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Cuttlng Force Characteristics of
Prism Pattern Machining on Large Surface Roll Mold
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Fig. 1 Manufacturing Process of Roll Mold
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Fig. 2 Experimental Setup
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Table 1 Condition of experiment
No.

1 2 3 4 5 6 7 8
Condition

Depth(n) 5 (6|7 |8]910]20]30
Pitch(m) 10 |12 | 14 | 16 | 18 | 20 | 40 | 60
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Fig. 3 Cutting Force vs. MRR(Material Removal Rate)
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Fig. 4 Cutting Force vs. Tool Wear
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Fig. 5 Cutting Force vs. Hardness of Roll Mold
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