ol

et UZetE 2000 FAS s =2

iy

= fHA "o 713 AARE o[8% o[AM =H
s |7

Manufacturing Technology for Micro Structure Using Large Area Plate
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Fig. 1 Large area plate machining system

Table 1 Specifications of large area plate machining system

Item Unit Specification
X-Y Axis Stage Moving stroke Mm 900 x 900
Max speed Mm/sec 500
. Moving stroke Mm 100
Z Axis stage Max speed Mm/sec 50
Travel Degrees 360
Rotary tabl
otary table Max speed Degrees/sec 90
X axis Kg 7+30
Y axis Kg Table+30
Pay Load Z axis Kg 30
Rotary table Kg 130
Machine resolution Nm 2
Program resolution Nm 10
Straightness (m <5(full stroke)
Flatness (m <5(full stroke)
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Fig. 2 Measuring results of flatness and straightness
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(b) Machined surface

(a) Flatness of workpiece
Fig. 3 Machining result of large area plate (600 >< 600mm)

Table 2 Cutting conditions

Workpiece 600 x 600mm (64 brass)
Cutting method Orthogonal cutting
Cutting tool R10 mm, diamond tool
Cutting speed 300 (mm/sec)
Cutting depth Rough: 5 m | Finish: 2 /m
Cutting oil Mist No.9
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Table 3 Cutting conditions

Workpiece 600 > 600mm (64 brass)
Cutting method Orthogonal cutting
Patten shape Prism Rectangular
Cutting tool shape Voo0° width: 60 4m, angle: 2.86°
Cutting speed 300 (mm/sec)
Cutting oil Mist No.9

(a) 50 um

() 10 zm (H) S tm (g)3 /m (h) 1 zm
Fig. 5 Machining results of micro prism pattern

(a) machined channel structure
(width: 60 um, pitch: 80 4m, height: 200 #m, AR:10~20)
Fig. 6 Machining results of micro channel pattern
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(b) UV molding product

5. 48

B oATE ANFAR} AQske gEag A A3E
AW ke ARAAZA FA Folu] ol A
oA A Aol BHe SYUL.

777 ~778. 2007
2-¢1-&. “Linear Motor & ©]-83 X 4AA 7]&”, =4
W E8F 3] %] Vol.(17), No.(12). 2000 3 12.

686





