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Manufacturing Technology of Mold with Micro Pattern on Large Surface
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Fig. 1 Schematic of Micro machining system
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(d)Diamond Tool

(c)Turing Unit

Fig. 2 Micro Machining Processes & Tools
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Fig. 3 Machining results V, U-type groove pattern mold
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Fig.5 Machining result dependent on time with cutting
oil
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Fig. 6 Diamond tool
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Fig.7 Machining result of 27° diamond tool
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Fig.8 Machining result of 30° diamond tool
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