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VMM - 3020 Video Measuring Machine
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ANUSINSIARBUTITeNaN mm/s 140 120 100

e é’mwmsﬁmﬁugﬂ step/mm 2.5 2.3 2.1
9auM ilvaingm C 60 50 40

ANUSIMSIARBUTIve AR mm/s 80 60 40

ey Snsmsintugy step/mm 2.5 23 1.7
gauM ilvaningm C 55 45 35
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Optimal condition
Print speed 6.6 mm/s
®* Flow rate 2.1 step/s

® Temperature cﬁc

Contour Plot of Error Volume vs Temperature, Flow rate

Optimal condition
® Print speed 10.312 mm/s
®* Flow rate 1.717 step/s

® Temperature 35 _°C

Error Volume = 220146 - 17969 Print speed - 128208 Flow rate - 4290 Temperature
+10457 Print speed*Flow rate + 351.5 Print speed*Temperature

+ 2510 Flow rate*Temperature - 205.4 Print speed*Flow rate*Temperature

Error Weight = 230.7 - 18.89 Print speed - 135.2 Flow rate - 4.499 Temperature
+ 11.05 Print speed*Flow rate + 0.3698 Print speed*Temperature

+ 2.652 Flow rate*Temperature - 0.2176 Print speed*Flow rate*Temperature

Industrial Engineering Department

Faculty of Engineering, Chiang Mai University



