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Computer Aided Dynamic Accuracy Evaluation on CNC Machine Tools

H. D. Kwon *

ABSTRACT

In this paper, a new measurement system has been developed for measuring servo errors of CNC machine
tools. Unlike the ball link bar method using circular path, the developed system uses two orthogonal

straight paths for measurement of errors, giving relatively short test length. For position measurement;
linear displacement sensor and steel cube have been designed, and the software for relevant data sampling

and error evaluation has been implemented.
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