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Spline drum spinning including thickness splitting process
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Fig. 1 Principle of conventional spinning process
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Fig. 2 Merged spline drum and dish part
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Fig. 3 Spline shaping and splitting process design
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Fig. 4 Mandrel on spindle and rolls on turret used in the spinning
experiments
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Fig. 5 Spinning experiment
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Fig. 6 Initial blank and spined product
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Fig. 7 Effect of feed rate on front waviness
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