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Machining technology research of cavitating
venturi with deep tapered micro-hole
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Abstract: The precision machining technology of cavitating venturi with deep tapered micro-hole
is introduced in this paper. In order to realize precision machining of the cavitating venturi with deep
tapered micro-hole, the precision lathing-boring machining of convergent section and throat of
cavitating venturi, drilling of @©0.65 through-hole, and milling and reaming of 6° tapered hole were
studied. Kyocera 6° tapered milling cutter and 6° tapered reamer were customized for the milling and
reaming of 6° tapered holes. Both the cutter and reamer are made of high strength submicron tungsten
carbide, and coated with high hardness nano-composite structure coating. The special structure of the
two tools could eliminate vibration and increase the intensity of cutting edge. The optimal process
specifications of cavitating venturi with deep tapered micro-hole machining were. obtained. The

cavitating venturi made with the optimal process specifications can satisfy the design requirements,
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Fig. 5 Principle of liquid flow test for cavitating venturi
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Tab. 2 Results of liquid flow test for cavitating venturi
g it gt
TS WIRRMA KO 7 TEREA PO

1 1 947.29 17.85 1 952.04 17.85
2 1962.37 16.27 1 957.45 16.27
3 1983.18 18.39 1 980.87 18.39

4 1 962.37 16.27 195745 16.27

5 1 983.18 18.39 1 980.87 18.39
6 1 947.29 17.85 1 952.04 17.85

7 1 959.14 16.80 1 956.65 16.80
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