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Research and Practice of High-Efficiency Processing Technology on Weak Rigid Part
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[ABSTRACT] In view of the weak rigidity parts
deformation after processing, difficult to make digital de-
scription in advance, the cutting trajectory cannot be set,
which brings the problems such as the advantage of nu-
merical control equipment is difficult to play.A set of fea-
sibility of technology solution for weak rigidity parts high
efficiency processing is provided, the numerical control
machine perception ability, analytical ability, optimizing
ability and method of research to remove manual process
is conceretely introduced, to achieve one button operation
of a thin-walled shell key process , to reduce human inter-
vention, improve the reliability of the operation, make the
parts processing quality and production efficiency has the
obvious improvement.
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