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Abstract

In the process of milling large diameter internal threads, different cutting parameters can be se-
lected to affect the variation of surface quality and machining precision. In this paper, using the
orthogonal test method, the cutting speed, feed per tooth and overhang of milling cutter are se-
lected as independent variables. Through the analysis of the results, the variation trend of theo-
retical machining precision of internal thread milling with cutting speed, feed per tooth and other
factors are obtained.
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FERAMT A, SR AFHGE DR Kb SR E A, mENUn e, LT s ST
YRR 300/ 47, Herf, PRURSCIN T 5 FLIN T &1 14%. [ 21 L HUBAT LA B m B &, HUMAT
M XHRSOIN T L Z SR W R < 8 5, AR GEH/NMRFRIRAL, W] DUE R W22k A7 L, gk REAR
P AMRESON AT DR RSN T[1]. $REU5ETIARN T B2 kU, AMGEE s A SR, EfE
N5 R A ] DA S 4 MR P oK DR UE SRR o 20 SR8 I 022 0 RS0, A7 A2 22 8- DA DD I g3 K 4
SEFIRLILAE L, NI P B IR E 2] BEFEHT RN AR AL B P ER I RE R AN T 1R iy, 2248
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AL, R 7RG RE . WE TR UTHI 2k AR UGS . KR R A (4138 S e
SRR THRURE B 1 BCF TN RS, 13 8) 7 AZ9ID BE& &ML SRR TR B K C R . X y%[5]
TRRE T X WIRSUBEHI 5 2 T2t 7e, il KERVIHIRE S8R, SEI T Bk & @A R o/
TSR i R 5 v i CRG FE DD HIAN I, AN /N ROST AR < Y MR S0 il () 2 T o B A 200 45
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TAFRIE R E. Guillaume Fromentin [8]58 A4 1 —FiE U520k 70 M RSB T Sl (L 248 Lk i 7= 2F
MRSV R . AR RHT . BRAVBRHI A3, RN T R a0z B VIR FE M, il SO iR e w42
S5YIHISHORIEAD ), DAEA 7 SRS R AL, S, WL Lee [958 N @ i 15 4 16 b 4h RS DIHI S50, X
FESALI R DT BRI O) B 3EAT 1 20 W7, 0 m A2 7 R BEAT 10T, TR B T B AR R AR - Anna Carla
Araujo [10155 X EREUEEHI S Bt AT T At o #r, XIS RER W] BEE B WSEa B/, V)8 B
ZEEURA RS b h 7l lla) i
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2. RIEE R
2.1. TH#HR

TAFIEPERTRLA 45 SR TCEENE , L BRI S 4L FLAMEE B AR 0y = 125 mm. fLINEE H A% ¢, = 96.75 mm.
By H = 150 mm. 0 TAP RS a3 1 Fios.

Table 1. Mechanical properties and chemical composition of 45 steel (wt. %)

Fz 1. 45 M MEREFNL 2 AR 47 4B A (Wt.%)

D% c Cr Mn Ni P S Si
R 0.42~0.50 <0.25 0.50~0.80 <03 <0.035 <0.035 0.17~0.37
W% HBW %)% glem®  Hidusw/Z MPa JEIRGEE MPa #iEE GPa FEL /N KT WA E%
<197 7.85 600 355 206 0.27 >16 >40

22. MIEFURMIIIR

PRI FH F 8 46 A R 430 75 A R AR P2 ) DMUSO FLAHBRSIN T rb s SRE B 11 0 T3 5 % A %8
R IREHE ) 8T RIS T], BARIRABE ) 32 IR T 8 5 RS SIBGUNGT, AN T, /ML
IR T, 1 7] RS T A7) A ELAR I AT DASE KR B AR 2N T A LRSS AT E 2 4%,
J1 Rt R] DRSS I T AN [RJR PR X R SUEAT RAF L $E, 10 ELAE AT HE 67 7] 7 26 5™ B B 3 It T LR
B, WORTTA I AT 5E A .

2.3, MIBENERE

WRATN RS 5 I B e 46 0 FH # 1 Optacom 2 7] 277 1) VC10 BRELLR A4 . AN T L4 E 3hill
RS UTRSE, B4 K4 D 4% Doy /MME Dy B8BE Py F AU By ARG Bro EZALEE ]
LA AL B8 BT 7 I A P 2K

3. REAFRMER SR
3.1 REHFR

IEASRIG BB EA R KRG HZH S i 2R Z2ACFRIE BT 7. BT IEAS 5 1 R
PR JE AT S o B B B A AR M A AT K58, R, BRI ER . AKFEERZ MG T, 1E
ACARIVE W BAAE TR ek R0 B R ATT 90N 20 PR B ) A

ARSCHIEASRES R = R (VAR v, BOda & £, Bi) 8 o) = /K FIEA 5. VIMEEE v
(IR ELIX E] 2 70~90 m/min. &EUAESS & f, B EUX ] 0.04~0.08 mm/z. #T)EfHE s (IEELX AN
35~100 mm. HR¥EEE FRIGN & BT, 18 LOBHIER LIS, Widk 2 Fin. IR b IEY)
HIVARE a, = 1.625 mm A2,

