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S110 Obtain a firstimage to be tested, the firstimage
comprising a workpiece to be machined

5110 HERF-HHEE, F-deEad bl $120 Determine that a first target feature point in said first

image is at a first image position in said firstimage, said workpiece

i comprising at least two predetermined machining lines, and the

} first target feature paint being a feature point on any one

4 predetermined machining line

S$130 On the basis of first pasition information and a preset
machining parameter, determine at least one predicted machining
identifier, the first position information being a first image position or
a first physical position of the first target feature point determined
on the basis of the first image position, the at least one predicted
machining identifier comprising at least ane predicted machining
line and/or at least one first predicted feature point, and the preset
machining parameter comprising a preset spacing between any
two adjacent predetermined machining lines among the at least
two predetermined machining lines

$140 Cn the basis of position testing information related to the
at least one predicted machining identifier, determine whether the
preset machining parameter meets standards, the pasition testing
informaticn being used to indicate whether the position of the at
least ane predicted machining identifier matches with the position
of a predetermined machining identifier, and the predetermined

F 55 machining identifier comprising at least ane predetermined

P TRBAESE, Sob, BELWEIERTE machining line and/or at least one feature point on the
AT LALIREGHEEL T W T A LARIRL predetermined machining line
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(57) Abstract: Embodiments of the present application provide a machining parameter testing method and apparatus, an electronic
device, and a storage medium. The method is applied to a machining device. The method comprises: obtaining a first image to be tested,
the first image to be tested comprising a workpiece to be machined; determining that a first target feature point in said first image is
at a first image position in said first image; on the basis of first position information and a preset machining parameter, determining at
least one predicted machining identifier, the at least one predicted machining identifier comprising at least one predicted machining line
and/or at least one first predicted feature point, and the preset machining parameter comprising a preset spacing between any two adjacent
predetermined machining lines among at least two predetermined machining lines;, and, on the basis of position testing information
related to the at least one predicted machining identifier, determining whether the preset machining parameter meets standards. Said
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solution can avoid situations such as empty splitting or missed splitting during machining, thereby improving machining efficiency.
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