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Abstract
In this age of advanced industrial, universality of machine tools is already obvious to all, many

competitors, the introduction of the machine is also changing. However, in the intense environment, the
stability of the machine tool machine requirements more stringent, precision machine tools or external
environment will directly or indirectly affect the processing.

However in recent years the requirements of thermal deformation gradually attention, high-speed
cutting machine tools in addition to the processing for a long time due to the flatness problem, ambient
temperature affect the precision and temperature machine a longer period of time affect aging. Therefore, in
this study must identify the state of the spindle thermal temperature tool liters long amplitude, and identify
several larger impact factors are discussed in many factors which compensate.
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Q = 1.047 x 10~1nM @.1)

Q: kA2 2 #E(W)

n: kg (rppm)

M: B4 #Nm) ;
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