Table 2. Orthogonal test table of 45 steel for internal thread milling
< 2. MMRLSRHI 45 SRIER R

RIS H & YIHEEE v (m/min) it f,(mm/z) BeJ)B M s (mm)
1 70 0.04 35
2 70 0.06 60
3 70 0.08 100
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R EAZ R & 2, @7 LOBHY =M E =K FIEASRIGH, I HIRME EA2 R AT IBL8 AR5 . ot
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Table 3. Orthogonal test results of machining accuracy of 45 steel for internal thread milling

7= 3. MERGUSEHI 45 SN A5 E IE DI04

e giont BULARL GOERRS D @ x %g;fﬁ g j;rﬁq
(r/min) (mm) (mm)
1 70 (353.86) 0.04 35 0.0175 0.0024 0°50'24" 1°8'34"
2 70 (353.86) 0.06 60 0.0244 0.0035 0°51'53" 0°58'53"
3 70 (353.86) 0.08 100 0.0302 0.0043 0°53'59" 127'1"
4 80 (404.41) 0.04 60 0.0074 0.0011 0°42'4" 1°8'6"
5 80 (404.41) 0.06 100 0.0046 0.0007 0°53'56" 0°41'19"
6 80 (404.41) 0.08 35 0.0014 0.0002 0°43'56" 0°20'14"
7 90 (454.96) 0.04 100 0.0033 0.0005 0°15'0" 0°8'16"
8 90 (454.96) 0.06 35 0.0028 0.0004 0°6'20" 0°5'6"
9 90 (454.96) 0.08 60 0.0017 0.0003 0°12'45" 0°0'56"
Table 4. Range analysis of internal thread milling 45 steel test results table
= 4. NERLUEHI 45 IR ERIRE SR
SRR K, VIHIEE v (n) m/min (r/min) B ELS R f, (mm/z) BEJIEME s (mm)
K1 0.0721 0.0282 0.0217
Ko 0.0134 0.0318 0.0335
Ks 0.0078 0.0333 0.0381
T K, 0.0240 0.0094 0.0072
K, 0.0045 0.0106 0.0112
IZQ 0.0026 0.0111 0.0127
W7 R 0.0214 0.0017 0.0055
B E-X v>s>f,

R TR vafist
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Ky 0.0102 0.0040 0.0030
Kz 0.0020 0.0046 0.0049
Ks 0.0012 0.0048 0.0055
B (2 K, 0.0034 0.0013 0.0010
}?Z 0.0007 0.0015 0.0016
Kz 0.0004 0.0016 0.0018
W% R 0.0030 0.0003 0.0008
F# FE - v>s>1,
IR TTE: vafis
Ky 2°36'16" 1°46'28" 1°40'40"
Kz 2°19'56" 1°46'42" 1°46'42"
Ks 0°34'5" 1°50'40" 1°50'40"
R K, 0°52'5" 0°3529" 0°33'33"
IZZ 0°46'39" 0°35'34" 0°35'34"
K2 0°11'22" 0°36'53" 0°36'53"
W% R 0°40'43" 0°124” 0°320"
RERE-K v>s>f,
RIS RN TT R viafisy
Ky 3°3428" 1°24'56" 1°33'54"
FRAG S
Kz 2°9'39" 1°45'18" 2°7'55"
Ks 0°14'19” 1°48'11" 2°16'36"
Kl 1°112" 0°28'19” 0°31'19”
IZZ 0°43'13" 0°35'6" 0°42'36"
IZa 0°4'44" 0°36'4" 0°45'32"
R 1°6'18" 0°7'45" 0°14'13"
RERE-SK v>s>f,

R TTE: vafisy

1) VA B R TR B AR 2 I R

i 1 poR, B @) B 10) Al bR e 2 . BRER R 2 FIRSCF B L 2 A i 22 E D) ) T

T -

AT DA H rP AR O 22 IR B v 2 B D7) 1) T8 R — 2D 04 KM BRAIG, (RS 38 A5 o 2 B 7~ 4 i 22 B
DI 8 B it — B KM B A%, H AR W, 10 58 2 A5 2 ) O 22 B D110 38 B2 30— 2038 KM Pk, BLAR
it —M. XM T AUIEEERE N v = 70 m/min 35 K% v = 90 m/min B, — 5 T 7% B8 THIRH = 5 ek /) »
PRKERE BERRAR: S — D71, BEE VIR R, DIEI i), TIRDIE J)A0 B 4kss,  Bakhn Ttk
RIMNZ N, REEBBUERICELE N, R ERZERK.
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Figure 1. Influence of cutting speed on dimensional deviation
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Figure 2. Influence of feed per tooth on dimensional deviation
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Figure 3. Influence of milling cutter suspension on dimensional deviation
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