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Abstract

The purpose of this study is the development of a lathe which can cut any pistons of oval
shape with high speed, accuracy and precision by CNC (Computer Numerical Control) method. Y
axis which is the mechanism of position determination with high speed response has been added
to the CNC lathe and ovality and profile has been cut under the synchronous control of C-Y-Z
axes. In the case of ovality of ¢0.5mm, the productivity can be improved up to 1500rpm by high
speed cutting than modeling method.
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Fig. 3 Results of repeating control(position error)
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