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Fig.1 Error compensation system for intelligent machine tool
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Fig.2 Quasi static error compensation process of machine tool
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Fig.4 Separation diagram of geometric error and thermal error
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Fig.7 Diagram of feedback disruption compensation principle
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Error Compensation Technology of Intelligent Machine Tool

GUO Yunxia, YE Wenhua, LIANG Ruijun, HE Lei

(College of Mechanical and Electrical Engineering, Nanjing University of Aeronautics and Astronautics,

[ABSTRACT]

Nanjing 210016, China )

Error compensation technology is one of the key technologies to improve and maintain the accuracy of

intelligent machine tool. Based on research status on the error compensation for machine tool at home and abroad, a general

frame of the error compensation technology on the intelligent machine tools is put forward in this paper. Main error sources

and their elements of machine tool are analyzed, modeling method of element model and comprehensive model for geomet-

ric error and thermal error are summarized, and the typical method of error compensation are discussed. The techniques of

force error compensation and the complex compensation based on component on-line measurement are studied. Finally, the

future development focus on error compensation technology of intelligent machine tool is discussed.

Keywords: Intelligent machine tool; Error modeling; Error compensation; Force error; Online measurement
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