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Fig. 4-1 The development of achievable machining accuracy
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Fig. 4-83 Factors which influence machined accura-
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Fig. 4-6 Load distribution in a ball bearing
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Fig. 4-18 Deformation analysis of a horizontal hor-
ing machine

Bed® Bending® Torsiond ¥ 7 & FAld
2AES, M Bedd FE= F Yo distd FE
g AgE 2 7hAok gk, FZe FF7|Ao)e Bedd
Cross Section® Box¥ L2 31 % Stiffness® 2
#7] S5k Bedel RibE W= zlo] BHHET 9
o} Fig. 4-199)141% Ribbing# Box¥ @2 =4
T BedE ¥ ZE Aolvh, AZE HA Bendingzt
Torsion® 30% °14e] e ZFAel sitte AL ¢
7 9tk 97 Cross Section®} Ribe FeE A4
FEEe Ao ZAES ¥ AT AT A7}
Aachen FW ZFAV|A dFaeM BEAA AP
Ak 2 @ 97} Welded Beds) thahd 73 Azt
7} Ribe] &, AR Volume, Stiffnessel w7l
d9 Flexibility, 5% & Zold h&A 2174g 4
A E 2 AT A& Pig. 4-20404 & & gtk Rib

l" - STATIC ATINONESSES

= Ria WENOING Y-T (me/in}

GENOING - {ibfin)

CCCER A

TORSION {in Bfrad)

RSO i)
EET L A———

EZ] o oesigy
] v aemen

Fig. 4-19 Combined ribbing and box section arrange-
ment

ST
EZ!EI: s

ZSop
gg BE

. ]
n
o
[ .3 ) 1
sy S e
=I5l e e
MO0 ah— e = |
I 2 w11
B8 o] = —
EEEHBE‘ 3 - IV A
ER - R

Fig. 4-20 PFlexibility, material volumes and joint
lengths of closed machine-bed designs

o] Fejol mepM 2 AL 30% o8 Aot drke
RE ¢ ¢ Avh Aachen Fddixe 2¢€ 33717
AzgA7t 878 £¥¥ Data® AFsta jleon
2 TANA AZPAES digte 47 2RE oMs)
o] o] &3t 3tk Fig. 4-1894 fEFMZE Fo 7}
#Hd of AY %2 Deformations doile FEF2
Columnelt}, ©] Column Designel 1IME Ribe]
Hel7l Bending® Torsiond] W% & d%& £l
orld) gt 48 AHE Fig. 4-21(a), (b)olA &
T 3om Designell weba Fjelde] ZE A7t
Bz got o) 47A%E ErlZ Bending® Tor-
siond] W Z=g uss/idA Rib FE Mg
dart gdoh 28y, 95 nHETE YU,
AN 7H50] 1387 Factore]7] WEd F&7A4 7)
E74E FEM 5% AHaaA A4 Aol ud
dle] g F371AE QA ok gt

4-6. Finite Element Optimization

=49 Aachen FAUHEE HA8t A7 d77]Hd
Ae 37 Ae 248 B8 By £TH0R g4
o A4, ¥4, 99EgRoFg FoiuA: Y ddH
H A%3w 21929 Finite Element Method
(FEM) & A&t} $2 4343 42 slch 32714
A J)ed HEEHQ E71E nEIdn Hx Ade]
ofityh, FEM 948 ComputerE ol&3ld 728
AL N Bag ALE sl ARE I He Ao
o, @A 97}A Computer Programe) 7A@ ol
Nom o] WL ALGEE Hele EAY ¢+ A



743

11000
a4

Fig. 421 (2) leferent rlb de51gns for machine columns
F/a LE‘ :jj_"
.r :mon My rZIaNm
Rulaking { MMM:&:&N’I'E

o == [0 =
[m] L Q a5 vheing
] H 2
E [roeewm— | (S |
B [ro—— | | o T—
B [rosse—— | | e |
2 [roeen—— | | O
e | [ ¢ -
B | | C F———
R = 2 [
} [Ea— i [Eo——

Fig. 4-21 (b) Bending and torsion resistances for

machine columns

O AA3 FEE sz FEHA ¢ ¢ g
Aachen FWdA¥ FINEL, FINELT 23z DYN-
FIN % «# Program& 7|#3lx o] FEME AM4-5)
ol F&7|A2 Static, Dynamic, Thermal Behav-
iourg 49 ZAE LHId FF7A A A=
< idea® AFH T O

