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Fig.1 Coefficent of the Cufting Force
and Resultant Tool Force
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Fig.2 Cut the Nock at Holding Side
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Fig.3 The Comparison between Different Spee
Direction on Processing Thin Major Axis
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Table 1 Recommended Uncut Chip Quantity

of Cutting Thin Major Axis
VM &
9 IR Has ) 1) i B
(mm) (mm/r) (m/s)
a, f v
HE 2~5 0.30~0.60 3000~ 4200

0.30~0.60 4800~ 7200
12~14 < 300

IRE 1.5
HE 0.05~0.10
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On Processing Precision of Thin Major Axis

Yu Jianye
(Department of Students of Yancheng Institute of Technology, Jiangsu Yancheng 224003 ,PRC)

Abstract The paper analyses the elements that inflences the processing precision of thin major axis on the base of its siructure charac-
teristics. It also puts forward appropriate measures to eliminate errors by changing processing way, structure of installment and cutting

tool parameter.
Keywords thin major axis; processing precision; measure



