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Abstract: This study investigated the high-speed cutting performance of 7050 aluminum alloy with
prefabricated crystal orientations under dry-cutting conditions. Three specimens with different
crystal orientations were prefabricated using pre-deformations of 10, 15, and 20%, and the effects of
cutting parameters on cutting force, surface morphology, and tool wear were analyzed. The results
showed that the three-dimensional cutting force initially increased and then decreased with the in-
crease in cutting speed. In addition, the three-dimensional cutting force increased with the increase in
cutting depth and feed rate. Under the same cutting parameters, the three-dimensional cutting force of
7050 aluminum alloy was in the following order: 20% pre-deformation > 10% pre-deformation > 15%
pre-deformation. During high-speed cutting, different degrees of plowing, bulging, and sticky
chips appeared on the machined surface, and the surface morphology of the 15% pre-deformed
7050 aluminum alloy was better than that of the other two pre-deformed 7050 aluminum alloys. Dur-
ing the high-speed cutting process, tool wear mainly occurred in the forms of collapse edge, adhesion,
flaking, and breakage, and wear mechanisms were usually adhesive, diffusion, and oxidation wears.
Under the same cutting parameters, the tool wear of the 15% pre-deformed 7050 aluminum alloy
was lighter.

Keywords: aluminum alloy; crystal orientation; cutting parameters; machinability; tool wear

1. Introduction

Aluminum alloys are widely used in the aerospace industry owing to their excellent
overall performance [1–3]. Moreover, the microstructure of aluminum alloys affects their
physical properties, which in turn significantly affects their machinability [4,5]. Thus, the
study of high-speed machinability considering the microstructure of aluminum alloys
is important.

Crystal orientation affects the physical properties and the machinability of materials [6–8];
thus, the effect of the crystal orientation of materials on cutting has attracted researchers’
attention. Komanduri R et al. [9] performed cutting simulations on single-crystal aluminum
with different crystal orientations. The study focused on cutting forces, subsurface deforma-
tion, and changes in dislocations. Wang Z et al. [10] studied the cutting of polycrystalline
copper with different crystal orientations, and they analyzed the surface morphology, chip
morphology, and cutting forces. Guo X et al. [11] established a nano-cutting model of
single-crystal tungsten with different crystal orientations and explored the changes in
surface defects, cutting forces, and dislocations to reveal the formation mechanism of its
damage layer. Ding X et al. [12] conducted cutting experiments on polycrystalline Al
6061 T6 and analyzed the changes in cutting forces and surface finish of the machined
specimen. The findings showed grain size and grain orientation had considerable effects on
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the specimen machinability. Zhao M et al. [13] prefabricated four AA7075 aluminum alloys,
investigated the influence of crystal orientation on the grinding force, and established a
micro-grinding force prediction model. Ayed Y et al. [14] performed a cutting simulation
on Ti17 and investigated the effect of crystal orientation on chip formation and cutting
force evolution. In addition, the cutting process was a complex thermal-force coupling
process, accompanied by a high strain rate of plastic deformation and tool wear. The cutting
parameters and even the cutting process can inevitably change the tool wear mechanism.
As a result, the study of tool wear has attracted scholarly attention. Goel S et al. [15] imple-
mented the cutting simulation of single-crystal silicon using molecular dynamics. Their
findings showed that the crystal orientation affected the wear resistance of diamond tools.
Hao Z et al. [16] explored the tool wear morphology and mechanism of dry-cutting Inconel
718. In the study, a tool rear face wear model was established, and the model was used to
obtain optimum cutting temperature. Liu Z et al. [17] established a tool wear simulation
model for cutting titanium alloy TC4 and an empirical prediction formula for tool wear.
Sánchez J M et al. [18] studied the formation of build-up edge and build-up layers in tools
during the dry cutting of different aerospace aluminum alloys and their evolution with the
variation of machining time. Sharif A et al. [19,20] experimentally investigated the effect
of process parameters on the chip formation, burr formation, surface roughness, and tool
wear of Al6063 and Al6061-T6 and revealed the pattern of their effects. Dong G et al. [21]
investigated the tool wear morphology of diamond cutting tools during the machining
of aluminum alloys using experimental and simulation methods. The study showed that
the tool wear was the rear tool face, and diffusion and chemical wears were the wear
mechanisms. Zhang P et al. [22] investigated tool wear under conventional cutting and
ultrasonic elliptical vibration cutting (UEVC) processes. Their findings showed that UEVC
tool wear was relatively lighter.

