.1 EBFHIE

X 3.18 |2 SEBREE O 2 oR~3. BEEBT O THES> 130 12 mm, £ X 100 mm TH 5.
100 mm % 1 /NA &3 DWFEIIN L2 AT O IRRHCAFEIRGT S N L EmiRE A E Lz, o
7232 3T \THFHISRM 2T, URARIRE 2 %, BFHIREAA D7 15T NAFEIE G B L OF
BE DI ) VDB OBFHIIRIEAS 12 DUV THFEIIN T 24T bl U7z

Grinding Wheel
5 ‘ Work piece

Dynamometer

P4

Thermograph camera

Fig. 3.18 Experimental setup to measurement temperature

Table 3.7  Grinding conditions

Type of coolant supply External, Internal

Type of grinding wheel GC Vitrified Bonded

Grinding velocity \Y m/s 20

Feed rate \Y mm/min 500

Depth of cut b o 0.02,0.03,0.04,0.05,0.06
0.07,0.08,0.10,0.12,0.20

Grinding fluid Emulsion

Amount of coolant supply Qrotal L/min 10

Grinding method Down

Material of work piece Ti-6Al-4V
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3.4.2 EEHER
3.19 I2EH T, 3.20 12 T oOMIERE R A2 RT.

Tangential grinding force [N]

Normal grinding force [N]

120

100

80

60

40

20

120

100

80

60

40

20

0.02 0.03 004 0.05 006 0.07 0.08 010 0.12 0.20
Depth of cut [mm]

Fig. 3.19 Tangential grinding force
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Fig. 3.20 Normal grinding force
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[X] 3.21~[X] 3.30 |ZARFMER RS 214 F VTN A 2B o0 2 R 2 E L 7= i a2 R,
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Fig. 3.21 Max temperature on workpiece back surface (d = 0.02 mm)
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Fig. 3.22 Max temperature on workpiece back surface (d = 0.03 mm)
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Fig. 3.23 Max temperature on workpiece back surface (d = 0.04 mm)
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Fig. 3.24 Max temperature on workpiece back surface (d = 0.05 mm)
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Fig. 3.25 Max temperature on workpiece back surface (d = 0.06 mm)
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Fig. 3.26 Max temperature on workpiece back surface (d = 0.07 mm)
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Fig. 3.27 Max temperature on workpiece back surface (d = 0.08 mm)
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Fig. 3.28 Max temperature on workpiece back surface (d = 0.10 mm)
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Fig. 3.29 Max temperature on workpiece back surface (d = 0.12 mm)
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Fig. 3.30 Max temperature on workpiece back surface (d = 0.20 mm)
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Fig. 3.31 Effect of grinding wheel structure on max temperature on workpiece back surface
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Fig. 3.32 Effect of grinding wheel structure on residual stress
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Fig. 3.33 Effect of grinding wheel structure on surface roughness
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T2 THR O SR ERED N R Do T EBEZBND.

3.5 GC #&A & A\ A HI Bl X 5 ik
Z I TIE, GC kA & MWD UA L & 0.02mm,  JEAEFR G ) 238 < fie K YA 7
0.06mm (2O CHFHIEREE A (b S B 7256 O F % A O Rt~ D5 B %4 1~
%.

3.5.1 EBFEE
FEERFIEICOWTIE, 3.3.2 TRk U7 [AEE D EBR 71TV, INT4EIE#E 3.8 1oR7T.

Table 3.8  Grinding conditions

Type of coolant supply External , Internal
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Type of grinding wheel GC Vitrified Bonded

Grinding velocity \Y m/s 20

Feed rate \Y mm/min 500

Depth of cut D mm 0.02,0.06

Grinding fluid Emulsion type

Amount of coolant supply Qrotal L/min 10

Grinding method Down

Material of work piece Ti-6Al-4V
3.5.2 EBRHER

3.34 ([T O &, X335 ITHHIM OBRERETT. i, YNAZIRS 0.06 mm
TiE, AR A K D WFENE IR 2 OFHIEEEE 10 m CTHEA2MESR U, B NIRRT
WFHIPERE 35 m TRANIEAE L.

0.7
=~ 06 === e e
£
é 05 p-----------mmmmmm e ---- =¢=External, d=0.02mm -
g Y Y A = (R == Internal, d=0.02 mm B
‘§ ' === External, d=0.06 mm
§ 03 ----fr-----fimmmmm ={F=Internal, d=0.06 mm ~
e
S 02 frmom e
o
[9)
B 01 [f-formmmm e p——————— -

0

0 10 20 30 40 50 60
Grinding length [m]

Fig. 3.34 Effect of coolant supply on decrease of grinding wheel radius
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4.0

35 foc —o—External, d=0.02 mm
30 booeeeoeo S —&-Internal, d=0.02 mm
os Lo =O—External, d=0.06 mm

={=Internal, d=0.06 mm
20 p-mmmmmmmm e e e e o

15 e e -
10 frmmmm o -
05 |- ™ e oo
0.0

Reduction value [mm]

0 10 20 30 40 50 60
Grinding length [m]

Fig. 3.35 Effect of coolant supply on total removal depth of workpiece

UHAZE S 0.02mm (22T, W OWFHREE FIEIC B W TS IRA R O & &
BHIA DR ERICRE 22T bRV, ZHUIHIEIE A RS 10 Lmin THSTH Y,
UBAAZE S A 0.02mm & #fIMENE < WEFETH D720, W bR O 230
TARITEh AT DI, B O &, AN DFRER & BITKRERENRHL LR T,

YBAAZE S 0.06 mm CTIXAFHIEEEE 20 m T, M A X D HFHIRE G O R 8
DR 0.442 mm &AL NBFEIAERS 0 0.165 mm (L E B LT b Z & vbas
ST2. E BITHHIM OB R B AFEIEERE 20m T, AME . 20 X DRI 0.737 mm
& A NBFEIE ARG @ 0.950 mm (2t~ E < o Te. ZHUFYULAAE S 0.06 mm TiEsh
5 AT K DR HERS 23R A NAFHITR G 12 < D SRR Lo, #RHIES
BRELLEDZEERL TS, UHARGES 0.06 mm TlrEEMEIE 2 ULAZZE X 0.02mm O
e BEREL 720, AN T K 2 BFEINR ARG T ol TR 453 22 AR HE A3 i Aa & 41T
WRNWZ ERba D, BRANIFEIE S CIREAME S N L CTH, A OWNED DAY
e 2 N TS E AT D720, AME . A X B ARSI RS 0 2 sRA ARSI A3 AE
T&T.

