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Abstract

The processing accuracy of aluminum alloy parts is directly related to the assembly quality of car
body parts. In order to reduce the deformation of aluminum alloy car body parts in the process of
processing, the types and causes of deformation of car body parts are described from the aspects
of profile deformation, welding deformation, deflection deformation and deformation caused by
processing conditions. On this basis, the technological measures to control the processing defor-
mation are put forward, including error compensation, improvement of clamping mode, trial cut-
ting method and reasonable design of cutting parameters. Combined with the production practice,
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this paper studies the application of the deformation control method. The results show that the
control method proposed in this paper can effectively reduce the processing deformation, and
provide a reference for solving the processing deformation problem of aluminum alloy parts.
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Figure 1. Main research content and research ideas
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Figure 2. Composition of aluminum alloy car body [4]
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Figure 3. Schematic diagram of welding deformation error
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Figure 4. Preset deflection deformation of side wall
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Figure 5. Internal support of buffer beam
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Table 1. Comparison of processing deformation before and after the improvement of the buffer beam clamping method
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Figure 6. Schematic diagram of multiple milling of side wall window
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