In view of the influence of crystal orientation on the high-speed machinability of
aluminum alloy and the problems and shortcomings in the high-speed machining of
aluminum alloy, this study explores the influence of cutting parameters on the high-speed
machinability of 7050 aluminum alloy with prefabricated crystal orientation and analyzes
its influence mechanism. A schematic research plan is shown in Figure 1. Compared with
previous studies, this research is based on the study of cutting force, surface morphology,
and tool wear of 7050 aluminum alloy with a prefabricated crystal orientation. This study
can provide theoretical guidance for the aerospace manufacturing process, which is of great
significance for giving full play to the potential of material properties and promoting the
improvement of the high-speed cutting processability of materials.
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Figure 1. A schematic research plan.

2. Experimental Materials and Methods
2.1. Experimental Material Preparation and Testing

Due to its excellent properties, 7050 aluminum alloy is widely used in various fields,
especially in critical structural components in the aerospace field. The original material
used for the experiments was 7050 aluminum alloy with a chemical composition of ≤0.04%
of Cr, 1.9–2.6% of Cu, ≤0.15% of Fe, 1.9–2.6% of Mg, ≤0.10% of Mn, ≤0.12% of Si, ≤0.06%
of Ti, 5.7–6.7% of Zn, 0.08–0.15% of Zr (all in wt.%), and the remaining composition was
Al. A WDW-100 microcomputer-controlled electronic universal testing machine was used
to obtain three groups of workpiece materials (with 10, 15, and 20% compression pre-
deformation) with different crystal orientations. The crystal orientation information of
three specimens was obtained using the electronic backscatter diffraction technique. The
metallograph and crystal orientation diagram [23] and pole figure of the 7050 aluminum
alloy with a different pre-deformation are shown in Figures 2 and 3, respectively. The
adjacent areas of the 7050 aluminum alloy surface show a typical rolled organization
characterized by lamellar grains with a large boundary spacing range and different crys-
tal orientations for the three 7050 aluminum alloy specimens in the figure. The highest
density strength of 10% pre-deformed 7050 aluminum alloy was 9.83, and its texture was
mainly {112} <111> copper texture and {110} <100> Goss texture. The highest density
strength of the 15% pre-deformed 7050 aluminum alloy was 11.34, and its texture was
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mainly {112} <111> copper texture, {110} <100> Goss texture, and {001} <100> cube texture.
Compared with the 10% pre-deformed 7050 aluminum alloy, the {110} <100> Goss texture
and strength of 15% pre-deformed 7050 aluminum alloy decreased, its {112} <111> copper
texture was enhanced, and a {001} <100> cube texture was observed. The highest den-
sity strength of 20% pre-deformed 7050 aluminum alloy was 10.00, and its texture was
mainly {112} <111> copper and {110} <100> Goss. Compared with 15% pre-deformed
7050 aluminum alloy, the {110} <100> Goss texture strength and {112} <111> copper texture
strength of 20% pre-deformed 7050 aluminum alloy increased and decreased, respectively.
The different compressive pre-deformation amount makes the crystal orientation and tex-
ture of 7050 aluminum alloy different, which affects material properties and high-speed
machinability.
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Figure 2. A metallograph and crystal orientation diagram of different pre-deformed 7050 aluminum
alloy (a) 10% pre-deformation, (b) 15% pre-deformation, (c) 20% pre-deformation.

