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Experimental on Milling of PEEK Material
Li Yang', Cheng Xiang', Duan Shengfu®, Liu Yuanyong"; Zheng Guangming*
(1. School of Mechanical Engineering, Shandong University of Technology; Zibo 255000, China ;

2. Department of Logistics Supply, Central Hospital of Zibo; Zibo 255000, China)

Abstract : The single factor and orthogonal milling. tests were carried out for the high efficiency milling of polyether ether

ketone (PEEK), an artificial bone replacement material with great potential.. The relationship between parameters and milling force

is analyzed by single factor milling test. Then, based on the method of range analysis and variance analysis, the influence of milling

parameters on milling force is determined. The results show that the milling force increases with the increase of three key milling

parameters. The influences of the three key milling parameters on the milling force are radial depth of cut, axial depth of cut, and

feed per tooth. After analysis and optimization, when radial depth of cut is 0.5 mm, axial depth of cutis 1.1 mm, and feed per tooth

is 0.08 mm/z, the minimum milling force can be obtained. Using the optimal parameter combination, the sample was milled, and

the machining quality reached the expected effect.

Keywords : polyether ether ketone ; milling force ; orthogonal experiment ; range analysis ; variance analysis
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