A=SEIIA=E =2

Vol.15 No.5 2006. 10.
Transactions of the Korean Society of Machine Tool Engineers

s3] et 23 OELDE 23]

G ECEY

%
YSYy Uz

Zoa,

M

O L. Ol—x-" ’

=t o = +
New", #H8

(=242 2006. 4. 7, AALE 2006. 7. 10)

Machining and Crack Characteristics of the Glass Cap
for OELD by Powder Blasting

Dong Sam Park*, Dae Kyu Kang®, Jeong Keun Kim', Enu Je Seong’, Jin Yong Han"'

{ Abstract |

The old technique of sandblasting which has been used for paint of scale removing, deburring and glass decorating
has recently been developed into a powder blasting technique for brittle materials, capable of producing micro structures
larger than 100um. Recently, this technique is applied to fabrication of the glass cap for OELD packaging. But, micro
crack is generated on the blasted glass, which cause to decrease fracture strength. In this paper, we investigated the

effect of blasting parameters on surface characteristics, surface shape and fracture strength of the powder blasted

glass surface.
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Abrasive WA #600
Blasting pressure 0.1MPa, 0.25MPa, 0.4MPa
Amount of abrasive 60, 100g/min
Angle of impact 90°
Distance of nozzle 100mm
Nozzle diameter 8mm
Nozzle scanning speed 50, 100, 150mnvs
Nozzle Y speed 100mmy/s
Nozzle pitch Smm/s
Number of pass 3

Fig. 5 Set-up of experimental equipments
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