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Fig.1.2  Percentage of PTC international applications by country
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Fig.1.9 Characteristics of processing heat for cutting and grinding
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(a) Vitrified grinding wheel (b) Electrodeposited grinding wheel
Fig. 1.10 Grinding wheel *¥
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Fig.1.23  Monitoring wheel for machining state®
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Fig.1.25  Infrared thermometer test

Fig.1.26  High-speed camera shooting test
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Fig.1.27 Empty can shape grindstone and processing point Direct temperature measurement

method
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Fig.1.29 Measurement of milled infrared radiation thermometer
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Fig.1.30 External and internal infrared thermometer
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RN THDHIEERRR O I K& < 5.

It

2.2.3 BRI A —/V

FBRRRL AR A — /W& B OB O ENBARKLE & FF ok & 72> Th 0, HERIXEICHK
B, GG, KB, A, EPECHREIND.

FEAMIZIZIVLY VAR, BNV 774 R, &@BMKREERDETDHAZL, =T
SXNWZ Ko TR ZRFF T HDEEREN D D, BRI A —/VORIED B % E LT, #140
RIHAEL L, T L 0HOERRLIHIN T, M2 WRRKL I3 BN TR E & EhTng.
PIRIERIT#H325 £ TL IS THESNTHE BT, #400 L 0 MlINVRIEI IS A ——T &2
B D, REEEIINZREL L, ZODWENL IR ETO 9 BETHITLND. EHE
EIIRRRL B ORI OB AEIG 2R L, £HEN 100 D56, BURIE IS D AR
DEFEFIL25% TH D & I TN 5.

FBRCRI AR A — L D—DTh D BEERAITBIRLEZ = 7 VDo XL > THERBIC
—EETRFFLIEETHY, FFEE L TRESHLEREVRBNETOND. BEHLE
CIETEREHNOERROESZTRTHEOTHY, AXIVERY ROBIKIARA —/LDZEE H
L&D RRRL ORI DFI 10 %~ 30% T D DI LT, BABAITRIRDK 50 %2 & H LT
BY, BRRIA—FEICHI VIS &N L L, MR TAARETHD. LL, ZEHLEN
VI, BAF 7R & 215 D IITRLE O/ VRRL 2 WD MR H D, F o, RAL
B MO A RN RE N 2D, BRRLOBEFEIZ X2 AR D72, ITREITLZEL T
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W5,

224 BRABEN v TIEA
AW TITHENEE D v TIRAZERUEA Lz, M 22 ITERADOEHE, ¥ 2.3 [ZHA%HR
[ OIEREH 28T, R FHE T VIIAFER & a4 e, FRpEER St L3t
[FRFSEH OFEBER T A X — D7 L— REEHHEI T 5 X 2.4 O EBRREAERA &
AR D IE D THEM AR L, IREZERES D v 7ICE M 120mm OA D
BAEOMEIL S45C & L, AR OE S 3 mm OB v 7R T, BAANEICIE 1 mm O
Wi EAMECTHBLZAY v b3 50 EETBEHIRICERBICRIT b TWD. EoEast
JENZITRIE#120 DX A ¥ £ RERRL(SD)NEE SNV TWD. HZED v TR TH L7290
tV&~zw~ﬁ%ﬁ%m?&wIW%WT&of%,@H%%%hxw~f&mbf/
;C‘/I/%IiEEEV\?ﬁL< FCHETDHIIENARETHS. LT, BAOMEHOE X 2R 3
L, N mEZEE LAY v FE&ITHZ & T, MEAPERANHNSZAY v k
7533_ DT, T EGEITHZ EERRRIC L. INTXHRTHD CFRP [IMFHIHEHIA L
WA/ NS W, BEARIE OJE & Z A9y 3 mm IZREF L2, AU v MBS TE
HEBETDHEE, BRI AY v FEZENWNTLEI RN DD, FRETEDHLE, IKAD
AIPESE T L, BABNEATLE IR H D720, AU v MElE, A 0lEs TE 5
7P REL L, BEERENAY v FE2ESZ LRV I mm IZFREF LT

Fig. 2.2  Grinding wheel
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7eld. ©1.0x180

Fig. 2.4 Blade curved surface grinding wheel model

2.3 mEBE

ARFEERTHW MR E(TOHIN =7 7 —Z —AC-80)DAMEZX 2.5 (Z-d. a7 L
=X OSSN D EMELREZK 2.6 ITRT RIA4 7 4V Z—(HIHY =V —E R L
¥ RIA T 40 Z—M-110-5)TAKE, WEEZREL, 7V —r BRI 7 —IZER,
mEEEE AT 5. MEEEITEENOE R U —Z O X2 X o TEMEZE R A &l T
i S, AL ENE OWGE, FEME, R, JENZEZFH L Cmmle Bnic oL, 205
LA ) AV~ D AT, 7ok, mEBEREORE NI &G 2R E L TEDOFM%
PR LT, WREFHCIZISMC FYUZ L7 o — A A »F PEMB7202 1 L7-.

Fig. 2.5 Cold air generator
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4 A

Fig. 2.6 Dry Filter

24 = TRUH

AW TIE, v~ v =7k % (Y~W¥x~H > 7 FIV250UHS) %V -CHFEIN T
BraiTolz. ~v =0 7w X OAMREIX 2.7 18T, [X2.8 O XD ICH AR A A
~ 7%y NTIY AT, BAWNmEE < IZHE AV ZRE L, T ROBRANEIZm -
TR S L7z,

B — ARV REREITA D iR 2R O AR T, BRI RIS LT

Fig. 2.7 Machining Center
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AR — " [V @

O —menik Fjg‘\xa
. §>\ LQ\\\\\\\\\\

@ 5@ FHH ez

Headstock

/

I it

Nazzle 0[,C01d air generator

Grinding Wheel

Fig. 2.8 Setting of Cold air generator

2.5 CFRP O#E

AWFFE T L7z CFRP OMBRIIMEE 2% 2.1 127, &I —Hm7) 7 v 7 (O]
7 F > 7 248 QU135-197A) A FE)E L, HJE 7.8mm (ZFE{k L 7= CFRP 7' L — k ZA{{i ]
L7-. ARakBafr OFEEHERR I 00, -45°, 45°, 90°L L7=BIS M T 5. X 2.9 ICARER
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B OREREBL [ T OBLE 273, TS 0°, -45°, 45°, 90°% —#H & LT 5 fHZfEE L
721%, AT 900, 45°, -45°, 0°OHLAADOE TS MAMERE I TWD. KIFSE Cldss
WL ZER 01T CFRP S DN T 2488 LT\ A 7=, #EIA & 2241 i 17 @ CERP &
L7-.

Table. 2.1 Mechanical property of CFRP

Carbon fiber TOHO TENAX QU 135-197A
Resin Epoxy resin #135
Fabric weight g/m? 190

Curing temperature C 180

Thickness of prepreg mm 0.187

Number of layers 40

Fig. 2.9 Surface of CFRP

2.6 I LHEIEEOHIE
AR TIIAEE & 23T - 7= CFRP BFEIRF OB E Tk a2 5%, E\Exl%4 CFRP N
(CHED AT = & AT 0> CFRP O T 1 4 i L 7~ @9,

2.6.1 HIERE

BSA & TR & OF-UREIIC 35\ CHRBINEEE 2 F2I09- 2 2HI 5 1T, BB oD A 2k
WELEDZHEAR CIEME— D H1ETH 5. = OBERHLDAREL, TAEMOWNIICEE
XA MRDIAT, FRRIOUIHIFHC B S 2 TER S5 2 & CIRER B2 RIHT 2 HETH S
(0, BES L1, By 7B LT S B AR R CIREENEBTICARI D H
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LEFHALEE LD TS, 2 BHEORL GBI E AR EZRR L, —FoBEEE
L o8 %2 —E DRI L #2 A RICZ OIRFE 2Tk U722 ) 23 U Rl I
BIRBDEND. AP E =Ry 7R THD. Lo T, FKOARENZRET D Z
&TC2 RBOIREAENRE TE S, BT 282 R R & W, R & CRalcER S
N5, b —HO—EDREIR DR A B\ R &V, BRRE 23R B s T
FHEDIRE IR D, BERERESOHECL SR EnbBAEEZ/NEL TE
L7128, R, @ISEORENARETH 50D, ENER KT 588 OMAE b EIE%K
BH DN, JIS C 1602 THERMENSEKIL SN TN D, KRERTIE, BESOFTHLRGS
<HIH SN TS K BBV 2 2, K BUZVEXHI RN 7 1 AL, —RRDST )V A LT
Mk SNBERIO Z LT, BVEBNDRE IREFRFENERNTH D Z &b TEMIC

flEH L0900, BRERIC S K 2038 FIBREE 1000°C, N A FREE 1200°C, {KIR T -200°CH
JEE THMAFRET, 1000CLL F TR K< HWHILH62.

2.6.2 RBRA OPYE

2.10, 2.11121F, FEBRITHWTZERER T o ~HE & RUE L7 BR T O G E 2/ 3. 1§ 100
mm, H/E 7.8 mm @ CFRP #RAFIZHE 2mm, RS 4mm O 2 FRIFRIC 3 AT, £ O
ICBVEEXRT A L AR URBE CEE L. ok, R L2GEMNIIHENELS, 0 F
FTIHEICHATLZ LN TERWOWELFHNTT 7 VLEBIERBE 2 BT 2 2 &
THEfME MR LT E FIE~EE L, £72, HOIAAAI Cﬁiﬂ%@?ﬁ LizZ a A Lfj &
T IV AV EREARNC LV EE S, 20U X0 BRELO BIHIRFICHIMEZE T U 72 BRI 1
NEE L, BWER AT oRLmED, BEBBNIEOLZEE K-,

. 100 -
i i ! A
i) l
>— ! | 2
] 1 Q
H—— I
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| | 1 A 4
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Fig. 2.10 Dimensions of work piece
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~

(a) Top view (b) Trimetric view

Fig. 2.11 Photograph of work piece

2.6.3 PIEF5E

BNEEXHIC K DIREEAE JFIEITIE, M aE L 5 5k & BB SAE 2 VW 5 ik
D 2FEEN D L. mHERAE T, ME¢@%§5ﬁﬁ%km“’iwow’%oﬂgﬁ
boH—4, FEESSME T, RIS ORELNET 20BN H D . A5
W R E T D MO I FEVER S E & V2. ﬁmbkﬁtaﬁvmw&@mﬁﬁm
FET [°C 1O BIRR AR (2.1) 1TRT. 228, T,y [°CNEFHARHAEE S OIREE, k IXHBIERK T
5. HBIEEKIZ DOV TIL IS C 1602 IZFLdk S 47z K BEVE T D 0°Cr B 600°CE TOHL
WEBGELEE ) & el TR/ D CRIBEIC K D EMEPIC K v E 2RO ENEEH LT

T =kV+T, (2.1)

AREBRCIIEEXH e 2 95 X 9 IS TA 1T o 7203, D F F TIFEEX OB
MBI LTZBRIC BN RIE L 72> T /A ABAY , FDH%OT — 2 B K [E A & 727,
_n%ﬁﬁék (ZENEE & I FINC 470 Q DR ERRBLA Hake L7z, BEXT OB S0 Bk L
A B RERIBIIEIESR N H 57O L EETHY, /A XORBAZRET S LD
_Lk._@ﬁ%_ D, BVEXIABKE D ERE SN HREITEIRNEA TR 5.
%2223’%h%h%@%EEW&MIEEE®ME%#%%¢.%ﬁ%ﬁﬁ&%@
HEE, AE Ol => + (KEYENCE NR-THO8) #fff L7=. —J7, MTLmmiE
E(ﬁt@A V) ORIEIZIIAROT HEH = F (KEYENCE NR-ST04) Z{#HH L7-.
ZAUE, BFHIRRIC AR A 23 E T 2 imiE T DR RIIEE ms~ s RETH Y, Je kYT
U > 7 JEWHAY 10 Hz O NR-THO8 TIXEFHINZ AT 7Y o F TR D G E T & 720
STl Th D, 708, NR-ST04 & AW THEREOFHTII o7 o ZJE A 1
kHz [ZE%E L7,
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Table. 2.2 Measurement conditions of reference junction temperature

Measuring unit NR-THO8 (KEYENCE)
Maximum sampling frequency Hz 10
Sampling frequency used Hz 10
Resolution bit 16
Range A% +50

Table. 2.3 Measurement conditions of machined surface temperature

Measuring unit NR-ST04 (KEYENCE)
Maximum sampling frequency kHz 50

Sampling frequency used kHz 1
Resolution bit 16

Range mV +50

2.7 REH I ORIESE
FEEIN LA L SI2 A BN DI Lo @ EAS, mEUHlIR SliZAbn Lo
mre b &, BUEL I THAMIXM E LT Wb, ZOMTEHOWEEZRD 5 /37 X —
2L LT, REMIITEFICEERFEROOESDTH S, REMAIIL, #HEM, TH, T
W%W INT St 7e E OB ZZ T 5. HREUINTITEIEINT & g5 & BREEEITS 5
, E2VNEL BAFAE BT mEAS NS, BHEIE O S IXT—ic ez b 6, 4
Mﬁm ZEMALMOMI AR REL, FHIGMOME RN Kb/NSL< D, EDD, B
HIlTE OFL E 256 U D BRI, WFEIGIICEA O I BEY) BiFbind 2 L%,
AMFFETIE, fbdt A K VN CE O RN EEM S Ra ORIE AT o7, fiddg =0
EEE, REHSORETEDORBRENLR LD TH L. Mm%ﬁ%%%@mokﬁfﬁ
20, TOMMZFRE L TR E R KT 5. R S ORIEIE, NERIH S HE#E (2
/kasmm)%mwt.%E@%ﬁ%lzu_mﬁ.@mﬁé%4mmwy%ﬁ71
Asy, AZHZNZEIL 2.5 pm, 0.8 mm & U, HIESH M, 250 FFmlcxt L CEwE T M & L.
REEPTIZX 2.13 DX 9| %ﬁ%%ﬂn“ﬁx%1ﬁmn3mmn55nm1ﬂnmn85mma>5 AT &
L, fRME & i/ MEZ BRI U723 80 EY il 2 FHmfE & L7-.

