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Mirror grinding with Electrolytic In-process Dressing Method

olgs’ HMelX, ZME
Eung-Sook Lee’, Tae-Jin Je', Jae—Hoon Kang
B2 7] H o 7 H(KIMM)

Abstract

Recently, ELID (electrolytic in-process dressing) grinding technique is developed. It is possible to make
a efficient precision machining of hard materials such as ceramic, hard metals, and quenched steels.
This paper deals with some typical applications of ELID-grinding for cylindrical machining. The
signzjfican_tb aélvantages, performance and characteristics on mirror surface grinding for external surface
are described.
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