B2k A1 T WARSE R RO T B 81

—HAXEESEFEHNSUMIIZHEA

BiRiE, X4
(g BRETREMIENT, L 200240)

WE, B3 AT T ERE L ROHIEM TRE AR T RABEEIER X G &M &2l
MITEHAR, BTSRRI TR TELRM BT XER M TR PR LZFEM, T
Wit BT A F AR 092K B8 A] B Mastercam X 3R FF R T S30335 m TR A4

KW et ERXEELEMN, Haddrm T Mastercam X

FE4 %S THI6E2 XERFRINAD: A

MERE . 1674-6457(2010)01-0080-05

The High Efficient Processing Technology Research of
Large-size Aluminum Alloy Thin-wall Workpiece

XIA Zhen-tao, LIU Jin
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Abstract; In this paper, the high efficient CNC machining technology of the large-size thin-wall aluminum alloy frame structural
parts has been studied by the CNC machining practices of the tank frame of a type of satellite. By reasonably selecting the machining
regulations and process parameters, the over-proof problems of such parts are solved easily, and the requirements of the development of

the model are met reliably. At the same time the high efficient CNC machining problem is studied by using the Mastercam X software.
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Fig.1 3D model of the tank frame
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Fig.2 Multi-point clamping method of side groove machining

2.3.2 IZARIZENEAE
MR LG — B ) ARG E T 4 AT 2L,
VE R 1E RTINS AL bk b T SEERE iR 22
AT HE AN TAS B . JEdEFLAY S BN & 3 PR,
TERLIN o A b A S 2R ) R ses T 200
£, T DASE I — U e e v 5 B A A SF- TR AME /9



B2k A1

BAR VA —FORBRA ail

BEMERSON T T 05T

B3 LZAKTZMNERE
Fig.3 The setting of process hole and boss
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Fig.4 Cemented carbide indexable face milling cutter
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Fig.5 Cemented carbide two edged keyway milling cutter
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Fig.6 CNC programming flowchart of tank frame
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Table 1 NC code and coordinate system conversion table
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Fig.7 Side groove machining process
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Fig.8 Single-side contour machining process simulation
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Fig.9 Real tank frame
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