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The measuring method for the angle of load part and the eccentric distance

The correlation between angle of loading part and the eccentric distance

Angle of loading part The eccentric distance The eccentric distance
( Degree ) by calculation (mm.) by measuring ( )
0=286 9.039 9.02
0=153 9.047 9.03
0=0573 9.049 9.04
0=0 9.05 9.05
0=-0.95 9.049 9.04
0=-2.29 9.043 9.02

The collection between the result by calculation and measuring

0.04

0.03 ESS

0.02

0.01 = y =-0.0029x + 0.0115

£ 0 §,~ LONTXaORA=H — .

. 001 | 286 1.53 0.573 0 095 29
:g:gz | y = -0.0114x + 0.043%_
-0.04

Degree
Calculaton e Measuring
— —Linear (Calculation) — - Linear (Measuring)

From the trend lines, both of them have the minus slope. But the difference between
them is the value of the slope. The causes of difference comes from the variation of material and
the measurement.
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