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The Mechanism Study of High Speed Milling of Hardened Steel

ZHA Wen — wei LIU Bi - rong
Department of Mechanical Engineering of Yancheng Institute of Technology Jiangsu Yancheng 224003 China

Abstract High speed milling can remarkably improve the productivity and machining quality and replace grinding of hardened steel

which has a speacial cutting property affecting the chip formation cutting force cutting temperature and tool life. This paper analyzes

the cutting mechanism and choice of tools in high speed milling the result of which is appliacible to actual cases.

Keywords hardened steel high speed milling cutting mechanism choice of tools



