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Research on Surface Quality Improvement of Drum Cavity Machining
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[ABSTRACT]

five-stage single disc.The complex structure parts require

Rotating drum part is welded by

highly precision machining, especially in the cavity be-
tween the disc-to-disc surface, as the part is fully enclose
deep cavity with narrow machining space left. Using the
original method of machining processes,cutting tools chat-
ter vibration and interaction are serious because of its low
strength. The problem has affected the deliveries of the
parts and hardly to avoid. By improving the structure of
the cutting tool, the machining parameters and the cut-
ting tool tracking are optimized which not only solves
the vibration problems and improves the quality of cavity
surface to meet the design requirements, but also enhances
engine manufacturing technologies.
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Fig.1 Diagram of cavity upper surface by traditional machining
process
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Fig.2 Diagram of cutting tool plate structure
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Fig.3 Diagram of machining trace on upper and lower surface of
cavity
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