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Abstract

:

This article describes a mathematical model simplification, designed to automate the iterative process of non-circular drilling with a precise shape. This model has been optimized for systems that already have experimental data for processing and analysis. Additionally, using optimization steps, the model can be used for systems with insufficient experimental data with a self-learning opportunity. The high-end model can be used for drilling systems represented as a “black box” without knowing of any parameters of the system. The simplification and assumptions algorithm is based on controlling the input signal for non-circular drilling in the cylinders of internal combustion engines using a drilling machine controlled by 8 piezoelectric actuators. The total dynamics of this system is unknown and consists of the dynamics of electrical converters, piezo-kinematics, and mechanics. Simplification is carried out starting from the methods of diacoptics for a complex system with different process-flow rates, and ending with one or the sum of linear models valid for a given system of assumptions.
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1. Introduction


Technological change, increasing competitive pressure and ever-increasing demands on resource efficiency, both in the manufacturing process of a product and throughout its lifetime, require the constant optimization of manufacturing processes or the development of new processes. Particularly in the field of metal-cutting machine tools, there is a large number of research papers [1] which deal with the use of piezo-ceramic actuators in order to expand the production limits of existing machine systems and to optimize process chains. Due to their properties such as a high-power density and a high positioning accuracy combined with high dynamics, piezoelectric actuators offer great potential to extend the functionality of machine tools and thus achieve the intended goals.



If, in relation to the positioning system, larger masses have to be moved or if the movement must be translated or deflected by means of levers and solid-state joints, mechanical restrictions come into play, which severely limit the maximum possible controller bandwidth. A constructive optimization in terms of mass or rigidity, to increase the natural frequency and thus the bandwidth, are also application-related limits, since the required travel paths or forces cannot otherwise be realized.



The first mechanical natural frequency, which determines the controller bandwidth, is therefore typically in the range of 100 to 500 Hz for positioning piezoelectric systems. However, this is not a criterion that the bandwidth of the controller can be fully utilized even up to the first mechanical natural frequency. The performance and the advantages of piezoelectric actuators in terms of dynamics cannot be exploited because of the restrictions of the overall system or the necessary positioning or because the manufacturing accuracy can no longer be guaranteed. Depending on the application, the added value compared to existing machining processes and systems is lost and makes the use of piezoelectric systems unattractive.



The piezo-kinematic system, which has been qualified for the form drilling process, is to be used in this research. The basic procedure can also be transferred to other piezoelectric systems such as cross tables, single-axis systems for surface structuring, revolution drilling and systems for adjusting mirrors for lasers or optical systems. In addition, the transfer to other electromechanical actuator principles is conceivable.



The advantage of the selected system results from the parallel kinematic arrangement with eight actuators (Figure 1). For simplified considerations, it is possible to initially only use individual degrees of movement freedom and the coupled degrees of processing freedom. This means that the results of the research can be transferred not only to the simple single-axis systems, but can also be used for very complex systems with several degrees of freedom and couplings.



The methods and algorithms to be implemented should essentially be based on the measurement data. For a later application in production, this method has the advantage, that the models, which combine data-learning technics with dynamics analyse are more widely accepted than methods based “purely” on simulation data. However, in this case, the final model will have high complexity and cannot be used with different kinds of machines. That’s why on this step of the research the simplification of the dynamic’s simulation will be researched. Ideally the whole dynamics must be in the form of a “black-box” and modelling should be with minimal error even without any knowledge about properties of the machine and its dynamics.



The dynamics overviews will be used only for supporting role in model creating stage. This will make it possible to concentrate on essentials first and to exclude other sources of error or to be able to localize errors later on the real systems better.



In order to be able to calculate the control data in advance, a suitable mathematical–physical relationship in the form of a model should be derived from the component measurement data and the specified target geometry. Since the actual data are obtained directly on the component, the influence of the tool, component and machining process is also recorded indirectly. With a pure system identification based on measurement data of the transfer functions of the kinematic axes, these would not be included.



