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Study on Compensatiocn Control for Elastic Deflection of Axial Tool
—Numerical Equation for Compensation and Experiments
with Bench Milling Machine—
Wataru Shimotsuchibashi
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Preparatory grinding Compensation control experiment
Setting position Measured tool Target Calculated Actual Grinding
of spindle deflection depth value of S¢ depth error
St¢1 mm 84 nm t ar St mm ta ma lta—t! m
0.1 0.004 0.1 0.105 0.101 0.001
0.2 0.007 0.2 0.205 0.203 0.003
0.3 0.014 0.3 0.315 i 0.298 0.002
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Preparatory grinding Conmpensation control experiment
Setting position Heasured tool Target Calculated " hetual Grinding
of spindle " | deflection depth value of S¢ depth . error

St mm 51 mm t mn St nm ta mn lta—t ! m
0.15 0.019 0.15 0.170 0.153 0.003
0.25 0.031 0.25 ° 0.285 0.252 0.002
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