//2 /5\ ij fi" % 35» %32 % %5 M 10 A 2015 4F

Aetaw Materiae %awu/wm’[cw Finiew Vol. 32 No. 5 October 2015

DOI: 10. 13801/j. cnki. fhelxb. 20141230. 002

AHEEEESM R RN ESIRERBH
VI 1R IR

KR, £®E°, #H@n’, %%sw—l EEL, W

(1. ¥l A2: HUR S 30 ) TR, 1 zoo@ i BB A BRA R, M 200436)

A OB NERORE R G MR (CFRP) DI H JSJF‘!"J%%ZIEB‘J%%’ KM HE A A i UIH X CFRP Hip)
ZEHRIEAT T VIR . JF R A OMEGA-0. 05 R o B K AL AR 0 U R AT I R e T O 24 T)
Emfﬂﬁﬁﬁﬁﬂiﬁéﬁﬁfﬂﬁ'ﬂﬁfﬁ“ﬂ@%ﬂ@@%Hﬁ:Xﬂ‘ﬂ]ﬁﬂ?ﬁf?ﬂ@%ﬁﬂrﬂﬁﬁiHﬁ%‘@lﬁ&ﬂ‘]%%ﬂ(%?ﬁ(ﬁ@]ﬁﬂﬁfg\Jﬁ)J
W RE ) B 5 A A B R AR ‘»JJFJ"J?S‘EH@%"&J&&MK%%%)’?W%E‘J%UIEJ;Klﬁl%‘ﬁéﬁﬁ*ﬂn CFRP £ 4t
7 Tl R X U0 1l E 5w 5 A ‘W\ A DR B e T AT 4R Ty ) LAY . DDHIRBETE 0= 90° I 3k Bl AR K
. H 0=0"mf iy 2 1%”;()F‘ﬁ1 ﬁ%Xﬂ‘ﬂ/E\)ﬁﬂﬁ%aﬂuT%ﬁﬂﬁiﬁﬁMﬁﬁ?@k, M 5 6 170

W, ELSE 3 AR XU ) Bk B ) T 5 e 5% 4 5 CERPCONSIYR B2 10 F 4% B R U)W
) % B 7 1 B AU A\>
XER: K ‘ BRCLT Yk B 90 AT bR £F 4D 1 A s VISR 5 71 BIGAPE R

q:ﬁﬁ%-f\\}‘ 32 XERARER: A XERS: 103(2015)05—1469—11

O
(@)
TEJ@T%E@ LR L R B L % o] (GRIK CERP i 5113 06 7R 75 (15 o 4y 3
P PRSORE A, 72 B Tl o B B T I M LA 4 T8 BEELAR O™ 4 L CERP o 38 f

i Eﬁ*ﬁ%ﬁé‘ﬁﬂ%*@%f%%ﬁZ#O%—ﬁﬂff&%fﬁﬁi@@ﬂ@ﬁ&ﬁl‘@%ﬁ?ﬁ*ﬂm Hil I
KA MRS e e B R AR T T 5 f JE 9 52 0N MR A By otk L R K s i 1& 7>
A py DX S el A U I T 4 XEHE MUt S EOH o Y Ak IR 3L
HUEZ 35 ﬁ#ﬁﬁ%m?’ﬁéﬂ*ﬂr%@% S PEFIAE %‘%H%TPE%EU%E’UJE‘J%O A T BB . )
Yy 2g e 5 55— T i ) 2 v HG 2 )k @ ISRVl s CFRP B‘Jﬂ]‘%’ﬂbﬂ M TR #eoh,
I TAERERT PR E o TN A @Ejt?ﬁ‘?ﬂ?, il JﬁJJE"JJ‘i?‘F%FPFKéEE’W] i N T3 i b 3 AR AR )
RP) PJ I T o FE i wF - 510& Bk B3 B i %@%‘ﬁ%\iﬁﬁ%%“‘% BF 52
FEALAH N JETTF CFRP ) i e gl 7™ A e 28 A LA . X6 U1 ) il 38 ik
WE5E CERP fE ) Hlad #2 b i Jy =i 50 FE VI HI A7 B A
PLHI A — A EZE T m . SR VIR R rh A A B 3 ’Mjﬁﬁfﬂ‘{ﬁo
SRR . DTH I A v i Jy L AL TR 4 TR e U OiSreejith AR LD A G AT A% B8 W 5 TR
T2 i VI E R e S 2 R R R
M YTE S R Y BN R Z — JEJJ‘%"JNB??‘ i) TR A T ok 2T A 52 5 AL IR 4 D) O R
9700 ~ 990 AL M IAAE . KM IRAEREYD  JRSS A H DI BB AR B T S U K B 300 m/min
H DX T . BN B T H A A e A AR R FLUD IR 330~350 C . R R Y )
IR R R i . DTS VTR AT DT B i U0 o R (S . U 2 e b T
X AR LA A R R A 3 I 500 ) i B 2 5 . CFRP 9 UIH He gt

