Development Way of Chinese CNC Machine Tool EITZMHWREEZ%

[(ZE] FEAREANES S SR I L ESFH S, CEREMR

THR,*TE,TEEH
(FRRFHMIAEZZ, LK 100084 )

LS A T ATRARE) T R B

o

B FAFEAFEARE L ERIETF R —, AR 2 ZHE AL LN F R EZHRAREZAMEF T BT

FFERAUR YB3 F AR 77 ik, ot R RA- 43

N~ %2

KR STIRAUR 5 1B 3 F AR RIEHUR
DOI: 10.16080/j.issn1671-833x.2016.06.041

R

IFEL BELFEEXRERE
WFSNHFER. BRRFEXEN
WIRRRARR , HLHARESIT.
FEAEEFRINBFRFRLREE |
EERFAE: FHER R EAR. T
HHERR, EFMEETRERE
#EE BFRHRBRMERBHREX
TR 10 RI, 7 E A SE AR T
ERRIEC 100 A4 SCHANEN W3R
80 KR, HIEERZ AL F 30 RIL,
2008 5k “HEHM T RFRAR LA
—% 7,201 71 2014 £ 5 HIRT "8
BREARFE SR 2K,

+BEEME: BERAHE LRI A
(2015ZX04001002) ; [F15 [ SRB} 2564 ¥ B0
H (51275260 ).

FFERHLER

15 1994 4 11 3 [ 2 i &F ALK
e, Giddings & Lewis N
Ingersoll A R] 43Il T 3 F -1
BLA Y 7S 27 JFERPLR, 51E T
FURzm M, JRERHLR EAG KR
BIAHERE TR, B B I A2
“HURZ A Y 8 R ™ A <21 e
PRI T 247 5| T A F5E
Rl N A8 A T 98 MR B F 58 2%
1

FEIFIRMLR & JEPTHA, LL <75 27
HUR AR B 7S A R4l BRALIR
ST IR, PR IR HLAR AT
VSt tedte G2 SR BR ALK I A7 75 10 12 3
BB T K R 25 BB R AR R S G
AL, Tk SE gl 25 7E F R B IE LT
FEARBIRE . fHR X RS [ A
IRHLRARARAE F B[R, an T AEZS
(Bl SEEHLA AT LN, TAEZS R A
[F) DX S AL R P B 25 5 R A X 4k ]
IS AT e LA S B S F AL B

#EA 21 2l K IR ERPLR 5 1%
Ge ERERAURZS & MR ERHLRTT 46 32
FIAMTAE M, TRECALAR AT LAF
ER AL IR AR 2 ] K | BN s
H AR B8 G BN I BRI R W B2

T — % B FFBRAUR G E F) F AR R AAR KA

e SAEREE TR I DL RS R AP AR
A rERe Y. BN, i Neos 24 A 1)
Tricept HLAR ™ (& 1 (a)) FIfEE DST
AT Ecospeed MUK (& 1 (b))
Y& = | i BB N B A
JE R TR ECHLIR . B A, =
DST A w1 Ecospeed HURE &9
FHIMELSFHL( Euroflighter ) 25 Fh &
A Airbus ) 55 CHLATIN THlE . %
HLIKBERE v i A% S8 TURMAILARXE LAZS
YRR T Al ii H L RR
S5 F B R AR 23 RV R = 1 1
TRRECR, BRI IE A TR s 4
¥ifE, BeAh, Tricept HURSEH A —
SEYR IR IR AR AL ] s 45 40
A 20 T R A

1994 45 LIk, [ A 4% 5 5 A1 AF
FEHU BTt EIFERDLUR AT,
JEWHR 2 G IFBRPLARREL, (B2,
SR E NS L OB I 780
RESE IR R X RS A, X
rh ) — > i i R LR AR FEAS
Jie

i B8 S AL AR S BN T ) RE 114 i
filt, IFIBRHLR 5 A& SR —FE, AH
FEERIIL IR 2 AR I iR 22 F 5y
22 T H IS5 M A AE ) BLE A
AT E IR BN Tl 22

2016 4555 6 0] - DA RIE A 41



PR .
—— ¥ oru

8 R Rk

| P

(b ) Ecospeed LK

E1 S22kl mip B LR
Fig.1 Two kinds of typical parallel machine tools commercialized now
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Fig.2 SMC35 machine tool and a diagram of its spindle head
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Fig.3 Calibration experiment of 3-P(Pa)S mechanism
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Fig.4 Process of error identification using regularization method
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Fig.5 Process of error compensation of SMC35 parallel machine tool
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Kinematic Calibration of Parallel Kinematic Machine Tool

LI Tiemin, ZHANG Jinglei, LI Fengchun
( Department of Mechanical Engineering, Tsinghua University, Beijing 100084, China)

[ABSTRACT] With the advantages of high rigidity, good dynamic characteristics and high efficiency, parallel kinematic
machine tools have been applied successfully in the machining of large aviation structure. Kinematic calibration is one of
the important means to guarantee the accuracy of parallel kinematic machine tool. This paper introduces kinematic calibra-
tion methods of parallel kinematic machine tool, including error modeling, pose measurement, error identification and error
compensation, and additionally focuses on the calibration experiment and the relevant research of a domestic parallel kine-
matic machine tool.
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Keywords: Parallel kinematic machine tool; Kinematic calibration; Hybrid machine tool
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Industrialization Process of Ultra-Precision Machining Equipment in China

YANG Hui
(AVIC Beijing Precision Engineering Institue Aircraft Industry ,Beijing 100076, China)

[ABSTRACT] Although machine tool manufacturing industry in our country has a place in the world at present, most of
these produced are common precision machine tools. And ultra-precision machining equipment has yet to reach industrial
production level. Some key components has been imported, and ultra-precision machine equipment self-developed have the
characteristics of high price, long cycle, the lack of precision of stability and long-term stability of the equipment opera-
tion. So on the basis of the emphasis on ultra-precision components research and development, industrialization of ultra-
precision machining equipment R&D and production base will be established by combined the domestic units which have
the advantage of technology. By means of strengthening the development of industrialization of ultra-precision machining
equipment, the demand of national important task will be met.

Keywords: Ultra-precision components; Modular design; Single point diamond cutting; Computer controlled optical sur-

facing
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