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(a) Micro lens processing  (b) 3D surface measurement
machine system
Fig. 3 Micro lens processing machine and 3D surface
measurement system
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Table 1 Grinding conditions of tungsten carbide(SiC)

wheel SD8000P120B97
Turbine spindle 35000 rpm

Work spindle 350 rpm

Depth of cut 0.1 im

Feedrate 0.5 mm/min
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Table 2 Surface roughness measurement results

Surface roughness(nm)

r(mm) Constant feedrate Feedrate control
0.5 mm/min (0.5~0.1 mm/min)
0.5(0.4~0.6) 5.6 5.7
1.0(0.9~1.1) 5.9 5.9
1.5(1.4~1.6) 8.2 6.2
2.0(1.9~2.1) 11.6 5.8
2.3(2.2~2.4) 15.6 6.4

(a) constant feedrate (b) feedrate control
Fig. 4 Photo of molding core(plane)
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(b) Result of feedrate control
Fig. 5 Surface roughness of molding core
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