WiEEHE: 2014-10-16; A HE: 2014-12-09; ML HARAE: 2014-12-30  08:31

4% H AR 4k : www. enki. net/kems/detail/11. 1801, th. 20141230. 0831. 002. html

EEWH: FE5“863” %I (2013AA040104) ; % HRBHFEH4: (51105253, 51475298)

BIREE . B0, B, Zodz, WA S0, BF5E 7 m S )E I TR T 585 % hn T3 . E-mail: mchen@sjtu. edu. cn

SIB#EC: X5, M. HMM . T ORISR G R e R A A O AR [T ). B AR F IR 2015, 32(5);
1469-1479. Wen L. Jiang L P. Zhang H Z. et al. Test on thermal characteristics when orthogonally free machining carbon fiber re-
inforced plastic unidirectional laminates/]]. Acta Materiae Compositae Sinica, 2015, 32(5): 1469-1479.



« 1470 -

2 = H 5 B

TR EVEERER DDA T8 S AR BT HE S T
Ko ZWFSE R8T e 0°— M 47l f T
RO A 42

Brinksmeier %5 SR F N T 40 A £ A4 00 38 5 32
%] T CFRP-Al-Titanium 3 22 2 b & 8 9 5
J3E 1A % FL I BE L 3 2k X B A TR B R T Y R
1o AR B T YIHIE 5 CFRP 0 i & &2 6 A
P NESS

ﬁéﬁik%m%ﬂ*mﬁLgﬁﬁ%ﬁa§$

mﬁm%ﬁwm,mMmgmﬂmz.
mmm,m%mﬁ%ﬁwWﬁw%§
424 . I SEON TR & AF 5 3 5 F 51
A B RSB 1 B 8 A0 5 15 5 B ) M
R 2 TR €§§

4%ﬁmﬁ”% i CERP b1l B Hy— A
HEHE. %ﬁ§\ﬂmw*vﬁ%ﬁ%ﬁm@ﬂﬁ
SEICE LR mTﬁﬁCwam
U R B B A M BT,

;«mmzﬂmmﬁwa@wﬁu&raﬁ%m#@mw_%l?

F) R R A i A . A A D) SR R R R B
W e T A A L5 0T B0 0 A BRI, 7
VI T2 — Rl i 55 M4 RHO0 I 25 B AL B 5 A
SRR Y F B . SR B D) 5T Rk 2T 4
B s A5 ORI D IAVRRPE
1.1 KesFmIae
ARy CERP ) 25 4. 82 5 17 2 [F]
i) (X928 075 1)) MAR AR -

© T700 4% CFRP Z 44, S 14 Sk oo vk BRI

LT-03A, 4t 40 ZEHiZ, JEEH 5 mm,
CFRP J2 & W f K0 24 Sk 21 4 R B0 B0k
60% ., CFRP il J2 &1 2# B ANk 1 Fios
i f CFRP )E'Aﬁi}i'_j‘j\j 25 mm X 30 mm
/N R, i E 1 i 3 xF 0 [R] ) i ZE
CFRP Z & WIEA JQJ%'J%/EJZM 0° %] 180° (JH]
Ow%ﬂmﬁﬁﬁﬁmﬁﬁmw

ﬂﬂi’f]jafhﬁﬂiﬂzﬂ%ﬂ MIESZ KIT. aniE 2 froR.
NELEAR T B Z B CFRP 24 ) 27

I P AL B A 4 WL BRI . S5 IR T 2 Fh )RR E2015%) 5
Fft ) ELRi /A (—5°.5°.15°.25°.3 é %ﬂFJJ 1 4[5
1 REMBE5FE O&% 242(10,15, 25, 35 pm), '{?,e B > 45 ) 1F 58 K
Eﬁlﬁdﬂﬂﬁﬂ%%j@;@@ DB T J1nE 3 fios. @
=S SR DIE R L L IHI 71 5 S
Y@
*1 CFRPEF‘JJ:AﬁjJ—?-%u—tB?
Table 1 Mechanical properties of CFRP uni al laminates
Parameter Tensile Tensile Compressive demdr shear  90° tensile Bending
strength/MPa modulus/GPa strength/MPa strength/MPa strength/MPa strength/MPa
Value 2 450 125 1430 QOOU 92 70 1580

NN
Note: Unspecified mechanical performance parameters are @ along the fiber orientation.