8447 Zopdll dole ALE ddde eAte
# A3 (Optimization)9 A4 AW Ao} $%
< a2 Aol AT FEME o] &3td
g 3}eH Parameter? #A3E #o}eitt. Para-
meter® HAF TP T AEFS] HdME 429
Mathematical Model Construction (%% RH 2|
TF)o] Todt e Rde FF,0F fol=
Igs duR e EAE $E9 RdE HEd=
A& date AozA oA A HEE s
Algorithm= A48 7} k. H& Algorithme
A A dEHez AMEEd, BEE duit} o

Algorithm& ZAE TA s F4E A F4

14

of #A3 Parameterdl mwekd Hox FHL
Derivation Calculation® A%t FEME A-83
o AZge] AME A =W FEM ¥4d whebA
Target ¥ Constraint Function (< 359 A4t
ol d¥dth oA} Px= FAY HH3I Algo-
rithm® ¥#-& Derivation Calculation ($&4)
o] Aste] Bagd AL Sensitivity Analyses
(#Z=£4) olgtnx . FEM Optimization A4
< 37 A3ME Fig. 4-229 Zo] B&E% Program
Systeme] ¥ 83lth Column, Bed 59 A4 24
A HAZ AA F 7jA 4 EEL ¢ Wall
& ZAFge Aola 7144 AsS %A Straing] &
o] 7bsdtEEA HHol}t Shell 9 FEME ARE-S
o % ZAAE & A 4 A Tk 4T
AE A& AU g Aeo] Wall9 ThicknessE
HAg gvbe A Zuh, 4FAHeE 849 Thick-
ness= Group2 2 vre] H3 Parameterd] A48
O AAlY) TEE ¥, RibE PARE 828 279
O ZHEBERA Te8A nd 9 A3 A3st 444
22§82 4 Uvhe Ao Y3l He Aotk

Fig. 4-23914% Columng] AA 3lojM Folal
%2 Z298A %3 A (Guideway)d HIE
HEE & ¢ e FAHF ALE 8 4997 Ao
EAEE ? A Hise 2 e guie
ael7] AsAe 4 840 Wallg HAHgas 2]
e Aoth, @ﬂl % 71A7 84 W& Parameter
o HFHAE e g eAE A3 dojud Han
L45= 73—r°ﬂ~.: 7122 Plate Thicknessd] FAA]

tch -
\\\\\\\y\\\\\\

%

u‘—l—l—‘_
\msanuun of the
imized

et mode]

N A Ay

‘ LIS F 2f
4-22 Principle construction of finite element
optimization program system

Fig.



g U e A129 ATE (19959 79)

schamaiic diagram (

30 40

minimal deformation st
strugture point P

sonuitsiote:
1. Ideniical weight
2. use of tha following
shaet thicknesses:
e 10 12
15 20 2%

™\ delormed structure

L)1 ki
0 50 J00% 2

IemW

"

LYY )
08K L d;‘i' the
oy .h.m

oanbt  guide
n {in space)

1|8 |8 ; 0.2 K~
K3 s ¥ . o n
X4 X3 As X7 o 50 0m

Fig. 4-23 Discrete wall thickness optimization to maximize the stiffness of a machine tool system

719 H¥ Zolt}. Fig, 4-23°14 Be v o] &
A A9 HA3Z Parameter?} FolA glor FEMY
Thickness7F 8, 10, 12, 16, 25, 30, 409 T7IR =
Bygsleld glth, o] A& Point Pl de] 711
A& @ Guidewayd] BHE 17% FEAAE frhe
Aoltt, oJAE ZAYH o] AP E FI AW
£ AJ Program System®] &HA F& & k. ol
239 e AFEHE AAE de A9 Thick-
ness®t 39 HHES Aty A2 ThicknessE H|
T3 A& 79 Parameterd & A&k gk,
FEM® 2 ¢ o Wiez 23 &= I3
o B AAE o d4HQ dge] odrle Mol
th, AFE o 2a2 e F2E TS A0 W
B3z % 7+ 229 Topology (it o &g =E 2
2o dale] dAAe AR gRsior & Bavt
Avt, HAG 7|A 849 ATHAE FH2E Topol-
ogyd A3 Wig g A3 FolAul, Topolo-
gyy #HAZ gL v A Yol AT A,
AAH, a3} 2 /R 240 Qe AR F
29 dulFQ Agrzs FUE I 4 Ao A3
Cross Section®] ZF0] F&7|A AAd gloial a5

