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Fig.1 Appearance of automatic rubber and plastic material
grinding sample testing machine
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Fig.2 Structure of grinding system
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Tab.1 Comparison of thicknesses of different material samples after grinding by two methods

DI SR /mm

- " 5 3 p S TR CV/%
PVCIAHEA

EESIERN 3PS 10.01 10.01 10. 00 9.98 10.01 10.00 0.13

FIITE % 10.10 10. 15 10.08 9.95 9.92 10. 04 0.99
PVCILHB

1 BT 9.99 9.98 10.01 9.98 9.99 9.99 0.12

FIHTIE LR 10. 14 10. 11 10. 04 10.02 9.96 10.05 0.72
EVAIXFEA

ERSIERN 7S 4.98 5.02 5.02 5.01 4.99 5.00 0.36

T 5.15 5.08 4.91 4.85 4.99 5.00 2.44
EVAIAHB

H BT 1 5.01 5.02 5.00 4.99 5.02 5.01 0.26

FIITEE 4.86 5.19 5.11 4.97 5.06 5.04 2.53
EPDMi{FEA

EESIERN 375 3.21 3.21 3.20 3.20 3.19 3.20 0.26

FIHTIE L 3.30 3.26 3.31 3.27 3.25 3.28 0.79
EPDMi{f:B

ERSIERY 37 3.19 3.20 3.19 3.21 3.21 3.20 0.31

FIITE L 3.11 3.08 3.12 3.08 3.09 3.10 0.59

11 :PVC,EVAFIEPDMIAFE 1Y H A7 5B 435124 10. 0, 5. 0F13. 2 mm,
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Fig.3 Comparison of appearances of different material samples after grinding by two methods
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Fig.4 Process of sample grinding
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Development of Automatic Rubber and Plastic Material Grinding Sample
Testing Machine

FENG Yun,LIANG Minyi, WANG Wei, FAN Qingin
(Ningbo Customs District Technology Center,Ningbo 315000, China)

Abstract: In order to improve the precision and preparation efficiency of rubber and plastic material
samples, an automatic grinding machine was developed for the sample preparation of rubber and plastic
material. The automatic grinding machine was composed of software control system, grinding system
and safety system, which realized the automatic grinding of samples. The verification results showed
that compared with the manual grinding method used by the traditional wheel-type sanding machine, the
automatic grinding method used by the automatic grinding machine improved the sample accuracy and
precision significantly,and the sample preparation efficiency increased by more than 1.5 times.

Key words: automatic; rubber and plastic material ; grinding machine ; sample preparation





