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Influence of tool run-out on geometric work-errors in micro milling
Toyohashi University of Technology Wataru TAKAHASHI, Mitsuyoshi NOMURA,
Masami MASUDA, Takayuki SHIBATA, Yoshihiko MURAKAMI, Osamu HORIUCHI

A micro end mill makes the milling process difficult, because the tools have very low stiffness and

not only breakage but also machined surfaces are sensitive to the low stiffness. In the paper, the groove

profile errors are discussed analytically during full-width milling or side milling. In addition, the

influences of radial tool run-out upon the groove profile errors are examined experimentally using a

micro end mill of 0.1mm in diameter, by monitoring high frequency cutting force. The results require

significantly more severe alignment in the radial run-out, in comparison with tool feed per tooth.
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