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Development of High Precision Machining Technology
Eung-Sook Lee’, Tae-Jin Je, Jae~Hoon Kang, Jae-Kyung Lee (KIMM)

Abstract

In this study, we aims to develop the
machining technology for the ultra precision
surface and profile accuracy. For this purpose,
we construct the electralytic in process grinding
system (ELID grinding) and apply to the
cylindrical and internal grinding.

Through the various machining experiments
such as SCM steel, ceramics, tungsten carbide
etc, we have obtained nanometer surface
roughness. And we have applied this mirror
grinding technique to hydraulic manual valve
and mold core of mini disk optical pick-up base.

For the development of fine mechanical part
machining technology, we have made multi fiber
optical connector using fine grinding technology.
And constructed micro drilling system with
process monitoring system which is possible to
drill 50um diameter hole.
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