75° M 105

Laminate ‘ 750 900% 050
structure & 60° 120°

=

Laminate

thickness 2 mm

45 135°
0° 150°
15° 165°

L

. Fiber orientation angle |8

O

B 1 AR RO 1 4 2 i CFRP 2 & 40D
Fig. 1 Workpiece materials (0° synclastic CFRP laminates)



CHE, G WRETHERGIR A A AR 2 AR A A B U0 AR o 1471 -
?M_,f\ b A 70 LB T a5 AR Y s e, 3R R i FH )
ace B

-<+— Rake face Eﬂﬁiﬂﬂﬁ@gﬂﬁﬁiﬁn/\ﬂﬁo Sz VJUE&%E

Relief
angle -7

Cutting edge %
,// '''''

(a) Schematic diagram of orthogonal cutting tool

(b) Rake angle of —-5°, 5°, 15°, 25°and (c) Relief angle of 7° and

35° (from left to right 15° (from left to right)
N2\
&] RrFH IE 32 6 )
Fig. 2 %t gonal cutting tool in tests
@]

RY Ok

(b) =15 um

100 pm

(@) 7, =10 pm

100 pm

(¢) 7,=20 pm (d) 7, =25 pm

>

100 pm
(e) =35 pm
&l 3 AT i I 2 42 1 1E 58 & T

Fig.3 Orthogonal cutting tool with different blunt radius

24477 1] T B A s iE ., CFRP i 105 il B ok 2T 2 1t
SR A S BT ELEE I K, Ry ol T EL B A

TYRLM R Ny 5~6 pm, B4 42 7] ELB R
SR YGE,
1.2 RBFHE
Pl 4 Sy CERP s i) 52 45 B8 A 1 P b)) 0
- SRFIER RTT I T ik BT — 52 £
{9 CFRP AR K SR 2R 24 Jy 1 £ 0601
Q) T s 6 Ay R D MR FE AT T ¢ 2 RS
12¢ VEEE R
Y1) A7 38 i Kistler-9272 W J7 {0 R4, W F14%
4 T I DK 19 T A T L T bR T3
T . Wy A7 B e B S 4 Kistler
5017B BUA AR HOK s IF R i T B LA B R4 R
55 5¢ YV 3 9 R — A% PF F 52 3 )i

it 1 90 3 ek N T A A o, A

He CFRP Hefi ), Wil 4 frR. $AHE MR
MEGA-0. 05 mm & 2 it K %180 3, ) 35 78
Olﬁj\j 0~1370 C, ¥R Kz 0.1 C;555% 27 C
F| 38 “Chym W I 8]y 0. 004 s, FAH égﬁﬁm
%100 kHz,

A 48 3R B 7 *%%5
L E B I 1 LR £ 5 0 00 4 o 1
SRR U 0 B ‘ﬂ]?ﬁ%lﬁ?ﬁf}f%i
TN ©

) 3t o §%EE@WI%%EN@%
1 2D - 1 ) e 70 L 4
mmmméﬁﬁ T o 44 8 S A 1 13 5
IS EE T, R A UL,
ﬁy%%%mﬁ%%TUﬁ%m%ﬁ%wmmE
P, UIHIRE T, i B R A T TR T 0 )
FLVIJE A T K B Ab . T AT L
T T TR

Vel 5 3% CFRP £ ff {1 ph 5 13 o 38 440 4
UK th 5 2 2 i A 90 % 0 A B SR A B 1
S L ML £ . S R P ) A 1
BEPR E 5 L. BT TSRS f CFRP i T
] 8 5 R DU B L 2
BT 40 . 8 5 0 A7 0 3 B % 3
L1 505 — 0 6 1 A o, 38 7 7 2 0 R
BB S5 L . o 1 9L B KA 430 2 % 3
KA 74 1 5 T 30 SR 84 0 4 B




p s
- 1472 - 2 s H 35 &%
Dynamic cutting force
acquisition system
I /'\
| | Tfle cutter
| | Grinding spindle
I il 1 _
= Workpiece
l = — | Cutter
[ | header
| Signal acquisition | Instantaneous cutting
,7,—— temperature acquisition system
| | The cutter r Amz -
DG ient temperature
| | v | compensation n [
| CFRP ‘gl\-thennocouplei |
— = I laminates h\\!{\ ~0 + El m m E] |I| |I| |I| i
l — | Kistler ! cooo0o0o0o0 l
Charge amplifier
| e {]  dynamometer | Thermoelectric power l
- - = = = = = [ | acquisition instrument |
W - 0 0
@9 B4 CERP S J2 4601 1 00 A 56 ©
\ Fig. 4 Schematic of orthogonal free cutting of CFRP unpidi nal laminates
o\ g
5£0Q)° N g
200 2 @ CFRP M EAME R B B EIR R 585
L @Table 2 Test parameters in orthogonal free cutting
160 @ CFRP unidirectional laminates
@0 faN
) B [b Parameter Value p\\w
E; 120 | b 0, 90 0\\9
§ R Fiber orientation angle §/(°) 15, 30 , 75
;& sol 105, 5, 150, 165
e L Cutting speed V. /(m * min~!) ,o 50, 200, 250, 300
40k Cutting thickness a, /i @ 005, 0.010, 0. 015, 0.020,
[ o @ 0. 025
ol 1 1 i 1 1 Rakeangle}/o/ ) —5, 5, 15, 25, 35
0 1 2 3 4 5 6 7 o
. Relief angl 7,15
Time/s K
B 5 Bluw@ pm 10, 15, 25, 35
N
Fig.5 Cutting temperature signal Q@
O\
1.2.3 #LK ©

