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Development of advanced and optimized technology in cutting, grinding, and abrasive machining

High efficiency cleaning of wheel surface Abrasive Jjet micromachining

The high efficiently cleaning technology using dry ice blasting is developed for The abrasive jet machining technology for micro profiles with high efficiency and high
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Loading that occurs during dry grinding of carbon, etc. can be efficiently removed by dry ice blasting. As a result, the erringbone grooves by abrasive jet by controlling machining conditions such as the PzasN 1 mm
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total wheel life is extended, and it is possible to stably obtain a high-quality ground surface with high efficiency.
(Shaft diameter: ¢ 4mm)

nozzle feed speed according to the target profile.
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Intelligent grinding system to estimate net stock removal Simulation analysis of thermal deformation

Intelligent grinding system
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Researches shown above are expected to use:High-precision high-efficiency machining for automobile and aviation

iIndustries, In-process evaluation technology of machining accuracy, Optimization system of machining conditions
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