ZIT, AR OBD R EYHIM OBREEN SHFEILE RO D AFEIEIEIHFEIC L0
BrZE U7 9HIA O IR FE 2 AR A BEFEORFE Chr L Toked 5. M 3.36 ICUBAATE S 0.02mm &
0.06 mm DOHFHIIN T % L 7=BRORFEIE %2 7R~
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= =Internal, d=0.06 mm

40
30
20
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0

Grinding ratio
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Fig. 3.36  Effect of coolant supply on grinding ratio

UHAZES 0.02 mm TIFACA PO & & PEHIM OBRERICK E REN 2o T2 7o O
HIBERE 5 m 2B &, BFEIEIC b K& R3EIT e o 7. UHBARIEE 0.06 mm TIFAMNE 2 X
F D WFHNRMEAE 1T < & A NBFHTRBERS OBFEI LD K& < Zp o7z, A NAFEIR RS Tk
AR OB BN/ NE L, BHIMOBREBENDRKE WD Z0 X 5 fERIC /R o7z,

FIEWTHOMHNRMFE HIE TS, UHAAES 0.02mm (2 < 5 GHAALE S 0.06 mm [ I
HILEME R L7z, ZHUE, UHAARRS ZRELS T LIRBLCD 0D BM NP RKRELRDLHTZD,
RLOBE Z G TR LT RDL7TDIEEEXLND. Fiz, WHAIT L 288 OHFHI
B~ ERETH D0 P, FL2UEEOHHIIIINS N2 Enbnd. 22T, B
Hlbb a2 m B 572012, RRLORFENEZR TG ELZEL T5, @OMEREES
BERE, RWEEERRE A L OISR 2 T 272 EOMRNEZ HND.

KNADESF1% K 3.37,8 53 1% K 3.38 IR T . UHAAEE 0.06 mm Ti, #MEB/ A
(2 X DOFHIR AR S B HI EEEE 10m CREA 2SR L, Ba NIFHIR AERS CIIrHIEERE 35 m T
HRFEAE LT,
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Fig. 3.37 Tangential grinding force
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Fig. 3.38 Normal grinding force

W ORETHIHIFEBREN R < 722 & —EDOMHILITE SN TW O35 . AFH]
FEREDELWRFIIACA S R Ly v ZEA TUNRDA B, DF D HFEIRGL /NS WDy, of
HIEEREDN R < 72 212204, BINUBRDNE < 72 0 FHIT S N9~ 5. Las LR o A AEA
(2 K0 BFHIFERBEDS 5 m (I SRR EFIRBIC R D £ B2 6D, L LELHAES
DHEINT 2 & FHRFLA ZEE T EFIREBIZ R > THIRMLARE L eo Tz,

WEIEAG TIEIZOWTHERTH &, UHAZES 0.02mm TIERE2ET A bk
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7o ZAUTMFHIE BRG &% 10 Limin T+ CTh Y, UHAALEEI 2N 0.02 mm & #EililE 2 & <
RWEHTH DD, WIS IR OS2I T ISR T O KR E RN B DR
MolobDEEZLND. UHARES 0.06 mm TiX, MR/ A L DAFH RIS T O]
BEHORERA NAFHTE AR IS K BIRNA KR E K leo 7. #EMIE DR WEHAZEEES 0.06 mm
T, WFHIE 2 I TR EAE UG © & DA BRI G < B, M X K D AFH]
WEHHS IR D ) EL B TE WAoo B2 bND. ZORHIEFICHAEERNME
T, BFHHEBLA K E <IN TV, IRaBEIC >R > 7.

H-3F Y OFHIZ IXBRMEREIEZ W e, i HCLERG9E,  FefEasris, B #ig i
SLERIHT 2705, WK~y FICK DB, WmERRr @B mitds s LUSH LA~
TabATHRNT 2 HEREDFET D ORFTH, RN DEEMICOY T, A
<HOWBN TV D BEEE R EE V-, IREIZIE~A 7 1 Aa—7 (Keyence tH#, 5
ZN<A 7 Aa—7 VHX-1000, L AfEH(3100) ZHWe. £70, it HWRa %
BETHEODOY 7 %K 339 18T, B, ZOVZICED B HIR—h 2 HIC AT R
TAHZENTE, MLAEORAREOZLZ LD EFECBETHZ LN TE S, K339
BWT, #AZ—EFMICHNT D T=0IliZdEbE b3 —#H%2 B CTHATRL TN,

Lens barrel @

Fig. 3.39 JIG for photographing grinding wheel

[X] 3.40~[X] 3.43 |ZHFHIHLHL 2 HE T 2B OMFEIIN TIZBWT, L% OMBAE R ZRT .
HCHOLNEITNIE D S FICKDESEVE D ER L, X—t Ly FTELEZEEIZHBEAN
DODHSFE Y OEEGEZRT. 728, YHAARES 0.06 mm TiX, M/ Az X 2 HrH|
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WRHEARE DS IFEIEEEE 10 m CREA MR U, A NS AERS CIRmr s FEEE 35 m TR 3
AL

(a) After grinding 25 m (b) After grinding 50 m
Fig. 3.40 Surface of grinding wheel (External, d=0.02 mm)

(a) After grinding 25 m (b) After grinding 50 m
Fig. 3.41 Surface of grinding wheel (Internal, d=0.02 mm)
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(a) After grinding 10 m
Fig. 3.42 Surface of grinding wheel (External, d=0.06 mm)

(a) After grinding 25 m (b) After grinding 35 m
Fig. 3.43 Surface of grinding wheel (Internal, d=0.06 mm)

FPUHAAEE 0.02mm (IZOWCEHT 5. BEfE Y OFISIZWFHIEERE 50 m TREA AT
UGS 29% TH D, AN AT K D HFHIEBERS D 16.9%IZ -~/ NS 7efl & e o7z, iR
WNES DN DAFHIR 2 462 2 & T < F2RAICHEH L, BEFE Y ZETE V15 Z
ERbnD. YHAZGES 0.06 mm TOBANTFEIEIGE TIE, BHAZIES 0.02 mm 2 < 5
HEEEVIZLTWAEHDOD, B X X HRFEIHRE L 0 /NSl & 7o 7=,

[ 3.44 IZUBAATEE 0.02mm, [X] 3.45 BIIAAIE S 0.06 mm OHFHIZ M C OIS T ORIE
FERZRT. 2B, UHARES 0.06 mm TiX, FMER/ RV X 2 RIS SRS EEEE 10 m
TREA MR U, BT PNAIFEIR ARG C I mmE B 35 m TR RA LTz,
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m External m Intenal
100 fomm e

Residual stress [MPa]

-120
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Grinding length [m]

Fig. 3.44 Effect of coolant supply on residual stress (d=0.02 mm)

m External = Internal

Residual stress [MPa)

0.5 35
Grinding length [m]

Fig. 3.45 Effect of coolant supply on residual stress(d=0.06 mm)

FTX 344 OUNAABGEES 0.02mm IZF H T 5. W NLOMFEIRES 51k TS
JEME & 7e o7, WFHNRIERG FIEICE B2 &, AFHEIBREEIC B o & 3 8 NAFHIE A 0 7
DINES ) ZNAZ X DWFHNR ARG & 0 JEREERBEIC IR E < leoTo. MR, Az X D HFHI
TR 12 A~ NIF IR AR O JEREFR A IS ) D3N3 2 B2/ & U CHFEIRE D15 53 1538
MTDZENEBEZLND. EWMLEESCLVINTEREEZH LS L, BEERSED
Z L CINTEREBICEREERICN ZERIETnD B OND.

