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B - Mold Binderless WC
Work spindle Diameter ®10 mm
100! Form Flat
Tool spindle
Rotation 100 min™*
Tool SCD
Rake angle -40°
Oil mist nozzle Relief angle 0°

Cutting edges 10
Work jig

Rotation 60,000 min™
Depth cut 0.5 um/min
Feed rate 0.5 mm/min
5 HAfH Coolant Oil mist
Blue laser

Tool
spindle

X
7 | / Carbon plate

(1) Machining (2) Making of replica (3) Measurement (4) Evaluation of tool wear

Initial

e After machining
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Mold Binderless WC
Diameter ®5 mm
Form Aspheric
Rotation 100 min™
Tool Single crystalline diamond
Rake angle -40°
Relief angle 0°
Number of cutting edges 10
Rotation 50,000 min™
Rough Depth cut 1 um
cutting Feed rate 0.5 mm/min
Cutting times 4
Finish Depth cut 0.5 um
cutting Feed rate 0.1 mm/min
Cutting times 2
Coolant White kerosine mist
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