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A Study on Measurement of Dynamic Accuracy Using Grid Encoder
in NC Machine Tools

Chan Ho Lee, Bang Hee Lee”, Sung Chung Kim™"

ABSTRACT

Efficient development of method on a performance evaluation for machine tools has been regarded as
the most important work for accuracy and quality enhancement to every user and manufacturer. A
cvaluation method of accuracy for machine tools has been studied recently according to the rapid increase
of interest in precision machine tools. To this point of view, the circular interpolation test of machine tools
is recognized as the most useful method to distinguish a dynamic accuracy of NC machine tools by ISO
and ANSI/ASME, ctc.

In this paper, we have studied and developed the form measurement system with grid encoder to
analyse the final accuracy of NC machine tools. we have analyzed the servo system error and geometric
error of NC machine tools through measuring a dynamic error signal by this system. and then we verified
the experimental result and enhanced the reliahility by means of comparing the characteristics of the
developed system with the kinematic ball-bar system.

Key Words : Circular interpolation test (%] 2 X.7FA]4l), Dynamic accuracy (% 2 % - ), Form measurement system
(BAZA A 28, Grid encoder (28] = 20), Kinematic Ball-bar (7] 722 2u})
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Fig. 2 Moving accuracy of comer working
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Fig. 5 Test result of circular interpolation
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Fig. 7 cormner moving accuracy
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