GEBELSE 200058 % RERWAEHLE pp.195~198 KSPE 00F045

0| Aol dHE QX A= HMo| HsH o

FZHS(ZAA 21ASE), MG (EA gatd JAZstn), o F(fo(F)),
deu(EaAd 7IA3 5

The Study on Automated Compensation of Thermal Deformation for High Speed Feed
Drive System
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ABSTRACT

it can be acquired the high effective productivity through of high speed, precision of machine tools, and
then, machine tools will be got a competitive power. Industrially advanced countries already developed that the
high speed feed is 60m/min using the high speed ball screw. Also, a lot of problems have happened the feed
drive sysiem. It is necessary to study about the characteristics of thermal deformation played a more critical role
than static stiffness and dynamic rigidity in controlling the level of machining accuracy. In spite of the
improving the thermal deformation characteristics of machine fools at the design stage, there are always some
residual errors that have io be compensated for during machining.

In this study, thermal deformation error automated compensation device with multiple linear regression is
proposed that thermal deformation error can be eliminated at the machining stage. The developed device has
been practically applied to the feed drive unit.
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Fig. 1 Flow chart of the heat
deformation control
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Fig. 7 Ball screw heat deformation of experiment
and analysis
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