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Study on the formation mechanism of high-speed reciprocation grinding and
application to high-precision machining
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Purpose of this study is to reveal the machining mechanism of high-speed
reciprocation grinding and make high-speed reciprocation grinding high precision. To achieve this
purpose, simulation model of form grinding is newly proposed. As a result, relationship between
grinding condition and grinding force and roughness of ground surface is revealed theoretically. And

based on this result, it is enabled to suggest the optimum grinding condition.



B X C—19,. F—19—1. Z—19,.

1. AFZEBAE 4P D 5

BE  EFHENE, 7 e Rk &L TE
Wk A /NS SERE L, BRI 720
WA BT S A2 T O AE 2N/ S VR TE
TRINTWD. ZORSE, WHE TRICES
LN R o TV 5.
HHIERZ & < T2 720 O — % H 72 A
EEL T Ly aifilité sV —7>7
4 — RWHFHIER S D . A L7 a bl & i
TAEY % i o R B S & CHFEI &2 1T 5 i
HVETH D, TAEMDE D BENH =9,
1 Bl TAEYE 0 %I T DA 28] 0 JA 2
wBNNSLS D, —J, 7V —77 44— Kif
HIVE & 1X, A PRIV IAZEZ REL L,
TAEME Y HE AR THHETH D, 7
U—77 4 — RHFENCEE U IR o
W 2 W FE R 2 < le & Tnd . L
MNUAA LI a NI R E LT & s
BEIOFEBNHL <, A= KA ha—7ff
HI L BEXN D THEM 2 — F I mE#E Tk D
WIEIEDRIZEIC & Ek > TS,

2. WROEB

AWFFED B, ~A L7 a bl omn T
A=A LG L, SRE - SRR
Ml ZFEBT52EThD.

A LT aifEl#EE T R I 3—2R
W ZAT 5 Sy, TR 1 RIELND & X
WCIRAIC5E 26Ny 7 7 40— RIZ/hE
V. L7208 THFELSE O RS IZ A R— 2 7
U ROIREEL 72, RAFRAFHIE SO D
ZERMIFEEND. T AA—REHEE |
Tt b, N LT e ifElE G T iR
v 7 74— NiE+mI/h S flicimzx s Z
ENFRETH D, LEEN- T a Ak i
DER, EHERAE EIFHEI S ATREIC 2 D &
a5, 22T g Ly 7 aifdlonT
AH=ARLERAL, £ Z THBLIRD N
A L7 a il O fE 7 E B R BT, &
FEEE - SRERAUBMIE 2 FIRE L T 5.

3. WD L

A LT a bl X B BB O &k
JE - @RER LA KBTI, ALY
7 e b B HFEHEST & AFET L S I B 2 B 5
BIZOWTHATT2HLENRSH D, & 2 CTHRHI
R & BFEI L S 12D TEEER A FRAT L,
WIS E DRt 2 LT 5. F iz,
KRNI NA LT affffl#EE DT kI
— ARFEI ATV, AFEIRET & BFET i S 2 )
ETHZ LI VHERETD.

CK—19 (d:m)

4. WFFERE

(1) HWFHHEHT

X 1 ICHElE T v ERT. FRIZEB W T v

WX TAEMRE Y SRR, VIR B, AR

ARUNAARES, b IZAFEINE, p XEHET

HD. ZOETNE Y EITHEHELO ER Y

71 B, BRI FE WIS O BIfR % E H
L7z R 2 ko
F = Cp(%}m 1)

22 TCIEY B8 REL, wd TR OBER
B THB.

Grinding wheel

Cutting edge
By EHY
b
P
Workpiece L Workpiece
()& (b)RRRIEIAL A
1 WFElET v
Grinding path Workpiece

X2 AN 31T 2 AFHR O FUEE

X 2 \ RIS v, T/ R AKY 2 H 2,
I 24T 5 & & OBFEI A OB 2 7R~
FXIZBNTE Yy 77— RaBX()FITH
ARG b ICHEMS T 5. BRIEEFEINIIC S T D
BANZIRE [ 24 72 0 (2RI pk & A 2 BF 1 T oD T A
ZQEBE, TOQIFARNE—TLE v,
ERHVW Tk TEREINS.

O=Lv, (2

F-y 7 74— Raldv, L, v2AWTIK
KoXricksnhb.

a=v L/v=0/v 3)



RIXLVOPR—EDEEX, v/ 71— Fa
& TAEWE D EEVIIK B OBIRICH 5 Z
ERbns. T OMHIENCKG)D B
v 7 74— RaxfRATHZ &L, BE
WEHNC 381 2 BFEIHRET & B S 1 o BIAR I
wXD LI ITRDOBENS.

F, = Cp[%} uF, @

XDIZEBW T TR EEv LBy 7 7
— RalZHIZHESN TS, ZLE TS
Ly 7aiffilciivty 7 7 4 — Ra /&<
LT OMERII b /NS b EE BN
TE7 LK@ LD A L7 afb 3t
HISPTIC B A 5 27202 ERTRISRD.

