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Experimental Study of Cutting Forces in High Speed Milling of Aluminum-Lithium Alloy
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[ABSTRACT] An experimental study of influence
of the cutting parameters including cutting speed and feed
per tooth on the cutting forces in high speed peripheral
milling of new aeronautical material Aluminum-Lithium
alloy is presented. Meanwhile, contrast experiments of
cutting forces in high speed milling of Aluminum-Lithium
alloy, 7085, 6061 and Lyl2 are carried out. The experi-
mental results show that the cutting forces increase linearly
as the feed per tooth increases. However, as the cutting
speed increases, the cutting forces increase firstly and then
decrease; In addition, the changing rules of cutting forces
in milling of Aluminum-Lithium alloy, 7085, 6061 and
Lyl12 are similar and the numerical sizes of cutting forces
are close.
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Influence of cutting speed on cutting forces
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Fig.3 Influence of feed per tooth on cutting forces
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