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Vibration Experiment and Analysis of Large Diameter Internal Thread in Milling
Zhang Yingying, Jin Chengzhe , Wu Peng

Abstract: Through milling machining large diameter internal thread experiment, the influence of cutting speed, feed
per tooth and overhang length of tool rod on vibration in milling of large diameter internal thread is studied quantitatively.
Orthogonal experiment is used,carbide thread milling cutter is used to process the internal thread of 45 steel seamless steel
tube, the vibration response of cutting under different technological parameters is experimented ,through three-way dynamic
piezoelectric plate dynamometer and dynamic signal acquisition system,the vibration acceleration and cutting force signal
are processed and analyzed by DynoWare analysis software. The machining efficiency of milling large diameter internal
threads can increase the cutting speed in a reasonable range. When milling large diameter internal threads, try to select a

smaller feed per tooth to improve the stability of the tool-spindle system. When milling large diameter internal threads, the

shorter overhang length of the tool rod is selected to improve the machining stability.

Keywords: internal thread ; milling; orthogonal experiment;vibration analysis
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