15

Z9% FAeth Fig, 4-24% Topology Optimiza~
tiong ol &3t F&7)A Column®} FATE HAis
e g Adgstn At ® FEMS Wall Thick-
ness? Ribe] AXE 25 Aol® Wall Thick-
ness? 7FeAE T Aol™ 0.0lms 10me]3 Point
Pold ¥9e 1, 4mot},

o] W& o] 4% d} Fig. 4-25914 & 4 i,
6719 ©}& Cross Sections 7} ColumnZ Initial
Topology?l @ EFA7 Iz FHAA Iteration () F
o AN BEe 75 Cross Sectiond AHT F 3,
4, 8, 1084 FEL g1 HFHoz [THA W5 F
Optimal Topology2l Designgd ¥%th. FEM Wi
22 Bending, Torsion, R4 FoJAE g9 &
AZ J=3 & Aelth,

4-7. Bed, Columne| A= HUE

9t 22714 GuidewayE Flat, Vee/Flat,
Vee, Double-Vee, Narrow, Dove-Tail ¥°] 31
234 2A7|A¢e Hydrostatic Slideway® AME-
3™ 24d¥E Linear Motor® ¢|452%S 3z 9l
o 47 ¥4 Guideway? ME3tzar g,



AR

=1

Gtoas sectlon af
machine toc) columns

X

L_J Fm

Fy LF) = <150 kN Fa =200 kN
(LF2) = =200 kN - ﬁl’,-m KN
initial tepology ™
Fy §.F1) = =100 ki
LF2) =100 kN
slideway
x / ?
z ;‘ Y ¢
264 mm é f6amm

reattaintg —=f
L 4
264 mm

Fig. 4-24 Topology in the beginning of the optimiza-
tion of a machine tool column

(LF1) = foatcase |
{LF2) u loadgnze 2

Bed¥1e] #9lE Slide’t 327149 Program®l 2
A AHEES 89 Guidewayd Slided AZFL
Zo Zole SIAY Fig. 4-26914 HEe upgh Zof
Rolling, Yawing, Pitchinge] =% 2X4& ¥oiu}A
dtn 2 237} 7oty 9¢le]l €rh Bed: FE
Ee £4F Aoz Az sz A v 2ol
AL 2394 71EL5E W Bedd Deflectiong &

Designd}Al =& Aol o|s} Zo] Design¥® T-FF
= ALFe] olFEEo AT A sletgit)h B
£ FEZ ¥o 3l& Bedt: &3 59 Milling
Machine2 2 3 ¥ Set up & F WorkE °l1A ¢
$70)x 2z AAl 549 Milling A9 fag
Work®] Set upg HHH HHESE 23 A Ho
AA = Aok o] Milling &9 £, Rough Cutting
o] Budl IAE @k FAIAF €A Hert
Uniform3txz 748 A%7} Yetol 319, Finishing
Grindingald H#Z ALx 24 ¢, Plano Types]
4% (rinding Machined #F2=7l oz 713"
Workel Copy®le Aoz AA4d & ok A ¢
A% Flatness? StraightnesE d7] 93 o] &
He Moor's o AT FAE g 4 ek,

AP EY ¥FEL AFsHD 7MFshe FEAVAE 2
FEe] 2 v o] FEmr}l Fed) nPUEE
2738= Fa7|A FE2 Interchangeability (E%
AE 7HA SN Axzgdes Ae ErlEstn F
PEFE DA AE A8 sHFeo o).
FA71A9 GuidewaydLEE 9471 9&)HE Scrap-
ping®lY Lapping= #2224 Straightness? Fine
Surface Roughness® ¥1 glou o whge 444
o] ¥l o2 TE WYE 21 e I £
st vk zEv, obF fEued 2 Afe

H

=2

=

A 7 $iste] Ribbingd i & Box¥oE Scrapping ¥€ 2= e Fou Algdch o] #
X f’ timal
mal
inliial topelogy tggology
P
/{ 100 KN \K
| 150 kN 200 kN 17. iteration
T
: 2
300 -
structurat 9¥(X0)
200 weight (kg) 7
deformation st
2. horation 1o point £ fmim)
0 {1 Aty
1 5 ¢ wu 7
st opbmum iteratons
L‘ .d
3. iteration \D\ ""V/ 8. itaration

4, lteration

Fig. 4-25 Results of the optimization for bending, torsion and lateral force

16



FFALFHAA A12E ATE (19954 79)

Pig. 4-26 Three translatory and three rotary deflec-
tion of a machine component
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