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Abstract

CNC machining has been studied in a
split way in the past: either from cutting or
from feeding. But machining quality is the
outcome of both. This study investigated the
contour errors on the basis of complete CNC
machine system. A system model was built
to cover al function groups including:
tragjectory planning, trajectory tracking, cutting
process, and machine structure. The analysis Sarachik
revealed shortcomings of traditional way of
studies. The dependence of contour errors on
trajectory curvature, feedrate, cutting depth
and different tracking controls were
investigated. A new vision on the CNC Koren[13-14]
machining on a complete basis was built.
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