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Fig. 1 Inspection procedure using CMM
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Fig. 3 Simulation result of rough cutting (tool
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Fig. 4 Simulation results of finish cut (tool
radius=5mm, 1766 CL-data)
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Table 1 Calculated errors using proposed methods
(a) Measured error after rough cut

Ay RMS error(mm)
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(b) Measured error after finish cut
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