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Research on Electrode Compensation System of Short Electric

Arc Milling Based on Fixed Length Compensation Method

WANG Shuaishuai!, LI Xuezhi!, CHEN Xiaokang!, ZHOU Jianping!, WANG Kedian!?

(1. School of Mechanical Engineering, Xinjiang University, Urumqi Xinjiang 830047, China; 2. School of Mechanical
Engineering, Xi’an Jiaotong University, Xi’an Shanxi 710049, China)

Abstract : In short electric arc milling, the serious wear of tool electrode affects the machining efficiency of
machine tool and the geometric accuracy of machined parts. In order to achieve more efficient and high-quality,
stable short electric arc milling. Means: This paper studies the electrode wear of short electric arc milling, based
on the fixed length compensation method, uses vs2012 software to redevelop UG, and builds the electrode wear
compensation software of short electric arc milling tool. By changing the machining data, the electrode wear is
predicted by software, and the wear is used as compensation to compensate the machining NC code with fixed length
by software. Result: Experiments show that the geometric accuracy and machining efficiency of the workpiece are
greatly improved by using the compensation method of fixed length. Conclusion: The compensation method
effectively reduces the machining error caused by electrode wear.

Key words : short arc milling; electrode wear; fixed length compensation; UG secondary development
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Fig 2 Schematic diagram of electrode wear during milling
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Fig 14  Schematic diagram of nc short arc equipment Fig 15  Machining workpiece and tool electrode
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Tab 1  Experimental parameters of short arc machining
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