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Table 1 Performance comparison
Performance Current status | Top makers
Machine grouo 1 eroun 3 erouns
Path 1 path 10 paths
Controlled axrs 8 axes 32 axes
Controlled spindle 1 axis 8 axes
Min command 0.1um Inm
Inter-path error
compensation X %
Look ahead blocks 400 blocks | 1000 blocks
Block processing time I ms 0.5 ms
PLC program storage | 20000 steps | 112000 steps
PLC scan time 15 ms 4 ms
PLC /O contacts 1024/1024 4096/4096
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Fig. 3 Siemens 840D CNC
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Fig. 4 Mitsubishi CNC system

I 9 CNC HAEY A $%& =29
Heidenhain 9 iTNC530 ¥ TNC320 v #H&
sty % SO0 TEIage] st I ES £
Alsta o, Ed FuUH o2 FXA A
1€ A&sts TRIAY A4 AL Z1A
o]A9 CNC H& TF& B PC $39 HEFo
2 HMI Hob7} A gisizin

Fig. 5 Mazak controller
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Fig. 6 Mori Seiki CNC
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Fig. 7 Patent research (from I-people)
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Fig. 8 Multi-processing machine
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