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Key Technology of Tool Management in Aviation Manufacturing Enterprise

[ABSTRACT] In the aviation enterprises, tool
management involves so many departments and different 1
tools that they’re hard to manage. To solve these prob- 2 ,
lems, the management flow of tool lifecycle which in- . . . . .
cludes tool design, tool manufacture, tool daily use and 6 o ,
tool reject is summarized and analyzed. Meanwhile, an- 2 o

other key technology of statistic of tool consumed ration

is studied. These key technologies are used to develop N N
the tool management system and get good effect in avi- . , ,
ation enterprises. , N
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Fig.1 Tool lifecycle flow
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Fig.4 Relation curves of different wear

degrees tridentate vertical HSS tip

temperature with cutling speed
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Fig.5 Relation curve of diamond
coating tridentate vertical cutter tip

temperature with cutting speed
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