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Fig.1 Hot-Runner sleeve component diagram
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Fig.4 Schematic diagram of cylindrical mandrel
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Fig.2 Schematic diagram of thin-walled

open-ended sleeve
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Fig.3 Schematic diagram of three-jaw soft chuck jaws
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Hot nozzle thin-wall sleeve CNC lathing process design
and parts processing

YANG Xu'?, JIANG Yanhua'?, LI Tianxiang'~*
(1. Chengdu Industry and Trade Technical College, Chengdu 611731, China;
2. Chengdu Technician College, Chengdu 611731, China)

Abstract; To address the challenge of rapidly completing CNC turning for the hot-runner thin-walled
sleeve component, this paper formulated a reasonable CNC turning process based on the machining
requirements of the part. Appropriate clamping solutions, tool types, and efficient cutting parameters
were selected to ensure the smooth progress of the machining task. Through CNC turning trial machining,
when the spindle speed was 2 000 r/min, the depth of cut was 0. 15 mm, and the feed rate was 0. 08 mm/r,
the design specifications on the drawings were met. The adoption of a reasonable CNC turning process,
soft-jaw auxiliary clamping, and coated cemented carbide tools not only guaranteed the machining
dimensions and surface quality of the part but also effectively prevented part deformation, enhancing
production efficiency. This paper provides practical evidence for the machining of similar components.

Keywords : thin-wall sleeve of hot nozzle; CNC lathing; process design; parts deformation; parts pro-

cessing o\
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