E10

IVFIIILERXRUEREREZSHMZRAEY FILICET 28R
Study on End Mill Directly Supported Type Ultra-High Speed Aerostatic Bearing Spindle
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(b) Proposed aerostatic spindle structure used in this study

Fig.1 schematic views of the aerostatic spindle used in this study
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Fig.3 Slant angle of the spindle examined in this study
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(b) down cut
Fig.4 Photo of machined surface and cross-sectional profiles
(Method 3 Vy=1000 mm/min)
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Fig.5 Measured maximum roughness related to cutting method
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