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Finite Element Analysis and Experimental Study of Milling Process
QUAN Chonghao, WANG Min
(Beijing Key Laboratory of Advanced Manufacturing Technology, School of Mechanical Engineering and Applied
Electronics Technology, Beijing University of Technology, Beijing 100124, China)

Abstract: The three — dimensional model of end milling cutter is established by Solidworks. The milling process of machining

aluminum alloy 2A12 parts with end milling cutter is simulated by ABAQUS finite element analysis software. The simulation results

under different milling parameters are analyzed. It is found that each milling force of high—speed steel end milling cutter changes with

the change of milling depth, feed per turn and milling speed. A test is given for the miling and the simulation results are in good

agreement with the test results. Based on the empirical model of the milling force, the empirical formula for the milling force of high—

speed steel end milling cutter milling aluminum alloy 2A12 is fitted by matlab. The theoretical basis is provided for optimizing the

milling parameters and researching on the tool wear.
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