- HUHIE - X HX

Nzl

’%; . ha A A35T $é|]7]ﬂll’f*ﬁ@/§l}?gi%m%

DOI:10.19344/j.cnki.issn1671-5276.2022.03.009

EAEE AT EEHMIIHREEEHTR

RE B, BRA S, A KEE?
(1. MEXFE M SIEH TIEFR, ¥ K 410082;
2. MEMAREA T BRAT,BE Bkl 412002)

W OE AT E N e TSR TR @R R AN B Ak i 0 9 T AR
U S48 A4 A3ST B9 = Y dudil4r AR A il it by W) 45 A AT AR B R Rl du ik B A bR T
HIME@RES AL, ZH—FATEN ISR EALEN T IR T RENEBE
B Bd AN E% FR TR R IR @ RE TSR, SREAW i AR T
DA BTN DA R FRBE, A —F oW m T TR T2 R & T m T AT R TR

BERYE,

KGR 4862 A3ST; Wil 7 ALAL; TARR @B MR R % £l de T

FE 5K S . THI64 XEkFRER B

XEHS1671-5276(2022) 03-0031-03

Study of Temperature Field on Workpiece Surface in Turning Process of

Aluminum Alloy A357
WU Yongwen', SHENG Bo®, WANG Fulin', HU Zhongxun', XU Zhou®, ZHU Zhaoxia
(1. College of Mechanical and Vehicle Engineering, Hunan University, Changsha 410082, China;
2. AECC South Industry Limited Company, Zhuzhou 412002, China)
Abstract: To overcome the difficulty in precisely measuring and controlling the surface temperature of workpiece during turning
process, the orthogonal cutting simulation model of the machining process of aluminum alloy A357 was established based on the
finite element software. Through analysis on the cutting simulation model, the distribution law of the workpiece surface temperature

field under different cutting speeds and cutting depths is obtained. An experimental setup is designed for online measurement of the
workpiece surface temperature during the turning process. The variation trend of the workpiece surface temperature is verified
through the turning experiment. The research results show that the cutting model can effectively predict the surface temperature of
the workpiece, which can provide a reference for further analysis of workpiece size deviation in finishing process and improve

workpiece surface quality.
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R IE S8 YGS BE € A357
HEL/N =4 0.22 0.33
YRR/ GPa 610 790
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B/ (kg/m?) 14 700 2 680
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