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Table 1 Cutting conditions
Spindle revolution min ' | 30,000
Feed rate mm/ tooth 0.05
Depth of cut mm Zw=0. 05 (X 500) /0. 10 (X 250)

(repeating Limes) Yw=0.5~2.5

Type of milling Down milling
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Fig.1 Relationship between roughness and thickness of wall
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Fig.2 Cutting error (conventional method,Wt=6.5)
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Fig.3 Cutting error (repeat milling method,Wt=1.2)
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Fig.4 Error model
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