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Research on Feature-Based Machining Process Knowledge Editor for Aircraft Structural Part
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[ABSTRACT] Aiming at the process planning diffi-
culties which is caused by the large dimensions, numerous
machining features, complex structure, plenty of free form
surface and geometrical interactions, thin wall and high
accuracy of the aircraft structural parts, the feature-and-
MKE-based process planning method is proposed. Based
on the research of MKE technology of NX software, the
feature-based framework of machining process knowledge
editor is constructed and a machining knowledge editor
with friendly user interface by CATIA platform is devel-
oped. According to the feature recognition, the method
applies the process template library, the tool library and
user-definition-information to achieve the process planning
according to the feature information. The practice shows
that the method can effectively improve the flexibility of
the process planning system and the efficiency of the NC
programming for the aircraft structural parts.
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Fig.2 Procedure of process planning(1)
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Fig.3 Procedure of process planning(2)
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Fig.7 Feature-based machining process knowledge editor system
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