WIZIX] 3.45 DUHAZIES 0.06 mm (25 H T 5. UHAAES 0.02mm Ok & X870, of
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HIEEEEAS N3 2 L ARG IS RIS S e, [X13.37, [X3.38 X0, BFHIHKHTITARE]E
BE0.5m & 0 BAFHIEEEE 50m DS AR E V. T O DIEIIN TR F % A&+ 5
REEIESE, BYUSHICK VRIS REIRIZESWZEDEBZ b,

WTNOULAZES, WFHIBEEET S, A NIFEIRALRE O 5 385 7 A X 2 WFEITTE
HARIC K BAREMRBIG IR E L o Taizd, BEISHOBSENLT 5 &, Ay
WRBHRE D3NE , A XA FHNRBEEIC < HRF X U AEeORFEICE L TV 5.

3.46 IZHHAAIREE 0.02mm, X 3.47 [ZHHAZE X 0.06 mm OAFEIIN TR O B EH 4
SORERERE T .

7

6 ______________________________________
. m External ® Internal

Surface roughness Ra [pm]

Grinding length [m]

Fig. 3.46 Effect of coolant supply on surface roughness(d=0.02 mm)
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Surface roughness Ra [pm]
()]

Grinding length [m]

Fig. 3.47 Effect of coolant supply on surface roughness (d=0.06 mm)

WTHNOYBARES T, WFHIBEREOBEINC R, REH I DN REL 2oz, AFHIERHEED
BOERL, FLy v JEZ TERAOUINKN L, BERREHEI Lo L LEFHI
FEEESEEINT 2 &, BAREIZEFEEVSCE ZIER, BOSNUBAELD. 2O DEkiOY)
AVR2ME T L, R S &N,
FEWTNOUNALIES T, WFEIFEREA 05m O & X TREHA S ICKRE RE T RhoTz. 2
UL R Ly VU TEBTHRADUNEN LIS BOEVRHE ZIEN, BOSNWDRHEVAELT
W Te bl EEZ LD

36 £&®

F & B A NI BERS & S8 20 DOBFEIR LS 1 K D AFHIIN T2 B8V TR
AOFERE, WHHIEREE, UNAZIRSIC X DHERZITV, HHHIERDL, RIS, REHS, &
S, MLAEROREEZEL, LLFOREZGZ.

(1) GC A1 WA AN L ABFFRFE SIS N & SEINBRD REFTH 5.
(2) AFHIERREEDN BT AU O RECHT BV IR T IAIC & D WFRIRRE O W 3R & 72 2
oz, L UAFHIBERER & < 72D & WA BRf 2 AV 2355 IR EE 28 157 L7278

GC A & W BT HIEEE 2N 7 L e o 7e.

(3) GC kA DIE, WIS TIEIC X 2 ERHIRBE R TOEWTR 6N eho T,
F£72, GCHEAIT WA Ay & EEA~BFHHREIV NS S ZE LTEHHHINFRETH 5.
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(4) F& o EEL W LT2FEo GC A OMFHIELIL WA B OBFFILE D 15 5 Th > 7-.
Fu o EEEEIT 556 WA BRA XD GCREA DA LT 5.

(5) GC f&A1X, FEMFRREEISSIMFAE L. £7o WA AT W TIE, MRS HIES
WFEIEEBELZ B0 b FEIIRFREIC ) A3 H A Lz, E72 GC iAW\ THEA PRI
5 DIT DN AT & D WFHIE G IZ EE SR & WIEMIR RIS g4 L.

(6) GC A DHFHIINTIZFBW T, HHHHRTUIMHIEERE S R < 70D & & BIZ L7508, #f
HIBEEE S mARED O EFIRE L 70D, F T UNARIR S O RICHEOBIHIERSTE E5-4
2.

(7) GC A DHHINTIZBWT, H-SF 0 (IAFHIEEEE & DA IR SEINCENEL 72D
2, A NBFEIRAERS TSNS 7, Ac HRTY Y < 228 Micdkti L, BoF
D EEETE TWDZ LD,

(8) GC #&A OHFHINNTAZ I T, I T S i ORI UHA R S NPV RE < e 0,
MRS, FRCE D) L BERBERR S 5 Z E bbb o7z,

(9) GC #A OBFHIN TAZ BT, FRIEINE, YHARGE S OB PR ERIC BT 5
A, HHAAE X 0.07 mm 0 HIEES I K v 5RIZR 5.
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4 =
A NSRS 2 v T
FH LSO EMINT

411X C®HIZ

izeggre o NI oF 2 e — v T L— R EH STV, oAb
faffolcTF ¥ oGl — vy 7 L— REWFEIIN T CH: BiF 288, MrElikZite+2 2 X
NV EBEIM BT T D 2 &, BRARmICHAET 5 ERE SR OBtk 2 BLA2h =i 72 i ]
REE DR CH D Z LR E 72> T D, BFEIEZ N TS~ R R T 5 = v b
J AN 20— ) AN EOFIENRSH LD, WIS HiE O TR EEO SO RN
D BT OANTIEIRN.

M OF % o E/ITK LT, ANNEITE LS & AN T X 2 WFEIE RS 1 3o THiF
HIONCA2ATVy, I LR OMFAIE R RIETRELPA LT 22 2 A E L. 22T
IZR100D M, (WU & o B4k UMFAIE BEAE 1B AME BT L &~ KIE TR B OV Tl
Rz, Flr—AAZT 4 — L U CEBIERANTEIRIGSIC CARImZRF>% —e 7
L— RIERZHIY, RS EEEEZFRE L.

