St 71 A 7F- 88 A, AleH, Al4Z, pp.71~75 (2007. 12)
Journal of the Korean Society of Manufacturing Process Engineers, Vol. 6 No. 4, pp.71 =75 (2007. 12)

Y 7 2AA
qte=4*, o7 8"

’

A
=

N Qx| BH

HY=" olxfd*

Compensation of Ultra-Precision Tool Position for

Alignment Error

Soon-Sub Park*, Ki-Young Lee*, Hyoung-Mo Kim*, Jae-Seol Lee*

ABSTRACT

Geometrical error of ultra-precision machining due to spherical tool alignment error is analyzed. Deviation of

spherical edge, ranged several ten micrometers, generates vertical and horizontal error of tool path and affects

profile accuracy of machined surface. Simulation of machined error shows effect of tool alignment error and

enables to estimate alignment error. This work provides technical insights into the minimizing of geometrical

error of ultra-precision machining.
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