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Processing Technology of Thin-Walled Through Shell Part
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[ABSTRACT] With a aluminum alloy thin-walled
through shell as an example, orientation and clamping of
the part, selection of the cutting tools, setting of cutting
parameter, programme of the part etc are researched. Upon
this detection, problems as vibration, deformation, bad sur-
face quality and dimension precision of these kinds of part
during their machining are effectively solved. Besides, the
time of this process is largely shortened.
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Fig.1 Three-dimensional picture of a thin-walled through shell
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Fig.2 Diagram of clamping and orientation of part
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Fig.3 Cutting route of the first surface
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Fig.4 Three-dimensional picture after the first surface machining
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Fig.5 Part two-dimension picture after the second procedure
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Fig.6 Part three-dimension picture after the second procedure
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