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Abstract

This paper mainly deals with the process specification and fixture design of xs6380
saddle parts. Fixture is one of the most important process equipment in every stage of product
manufacturing. Most of the traditional fixture design is based on the designer's experience and
the designer's level and the design needs a long time and the service life is also very short. In
order to improve the service life of fixture, the material of fixture is very important.

Through consulting the materials, we have a thorough understanding of the function and
use method of the part, as well as the structure of the part. According to the two-dimensional
drawing of the part, the three-dimensional drawing of the part is drawn for convenient
observation. According to the surface roughness, size and technical requirements of the part,
the two-dimensional rough drawing of the part is drawn, and the three-dimensional drawing is
completed according to the two-dimensional drawing. Then determine the fine datum and
coarse datum of the rough drawing. Select the appropriate processing method to process the
rough drawing, the commonly used processing methods are drilling, milling,  planning and
turning. According to the selected processing method, select the tools, clamps and measuring
tools required for each processing procedure. After all the selections are completed, draw the
process flow chart, determine the cutting amount and basic time of the main process, and fill
in the process card and inspection card of the main process.

According to 130 working procedure, the drilling fixture is designed. This paper
analyzes the specific requirements of this process in processing and puts forward the main
design scheme. The positioning device, clamping device and guiding device are designed
respectively. The positioning device selects the national standard workpiece positioning pin
and support plate. The clamping device uses the double head stud to clamp the parts with the
pressing plate. The guide device selects the drill sleeve and matching screws, and installs the
drill sleeve on the drill template for the convenience of the use of the drill sleeve. Finally,

assemble the parts.
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