To implement the intended goal, the tested approaches from experimental system identification, the area of learning control processes or machine learning should be used and these should be adapted accordingly.



This article is an overview of simplifying the model, taking into account the importance of the main parameters of the dynamics and a search for mathematical techniques to “ignore” these parameters with minimal error.




2. State of Research


In the industrial environment of the machine tool, piezoceramic actuator systems have so far been used in two main areas of application. On the one hand, this is the ultrasound-assisted processing of brittle hard materials or composite materials. By superimposing the rotary motion of the tool with a high-frequency vibration in the axial direction, it is possible to process complex materials more efficiently with increasing the process quality. For this, as example, DMG-Mori launched the Ultrasonic machine series [2]. On the other hand, the Fast Tool Servos (FTS) with monolithic diamond cutting edges (example from Kinetic Ceramics [3]) are used to process the inner or outer contour of rotating parts.



Apart from these two fields of application, piezoelectric actuator systems have not yet been able to establish themselves in the area of the machine tools. The causes for this are multifarious. However, many potential applications have in common that the active additional systems cannot take advantage of the dynamic advantages of the piezoelectric actuators due to the system (mechanical restrictions or position of natural frequencies). This disadvantage does not apply to ultrasound-assisted machining and FTS-systems. The advantage of ultrasonic vibration systems is that they operate in their design-based resonance and that exact and controlled positioning is not necessary. Due to the design, a very high mechanical natural frequency can be achieved with the FTS systems (1 kHz to 5 kHz) [3,4,5]. The systems are uniaxial, simple and only a very small part, usually the tool with cutting edge, is moved. This makes possible to achieve a very high bandwidth with these systems.



However, if larger parts have to be moved in relation to the positioning system, mechanical restrictions come into play that severely limit the maximum possible controller range. For example, cross-coupling between the axes [6] or the moving workpiece [7] mean, that the effective controller bandwidth is often significantly smaller. In [8], for example, a piezo-kinematic tool with a natural frequency of 1.1 kHz is presented, the bandwidth of which, depending on the control algorithm used, is only 300, 450 or 520 Hz. The piezoelectric tool for revolution systems presented by Altintas in [5] can realize a bandwidth of 200 Hz using “sliding mode control”, while the natural frequency of the tool in the machining direction is 3.2 kHz. The manufacturer of physics instruments also specifies the first natural frequency in the range of, for example, 400 Hz to 800 Hz (series P-612 and P-62X) for its piezoelectric nano-positioning systems, which already drops to 200 Hz to 300 Hz with a load mass of 100 g [9]. The performance and the advantages of piezoelectric actuators with regard to dynamics can therefore not be exploited due to the restrictions of the overall system, or the necessary positioning or manufacturing accuracy can no longer be guaranteed.



In the course of numerous preparatory works, several additional piezoelectric actuator systems for machine tools have already been developed and their potential for process optimization has been examined. In addition to systems for vibration compensation and increased dynamics in the power train [10] of machine tools, two active spindle systems [6,11], an active honing tool [12] and a piezoelectric cross table [12] for the fine positioning of the cutting edge or workpiece were developed, which can be used for the targeted structuring and contouring of surfaces or bores. The use of PI controllers [13] and compensation controllers was also examined using the production of typical cloverleaf geometries. However, sufficient stability of the control loop and accuracy could only be achieved significantly below 1000 rpm. Production-relevant parameters, for example for the machining of gray cast iron, are sometimes above 4000 rpm in order to achieve the required surface quality. The cycle time also plays an important role in the economy of the machining process, which in turn determines the feed to be used and thus the speed. A reduction in the machining speed or adjustment of the cycle times just to meet the bandwidth of the controller is therefore not acceptable. The advantages of piezoelectric actuators cannot therefore be exploited in controlled operation.