Fig. 2.12  Surface roughness measuring device
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85 mm

70 mm

55 mm

30 mm

15 mm

100 mm

N

Fig. 2.13 Measurement points of surface roughness

2.8 WHHIEHIORIEHE

FEHEPLORE I I 2 e FIENER I TN D, OFTHA— UK - sk 7 — D5
JEREHR ORI W CHMEDOZE b E ) & U TRINT 2 5150, Eiitstz2H\WT
WFHRPTIC & % — % Bt 2 ERFHEOF B CRHIIT 5 ik, WEREN G Z2 Hvaa L
(2 LTz @B R TR E SN e B Rm OB ER R T 571k, B A /e A—4
ZHWTHeFOBEVEN 2 b T v AOEMHE TR 2 51E, S OICHERENEN
FH & O CE AR BN 2584 ST 1 & X RWE OB ER &2 FHIT 5 5k ERTF
1E3 %00,

AWFZETIL, OO THEITEMINE, SRR & BN TR A FF oK EER =5y
#) /)5t (KISTLER 9257B) % H\ /-, Ehii5t O350 48 » 7 A (KISTLER 5407A) %
ML TCF v — A—% (KISTLER 5015A) ICHe SN TW5. £ 24 (CEHH O T,
F25 T ¥ =TV A—H DL EIRT .

X 214 |TRTEAERIZOWT, REIOM & % 1E & UEERIFEHRET « Fx, TEMFHEHRT
Fy, ST IABFEEEL : Fz O =)0 208 L=, 8 hito g, »ikR » 7 2 (KISTLER
5407A), F v — A—% (KISTLER 5015A) %4t L C7 —# 1 #— (KEYENCE NR-600)
WAL, ZThEIBITRY a A2 AL TEMNY 7 & (WAVELOGGER PRO) % FWT
TAEIE L. WESRMGER 24, £25, 26177
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Table. 2.4 Specification of dynamometer

Specifications 9257B (KISTLER)
Measuring Range F,F,F, kN +5
Sensitivity Lol pCN =7

F pC/N =-3.7
Natural Frequency folx,y,z) kHz ~3.5
Operating temperature range °C 0~70
Length mm =170
Width mm ~ 140
Height mm ~ 60
Connection Fischer 9 pol. Neg.
Sealing welded/epoxy (IP67) with connecting cable
Mass kg 7.3

Table. 2.5 Specification of chargemeter

Specifications Type 5015A00X0
Model 19" rack module
Adjustment with serial interface RS-232C
Measuring range pC +2 ~£2200000
Frequency Range kHz ~0~200
Output signal A% +10~=£2
Accuracy % <43
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.2.6 Measurement conditions of grinding force

Dynamometer 9257B (KISTLER)
Charge meter 5015A (KISTLER)
Date logger NR-600 (KEYENCE)
Measuring unit NR-CA04 (KEYENCE)
Data acquisition software WAVE LOGGER PRO (KEYENCE)
Sampling frequency kHz 1

F, pC/N -7.851
Sensitivity F, pC/N -7.874

F pC/N -3.765
Range N +1000

2.9 EBRF5iE

EBROT AT ARROMIEX 2 X 2.14 (2R, v~ =78 HZOT—7 v EIZE TE
ZELD AT, S BICEEBRATEY Y 7 &5 L CEJIEHT CFRP BRBR T 2 [EE L7z, & 2.7
IZAEAT - T RG22, AT 224 Bi TR LTE#I20 DX A YE L RVER I
MBSy TIRALZHEH Lz, IMANHROEEZFD7-0, mEEHE FikEZ2 K
2.15(a)D & 5 ITHA ORI & RV 557 5 Internal, [X]2.15(b)D L 5 IZRRASMAI D & 4
Bl #4595 External, &R ZH54E L 72Uy No Cold Air @ 3 S22 0 IAARIEE 0.02, 0.1,
1.0mm (ZF VN TIT o 72, Internal 1X[X] 2.16(a)D L 912/ AV EMFHEIA & OREEEZ 50 mm,
THEXY )& 72T MENK 45 |, YZ il &R T AN 30° IZRD X ICHRELE. £2
External [Z[X] 2.16(b)?D X 9 (2 / AV &S & OFEEEZ 50 mm, A1 THE(XY ) & 723 4
K150 LD X OITERE Lo, et MHLEEIL 1200 m/min, 15V L 500
mm/min, %A DEHERGWIEE 7 > 1 N THEE Lz, 563 25 @R O S 13 m &R CF Bl
L, 784 L/min, M EUREEIL 2 °CTHEE L7-.

BRI OMHEIFNZIZ = R \JI/“C@J VIAZERE 02 mm CHEEmE UNMTLE21T72. 45
FEFENR VT EX R Y= K> TN Em-2S 7 mm BREONETE v L, K54
OINTHEZRAF L TR E, 2N TEMOK T%, MLk a M L.
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Fz

Fx CFRP Grinding wheel

Fy

Alumel wire (-)

Chromel wire (+)

Dynamometer

Resistor (470 Q)
Thermocouple for measurement
reference junction temperature

Charge meter Data logger PC

Fig. 2.14 System of measuring machining characteristics

Table. 2.7 Machining conditions

Grain size Internal External No Cold Air
Grain SD

Grain Size #120

Grinding speed V' m/min| 1200

Feed rate v mm/min 500

Depth of cut ¢ mm| 0.02, 0.1, 1.0

Grinding distance 100mm X 5 Pass

Grinding direction Down cut

Cold air volume L/min 784

Cold air temperature °C 2
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3~ I
Grlndlng Wheel

("
’ft .«ma««{« 4 _ :’\u ’?ﬁ?

(a) Internal (b) External
Fig. 2.15 Experimental Setup

(a) Internal (b) External

Fig. 2.16 Schematic of setting method of nozzle

2.10 EBRMER
2.10.1 N T RIRE

) IAZEEE 0.02, 0.1, 1.0 mm (Z351) 5 EHEG 51E 4 28 b S H 72 BR o A0 LR B O
ERERE X 2.17(), (b), (IZENTIRT. 728, USAAERE 0.02mm @ External |37 —#
DEAL TR Do T2 7= DR -,

A & 0 &S DR EIRE 13 8) 0 A A & 0.02 mm D4 Internal T 80°C, No Cold Air T
132°C, 81V iAZE 0.1 mm DA Internal T 124°C, External T 110°C, No Cold Air T 148°C,
BV AL E: 1.0mm (23 T Internal T 221°C, External T 262°C, No Cold Air T284C &9
FERICRR, WTHOUNALIE S OFMIZB W T H A NG EAEE IS X 2 R R
e S 7.

2.17(b), () £ ¥, BHAAZERE 0.1, 1.0 mm DZEMIZI0 T No Cold Air Ik~ Internal &
External [ /7 CIR AR R MR S 7z, UHAAES 0.1 mm D & X% External D573,
Internal & ¥ IR B > 7203, UHAZIES 1.0 mm DA, Internal D 573 External
LV IRERBS RN K E o7 TR 218 1R TURALIE S A K& WA, External T
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VX R T E B2y T2 INLEAZ, Internal NI S @ EE G5 2 & THAITE 7=
MHTEEEZ LD

140
120

100
8080**
60
40 e

20 F

Temperature ['C]

/ Internal

O | | | | |
0 0.5 1 1.5 2 2.5 3
Time [s]

(a) Depth of cut = 0.02 mm

160
140
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— 120
110
o 100
80
60
40

20 F External

['C

Internal

Temperatur

X

0 0.5 1 1.5 2 2.5 3
Time [s]

(b) Depth of cut=0.1 mm

External

Temperature [°C]
X
S

Internal

0 1 1 1 1 1
0 0.5 1 1.5 2 25 3
Time [s]

(c) Depth of cut = 1.0 mm

Fig. 2.17 Temperature in process
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External Internal

External Internal

o

Fig. 2.18 Comparison of external and_internal

2.11 ITHBEAREBIE

219 (ZH) VIARIRE & RS kA2 AL S8 72 9 SO A& RRAT D F T 23515 5
BT RBINOGIIASFER CEFOBRARTOGTETH D FUVIARRSIZENT
No Cold Air & Internal % [z 32 &, )V AL E 0.02 mm TlE No Cold Air /% CFRP D&
WETD S FTRRRINIZ E A EHE > TR Y 44 YE 2 NIRRT 720 23, Internal |
G < FTOMENRDRL, IFEAEDBRAHRETETEY, B3B3 niERE 2
Stz =, HIVIAZES 0.1, 1.0 mm (2B THE 0.02 mm (& EDFHE 28] < FPEF2hE
RN T2, ZAUTHEA NG R OB RICIIRANR S 5= LB 2 b b.
I IABZREE 0.02 mm [ZBWTIIHEAT 280 < T 6072 < BRANMIEIT X 2 BEE2hER
THIZA > TWED, IV ALERSOWMRTHICEDLR ol tEZ2bN5. £
Internal & External # Lb#Ed 5 &, 0.02 mm (2B W CITBEZEZLEWVHER I =0, Y10 A
HES 0.1, 1.0 mm IZEWT, FEAEEDLRWERE o7, 2 XKW B-SF 0 #Hl%h
RO RITHIT D External (2% 5 A NG EOBEAMENE, Y1VIABES 2 0.02 mm O L 5
N2 G813 H 50, IV IARIREINREL D &, IANGREOE) Y < TP Rn
MlcAbRe 720, BT R D EEZX LN,

INHOBIEFR L 212 HilCB W TREH S OWERER L EOETELETS.
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(i) Internal (i1) External (ii1) No Cold Air
(a) Depth of cut=0.02 mm

(i) Internal (i1) External

(b) Depth of cut=0.1 mm

(i) Internal (i1) External (iii) No Cold Air
(c) Depth of cut=1.0 mm
Fig. 2.19 Surface of grinding wheel

2.12 M TREH S

X1 2.20(a)(b)(c)IZ Y] ¥ IAZIE X 0.02, 0.1, 1.0 mm (21T B JEALE T iEOE W L 5 R HE
WS ORERRE ENEIRT.

[l (a) DY)V IARZE S DY 0.02mm OFA1E, NoColdAir & External (ZEE~XC, Internal (X
KA EINBI R L o7, ZhiE 38 @it X ) A RmBERICB T
Internal 1T HEIY < THBAHE L TR 72720, U0 <RI LHEZ2EDT 5 Z &N
MolehblEeBZE2 b5, [RXb)OEIVIALES 2 0.1 mm OGAEE, 1T& A ERmH
SUZET 2o T2, ZHU 3.8 Hi TR L O ICIRAREBLEOMENEFETEAEE
DHRNED, BJVIABZES 0.02 mm O & X L[A CHEBCREMH IS EITRhoTe B X
b5, [AR(C)DYEI Y IAZGE S 25 1.0 mm D551 Internal, External (% No Cold Air £ D %
S PARIRERE R oT, ZHNHATEH TR ARTORE L —HLTEBY,
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Internal & External (X3 )EUZ L DA DI Y < FTYRENRENH H720D, I < FI2 L DT
H~DTEN DI EEZ LS.

