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Abstracts There has been many activity to increase accuracy in machinig center by reducing tracking error. The tracking error can

cause bad effect in high speed rigid tapping in which syncronization servo motor with spindle is relatively important. To reduce

tracking error, feed forward contol has been used, but no method is provided knowing motor dynamics. force variation, etc. In this

paper, we observe that, despite of tracking error of relevant axis, high speed tapping could be possible by reducing contour error of axis

to be syncronized. We present the method to increase accuracy in high speed tapping to minimize contour error by automatically fitting

gains of servo and spindle.
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Fig 1. Reduced mode! of adopted CNC controller
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Fig2. Real servo profile vs real spindle profile

2y 2 odAMe g8 7HFFA 285 J1dste Fdo 4
A MR 2E9 AAE 29 Helth HAAEFS HA ol

goim =YY S ABSALAT B TR 4YL AH
sl Fozl WMHANA WA F oA e Faeln o
W2 oA g Aol fEol Ald Holm QE® Bl W

ggolth o714 xAs mu
Aot A= oz
olel% ojztalol
5 ogae 4
Hguhate) HAE

o]
E R

2% 2o

oz

2

[OR=

o ] 5 1

HE

o
3] ol
Ao A M8*1.25mm 2
AR a”oly vt A Fon

71€7 1259 &9 tiz4ido] Ao

EEEEEE

3ol vhabab

2z 9 4 2
2 A 3=

H& A 2

olzkg A

Z ol

4 348}
B oegel

e

o]
A

rir

03 T T

02}
4
501
7

3|

0
3 b
-01 '\T‘

-02

661

a3 A4 o Ao e ME

Fig2. Servo error profile vs real spindle profile
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