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Meta-Feature Sequencing of Aircraft Structural Part Based on Branch-and-Bound Algorithm

(2T 1 N /S NI 7/ SRS R g2 28
L TP R ALl (AR AT AT BR ST 7]

[FE] AP IE L0 AL M T IES
Ao TR —— 3 B FHOHAEHFAEREE AT
=) AL, A LA AR R A 5 e TARAE — — 3 B 6 A
A, T e TR Fa AR 2 IR TS AT A A
HATH , 7] B AE o Bl ATAR A

KR T HEHF BEmI
ik kWS

[ABSTRACT] The one-to-many mappings between
the current defined machining features and the machining

NXE

operations lead to the increasing of the non-cutting path. In
order to solve this problem, the machining features are de-
composed into meta-features that are associated with a sin-
gle machining operation individually. The rules abstracted
from the machining process and the branch-and-bound
algorithm are employed to sequence the meta-features to
minimum the non-cutting path.
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Fig.1 Diagram of bottom feature decomposing into meta—features
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Fig.2 Meta—feature classification
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Fig.4 Bottom meta—feature sequencing
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