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Study of reducing flattening time of large area-mold
with PCD and SCD multi-Tool
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(a) Multi-tool machining  (b) Single-tool machining
Fig. 1 Comparison of Multi-tool and Single-tool machining
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Fig. 2 SCD(left) and PCD(right) tool with multi-tool jig
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Fig. 3 Multi-tool machining system and multi-tool jig
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Table. 1 Cutting condition &}l o o3 7o A2 A}
Machine tool Planer(900x900x100 stroke) 1. B4 32 o) g3l Hers) h3e Tt
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Cutting tool Single-crystal diamond (R10mm) ou, FHEEE HEol 4 Ra 0.019m, T
g Poly-crystaline diamond (RlOHlm) Zo| A Ra 0.014m=z B4R} v 2t}
Cutting speed Al17075, 100x100mm zo} dutHon 9Ty Ty PuTe I
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Table. 2 Machining result

Method Multi-tool Single-tool
Number of pitch 2280 4000
Machining time 2.5h 4.4h

Roughness Ra 0.019/m Ra 0.014/m

Multi-Tool
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