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{Abstract)

An adaptive control contraints system of NC machine is one of the approaches to improve the
efficiency of the cutting process. The constraints and the control strategy have great effect on
its performance. In this study of turning process, the cutting force, the power of motor, the
surface roughness, the feedrate and the spindle speed are selected as the constraints, and an
economical control strategy is adduced. The results of the computer simulation by the mathema-
tical model that deals with variable depth of cutting process show that the adaptive control

system increases the performance of NC machine tool.
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Fig.1. A Schematic Diagram for Adaptive Control System.
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Fig.2. Field of admissible Cutting Condi
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Fig. 3. Optimum cutting condition.
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