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Fig. 1 Dynamic model of milling system
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Tab.1 Structural modal parameters of spindle-tool system

B X w.. /Hz g, k./(kN +m™!)
1 1084 0.102 7 9177
2 1608 0.030 1 7 671
BAY wny /Hz g, k(KN +m™ )
1 1074 0.050 9 13 704
2 1629 0.030 9 6 885
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Fig.3 Time domain signals of sound and acceleration
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Fig. 4 Chatter marks on the machined surface
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Tab.2 Comparison of theoretical and experimental results

B/ 551 P A5 AHAL sy ST
(remin ') #F/Hz B/ % /mm ¥/ mm
6 000 1926 1.5 3.6 3.4
7 000 2 180 1.34 5.1 3.6
8 000 1 602 1.43 3.1 2.8
9 000 1 950 1.71 4.3 3.6
10 000 2 070 1.54 3.1 2.5
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Fig. 6 Variation trend of coefficient in Eq. (14) (1)
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