3. Model Build and Simplification


Since the piezoelectric kinematics have a very good repeat accuracy (Figure 2), an iterative process has therefore been developed in further investigations. Figure 2 represents output data of tactile micrometer. The tool with a cutting edge moves along Z-axis from top (0 mm) to bottom (120 or 150 mm) of the cylinder. After drilling of the cylinder is complete, the tool goes up and moves to the right to the next cylinder. In previous projects it was investigated, that this process has a high repeatability and with the same input signals with the same cylinder materials, the shape will be repeated at any position of the tool along the X-axis (left-right).



From control engineering, the method of “iterative learning control” (ILC) is also known [14,15] and can therefore also be used to describe the general procedure. By using ILC, the existing error of the drive signal of a periodic signal is corrected after the passage of a period. For the subsequent iterative production process carried out, the period would therefore amount to several hours and be carried out “manually”. The schematic procedure is shown in Figure 3.



It is relevant to create such a model with the help of which it would be possible to predict the dynamics of a given system, thereby getting rid of this iterative process (Figure 4).



Having X and using the model, the input signal can be found, applying which Y = X output will be received given the fluctuations and dynamics errors.



In an open-type system without feedback, the dependence between real output (Y) and given/control (X) will be as follows:


  Y = G  (   G c  ,  G p  ,  G m   )   



(1)








	
   G c   (  X ,  G p  ,  K c   )    —power circuit dynamics, which depends on the control signal X, the inverse dynamics of the piezoelectric actuators Gp, and the own converter static coefficients Kc;



	
   G p   (   G c  ,  G m  ,  K p   )    —piezoelectric actuators dynamics, which depends on the power circuit dynamics Gc, mechanics dynamics Gm, and the own piezoelectric actuators static coefficients;



	
   G m   (   G p  ,  F m   ( Y )  ,  K m   )    —mechanics dynamics which depends on the piezoelectric actuator’s dynamics Gp, processed material reaction Fb, which depends on the output form Y, and the own mechanic static coefficients Km.








In expanded form, this function is represented as:


  Y = G  (   G c   (  X ,  G p  ,  K c   )  ,  G p   (   G c  ,  G m  ,  K p   )  ,  G m   (   G p  ,  F m   ( Y )  ,  K m   )   )   



(2)







The complete model is shown in Figure 5.



This function has interchangeable parameters, where one parameter depends on the second in a closed loop. In order to remove the cycle, it is necessary to discretize the function. Since control is implemented by setting 721 control points per spindle revolution, the discretization can also be done with the same step.


  Y  [ n ]  =  G k   (  Y  [  n − 1  ]  ,  F m  ,  K k  ,  f p  ,  G c   (  X  [ n ]  ,  Z p   (  F , ϑ , S  )  ,  f c   )   )   



(3)




n = 1, 2, …, 721.



Since   Δ Y = Y  [ n ]  − Y  [  n − 1  ]    is extremely small over an extremely small period of time for changing mechanics and piezoelectric dynamics, it can be used as the piezoelectric actuator’s length and for calculations in the moment. Then the static coefficients of the entire kinematics can be taken out in a separate matrix, both mechanics and piezoelectric actuator functions can be combined into the kinematic function. To describe the dynamics of piezoelectric actuators in a mechanical circuit, it is enough to analyze the frequency of the mechanical oscillations. The dynamics of the converter depends on the control signal, the piezoelectric actuator impedance, and the control frequency. The oscillation form of a piezoelectric actuator in steady-state modes has the same frequency as the frequency of the converter, but it is out of phase.



Open-type system dynamics can be represented in vector form as


  Δ  G →  =   A G  →   [ n ]  +   B F  →   [ n ]   



(4)







G—dynamics, F—reaction or influence, A—coefficient matrix, and B—influence matrix.



The speed of the parameters G[n] and F[n] of the piezoelectric actuators can approximately match the speed of the parameters of the power circuit. However, the speed of the state variables A and B of mechanical and electrical circuits is variable. Since in this function it is necessary to use two or more different lengths of the integration steps, this function needs to be divided or simplified.