4.2 RBRA OE

B 4.1-% 4.2 |2 ZOFEBRTHWZRBRA O EL AT, #HBITE S 3 mm, 428 100 mm
O L AR CTH D, MEIFXT X o AEDT TIKL A& T\D Ti-6Al-4V Z#H L
TWa, INTEOSEE, 8 12mm OEE TH 5. F72NTE OB ZITOIEIII TIZTHID
72 LTI,

%
T U U
g =3
n 0 N
100

Fig. 4.1 Dimensions of concave shape specimen
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Fig. 4.2 Dimensions of convex shape specimen

4.3 EBRRITIE

F A1 \THFEISE 2R3, BFEIRBERS 7 15 1R NAFEIR 4G 36 L OBl s oo /2 2 v
22 ORI 2 Wz, 3 CIREEMEI 21T o 72728 ) AT L RO A TH LA
DRI Z e TE Tz, L~y =r 7 2N THEE 2458,
ANEFELTLE D EX 43 O X ITHEIRZ I TR TE <72 5. ZDizbih
BIERER A I3 LTI 4.4 1R L 912 7 RO A2 X AWFHIRBEEIZ OV T H
R, T RO AT TR OERICRET 5 & TFHOBNNH 5 72O FICERE L
7.

BHAZE S 13 0.06 mm, 3250 3#EE 500 mm/min AR & LTI LWk L e o TN 5.

Table 4.1 Grinding condition

Type of coolant supply External, Internal
Tool GC vitrified bonded
Grinding velocity \ m/s 20

Feed rate v mm/min 500

Depth of cut d mm 0.06
Grinding fluid Emulsion
Amount of coolant supply Qrotal L/min 10
Grinding method Down
Material of work piece Ti-6Al-4V
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Grinding wheel Nozzle

L

Lack of coolant

Y

Workpiece

Fig. 4.3 Problems of nozzle

Coolant nozzle

Grinding wheel

nl"é

Fig. 4.4 Outer nozzles setting

B 4.5 \TIZFEBREE OIS ZR~T. AUy MRICHEA R Z BT ZFEE Y 7 ISR 2500
R TR L 24TV, 2 O L AR D £ A 7RIV BCREE R (FILR SC620 series) (2 &
DHEIE L7, 7ok, BB EMICIE KEYENCE BA X7 L — OP-96929 Z i L, BRA &
RO £ % 0.94 DT & L=,
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Workpiece

[
Grinding wheel A

Thermograph camera

Fig. 4.5 Experimental set up for temperature measurement

4.4 EBAEFR

X 4.6 [N THEHOREM S 2737, WTFNOSRMETH ARG O R EH S 231
EL BT ootz BEH S OV ANIFEIEHHG IC L 2R e UL 5 &
WFRIERER ATl 10%, (WRERER A TIE 1 A0 2 ZLITK L 20%, 7 KD 2 ZLITH L 9%
HEnmEL. AT AvERAWELGAERE, NIMNEIZLEDZHL DXL O RKRE )N
ST, ZHUT ) ANALEREE S TWD 720, FEICH > TAEIZ X0 BFEIK O B &
NE LT EEZLND.
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(a) Concave surface
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(b) Convex surface
Fig. 4.6 Effect of machining surface curvature and coolant supply on surface roughness
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B 4.7 \ZHEAIB B CHIE L e s E 2 m 3. (R ICER T 5 &, AN X
N RWTESE, TR AT , RV ONLEDSIN TR & =R B B TOIRE b
A NAFEIE RS & RZE72 0. L LN TR CIE 2 AN T A Z A TR T2 8
BhRM72BHNTE T, BENEF LTS, K46 OIZLHT LI, 488 Az H
WeGE, ZOREBIZLY, LK TRIGES IO THENKREL 2o TWnD. L
SUSADEFT~H %L D ) RV TN D T2 DI T IS B TE 2RO &I1X
ANVIARZEH UL D B0, BCANHIRESE K D IRES ER Lz, #a NIFEK
A DBE, WHELRT THIEEENME T LTV DR, ZiUuI—F0 A 7 &l o/l
FROWHIE DB VAN TNDLTOTHDH. ) AT RKEFEH LKL, BES—FE<
ot T KD ) ANETHHEIAEIZENTWS b Tidie <, BAICHSICmaTng
72O LRI TX DHENR DO BN D72 inoToiob izt E 2 b b,
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Fig. 4.7 Effect of machining surface curvature and coolant supply

on maximum temperature on the back surface of specimen

X 4.8 [ZMAREER T O T &89, AN AVERWZSE, / AVORKIZE 6T
FFEIBET 235 E L T D olext L, K 4.7 TIREREN /R SN - NFEIR 054, #F
HIBE O 34 U, —J7, MAERER FCiL, 8L X 0 HIREME S AFEIEE VW3
DEETHR NI 5T,
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(a) Internal (b) External, 1 nozzle (c)External, 7nozzles

Fig. 4.8 Machined surface of convex workpiece

PR L AL CIR IS N E B O —2 & LT, EMTEOEDEEDOEN EIF5ND.
EDHE FISRAPLOBEEE CH Y, dhim EOFEMTROEY #HEE, T HERO M
FOD DT TR, M TIEEL 25, A LoD A 500mm/mink DA,
FEIM T ORE Y B XA 2N 364 mm/min, 173 800 mm/min TH 5.

Z T, FEMTAEOEYFHEEN 500mm/imin & 725 X5, AaH.Lo%E Y EEZ 697mm/min
&L, BB I TTREOM X LR A IE L.

4.9 IZHHIM R S Z27n 3. A NIFHIIRES G O R S VNS < e D Z & bhb.
BV AT LCIE, 500 mm/min ORFAL I N/NE L 2D 2 ERDND. TIUTED #HEN
ANEUME D DSHALIRE R Y 72 0 ICHI Y D TR NS W2 Th D

410 ITED & I THHIM R ORmiRE 27T, LEMOEERRE LA 28k 21
1%, YIARRIS ZEZ DDA DERHEZ /NS TR HELRE L, EVEEEK
LT LHHIEIIA R E K R D DICIREME T2 01%, TAEMZRE O MBREHE 3 < 72
LD THDHESOI TS 8. KRIEBRIZIE DT HIFENRIFE I L BT, FIMT A%
HENEWHEMLEER T L TWAORLND. ZIUIEAJEEE EOIARESI N —ETH D
rty, ARFEBRIZBIT 2250 R, #aEHEEICHAIEFIT/NI VNG, KD #HEDEWZ X
DESDOENL, 1FEAERN. ZO7dEN 1 ERAEEREDORIC L > TEE AT
NE—BIIFUCTHDEE, BILE 2T A OBERENMI &, I AT B L
BENEATS. 18- T, K47 THEE MWL CIREEIZZED A U-EHIE, WL 735200
THROEVEENMENZDTHDEEZLND.
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Fig. 4.9 Effect of feed rate and coolant supply method on surface roughness
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Fig. 4.10 Effect of feed rate on maximum temperature on the back surface of specimen
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4.5 LA & D g
£ 42 \RT I TP BT 2 M FhFEI s & S ars e 4 i+ 5 .

