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{Machining of Micro Groove using Diamond Tool)
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Abstract

A cutting experiment using diamond tool was performed to make the die cabity which is

composed of micro groove with mirror surface. Fine cutting depth was generated by the

elastic recovery of the modified tool holder on the conventional M/C. Surface roughness and

profile were investigated with cutting speed and depth and through the low cutting speed of

10mm/min Rmax 0.05um or less of machined surface could be achieved.
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Roughness

Roughness

Fig.1 Roughness Comparision of Machined Surface
(a) Diamond Tool, (b} Carbide Tool
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Machining

Fig.2 Drawing of Required Micro Groove
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Fig.6 Comparision of Machined Section with Cutting
Depth
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Fig.7 Photograph of the Machined Groove Edge
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Fig.9 Machined Section influenced by Built-Up-Edge
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