M36

gobooboboooooobbobobbooooan
goboobbooooooobbobbooooan

ooooboobb0oDbOOO0ODOO

OO0000LIM HUNG CHEAKOOOOOOOOOOOOOOoOooOoobOoOo

Automation of Deburring by Industrial Robot
(Real Time Control using Sensor Feedback)
Kanazawa Univ. Graduate School Fumiyoshi YAMAUCHI KanazawaUniv. LIM HUNG CHEAK
Kanazawa Univ. Graduate School Naoki ASAKAWA, Masatoshi HIRAO
The study deals with automation of deburring by industrial robot. The study focused on automation of deburring with
positing error. While general, deburring system using industrial robot decreases error using force control, the system uses
displacement sensor to measure trajectory error. From the experimental result, the system is found to have an ability to

deburr compelx-shape sand core.
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Fig.3 Outline of the system

6DOF-Robot PC

Fig.2 Configuration of the system
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Fig.4 Detection of workpiece profile
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Fig.5 Detection of deburring position
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Fig.6 Correction of tool path using sensor
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Fig.7 Experimetal condition
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Fig.8 Effect of feedback control
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