Piezoelectric actuator state change in   G  (   G p   [ n ]  ,  G m   [ n ]   )    system is


  Δ  G p  =  A p   G p   [ n ]  +  B p   F m   (   G m   [ n ]   )   



(5)







As in (3), mechanical processes in the spindle and mechanical part of the electro-mechanical processes in piezoelectric actuators are approximately proportional in speed and can be merged into a kinematic model, which contains the functions of the piezoelectric actuators and mechanics, as well as the reaction of the processed material:


  Δ  G k  =  A k   G k   [ n ]   



(6)







Kinematics state change in   G  (   G k   [ n ]  ,  G c   [ n ]   )   :


  Δ  G k  =  A k   G k   [   n k   ]  +  B k  F  (   G c   [   n c   ]   )   



(7)







The effect of the power circuit on the kinematics is described as an external action with variable parameters. Since the speed of the dynamic of these systems will be different, the whole system will have a high coefficient of rigidity.



Power circuit’s state change in   G  (   G k   [ n ]  ,  G c   [ n ]   )   :


  Δ  G c  =  A c   (   G k   [   n k   ]   )   G c   [   n c   ]  +  B c   



(8)







As a reactive load with variable values, kinematics affects the parameters of the electric circuit, thereby changing the value of the coefficient matrix.



The solution to the problem of system stiffness is a separation of values with different integration steps.



Then using the diacoptics [16] principles for system of equations:


       {      Δ  G k  =  A k   G k   [   n k   ]  +  B k  F       Δ  G c  =  A c   G c   [   n c   ]  +  B c              F → F  (   G c   [   n c   ]   )  = F  (   G c   [   m c   h c   ]   )  =  U p   [   m c   h c   ]         A c  →  A c   (   G k   [   n k   ]   )  =  A c   [   n k  − 1  ]  + Δ  A c   (   G k   [   m k   h k   ]   )  =  A   c  c o n s t     + Δ  A c   [   m k   h k   ]       



(9)




Up—piezoelectric actuator voltage; m—count of the step h.



With this approach, the kinematics model can be built on the interval of electric circuit structure constancy with step h and the converters model can be built on the interval of kinematic structure constancy with step hk.



The system of equations with communication equations is presented in Figure 6.



The complexity of this approach lies in the fact that it is rather difficult to calculate the intervals of constancy to satisfy the stability conditions of both systems together. Sufficient stability conditions can be calculated only for real values of the characteristic equation roots of the entire system. Using Rayleigh’s formulas, approximate stability zones of this method can be calculated for complex values.



These minimal requirements must be met:




	
For stability: hk/hc ≈ λc/λk, since the roots of the characteristic equation directly depend on the speed of the processes of a particular model.



	
Sensitivity characteristic: Sλ(i)/ΔG→0.








The model takes the form as in Figure 7.



If hc includes the interval    n 1  …  n   m c      (where    h c  =  n   m c    − 1  ), then    U p   [   n 1   ]  …  U p   [   n   m c     ]  =  U p   [   n 1   ]  =  U p   [   m  c . m    h c   ]    is constant during the whole step hc and is equal to the value at the first point    n 1   . If    n   m c  + 1     belongs to the next step    (   m c  + 1  )  h   then Up becomes the new constant value at the new step    U p   [   m  c . m    h c   ]  =  U p   [   n   m c  + 1    ]   . In exactly the same way,   Δ  A c   [   m  k . m    h k   ]    can be calculated.



   U p   [   m  c . m    h c   ]    includes gained given control signal Up = K⋅X and fluctuations caused by the dynamics of the power circuit and parasitic feedback of the piezoelectric element ΔUp which are constant on the interval hc and therefore can be separated from the signal Up.



