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Comparison of Machining Characteristics in Micro Channel Pattern according to Properties
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Fig. 1& 2 230 8% 24T o]y 7bgA 28 2 Fig. 3 Cutting method for micro-channel pattern
ARGA ] FHEE YERA Fojth A& 2ERTE X, Table 2 Cutting conditions
Y, Z% 27} 900, 900, 100mm©] 3 0.5ume] ke ALWEE ZH=th ool IDiamond tool width 60z length 200z, tool shape angle0®
A s 54T 5 s e AKisler, MiniDyn  Cygting speed 50, 100, 200, 400 m/s
9256A2)5 A : Cutting oil Oil mist No.7
Cutting depth 1,2,4,6,10 pm
Materials of workpiece Ni, Brass, Cu, PMMA, PC, PVC
Tool
Dynamometer 3‘"“# ﬂ 1"
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Fig. 1 Schematism of experimental setup ‘ Cu Ni ‘ Brass
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Table. 1 Properties of workpiece

50mm/s

. [Tensile strength| Elongation| Hardness

Materials
(g (%) (HY) 200mm/s

6:4 brass 25 55 135.3 0090 o
Cu 22~25 49~60 50 ~ 65
Ni 42~56 35~45 600~650
PMMA 4.5 47 20.1
PC 6~7 90~140 13.3 400mn/s
PVC 6.5 20 90.8(HRA)  Fig. 2 Cutting tool -

Fig. 4 Machining Result of nonferrous metal by cutting speed
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Fig. 5 Machining result of polymer by cutting speed
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Fig. 6 Machining result of nonferrous metal by cutting depth
PC PVC PMMA
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Fig. 7 Machining result of polymer by cutting depth
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Fig. 8 Comparison of Cutting force by cutting conditions
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