EARVIY) 23 B KENT-KGS-1020AH <2
BRI« I8 B 0 5 46 B0 B R 1R 0 KT
5 W12 T b B R R 3 T 5
IR S T T R = 16 B
Sl

Y111 3 BE Y 95 Bl 100~ 300 m/min, ¥ H| &
FEJGLE M 0. 005~0. 025 mm., 3 2 & CFRP i
B 4B A IR B4 96 Yy CFRP ¥
Bt R 1 T BB B N 7
IR B L F A E, S50 & BT R
W)

I 6
Fig. 6

CFRP 510 25 82 B A A B VIR0 037 38 A
Photograph of orthogonal free cutting test of

CFRP unidirectional laminates



S5 S WRET MRS A 5 DRI E A AR EL A OB TR .« 1473 -

Yo 3 TNESHEXYIEILREMNZ I
i 3.1 7IErAXYIHIERE /I
9 S ok HIAH TR A #4828 (T700 CFRP )2
AHD, MIEISE(V. =100, 200, 300 m/min, a.=
20 pm), JJHZH (=15, r.=15 pm, & NIA %
EO BT . JTRATA vo X UTEREE 1Y 520 .
MEAR . BRI E AT 7, BEAEFEAT CFRP
fil i 85 5 T ELHT A o X5 CERP Y1 H Jin T 52 il

F, %?ﬁm . 7 0—0°J7 ] 1 7, EIEIELE T 9%

B 7 CERP M2 A e A R W 0=90"J5 1A L. 4 o AT, BRI

Fig. 7 Schematic of orthogonal free cutting C O HABPARE X, BUERE T. WE S FIER
unidirectional laminates @ ﬁﬁ’][‘ﬁﬁ jE/H\: 9= Ojj[jj:

i F7E SR AT CERP B 0940/ /0, &

2 PIHIZ X U HIE E Ry TS 1A X 0 DR A B B k. B B0

8 R AHIF TS gﬁuwoo CFRP 2 W@k, tit s a@ﬁ,zfﬂﬁgkirﬁﬁ&

GO TR ZH :15"9 re=15 pm, 4 S R %@ﬁ%tﬂ(ﬁu@ 10 7R,
R J50) 10 24 % W V. MIEERE . [ 10Ca) (o> 71 Lt fa 3t BIEL ) F. (05

@

SRR r“ g A0 (©)b) A 10Cd) % T EL i fi 3¢ D14 )
=)= WL BEE VI V. R . W) & iwo K E T, RAABE 7 B8 A,
BESGRe s £ T, % V. <200 w/ \Orn B (KU b (1150 50 525 K, AT 2

i T 09 IR V. 200 m/min 25 § O;fwm, YT A B 2 W o 1 D B 3 %

S LSS <R 8(b>%ﬁﬂ Fﬁ%fﬂ% V HEE S B DT R Tt 22 34 S B
Az K. UIHIEE T. FHY 0=90°77 15 V) B I, £F 4 Wy L5 0=0"Jr
Ak, Klﬁlf?fﬁﬁﬁﬁ% 0=0, 135°2 R AEAE W 25 . A S A 2 i e e 1 T

%FRP TE 6=90°2T 4

B HEE T, 2% W 8, 0 m/m1n< WL R, PAS v, B
V<2300 m/min, 5 pm< i 1A 25 1 ﬁmm@wemﬂﬂ rJ A )
AR

SR 22 011 1 R T, Z Wit
O
JLO
350 210
Lo- m- - 0=0° - #--0=0°
300 --@-- 0=45° ’ - ---@-- =45°
LA 0=90° A 0=90°
250 L —w— 0=135 —w— 0=135
150
2 200 2
~ &~
120
150
100 or
50 1 1 1 1 1 60
100 150 200 250 300
V/(m+ min~') a/um
(a) Effects of cutting speed (b) Effects of cutting thickness

