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Rebuilding of CNC spinning machine based on C630 lathe

JIA Jiandei, LI Ping, XUE Ke-min, DONG Chuan-yong
(School of Materials Science and Engineering, Hefei University of Technology, Hefei 230009, China)

Abstract: The way to change universal lathe into CNC spinning machine was presented. The C630
lathe was taken for example and rebuilt to CNC spinning machine with more accuracy displacement control
based on altering the machinery pipeline and control system. The experiment of power spinning was taken
to prove the CNC spinning machine. The result shows that it meets the need, which lays a good foundation
for further study.
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Fig.1 Normal spinning and power spinning
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Fig.2 The method of refitting universal lathe to CNC

spinning machine
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Fig.3 The refitted CNC spinning machine
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Fig.4 Mandrel and roller
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Fig.5 Roughcast and end product
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