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A Study on the Flat Surface Generation Using
Flexible Disk Grinding

Song Min Yoo*

ABSTRACT

In this study, a flexible disk grinding process is applied in order to produce high precision product. A new
model was developed considering feed motion along horizontal and vertical direction. Different types of feed
speed variation was tested with respect to distinct process stages in order to achieve flat surface. It was
observed that highest order polynomial form for both horizontal and vertical feed speed variation among
the proposed categories produced surface close to flat one. Disk deflection trend during the process was
visualized confirming the proposed scheme. Cutting force and VRR(volume removal rate) was observed as

an aid to process planning.

Key Words : Flexible disk (f¥4 tJ22), Horizontal feed (£%¢]4), Vertical feed (8 °]%), Process stages
(712 24), Deflection (#¥), Flat surface ('H)
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