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Precision Cutting Technology of the Ceramics (The 3rd)
— Cutting for a H-Coil Bobbin of Local Two-Dimensional Vector Magnetic Sensor—

Hiroshi MIZUE"- Hirotoshi OHTSUKA™- Kazuo SHIGEMITSU*
Tomokazu HASHIGUTI" - Shigeru ATHARA™
*Mechanical and Metallurgical Engineering Gr.-**NISHI NIPPON ELECTRIC WIRE & CABLE CO.LTD.
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Table 1 Slotting condition

Slotting condition No No.1 No.2 No3
Rotation (min) 6000 5000 5000
Feed rate (mm/min) 150 30 15
Depth of cut Z(mm) 0.1 0.1 0.05
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I(a) Face

(b) Peripheral cutting edge

Slotting length:1.5mmx4pass
Slotting condition No.3

Work piece:Zirconia(YTZ)
Tool:NS TOOL CO.,LTD
DCSE235(90.1)

Rotation:5000min*
Feed rate:15mm/min
Depth of cut:Z=0.05mm
Coolant:Dry

(¢) End cutting edge
Fig.1 Tool condition after slotting

1st pass

1div=100pm

Work piece:Zirconia(YTZ)

Tool:NS TOOL CO.,LTD
DCSE235(p0.1)

Rotation:5000min™!

Feed rate:15mm/min

Depth of cut:Z=0.05mm

Coolant:Dry

Slotting length:1.5mmx4pass

Fig.2 Work condition of slotting
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(¢) End cutting edge
Fig.3 1 flute PCD endmill
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Table 2 Fig.Slotting condition

Slotting condition No No.4 No.5 No.6
Number of flute 1 1 2
Rotation (min'1) 5000 5000 5000
Feed rate (mm/min) 7.5 7.5 7.5
Depth of cut Z(mm) 0.05 0.1 0.1
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(a) Face

(b) Peripheral cutting edge

Slotting length:15mmXx1pass
Slotting condition No.5

Work piece:Zirconia(YTZ)

Tool:1 flute PCD
endmill(p0.1)

Rotation:5000min!

Feed rate:7.5mm/min

Depth of cut:Z=0.1mm

Coolant:Dry

() End cutting edge

Fig.4 Tool condition after slotting
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(a) Face

(b) Peripheral cutting edge

Slotting length:15mmXx1pass
Slotting condition No.6

Work piece:Zirconia(YTZ)

Tool:2 flutes PCD
endmill( 0.1)

Rotation:5000min!

Feed rate:7.5mm/min

Depth of cut:Z=0.1mm

Coolant:Dry

() End cutting edge
Fig.5 Tool condition after slotting
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Slottir!lé length:15mm (End point)

Slotting condition No.5 Slotting condition No.6
(1 flute PCD endmill) (2 flutes PCD endmill)

Work piece:Zirconia(YTZ)
Rotation:5000min!

Feed rate:7.5mm/min
Depth of cut:Z=0.1mm
Coolant:Dry

Fig.6 Work condition of slotting