Kinematics coefficient matrix has the following form:


   A  k +   =  |     0   1   0      −    K e   m      −    K d   m         K u   m       0    −    K  d r      C p        −  1  R  C p         |  ,      A  k 0   =  |     0   1   0      −    K e   m      −    K d   m         K u   m       0    −    K  d r      C p       0     |   



(10)




Ke—elasticity coefficient, Kd—damping coefficient, Ku—reverse piezoelectric effect, Kdr—direct piezoelectric effect, m—weight, Ak+—plus or minus control (with external power source), Ak0—null control (without external power source, only reactive elements).



All values except the piezoelectric element capacitance Cp can be taken as constant given the operating modes of the device. To simplify this model, it is necessary to separate constant values from variable ones.



The equation characterizing the movement of kinematics (Is-value Y(t)) can be set in the following form:


  m    d 2  Y   d t   +  K d    d Y   d t   +  K e  Y = F  



(11)




F—force



Given that dY/dt = ϑ, Equation (11) can be written as:


  m   d ϑ   d t   +  K d  ϑ +  K e   ∫  ϑ d t = F  



(12)







The equation for an electric circuit:


  L   d i   d t   + R i +  1 C   ∫  i d t = E  



(13)







Comparing (12) and (13) an equivalent electrical circuit can be created (Figure 8). Values F∼E, ϑ∼i, m∼L, Kd∼R, Ke∼1/C. During resonance: U/I = F/ϑ.



Piezoelectric element capacity:


   C p  =   ε  ε 0   l 1   l 2     l 3     (  1 −  k  31  2   )   



(14)




k31—electromechanical coupling coefficient.



In the case of this equivalent replacement, the frequency response formula will look like:


   G k   ( ω )  =        (  −  C p  R C  ω 2   )   2  +    (   (   C p  + C  )  ω −  C p  L C  ω 3   )   2       (  1 − L C  ω 2   )   2  +    (  R C ω  )   2       



(15)




and phase-frequency characteristic:


  φ  ( ω )  = arctan    (   C p  + C  )  −  C p  L C  ω 2    −  C p  R C ω   − arctan   R C ω   1 − L C  ω 2     



(16)







The model takes the next form (Figure 9):



The complete system dynamics Gck with complete coefficient matrix Ack in this case will look like [17]:



for (+) or (−) control:




    G  c k    (   (  n + 1  )  h  )  =  e   A  c k   D h    G  c k    (  n h  )  +  A  − 1    (   e   A  c k   D h   − I  )  B   



(17)





for (0) control


   G  c k    (   (  n + 1  )  h  )  =  e   A  c k    (  1 − D  )  h    G  c k    (  n h  )   



(18)




D—duration of (+) control.



At this step, assumptions were made that, having identified and calculated the most influential parameters of the dynamics of the piezoelectric element, the coefficient matrix can be represented as a constant matrix influenced by the function of influence:


  A =  A  c o n s t   +  G A   [ n ]   



(19)







Having enough experimental data, it is possible to find the function of GA using regression analysis or machine learning to represent the coefficient matrix of mechanics as a constant.



Same way as in (19), voltage fluctuations can be represented as a function, taken from experimental data and processed by regression or machine learning tools:


   U p  = K · X +  G U   [ n ]   



(20)




or if provide the model as a holistic system, GU [n] can be represented through K⋅X and GA [n].



The model takes the form as in Figure 10:



The frequency depends on the drilling shape which is specified in the control signal  X . For basic symmetrical shapes (cylinder, three leaf, six leaf), the frequency will be constant during whole drill revolution. For non-symmetrical shapes, the frequency will be changed during revolution. Finding the frequency ranges, within which the frequency changes have influence for    K  c k     mode change less, than the permissible error (Figure 11), the model can be simplified even more.


   {      f  [   h 1   ]  = f  [   t 1   ]      ∥ n = 1 , … , m − 1 : e r r o r < ε       f  [   h 2   ]  = f  [   t m   ]    ∥   n = m , … , k − 1 : e r r o r < ε       f  [   h 3   ]  = f  [   t k   ]      ∥   …        



(21)







Since the frequency has a constant value at constancy intervals, the difference between fc and fp as well as the phase shift between power electrical circuit and kinematics can be described linearly.



