DR B TR-85-46

Error Minimization In Numerical Controlled

Machining

by

M. Anjanappa, J. A. Kirk & D. K. Anand



Error Minimization in Numerical Controlled

Machining

by
M. Anjanappa, J.A. Kirk and D.K. Anand

Abstract:

Material removal rate in Numerical Controlled machining, especially in thin rib machining is lim-
ited by the onset of tool path error and chatter. In this paper we propose that it is possible to
increase the metal removal rate while maintiaining the required dimensional accruacy and surface
finish by modeling the cutting process as stochastic. With this improved.modeling it will be opssi-
ble to predict the characteristics of finished surface more accurately. A methodology to identify
the system parameters and the design of an optimal controller to minimize stochastic tool path
error in thin rib machining is presented .
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