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Influence Analysis of Cutting Parameters on Cutting Temperature of Micromilling

Based on Deform
HAN Xianlong
( Engineering Training Center, Beihua University, Jilin 132013, China)
Abstract: To further understand the influence of cutting process on temperature, Deform simulation platform was applied to
simulation analysis on the influence of cutting parameters on cutting force and at cutting temperature. The tool, built through UG
software, was imported into ABAQUS to complete the modeling process.The simulation results show that the cutting temperature of
micro—milling is the highest at the cutting surface at which the friction is the highest. At the highest temperature ,where the workpiece
is formed within the cutting depth range of 0.01 ~0.05mm, the increase of spindle speed leads to a monotonic increase at the
maximum cutting temperature, and the gradual feed speed increase brings about the change rule of increasing first and decreasing

later in the maximum cutting temperature with the maximum occuring at the feed speed of 20mm/min.
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