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Detection and Estimation of Spindle Accuracy of Machine
Tools by Non-contact Type Sensor
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13 Measurements of spindle accuracy of the ultraprecision CNC lathe
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Fig. 6 (a) The spindle model

(b) 1

- The rocking mode of the spindle

about the Y-axis at the center of
gravity G.

* The rocking mode of the spindle

about X-axis at the center of
gravity G
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