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A Study on Improvement Guide way using workpiece in the Machine center

Sung-oh Hong, Gyu-jae Cho

ABSTRACT

Recently the machining technique have been progressed rapidly according to developments of
the product technique in the machine tool and new tools. But in the case of vertical machine
center(VMC), to become visible there is the appearance of bending because of the structural
problems of x-axis guide way, and this would effect directly on accuracy of form of the
straightness, parallelism and flatness .

In this paper, I purpose to check the appearance of bending with the experiment and improve the

working accuracy. Under the constant working conditions, the appearance of bending of x-axis
guide way was measured to confirm the effectiveness of the compensation method in the vertical
machine center{VMC). By using this method the results show that the accuracy of form of the
straightness, parallelism and flatness could be reduced to 20% compared with ordinary method.

Key Words : Vertical Machine Center(533% ®Al\d AE), Guide Way(¢tW ™), Machine Tool
(2714, straightness (A 2%), parallelism(B A=), flatness(HA L),
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