48

T A fR

WA EREEFESRBH R

g']‘ﬁk;é_ ’ 7)?—%#%, ’ %ﬁjﬁﬂﬂ ’ W jk-”]‘ ’ ZVE
AR PR TR

E: ARy — M E A RN RS I 2 S B e BRI A ™ A i B R e B
IR . A R MR e A 1B R 32 HTAE BROT e #/F DEFORM X Gl 40 4 I AS 55 8RR 9 56
SRED R Cb i DR Rt BEAS ERhA% 8 AR m DD AT A IROG B, A5 T BRI R /MR BE I 22, 5F
AT AN BRI B0 UE T AT BROG /Ml SR AR S A B U A BR OGO AT LUAS AkdE S BRI, A T A I

REEIR : ABEH s BA BEHI A RO

FE S S TG547;TH162;TP391.9 XERFRERD: A

Simulation and Experiment Investigation of Burr Width in Micro Milling
Sun Qiulian, Cheng Xiang,Zheng Guangming,Tian Yebing, Wang Fei

Abstract: The micro milling is an important process for machining miniaturized parts, but the burrs generated in
process can seriously affect the machining quality and efficiency. In order to reduce the burr size,the key milling parameters
such as axial depth of cut,feed engagement,spindle speed and radial depth of cut are firstly studied by the finite element
simulation software DEFORM to get the optimal parameters for the minimal burr size in micro milling stainless steel. Then,
the micro milling experiment is carried out, the correctness and rationality of the simulation results are authenticated. The

simulation method can effectively guide the actual experimental machining,so as to decrease the experiment cost and en-

hance the efficiency.
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