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Characteristic for the Blackbody flat plate machining to inspect thermal camera
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Key words : NCD(Natural mono crystal diamond), PCD(Synthetic poly crystal diamond)
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Fig. 1 The system diagram of ultra precision lathe
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Fig. 2 Photograph of measuring instrument (NT2000)

Table 1 Experimental Condition

Item Cutting condition

Work piece OFHC

Tool NCD, PCD

Nose radius (mm) 1.0

Cutting speed (m/min) 40, 50, 60, 70, 80, 90, 100
Feed rate (nm/min) 1,2,4,6,8, 10,20

Depth of cut (xm) 0.1,0.5,1,2,4,6,8, 10, 20
Vacuum pressure (inHg) -20

Cutting fluid Air + EDM oil
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(c) Surface roughness versus Depth of cut

Fig. 3 Surface roughness according to cutting condition
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Fig. 4 Photo of OFHC
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