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ABSTRACT

We have investigated the variation of dwell and warm-up time for effects of positioning
accuracy of the CNC machine tools with an laser measuring system. Also, we studied the
effects of improvement of the positioning accuracy by variation of the temperature for hollow
ball screw, which mostly used as drive mechanism of CNC machine tools. We obtained the
effectiveness of cooling effect of the new cooling system, compared with the conventional coogl-

ing system.
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Fig. 1 Experimental apparatus(in the case of MC)

Table 1 Characteristics of lager in used

Itern Characteristic
Laser He-Nelaser
Laser wavelength 632.991 nm
Maxitnum power 1 mW
Resolution 10nm
Measurement range +41 nm(moving retroreflector)
+10 nm(moving interferometer)
Maximumm speed 418000 mm/min
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