T/, K221 1TV IARIRS Z B SET O FZHT R TOREHIOEROEI L DY
DxERT. BTOHBFEREICB W THLARR I NEVZ EREMH SN\ ELTW5D.
CHITBEEEAOEBIETH LN HAESNE NS EEZ NS, SRV #EA B
FH DORRRLDOEEIRIFEE 0.125 mm TH Y, ZD 9 HHI 50 % (0.06 mm) A3 sH - X B H2E X H
TW5. BIDIABZIEE N 0.02 mm &N WS TIEER LR WBRRI MRS 5725, G110 A
HEEN0.1,1.0mm & REL 2D EMEHTHMMBINEZ 5 Z L CREAN LD 25 Sh, #
HHI2RMmELZEEZILND.
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(a) Depth of cut = 0.02 mm (b) Depth of cut = 0.1 mm
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5 0

7,

Internal External No Cold Air
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Fig. 2.20 Surface Roughness (Internal, External, No Cold Air)
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516 5.25
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Surface Roughness Ra [pm]

0.02 0.1 1.0
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0.02 0.1 1.0

External

0.02 0.1 1.0
No Cold Air

Fig. 2.21 Roundup of Surface Roughness
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2.22 [ZHHHHRHL O i 2R, BERFEIIRSLZ F., BEHERNEZ F, & LZOEN
ZFy, b Lz, K223 (U0 IABIES DY | mm DA OSMHIEGIOREH R 2 R~T. 0B
R LT AR 1 32 H OBHIESTOMEHEDO R KB TH 5. FK@) LY, £ TDOSE
A CHERMFEIREL FOTBEOE E /o7, ZHFYVAAE S 1 mm & KE W2 OfKAA D
PERON L CHFHHRPIOMB &, 910 IAZIRE L BEAIMEIC X - THEA 0 5 IANS AT A

Feed

—)

Tangential grinding Rotation

force Fx

Resultant grinding

force Fxy

Vertical grinding
force Fy

Fig. 2.22  Direction of grinding force
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ERTE0EEEZOND. —J7, FX(®Db) L Y &2 TORMETEEIEIHGT F X IEOH
Lol ZHUIRADRIER SN Z 7By hTHDH I EIZL - T, Y10 AL HITHE
HIRPLEN =272 TH D B2 L5 A TOWEIHEHNIZI VT Internal & External DA
HIHEHLOAMERHE X No Cold Air KV /NS Zpolz. ZHULATEI T ~72 X 9 1T Internal &
External [T/ A Z 4G9 5 2 & TUIY < FHEEME S, BOF 0 iz Z Lic &
S TYUNBRBHEFRFCX bt B 5.

Internal External No Cold Air
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o0 a0
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—
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(c) Resultant grinding force F,
Fig. 2.23  Grinding force
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WTHORFITBNTHEARYRT T I X — 3 O X ) R BEIIMRE S VT B
THGML TH -2, ZHUTE A YE Y RIRRL OIS B W &R D IARES A 1 mm
LLFTCHoTlz, FEHERI/ NS SINTE DB BB/ NS holembiZ B 2 b
5.
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(i) Internal (i1) External (iii) No cold air
(a) Depth of cut=0.02 mm

> €

5mm

(1) Internal (i1) External (ii1) No cold air

(b) Depth of cut=0.1 mm

(i) Internal (i1) External (ii1) No cold air
(c) Depth of cut=1.0 mm
Fig. 2.24  Machined surface
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BT LT

1) BIVIAHZEEES 0.02, 0.1, 1.0 mm 2 TOFRMEIZIBWTHEA NGRS X D IR EARREZNR 2
MR LTz, £77, UIVIAHIEIN 1.0mm O L 9 I KE WA, External TIIAT X @7z
WINLAIZ S Internal TIEANMI O HRE ARG T 5 Z &L THEIRIEETH Y, ZDRT
Internal [ZEENLMENH D Z Lo T,
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2) RARmBIZEMAR LY No Cold Air & Internal % Lb#cd 5 &, UV AL S MU
0.02 mm DA, AWM EUS K 5 8A VEF D RAHER S 7203, U0 IARRS A
0.1, 1.0 mm OHEITBEE 22T/ o T, Z D72 DA WNERBEHE OUEE 2 R 12 IXRR
R H5HEEZ 6D, F7- Internal & External & b7 5 &, Y10 IAAE X 0.02 mm
(CBWTIBHERENZHR TE 22, UIVIAATRS 0.1, LOmm 2BV T, F& A
EET ol 2T X BOF VIR O [ICK T D External (Zx3 2 A NG
JEDBEALIET, BUNRBIV IARIRS DBEETH 505, U1V IAZIRES 53 0.1, 1.0 mm D X
INCREL b &, BT RS RD T ENmhoTe. FloRimMH S IXRA R E
SERERITGEM L THBY, IADOHSE Y BNDRNWGE, REHI DN WFERE RS
7o, ZHAUTAREIZY Y < FOMENDRWGE, INLE~OFWR DR R DT
DThHDHEEZEZDILD.

3) UIVIAAES 1 mm IZBWTETONHEIRE F, F, Fy L Internal, External /< No Cold
Air ([ZHRTIEL Rolz, ZHUEHEIC &> TE Y < 0 Sz 72 ik A
MR SN EEZBND.

4) MMLEHBEERIIETD 9 FKETRIRT I I 13— a U7 EOBREBITMHR I L)
ST, ZIVUTEBBAOUINRNBE L, FUVIALEISN 1 mm E/NEho72720,
MFEHEHT A2/ NS KA D Z EMNTE, IMIM~DAMP/NINNLTEEEZ LD,

5) Internal (¥, External (ZEE~WHID D HEERE TITBRE 2 21T WA S H 505, AFHIHE
LA I T IR 7 2V DM < RRIZTRIRE 5 @i s Al % T L <iRp 3B E B 55
T AVPINT R ETHT HAReEN 2 R WFITII X, TR & 8A ORIBRD N
THWHENEDEN 2 NWZ A I 7 THRRANZRRE U TSI T RICEET 5 EA T
Nd 5.

FLAMRITE 2 — A —HEREN WL, Uy MEEETHIED R Z A 23 2 72
WITAEM CTH - T, IRANEINESNGBENESE &R DA ONBED A Y » M
20 PITIN T AICHEREICENT A2 A RAL—FROFHECR%EONEE L, &
BTG LTy & RT A OPFH 2way b A[HEE L7-.

CFRP M LAWET —~ Th O mEADHIZIED . HFHIEROERRIZ L TR0, [F UL
R pEZEZXTND.
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3.1 [IC®HIZ

2 BOERRERLY, UIVIALES P RE L R2DHITE, T RIREEREZEI R IC BV TR
AN EVIBAIENSH D Z e o T=. LnL, EOXIITHEADPRADAY v Rink
TMAVT WD BT LT 7> TR, Fe, AU v MIxET WA AL OA 7R
EORBERMRELHMFTALENRD D, T ZTRETIE, ZLDIZ 2 EOEROTT L
DVEARFEHT 24T > 7=, & LT RV i 70 8 B % iR O JE & 1 B it 0 BA R 7 6 3T
LAIZ SR 8D, & DRGSR Z FI CTHRIRMENT 21T\, Beidd 72 BA PN RVBSHS 515 & fest L7z,

3.2 EBREMICRBIT B AR
3.2.1 fEMTSM
AR TIT o T EREFMICB T 2R ORNERHET D720, WKETFY 7 b =7
(Solid Works -5 Flow Simulation) Z W THAfENT 21T o7, £ 7, BIEOEERSEEO
J RV O OHBEOFEEY, [m/s] & A DFEHEREL N [r/min]Z KD 5. /) A)VONENERE d
X 10mm Tdh 2D T/ 2V H N OWHE S 1%

5=%d2=735mx1041n2 G.1)
RO EE C 73 784 L/min T& % O T RO kv, 13
C
Ve =5 =—73=16636..~ 166 m/s (3.2)
L%, F-AREEAE N ITRRAE R D=120 mm, JE®H =20 m/s £V,

60V
N = D - 3183.098 ... = 3183 r/min (3.3)

Lot

ENTIEKIZ I DX S RET LV ERAN T To 72, TSR E LT, 1% Z 5 MI29.81 m/s?,
JEBHOE S % 1.01325% 10° Pa, KR &20°CE L=, FFEBREFESMELE D X H1g, A
EROAMIT 7T oIk THfELZY Y 7 b, Z £V (2-3183 t/min Tlalfizd 55
BhEE L L7, ) AVIREE SN SEERE L L, e NAlcmid T AN bES 0.7 MPa,
IR 2°COZER % 166 m/s Dt CHHAG L7z, 7ok, 46T 20T, X H Dz BV Tk
FRIZIEN BRSO L Lz, Fz 2 BOERSM: & RERIC 2 Vi3 LiEXY m) & 72
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TN 45° ,YZ FE TN 30° OMEICRD LD ICEE L, fHET 2R  EFERER
DT D ERICERE L.

Nozzle from cold air generator

Grinding Wheel

Shaft

Fig. 3.1 Analysis model under experimental conditions in chapter 3

3.2.2 EMTRER

3.2 12 2 BEOEBRSFMITEIT 22X DTN DTS R 2 ~d. ROV NS 78R
FIO#E 72 ) TR, TOAITHEHEORE I EZRL TS, [ XVRSEALE A OFBE
AT DAY v MANBIZ B W TR DO RENIARAER T M 2 WV TR Y, BEMb &
EARELSEAELZ NI ERS0 5. ER TN T A O NN h - TR EZ SR LT
WHTe, BHETH2HMEOL AT LRIATERNTND W) T ENnnhoalz. —4,
WETHA D O X9 REEHBAELSN DAY v MMTIZB W T H IR O RKENIAFIET
D3, A OWEFHTATIE EBE TS < 7e <, Ak I 0 A LB O SHANZAE T
WAL TV D, ZAUZREER D 7208, BRI X D FAUC L D EZT T D)
blebEZOND. £, #THAT B OFZIZBWT, AV vy ML T Ha B G
T TOLENRDH Y, ZOWHAIMTIZEDL SR 0o, T 2HmROBRTHD &
Exbhb.
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a07.349

273.194

239.0449

204299

170.750

136600

102450

f8.300

34.150

I
FEE [ms=]

Fig. 3.2 Analysis results under experimental conditions in chapter 3

331K 32 ICBWVWTHETHA7-C DAY v MBI 5B EORNLORE T2
3350, ®EUZAY v MO SIERAEERG T, 2V v RMMZE Do THCA AR
FHENTHNTWD Z ENo0nD. LR THERANEI» MBS -G RIZAY v N E
Y B VERR T AN PRIV TIT < 23, BRABERR T M (B A6 B DI I TR AL e W T2 8, iR
SNEE ORI ESEATE RN N EBZ NS, UL 2 EORANGREIZ L 58]0 <
T OVENRIERADR o > TEHEROBERDOOE D TH DL LEZHND.

Fig. 3.3 Flow in slit
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WIZ, [ 34 12BWTHRAEOFOICEBIT S XY mOBROFE=D % —Raprd. A Y
v PABOfFHEE SN HAIZBWTHENME T LTV Z ENgNnD. ZOFRERIZHONT
IIEHE TR O =M IR DTSR & el L TRk 5.

307.349

273.199

239.049
- 204899

. 170.750
136.600

- 102450

68.300
34.150

B [m/s]

Fig.3.4  Cold air speed contour map under experimental conditions in chapter 3

3.3 BERBA ) ANV AEOEPREHE

IR RV D i 70 4 B % 3R 6D D 7o DI 723 2 AT o 1o B 72 /) ANV EOSAE
ELT—2DAY wy MIERL, 2V vy NOWNMEIZHTEHZ <@ KRITH2MA KD
ZWGEE L, K352 OBEZ RS, B (LD =D 2 XL O ILE RE XY mic
VAT E L, YZ M & 2T AEO L E e Lz, RGO EHEZ v, HIRORGHEZ v, §JEO A
Uy MZADMEL 0, AU v NOWEE k, TRSE h & LT,
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Fig. 3.5 Grinding Wheel and nozzle of cold air

36 IZ— DDA Y w MIERL, AR Y v MZAY HTIT< £ TORUNEHATIC
AUy FBBE L TCWAERTZRT. MEORAY v O ADIZAY, H 2R IZ0NREE
ThHHEOHO L IITENLE~ER EIZEE V TRAY » NIBETL B 272, 72k,
36 DL DAY v FDK K (a, b, ¢, DITPNRFE AT ICZENENE R (@, b, ¢, )T
BT 5 L35,

7 SR D FiE R v, & AT BERR 7 18] D i v, sin@ & BEATHERR T 18 O iEv.cosO 23T TE 2 5.
Z 2T EMEDFEOBERND 2 DTGB T 2T 5.
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t t+AT

</

Fig. 3.6 Schematic of cold air passing through slit

O ®IEDOTEA BRI O FEiEv sind 23 V L0 BOGA (v.sinf < V)

3.7 R DA BERR 5 M O i v,sind 23 ER VK0 BONGAEOmROR KA D E
SZAT. AUy NAHEICYTEOTWHENED Z ENEETHLZD, AU vy hOAOT
a5 d OFPFANIZEHEUIA L2 T b, 72, AAOESZROHI1TE, 20

FAN(@-DIZBWTHERZ A Y v NNEIZY 72 5T @Bl fEe A Y v h)\m@ﬁzrbﬁmm
MERDEMmMDRZRDDVENDS.

AR R OFERDE L L VBN, a B AT v MZA-TZHAE, &P TRAY v b
NEINZIBWONY7->TLE Y. LEDN-T, ImARALESOAIITIATHIC b IZEBET
HEBDOEENE a-d DR TH D, FAMRTHEANAY v FNEZBWETZ &30
DTAdE72sd. FoTHRENAY v FNEIZH LT HET 2R RKADES A 13X 3.7(b)
KDk —VAT + htanf & 72 %. 7238, ATIZWEAN A Y » MTAD, D ETORMTH LD
T, RBAHD LI/ D.

