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An Experimental Study on the Improvement of Cutting Velocity
for Micro Pattern Machining on Large Surface Roll Molds
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Fig. 1 Tool Wear (270hv)
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(b) Cutting Velocity : 400m/min
Fig. 2 Machining Results (270hv)
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Table 1 Machining Conditions

Cutting Velocity Hmnei\s/[ gfdthe Roll
300m/min
400m/min
500m/min
300m/min
400m/min

500m/min

Cutting Depth

10, 20, 30/m
10, 20, 30/m
10, 20, 30/m
10, 15, 20/m
10, 15, 204m
10, 15, 204m

210hv

270hv

AL Felg 4= At Fig 2& A2 MEZ o FAPAAIE N
ARZIOTH], (a)E 7he ZolE 15mE LA L 7HE SR
300m/min®l A 500m/min7t<] WIA A S v o] A}olH, (b=

7heS 5 400m/minol A 7FE zlolE WSAI S wje] Atolrt

4. 4B
Fg& e uhe tholoREFT vk A9

& Bure] A U@ 71z 2@ wap
ke falA AreE 4 e Ao hes

AlZER= o] Fou, s00mmind] 7he4EE

2] 50km 7} oi7b g ukEel] oS ¢ vk AEs dE
+ AUk F7HAR wAMNOR E5Y

—}Fi AR 2wl o Eade] Weol T7H Aol £

B2, old te F7149l ATt Bast

%7

2 A= 2008 A 7)E ALY (A2 AR o
tﬂ@ A 7haEAd 9R71E A HAe] A Y-S wol =3E Y

o, ole] ZAEHUT.
saes

1. Pramanik A., Neo K.S., Rahman M., Li X.P., Sawab M., Maedab
Y., "Cutting performance of diamond tools during ultra-precision
turning of electroless-nickel plated die materials" Journals of
Materials Processing Technology, Vol. 140, pp. 308-313, 2003.

2. Biddut A.Q., Rahman M., Neo K,S, , Rezaur K., Rahman M., Sawa
M., Maeda Y., "Performance of single crystal diamond tools with
different rake angles during micro-grooving on electroless nickel
plated die materials" Int J Adv Manuf Technol, Vol. 33, pp.
891-899, 2007.

3. Uddin M. Sharif, Seah K.H.w., Rahman M., Li X.P., Liu K.
"Performance of single crystal diamond tools in ductile mode cut-
ting of silicon" Journal of Materials Processing Technology, Vol.
185, pp. 24-301 2007.

4 OVE8, FAE, A, AAE, )45, AU AR )
WA 25 7bEA BaA oo B EF Y vhie] vl
T g7 Al 8] = AT, Vol 33, No. 7, pp.149-150, 2009.

668





