AT 2004WE BT AZAY

Mo|Dol| o3t ME|ES V= Y JI2

HEfZ - HEM . 0134 A8A". ASF™, uga™

Manufacturing Technology of Lenticular Lens Mold by Shaping
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Fig. 1 Stereoscopic module and lenticular lens
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(a) shaping method (b) groov e dimension

Fig. 2 Machining method of lenticular lens mold
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Fig. 3 Micro machining system and schematic of

experimental system
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Fig. 4 Diamond tool with R355 /m for shaping
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Fig. 5 Machining method and scheme of lenticular lens

Table 1. Cutting conditions

Cutting tool | Natural diamond tool (R 355 um)
Workpiece 6:4 Brass Ni (120 ym)
Cutting speed 500 mm/min, 900 mm/min
Cut increment 5 pm/pass
Cutting oil Spindle oil (ISO VGS)
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Fig. 6 Machining result of cutting speed 500 mm/min

Fig. 7 Machining result of cutting speed 900 mn/min
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Fig. 8 Machining result of cutting speed 900 mm/min (Ni)
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Fig. 11 & cutting speed 900 mn/min, depth of cut
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Fig. 10 Surface roughness of lenticular lens mold with
material and cutting speed

Fig. 13 Scratched chip
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Fig. 15 Normal cutting force(V=900 nm/min, cutting
depth 5 pm/pass, Tool R600 um, Ni)

x axis
y axis
z axis

Cutting force [N]
o

0.0 05 1.0 1.5 20 25
Time [sec]

Fig. 16 Excessive cutting force
(V=900 mn/min, depth 5 um/pass, Tool R600 um, Ni)
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