AT = h/v.cosf 3.4)
FoTHRAADES AIIXGSH DL kD,
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1
A=k—-Vh vocosO + htanf (3.9)
’ ’ k—VAT

b b o ¢ e

. - ¥ Vi

a a \ htan® \

Maximum cold air inlet A Maximum cold air inlet A
(a) Locus of cold air (b) Calculation process

Fig. 3.7 Maximum cold air inlet (v.sinf < V)

@ RO BT B O IE v, sind 3 EEH V L 0 RS (vesinf > V)

3.8(a) T B D REAT BERR 7 A1 D i v, sin@ D3 & 1V K 0 WA ORROR KA DR &
R RO RA BT [ OFEE N EE L D O T, RV N NEIZE RSB
N5 Z EEWnWED, RRAOESOLAITa THD. —F, Eiixd diZd 25 EmENAY
v FNEZBWEIL T LX) 720, ATHRIC CICBET D HEBROEMBNE a-d DR TH D.
Ko THENAY v FANEIZY LT T 2R RAKADES A (XX 48(b) X Wk + VAT —
htanf & 725 (4.4 LV ERRADES A IZLLTOXB.6)I127 5.

A=k+Vh

— htan6 .
v.cos6 an (3.6)
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b b’ c o < k+V AT 5
"""""" A 7 A 1””7””” 7 /

a a’ \ d d ; htan®

Maximum cold air inlet A Maximum cold air inlet A
(a) Locus of cold air (b) Calculation process

Fig. 3.8 Maximum cold air inlet (v.sinf > V)

3.2.1 Hi TRk, =166 m/s & FEBRGEIFEOEE V=20 m/s Z#(3.5) & X((3.6)IZfEAL
TENW R RKGBAANES A & ZAVAELEOBREK 3.9 1277, X 3.9 X0 HEKHE
ANOEESNEKERD ) ANVOAE Ty sind =VEMTZTAETHD. v. & V Z#RAL,
S RANVDAED 0RO D &

14
Opmax = Sin~! (v—) =6.919 .. ~ 6.9° (3.7)
(o

Lot

=
N

[uny

o
o

o
>

Maxmim cold air inlet A [mm]
=) o
N [e)]

o

N
[0}

-10 -5 0 56.9° 10 15 20 25 30

Angle of nozzle [degree]

Fig. 3.9 Relationship between maximum cold air inlet and angle of nozzle
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3.4 RDIEERR ) AN EOTEIRNTIC X DREE
3.4.1 fENTRM:

FENTIEX 3.10 D L 5 72 BT NE AW T 72, FENTSRAIIZE 1% Z 51A1C 9.81 m/s?, J&
PHOE S % 1.01325% 10° Pa, &KidZ20°CE L7z, A 20 )77 v vic k- T
FELIv Y7 Nae ZdhiED Y (2-3183 t/min TRIEST HBEEESL Lz, & LT/ A/VEEE
SN FEAEREL L, AN AT T 2 A 6ES 0.7 MPa, 15 2°COEEE 166 m/s
DOFIETHAG L7=. 223, RO LS, AP ERY v FOBEAD X TOEREITA
17 mm &L, J ANAENTAY v hOANOOEREIRZ FLUECHEHE 0 [ 2 1E, R
FHEID I AZ A L Ule, F7obE 3 20k &R PR 2 W3 22505 0E L7z, 3.3 HiTK
Dic ) ANVOAEOFHEMREZ L LIZ, HLHRAAVOES ADOKEN69 ,AN0 &7
% 25° L-12° ) BIEANTRTRAY v NEICHTZ 5 45° L-45° O 5 ODOMFEITIBV TR
IRFRNT 24T > 72

Nozzle from cold air generator

Grinding Wheel

Fig. 3.10 Analysis model

3.4.2 fENTRER

[ 3.1112 6.9° ,-12° 25° ,-45° 45 550 ) ANADOELECBIT HiEa v 2 — X%
R RBARFIIERHO SO H DAY v O AN &M OFHTOFEESAAIZER Lk
T 5.

X 3.4 OEBRSGMEOLE, WEITAY v FAOO &L & & A0 CIEpEAMER L T
=25, 311D/ A 6.9° ITBWTIE, AV v MHAZHED LY%EE TARROTHE
DHERF SN TWD Z 205005, K 3.11(0), ) DHBANRES AN &85 ) XLF4-12°
E25 DLEDaHE—KERTHRDLE, ) ANVANR-12° 1L/ AVAE 69 ERILTLD
RRESAATH D, —J, J AVAN 25 DBFA, -12° L 69° FERY v MHAODEE
THOEDNHERF SN TWRNZ ER D, ZOZEFREER G HOEWVICERT S EE 2N
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5. -12° ORE, MANEORERC L > TRAET I EHHFRIcHERIIR TRy, +
DIEHAIZ L DIV DET, MADO A Y v NMIADAENR-12° L KR&E 20, 39 &
DHBAODRES ADBRKEL RoTeln®), 6.9° LilfWpAilliolotEZHND. WZ ) R
VAN 257 OGETX, WEOTALS R &R TGS, BRANEOEERIZ X 2nnd 0,
WEDOAY >~ MIADLAEN 25" IOV REL holeiz®, 3.9 LVWBEAOES A DV
LY, JANA-12° 1IFEAY y MO THERADIEBHERF SN2 o T2 B XD
5. w%IZK 3.11(d), (e)DrtHE E, 2 TOHRNRAY v MNEIZHT-5H-45 £ 45 DL
EoaryE—ERTHDLE, 2 a@;ﬁﬁﬂﬁlﬁ&ﬂbi I, AOTORROBE T H O
F TS ELIETLTWARERE o, ZOMBITEGRHED & eo7z.
INDHDORERLY, 6.9° aiéi\mia_ﬁﬁar;f TRV EEX NS, ZHUTELRIPIC

) ANVAEERFELIZZ L &, Rk Lf:lElﬁ.ﬁﬂ:otof%ﬁéﬁ“éﬁ&zﬁwv\mﬂ@?ﬁm@%ﬁa
DIEETERONLTHDL EEZLND.
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(a) Angle of nozzle = 6.9°
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(c) Angle of nozzle = 25°
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123762
198011
173259
148505
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99.005
74.254
49.503
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i
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232762
198011

ro173.289
r 148508

123.357
29,005

FoT4254

49.503
24.751
I

JEE [mi=]

35 F&0

(e) Angle of nozzle = 45°

Fig. 3.11 Cold air speed contour map changing angle of nozzle

ARETHE, X UOICERGFIEOTT VBT DIMMEINT 21T o 7. T OSSR, WA
DAY v "Bt 5 WA O R & A E D OO T Tl b %0 o Toizw, FEERIC
BOWTHHR L2MROZL I Im~MEETE W EEZ NS, £/, MEUEXA Y
v MO B ERR T NIV TR Y, B BT 10 (B A S W TR T 2R
ZENRGm ot ThuT 2 BOMAREBZICEIT A NHEOE Y < FHEHZNRIC IR
AR EOHERNE—DThHDEZZOLND. £ LGRS ) AN %G
BTHIHL, ZOMEE RO TN 21T - 723, B ) AVA T 62T
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&

T& 7ol

Fo, HHUREENT Y 7 by =T ORA L HLH08, mE LRIV T, APk
B, m&, IR, BELOEHEE, ME, XUy MolE, &S, & R, GROE, i,
P, AU R BRIZLTESE, ZOMAOEE, 7 AVvosbfii@E kA E, Hoff
I OFR DOTCAR O, $fid, FEtEfih, 2O, BERR EL DT A—=21TH 5D,
AFFE TILFaREr L2 A R AL —iEG D> 5 O JEO Internal J7703, External & [F]4% T
ANHEHRE D FF OB Z R LT T, R E L TU X Z — Tk fthd SR
B LT,
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B4E
IRV IR E & %2 AW TR BIE OB E R E FEDRE

41 LI

AFHIIN T 0% FARIR O RFHIRR G 2 ol [aldis S8 C, T/EMEZEI Y RS TFETH D, Ul
HIINT. & i3 2 LFRERRRIZL D0, @O HERECIRRE, Fizmo il BT s
ERLENTE, BEAEFICHNONDZ EH 20, FHIMTORE 2#EE LT,
IMLTHOFENET B L. WERFEENTIEE VI L 5 FERZES, AHIBETIZ Z > T
T EMEHRE MK T T 2ERH D, TO70, MTHOREOE=4Y 738
BRI THERZ1G2 ECEETH L.

AT T, 1L UDIT, LT 2RI & B W 7 0FE i O 8 LR EERNE FEO
B E B, FERDOIRERE FIEICRT 2B OWTIRR S, & U CHRIEFE &2 E x4
ELUTREFEZEM L, FREEOEE R 2 ER T OB DWW TRGEET 5.

4.2 FROGBREEHRE# 2 A\ 7= i E i 018 E HI 2
4.2.1 HERE

[X4.1, 42 /TR T HRENEFEOY v b7 v 7 L ERE AR, RO HHRE
DHFEFCANA T NR AR T - EERAE TEE UCHEA L. TS, ia, Rt
FHBAHRE R ONEICEE L, 8RR 2 SO/ SBFYIE ORE 2 HET 5. &5\ IiEk
SRR 7 O JIRES SR A O S E LB 2 B aE, IBAREOREZNET 5. 2k,
TN T4 & BA 20 CIBUR RN R 5720, IVERRIREZ AT 51003, IRAEREO
B R CH B ET 2 LERH D,

Thin hollow grinding wheel Small hole for
Workpiece optical path

Infrared thermometer

Fig. 4.1 Proposed temperature measurement set up with infrared thermometer
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Workpiece

Optical path
Small hole

(a) Measurement on grinding surface

Workpiece @
—2

Infrared thermometer

(b) Measurement on grinding wheel

Fig. 4.2 Measurement concept

4.2.2 PERDIBEFRIFIEICH T HEBAME
PESke, REEFHIITE & UCEVERNT K B 51E, FRAMRGHEEEFHC X 2 ks #E S h
TW5. BEEHWD5E, M43 IR T K900, BESEZ TEYS L < ITaic
DIALMEN o 5. — IR MBI fFERE, 22 RIS EWIIER AIRE L 72 0, BT L
ITIHEFICEFHTHD. —HFTAEETA > TOT—ZNEEZEE LZHEIZIE, TXToh
T RICEE X 2 HDiATe Z L IFHFEN TIERV. BEAIICHDIAT Z LoV T, FEA
{EIZITARED R D
s, ARORBERE IR mICFEH LS 0 ORI Z T 5 Z L2k v, RER
ENFARETH D, —F7 7 720U, BHIC “WAx 5557 OMREESAR DN HE Al 6E
Thbd. LrL, AL TIEMOEMMETO X 572 “RA 72057 OREILTE 0.
T A NEWm L CNESOIREZRIE LTS 50, EFETA  CTI/EDIICRET D 2
ENFHLEATIE R .
ZHUCH LT, |MEFIETIE, BAINRERTHZLICLD, EARKETO I H
RFECTd D03, BB S L <IN TEZOMN LEHDOEEZ A 7 at A THIEREET
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HDARAT/NREFTDHZ LITMBEE B0, TEY~5 2 52813/ sn EBES N,
Fo, FRIMBEBEHREF O o —8UX B B0 B BER(LIZ & b 2222l 7o/ S RE
(LR A BIRBANCET TR LAY, EET A DAL THERT 2 Z LB+ HHETH
HEZEZBND.

=

(a) Silver grease

Alumel wire

(@) @) (i) —*— Chromel wire

(a)Embedded in workpiece type

Grinding wheéel

Measurement area

w
Thermocouple

Work piece

(b)Embedded in grinding wheel type

Fig. 4.3 Conventional temperature measurement with the thermocouple

4.3 BIF 2 AW BERE D RREE
431 v~ =T H

AR TIE, v~ v=vrvr % (Y~¥F~H v FIV-250 UHS) W C, 2L Tk
OEMERHEORRGE, R T O T, FEIINTEBR 2T/ v~ = 7 X2 O %K
441277,

Fig. 4.4 Machining center
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4.3.2 FRAVBRIBCHIREE B IR EE R B

i U7 RN RS 3 (Y ¥ 78— TMHXSCUN500-0100E008-1007) D145
3R 41 OB THD. EERIEHPEIL 30~500 °)CTH D, AR 100 ps TH 5.
4.5 [T Z R, RO EE B O PRRER O Y A Xidt o9 & RIER S O
Lo TEMT D, UIBEOER TITRERSS & oI RIOEREE 100 mm [ZEE Lz, 725,
Z DB T D PIREBO T A XX 68 Th 5.

F 42 | TFRIMREHEEE FHZ X IR ERE ORE S 287, FRIMEAGHEE R 2D H
N ENTEEMZ, mET e 7= NKEYENCE NR-HAOS)IZ A I L, Tk &
bz aiz A LT, Bl 7 F(WAVE ROGGER PRO)Z W TCIRET — % #HG L
7-.

