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Application of transducer in the experiment of
cutting force measurement
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Abstract. Cutting force is one of the important phenomena. The article presents the relation between the cut-
ting force and the hump curve. However, the cutting speed is effected by workpiece diameter., For obtaining a
legible and perfect hump curve, a Delta transducer was applied to carry out stepless speed regulating of the
main electromotor of machine tool. Consequently, the main shalt speed was decided by the electromotor work-

ing frequency and speed selection handles. The experiment result shows that the legible and perfect hump curve

can be achieved under the stepless speed regulating.
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