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ABSTRACT

Micro spherical lens mold processing method based on mechanical one completes a spherical shape by setting a diamond
tool of hundreds pum radius on spins with high speed and then using Z-axis vertical feeding motion like the fabrication of
micro drilling. In this method, we can see unprocsssed parts shaped like cylinder and cone and check increasing chatter
marks and burrs by setting errors of the central axis of rotation on the edge of the tool. That iz why this method doesn’ t auit
for the optical lens mold.

In this paper prezents unproceszed parts are dizappeared and chatter marks and burrs are dscreazed from centre of the lens
after using Run-out measuring and setting system on run-out cccurred from setting tool. Also the fabrication characteristics of

6:4 Brass, A1601, PMMA are compared and analyzed, establishing the optimum machining condition on each material.

Key Words : Micro lens array mold (Rlo]32 2 3= ool &), Diamond tool (t}o]o}lRE FI, Cutting-
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Fig. 1 Micro fabrication systsm for experiments
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Fig.3 Run-out measuring & setting system
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Fig. 6 Cutting method & CL data of micro

Table 1 Experimental machining conditions of micro lens
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Fig. 7 Machining result of micro

Fig. 8Machining result of micro lens mold in Al6051
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Fig. 9 Cutting force with feed rats
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Fig. 10 Machining result of micro lens mold in 6:4Brass
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Fig. 11 Cutting force with cutting depth
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Fig. 12 SEM image of micro lens mold surface in 6:4Brass
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Fig. 14 Cutting force of rotating tool speed
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