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[Issues]

* Needs the expertise of an expert operator.
« Need fonger time for hand finishing.

« Needs larger database

« Influence of tool wear and the variation

Prediction of the cutting forces,
the design of 1
machining conditions based on

Feedforward]
ControlFF}

ool paths and

regulation of

engagement angle.

[Feature and Advantages]
= Sensing of cutting forces by using the monitoring

schemes.

+ System integration based on it.

+ Significant improvement in productivity and
efficiency of workpiece material properties.

* No need for large database{difficult to construct)

intelfigent
control

Feedback
Control(FB)
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Fig.2 Tapered petal-shaped mold
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Measured cutting forces in end milling

the tapered petal-shaped mold
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Fig.5 Measured cutting force and feed rate in Fig.4
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Fig.6 Tool life experiment using feed back control
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Fig.7 Measured cutting force and feed rate in Fig.6
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Fig.9 Developed CCM machine tool model
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Fig.10  Finished surface of mold type C

Table I  Measured surface roughness
Ry(um) o) @ ) @ ®

CCM model 1.i6 0.90 1.83 1.19 1.61

conventional 3.46 3.29 6.58 1.42 1.21
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Fig.11 Mold type A .
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