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Discussion on the High—efficiency High—performance Precise Rolling Forming Process
and Equipment of Shaft Parts with Complex Shape

ZHAO Sheng—dun, LI Yong—yi, LIU Chen, FAN Shu—qin, LIANG Jin—tao
(School of Mechanical Engineering, Xi'an Jiaotong University, Xi’an 710049, China)

ABSTRACT: In order to solve the huge demand of the high—performance shaft parts with complex shape such as spline
shaft, thread, ball screw and worm, etc. , the basic process principle and characteristics of the high—efficiency high—per-
formance precise rolling forming process of shaft parts with complex shape were introduced, especially, the typical rolling

forming process types including flat dies rolling, radial infeed rolling, radial synchronous rolling and axial infeed rolling, as

well as the relevant equipments were analyzed and introduced in detail.
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Fig. 1 Shaft parts with complex shape
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Fig. 2 Process of flat dies rolling
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Fig. 3 Process of radial infeed rolling
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Fig. 4 Process of radial synchronous rolling
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