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Roundness Error Analysis and Improvement Measures of Deep Hole Machining
Based on Response Surface Method
Liu Jinli

Abstract: Roundness error is an important criterion to measure the quality of deep hole machining. In order to im-
prove the processing quality and optimize the processing parameters, the influence of processing parameters on the round-
ness is studied experimentally,and the roundness error and various factors are fitted according to the response surface meth-
od. Relational equations, establishing a reasonable prediction model, and determine the optimal combination of processing
parameters. Based on the conclusion of the test,the machine tool can be used to improve the machine tool with the hydraulic

mechanical continuously variable transmission,which is the best working condition for the machine tool. Providing a new i-
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deas for the research and improvement of the roundness of gun drilling.

Keywords: roundness error; gun-drill jresponse surface ; hydro-mechanical variable transmission
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16 35 2100 60 0.0357
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