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Fig. 3 Space-time characteristics of single-tooth cutter

contact zone with different tool positions
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Tab.3 Error between of the predicted value and the experimental value of the maximum milling force at different points
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1 79 441. 94 15. 847 4 +0.32 0.023 122 3.21 8.23 4.73
2 101 732. 35 13.345 6 —9.95 0.017 449 5.88 7.61 3.18
3 127 847.62 6.284 8 —19.98 0.018 416 7.10 9.18 7.70
4 50 804. 74 —6.334 0 +4.25 0.018 352 9. 85 7.83 10. 97
5 65 326. 48 —12.641 6 +8.98 0.017 718 7.39 5.27 7.83
6 83 409. 61 —15.453 4 +3.27 0.022 753 6.98 7.39 5.27
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