(310)

ERER=ILIYRIIVINTORHOTEESEIMFEORSE

AMEE OFHAE, BESRE, AMLFERETER HIE—
. B g _

TNETCIEBEO TELERC BT 3 R — 0y F IOUVINLIC X 2 50T 842 A3 I Wil o &M R 2 v CEERIC T

WAETH 2 2 L EWSIc L, 2FE L, ERAICHRE L FEBRTOARDBIETH >, % IC, AL TIEEED 3

DCADTERLEHRF—2 56 TERK EOMTHEEL2TFNT 2V 7 b7 2 7 2FICHAL, SEELOZODOLRE

B TR RET 2.

1. BUBIT

R Ly FIAMITETEROBMEEIZIC X 2N L8R
ENEREE > T 528, YIHIERIcE W BEEL~D
BEHIREZIN TR, =Ly FIEtiniss 3
KITHBTH Y, TE—~FIEORICNHASMEICET 2]
B EE, Wik, Il h B &, YTHIR I BETRER S, 2079,
Z DA OGN T A7 812 Eh T ORI 70 2 TR B IS
BrELTws Y InEcicEBoUnAME L TAE
WAEICE T 5D EX 2800k 5 FEE2HEL,
TEEEHOECNIHE % AR T 2 BEOWEINEHE (4,)
BRELZEBBZEREOPICLEY, S50, UTHIEER
EDMITEEL 4, LOBFROHESITL, MLHEERT
iC % 28RS &N 3 I DA REO G RIE 2 1T
Shic L7z, A, M EoSrEIE D B @iz
iz, £EOSXRIIRICE T 3 IMTEEFMEEOBE NS
T 70 79 LR LD THENT 5.

Tool rotation axis Ball center

_ Cutting area

©

s

Point of machined
suface genetation

(b) Small cutting area
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Fig. 3 Elastic deformation model at the top of the ball end mill



BEiz, 3o TOEEI 2 - 7 LE O THRE-T O
T2FEETEURISERGEEZEFELTRY. EAFEOE L
FEE2 AT, HEHEMS ol AEE2E T 2 A8
F =T NMCED 1, 2oEEERZEY FRA B OAEA~ATE
k%, SEoOERECIE o® n1/4,7/6,n/12 rad. L, B %
Orad. > 5 7n/4rad. ¥ C n/12rad. AT 24 FREHE L 7.

TAEBER I 7 7 4 ARl = v e v ¥ V33,
I TIERARHIE I3 2 EeEs 8L — - il = R T e S B
NH-3N (% & 5 /43 fE8E 10nm) % 651 U 7. WHIZEE, R
VR R=5mm, 1 [F#EM 7 b 3% Y 8 =0 1mm/rev., T1AA (1%
BUHH) 2=0.5mm, FHREEZE N=5000rpm TH 5, #HIHF
X SKD, T EMIZBFE-cEMN%2H v,

M3 IZAHETIRREL T B R -1y F VoM ER
Wl o THETAMTHEOEFALTHE, K3(a)IIRT
I IENA o DPEEMILTWS L X, MLAIREY 3
EAHFILE R — v F I AOEMOERIL, Fsino iz
ATz EE2 02, ESHENTHICETRARTH S
7 OMITEENDHEIHD THI v, M3(b)IkRnT L)
i TEAGMOMEZETBRD 0 Thid, FET 2 ITHEE
Elx dsina &% %, 0 i3F sine ik, 51 Fid 4,
WHHIT B, LAeddoT, MTEREE IR Agsinzoc WS 5
EHARTZENTES, AETE Agsinza Z TIMIHzEsT
fifgig, LPEEE T2,

0.15
— 01
E "o o
=
2 @
g 0.05 Ad v -
£ D 4 a=
g) ¢ a=45
§ # g=30
-8 O A g=15
g ==mgpprox. linea 45
J == gpprox. linea 30
approx. linea 15
-0.05 ‘ )
0 0.005 0,01 0.015 0.02

A, sina (mm?)

Fig. 4 Comparing machining error with 4, sin’a”
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(a) 3D-CAD model dimensions

(b) 3D-CAD model and z-map model
Fig. 5 The analysis model for the machining error estimation index
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Fig. 6 The analysis of the machining error estimation index M,
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