539 B 4
2019 4£ 8 A

Pzl K5 2 W

Journal of Vibration, Measurement &. Diagnosis

Vol. 39 No. 4
Aug. 2019

doi;10. 16450/j. cnki. issn. 1004-6801. 2019. 04. 005

ETYHBRARENKNERRSLEN

FE M

9
(1. R B R =AML 2 B

KET ',

K% .116024)

mEE,

KL

2. RERFYMLFEABE K%, 116622)

WE T U0 AL BT SRS W SRR T S VI S HOm L i T BB RS AR . i TAEAE T IHUK E
(0[N AN S N AN i 7 N o S w e A L R A S € S O 2 o A0 E e 0 I Y L R P
A UTH )5 32 Bl U B0 AR 4R Y — il A D) 0 R R AR RO BE D B AR S T O s . i S B DI HI D R AL
P i ek O P 00 S S B DR TR 5 P AR D) ) e A R A U R R AR OB IR S R TR SR DT R
B0 SR G DD 2R 5 I R T T 0 i 0 D0 0 AL M 0 S B 0 R O i 6 B R L ) W
BEBURAS i W S8 5 A5 B S UEIZ O R W R M . STER A5 SRR O R AT DU R T D ) R
VB ADUAR 25 00 7 ¥ » BB 28 S IR TG T A A AR AR MR B 0 IR R 3 R HRUIR S

REER LRI DIHIR ARG BRI RS M

hE %S THI65.3

5l

][/

Bt i 2025 SBOR A S L R fE R 3 L
R BE i 3 H i R i ATl Y R . BEE i
A A 3ol o i — b D) Oy L 2
S DU B T 3 A RS A R ) R R
— FRAEAUBR L FA A AR 2 3[R AR T 0 20 i
A AN TSR i T FGR AR B A e BRI AR
BT B AR AN (S 249 5 B AR T 9 55 e AN B S ARG
Ji& o T L FR A 25 Aol A 5™ 3 B LA 19 i i L 2
M PR ML R SR . D 3 LR AT AR A M
AR 2

BEXS 8L O B AR S 0 I T E N Ah e
BEAT TR W TE A L DAk I 3k Y
Je . A R T B 5 R A E T R
JEBUR S EAEL R A R A G L, e H B
Wi RENE T 7 EME S RIS R RE
5 A Il I I Je B A I M T B IO
FURFAE o 52 BT B P 45 1 00 L G HR 3 T 0 {5 4 1 Bt
Y P ACIR A I B A TR 2 R . Altintas
ST LB A D — B 22 00 R 22
G SEBLTBE TR A S I L A ok ik AT 4R
IBURR AR B3 47 /)N 9 £ E it 5 45 43 logistic [n] I 454 7Y

»  ERERBFIL ST B H (51175057)
WS H 41 .2017-07-27 ;4 1] H ] . 2018-02-02

73 Feaz 47 w] S AR R T T B IR 3
SCHR[5-6 38 Ao fsf 3 L 330 358 % B 030 358+ A 5
TIPSR L B AT R W S5 AR Y R AR L s ] SE
R ) 5 AL L 0 22 0 2% o o TRl T T EL B RO A
H1 TR 22 8005 12 % U0 ) B0 BE B ROURR  RE W 2
SEhrn o A P 2 U0 H) S0 R A
SR M 22 I 24 S 1) LR AR AT LAGE NV 2 T
B AR A R B B0 52 BN TR A 2K R
AFEAT N . & X B[R], Nouri 474 1y T — Fh
5 VVHI 2 ok 7 i Bt 70 B 4508 46 A i o Ul E
FRORVE A 0 FL I8 BUAR 25 S W 58 00 B 45
THERAL T — A . AR TR AR AE TR
HLPR TE 0 T S5 AN A | A2 SRS 24 25 AN i 1A
7S 3 i A5 1) AL BRA T HAE SR AR 7 R Y R

P AL A R LA 4 2 T L RS AR e L AS 52 )
PURIE R N LA 45 W5 T2 2 EMEE. X
BRLS-11 BT A HL IR #F 45 2 e gt ar 7 2 il L A, 5 ot
T 28 v I S BRYT) 1 7 19 T A T PR S 56 ik
T kg R AR DT e I T RS B AT AT 4 TR
SFIA DA 5 Al O R AR A A AR O T R G v, A
RESCBUXT VI HI ) 19 BR B . BEE PLIR & 58 10 00 Ak 2
P Al 2R GE AR X ik 4y AR 0 T O R R ST S
o Kim 505 5t 52 50 TE B 7 32 Al el O ol o S
TEYIHI A3 we S 75 A T R g R R E S R



