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ABSTRACT

This paper focuses on a automatic selection of
optimal cutting conditions and cycle time for
multi-spindle metal cutting machines based on
machining parameters and tool change schemes
which are the two most common terms used in
the metal cutting. In this research we used two
step generative approach, step 1 is mathematical
modeling for the selection of optimal cutting
conditions and the other is GMDH-Type modeling
to estimate the system performance evaluation.
we developed computer programs for these models
and the fitting manufacturing examples are
applied to this model and it was shown that the
proposed approach has a good potential and offers
a valuable tools to analyse the metal cutting
system.
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IF WE CHANGE THE TOOLS IN PARALLEL

STATION NO. NUMBER OF TOOLS USED
1 4
2 3
3 11
4 0
5 11
6 6

NUMBER OF PARTS MACHINED =

THE TIME TAKEN TO MACHINE THESE PARTS =
NUMBER OF TIMES THE MACHINE 1S STOPPED =
TIME TO PROCESS 100 PARTS=  160.73 MIN
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