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On-line Tool Deflection Compensation System for Precision End-milling
Min-Yang Yang and Jong-Geun Choi

Key Words : End Milling (ol = 2! 7}32), Tool Deflection(ZF+3 %), Machining Surface Error
(7}2 2. x}), Cutting Force Sensor (4 2h2d Al 4])

Abstract

This paper presents development of a practical toll deflection compensation system in order to
reduce the machining error from the tool deflection in the end-milling process. The devised system
is a tool adapter which includes 2-axes force sensor for detecting tool deflection and 2-axes tool
tilting device for adjusting tool position through computer interface on line process. Experimental
in vestigations for typical shaped workpieces representing various end milling situations are
performed to verify the ability of the system to suppress the surface errors due to tool deflections.
With the system, it is possible to get precise machining surface without any excessive machining
error due to increased cutting force in more productive machining conditions.
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