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Study on Forecasting and Control of Finish Size of M achined Parts
ZhengDi ZhangLi-bin  YuJun-yi Li Yue-tan
(@ilin U niversity o Technology, Changchun)  (JilinV ocational N omal College)

Abstract Combining the forecasting of finish size of machined partsw ith the forecasting
of process capability in amachining process, aprinciple and method of feed-back compen-
sative control isproposed in thispaper. The resultsof computer smulation on an experi-
mental machining data series show that the finish size can be effectively controlled w ithin
desired tolerance, and the occurrence of unqualified products can be avoided
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