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Fig. 1 Tool clamping system for HSK tooling
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Table 1 Analysis condition

OTT-Jakob \ Type 1 \ Type 2
Method Hex dominant method
Relevance 100
Relevance center Fine
Elemental size Default
Node 80,607 46,451 76,119
Number of mesh 21,540 4,033 20,104
Table 2 Material property
Young's modulus 2.05E+5MPa
Poisson's ratio 0.29
Density 7.85E-6kg/mm3
Tensile yield strength 1,165MPa
Tensile ultimate strength 1,255MPa
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Fig. 4 Analysis results of equivalent stress
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