Table 4.1 Infrared radiation thermometer specifications

Measurement wavelength um  2.0~6.8
Measurement temperature range °C  30~500
Response time us 100
Measurement distance mm 100
Temperature measurement target mm 08
! »113 @129
®82 ®82  ®82  ®81  ®8.1 ®9.7

8

0 20 40 60 80 100 120 140 160

Measurement distance [mm]

Fig. 4.5 Optical path map

Table 4.2 Measurement conditions of temperature with infrared thermometer

Measuring unit NR-HAOS(KEYENCE)
Maximum sampling frequency kHz 200

Sampling frequency kHz 50
Resolution Bit 14

Range Vv +1]

4.3.3 BAOERE L RIGRDOE Y ~D AR EDOER
WERAER A 245 98 mm D T 5 DT, HERD B OARIMRI TR Y1 22kl
AT B LEE, #—2y FOREMNELIIESNS. EBICIFERET 5/ R &8 L TH
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— 7 RS ORIRNE IR T 57280, B hool N, ¥—r vy ety
SO AEEIIEETS. Thabb, K461 RT L) ICHEAICHRT = TESHE v
PO ZDSO/NROERY ALV EED. B 7 OB ZHOO/NRE, 70—
MR 2~ 7. 2B TiXt o RO/NRO TR | o3 & OB TV 2D, 3
A RIREL > THEY, IRADELOFEITEMAL TS, ZOD/NBNEBR B L
ERKEOGYD L DI ~DATDBEEAEL, ()P 100%D AFHREEZE T, (d)(e)D & H i
A B LT

S. side W.side S. side W side
<“— Holeon

’" ‘workplece side .

Hole on Temperature measurement area
sensor side

(2) No input (b) Increasing input

S. 31de Wside Wside S. side Wside S. side

-
———

(c) Full input (d) Reducing input (e) No input

Fig. 4.6 Transition of input to infrared sensor through two holes on the grinding wheel

4.3.4 XEH O/ & EERA
2 OO/NROERY BAICE > TP ~ORIMNEO AT BENELT D720, Ba D/
ROYAXETRIZE > THD SN DIRERBIZZET 2 Z LR THISND 2D, b
LSBT 2 BEOBAZAE L. X 4.7 128584 Z R, FME 84 mm, ANEEDY 64 mm
DHZED T1 > TR D BBNTRIEH#100 DX A ¥ RIRRIAES SALTEB Y, SMEmIC
B o FEGHE 112 90 © IR T/ A 4 ORITEBRODFENOXD 2 5% 2y FH4oOL
LTW5. A O/NROTZIRIE Type A 13 610 D/ 4 5, Type B 1T 18 D/ & Ef%
2518 mm DRWAHRNZENEIN 2 DT ORITFHE LD 8 ITRHE bloE oA — N —H% A
G910 & L7z, FERACIE, WIERS, 77, EEHER 8NV LA NERICEE LT
A<w— N LERNVA—ZHE L TWD7DFZERIRICL TV DS,
TROMBRDOELSF R & U CREA P ZENT DB EE £ 7213 278 5 F o — 7R o E N
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BEZDNDD, ABFFRIEE U 72 E B O MR B S Il -+ 2 RN HRLEE R F oD
REHNBE LSCfRZe L& LTl T,

(a) Type A

(b) Type B
Fig. 4.7 Grinding wheel

43.5 EBRFE

48 \CERFOREZNE L2ty b7 v 74T ABETIIRET 2HFEOEAR
B 72 BERFE 2 FRAET 5 728, 300 °CITEN L 7= BYAIF (P v /3> v — BBZ5-30W500)
ZRERGEE U, EfhRIERE 259 2 JE IR R O IREEIC OVl Lz, BARIE
Zxtg & L= HEE, EEEOMHEIN T oM TIRE ORIE & 132720, JIERTSRY OEE
IR EIRE CEMICRTENTEY, 728010 <P X o THIED LT b BN 2\
D, FEETHAD 2 SO/ EELT, ELIEENE T 2N EMFET 5 2 L A3a]
RETHD.

FBRRMHF 43177, F2X 4.9 [THEEEBA O/ O LA BT DB O, e
&R DAL E BAFR OIS X &7~ d. BH O B RS HNRAZ R T A XL E & 72 2B O RERT 60035X
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@G.DTRDODZLENTE D, ZZTIEHX 4.9 OMLENS IO —ENKIT D ETORAD
FIHAAECoh DB 0 A% 0 [deg], FHIEIHREE % R [/min] & LTV 5. 72k, [X4.6(b), (d)
R L2 B0, BN mESHNREER Y A XL B 22 D ORTEZICB N TS, B
ADT DEENIFEL, TEMHOROZN ST AT 55512 T, REEL
MBMRIZ72 5 Z LITEE SN, Kika, EHEERERE ST 2B 0K 6 [us]OF R
fER A K 4.4 1T, FEHESHEE 2, JSERFH 100 ps (2% LT, W oma b B A REH
A3 EAL TV 1000 r/min, EAE 84 mm DA THERE S 1 2 TfiliEl#sE B o #PH
N T& % 4500 r/min, Type A DA DG, B KRS 58.8 us & 720, JRERFH 2 TE S,
TR D 7000 r/min D 3 /NZ — NIEL S CEREITH T2

Blackbody furnace Infrared thermg me_?el; e

T

T — _{,

|

&1

L

Grinding wheel

Fig. 4.8 Set up for measuring temperature on blackbody furnace

_2><9><60><106

- 4.1)
fo 360 X R

Table 4.3 Experimental conditions

Grinding wheel Type A, Type B
Measurement distance mm 100
Temperature of blackbody furnace °C 300

Spindle speeds r/min 1000, 4500, 7000
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Target J 6mm

Grinding wheel

84 mm

10 mm

Infrared thermometer

Fig. 4.9 Aperture angle of grinding wheel

Table 4.4 Opening time for each grinding wheel and spindle speeds

Grinding wheel Type A (¢10) Type B(@18)
Aperture angle 0 [deg] 1.24 6.77
Spindle speeds R [r/min] Opening time ¢y [us]
1000 411.7 2256.7
4500 91.5 501.5
7000 58.8 3224

4.3.6 EBRFER

410 12 2 FEEOMA Z VT, THiESHE 22 (LS ¢ 7 & SO RERT. I
FE X0 2 2 LICHER SV, EhEESEE 1000 v/min (2B WTE, EHLL0KA S
SRR 100 ps (X L C, BAORICAR N H 5720, I OTEE TILEMRFE OIREIZIT
300 °CCHOSFHHI E AL TV 5. 4500 t/min T, Type A DA, B L RETIL91.5 ps & I ZRERT 100
us 0 L FEl>TWAH 720, BIFOIRE LV & 2 CRERWEERE -7 LrLIh
FRRZEL LTIHFRTES b0 EE 2 LNS. —J7, Type B OREA IXB D BFRIAY 322.4 us & 72
0, BERH D0, WIOTER TIXIZIE 300 CHFHIIESH TV D, %I 7000 r/min T
%, Type A DA, Bl OEER 2N SZ KR X 0 HU 728, 300 °CZ D30I Flal> TV 523,
S5CRETHY, TN bRAL LTHATEDLI LD LEEZ X BILD. — T Type BDOGA T,



4T SRR EE FT A T B o0 EE T E TR O FE R 69

B DS R D 0, 131E 300°CRFHITE TV 5.
THERS 7 7 v Mol I3E IR EORBEZBER L TR Y, (ERICEE L7z R Ak H
(=7 R—V FEl¥) 70y M 5fiHAu Yy 7 THEL, REHE THIVTEA

ez BT 5, fEBROYE THIUL T D XIEILTHED Y T2 A LAHEMED ATHE
L s,
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(a) 1000 r/min (Type A)
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(b) 1000 r/min (Type B)
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Fig. 4.10 Temperature measurement result on blackbody furnace with different configuration

grinding wheel.
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CFRP OHFHEIIN TR D BE OREn~o1E A

1 IFT®HIZ

54 BT, 1R T DRI BRI F 2 F O 7 IR FHR A O JE BRI DV TR -,
TR EEE OBMERFEDMRGEA AT o TofE R, ms[EE L72iA O 2 DD/ HRTET RO
R ZFHUFTRE TH D Z & B hro To. RETIE, FRIMEIGHR G 2 O 72 i FHA Tk
Z CFRP @ R A WFHIINITICE A L, I0 T H OBFEI R E ORIE 2470, AT & 5@ Al
RBTHDZ L EMIET 5. & D%, FRAMEEGHRE G OHNR S ONLE & HEIRE & O BRI
%, BUERRHTIZ X o TR 7= WFEIH O 534G 7> BB 62T 5. F 7R O E FHAI Tk
T HEER 2 FHWTDIREEFHHFE & T 5 2 & C, IRERER RO YL MEET 5.
Z U TNLOEE OFADRIN FRIBERE 2 W IREFHTFEN AN TH L Z
EEMEL. HRICWIRATHLE N 774 FIRAIZOARFENEHAIETHD Z &
ZRRAET 5.

5.2 CFRP t#BR 7 OBE

HWMIiAEMﬂETT&<CmP’%ﬁ@?%é:&ﬁ%#ofwécumm

X, KOOERERT DD RTAMLARESINDIHAELE. FlmRE U
@ﬁ7X%%mf;@%mﬁe@é&cmymwm%%@ﬁ%m¢ék@,MIﬁ®ﬁE

WCRETHOVNEND S, F 2 TR TIIRIMR ISR E S 2 AW B E R Tk %
CFRP ® K7 A WFEINNTAZ 3@ A L, I T F oW E i E ORIE 27l A 5 .

il L7z CFRP OFAIME 2 5.1 17 —Hm7 Y 7vr GRET I v 7 A48
QUI135-197A) #f&kE L, HE 7.8 mm (ZAE{L L7= CFRP 7' L— b & L7-. FEE#ERIX
0°, -45°, 45°, 90°L L7=##(IS 5t CTh 5. X 5.1 ([CHEHERC A H B OBLE 2~ 3. T8
DND 0°, -45°, 45°, 90°% —fH & LC 5 MAREE Lo, AT 90°, 45°, -45°, (°
DIAEHETSHPEE SN TWAD. 52 1T LR A 2R3, RIS
ORI RIFIZ L DIEER F 25T 5729, X 7.8 mm O CFRP D7’ L— k% 2 &4 T
BT 5 2 & C, RAMRIEHEE G ORIEA O BB mm)L W LR OEHZR I K
LD EHIT LT
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Table 5.1 Mechanical property of CFRP

Carbon fiber TOHO TENAX QU 135-197A
Resin Epoxy resin #135

Fabric weight g/n? 190

Curing temperature °C 180

Thickness of prepreg mm 0.187

Number of layers 40

Fig. 5.1 Surface of CFRP

Fig. 5.2 Workpiece of CFRP



55 B IROMBBURIREFT 2 IO 7o BT o0 LSRN E TR IE IS & 5 CFRP ORIFHIIN T RF 0 52 5 DR~ D [T 75

5.3 A NG EAE OIREERIE ~DRE
5.3.1 BANG RS

IRAMER I FHEE & &2 W25 RHAI 1% CFRP O R A AFEIIN TIC#E A+ 254, 1)
D < TOTREE L, —ENHIE DB DD & RIMROBIEE IS, FRZENAE T RN
bHbH. ZZTHRAOHNUNOHESIET 52 EI2X Y, ANH~DETY < FIRADIEIE
ik D . K53 (2 OFRANE RS OB X 2R~ d. F2EORA O T N—T7
—FEFREL, TOHLAOHREZMETHZ EICLY, AN~ < R A%
WET DO ERFFIZ, ITHEASOMAGNERZWF T 5. MEGEE(TOHIN =7 7 — 7 —
AC-80)x X 5.4 2", a7 Ly h— LG SN D EMERE K 55" T RIA4 7 4
L —(HTH Y =L —E A M-110-5)T/Kii, MiEEREL, 7V —r R RIA4 T —|Z
Bz, mEEEICHEET 5. REITEENICHEFISMC 7 V42 vT7a— A A v F
PFMB7202) % 5% & L Callefi L 72

TAEM D& o # — A —N v — 312 22, 2 ORI ARE R O TRl TR E
Wz L.

Grinding wheel

/

Infrared

Chips thermometer

! 1

Work piece ™ t Copper tube

u« Cold air

Fig. 5.3 Cold air supply and avoiding the effect of chips.

Fig. 5.4 Cold air generator
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Fig. 5.5 Dry filter

53.2 EBRFIE

A NGEBHE 2T 0 < FORBERAZIHIT 2D RETHRD720D, A A — A
Z % A THHEIN T H O T O 2 T 286 0 2 SO/NL TiTo72. K 5.6
I THOHFHIH ORREEROE v b7 v 7, £ 521CFERSM 2R3, RO o4 5
TOMILi A T 5 2 & C, IAaNmELFE 2300 < F OZRENC KT T RBROME LT
STo. BRBIATE 018 D/ E RN 18 mm ORWHIANRENEN 2 DT ORITH TN
% Type B #fHH L7-.