Table 4.2 Grinding condition

Type of coolant supply Internal

Type of grinding wheel GC vitrified bonded
Grinding velocity \ m/s 20

Feed rate v mm/min 500

Depth of cut d mm 0.06
Grinding fluid Emulsion
Amount of coolant supply Qrotal L/min 10
Grinding method Down
Material of work piece Ti-6Al-4V

B 3.27 |[ZR T EAZ &Y 0.06 mm CHREA PIAFHITE BES OWFHINEEE & X 4.10 (2R3 F20NEA
KV f 25 500 DGE OWFHRREE 2 Hlg L7254, (hitHl 056 O 503, WHERREE S @ o
WD, YhHAZED 0.06 nmTOHEAINE 31X, MimfFEl, FEifFEl< i 1.810 mm, 2.122
m & 72 %, BEARIE S N RVEEHIREO A, FHRENMELS /e TWAH Z ER3bhs.
T, HEMIMR SDBRWIEO NIV RERBAJELFFOZ LI 5D, Ll BiCHEAlE
INKENT LI K DEANHIBSE OBEIR N RE VWO TH L EEZHND.

4.6 IEANHFERESHE D Z — v 7 L— FIGR~DE A
46.11XC®IC

r—ARALT 4 — & UCHEBICERANFEIRSS IC CRRim 2 >4 —v 7 L — NE
WEEIY, AL ETFEHS EREZRE L. T AVE T ARER LR E T sk
TH—E T L— NBR~OF RN H D DN ERGEET 5.

4.6.2 B OWE
Fig. 411 ([Z3BR A & 2 ORI IR A =T, MEHIT % 64 Ti-6Al-4V T, 6 SOihiHE %
FFOIR & LTz,
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Fig. 4.11 Photograph of workpiece and its shape

4.6.3 EBRFIE

F A3 WIS 2R, = RIVINL LERE8cst LT, EEIX 7 A0 7 Xic
X DANERHERS, FEBIINEBHLAS TSI B L7z, i LB ICHBAZRIE S 0.06 mm DAY
D ZATVY, ZDRICA/R—=T7 T 7 M 1pass {To72. BCAIFLE®D HRFEHEIY TAD AL

B LT T INEREK & L.

4,12 |2 BRI E AR T

Table 4.3  Grinding condition

Type of coolant supply External, Internal
Type of grinding wheel GC vitrified bonded
Grinding velocity \Y m/s 20

Feed rate v mm/min 500

Depth of cut d mm 0.06
Grinding fluid Emulsion
Amount of coolant supply Qrotal L/min 10
Grinding method Down
Material of work piece Ti-6AIl-4V
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Workpiece
Grinding wheel

Fig. 4.12 Experimental setup

T ORER F OFRAERET A7 DI ] 3D A% v FH =R el E# 4 X 4.13 125
9. FOROMEREIT 0.1 pm, HIER 10 um TH 5.

Fig. 4.13 scanner type three-dimensional measuring machine

4.6.4 EERAEF

B 414 (IR S 2T, ARG O S 1Z 7 KD 7 A2 LIcEa s
T 56% A L1z, 7 KD ) ANEFERLIZGAFEL 2 b RELSEFEIHOROKE XL
STHINKRELLEH L TWDLORDNS. X415 (/oI T, X 4.16 (ISR T
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9. X415 @IITHFEIBE T IR o e o728, (b) TITATHEIGE T 2 MR8 L7z, [ 4.16
T b [FEERIC (@) TITAFHIBE T IZ R B e o722y, (b) TIEMFAIGE T 2l L7z, M Az
& 2 WFHITHE AR |2 Lo~ BRI AS 13000 TR s SRS W A e S Tz iz 72
EBEZADLND. BEARPHIREAGOIMTIERN £ >3 <RDITK L, MR W2 X DK
I TIINES 7 L—Z —TRIRDIEDR & D D01 5.

3
E @ Internal ~ m7 external nozzles
=25
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& B 0 R R B 7
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i 111
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Fig. 4.14 Surface roughness

(a) Internal (b) External, 7nozzles
Fig. 4.15 Machined surface of the workpiece on its back
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(a) Internal (b) External, 7nozzles

Fig. 4.16 Machined surface of the workpiece on its front

[ 4.17 1T 3D R % ¥ F A = YRoeHER Ty Lo SVl 2 =3, IR L CAH L &
FEEEDN NS WEFT THEREBORBRAITITR WA BRRMMAH D Z Enbirolz. X418
(R NAFHIRBERS, X1 4.19 (ZHNEE 7 AUz L 2 BRI AR C oo in T i oo 5+ 3 2 R
T T =X IEREETH L0, ZOROBMTRARRMMBRELTWNEIHDEEZDL
5.

Fig. 4.17 Workpiece photographed with a three-dimensional measuring machine
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Fig. 4.18 Point group data of workpiece shape (Internal)
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20 1
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Fig. 4.19 Point group data of workpiece shape (External)

ZZTRHAIY 7 P ECHREEHCA L= 7 24TH 2 & Tl LM THrmX 2455 2
EMTE S, X 4.20 IZHEANAFEIE IS, X 4.20 124N 7 AT & 2 8FEIR G 0 o
AR AW R 2 3. N LRTOWEER & ERbGbE 5 2 & THRTOERITHI S
AVIZIER T MR E R DD . A NIFEIR AR TITFEE T 0.143mm, £ KT 0.188 mm,
N 7 AT K DB AR CIE T 0.119 mm, KT 0.198mm Hil 50T 5.

Hi T OO VAR 7 1A bR 25 B AR A EITR AR 23 2 R K 2 WFEIR G 1t~ T
BTR0.02mm KEWZ ERbhotz., LD Z b HEHm AR > —e 7L —F
AR LTh, IRA IR NG IZ &V 2RGICHTAK 2 e T &, R S LTI
FECEBN M T 2EBTE D Z LR ENT-.

Max. 0.188 mm
~ Ave. 0.143 mm

Fig. 4.20 Cross-sectional shape of workpiece (Internal)
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Max. 0.198 mm
AVC. 0.119 mm

Fig. 4.21 Cross-sectional shape of workpiece (External)
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Rzllv, LLTORRERE.

