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Table 1 Input of speed change parameters and input address

nominal speed input address Hpeed vari. amp. input address [jeep vari.freq. input address Hpeed vari. wave input address
no (r/ min) 2000 2001 An/ no( %) 2002 f.(Hz) 2003 W, 2004
I
0030 0142 5 05 0.2 02 sinusoid wave 01
30 142
0143 0311 10 10 0.3 03 triangle wave 02
143 311
0312 0701 15 15 0.4 04 rectangle wave 03
312 701
0702 1500 20 20 0.5 05 constant speed 00
702 1500
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206. 1t/ min, Moo= 17. 8%, £ = 0.495(Hz)
U(1) ,U(t) ne(t) , ne(t)
L U(1) . U) ne(t)
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Table 2 The testing results
nominal ny (inputed) 170 100 30 320 690
speed n( measured) 170. 9 96 27.8 330. 5 717.0
r/ min error( %) 2.9 3.0 4.3 3.1 3.9
speed vari- inputed 20 15 15 10 5
amplitude measured 17. 8 13.6 13.9 9.9 4.9
An/no(%) error( %) 11.0 9.3 7.3 1.0 1.2
speed vari. mputed 0.5 0.4 0.4 0.3 0.2
frequency measured 0. 495 0.395 0.397 0.299 0.201
fn(Hz) error 1.0 1.3 0.7 0.3 0.5
speed vari- mputed sinusoid sinusoid triangle rectangle sinusoid
wave wave wave wave wave wave
W, measured approximate approximate approximate approximate approximate
sinusoid sinusoid triangle rectangle sinusoid
wave wave wave wave wave
2 )
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4% , 5.7%, 0. 8%;
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Computer Control of Spindle Speeds for Type XD5032 Milling Machine

GOU Zhi-Jian
(Dept. Chemical Engineering, Jilin Institute T echnology, Changchun 130012)
YAN Zhan-Hui, YU Jun-Yi
(Jilin University of T echnology, Changchun 130025))

Abstract
Based on XD5032 type milling machine , XD5032/BQ type time-verying spindle milling

machine has been designed. The STD bus device for industrial control is used as a main unit

in the system. Computer control of spindle speeds for type XD35032 milling machine has been

developed.
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