H3146 3
2018 4F 09 A

R A2 Be s 1 (A IRBR R
Journal of Yancheng Institute of Technology ( Natural Science Edition)

Vol. 31 No.3
Sep. 2018

doi;10. 16018/j. cnki. ¢n32-1650/n. 201803008

T SR BB R R E TR

(ERIR T 2208 MO T ARR2ABE VI8 3k 224002)

FEE A aF JF A5 2.5 MW R HULE 69 v 4848 8L R AR R A& = F B E A 1%, &4 2 &
7,50 ek KE AR OEIRIXRS), A TR ARAE— , ARBELIE T HFEMA
IAFFM,ATHALESOER, ZOERNAREF SN MLABNE T L TRML T ke
TR i@t FAYEAAE L M5 TAF L AAL AL R T TAEAE S 3 2 R R AT AR E IS,
ot 34 B AR R A AR L B R k69 16 AR B 8 AN, MRk Bl R R 49 13 h 45 iR 2
8.5 h,fedEnt i by R R 45 4 h 4HB A RAMIPER R mPE 0.5 h, & = P4 48.24% 3t £

64.04% ,fRk T A A P MALAIRE B 2 RAICT 89 R4,

SRERA A A R A T R IR
HESES THIB6 — CHERFRIRED: A

Kt A2 77 R R N VH B AT
ORI AR 55 07 T 0 248 5, fi 2R 7 R e PR i
I RS N N R AT RE RS U L sE I W
Z A AR VU AR SRR 18], R 24 7 i i A 7 i AR
AL ARk B B L 1 — R 2B P 28 A 1 2
i i A2 77 R T Al B 2 BRI IR B 4
AR HAZ O AR T PR — VR 9%, O L
e BT IR SAS | 5 e A5 T 47 75 SRAE H el
AU o AR WS b R AT vE IR - R AR Y
“UrEEEEIET MRS A E A 2k A T
AP Sl 8 B — A R, T2k A Al
(B8 RS E M E 3l o AL Z B R 5E
FrieAhZrG M (B B Z 18] (14 38 4, T A 2 5 35
THITEGr . BRI f O (B B e U AR
R LA ) RS 4 A 7 R GE , KA U2
MER LTS

AL JF A E] 2.5 MW XUE HILZ il -8 46
B AR S B ISR 4, 51 A SR AR
R A A T B % SRR R
FRH T RS 1 — B R AT T, R A
A A P B TP AR TE R AR SR R, LA S A 7
A AR ARG (A 3, 25 is TR £ A ™ LT

W #8 B H9:2018-07-10

NEHES.1671 —5322(2018)03 —0040 - 08

M TRER DT IE RN T BESEoi A 7 kb e ™
A AR FAR ] AR TR LA R T ARMELE |
PRl 53 T AR I 7 T, X JF 22 ] 2.5 MW AL
HUHLAL B4 50 8 a8 B AR A B A A T s
IS, LA B g Al 2R R S 7 5 A 2R, 3
SR AL FE T o

1 JF ARMRRRNAEEEIRS

JE AW 2.5 MW XUEL HILZE fin T ik 7 1) il i
H TR SR AR N A 1 s, & L R
B AT S B A S YR s 1T i R A A A
TIUAS R : (1) A AV TR, 8 3L )2
K AR Z B R I 5 (2) W2RA 7 28
WP TE VR H  HEA TR 25 FRBC IR E ; (3) 725K
Wit A i e — ELREASER Y HE B R AR 25 S 3
JESEEIERTTSZHEAS L, DT R 0 B A 4
1, B SO A 3 Al A5 R R

ARG i A AR a2 ) JF 28 w7 i
RO A Pl P, % B AR A S TR AT TR 2 1Y
BIFSE A B PR X 45 5 1 2R 7= i AR BEA T TR R IR
et

YEZ I B0 (1996— ), B W R R Fe A, BT FEJ5 10 S A4 P o) S 4 ) RS 22427
BIAEE U7 (1965— ), 95 VTHR I 2082, Wt , 2 BERF 5 05 1) L —(Afe B AL AR



