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Optimization analysis of processing technology for outer cylinder of mining

hydraulic support

Abstract: The outer cylinder of mining hydraulic support is one of the main stress-bearing components of hydraulic support. At present
The outer cylinder of the underground hydraulic support is used in large quantities ,and the processing technology is complex. Moreover,
the safety performance is not high, and faults such as outer cylinder leakage and cylinder expansion often occur. This paper expounds
the importance of the jack cylinder and the existing problems at present, improves the processing technology of the outer cylinder of the

hydraulic support, and makes a brief description and comparative analysis. After practical verification, it can effectively improve the

processing accuracy and processing efficiency and reduce the failure rate.
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Frgurel Process diagram of cutting frame and clamp position

technology
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Frgure2 Process diagram of cutting chamfer technology
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Figure3 Precising boring of innerholes
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Frgure4 Precision frame position
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Frgure5 Process diagram of cutting thread and sealing surface

technology
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Tablel Comparison of machining accuracy of key parts by

different processing methods

WAL INE 2

(Innerhole) (Screw thread)
gL 0.26mm 0.17mm
it N 75 2 0.lmm 0.05mm

e E 4N

(Sealing face) (Groove)
gm0 0.14mm 0.32mm
it JEon 75 2 0.1lmm 0.06mm
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Table2 Comparison of machining performance after

improvement
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