5529 % 52 ME R K F 2R ( BARIFER) Vol.29 No.2
20144 6 H Journal of Hunan University of Science & Technology ( Natural Science Edition) Jun. 2014

doi:10. 13582/j. enki. 1672 - 9102.2014. 02. 006

7075 -T6 SRR € R A B E RN FHIRE
Jii = B 7 3R FFAE

R, SR K, Bl Fn it
CHTHTRHR BUBRIS A MR 3740 T 2920 % IR S 411201)

B ZE:x{ 7075 -T6 456 & W AR L@ A (CT) AR sh Y1 Bl (UVC) An 7 sk 34T T A T 525, AT T 2 A 41 H) Am
ITHBEFRSETHEEeRENITREERENT . REFAERRN . EHRANALERMTHEL AT, HE
FHlE R, S REY BRI oy A TR A E SRR ER A BB, B LR NG ARG EH G, THREM
BEEZRSETRGEARSENEmEFRIFEEHN GLRFENI M TREMEERE LAY BF R TE XA
MU LB/ VT W B BAT R W A T, 5 38 A 0 #7075 48 & & T3k T AL RE JE M U MR R B9 B A T 4 A
T 48 7% 4k 3 Y1 #7075 48 & 4 n T3 T LR L R 0 B IR R N 9 Am SRR/ J 3 e B R A SE 3 B 1 AT DUBORE
A TR TRE BRI AL T A IR o An AR An AR A T ey 3

K 7075 - T6 48 & 45 L M F W ; 4 5 4Rk 20 & Al s R E AL L

&4 K-S TG506. 5 THRFRERG : A NEHFS 1672 -9102(2014)02 - 0027 - 04

Research on unidirectional ultrasonic vibrations turning
7075 — T6 aluminum alloy surface quality and morphology

Luan Xiao — ming, HU Bin - liang, ZHOU Zhi - jin
(Hunan Provincial Keylaboratory of Health Maintenance for Mechanical Equipment,

Hunan University of Science and Technology, Xiangtan 411201, China)

Abstract; 7075 - T6 aluminum alloy specimens were tested for machining experiments by using ordinary
cutting ( CT) and the vibration cutting ( UVC) processing methods, to analyze the influence of cutting
parameters on the work piece surface roughness. Experimental results show that: In the same amount of feed and
depth of cut, speed with the turning changed, the surface roughness of ordinary cutting reduced first decreases
and then increases again, but with the speed increased into the high — speed, the surface roughness become
stable; The surface roughness uptrend with the feed rate increased of ultrasonic vibrations hard turning and
ordinary hard cutting; In the same cutting speed and feed rate, with cutting depth increased ,7075 Aluminum
ordinary hard cutting surface roughness increased, but the ultrasonic vibration cutting surface roughness first
decrease and then increase. Through the analysis of experimental data obtained and the observations of the
microscopic morphology of the machined surface after turning, the advantage of ultrasonic vibration machining in
difficult materials processing is confirmed.
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