8 U T S UV SR XD ¢ 5

Fig. 8 Effects of cutting speed and cutting thickness on cutting temperature



90 | —®— J/ =300 m/min 120

70'/\\‘/* 100 F

50 L L Il 1 1 80 L 1 1 1 1
-5 5 15 25 35 -5 5 15 25 35
7o/(°) 75/(®)
() 0=90°, F -y, () 0=90°, F

P10 JJE X YT 0 69 5 e

Fig. 10  Effects of rake angle of tool on cutting force

p -
147 2 U H 5 R
220 360
g % ______ {} 310
180 %%
L ) 260 - —&— /=100 m/min
5 - Z‘ R O —4&— 1/ =200 m/min
o 10 A V=200 m/min = —&— 1/ =300 m/min
. - -0 - V=300 m/min ¢
. . 210
N ) % ........
100F  ~ BERTS COTTR 4}
~ l%l» %L 160
60 1 1 1 %- % 110 1 1 1 1 1
-5 5 15 25 35 -5 5 15 25 35
7/ () 7/
(a) 9=0° (b) 6=90°
AT o N .
o P9 T A X b R B Y 5% i @
X ig. 9 Effects of rake angle of tool on cutting temperatur@
e O
110 150
_A, - @- - /=100 m/min - @- -/ =100 m/min
. S A =200 m/min 130 Lo S AV, =200 m/min
90 |- --0- V=300 m/min = =0- ) =300 m/min
- L=
. 1HOF v
0F N0
Z X > Z Q S
= N =3 90 = \\
8 O\ N = - = e N
S0F < R I = N - o \,\\'.‘\\
oA BRE-"Ra Al 70 |- Nome
Yol A o oo
——— A e AN T oo R
| T PR — T N -
30 AT 50 "';%______g:__ A
. R B o}
A
10+ L L L 1 30 L . . . L
-5 5 15 23 35 -5 5 15 25 35
7/(%) /(%)
(a) 0=0°, F -y, (b) 0=0° F -,
150 180
—&— J/ =100 m/min
—A— =200 m/min
130 '/'\'\.___- 160 - —&— /=300 m/min
) 1ot —=m— /=100 m/min . 140 '-\'\'*'
o —&— |/ =200 m/min o=



S5 S WRET MRS A 5 DRI E A AR EL A OB TR

» 1475 -

3.2 TNEFRXIEIRENEIE

K11 2R % FHAH A A 41 B2 40 (T700 CFRP
EAHD . YIHI 28 (V. =100, 200, 300 m/min,
a.=20 pm), JJEHZH (v, =25, r.=15 pm, 4K
ARE ST JTRJE A o XUTHIR 520,

400
B o=7.0=0°
s e=15%.6=0° _
320} ‘ S8
= a="7°, 0=90° SN
L [T «=15°, 6=90° @
20} @
o % %
=
160 | é %
) % = %
0 = U
100 200 300 100 200 300
V/(m+ min~')

\\\)

O
OJJ BJG Xt b1) ¥ 6L 15 B 52 1)
Fig. Sf relief angle of tool on cutting temperature
FE 0=0°H1 0=90° W 4~ £F 4k J7 [) L, 7

JVEJE M1 (=15 T UTHIR B T #94% T/

HoJR T 5 TR 2 Y EE
X R 2 Aok B A S I

. JF A FEOINIEEZ A PR, MOxE EK .

100

24 «=7°.F,
B =15 F

80

' a=T°.F,
- [ a=15°. ,

Iz

7

60

40

20 H

_\
(]
(e}

2

(=

0 300 100 200 300

V/(m - min™)

(a) 0=0°

WIS AR B 2T 4 th T H 12 PR RE R 22 5%, I Y
[m] 5 f S AN [ 1

i F CERP 78 0=0"F1 0= 90" 4~ £F 4k Jy ] |-
14 4 SRR B AN TR . T RS JT i S BN T AR 2
[ F) 42 fol T AR AT R IX . AR 0= 07 1A I
CERP i UTHI 5 Pk 171 52 20K . BTEJ5 f o R Z )5
VAR T N et 5 9 AR s i fE 0=90°77 [ L 5#
BN o WRZIG T FTREWEN.
12 9 A4 PF T J0 2R A UTEI 7 52 0
AR, JT B AU EN 3 5 5 U R 5
Wi HA AR RIE . OIS e . TR
Jr XS CERP DI HI R EE RS2 . 525 1 3 28200 i
XEUIRYLTT F, #9520 A B2 U HIL i L
3.3 ﬂﬂﬂ]ﬂ%ﬂé@ﬂﬂﬁﬂiﬂfgm%ﬂﬂ

O

B 13 AR FA 4 %4 Kt =% (T700 CFRP
EE8D, Y (V.=100, 200, 300 m/min,
a.=20 p HBH(y, =25, «=15", &NIf1k

2) ‘@GF, JVE T RGBS A2 XTI B T

@ TR R BT S EE R @, =20 pm, A 13

O L4 e BT L 70 LB I 2 42 7. ok ) ) S Y %
Bh 20 pm 434 R BB B 2 < EIRE, )
WEE T, AEBATIIKT s 2 r, > o IRV B T
T EREKE . AL, ) B 7% 7, %

CFRP GHIN T30 5 YIS o 47 B R o

B r N a9 BRI 45 R T WID HLR E

S 7% 1, = aX@Ds th T 0 B b R
o

D

-2 a=7°.F, XN a=T7°F,
B =15 F, [ a=15°. F,
200 F
160 | N
Z I
" |
o 120 f7§ N
=
7
Wl = %
=l
o =
100 200 300 100 200 300
V/(m - min™)
(b) 6=90°