®

r cold airsu

===

Fig. 5.6 Experimental set-up
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Table. 5.2 Experimental condition

Rotation speed r/min 2000

Grinding speed m/s 8.8

Feed rate mm/min 1000

Depth of cut mm 0.3

Grinding direction Down cut
Grinding condition No cold air, Internal cold air
Air volume L/min 464

Frame rate fps 4000

53.3 EBRER

5.7 2N T O R A2 3. IR A G L2 WA TIk, /M RIZE T 2RV E#E T
FH> 7250 X R VEED L 9 2 b OB, CFRP O THEMNIE-> X D & L2220, 2
B4 L7= CFRP DWW ) < FRHEEE PS> TNWDT-DOTHDH EEZBND. — 7, AW
GRS 238 L7235 A i, ZRICHE N TINT AL > & ) LR T 5. Z3m R & it
T2 LIl T HBEZEDUY S FERPPIEL LN TELLEDTHDLEERZD
N5 LR anNm RG22 2 &, T, Y10 < 3 235HFH i o 16 2
ExHETORELRBTE D Z RN nrol.

i

(a) No cold air (b) Internal cold air supply

Fig. 5.7 Observation of grinding surface

5.4 CFRP O aEAFEIIN RO BFE E o 15 EE B &
5.4.1 EBRHIE

5.8 1 A HIIN TRF O E OWREREFER O v N7 v 7 &, £ 531N LEM%
AT R0 R &R JEE R I B LR EL Y, HET Y mRESRETEIIN T2 T E AR E
L72UBARIE S 0.02, 0.2, 1.0 mm (233N T, CFRP O mAFEIIN T 21T - 7= B O BFE1 iR B
DOWPEEIT -T2, BEAIE 18 D/ EEREMN 18 mm OEWVWIANZTNEN 2 >TO%IT 5
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TS Type B 2 L, SRAMEHGHEE 510 Y03 T2 B EE 2, IR ER
IDOREAT D/NR DO FLMFTNLE T D K O IR .d"a? & L7-. 725 CFRP ®
T RIIERABRIC L D 0.952 ITF%E L T-.

Grindingywheel

Infrared——
thermometer

Coppe'r tubey -
R for coId air sup’pl

| :
’ -

Fig. 5.8 Experimental setup

Table 5.3 Experimental conditions

Grinding wheel Type B

) ®18 mmx2 and oval holes
Optical holes on type B with a major axis of 18 mm
Rotation speed r/min 4500
Grinding speed m/s 19.8
Feed rate mm/min 1000
Depth of cut mm 0.02.0.2.1.0
Grinding direction Down cut
Grinding condition Internal cold air supply
Emissivity of CFRP 0.952
Temperature measurement area position Center
Air volume L/min 464
Air temperature °C 13

Sampling rate kHz 50
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Fig. 5.9 Infrared thermometer and how to calibrate the emissivity of the grindstone surface
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5.4.2 EBRER

5.10 (IR EEHIERE B2 R 37, SR T8 B AV 50 DS AR ACE R EE B o0 JINE S A3 0 1
HCALET 2 & &, IREOES BIRA R IR A ME T 2 & 2 OREEF 2R LT
D WTHNOUBAZIE S IZB W T H A < I, FEC T ORERFH ST
WHZ ERDND. —J, BAREICHIES A ET 256 BIREZH D ST 52,
CFRP DS R THR SNI-HNETH D720, EOARAOIRE &3R5 Z L i3iE
BaANW. A E O, BIEIE 3146 mmA(UHAAE S 0.02 mmx19 path, 0.1 mmx18
path, 0.5 mmx5 path, 1.0 mmx20 path, 1.5 mmx5 path, #fFHIEEEfE 100 mm) TV O H-SFE Y RN
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DSFICE S TERIZHSEY LIREBO S A 5.11 (2777, CFRP O)) < FIT &
STHRARBNHSE Y T2 ONT, MARBDOBIHIIRELS Lo TNDH T Lk, N
THORAFREDOKE RIT 0.79~0.88 OMIZH D & TREND. Lizh-> TK 5.9(c)DY)
ALVES 1.0 mm 12BNV T, BEAEEIRE O HAFEREN 30 )COEA, IEA FE O =T
BET 25 & 33~37°C &72%. LLEORER XV, FRIMRBUHRE B 2 AV 72 IR I Tk
CFRP @ K Z A WFHIINTRE, FEEHI Y, HEY , SRERarEIN TAEE Lo o bhA &
RSB WTH, M S MRAREDOIREEZ, 1 7R ATHUETHZ ENAEETHDH Z
EN o T

ZHUE, Hx EETAMARBOESENHANEBRE, THTVarT—7 N0
T RILHE 7 D~ A X —lgT — X L L Ca v Ba—Z—NEFEHoZ LT, REAZMIET
HHBHED~ v F L I TLITY RAOFAHREMZ R LTV 5.
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Fig. 5.10 Temperature measurement result
P When measuring the temperature of the grinding surface, 30 ° C is 33 to 37 ° C when converted to the

emissivity of the grinding surface
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0.79 0.84~0.86 0.88

(a) Before grinding (b) Partially clogged (c) clogging

Fig. 5.11 Transition of emissivity of grinding surface

5.5 FRIMERIGHEEEF O BREE DAL E & HI &R E o B4R
5.5.1 EBRFIE

RIFE S AT OBFEI NI TR E AR 23 8 D 726, ARIMER IR G O RE A Bl L - ¢
HIE SNDIREIIELT H 2 ENTHISD. & 2 CHRIRE O E AR ERE I RIET
BOPFEEIT -, BRI ONE XX 5.12 12~ X 51 B mEml, shge, Bl o
30D E — N ST, AR BHREE B O RIRE O E O EIHER Uiz, frEs
DEHONRME XY v 7 %K 513 (TR T. TEMHOBA D/NRIZ, RAFE Sy v 7 2 H
O A1, TAEMRIO /N O L &I T A TRE & 725 K 9 I DRI E 27X E L,
511 O X D ITHIED 69 DNLEA DHOEHDO NI E 2 X D RIS 2 5% E L7z,

R SATFEREM AT D, FRIMEEGHEER 2 O IR UL OIR RS R oots
BEE LT, T, A 1/4 FIERE ISRl S LD IR O & 1L DT OYEETH 5 [
B —27RE] 2T 5. UhARES, HIRHONEL ENEI 3 NF— 2 TELSH,
ORI Y — 7 BEDO L 21T 2.

Finished surface side Center Contact arc side

Temperature measurement| Hole for alignment (¢9) Hole of workpiece
area (¢8) side(¢p18)
Feed Optical i Grinding
' path ; wheel

I ; - ; - k| _

Fig. 5.12  Position of the temperature measurement area of infrared thermometer
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Fig. 5.13  Cap with holes for alignment

Table 5.4 Grinding conditions

Grinding wheel mm Type B
Rotation speed r/min 4500
Grinding speed m/s 19.8
Feed rate mm/min 1000
Depth of cut mm 0.02,0.2,1.0
Grinding direction Down cut
Emissivity of CFRP 0.952

Finished surface side, Center,

Temperature measurement area position .
Contact arc side

Air volume L/min 464
Air temperature °C 13
Sampling rate kHz 50

5.5.2 EBRER

514 ([ZIRENEM R A 9. AR S 2Y 0.02 mm D {EIJ{ @&%yas‘%ﬁm@
ek bK<, UHARE SN 0.2 mm DAL, ':F'ﬂ%?b)ﬂi%m< HVEZXHND 1.0 mm

DL, BEARAMAL tro, A BRI ONEIZ mWORER & 722 0, BA %k{'“éi T & o THAMEH
DALEIZHBT DL E— 7 IREDO R/ NBUEN BT DGR & e o 7=,
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200

B Finished surface side ® Center ™ Contact arc side

9

o

3150 r

<

2

£ 100

&

24

S

a 50

0]

en

5

> 0

< 0.02 0.2 1.0
Depth of cut [mm/min]

Fig. 5.14 4Relationship between position of measurement area of infrared thermometer and

temperature

5.5.3 HFEIEREIRE O BUEFET

UHARIR ST K o THUNEH O E 23T 2 BIERE O K/NBR AT 5 R K % i 4
T 5728, BRI ONLE 233U 2 W OIR 346 2 BUEREATIC X - TR, R OAr
& & HEIRE OBRYED E BT 24T - 72, T e T V&K 515 1[SoRT. BA ST
Y OBl AR & —BR7RBRE 2 FF o 7o, HEIR SISk U CIERIC R & WIE & Ff o 7otk
DEIREARE L, ZORPFENES v TRERKORE L2 BE) L -5HE 0N LY RIEOIR
JFE 3T B SR oD 7o FEBRIC T BEd OFRIIRA SNENZ i - Tl & 72 5 23, BLAAE S 13K
FEBIZHANT NS W0, HFEIE B LHEMIIE S [ WO R EHFE LR LT
L. AT B W TA == —DOBEBJRDE X a2 b LITHR O AW E LAl m#&
JEIRE DGR 2 GO, BT DR T A =2 & 55 (79, MEHISE MRS L,
A & TAEM OREMBEIR LA COBVYRE T2 b D & LTV 5. EREREDIRE LK)
6] DR HIHRHL AT & 7] U4 Tl T 980 L 7= B0 J2JIfE %2 V7=, CFRP O ERE & B
BRI, RFEHEDORLE T AR, FEIC X - TED D, I L2 B A 0 EE & B R
D IEMEZREITZERR TR O TWZRW 2D, FeATHIZE TR H 47z CFRP O HEL 0.68 J/Kg - K,
BYREF 3,17 Wim - K 2 L7269 F720e1THHEIC I T, WA BRA T S45C A UNHA LR
X 0.02 mm CTHREEMFHEIIN T L7BEO TAEM~DOBGRAEI G 70 % Tho7-Z & &, TE
W)~ DEGRENEIEIZE R & XD HE OIS  UIARRI D REL R DHITE, /N E
KRDBANRH BT L0, BYEATIE ZUHAAEZ )Y 0.02 mm TiX 70 %, YHAAIES
2% 0.2 mm TIE 60 %, UBAZZEZ 25 1.0 mm TIE 50 % & 7% & L7,
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Ozx) = Za ( e ) XL lf;jLL e “Ky(u? + Z>)2du (5.1)

T 2JIB k v

2l: Contact arc length, B:Grinding width

Fig. 5.15 Heat source moving model for temperature analysis

Table 5.5 Analysis parameter

Environment temperature °C 20
Grinding wheel diameter mm 84
Depth of cut mm 0.02,0.2. 1.0
Flowing rate into workpiece a % 70, 60, 50
Horizontal grinding force 7' N 12.1,35.0,73.9
Grinding speed V' m/s 19.8
Equivalent of heat work J J/cal 4.1855
Contact arc length 2/ mm 1.30,4.10,9.17
Grinding width B mm 15.6
Thermal diffusivity of CFRP K J/keg K 0.68
Thermal conductivity of CFRP & W/m-K 3.17

Feed rate v mm/min 1000

Modified Bessel function of the second kind of order zero Ko

X=vw/2K ,L=vI/2K ,Z=vz/2K
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5.5.4 FEBFER L BAEMRITHE R DL

5.16 \ZHEA )Y CFRP OB AFEIIN T. L TU % 8k OMES X 2= 3. BB ARAT Tldk v
& x FmE L, EiloRLE RS E LTS, [X5.17, 520, 523 ICEYHAARSICE
D HENE O x JF TR OIREE 34T 2 or . RO SERE, FIROE Akl Z R L, & O]
DM BT %, ARSI TR OBEEIM R 22 LT 0, N TR OBEEIR 22 H> & B~
EUIVEDD HIZBWTC, BENLLEHN > TNDZ ENDnD. £7-, X 518, 521, 5.24
(Z, WFEIE R OIREE AN y FEARIZ K 57, x JEIE & 2 JEEEDORIZ L > TEE D EIRE L
T2E 0, BHREEAE T 5 x, y FED 2 IRTTOIRFE SR 2~ AR EE 3
HNREBN OFEE 2 )3 5. 2 TIHEUEEHR TROTMHIE O 2 IRTTDIRE DB,
FHNEFONMEIZBWT, JAIER= Y 7280 W RRESM 2R L TWD. £ L TK
5.19,5.22, 52512, BH U7ZIRE A &L 0 sRed 7=, SRR EBALE (231 2 TR E &, F25ris
ROFH & — 7 1R % s U7 R a m g

YBAAE S 0.02 mm (ZF\WC, HRREALE A BRI O35 A 53 e b I MK < 72 DA
IR FEBRAE F & BUEARATRS B CRIGR Td o 7o, MRNTHRE R 3T, JIRREAL & 23 B2 < o
EERREEIX 30.5 CC &7 0, OPFRENLE IR T 30 CLLERWFER & 7o 72. 2 uidy)
IABEES 0.02 mm TIEEAELE =28 1.30 mm & RS @G8)ICx LT MuhTh b Z & T,
TR & 7S 2R IUR C 3, IR 2N SRIR.(20 °C) T & 2 N TRl oM MR 2 A TR 56 00 K2
EEOD70, FHE— 7 BERBIEROERE o7,

