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Fig.1 Single point surface roughness of different wheel grinding tests
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Fig.2 Average surface roughness of different wheel grinding tests
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Fig.4 Variations of workpiece surface roughness with wheel linear speed
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Fig.5 Variations of workpiece surface roughness whit grinding depth

06

05}

RIS /um
o o o
S} W B

e
—_
T

0 L

5

10 15

TAEG IR v/ (me min™")

E6 IHRmiaLEERHAREETNL
Fig.6 Variations of workpiece surface roughnes with feed speed
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Experimental Research on High-Purity Tungsten Grinding

LI Jinyuan, JIN Zhuji,
(Key Laboratory for Precision and Non-traditional Machining Technology of Ministry of Education,
Dalian University of Technology, Dalian 116024, China)

[ABSTRACT]
grinding wheel to research the suitable wheels for the grinding of high-purity tungsten. The influence of the two grinding

Comparative grinding tests are conducted with 80" green silicon carbide grinding wheel and diamond

wheels on the surface roughness is compared. Test results showed that surface roughness of the sample with green silicon
carbide grinding wheel is better. To analyze the variation tendency of surface roughness with different grinding parameters
and optimize the process parameters for the grinding of high-purity tungsten, processing tests are conducted with green
silicon carbide grinding wheel. Considering the surface roughness and machining efficiency, the applicable grinding param-
cters for tungsten are: linear speed of grinding wheel v=23m/s, depth a,=8um, feed speed v,=10m/min, and the average
surface roughness with the parameters is 0.336um.

Keywords: Tungsten; Grinding; Surface roughness; Process parameter
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measuring system[J]. Aeronautical Manufacturing

Technology, 2012(11) : 46—49.
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Future Directions of Intelligent Machining Equipment for

Aeronautic Structure

LUO Jinwei, LI Fei, LU Dawei
(AVIC Chengdu Aircraft Industrial (Group) Co., Ltd., Chengdu 610092, China)

[ABSTRACT]
digital era with the advent of the 4.0 industrial era. The main characteristic is the integration and application of multi-agent

The numerical control machining of aeronautic structure gradually enters into the intelligent era from

system, such as the software and hardware of the machine tool. The core technology lies in the intelligent identification of
machine tools, based on this, realization of intelligent clamp and fiducial recognition, real time monitoring of machining
system, intelligent matching of machining parameters, intelligent early warning for machining system.

Keywords: Aecronautic structure; 4.0 industrial; Intelligent; Multi-agent system
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