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Study on the High-Speed Machining Using High Speed
Tooling System in Machining Center
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ABSTRACT

In order to realize the high-speed machining, the relative technologies for high speed
machining tool and high speed machining are required now. The machining accuracy is
influenced on the disturbance by the synchronized working conditions(cutting force, spindle
Run-out, thermal deformation etc.) In this paper, the effect of spindle Run-out for the high
speed machining is investigated. The results show that the spindle Run-out has a great
influence on the machining accuracy in high speed machining.

Key Words : Spindle Run-Out(5% 2% %), High Speed Machining(1%7}3),
Cutting Force(*24}2)), Machining Accuracy(7}5 3 x)
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Table 2. Mechanical properties of the workpice
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