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Ultra Precision Machining Characteristics for CaF; of IR Optical Element
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Table 1 Experimental Condition

Material Calcium Fluoride
Cutting speed(m/min) 130, 150, 170, 190, 210
Feed rate(mm/min) 15,3,5,75,10
Depth of cut(xm) 05,1,3,5,10
Tool Rake angle -10°, -15°, -25°
Nose radius (mm) 0.3
Cutting fluid Air + EDM oil
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(b) Surface roughness versus depth of cut
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(c) Surface roughness versus feed rate

Fig. 4 Result of measure to surface roughness
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Fig. 5 Measurement of Caf2 Surface roughness by NT 2000
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