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Spinning Process of Chromium Bronze Heavy Plate Parts
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ABSTRACT: The paper aims to discuss the scheme for processing heavy hollow plate parts made of chromium bronze by spin-
ning rotation. The composite scheme which combines universal and high spinning with hot spinning used for forming parts by
spinning could avoid fatigue crack on inner and outer surfaces, improve the punching precision and shorten the production cycle.

It is more scientific, fast and effective. The experience of spinning hollow parts made of Chromium Bronze by compound

scheme can be extended to the spinning process of similar products, and has certain practicability.
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Fig.1 Head part of chrome bronze thick plate
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Fig.8 Changes of roller working paths during conventional
spinning
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Tab.1 T2 Mechanical properties of materials under hot

conditions
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