The state of the entire system (Figure 12) can be described as:


  Δ Y =  K  c k    (  f  [ h ]  Y  [  n − 1  ]  +  G  c k    (  A , X  )   )   



(22)







This model allows using data from previous experiments and completing the database of A(GA [n]), create learning system which can transform the given data (X) to real output signal (Y) as a linear function Y = kX + b, where k represents dynamic of the whole system and b represents the shape of the drilling.




4. Implementation of the Method


Processing of the complex shape drilling can be divided into five steps. The larger the step number, the more complex of a model must be used and the less experimental data usage is necessary. After necessary operations are completed, the model is returning to a lower step number.



Step 1. Assumption: all dynamics can be divided into constant form and function of changes. Then the real form depends linear on the given form with constant coefficient plus drilling shape function   Y = k X + b  .



Step 2. If the error of Step 1 exceeds the permissible value, there can be used some hardware implementations: Plus-minus control can be used instead of plus-null control to transform the non-symmetric shape to a symmetric shape or to decrease the necessary actuator frequency to its half. Additionally, experimental tests found that using   0.7  U  p . m a x     greatly improves the shape.



Step 3. Assumption: dynamic is constant on different frequency bands.



Step 4. In a first attempt, the whole dynamic except the piezoelectric actuator is a “black box” built by analysis or machine learning based on experimental data. If this method does not satisfy the error requirements, in a next attempt the whole actuator dynamic calculation takes place.



Step 5. If the actuator dynamic calculation still does not satisfies the error requirements, there are 4 attempts for modeling the power circuit: transients and steady state operation modes replaced by function from experimental data, regression methods, and if no previous attempt satisfy the error requirements, then full model calculation using diacoptics methods (system state equations with functions of communication).



The block diagram in Figure 13 describes the full functioning of the model.



The next step is the experimental drilling with such shapes, an analysis of which will be used for building a function that will allow simulating all possible shapes using a step no higher than Step 3.



Of course, with a complete calculation of the dynamics it is possible to predict such a control signal in which the shape of the bore will be as accurate as possible. But such a technique cannot be transferred to another system, as well as cannot be used in industry with frequent changes in shapes, workpiece materials, cutting edges and processing speeds. Even when working with the same material, there are non-lineal errors on the part of the dynamics, resonances during movement from top to bottom, natural resonances of the machine at different speeds of revolution, vibration of the table, differences in response of the piezoelectric elements by processing different shapes.



Figure 14a shows the shape with three pulses per revolution on Z = 40 mm. A small phase shift is observed, as well as an uneven electrical resonance of piezoelectric elements located along the X- and Y-axis, which distorts the shape and increases the processing amplitude by 2.5 times (excluding the initial cylinder diameter). Figure 14b shows the shape inside of the same cylinder but on Z = 80 mm. There are no resonances, and dynamics is linear, and the actual shape has minimal error compared to predicted. But there is significant increased phase shift (almost 45°) because of increasing of pulse amount per revolution. Figure 14c shows the shape inside of the same cylinder but on Z = 100 mm. That is the worst position and shape combination for the processing at 4000 revolutions per minute. The electrical resonance of actuators is combined with mechanical vibrations and self-resonance of the machine creates almost the same amplitudes in the X- and Y-axes, which does not distort the shape, but increases the processing amplitude by a factor of 7.2. Phase shift is increased again to almost 90°.



This shows the lack of conventional machine learning methods for these processes due to non-linear changes in dynamics during the processing of even the sae cylinder. Pre-processing in air before any new shape combination without a cylinder may help to improve the processing, but it takes time and in industrial mass production is unacceptable.



