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Fig.1 Milling cutter with fir—slot
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Fig.2 Special milling cutter for Al alloy
processing
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Research Status and Development Trend of High Performance Machining Tools

HE Xudong', MING Weiwei', JING Lulu’, AN Qinglong', CHEN Ming'
(1. School of Mechanical Engineering, Shanghai Jiao Tong University, Shanghai 200240, China;

2. School of Mechanical Engineering, University of Shanghai for Science and Technology, Shanghai 200093, China)

[ABSTRACT]

In recent years, high performance machining technology has been paid more attention and widely used

in the acrospace industry because of its characteristics of high efficiency, high quality and low energy-consumption, which

includes processing machines, machining tools and processing technology. This paper mainly studies the high efficiency

machining tools, respectively from tool materials, structure design and coating technology, and carries out corresponding

exploration of machining tool development trend combining with the requirements of environment-friendly and high intel-

ligence.

Keywords: High performance machining; Tool material; Tool structure design; Coating technology; Green environmental

protection
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