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Experimental Study on Cutting Characteristics of 7075 Aluminum
Alloy Part with Thin Wall
Liu Qimeng, Xu Jinkai, Yu Huadong, Yu Zhanjiang,Li Yiquan

Abstract: Through investigating the deformation,residual stress,surface quality and burrs of the 7075 aluminum alloy
specimen , the experimental study on the milling characteristics of thin-walled parts with weak rigidity are carried out. The
test results show that there exist burrs and chip adhesion at part edges when milling in and out. Under the same cutting con-
dition, with the decrease of the wall thickness,the deformation increases. With the increase of the cutting speed , the deform-
ation also are decreased,the burrs and chip adhesion are reduced,can’t be completely eradicated. With the increase of the
feed rate,the deformation increases, and the burrs and edge rolls become more obvious. With the increase of the cutting

depth, the deformation is increased, the burrs become more obvious. Among the three cutting parameters, the deformation
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can be affected most by the cutting depth.
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