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Matching Between YG Tools and 7050 Aluminum Alloy

LIU Bingchang
(School of Mechanical Engineering, Weifang University of Science and Technology, Weifang 262700)

Abstract

In order to explore the matching performance between YG tool and 7050 aluminum alloy.In this pa-

per,7050 aluminum alloy was selected as the research object. Two kinds of cutting tools for cutting test were YG3 and

YG6.The test results show that the value of cutting force and surface roughness of YG3 tools is higher than that of YG6

tools; The cutting surface topography of YG6 tool is better than YG3 tool.It shows that performance matching of YG6

is better between tool and 7050 aluminum alloy than that of YG3.
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Tab.1 Chemical composition of 7055 Al alloy wt%

Zn Mg Cu Zr Fe Si Cr Mn Al

7.76  1.94 235 0.12 0.061 0.055 0.005 0.008 #AxiE
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Tab.2 Single factor experiment of milling speed

. BEMIHE, YIRS biiitaoncivg Eetiik 3
i m-min”! mm mm-z"! remin~!

1* 300 2 0.1 955

2# 600 2 0.1 1910

3* 900 2 0.1 2866

4* 1200 2 0.1 3821

5% 1500 2 0.1 4777

6" 1800 2 0.1 5732
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Fig.1 Effects of milling speed on cutting forces and
surface roughness
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Fig.2 2D Surface morphology of different milling speed
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Fig.3  Surface morphology under different environment at the same speed
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Fig.4 Effects of milling speed on cutting forces
and surface roughness
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Fig.5 2D Surface morphology of different milling speed
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Fig.6  Surface morphology under different environment at the same speed

RIS R T 0 T A e LR Y R B
X, K3 KA 6 [FE T =42 mEN, e — &Ll
Eih YGo JIEYITHIIM TR AEE S 88T YG3 JJ
HAy, R aT LIAR YG6 J1H 5 7050 #3544 T 1FE
ARG s YD N T VSR RE
3 &g

(1)YG3 JIHAIE] 7050 554 4 VI 71 Fin 2
FELBE BE B8 = T YG6 J1 BT 7050 44 .

(2)YG3 JJEHIIHIM TR IS YCo J1HY)
HIIN T T JE S A e B R 2550, U YGe JJ B 5
7050 £5 &4 BA AR VEEC M fE

S Z 3k

(1] XL, 0, S0 . 2 B 4 B 1 B 11 A5 T
TR J]. THRF AR 2014(5) :20-23.

[2] 0, WkiB 4 Sk ERE. 7055 F84 4 m B T R 58
PR 57 A s [ )], MUMERE S HR ,2015(6) 1872
876.

[3] RCBEBK  RTWObR  RERR. L2 554 48800 n T i)
H 1 I EEA IS [ ], fias 244k, 2006 (4) . 724-727.

[4] AZE. 544 7050-T7451 Bebl sl m T2 & 2 m 5¢
PR D] ILZR K2, 2010.

(5] FEF5H, 302% , X R, 45 i sl s TAas 5 a4
7050-T7451 FYIFABRIBESE[T]. o EALIK T ,2007(02) .
220-224.

[6] PATURI,SHASTRI,BOEGMAN et al.Three-dimension-

FRM R T Z http : //www.yhelgy.com 2016 4F 553 44

al simulation of lake ontario north-shore hydrodynamics and con-
taminant transport [ J ] .Journal of Hydraulic Engineering, 2015,
141(3).

[7] KETABCHI M, MOHAMMADI H,IZADI M. Finite-ele-
ment simulation and experimental investigation of isothermal back-
ward extrusion of 7075 Al alloy[ J ]. Arabian Journal for Science
and Engineering,2012,37(1) . 112-116.

[8] KING P L, VAUGHN R L. A synaptic view of high-
speed machining from salmon to the present[ J].High Speed Ma-
chining. ASME ;1984 ;1-13.

[9] UMA MAHESHWERA REDDY PATURI, SURESH
KUMAR REDDY NARALA, RAJDEEP SINGH PUNDIR. Consti-
tutive flow stress formulation, model validation and FE cutting
simulation for AA7075-T6 aluminum alloy[ J ]. Materials Science
and Engineering, A ,2014,605(4) ;176-185.

[10] EMEL, FE455F, TAM, 55 5T EL
GRS B A FEE AT [1]. V4% TRER =254, 2011, 2
(8):163-167.

(1] B8 3. TC4 SR < iy V) HIl A 2R TPRLAE 12 5 D) I
JISEBREE[ D] RIEH TR ,2013.

(127 XUJRL, BRI, X045, 45, AZ91D B4 4x (¥ T i T 4%
RELT]. HLAR TREATRE,2013,36(7) :25-27.

[13] EHOL, s2 AR, BOME, 5. QR BE G % B 2 B 05
P ERVERE[ 1], SRR 5 T, 2011 (5) : 101 -
104.



	2016年第3期大样