(1) A NIFENEESE 2 W28 0 FEH 1L, ME TIE—ARD 7 A2~ 10%,
YT TIE L ARD 7 RV 20%, 7 ARD 7 RV K 9% L T-.

(2) AN AvCiE, BREIN THISI T A~OMEENELT 5720, HREER T o9 H|]
WA B e e VLS T A AR BN D& D TN ) ANVIZ K D68 K0 Ik< 72 -
7.

(3) MR & MIFERER i O W HIM B R S IR DOZEIXFENM TR OE Y HEDE W LS. &
INTEE 0 EHE R E W N EE MR 2o 7z,

(4) FEIMT RO FHEIMENREER T CTld Ao L 63, S5 Az L 540k
HINRBERS CIMFEIBET 23384 LT-

(5) A NAFENEHER DM SI1X 7 A ) VB L7858~ T 56%J8 LT=.
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5 =
MBI TRF DB ERIC XL 5
BB T1DOFH

511X C®IC

BYRERDOMNTF & AT OEIIN TR, S I UIHIZARE 3 5 7o T HEEFEN
L, TEHEMPELS 2D Z ENLEHIM & ShTng 8,

BRI SIS BOR S D REE, P07 IRE, MHEERENE, MHEVEZR SRk & T RsED © 5,
P F75RE D1 EIITER SR E A~ O EMEIREIS IO ERE 2 Th 5 8. 57 L3R m I
WAL Ty 7 PERT S ZETEUSLN, RENEMOFERIS 040 L Tuhiut s
7 v 7 OEREMHIT S 2 ENTE, WHBEN N L35, 20k), —EIciEya v
N == 7 EO% TR LY EMERIS B3 M5 &b, 22T, L RFmTicisn
TGN Z EMECT 5 Z LN TENE, BIRBREL D o0& N A AT hE
725, Fi, BFEHINTICBWTE, IMTEFZEYICERET 5 2 & TIEMER IS &5
TEXHZERHLINTWVND B, LN LT H B4l SR THREITSSENARA LS
T, FRUSHEVEFREDNME T T 5 & Vo o BEN AT S, e ﬂ3%:fbki
HNZHBHABRLEE 23 0.07 mm LA EDO S CTHEBIGNDBEIRE 72070, FREIG ) ORAEITITR
T SHBNER L BWERO 2 5083 H 5. Mﬂ%%é@*%@#éﬁ&f%%ﬁbwbk
Vo oA ZEE & AR LR & E VLIS D53 T OWRBENUHE D 7270~ b I AT 5 B
BRTHD. T OERITEHEAE 5 OIFHI G2 20 S T2 OFEREIS 11O TR K
#Z /D, F 2 CAE TIIAREREZ W CIEE F BT & 320 LK 3.34 OfE TR &t
W22 & THHIGRMIIC L 2RBIEN 2 TFHT 22 L2 BET 5. REAFETITES
BERIC L 28BSO T EIT- 7.

5.2 fEATIRRRR KL OB RERE

BRI AT 2 WBEBLRIIIER ICHMECTH 5. MIRISAER OS5 CIE LI LIX
BEAR & RN D . BEERDONEROETCIS I D5 AIE, Mo TRk +2 2 L3 T
50, T BEMARTR M EAREMFOLE 2RV T, TR Z K 2 OVIEF I K
Thob. ZOZELiFarta—FEfiosHTHLRILTHD.

MLDOY I alb—rarbid, MTIZHWD T, B, SR, 7, (b5
TR —=PHBHIAER T D B0 EIR 2, X 5.1 O X 512V < O 0sr %
flfio TR L, ZNEZTEDOFED FTTHRS Z L TMLTne A2 BT 52 & Th b ®.

ARREFIEIL, MATEIICHE S 2 & D38 Uiy FRR o dn (UUig 2 BUERIC S 5 Hiko—
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DO ThDH. kRO R/ NMEKICE L, £/
FEIR LT X P ) B C Al 7 I R A &2 VW 2 3 5 b 4
KOMMEE 2 LT 2 HNTE 5. BT OX5 &7 D ik
Z, ZATERCMATEH D WIENHER R E oo T8 | 12454
LCHET L HETHD. Alh, 5217 T X912, f#
Mt Sy (R (RLGEIR) 2 A TRIE O ERIT 8l L, KHEHRICD
WTCHIPE R AR L, 2D 2 2ER IO W TERE
PELHETHD. 2O OFERITHMARERE LT D
DT, Mo > TZBRICER N ED X 9 RIBIERT 5
ONFa L Ea—F CHBICHAET LI ENTES. 29
LTER LEER SN EAGLEL 2 LICLY, HEE
ROBEWGI i 72 & DM TR A LT2IR DTN FHR T
5. BROBIFHEEBEOLELH LM, HEITE-
T FEIC LR 20835, L LEIZRY b D
ZEIZEDY TRV ARERIEL W HOAHOBKIZZ Z
MERTND., FRERMTIETIE, TNENEHMESR,
WEER, YUy RERLMEIND. ZNENOERE,
SHEBEONE T, B (V=) EFHEND RO Y
ELTERBINS. 52 IZAIREZOEHEEZRT.
ITAR, A PREE AT IR E WO i 7 & DA
DISIRITCEMNT IS SN T, EBiL, o)k
It oEG R, Fl2X, BVRE, B, TRARE
72 EOHTIC BRI S TW 5D, ABFZE T, AR R
HriZix ABAQUS % v /=,

AT R
(E#ER)

THREEREYT ARaHER
* Mewton D Y 7532 =
Schradinger A7 2=
hAoPYEnEER
HERAHR
CEmAEER
- Mavier-Stokes FF 320

“

SROEE (2 l—iaETIL)
CEFILAHAL
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-
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Fig. 5.1 Simulation process

- o 7 A..4.7°

Node Point mesh Line mesh Surface mesh

A

Solid mesh

Fig. 5.2 Finite element and node
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BB, WIRNEROIREE &L BB 2T 2ECTh 5. BYREMITIZ, WIEN
S OIRE AT DIRERIZEA LT DAk 2 IEE B BMR BT CRT T 5.

BMREIZ LV BDMED D D0 5MENOTEDOME (X,y,2) OEEREZ BT 2R
ET=TXY, I FTOLIITEES.

53107 T & 910, BIENOEEOME (Xy,2) I[C—URFRZRdx, dy, dz THD
MNEFEREERD.

] ) s
(d2). *=—H | (do.).
- _E[

L
;"r,; ey
Alx yv.z2) - .

