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Analys1s of the tool settlng error along horizontal direction by tool rotation
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Fig. 2 Cutting depth error and cutting pitch error after
considering tool rotation and tool setting error
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Table 1 eww. at each rotation angle
Rotation angle(®) Etotal,Z(TM)
0 0
5 0.4434
10 1.8005
15 4.0616
20 7.2098
25 11.2204

Table 2 Calculated r and ey at each rotation angle

angle 1(°) | angle 2(°) r(mm) esy(1)

5 10 120.499 -0.173

5 15 120.527 -0.174

5 20 120.547 -0.175

5 25 120.551 -0.175

10 15 120.554 -0.178

10 20 120.571 -0.179

10 25 120.568 -0.179

15 20 120.588 -0.182

15 25 120.575 -0.181

20 25 120.563 -0.178

Average 120.554 -0.178
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Table 3 Condition of variable angle prism pattern

Workpiece Ni plated mold
Tool feed rate 10,000 mm/min

0 rotation -8,-6,-4,-2,0,2,4,6,8
Depth of cut 20 (m

Angle = 37.00° Angle = 37.01°

N
A

. Angle = 90.00°
Angle =90.01°

Fig. 3 Variable angle prism patterns (angle displace-
ment -8 ~+8°, 2° interval)
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