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Fig. 1 System set-up for experiment
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Fig. 2 Experimental method

Table. 1 Experimental conditions

Cutting tool V90° Diamond cutting tool
Workpiece 30%30, 100X100, 600+400u
Machining distance 0.07, 1.4, 33kn
Cutting speed 200mm/s
Prism pattern pitch 50/m
Cutting depth 10+8+7+5+3+2+1um/pass
Cutting oil Mist oil No.9
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Fig. 3 Comparison of tool wear according to machining
distance
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Fig. 4 Comparison of machined pattern shape according

to tool wear
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Fig. 5 Prism pattern shape by tool wear
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