ZD XD TR E R T D 72 DI AR E
BRaiTo7-. EBRERZX3IIORT. FXE
D TAEME D EENKRELRDITE, T74b
HLEy 7 7 40— RPN EL 72 51F EMEINR
PIMREL 2D E8bnDd. ZHITHER:
BN ELNT-R@) DR L RS, FEED
WFHNC BV T, THEmED EENRRKE
HIFEHIDFERELAREL 20, EENRHEI
B b NRELRDTEDTHDLEEZDLND.
INHO/RERNG, HERILZ /S <z
D7 DIZiE, A BT HHIRE O TRV sl EE
RS LEFR I LR E o7z,

0.2 < <
Z

o 0.15 ° g N

o A A .
g 0.1 s " -
= ° H "

on [ ]

£ 0.05 -

E O=1u2+5410 20
$t L L 1
G} 0

0 20 40 60 80 100
Workpiece feed rate v mm/s

X3 WFHIHHTO R E R R

(2) WFEImE LS

HEHEOFEIEER L v, 77 UHFEIC
BHFHIE L & & A o R i&%@io
RN DD ERHE LN LIRS TN,

w (D,H,,oV,v)=nW, (5)

T T Wy IZEE YRR & iR K i CPE &
Mé%\®¢& D I3RS B, Hy X KE
SHE, AdFBRRETEA, n 13T v X DMREL,
Wo VIHERHRE 1 T@ﬁ\ﬂ&éﬁﬁﬁf%é.

A LT REN X BRI &2 % 2 5
Ex, K2R LT M I A= RAWHIET V&S
BT D2HMERDHD. 0L X EEYIHI R &
WA 21 CP E D E 5y DUEE Wy, 23 bla
fFET 2 L b2, KO)IFKRAD LS
R Ih5.

W (D,H,,a.V,v)xbla=nW, (6)

KONZBWTAAREITR KRS IS H,
DHTHDH. MITHFHEIGIEC L > Tk E 5 1E,
HHNIERTHD. LI TR
W, 8RO DZLI2EY, FIA
—2WHIE O R K E S S H, Z3HET5 2
EMTES., HELEEREREZK 4 (0R7. [H
K&y, TEHEDEENRKREL RDIFER
KESHEINKREL R, KRS SHS K
INT TR D Bl T P EN S IS FAE T D Z &
s, 7272 LHFHIRER AR < 72 51F E iR
S S OR/MEIFREL 8D,

0 200 400 600 800 1000
T =7 VAL B min!

B4 7 —7 AR & ok SHLE ORIR

0.4
0.35 w ] ] ]
E 03 A N A 4 4
¥ 0.25 P —
=
5 02 _
= 20mm2/min
£ 0.15 A
K 10mm2/min
= A 5mm2/min |
0.05 ¢ 2mm2/min 7]

0
0 100 200 300 400 500 600

T —7 VAEE AW min”
(5 FEBRAE S

FREDO EBRAERAX 5 1ord. R L0 AF
HIRE RN mWMT ERREm S H IR RE LA
L2l TEMEY HENEOIE ERKE S
HENKEL RDEMBER IS, Ln
S THHEIEH S OBLEN S b, (1 ETHFEIRE
X TAEWE D #HE IS LA L nwE
ERHBMMNE ST,



5. TR

UdEssamsc) (B 1)

(M N. Yoshihara, Y. Fukuda, M. Houman, N.
Nishikawa and M. Mizuno, Grinding
Characteristics of Waspaloy with
High—Speed Reciprocation Grinding,
Advances in Abrasive Technology XIX, #t
FA, 2016, pp97-100.

(k) (G5 1)

O FHEEA, fEEAEKR, e, 781
7%, KEHERR, A L 7 e iFENEIC K D
BEEONHIINL, 5 11 BAEMLT - TE
BEMCES PRI 2%, 2016, 10.22-23. £ @K
().

@ Nobuhito Yoshihara, Syota Abe, Naohiro
Nishikawa, Masahiro Mizuno, Effect of the
grain depth of cut on surface roughness,

International Symposium on Micro/Nano
Mechanical Machining and Manufacturing,
2016.04.25-28, 7 7 ¥R 7 L LEE (B H
B

@ HEUEAN, ZEAN, SRR, 7)1
Zr, KEPHERY, HERHROMFHINEIZ K 2 WFH
S OFRMT, 2015 4 BERRRIIN L2722 sk 23,
2015.09. 09-11, BHIRFEEAAE (FPZIIR) .
@ EHMbER, HEEAN, WIIHZ, KEH
W, ™A LT a il T D BEHERET O fig
Hr, 2014 - EERERE T BALSCRR ARG =,
2014.11. 29, BLRETRY: (FHRE).

® Nobuhito Yoshihara, Tomoharu Nakagawa,

Naohiro Nishikawa, Masahiro Mizuno,

Grinding characteristics of high—speed
reciprocation profile grinding,
International Symposium on Micro/Nano
Mechanical Machining and Manufacturing,
2014. 04. 21-24, Xi’an, China.

6. AR

(1) WFFEfREE

I {2 A (YOSHIHARA, Nobuhito)
AFRF - B - R
W78 %75 : 80374958



