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NC Block before linearization
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Fig. 1 Schematic diagram of NC data linearization
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Fig. 2 Actual tool trajectory in singular region

EEERINEERE EERERISEEEREEE
9] FF 8 2. 3H e & 333 A AR oF 3k o] 2
& S0 S[4]e] 7 A3E o] 3tol 97 AT 5 Ak 7HE B
N 9] BT N LK)t B LK, ) WE AS A
A AR A2 S 7hE B L AL stelof Ak, ol w) 4]
@ 7kg 3o P AR 4E 3ol e

ol
=

o o

N
2T
A QA7 E Fo) TR NG A vk ) g
A= RE A (1) 2ol AE 4 U,

n=1+ TRUNC(” Hock ) (6]
6tol

TRUNC()

2,

iR

¢

where, : Convert real number to integer number

3.7t3 HE el At oo 2HH ol =
Fig. 32 n-1709] A& 713 ¥ 5 3 25

A2 w7IHEK) o dial FEskAl s

Uetf o gl



1/n 1/n
~

parameter |
o L 2

n n n n
Fig. 3 Tool trajectory error of uniform parameter interval
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Fig. 4 Tool trajectory error of uniform chordal error
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Table 1 Example data for NC linearization (MIKRON, UCP710)

Workpiece coordinate | Machine coordinate
Py =
7= 752110 X,= —90.9595
Y= —51.4295 = 7.3103
= 2286808 e
= = 2927.6341
= 0.0095944 _
A= 1.0664
JU 0.0159479 O = 148.9685
ko= 0.9998268 C
by =
7= 45130 X, = 14.9523
y,= —50.5510 Y, = —86.1435
2= 228.6857 " 9995
= Z,= 229.5962
i, = 0.0175379 -
1= .= 1.3903
j,= —0.0167668 C = 46.2876
ke, = 0.9997056 b
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Fig. 5 New NC block trajectory error after NC block linearization
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