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Fig.2 Functions of the smart machine tools provided by famous manufacturers
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Smart CNC Machine Tool and Its Technological System Frame

WANG Bo, DU Baorui, WANG Biling
(AVIC Shenyang Aircraft Corporation, Shenyang 110850, China)

[ABSTRACT] Firstly, the development trend of the CNC machine tools is introduced in this paper. Secondly, the concept
of smart machine tool is given according to the practices both in the study field and industry field. Thirdly, the technological
system frame of the smart machine tool is presented, and the key techniques of the smart CNC machine tool such as smart
CNC system, smart components, and the smart application techniques are discussed in detail.
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Intelligence of CNC Machine Tool and Its Application
in the Field of Aviation

FANG Hui, XU Bin
(' School of Manufacturing Science and Engineering, Sichuan University, Chengdu 610065, China)

[ABSTRACT]
come the basic requirement for the production system to carry out personalized design and manufacture according to the

CNC machine tool is a kind of basic support equipment in key areas of national economy. Now it has be-

needs of users. Intelligent machine tool, embodied in intelligent processing, operation and management and processing
capabilities, is not only a manifestation of advanced CNC machine tool, but also an effective way to deal with personalized
manufacturing trends. Aviation industry is a typical field of personalized manufacturing, where machine tool design and
manufacturing companies have taken measures to meet the requirements about CNC machine tool, for example, to enhance
the level of intelligence, improve specialization, and provide a composite processing capacity of machine tool.
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