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Fig. 1 Setup for fly cutting(diamond bite and Al work piece)
with 45° between tool spindle and work piece
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3. A=A
oFel W ol&stel Al o Wd Jhes et
Enl A (Tool mark)9} 71& 3 (chip)e] 2AS FAoz 71
AAUFS B, hEEe) EuERE SYein.
A ol me Jhede FUxEE 5487
flete]l EqR)EHE A3 by FRxe w3k o]
THee 7HEHA S Fste] Tablel1 9] 2o R JMES &
ekt
Table 1 Machining conditions
X feed Y feed
Feed(mm/min) 176 500
Pick feed(um) 44 16
rpm(rev/min) 12280
Depth of cut(um) 5
4. Hot 24
a. X directional feed
b. Y directional feed
Fig. 3 Surface roughness
Fig3 & Md%4 54718 58 ®dx% 54 dolg
2 742 XY F WPger of$ds Wk A71al Eq(2)
& 2R Y% muxEst YEd & ES Tablel
s AAste] 7hes FET Aot oY xHxEE
8nm & 3} o} Table2 9 o] YRS Felsks 9l
ot
Table 2 Surface roughness (Ra, nm)
X feed Y feed
Rotating radius R 4.8 4.2
Tool radius r 6.6 3.8
Agel Ashe olgwae RUzEsl AFNAYFL
o 3, SAYHEANY R o W)eldel 85
olFHL; T2 FUEXEE HYS T glrh
oyt Ait= HE FA(Y F) B o)F MgAe] &
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SHRYUB S 2006 AT FASEHE =R
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A aed o g vk Aajel.
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Fig. 4 Surface roughness(Y feed- Y measure, va 23nm)
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Fig. 5 Machined chip (X feed)
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