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A Study on Performance Evaluation in
Metal Cutting System
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ABSTRACT

This paper was performed on the automatic selection of cutting condition on multispindle machine.
the several mathematical relationships were formulated for simultaneous selection of machining
parameters and tool changing scheme. In this research we used two step generative approach ; step 1
is mathematical modeling for the sclection of optimal cutting conditions and the other is GMDIH-TYPE
modeling to find prediction  equation of system  performance. thus in this paper, mathematical
machining models combined with a  heuristic GMDH-TYPE modeling to  estimate  the  system
performance. these models are developed computer programs for practical application and it was shown
that the proposed approach has a good potential and offers a valuable tools to performance evaluation
for metal cutting system.
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