Taking the worst scenario of processing of this cylinder, the frequency intervals of states can be learnt. Additionally, the pulse frequency can be double decreased by turning X and Y actuators through time. This allows to get rid of the phase shift (Figure 15a). The mechanical resonance can be decreased by separating revolution speed on different constancy intervals (step 3, the speed varies from 4000 to 6000 rpm Figure 15b) or using the speed in close range to self-resonance speed but with increasing actuator force (step 5, increasing voltage, switch from “+ 0” control to “+ −” control with a sharp retraction of the cutting edge after touching, parallel connection of 3µF capacitors to each piezoelectric actuator, taking into account the capacitance of the actuator 0.8µF and voltage range 200−800V per actuator—Figure 15c). The third option is slightly more accurate that the second. However, at the same time, it is more universal for all shapes.



At this stage, there is still a very high percentage of the dynamic’s calculations, which does not correspond to the condition of compatibility with a high number of machines of the same type or same machine with different processes or cylinder materials.



The next stage of the research involves model training to identify dynamics without directly knowing what dynamics of the process are currently present. The techniques of this training imply further investigation of vibration using a laser vibrometer, parallel experiments with harmonic analysis, noise reduction and pulse width suppression of parasitic harmonics of the process. The end results mean processing with “black box” without any knowing about process dynamics.




5. Conclusions


To get rid of iteration steps during shape drilling, the model representing the drilling system dynamic was created. With optimization goals, as well as with the goal to use the model on different systems without access to the parameters of such systems but only with access to previous experimental data, the model was simplified for different system-knowledge levels and the amount of previous experimental data. The method was implemented for a different usage of the drilling system parameters and experimental data. This method is planned as self-learning, that is why the model complexity is divided in steps from Step 1 to Step 5. Even if the model does not have experimental data and operates using Step 5, after obtaining the data, the step number will be decreased.



The machine learning tools can be created using regression analysis of the drilling systems output combined with an analysis of the systems full model represented by Steps 5 and 4.



The cons of the simplification are the dependency on the workpiece material. This means that the experimental data have to be collected for each individual material. The advantage of the models is that the drilling system can be represented as “black box” without knowing most parameters or any parameters at all.
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Figure 1. Construction of the piezo-kinematic system for the form (shape) drilling. 
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Figure 2. Repeat accuracy: Result of the measurement of a demonstrator component with five identically manufactured form bores. 
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Figure 3. Iterative process: Schematic representation of the iterative incorporation process as a “manual control loop”. 
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Figure 4. Simplified schematic representation of the intended procedure. 
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Figure 5. Complete Model of the Drilling Machine Dynamics. 
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Figure 6. Function of the Gc and Gk correction at the ends of the structure’s constancy intervals. 
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Figure 7. Model with calculation of parameters on the constancy intervals. 
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Figure 8. Piezoelectric actuator equivalent circuit. 
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Figure 9. Model after equivalent electromechanical transformations. 
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Figure 10. Next step of the simplification based on assumption of using learning techniques by analyzing experimental data. 
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Figure 11. Calculation of calculation on frequency constancy intervals on the frequency constancy intervals. 
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Figure 12. The final view of the drilling model. 
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Figure 13. The final view of the drilling model. 
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Figure 14. Sections of the processed cylinder on different Z-positions: predicted data (blue) against actual shape (red). Difference in dynamics at the same revolution speed (4000 rpm) and with different shapes and heights of processing. All data are in mm. (a) Shape with 3 pulses per revolution, Z = 40 mm (b) Shape with 4 pulses per revolution, Z = 80 mm (c) Shape with 5 pulses per revolution, Z = 100 mm. 
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Figure 15. Section of the processed cylinder in position Z = 100mm: predicted data (blue) against actual shape (red). Decreasing error by increasing model complexity steps. All data are in mm. (a) Phase shift fix by activating actuators with skipping one revolution for each (b) Phase shift and resonance fix by separating revolution speed on the constancy intervals (Step 3) (c) Using the diacoptics model, increasing power of actuators (Step 5). 
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