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Study on the rotational and machining accuracy of an end-milling process with spindles

supported by aerostatic bearings
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Fig. 3 Image diagram of how to measure Fig. 4 Examples of processing experiment result
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Fig. 8 Rotor amplitude and displacement during cutting operations including roundness measurement results [um] (¢ 1, ¢ 2)
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Fig. 9 Surface profile measurement Fig. 10 Comparison of & (¥7=900, Rs=0.05)
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