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The Characteristics of Ultra Precision Machining of Optical Crystal

J. H. Kim', W. K. Park(Graduate School, Mech. Eng. Dept., CNU), G. H. Kim(KBSI),
J. H. Won{Mech. Eng. Dept., CNU)

ABSTRACT

Machining technique for optical crystals with single point diamond turning tool is reported in this paper. The
main factors influencing the machined surface quality are discovered and regularitics of machining process are
dravm. Optical crystals have found more and more important applications in the field of modern optics. Optical
crystals are mostly brittle materials of poor machinability. The traditional machining method is polishing which
has many shortcomings such as low production efficiency, poor ability to be awtomatically controlled and edge
effect of the workpiece. The purpose of our research is to {ind the optimum machining conditions for ductile
cutting of optical crystals and apply the SPDT technigue to the manufacturing of ultra precision optical
components of brittle materials. As a result, the surface roughness is pood when spindle speed is 200m/min, and

feed rate is small. The influence of depth of cut is very small.
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