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2.2. Calculate calibration coefficients matrix [C]
AWE Bw, 7h gl Bt AL d, d,, RO FF

Chas =
2 31949 OIVA_g ok 4~ 9t}

Ex =Cy +Cyy (d%) +Cay (d%) +Cax(f)
F =Cy+Coy Q) +C(BR)+Cu()  ©

I:z = Clz + CZZ (d%) + C3Z (d%) + C4z ( ft)

A7l A,  Cp (n=1~4,s=X,y,z7) +  calibration
coefficients = th& o] T3 4 9t}
[ dn  da i
1 = — f
o R R 61
Fo B Follde de
Fx2 y3 Fus R R 12
Fs Fs Ful|= 1 dis  das fu [C] )
R R
_Fixn Fiyn Em_ : d: d
1 rn an fm
L R R ]
[C] BE L least square method & ©] &3} +3 4= Ut}
T3 % calibration coefficients matrix [C]& ©] &3} Z} whgk

oo it AAELE g #o] 4F F 5 Utk
1
Fo drp
= R
Fy |=[C]"- ®)
_ dap
Fip R
fip
AN, drpap, fip = ST A S A2 278 ojn]gt
c}.

¥

=

AtEl Aare mEls HFsh] s dAdds
gtk T YGL A A% 12mm, H]ER 7} 420, 3
AHE 110 Q1 2 @ 27 FAEd S ARgeqlth. EAE S
=4317] YallA Kistler AF2] 9257B

e}

T+ FEAE AMEE)
o Axels SAsgor, AlHEL Vertical type-machining
center S o]-8&3te] dyaglon, 7ty 2L 1A Ao
2 3. Ade) Ale® A= AlG0sl & AME3HTh
3 %712 Table1 o] e

Table 1 Test condition
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1 15 10 0.05 1000

2 5 10 0.05 1000

3 10 15 0.05 1000 Calibratio

4 10 5 0.05 1000 n

5 10 10 0.025 1000

6 10 10 0.1 1000
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Fig.1 The comparison between predicted and simulated cutting
forcesintest 7
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Fig. 2 The comparison between predicted and simulated cutting
forces in test 8
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Fig. 3The comparison between predicted and simulated cutting
forces in test 9
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