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Spinning Procedure Study on Circular Housing Component of
Micro Turbortation Engine

Tang Xiaohu Feng Dingyan XiYang Wei Lin
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Abstract: The shell belongs to the rotating body part combined with multi-section deep cylinders and deep cones ,
which is mainly used as a coating of micro-jet. The shell has a small wall-thickness and a big ratio of the height to the
diameter, which requires high level use of the spinning procedure. In this paper, the procedure scheme design and
process design of the multiple spinning manufacturing process are detailed. Taking it as the optimization objective which
to control wrinkle and cracking phenomenon of the blank, the effects of the process parameters of the main shaft speed,
the amount of feed and the spinning trajectory are studied by theoretical analysis, numerical simulation and experiment,
and the optimization value is given. According to the experimental results of the optimized process parameters, the
experimental results show that, based on the spinning procedure given in this paper, the phenomenon of the wrinkle and
cracking of the work piece is significantly reduced, and the product qualification rate is significantly improved.
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