Grinding o
wheel :>

§Contactarclength 2/

(a) Contact area between grinding wheel and CFRP

X Grinding wheel

| I‘/ Vv

CFRP

(b) View from infrared thermometer

Fig. 5.16  Schematic of grinding point on CFRP
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200 T T T T T 1

—— Numerical analysis result
Grinding surface 109
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Distance from finished surface [mm]
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Fig. 5.17 Temperature distribution in the feed direction (t=0.02 mm)
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(a) Temperature measurement position=Finished surface side
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200

Temperature [°C]

Y Length [mm]

0 5
-5
X Length [mm]

(b) Temperature measurement position=Center
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100

Temperature [°C]

50

4

2

Y Length [mm] 4, X Length [mm]
eng mm

(c) Temperature measurement position=Contact arc side

Fig. 5.18 Two-dimensional temperature distribution at each spot position (t=0.02 mm)



5 E SROMBRCIELEE G A& TV oA O B E B & % CFRP OWFHIIN LI 0D B8 o ki~ i 1 89

100
® Experimental result Numerical analysis result

Temperature [°C]
()]
S

7
7

ik

Finished surface side Center Contact arc side

Fig. 5.19  Comparison of numerical analysis and experimental results (t=0.02 mm)

TV THHAZIE Z A% 0.2 mm DA, BRI OALE D P ROBGE D 5 b IR R < 72 218
)X SRR R & BB AR SR CRIEE T d o 2. AR RIS B\ ¢, R ERALE 23 H T o
PRREEIX 171.9 °C & 72 0, thOBRRINLE LV 50 °CLLEEWEER & e o7z, ZHUTEA A
TREA 0.2 mm TIEEEMIE &28 410 mm TH Y, PHIREITIRENE —27 L7225 A&7,
BENERTHIMTAIOWHIM KRR Z2E £ Th S, £z, HHIREBON & 23 Bl
MDA, W ORI TRTOHEHIM R i A PREH O3 < O D728, v — 7 iR E
T BIREMEL 7o Te.
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(a) Temperature measurement position=Finished surface side
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Temperature distribution in the feed direction (t=0.2 mm)
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(b) Temperature measurement position=Center
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Y Length [mm]
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(c) Temperature measurement position=Contact arc side

Fig. 5.21 Two-dimensional temperature distribution at each spot position (t=0.2 mm)
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200

B Experimental result & Numerical analysis result

[

N

S
T

Temperature [°C]
=
S

7

Tk

Finished surface side Center Contact arc side

Fig. 5.22 Comparison of numerical analysis and experimental results (t=0.2 mm)

B ICHBARIE S A 1.0 mm DA, IR ONALE 23 M B A O5 4 238k b IR E DMK <
72 DAE A T BRI B L BT R R T LTe. — 5, T H 58, BRI ONLE A H
o & BEAREIA DIRE O K/ NBIRIT B Lie o Tz, BARDHER L Ao T2 F K & LT, WA
REVRKRELBRDZLIZE S TRE LTZBRET AN HIEDO W Z E R b s, 8l
FRMT CIEEEAIR: SAZ e ABFEIIE 23 3E 5 IR & WEFE T L& (OE L TS, BHARGE
A 1.0 mm CIEEEAINE Z 2% 9.17 mm Th Y, AFHIE 15.6 mm (2502 2 & DR &
LTHEZLND.

PLEDOEY, FEIEICB W TREN Y — 7 L2 558I8IE < —5TH DH DT, 8 DOHilH
DR EE 2 I E 3 2 RO BEHRE R C, el E 2 ET 2 08 L. E7-, HIRH
DONLTE DI ERRIME & oD IG G, UHARGE ST & - C, #EARIL & N T AT OB 2 i O 58 5
SRR RIS O 2 BENEAT 2720, Tl RN ZET 5. B 213, UHARR S & 5
BI\CEZ D XD N T.OSE, IR ONLE D P, SV <H 5 &, UHAZIRS DL
E R R DOZEALD 2 DO K - TRENZET 57280, i lin T 72, —77,
B OHA T UBARE S X S B mEEER O Z OIRE % #4572, FHihx)
BIIED P, UIARTEE N L THRAERTMZ2{TH) 2N TE 5.
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—— Numerical analysis result
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Fig. 5.23  Temperature distribution in the feed direction (t=1.0 mm)
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(a) Temperature measurement position=Finished surface side



WS IRAMRBEHERE FH A F O T A i 00 1R BE I E TE I K D CFRP OBFHIIN TR 0 25 o~ 94

300

250

200

150

100

Temperature [°C]

50

Y Length [mm] -4

-6
-10 X Length [mm]

(b) Temperature measurement position=Center
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(¢) Temperature measurement position=Contact arc side
Fig. 5.24 Two-dimensional temperature distribution at each temperature measurement position
(t=1.0 mm)
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Fig. 5.25 Comparison of numerical analysis and experimental results (t=1.0 mm)

5.6 BAVEXTE AWZIREFRIFIE & DB
5.6.1 BEXOEERIERE

BVEEXHIZ K DWRBEEIE VI, mERE 2 V5 ik & BREE S E A W5 5
HEO2TEIEN S 5. WiErmfE TlE, HIETF OB IRE 2Kk KEIZ LY 0 ClffE oM
W H—77, HUEHGAME TIL, SHUSMUB S DREZRET 2 0ER S H. AR TIL,
R Z T D T O I W HER: S 2 Ao, A L7 2GEEFE IV [mV] & IR RE A
IBET [°ClOBIRR A (5.2) [RT. 728, To [°CUIFHNZMUBSOIRE, Kk IXplE
BThHD. HHIEEKIZOWTIE JIS C 1602 ([ZFE# S iz K BEGESRT O 0°CH D 600°C %
TOHMERGEE ) 2 el T/ D FRIEIC X D EAUEEIC KV HE 2R Zn A2 LTz,

T=kV+T, (5.2)

# 5.6, £ 5.7 2N ENEUERLSIRE LN T HIEE ORESMt 2 /RT . FRUEREIRET,
OREIIE, BAERHAOF 2= F (KEYENCE NR-TH08) #ffifl L7=. —J7, ML
REE (BUEE V) OREICITOT HEHl-=> F (KEYENCE NR-ST04) Z i/ L7-.
ZAUE, DFEIREICAA A E ST A i3 2 RIS E ms~% s RETH Y, HRKVv
7V TR EAY 10 Hz @ NR-THO8 TIXFHANZ MBI Yo 7Y o J R iR E T & 72
Molelz®dTHD. 723, NR-ST04 & W72 TEIREOFHR TV 7Y v 7 JEE K
% 1 kHz [ZRXE LTz,
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Table 5.6 Measurement conditions of reference junction temperature

Measuring unit NR-THO8(KEYENCE)
Maximum sampling frequency Hz 10

Sampling frequency Hz 10
Resolution bit 16

Range \ +50

Table 5.7 Measurement conditions of machined surface temperature

Measuring unit NR-STO4(KEYENCE)
Maximum sampling frequency kHz 50

Sampling frequency kHz 1
Resolution Bit 16

Range mV +50

5.6.2 RIRER S REKFAR DBEXS & D Lk
5.6.2.1 EBRFGIE

ITREORIE G EE UTHRITMISE CTE S EH STV D, I TWICEE T 2 DA A
TARFERIETFE & O AAT o 72, 13 U IR S REKZIK O K MEVE X KB T K-G
0.32 ¢ ZaBR T ICHOIATL L & OB AT o 72, 708, BUEHRNIE K f"”%}iiﬂ?:?ﬂﬂ?m%(k%
L K-G032¢)D7 1 AL T IV AVl E AR NEHECEHE LIERL L 72, X 5.26

(ZEVE T ORI %, X 527 [ICBAVEX NHLDIA TN B A &, (ﬁﬁ'ﬁiﬁ%@?ﬁjﬁl%r@“ L
TR O B E A1 S @ﬁ&éﬁmj: ECEy ML, AR TEE L. E e
B BMGER AT DR D SV R— 7 ) A(BMEER 9.0 Wm - K)& Tl L%Wﬁ%@ﬂ
AEARIT B & &I, W OBE ENWE /NS D 2 L&V EBRTIIEINT
Zhi U, BB A DA AT CFRP L — NI, RINTOL 9 —HDF L — haERT, #
AHUMERALE.

528 |2 2 DOIRERIEFIEDWIR AT ) FZBROYE v N T v 7%, & 58 ITERFM %,
B 529 [N TORRF 2R3 1 X2 B 720 OUIARERS % 0.02 mm & L, # 0 K L CFRP O

SEAFEIIN T 24T > 7. & L TIX 528 1I231F 2@ D /S A3 YAZE 0.02 mm LANIZHET
L7-BEBEC B 2N LHE FOIRE L 725 DT, Z ORE & RINHRE G2 A= F
EORERTHEROLE 21T 5. BAIEERD 18 mm OE WA E ¢18 D REFNZEN 2
DT OIS 7= Type B 2 L7z, UHAAIEZ 2 0.02 mm Tl FRAMEECFHREE R OHES
DONLE DS EEMEIMA & P4, BEflE X2 NES < INTETOYEHIM £ H ORE % & T
FHT 5 720, PRRE OALE AL BT E AN E Lic ¥ o oy hC—EE L,
1 RAZ LTI &2 22T T BIRO /SR ADIN T 247> 7.
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Temperature
sensitive part

(b)Enlarged view
Fig. 5.27 CFRP plate with embedded in K-type thermocouple
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Grinding wheel
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Thermocouple
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Infrared_ '
—~thermometer

Fig. 5.28 Experimental set-up

Table 5.8 Grinding conditions

Grinding wheel Type B

: @18 mmx2 and oval holes
Optical holes ontype B with a major axis of 18 mm
Rotation speed r/min 4500
Grinding speed m/s 19.8
Feed rate mm/min 2000
Depth of cut mm 0.02
Grinding direction Down cut
Grinding condition Internal cold air supply
Emissivity of CFRP 0.952
Temperature measurement position Finished surface side

Air volume L/min 464
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Grinding wheel

@ 0.06~0.04 mm

@ 0.04~0.02 mm
@ 0.02~0.00 mm

Tip of thermocouple (0 mm)

@ 0.00~-0.02 mm
& -0.02~-0.04 mm

Fig. 5.29  Grinding flow

5.6.2.2 EBRIER

[ 5.30 12/ N ARSI 2 EVEXT COMRBERIER R &, Hbﬂtiﬁ‘f@iﬁ:%fﬁﬁ&%ﬂmf;‘zﬁ%ﬁﬁ
W FEOYE Y — 7R E T RN EURE R 2 W FEOYH B — 7R EICE
RC, BENE AN TFEOQD S RCEBIT A REIRED TN 16 °C1J;Emﬁ’%%kfxo7‘:.
ZHIEEIC 2 o0ERNEZ LS. 1 DHEI, BHRE L #emoBEMmEs /N & <, R
ERA~DANBEN D2 o122 &, 2 0B, BRI 2 O BRI 2R O SR E T
B DT80, EREAD TR AR DRI O DA TH H 2 & T, gEfiaaik L 0 & BOEH2N
DIREMEL o722 TH D EEZOLND. F12@, ®DO/RADEEHIREIZOD /A LD
HEWAER E e oo, ZIUTERS AR HI o= 2 &, BRI OBREN/ NS o Te Z
EWFEKE LTET NS,
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Fig. 5.30 Temperature measurement results of the two methods

5.6.3 BRI EIFAIR DBAE X & DL
5.6.3.1 EBRFGE
RERFR OBVE XTI, WK ORI E R, BARIZEN A LI WIHER S - 72
7o), FEHEEZ 032 mm 225 0.1 mmi/hS<T5Z & TCRaEERL/ NS L, £0kimr B
FD3 0.04 mm OFEMDOTARIZ T 2 Z & T, BAEMA M LS, BERE 2 5 o 72 2VEXT O Jebi
EIRICANTRAT D L DI L. ZRBERIL, £ 58 L RO TIT, RN R E
FHE A OWIZIEEFHI T & O AT 7. X 531, 5.32 ([CfEA LA K AUEVE %
(T XA L7 4 KST(SF)-40-100-200) & ZEE 2 Bl A Te 72 O T4 fi L 72
CFRP 'L — R & ZNZE Urnd. BEMEHITERESK 10 mm OX A YRITHY, 7 a A
Jbe TIVAND 2 RKOFEMINZ D D, — TSmO LA T, B AR L 720 K9 1272
STW5., Fio, BARETO R E X013, X 5.26 DGR EERIROBERT LD I 512/ S
K725 TWD K 533 ICEEX OB O T2~ T. @D L 9T DR L Jn & BVE%
e DR FHF MDD AT E IR DRRIZT V27— 7 TS G 0 (H T 72 IO 22 23BHv 7=
FFEORETIFEFEEN/DE BN THANBA~OBILED T b 72D, L7 O
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CFRP M Z LI HBEDRE LY bm<HESND ZENTREND D, AHOD X H
(I & W] Ui > CFRP DY 2 BAEE 6t 0 S 4 L 24 T, #E A CREE L 72,

