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Abstract

For the importance of NC machining parameters on the machining process, the adaptive control
method of NC machining parameters is elaborated based on fuzzy control theory. According to the
established control model and the fuzzy control principle, this paper compiled C++ source proce-
dure, and simulated the experimental data to verify the feasibility of procedures, and finally, em-
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bedded the procedures into the existing numerical control system by the VC++ visual software,
achieved the dynamic display of adaptive control processing. The results showed the effectiveness
of the adaptive control model and made NC machine maintain the good stability in the whole ma-
chining process.
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Figure 1. CNC machining adaptive control model based on fuzz theory
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Figure 2. Parameter calculation process
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Table 1. Running results
1. BITHER
EC,
4 -36 -24 -12 0 12 24 36
E
-18 1500 1500 1000 1000 500 0 0
-12 1500 1500 1000 500 500 0 -500
-6 1500 1000 1000 500 0 -500 -500
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Figure 3. Adaptive control process
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