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WFFER R OMEE (332) : The purpose of this study is to provide a way to generate a tool path
which considering the motion characteristics of feed drive systems. In order to achieve the
purpose, this study focused onto the relationships between the motion characteristics of
feed drive systems and machined surface. The relationships are investigated through both
of actual cutting tests and its simulations. As the results of the investigations, it is clarified
that the influence of the motion errors onto the machined surface depends on the tool path,
even though the same motion errors exist.
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Tool shape Ball end mill
Tool diameter 6 mm
Number of flute 2

Workpiece Aluminum (A5052P)

Feed speed 2000 mm/min
Radial depth of cut 0.05 mm
Axial depth of cut 0.3 mm

Spindle speed 20000 rpm
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Feed rate: 2000 mm/min
Radius: 20 mm
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