0.5 mm

W

(a) Whole tip (b) Temperature sensitive point
Fig. 5.31  Sheet type thermocouple

100

100

12

15.6

(a) exterior (b) Dimensional drawing

Fig. 5.32  Grooved work piece
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Alumlnum
tape

A

'Thermocouple FRP

o

Fig. 5.33  Installation procedure of thermocouple

5.6.3.2 EBRFER
53412 2 DOIRERE FIEDRIERE R 2 7. 72wl M OEGE X 2 V- FIEORE
B ERERITENALED 0.02 mm DANICHST L7 SR 2B 1T A FHImEMOBEE TH Y, X
4% 20 OB EN L 2 & ST fERE2 R LT D, R OBGE X & - Tk & RSN IHE
R A FAWRIRERH TEO PN E— 7 EEOZEITRN 3 CL o7, K535 12FEBREF L
FIEOYE D, 50 J7 M OB OIREE 55348 OBAEMATRE R 2, X 5.36 (CHNREBALE AL
FF M OSE ORNRERD 2 IRTTOIRE 534 &7~ T iﬁcfﬁﬁﬂﬁfﬂz&)tﬁt T ¢ 8 mm
BT D ERREIL53.7 CL e, BRHEDOEE ©— 7R & [F% & 2o lo. —0, BafE
M C ORI OfcEiRE IR 130 CLe->TERY, BEE AW -EEEO K EIRE &K
XRENECT. ZHICE R SOER RIS 5 LB HND. —D BITEESR O BIRANIC
X, HOREOBEEND O INEHEN 5 ThinoloZl et ¥ 535 IRLIELH 7
I OB 7R EELICIBIE TE RN o220 ThHDH EEZBND. —2HiX CFRP O
BMREHIT 317 Wim'K & BRI EHZ R TR < (R S45C DEMAEF(T 45.0 W/m'K ),
F BRI L DEERIERRIIIN TRE S 0.00~0.02 mm B /-ESICBIT HEET
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5 E SROMBRCIELEE G A& TV oA O B E B & % CFRP OWFHIIN LI 0D B8 o ki~ i 1 103

AT O EICBVEX 2R ET D 2 E 0L <, BB ORIRHMOEfMOBLAIZ L -
THERRENAE L DN & DH. — 7, FRIMEHGHEE R 2 W e Rkl o 2R 5%
ERAFRE T o U, WA & A 2R i O 28kt L CEHITTE 2720, WEDHES &1
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Fig. 5.34 Temperature measurement results of the two methods
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Fig. 5.35 Temperature measurement results of the two methods
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Fig. 5.36  Temperature measurement results of the two methods
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5.7 ML RE ORI~ DEA
5.7.1 HHEIEHRORIE S IE

HHRILOME I T A R FERBREN TS, 0T AT =V RS —
X EFERFROENEHEZ AV THEDE(LZ L LTRHRIET S HES, Efiti A
WCHFEIEHTIC & 55— % B2 BRHEOFF TR 2 ik, WEREAEZ2 v o
AT Lz @A ER TS SN eBRnOMER 2R 271k, S~ A 71 A
— & VTR OBENEN % b T v ADEMHE CTHRINT 5 ik S 6ICHERER
BArEH a2 O CRBE BN 2 8 E S el 1 & XIS OFER R A2 5HIT 5 71k £
RS 500

ABFETIX, 20O THRICHEMINE, SREE & B2 R A FF oK EER =K
538715 (KISTLER 9257B) Z MH\W/o. @it - 7130508 » 7 A2 (KISTLER 5407A)
L TF ¥ —T A—% (KISTLER 5015A) IZHEe ST\ 5. & 59BN IO %,
F510ICF v —V A —H DL ER~T.

536 IRTHEEERIZOWT, KREIOME 21k & UHERVTAIERGT © Fr, TEEFHH
Pl Fy, $hG MR . Fz O =2 0E Lic, B hFto AL, SRy 7 2

(KISTLER 5407A), F ¥ — Y A — 4% (KISTLER 5015A) Z# /M L CTF—& 1 H —

(KEYENCE NR-600) IZ AL, TNZIHIC/NYa A LTEMRY 7 & (WAVE
LOGGER PRO) #HWCTF —# ZINHE L=, WESRMEZE SIITRT.

Table 5.9 Specification of dynamometer

Specifications 9257B (KISTLER)
Measuring Range F. F,, F, kN +5
. F,, Fy pC/N ~-7.5
Sensitivity
F, pC/N = -3.7
Natural Frequency fo (X,y,2) kHz = 3.5
Operating temperature range °C 0~70
Length mm =~ 170
Width mm = 140
Height mm = 60
Connection Fischer 9 pol. Neg.
welded/epoxy (IP67) with
Sealing connecting cable Types 1687B5,
1689B5

Mass kg 7.3
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Table 5.10 Specification of chargemeter

Specifications Type 5015A00X0
Model 19" rack module
Adjustment with serial interface RS-232C
Measuring range pC +2 ~+2200000
Frequency Range kHz ~ 0~200

Output signal \% +10 ~+2
Accuracy % <43

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

Table 5.11 Measurement conditions of grinding force

Dynamometer 9257B (KISTLER)
Charge meter S015A (KISTLER)
Date logger NR-600 (KEYENCE)
Measuring unit NR-CA04 (KEYENCE)
Data acquisition software WAVE LOGGER PRO
(KEYENCE)

Sampling frequency kHz 1

F, pC/N -7.851
Sensitivity F, pC/N -7.874

F, pC/N -3.765
Range N +1000

5.7.2 EBRFE

FFEIN T TN T3 512250 C, 8910 < 3R O 2 5 H S F 0 <0, ki ol
ROME T HOSNAAEL, MTIREN EFTH. Z L TN TLIEENE LS EHT5 &,
IS L 2 ~HERRZEERCHAIBE T IC K DM B OB E RN RAET D, LR ->T, 2O L9572
TREOBFZ O TIRE, FHHRE DN SRS 5 2 E N TE AU, B ME 2 2 EA]
DEGHIR A A X 2 7 CHRA DR EDORINE T D Z ENAREL 72D, & 2 THRIMEEUR
FEF & O T2 B SHR iR SR EIN TR O BHE OMAICE DN TH D Z L ZRIEE L 7-.
537TICEBROE Yy N7 v T, 512 ITERFMZ 7T, BRAIT/NROED 610 D Type A
ZRERAL , Sl CTIEA D ERWEHALES 2 1.0 mm, (LT 1 X2 H72 0 ORI EEEZ
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100 mm & L, CFRP O¥amibFEIIN T 247> 7.

Grinding wheel

CFRP

(Y

Infrared thermom'é‘tg—\r: |
- ~ ."" = ‘aﬁ

Dynamometer - -

Fig. 5.37 Experimental set-up

Table 5.12 Grinding conditions

Grinding wheel Type A
Optical holes on type A d10x4
Rotation speed r/min 2000
Grinding speed m/s 8.8

Feed rate mm/min 1000
Depth of cut mm 1
Grinding distance mm 100 mmx2 path
Grinding direction Down cut
Grinding condition Internal cold air supply
Emissivity of CFRP 0.952
Temperature measurement position Center

Air volume L/min 464

Air temperature °C 13
Sampling rate kHz 50

5.7.3 EBRER

1 32 B UL, NI EI3RAER T, BRI LT, 2 232 H T, X538
DX D12 CFRP A RJEICHEE L, AL BHOED Lz, £ 539D L9512
TR ST I THEICHEEIZAE U R0 o 7228, NIRRT NS 7 7 A N—=T 7 kRAET
7z.
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S5A0IZHEENRAE LRl 1 NAH & K SALICERFEDNIAE LT 2 XX HORE &
WHEISI DOWTE & 2 Ehurd . INLHREEOEE LV, 1 X2 B TN TH, 1), BrElm
B & BITREREAITR o T2 DI L, 2 232 B IS0 S BRI/, ARSI RS
ERARMEENSIMIC EF L TWAEZ B0, 2 NAHD 0.9 s fHEOREHRFIE 1
X2 B ORI & R, DFATEREE LA 130 °C, fRf 2 o R B 1 AR 2 o Bk 22
THUE L THI 33~37 °)CTh o 7o, —J, TOEHZD 1.0 s (1 CTik, Wl & a2 Ol
FEIZ 0.9 sHHEdD & & LT EAEED LRV, AR EIREORIERIIRER IS 72
374 L. i@t L7z B oA & CFRP 2 0L5 2 L BBLT 5 2 LITRFREE D, AR
HO—HBEHSED L, ZOMOAREICHRT, RN EL o2 & &, IR
T UBRARMREN B/ L2 EUSNOERIIZZ ONRLFRTH L EHEZ TN S.
Z Dk, 2.5 s (T CIIAFEI IR 1359 250 °C, A& £ miEEIL 100 °CLL EETEF-L, 415
AP CIEAFENR L 13 450 °C, ARA e O IL 200 °CLL L F T EF L, I T#% o CFRP N T
i TARE D WL <HEEL T

PlEobLEBY, IAOHESEVNRAET S L, Ml & AR mORE IR BT 57
D, ISR 2 O IREFHIFIEL, 202 SOIRE EANGESFE Y 2T
HTEBARETHHEZZOLND. FT-HOE D OIARE, HFHI 1 6 28I EH LTV 2523,
1.0 s (I DIREERIE TR 70, AR EIRERER OEIE DO/N S 2 ILOFAED L 5 1828
B, B OFFE D SR L\, kOB ZIFBE R L 28I CliimaRmo v 7
N A BIRBEEDET=F )V TIIREETH - 7208, AFRTIIRE OV 7 FIVNES
IR CE 2. ZORFEO/NERILORENHSE Y OME 35 LT, HFE A ORIEIC
NPT LHEMETHDL EBZLND.

2L, YT, T RO THEHENICEERREZRE LT 52 EiLTE2k
AN

(a) Front (b) Back
Fig. 5.38  Grinding wheel after machining
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(a) Near the grinding start point

(b) Near 70 mm from grinding start point
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(c) Near 90 mm from grinding start point
Fig. 5.39 Machined surface of CFRP
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(a) Entire grinding
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Fig. 5.40  Results of temperature and grinding force (1path)
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Fig. 5.41 Results of temperature and grinding force (2 path)
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5.8 —BEA~DEH
581 /NAFTEE N 774 FIER

IROME R G &, /N A B T T2 B A 2 VTl il & A £ il O E 2 5HHl©
X5 2 LNtz DT, GBI O K & 72— R A 12380 T b RN BRI 5 %
FAWTIREHRMTENE TH D 2 & 2/KeE L AsEONL K% BT

542 [RGB OB H O/ NRGR T bz e N U 7 7 A A, X543 12
ZORSS R 2R, AR L IR TEERA & RERT, AAEmIC 2O ¢18 D/INyTH T Hiih
ICHREIZ AR BRI O TV A,

09

Fig. 5.42  Vitrified grinding wheel

Fig. 5.43  Mounting tool for vitrified grinding wheel
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582 Kvyv oo

IMTHIORAIZIENR S S Telzd, KLy v 7 EiTo7-. A Ly &K 544 (TR
TONLERITIHO = 72 TTO 12D Ry ZITiEK 5451277 K9 72
NUyVEEY 7 Z2EA L. BEY IR Ke~y =07 27— 7 )VICHEEREE T
EHEOICL, ARy HIEES Z7MEN G IEHRCICL > TEESNLTWD. &
51312 Kby v 7 OfMEZ2RT.

Fig. 5.44  Dresser

Fig. 5.45 Dressing jig

Table 5.13 Dressing condition

Rotation speed 1r/min 4500
Grinding speed m/s 19.8
Feed rate mm/min 500

Depth of cut (Total) mm 0.2
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5.8.3 EBRFIE

546128 YU 7 7 A NiEA TOWAIEOIREREER O v 87T v 7, & 5.14 IZFER
Sl e g, 60 WREE &R R EE 13— I U, UHARE S % 0.02, 0.2, 1.0 mm & 2L &4
C CFRP DU AFEIIN T 24T o 72 BE O MFEI R EE 2 IRV BUHREE 5 2 O 72 FIE CHRIE
L7z, 736, A Nm RS 13, B B B G 008 0 8 2 5% 1T Tz, RFEFRT
WE A L TR, F RN EHEE O RS OAL BT B RANCER E LTV D,

Fig. 5.46  Experimental set-up

Table 5.14 Grinding condition

Grain SV

Grain size #80
Rotation speed r/min 4500
Grinding speed m/s 19.8

Feed rate mm/min 1000

Depth of cut mm 0.02,0.2,1.0
Grinding direction Down cut
Grinding condition No cold air
Emissivity of CFRP 0.952
Temperature measuremnt position Finished surface side

Sampling rate kHz 50
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(b) After grinding
Fig. 5.48  Observation of grinding wheel surface
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