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Impact Analysis of Characteristics of CNC Machine Tool on Machining Quality
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[ABSTRACT]

which is caused by machine tools factors are commonly
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Parts failure of CNC machining

observed in recent years, but reliable methodologies that
could solve these problems are highly lacked. The main
factors that have great impact on machining quality is
summarize based on analysis of characteristics of CNC
machine tools. The procedure to solve machining problems
from the perspectives of machine tools characteristics is
discussed. Two case studies from industry, which is caused
by static and dynamic characteristic of machine tools, is
discussed as well.
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Fig.1 Processing diagram of machining failure analysis
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Fig.2 lllustration of measurements and machining failure

211 RESH

iz BRI SRS, B e HEA T2 IR R, SE X TR
J¥ TR T2 AURE B RIS B AR A T 43 BT e ok & LA
SR W Tad ARt nT HERR K R IR 5
BRI R HUR I ERSRG RS A3, LR 4



RESEARCH #*iﬁ i

B OB SHLR IS O (350.60mm ) £ 7E 22
SN A A7 1R K R 350.16mm 5 M B A 7 18 K
WA 350.80mm Ay 56 IR % O 5 22 X T 1 52 i, fiff
FHOT EAR AR B IS . TE Vericut 3R1F 875 HAL
PRAR T A | B 4267 5% 0 1 44 B8 S Ol B8, el 3
B A ELAE AN 4 F, 20 A A7 E il i AR
AR 2 2, SN TSI, ATUL A, B
PR BEXT ORI T35 R T AR, e eestid

SAHURIESIHIG & B, MUK B e LA 2 3%
AW, 1 T O R TR 2%

TEGF EARPF
RS o B i
JETBISAME T 3
BEAT L, B
EESOW/IRNINE 2
Wi,

= Spindle (0, 0, 0.44) |
-4 Tool(0,0,0) |
& 38 coora Svstem

B3 EMERGPERIRERIEEVREOEE

Fig.3 Setting machine tool rotary center distance value

in simulation software according to real statistics
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Fig.4 Simulation results of machining failure
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Fig.5 Results of larger diameters of machined holes
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Fig.6 Explanation of arc contour interpolation
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Fig.7 Machining errors of different holes diameters at constant
cutting speed
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Fig.8 Machining errors with diameter of 10 mm at different cutting
speed
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