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Abstract

In cutting process, cutting force is not
only to remove unnecessary workpiece but
also the main cause of the tool’s deflection.
And most researches neglect the feed's
variation and treat as no contour error in
cutting process. But it certain to have effect
in cutting and make the relative distance
between spindle and workpiece and then
reduce the contour accuracy because the
cutting force is changed. After comparing the
control agorithm in feed, we choose the
cross-coupled precompensation method to
our control technology because it is the best
method to reduce the contour error. So the
project emphasizes that it combines cutting
and feed into a comprehensive one and
confer the interaction effect to the contour
accuracy and surface accuracy.
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