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Table 2 Cutting conditions

Spindle revolution 62,000rpm
Feed per tooth 1.0~4.0 /tooth
Depth of cut 200
Width of cut 20
Micro tool WC 2-flute flat endmill
d=200 , ri=1.0 , B=30°
Workpiece Al6061
3.
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Fig. 1 Principal and trust cutting force according to feed per tooth
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