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Effects Analysis for Cutting Depth on Micro Channel Patter Machining
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Fig. 5 Conditions of cutting depth
Table 1 Experimental conditions
Cutting tool single crystal diamond, width : 120um, angle : 5.72°
Cutting speed 1,200mm/min
Cutting depth 10um, 20um, 30um, 40um
Workpiece 6:4 brass
Pitch 220um
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(a) Cutting depth : 10um (b) Cutting depth : 20um

(c) Cutting depth : 30um (d) Cutting depth : 40um
Fig. 6 Comparison of Machining surface I

(a) Cutting depth : 10um (b) .Cufting
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(c) Cutting depth : 30um (d) Cutting depth 40um
Fig. 7 Comparison of Machining surface II
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(c) Cutting depth : 30um (d) Cutting depth : 40um

Fig. 8 Comparison of cutting force

(a) Cutting depth : 10um

(c) Cutting depth : 30um (d) Cutting depth : 40um
Fig. 9 Comparison of chip formation
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