Fig. 5.3 Thermal conduction in an element

COHEBIZEDNTHALTZD, NS TREDR D 720 71U, Z O OEEX AT 5.
£, BANFHHETE, BEMETTS. £, x FAORDFTHEAIZOWT, IR dt
DONIAMAEZ L 0 i ABCD ([@fE dydz) 859> TERBITHMAT HEAEIL, 7—V =D
BRI,

aT
(dQ)in = —A—dydzdt (5.1)

F£72, | ABCD £V x HFWNZ dx 72BN - ALE 2 & D1l EFGH (EAE dydz) 75
T o EEIT

or 09 /0T
(r

(dQ)our = = [Am—+ - %) dx] dydzdt (5.2)

LIzio T, HFROBGIZLY, B ORICH/NESE ABCDEFGH PIZHT £ 2 #A& 13
RO K7D,
d (. 0T
Xt (A0 — (0w = 5- (A5 ) dxdydadt (53)

[FRRIC, Y BXOZ FmiZ
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y: (de)in - (de)Out = 8a_y (Ag—;) dxdydzdt (5.4)
2t @0~ (AQ,)oue = oo (1 5]) dxdydzdt (55)
z\ 0z
Z 2 C, FEfE dt B2 RFE ABCDEFGH Wit AT 28 Y, RORUTR 5.
[%0%%%%%9*%0%”””” (5.6)
—J7, W dt B2 FE ABCDEFGH WRAET 28 E T, kOt 5.
qodxdydz (5.7)

&5z, K(5.5) & X(5.6)03AFE ABCDEFGH (12h1x HALAFER, PHEHC = RV — A4
L, WENEFTS. ZORE EFICRT HEENO = 3L F—HIIEIIR O X 5 I0E
ERTLENTXS.

pcdTdxdydz (5.8)
ZZT, @+b)=(c)ThHr7=, ROXEHGS.
i(xa—T) +i(7\a—T) +i(7\a—T) rqo=pc T (5.9)
dx \ 0x dy\ dy/ 0z\ 0z at
T : & (Temperature) [°C]
A o BMRESR (Thermal conductivity) — [W/(m « K)]
Qo : WIRPHE B R [W/m?]
p  EIE (Density) [kg/m?]
c : H# (Specific heat) [J/ (kg * K)]
t B (Time) [s]

—fRENCBMREC B TR IR EE A H 0, T SR 2 R - o KR R
FIERE R L 25, L LR s, BHEREORKETIX, b OREKRFEITIE
WINSWZ EH %L, 22 CREHOZOEHET L. IOICMRERICLREFERS S
N, T TIRESME LEBAICOWVWTERD. S5IT, WEBRED 2, qo=0 DEFAIC
1%, BMRERIEO A AR AO L S 1272 5.

0T\ 0 [ 3T\ 0 ;. 0T oT
Moz (o) * @(A@) +5 05 = (5.10)

UL EOBYRERIE Oy HERUE, ERME THIUIEREZ 5% 5 2 & TiF<
ZEMTED. IEEFEMETHIUL, FERFMEOIZINRNE 5252 & THRS Z L
NTE5., FRFREERS ZEICIVIBELT=TXY, ,)2RDDLZENTED.
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5.3 Z\JREREE D E Y

FEEAIS 1 ORNT 247 5 _ECEIR OB 2 B BRE T 2 L ER S D, AW THEE
BEEDEF AR 5.4 (RT. BHENC &2 BRI HEIC RS L, 510 R0 R S 0% L
RS LT, SHABROBEN AT b0 L IUEL, TAEMONREIE b4 B St
BURAT 21T - 7= . YNARIES d & BEAR D=5 mm & GHAGIE S /7 b M0 & X 25K
WIS, 155 ICHRALES L HAWIE S ORIGE 7. BUROKE SR =AIROMK
B, FOD A BRLE X & U CIT 217 - 7-.

Feed

Heat source
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X

Fig. 5.4 Model of moving heat source
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Fig. 5.5 Contact ark length

BN GR S (IS AR & E IO TR ED . A AL 20m/s , 55 7713X 321
f Rz Lz, X 5.6 (Z ZATIRBIRGRE M OWER (REmos) oflzrd.
HERIE) A 131X 5.4 D Qma, NI I3 RN S 2R L TR Y, WFHIZRIEIC & - TR
FED ZMJARD T2 D R AR Y 7R ST IE TH 5 72 OHFHISRMFIC L b
TETHD.
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Fig. 5.6 Grinding energy
5.4 fEMTET IV & WEAE

5.7 [CHREFEET V&R, HIHITMIC 20 mm, 1E 12 mm, JEE 3 mm OB &
MEL, 6 mEERADR/NY A X% 05mm & Lz, FEBRTIEIHHEI A 100 mm OFRER A
AAE U 7o M B TR R RIS 2 D 720, HlillR S K0+ R S TICRE
BRI NL D12 20mm & L. Himdd 8610, EHRHUT 9496 ThDH. KELIHMRE
FET VOB AR

Moving heat source

Fig. 5.7 FEM model
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Table 5.1 Material properties of FEM model

Mass density kg/m? 4420
Linear expansion coefficient K- 8.8x10°
Thermal conductivity J((m + K) 7.56
Specific heat Ji(kg * K) 543
Material of work piece Ti-6AI-4V

X 0 K2 24T O T ORI TR T O v v VR E EH TII A BEKRGE L
HOEME Lz, BERGEZEZE LT IO BRI % X 5.882 7~

©
Q
<
w
172}
e
»
o
=
= e
200 a4 T=20C + T=100°C o T=300°C
x T=500°C o T=700°C x T=900°C
o s I 'l 1
0.00 0.05 0.10 0.15 0.20 0.25

True plastic strain
Fig. 5.8 Stress-strain diagram of Ti-6Al-4V

5.5 BIAEI G DORIE

PRI ) & AT R0 B & S I HINEEE 2 4 & BT DM EN b 5. TSR
L7 BRI 5.9 1R Lz K 5 I2ieh, 810 <F°, BREIE L BT ICIA S D28, R
RICHA S D B2 R 5 2 & T X0 RSHER IR E 235 T X 5 9. BRAEIA ric
£ 5T 5.3 B CHH L 7= BB IATERE AT 5 /A & LTz
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Grinding Wheel Nozzle

Ti-6Al-4V
{iotal = (w + qs + {ch + qr

Fig. 5.9 Heat transfer in grinding

5.5.1 HFHI IR EE R E EBR

X 5.8 (Z/R L7218 0 IR EFICPEOBRIR ST TS 5. RIS IR S 2 8 2 78 158
B ZLIC R o TRAET D, TOIDIEME/ IR IS 215 2 (IR e 72 10 B AT 23 0285 C
b5, T 2 CIEENGER A BT IR 0O IA A EI S O EE A2 I E L, MEATIE & b3 5 2
& CEGRAEIS Z[FE LTz,

5.5.2 Il B

A & TAEY & OF PRI W CHFHINGREE & F200 - 2 5 HIG iE1E, BV 0O IAZED
BIE QRN CIEME— D HETH 5. Z OBEMEDALEL, TIEMONEICEES %
DAL, RO UIHIRHCBEE R Z TR S ¥ 25 2 & CREGEZRHT 2 HIETHH 9.
BxP L L, By 7 2R L M D BREGE  E CIRE EN BRI AR S L 5B 2 FIH
L72bDThD. 2HEDO R 58BN L0 PARIE 28R L, —HFOBRZE L Tho#: R
e —TE DRI RS & B2 I OIREZET 3 L2 B & 34 U R E AL D .

