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ABSTRACT

Recently, as researches and developments for milli-structure and micro machine are actively progressing,
manufacturing technologies and skills for tiny small machine parts are getting more important. So, we have been
trying to cut using high revolution air bearing spindle and micro-endmill, and studying for magnitude of cutting
force, cutting force wave form and surface roughness. We figured out that in 60,000rpm is so slow that cutting
is not perfact. Chatter occured to 2um/rev at 80,000rpm and 4.4m/rev at 100,000rpm. We confirmed that spindle
run out increased surface roughness at high revolution.
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Fig. 3 Cutting force according to rotational speed
and feed rate
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