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Abstract
In Order to regulate cutting force at a desired level during NC lathe process, a
feedrate override Adaptive Control Constraint system was developed. Nonlinear model
of the cutting process was linearized as an adaptive model with a time varing process
parameter. Performance of the ACC system was confirmed on the NC lathe equipped
with the developed NC system through a large amount of experiments.
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Fig. 3 Block Diagram of the PI Adaptive Controller

FAR dFFRE AP FnUES 4P
Fig. 4 o 2 ojng @ajs Ao,
&4 Weh
MMMMMM . : SR
A
RO HHW B . :
SakTENELE o
e e e
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Table 1. Procedure for Adaptive Control on
RTOS (Real TIme Operating System)
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Fig. 6 Simulation of the Adaptive
Control according to Torque
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MACHINE PUMA-6(t]-9-441)
RAPID FEED | 5000 mm/min

FEED 0.lmm/rev

WORK Aol F
SPINDEL RPM | 1500{rpm]

TOOL 0.8 nose R

DEPTH OF CUT| 1 [mm]

Table 3 Experimental Conditions
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