& 12 J1EJG % UTE 1 64 52 0

Fig. 12 Effects of relief angle of tool on cutting force



« 1476 -

Pt

=B #H F R

260 ~ - V,=100 m/min
A+ ) =200 m/min

=-O -y =300 m/min +

210-{) -
160 |- ,-'if”
r f'/
- 7
HoFT .. oy
I /
60 1 @ 1 1

10 15 25 35

T/C
o

7/um

(a) 0=0°

350

300

—&— J/ =100 m/min
250 | —&A— /=200 m/min

&) —®— J/ =300 m/min
e
200
l */** i %
100 1 1 1
10 15 25 35
7/um
(b) 6=90°

o~
@ Pl 13 73 T0 1l B~ e 0 AL L E A2 0
13

@{} Effects of tool cutting edge blunt radius on cuttingt@p@drc

BE o AE/NUTTR ) %g J1 R SEPRAT fk/ . J1 R

SR IR Ul D T AN RTER S =y ]
DML LEZLEIE YRS R TR N

1E

AR UTHIRE T B /N T 0= 0"J5 i LT .
AR AR N TR, Ao 2. X VARS
Rfﬂﬁ%&*‘%“ﬁ]]ﬁﬂﬁﬁ%%ﬂm&ﬂv*ﬁ@/J\@J?%E‘J
AROU T TR R 2 42, 3 B RIS i ) ) X 8

*ﬁESI{fFE‘J%%E\EE}% 52 W D) H iR
A HE 0= 9077 7] B %) 52

\"\
JI R R e A TR T, B R A8,

. PRI 22 6 0=0"T7

4 FEFEBIEIEERNR MG

Bl 14 SR FAH A U)HI 2 %0 (V. = 200 m/min,
a.=~20 pm), TJEHZ8 (y, =25, a =15, r.
15 pm, &RIAWRE) &4 T, T700 CFRP Hq
GHAE 12 ORISR 4 Jr i ff 0 (0~180°) T, &
RE T. ARk 2. vl o, 58 H 4549 4 8 Ak
FHLIE . CFRP %% & U) Hl B K P88, 78 V. =
200 m/minfYI 1 E R VIHIR B T, I %A 8 i
200 C, CFRP j& — Fh 8] Hl i B B AR ) TR 45 14
WAL

& 14 AT, CEFRP Y1l B 7E R 6] £F 48 5
WO B2 TR B T M i 45 1) Sk, 2R 4R
] Ff1 76 0~ 180 [l P4 2 2 A8 fh e U 1 il B2 T 9 3
AL . T BUE(E H BLAE 0=90"J ) I, BITE &

]

04T LRI b I . AR b @
HIBLHE T S MBEK . 5 0= 90°T% ¥ 7 T I °

220

180 F
2 a0}

100

60 1 1 1 1 1 1 1 1 1 1 1 1 1
0 45 90 135 180
0/(°)

El%ﬁﬁrﬂmﬂﬂ]ﬁﬂﬁﬁﬂ‘l%ﬂﬁﬂ
Fig. 14 @' fiber orientation angle on cutting temperature

A&LB’J T, Tk 182 T (£12°C0). T, 94k

B HEFE 0=150"J7 [/ I, R 97°C(£10 C),
HME 0=0C180) "Wy A7 Iy In] b, T. K R AEARAK
98 C(£15 C)H, YIHNRE T. & KE N fH&R/ME
2 52247 . RLO=90" T. WE{E R FLBR . 0<<90° )
JEZF A Jy 1) i T B & T 0> 90° 1Y 33 2F 4 5 1]
Wy, BIVEE A D) H % 4 AH W) A5 LR, CFRP £
T 24 75 ) B 5 7= A A v U R

TE 0<<90° By ML 4 J7 1n] -, VIHIREE T. K 0 £
(3G R EEA SR PERS KO R 7E 0> 90° 1Y 30 24F 4 Jr
Wb FERIEE 7 ik A S rmz e T. A
— AR R . 2R RS ST M 0 B9 R, T,
RS, HAEENE, X 0= 1658 Y H] ik



SCHE s S RETAEIG R AL B PR 2 B B A A D)

o 1477 -

JE T BT %48 Gl T 0 MBUE R B A, et
TR T 0>135" 2 5 RYIHIEE . VIHIEE T.
AL Z BT 1 AR s2 . B 5 DIH] & BRALHE
A, B T AR R SE PR 1 TR
R ML & A B Ar . LI s 3 b 72 £k B 1 L A 5
i S 3 AR A

R 4 W G & b CERP A4} 25 1% AL 1 o
K15 iR . M EF4EJ5 1a) /i 90°<<0<<180°H}, #k 1)
CFRP 245 M rilie 27 2 1) D5 1) CH8 1) A B0 410 4 6
5 UVHIEE By R AR, R )Y

