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Table 1 Comparison of steel plate cutting methods
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Fig.1 The entire process flow of the intelligent
cutting workshop ( dark boxes are

optional design processes)
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Fig.2 Fixed cutting platform intelligent cutting line
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Fig.3 Intelligent cutting line for pallet
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Fig.4 Intelligent central control system architecture
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Fig.5 Process flow of central control production scheduling algorithm
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Fig. 6 Example of a tray exchange workbench

intelligent cutting line project
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Fig.7 Example of a fixed cutting platform

intelligent cutting line project
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Fig.8 Single shift production data statistics

for a certain project
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Comparative study and promotion application of two intelligent cutting
lines for the construction machinery industry

MA Yingzhao, QIU Yongfeng, ZHA Bo, ZHENG Yi, GUO Siming, PENG Kang, WU Yahui
(Hunan Tiangiao Jiacheng Intelligent Technology Co. , Ltd. , Zhuzhou 412007, China)

Abstract; In response to the problems of low work efficiency, low level of automation, and low level of
informatization brought about by manual cutting and cutting of traditional steel plates, the paper studies
and designs two intelligent cutting and cutting production lines, namely fixed cutting platform type and
tray exchange workbench, to achieve automation of steel plate entry and exit, cutting and loading and
unloading, logistics transportation, parts sorting and other process links. The intelligent central control
system connects various process links in the cutting workshop, the cutting workshop, and the upper level
information system of the enterprise. A comparative study was conducted on two intelligent cutting and
cutting production lines, and important reference conclusions were obtained. According to the actual
production data of intelligent cutting and cutting materials put into operation by a leading engineering
machinery manufacturer, statistical research and analysis show that compared to traditional manual
cutting, the production efficiency of the intelligent cutting and cutting line has doubled, reducing
personnel by more than 50% .

Key words: intelligent cutting line; fixed cutting platform; pallet exchange platform; intelligent

manufacturing ; steel plate o
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