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A Study on the Development of High Speed Tool
Feed System by Ball screw
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Ball screw(2WA}), Piston(32%), Learning control(&<5410}), Ovality(E}1), Preload(dgd),
Grease(F+&]2), Slide way(H®), Turcite(El7}°1=), Fine Ceramics(3Q1 A 242 2)
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Fig. 1 Spindle Speed vs. Cutting Force
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Table 1. Specification of Servo motor

Item Unit Specification
Output Power kw 18
] ]
Max. Torque kg - cm 480
) ; ]
Rotor Inertia kg ‘cm-sec” 0.010 ]
| Max. Speed mm 3000
Max Acceleration | rad/ sec’ 48,000
100 _
Long axis 40 mm
Mofor inertia 0 001 kgf.cm sec 2
Max. torque 480 kg.cm
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Fig. 2 Spindle Speed vs. Tool Stroke
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Table 2. Specification of Ball Screw

o Item ) o Speciﬁcation :
Dia of Shaft Y20 mm
Lead 10 mm
Grade a0

| Basic Lead | 9.99937 mm
Ball dia @3.175 mm
Turns and Circuits 25 X1
Preload 2D kef
Preload type ] Overmsﬁizreﬁi )
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