AR F Y 20049 A TGS =2 9% KSPE 045072

i O

—

P

7t

O
fujo
rok

?

1

Lt

o2t
OH

T Z=2e| MY
ol27I"(&=XMUY SR 7| A KIS AR EHS)

FAol : 1% J}F(HSM; High Speed Machining), T 73 2(Tool Path), T+ 742 3+Z Path Interval),
I (Surface)
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