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Design and Development Technology of Cutting Parameter Database With Calculation and

Evaluating Function
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[ABSTRACT]

tabase technology is analyzed . One of the software design

The status of cutting parameter da-

and exploitation is presented, which not only has cutting
parameter database function but has cutting parameter
calculation and evaluating function. More important, the
design idea,the operational principle and the method of
calculation are presented. The cutting coefficient and the
correction coefficient of feedrate of cutting parameter cal-
culation and evaluation module is also introduced, all this
makes the calculation result more dependable. And the
realization of software to dispose background access data-
base by application of VC++6.0 based on document views.
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Fig.1 Frame of software
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Fig.2 Data items of basic database and cutting parameter
database, and relationship between 2 databases
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Fig.3 Data items and operation interface of cutting parameter
database
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Fig.4 Function of optimizing and evaluating cutting parameter
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Fig.5 Relationship between cutting width and correction coefficient
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Fig.4 Skin panel mirror milling principle
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