@c Hi

F2 B 73 FLAE i DT T A7) H 2R 2
- F90

90°<0<180°

& %2000

weny Lo U
_: . \4" . e =
.8 | Bending and
%“ b & 1 breaking fibers §

(b) 0=165°

B 16 $i2F 477 1 f T CFRP B J2 4 M iU B 26 i 98 5t
Fig. 16 Cutting surface morphologies of CFRP unidirectional

laminates against-fiber orientation

AP

Delamination

PrAER . e, Shdksr Fo g b g A o J1 BT
JIiE L FoOf e 4 22 38 b7 e — A MY,
[l 77 2 0° K 90721 4t Jy ) LM%k ) F* ALY,
1E MY F K FYOBERTE - RUTEIZ B8 7 2R
N (702 I S 8 AP SN N UL B %) D VAP IR NI 1]
e i BT AT . BE JT R A F U R
WAL K, IR B T 2T 4k 1) 25 50 B A BR 2 )R A A 2

» IR AR PR ACIRYTE . fE0=

A65° IS T£F 477 1 M BORAN 5 ke A D1 25

g, BZYETE R, 22060 ) 5 EAE AR, )
BB AR ME, PR B SR T
& 16 R £F 4 75 [ f1 (0=150, 165°) F CFRP

Bending fracture
separation

B Carbon fiber
[ ] Resin matrix

Fiber pull-out

Notes: The ratio of carbon fiber and the to bematic; actual carbon fiber diameter is 6-8 pm.
f CFRP #1822 BR AL

W5ﬁﬂ'4§’
Fig. 15 Material removz sm of CFRP in against-fiber cutting relationship
— 18 4 %

S
~ ‘
FL] )22 G A B U I 2 TR =L T
AT WY HI 2 BRAL T & FHAM ., TEW LY TT

[ f 0=150° 24P
%%Mtfﬁv yi Wi

T 3% 2 5 8™ Y
E [ NN TS )3

e
§ Urajz{m%w%mﬁ;& 1T 2E 336 £F 4 )y 1]
& R 0= 165244 F . LI £F 4k 57 [y JJ B B

FEAEHINER, LR e hiri AR . ©hn TR -
F 07 28 113 WY S g/ o BT A 22 14 2 7 4 A 1 i

PR ARG G 90 114 2 THT 3 T HEL RS T2 A0 Bl 2 T 245
TKHAR, 8.5,

5 & i

KR EAAH B YIHI 8. R TR 4E 7
Il f T VIEI S 8O ] B L S 800 i 4 i i 2 &
A RHCCFRP) B pa) )2 6 A D) H I B B 52 ) B A

(1) XFUTHIE B T. 5% m % K K& S U1 H
BV YRR ac JIBRJEM o LA H B AR



« 1478 -

~r

2 = H 5 B

ro s HA RS ECS I HNR E §
ﬁﬁ%%ﬁ%/\; e XTJ‘ T Eﬁ?ﬁ
PPt r. << a. BT EA R T ALY HIE

45 e 55 DI B A2 A
WS IR a A, L0
i L

(2) VY2 N R R R B
B T 70 EL 2 SO B B 35 FE 10 5 0 LA O 7
0=0°fW AT J7 18] bt 0=90° ¥ I B J7 10 W45 55 52 5% [7]

U UYL (9 3 . CFRP b1 L EE 0 25 A
CEULEL SUEES TN EE-S B g0
RN 457 1) R 9% 5 P 4 S 0) ©
0 1 1 0 . 85 0 4 07 B

[9]
15 90 LR Y75 ) |- 35 B e K AH O°75[EJE‘J’@[
209 90°Tr [ iy —
(3) Jm JT T B4 12 s AR 8 X 1) AR NS [10]

SR R ) 2

<)
%50

M D) HI R R ok T
JEJJE'J/EVEI’J%F]
9@3”*3?/!:% mmﬂr%m%m

& JE AORL DI HLE XS 1L . CFRP J2

AR ) AR A ORE R o A v i 4 31

©

—ﬂ”fﬂ

F KBR300 °C /247 . CFRP [l i /2 —RH0) © T12]
DIVH il 5 28 A3 B /N i TR A L U\ﬁ'ﬁh
mm%ﬁﬁiﬁwmﬂrﬁwﬁﬁ@§§§s .
5% %§Q
[1] Wang R G, Wu W L, Gu@ Introduction of composite [14]
materials [ M]. Harbin: Harbin Institute of Technology
Press, 1999: 1-7 (in Chinese).
FoE, RTA, FTHE. S IM]. 1IRE: 1K/R [15]

T Talb R R . 1999 1-7.
Ye L. P, Feng P. Applications and development of fiber-rein-

forced polymer in engineering structures[J]. China Civil En Q o
gincering Journal, 2006, 39(3): 24-36 (in Chinese). % L16]
nF 5P, . FRP FE LRSS R N 5 kLT w

TR, 2006, 39(3): 24-36.