IR E—Ry 7R THDH. Lo T, BIEROBEENZRET HZ LT 2 mfORE
ZENRETE D, BT 2 HEHEES SV, B ETRERICERIND. LY —HD—
TEDIREE RO R % FEHER R L 0\, B F 7 13EHIRR & Bkt SV CHREDIREICR TN S.
BERFERER ORI L DN L bR TTEEZ/ NS TE 5720, [T, &g OHl
ENFRETH 5 . BEXI 2T 2 48R OMAEbEITZ5H %03, JISC 1602 THRFARME
DR EEN TN D, KERTIE, BEGOTTHEROZFHINTWD K BIEE 2 H
W K BRBGESHT IS 7 m A v, — AN T L AV THRERR SV BVGEXRT O Z LT, BUEE
PR E BEFENERTH D Z &5 TEMITHET LoV, BEICH X 2285 IR
J¥ 1000°C, Jn#EAfE FFREE 1200°C, {KiE T % -200°CHLE £ CE A ATHET, 1000°CLL F T &
<HWbS 9,
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5.5.3 AR OBIE

€ 5.10 I Z DFEBRTHWIZRER T O~HEEZTRT. 2KOFZ oG8 TETHHOEES
TR IoAToREE L Uiz, 18 100 mm, #JE 5 mm OF X E4I2E 2 mm, ES 2 mm D
EERIT o, T OWICENVE AL, BEVHEESER (25778 COM-G52) TEVEXI DL
%ﬁ%@%m;%héio Imbt ZUEE X 40mm FREE & CHE % I T e & R
LTW5., &6 ’%@’f%@f: /) /I/ﬁH SRkt Ulo. WIS & 72 2 Yif 2>
51lmm$TOoEIN5 L] EBEt A RO ZEF T 7=, F =R BRI A5 50 mm DAL

(2 & B I £ CH IS éﬂié EC, MTROREZEHENECED LT L.

X 5.11 ([ZHUE L 7= OB E &R
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Fig. 5.10 Dimensions of work piece

Fig. 5.11 Photograph of work piece

5.12 (T BB A OB, £ B2 1ZZORMEERT. —RICEDI TV D =R F
FHESH| OBVEEET 0.16~0.20 W/ (m - K) DTS 72 SABFSE T L 7= B2 511 4.220
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W/(m-K) & mWEMRER AT 5. mOAMREROBEERZHEH L-HMIL, M ThHD
FH# e L BERIMOBOEDY FERREICT 5720 ThH S, MEHH CEYRE R D 2N
REWE, IMERDs TEXBMAESE T SR> TLEY, ¥YIal—va
VIEEDRBENKRELIRDIENRH 5.

_(‘-6

' B3 ¥

Fig.5.12 Photograph of adhesive

Table 5.2 Mechanical property of adhesive

Thermal conductivity W/(m - K) 4.220

Adhesive strength N/mm? 1.3

Dielectric loss tangent 10%Hz 0.0171

Operating temperature range °C -40~300
5.5.4 ZERTIE

X 5.13 |2 EBREEE 2R3, EVERHNEIT — % v — (KEYENCENR-600) ~##fc L, AL
DR 2 JE Uiz, IREEEFH ==y FTH 2D NR-THO8 1% T > /LD FHANZ kI
LTWAH0D, 7Y ZEM 100ms LBV Z 45 RIOFERIZILE S 72\, 0720,
AENFOTHFHII== > h NR-ST04 Z FHCTH > 7V 7 W Ims TRIEZIT-72. T —X
1 — DR EEZ K 5.3 1TRT.
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Grinding
Wheel

Ti-6Al-4V

Fig.5.13 Experimental setup

Table 5.3 Data logger conditions

Data logger NR-600
Channel socket NR-ST04
Resolution 16 bit
Sampling cycle 1ms
In put range +50mV

2 5.4 ([ZEBRSKMERT. AN IE & AN 2 A X A0FElE G o 2 FE5E T
a2 1T o702, 1ElO8ALEZ 0.01lmm & L C108AM LA L CHELEZ LI=D0b, K
ULAD CTREX NI S, BEEBENNNE SN2 2D E TN LA2iT-o7=.
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Table 5.4  Grinding conditions

Type of coolant supply External, Internal
Grinding velocity \Y m/s 20

Feed rate \Y mm/min 500
Depth of cut D mm 0.02, 0.06, 0.10
Grinding fluid Emulsion type
Amount of coolant supply Qrotal L/min 10
Grinding method Down
Material of work piece Ti-6Al-4V
Grain GC
Grain size #80
Structure K

Grade 14

AR A 2> & 50 mm OALEICHAE LI BVERNE, Soina FAEE CHE Licooim i LINLE
RFLZ, eSO RHI SN AN H 5. L LIX 5.14 (RT3 & 9 ICBVEXH el O iR # R
IXEAEDK 0.6 mm H Y, mEH LEFOYNAAZRS 0.01 mm TlX 60 pass 772\ & GIHr T & 72
V. ZDTZORUNAZRZAT O BRICEVEX S U SHE TE 2 < 22BN, S HI2H)
AR E D3RO 0.10 mm T 1 pass THIRF S 415 Z 3720,

Thermocouple

——————
L4

0.58 mm
Y ‘L_I

o,

Fig. 5.14 The size of the thermocouple
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Fig.5.15 Grinding temperature
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Fig. 5.16 Identification of heat partition ratio
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Fig.5.17 Effect of depth of cut on heat partition ratio
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Fig. 5.18 Energy of inflow affected by depth of cut
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Fig.5.19 Comparison with heat transfer coefficient (h=1000 W/m? - K)
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Fig.5.20 Comparison with heat transfer coefficient (h=10000 W/m? - K)
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