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A Study on the Adaptive Control System for Drilling Process
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{Abstract)

The adaptive control system has been developed with conventional drilling machine. The cutting
velocity is selected as controlling variable by the result of the analysis of the mathematical
model of drilling process. The machining tests shows that the adaptive control system developed

is very efficient in reducing air cutting time and metal cutting time, and is reliabtle in several

operating conditions.
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Fig. 7. Catting velocity and power while
maching under AC: Drill Dia., 10
mm; workpiece, SM45C.
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Fig. 8 Cautting velocity and power while
machining under AC; Drill Dia., 8mm;
workpiece, SM45C.
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2 =5

N4yin=300rpm, Na..=1,000rpm, d=10mm,
Vimin=20mm/min, V,,..=300mm/min, C,=60.5,
a=0.78, =07, Pu=1L5kW(Fig. 19 7#%),
Py=1kW(Fig. 29 # %), (,=0.023, =0.95
C,=21,620, y=0.87, §=2.12, E=3X10kg/mm?,
D,;=100mm, ~=150kg/mm*, S=5.



