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Wear Characteristic of Single Crystal Diamond Tools in Prism Pattern Cutting of Cu Roll Mold
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Fig. 1 Roll Mold Process
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Table 1 Condition of Experiment

Condition

Depth of Cut 1 20/m

Depth of Cut 2 8/m

Depth of Cut 3 6/m

Feed 50/m/rev
Cuting Velocity 282.6m/min

v
g

Fig. 2 Pattern Machining Concept
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Fig. 3 Single Crystal Diamond Tool & Roll Mold

Fig. 4 SEM (Hitachi S-4300)
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