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Fig. 1 The sketch map of peripheral milling
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Fig. 2 Change of cutter engagement angle
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Fig. 3 Graphic expression of constant cutting

force allowance scheduling
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Fig.4 Results of the allowance scheduling
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Fig. 6 Comparison of Fyy
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Fig.8 Example of CPA scheduling
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Fig. 9 Example of constant force allowance scheduling
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An allowance scheduling strategy for cutting
force regulation in peripheral milling

WEI Zhao-cheng. WANG Min-jie”, MA Ri-guang

( Key Laboratory for Precision & Non-traditional Machining Technology of Ministry of Education,
Dalian University of Technology, Dalian 116024, China )

Abstract: A new allowance scheduling strategy is presented, which can maintain a steady-state
cutting in peripheral milling. Firstly, the cutter engagement angle is confirmed as the most dominant
factor for cutting force in peripheral milling by analyzing the cutting force models reported in
literatures. Then, the allowance, material to be removed in the next process, is modified such that
the cutter engagement angle along the next path is regulated at a desired level. The possible influences
on machining process by applying this strategy are also discussed. The improvement of cutting force

stability by applying the new allowance scheduling strategy is experimentally validated.

Key words: allowance scheduling; constant engagement angle; cutting force; high-speed cutting



