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Abstract

The technology of screw groove diagonal rolling is a sort of continual and rotary
forming technology with partial loading. It possesses the qualities of efficient
productivity, high utilization of material, and low product cost, etc., with widely
extensive application in the practical production. With the gradua exploration of skew
rolling new product, broadening the application range of skew rolling technology has
become one of the necessitiesin its development, with the important actua meaning.

This thesis centers on the rolling mill exploration of skew rolling revolving parts,
as well as its experiment research, which can be divided into the following parts. the
structure design of mini-body of skew rolling mill, the roller type design, the finite
element of simulation in the forming process of diagonal rolling, as well as the physics
experiment of ralling.

This thesis puts its emphasis in the structure constitution of mini skew rolling mill.
At first, it demonstrates the genera design of skew rolling mill, and then it presents the
structure design of rolling mill, including the structure of radial adjustment, axis
adjustment and obliquity adjustment, etc. At last, with the roller requirements in
direction and speed, it finishes the driving system design, as well as the electric
machine, the deceleration selection, the simultaneous machine design and checkup,
and the debugging work of ralling mill.

On the basis of roller design of revolving parts, this thesis operates the finite
element of smulation with the help of Proe/E and DEFORM-3D software, which
provides the theoretical basis for smulative physics experiments.

And this thesis will completely analyze the forming process of revolving parts with
its rolling experiments, and analyzes the problems coming up in the rolling experiment,
modifying parts of design scheme, producing the parts meeting the demands of rolling

products.

Key words: skew rolling of revolving parts; rolling mill exploration; pass design; the
smulaion of finite dement; rolling experiment
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