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Fig.1 Overall structure of on-machine
thickness measurement device
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Fig.2 Design diagram of probe support
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Fig.3 Design diagram of turning head
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Fig.4 Sketch of on—-machine thickness measurement device control system
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Automatic On-Machine Thickness Measurement Device Design for CNC
Machining Based on Ultrasonic

JIANG Xin, LI Yingguang, LIU Changqing, HAO Xiaozhong
(Nanjing University Aeronautics Astronautics, Nanjing 210016, China)

[ABSTRACT]

The importance of thickness detection in CNC machining is introduced, especially for large thin-walled

parts in detail. The design of automatic thickness measuring device under the control of CNC machine tools is carried out

for the difficulty of on-machine thickness measurement with the combination of on-line inspection technology and ultrason-

ic thickness measurement. Experiments are designed to demonstrate and validate the feasibility of the proposed approach,

and the experiment results show that the inspection efficiency can be improved, processing time can be reduced and then

processing costs could be reduced by this device.

Keywords: On-machine measure technology; Ultrasonic thickness measurement device; Large thin-walled parts; Thick-

ness measurement
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