714 P

g ol 5 & W

%39 %

Li S5 P 32 el a0 R D) R0 06 R L 2 DI T
BEREFU T UTHI g . (HJ L 33k 88 07 1 A i Tk 5 U
| 2 B0 ST B HE RS

oAy 3 G 5 P 3 4 M BE 0 R S I AE AR Y
TN T I AN AR T 2 e A (o B A i
S5 ] R 5 5 AR il R S sl R R AN DD B R
B T 25 A AL D) I A R AR R B T R AR A
IT7 25 R ] BE AR R o 3 e S B SE I 22 T 00
T HETT BRI

1 EBigHE

L1 FHERSTHEANXR

BEH oAb BeE ) 2B T HLER A AL e
a1 I A [ A5 DA T RBC Al A 2 1L 0 )
SR AL 51 F DL F R B R AR A e T B e
H T3 AAR ) e ) 28 0 J1 B L ot I BAS T AR
AR . B AE AR T R Ep bl m BEE) 5 E
HLHRL JEATAE R 5 R A

K,Irm,:T,,,:]%—FT,—Q—FIR D

Hor: K, Sy WAL AR H o s Lo i FBL = AH HL 3 A 2K
BT, APERTER L B T b ERiEsh &
GLAFERL I 0 R ER AR T, R LA 5
ke i BE AL A B, DD m BRI 5 R BRI AR

PUR R T = A0 28 0 S 20 B ML 5 R G
U AR AL A A s i W
L. T AR A

L=V G+ +1i)/3 (2)

T2 (D) fE 78 S5 R0 S I8 B TR S A
T o T A VI A 8T 00 A5 %) 32 0l Pl d A B AR
BRI AT . SEBR I TR, —WRGE T 32
B — PR AN AR I S 0L B dw/de
0 UG % B A5 U s B it . 24 3 s B 0 B
J1E. 20,0

Kl =T, (3)
ot : oo WRRE T 25 T
H 3 CGHARA D U
(A =FR/K,

- 4
IAI - (Irms — Irms(J)

Horfr: AT D BRI R .

AR DT R S D) ) B D RE FE S Y
BEAE B e bl DL O H) A g A D) 1 Bt
Hl 7

1.2 SHIBREREE

VI J1 00 )1 R i .l Sabberwaal $ 1, %
HERY b B I AR E Sy 5 U0 IR A T AR OE L 3
Hh L 3] R B T U0 I A% 1 R R R R RES . BT
T30 32 RS BB i T T B ek R O HLAE B
PR B k. HET. 2 &L 5 AUl El B
LN S RSO IDIEY ¢ R IO eSS Wi Ei
B I JEE R AR A 2 Ty A AR R i B I ) B A
Horp S U1 H) 07 F B0 RY i TR AL Bl R
RHES S O TR 2. AN
5 (58 Aty i ST B ) P A AR B RN B TR U0 I H R R
L ESu RSN DIEY ¢ Bl

BEHI i b, YUY E AR A S UTEI s an &l 1 R
o YERTERA IV Lt m Jy F, fylm ) FoA]
PLEIR N

F.($) =[Kgch($) + Ky a, (5)
F.($ :[KTCh(Sé) + K Ja, (6)
Horr: Kpe Ml K 43 5 0 22 10 YT E] 3 R 80 J) H )
FRB Ko M Ko 43 590 g U3 11 D) 3 & B0 21 8 )
R a, HOVEITREL s ¢ 71 T1es% 1 B2
h Ry VI & JEE
h($) = f.sin($) (D
Hrp.f. kit s,
KX GIRARX (D, 1] 15
AIC$) =[Krch (¢) + Koy Ja, (8)
Horp s Koo A1 K v 23 5300 2 B0 AL 3 28 2500 70 10 | 3t
N VRN SN W
[Kre: =KicK,/R

- D)
IKTE;’ :KTEK//R

RE ) A i AR

BT Bl bR AR AR S T
Fig. 1 Chip thickness variation and cutting forces

in milling
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Fig. 2 Method flow chart
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Tab.1 Cutting parameters

%5 n/(kremin ') f./mm a,/mm a,/mm
1 1.2 0.15 2 1.5
2 1.2 0.15 1.5 1.5
3 0.9 0.15 1 1.5
4 1.2 0.15 1 1.5
5 1.5 0.15 1 1.5
6 1.2 0. 10 1 1.5
7 1.2 0. 20 1 1.5
8 1.2 0.15 1 1.75
9 1.2 0.15 1 2
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Tab.2 Tool wear status
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Fig. 3 Experimental setup
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Fig.4 Mean of air cutting current I,,, with spindle speed
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Fig. 5 The trend of tangential cutting force coefficient

with tool wear
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Fig. 7 The trend of cutting current coefficient with tool

wear
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Tab.3 Correlation between cutting force and current coeffi-
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Fig. 8  x-direction cutting force deviation degree with

tool wear
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Tab.4 Average of monitoring index
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% B
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