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Table 1 Optimiztion Cutting condition of Brass

Item Cutting condition
Tool radius 3(mm)
Cutting speed 2000(RPM)
Feed rate 2.5(mm/min)
Depth of cut 10(ym)
Vacuum Pressure 87.7(Kpa)
Cutting fluid Air and mist
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Fig. 2 Original Jig and Workpiece
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Fig. 3 Measurement result of Form Error(corporate body)
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Fig. 5 Measurement result of Form Error
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