[ 3] ChenS]J. The development of advanced composite enterprises [17]
and institutions in China[]]. Hi-Tech Fiber &. Application,
2013(1): 1-11 (in Chinese).
WRAAR. wRELHEL GRS R REL]. SR A4t
SR, 2013(D ; 1-11.
[47] Chen X B. Handbook of polymer matrix composites[ M ].
Beijing: Chemical Industry Press, 2004: 50-51 (in Chinese).

PR, RE WL A B F UM dbat. 2 Tl i iR

[18]

#, 2004 50-51.

Teti R. Machining of composite materials[J]. CIRP Annals -
Manufacturing Technology, 2002, 51(2): 611-634.
Abrao A M, Faria P E, Rubio J C, et al. Drilling of fiber re-
inforced plastics: A review[]]. Journal of Materials Process-
ing Technology, 2007, 186 (1-3): 1-7

Komanduri R. Machining of fiber-reinforced composites[]J].
Machining Science and Technology, 1997, 1 (1) 113-152.
Liu DF, Tang YJ, Cong W L. A review of mechanical drill-
ing for composite laminates[ J]. Composite Structures, 2012,
94(4) . 1265-1279.

Taylor G 1, Quinney H. The latent energy remaining in a
metal after cold working[ J]. Proceedings of the Royal Society

of London. Series A, 1934, 143(849) . 307-326.

Chen X Q. Peng X N. Principles of metal cutting and ma-
chine tools[ M].
60 (in Chinese).

Bel]l@@hmese Forestry Press, 2006: 59-
N

© Beihang University, 1998 (in Chinese).
W4T 4k 5 4 kR CCFRP) &6 ) T8 AR B9 BF 5 LD,
b3 i 2 i R K 2% 1998.

ST,
e
Griffis C A, Masumura R A, Chang C 1. Ther response
of graphite epoxy composite subjected to ra @ng[]].
198 JEN©427-442.
McManus H L N, Springer G S. H

Journal of Composite Materials,

gmperature thermo-
mechanical behavior of car jolic and carbon-carbon
composites, 1. analysis[ ] @nal of Composite Materials,
1992, 26(2): 206-2 ‘

Konig W, Gra%s
ing of fibr@@ed thermosets[ ] ]. CIRP Annals-Manufac-
ogy, 1989, 38 (1). 119-124.

S, Krishnamurthy R, Malhotra S K, et al.

ality definition and assessment in drill-

Evalu-
of PCD tool performance during machining of carbon/
phenolic ablative composites[ J]. Journal of Materials Pro-
cessing Technology, 2000, 104(1-2); 53-58.

Brinksmeier E, Fangmann S, Rentsch R. Drilling of compos-
ites and resulting surface integrity[ J ]. CIRP Annals-Manu-
facturing Technology. 2011, 60(1): 57-60.

Bao Y J. The formation mechanism of disfigurements during
drilling and the high efficiency techniques of drilling C/E com-
posite[ D]. Dalian: Dalian University of Technology, 2010
(in Chinese).

B, C/E & & MR L BB B 5 05 i FL B AR [D].
Kt R#EHT R, 2010,

Shaw M C. Metal cutting principlesf M]. New York: Oxford

University Press, 2005: 16-17.



S GF o BRET ARG IR S A MR R A AR EL A Al U BRI .+ 1479 -

Test on thermal characteristics when orthogonally free machining

carbon fiber reinforced plastic unidirectional laminates

WEN Liang', JIANG Liping®, ZHANG Hongzhou®,
CAI Xiaojiang' ., AN Qinglong', CHEN Ming "'
(1. School of Mechanical Engineering, Shanghai Jiao Tong University, Shanghai 200240, China;
2. Shanghai Aircraft Manufacturing Co. . Ltd. . Shanghai 200436, China)

Abstract: In order to reveal the relationship between the c emperature in machining carbon fiber reinforced

plastic (CFRP) and the cutting factors, orthogonal o, yachining tests on CFRP unidirectional laminates were

conducted. The cutting temperature was measured JMEGA-0. 05 mm K type high sensitive thermocouple.
Discussions were made about the effects of cuttingéparameters, geometric parameters of tools and material parame-
ters on cutting temperature. The results s @

dius, in the sequence of descending,

ters on the temperature is not affey the fiber orientation angle. Unlike metal materials, the cutting temperature
Ioorientation angle. The cutting temperature cut il@@ber orientation is signifi-

O . . . .
t cutting speed, cutting thickness, relief angle of tool and blunt ra-

reat influence on cutting temperature. The influence of cutting parame-
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site fiber orientation. The maximum cutting temp e is present to the fiber

orientation angle % d the cutting temperature at the fiber orientation a 90° is 2 times of that at the fiber
orientation angle 7 The spring back of CFRP has great influence on act condition between the tool flank
and the m % surface, which will affect the cutting temperature wially. This has exacerbated the anisotropy
of th ?cmpcraturc. Moreover, the heat in the third defo zone has prominent effect on cutting temper-

Keywords: anisotropy; carbon fiber reinforced

parameters




