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Influence of Tooth Number on Residual Stress of
Thin-ribbed 7050 Aluminum Alloy Part
Weng Xiaofei, Yang Yinfei,Fu Yong,Lan Hui,Huang Zhiping, Li Liang

Abstract: Through employing the same edge parameter and cutting condition, the experiments on the high-speed mill-
ing of thin-ribbed 7050 aluminum alloy parts with different end mill diameters and tooth numbers are carried out. The sur-
face residual stress is measured by X-ray diffraction method. The results show that tensile residual stress is produced with a
two-tooth tool while the compressive stress is produced with a three-tooth tool. The stress fluctuation is smaller with a smal-

ler tool edge run out. With the increase of the cutting speed, the residual stress will be increased and the residual stress
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tends to shift toward the tensile stress.
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