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A Study on High Speed Positioning Device and Cutting Data
Producing System for Noncircular Cutting with CNC Lathe
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ABSTRACT

Control system for cutting piston used in vehicle that is one of the 3D shape cutting using CNC
lathe is presented. In order to cut the hybrid piston shape using CNC lathe, defined piston shape
and change into machine code. The control software was developed for the high speed piston
shape cutting. In this paper, the performance of this software was evaluated practically.

As a result, the evaluated cutting precision was quantitatively compared with theoretical
precision. Also the productivity and the quality by using CNC lathe with control software were
evaluated those by using profiling.
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Fig. 3 The oval shape of piston
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Fig. 4 The tool feed trajectory
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The Velocity of Tool Feed Trajectory
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The Acceleration of Tool Feed Trapctory
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Fig. 10 Windows of graphic output(3D shape)
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