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Research on Heavy Forging Deep Hole Machining Process
Yang Dawei Xiang Qianbo Hu Jian Yao Yueli
Abstract: Existing shortcomings of heavy forging deep hole machining process been researched further machi—
ning method has been improved on purpose to upgrade machining efficiency.
Key words: deep hole manufacture; step type deep hole; high efficiency honing; brush hole
(2) °
° (3) .
(4)
20% o
1 Al
o 330 mm
25C2NidMoV 15 226 mm 1955
mm 240 mm
3175 mm 330 mm 12 051 mm 3.1
45° . .
0.5 mm 1 o . . .
240 mm 230 mm
2239.5 mm
: @330 mm @230 mm
300 mm 320 mm
! @320 mm
Figure 1  Forging size
©329.5 mm R

2

3238 mm- 328 mm
12019 -05 -10

47



No. 1 ( b
January 2020 CHINA HEAVY EQUIPMENT

( 2) 230 mm. J320 mm
238 mm-~ 328 mm

#3238 mm~ J328 mm 0 o
. 5 (4 ).
3.2 (r ). (r ). (
) . (r ). ( ) (1
2 mm o ) (r ). (8 ).
9329.5 mm (1r ). (r )o
3328 mm
3
0.5 mm
2 @238 mm  J328 mm
° Figure 2 (4238 mm reamer and J328 mm reamer
2 mm
° @330
mm
8
3
° Figure 3 Bottom blade with rough and finish machining
3 r/min ~4 r/min 20 r/min ~ 30 r/min
3.5 m/min ~4.5 m/min., 4
Figure 4  Grinding head of step type hole bottom
12 m
328 mm @330 mm 4
3.3
(
3) .
’ 1— 2— 3—
4— 5— 6— 7—
4, 6 §— 9— 10— 11—
5
Figure 5 Working situation of brush hole device
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Figure 8 Cutting simulation
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Figure 6  Shrinkage situation of brush hole device
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