B A T A Y MR R B AR ARG 45 A2 I 4l

mJ L100

1
| mope | [ glEsR
= H /R ESnp) 1200
g | ,‘
i 1 I 1 1 [
e8| ens = Ees T T ERE 5 ens | e
Bred ) SHtd > MEid ) TEER N\ BREB N\ KRAE N\ KRB N\ ggoy N\ ARl D 2z
1210 1220 1230 1240 1250 1260 1270 1280 1300
(o) o [ ) o C
5 SN WehiF i ;, |
Y- HE ) EH ) BE ) uEe® SEsen ) KESE ) kE6® ) 8% ) AR B> 2%
# =eE  ens === e Ees e B 7o ems . ems
4 o puE 3 R,
L an i i R

0 [ o} O O
\@/\ /\@A@/\ >

@

B 1 ShiEsoit R S s R E

Fig. 1

1.1 FREFIESH

JE N 2.5 MW XUHL HLAH 9 i 48 48 28 FAE
IR A A =i R AL 9 44 52 T, Horp i R BF
o N, HIARPEA 3 A, 38 XAEL . X PRI T
VE X A 53R — G E BT R — R ARAE T, 3R 1
KA TP BARERAERS R ) % HE, &1 af
L X T e HEI AN S Hag AR 25
T TAE B A3 VR FaBAIL, oIk 0
T PRV, 76 R A A = i B T AF e 22 1) 4
FRIFIE] , ANFF ARG 25 A 7= B B3R, T B0

x1 BBREEFEIFHEREARZHR

Table 1 Table of process time and personnel
arrangement of wheel hub and cabinet
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Model diagram of manufacturing center planning and control
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Fig.2 Wheel bearing installation process drawing
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Fig.3 Process flow chart of impeller and hub
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Fig.4 Value stream analysis of the production status of impeller hub and cabinet production in JF company
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Fig.5 Detailed chart of the operation arrangement
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Fig.6 Improvement chart of team division
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Fig.7 Comparison table of impeller wheel hub and cabinet production operation process
before and after improvement
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Production efficiency improvement effect of the hub process
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Fig.9 Future map of overall value stream of impeller hub and cabinet production
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Research on Lean Production of Impeller Hub and
Cabinet Based on Single Piece Flow

GE Changji, MA Ruhong, DONG Xiaohui, LI Aihua
(School of Mechanical Engineering, Yancheng Institute of technology, Yancheng Jiangsu 224002, China)

Abstract : Comprehensive use of lean production ideas, this paper studies and analyzes the single — piece flow production of the
impeller hub and cabinet of JF' 2.5 MW wind turbine through the process program analysis, value flow diagram analysis and other
industrial engineering related methods and tools. Reasonable improvement schemes are put forward for the control of production
rhythm, optimization of production process, standardized operation and staff training. The research results show that this method

can improve the production efficiency of enterprises and shorten the production cycle.
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Optimization System Design of Single Stage Spur Gear Reducer

LING Jianhui' ,NING Bin>** ,ZHANG Bingbing’
1. Laboratory & Equipment Management Department, Yancheng Institute of Technology, Yancheng Jiangsu 224051, China;
2. School of Mechanical UG, Yancheng Institute of Technology, Yancheng Jiangsu 224051, China;
3. School of Mechanical Engineering, Jiangsu University, Zhenjiang Jiangsu 212013, China

Abstract : In order to improve the design quality and efficiency of reducer products, an optimization system based on single stage
gear reducer is designed. Based on the theory of single stage gear reducer design, artificial intelligence and database technology,
the system adopts the method of structural analysis, design and object oriented. The analysis and design of software system is car-
ried out to ensure the development quality, reliability and practicability of the system. In order to prove the feasibility of the sys-

tem, the spur gear reducer designed by this system is used as an example. The results show that the system is feasible.

Keywords : spur gear reducer; artificial intelligence; database (FERE . Z4L%)



