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A Review of Milling Force Prediction on High—hardness Alloys
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Abstract ; High—hardness alloys are widely used in various fields because of their high specific strength, excellent corrosion resistance
and heat resistance. However, due to the low thermal conductivity, small elastic modulus, large cutting force per unit area and tool-
chip contact area, the machining process becomes a difficulty and hot spot in the process of practical processing. From the different

machining mechanisms of traditional milling and micro-milling, this paper discusses the modeling of milling force of difficult materials,
describes the effect of force coefficient, milling speed, cutting edge arc radius, tool run—-out and flexible deformation on the milling force
prediction and analyes, the hot and difficult points and the problems existing in the present modelling of the milling force.

Keywords ; high—hardness alloy; milling force model; micro-milling; high—-speed machining; cutting force coefficient.
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