2.2. Experimental Equipment and Methods

A single-factor dry-cutting experimental scheme was set up with the following ex-
perimental variables: cutting speed, cutting depth, and feed rate. According to the actual
production needs and cutting volume manual, the cutting parameters were set as follows:
cutting speed (600, 900, 1200, 1500, and 1800 m/min), cutting depth (1.5 mm), and feed
rate (0.1 mm/z); cutting depth (0.5, 1, 1.5, 2, and 2.5 mm), cutting speed (1500 m/min),
and feed rate (0.1 mm/z); feed rate (0.025, 0.05, 0.075, 0.1, and 0.125 mm/z), cutting speed
(1500 m/min), and cutting depth (1.5 mm). The high-speed cutting test was conducted on
an MV820 CNC machining center, with a maximum spindle speed of 8000 r/min, a cutter
head diameter of 80 mm, and a blade installed on the cutter head. An APKT1604PDER-MA
H01 carbide tool with a tool fillet radius of 0.2 mm was selected. The machining method of
up milling was adopted, and the machining direction was perpendicular to the direction of
compression deformation. The three-dimensional cutting force during high-speed cutting
was tested using a YD15-111 three-dimensional force measuring instrument. The cutting
force took the maximum value of the spectrum of the force course, and three experiments
were carried out to ensure the accuracy of the data. After the specimen was machined, a
4XC optical microscope was used to examine the two-dimensional and three-dimensional
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morphology of the machined surface. The tool topography was examined using a MERLIN
compact field emission scanning electron microscope, and energy dispersive spectroscopy
(EDS) was used to examine the elemental composition of the tool surface. Figure 4 shows
the experimental and testing equipment.
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3. Results and Discussion
3.1. The Analysis of Cutting Forces
3.1.1. The Effect of Cutting Speed on the Three−Dimensional Cutting Force

Figure 5 depicts the effect of cutting speed on the three-dimensional cutting force
of 7050 aluminum alloy with different crystal orientations. The three−dimensional cut-
ting force initially increased and then decreased with the increase in cutting speed. The
Z−direction cutting force (main cutting force) of 10% pre-deformed aluminum alloy de-
creased after reaching the maximum value at 1200 m/min, while the three−dimensional
cutting force of 15% pre-deformed aluminum alloy increased to the maximum value at
1200 m/min. By comparing the three crystal orientations of 7050 aluminum alloys under
the same cutting parameters, the overall three−dimensional cutting forces of 15% pre-
deformed and 20% pre-deformed aluminum alloys were smaller and larger, respectively.
This phenomenon could be attributed to the increase in cutting speed, which enhanced the
tool cutting workpiece friction, tensile, and extrusion [4]. At the same time, the strain and
strain rate increased, thus improving the strength of the material [2] and also increasing
the cutting force, increasing the cutting speed, cutting the heat generated by too much to
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be taken away by the chip—so that as the temperature of the cutting area increased, the
material exhibited a certain thermal softening [20]—and reducing the cutting force. Further
analysis showed that the three-dimensional cutting forces of the three 7050 aluminum al-
loys were different. The differences in the cutting forces could be attributed to the different
microscopic grain distributions and crystal orientation of the materials, which led to differ-
ences in dislocation and slip motion, the interaction of grains with different orientations,
and changes in grain boundary characteristics when plastic deformation occurred in the
material during cutting [11,24]. Given these factors, the material resisted deformation
differently, corresponding to the differences in the three-dimensional cutting forces of the
material under the same cutting parameters.
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3.1.2. The Effect of Cutting Depth on Three−Dimensional Cutting Forces

Figure 6 depicts the effect of cutting depth on the three−dimensional cutting force of
7050 aluminum alloy with different crystal orientations. The three−dimensional cutting force
was positively correlated with the cutting depth to a certain extent, and the increasing trend of
cutting force in the X−direction was less than that in Y−direction and Z−direction. By com-
paring the three crystal orientations of 7050 aluminum alloys, the overall three−dimensional
cutting forces of 15% pre-deformed and 20% pre-deformed 7050 aluminum alloys were smaller
and larger, respectively. The cutting forces of 7050 aluminum alloys at different crystal orien-
tations were different under the influence of cutting depth. The differences in cutting forces
could be attributed to increased cutting depth, enhanced tool−chip and tool−workpiece
between friction and extrusion, and increased workpiece material deformation resistance.
Furthermore, when the cutting depth increased, the thickness of the cutting layer and the
heat dissipation area increased, ultimately increasing the three−dimensional cutting force.
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3.1.3. The Effect of Feed Rate on Three−Dimensional Cutting Forces

Figure 7 depicts the effect of feed rate on the three−dimensional cutting force of
7050 aluminum alloy with different crystal orientations. The three−dimensional cutting
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force positively correlated with the feed rate, and a slight variation in cutting force in
X−direction was observed compared with that in Y−direction and Z−direction. By compar-
ing the three crystal orientations of 7050 aluminum alloys, the overall three−dimensional
cutting forces of 15% pre-deformed were smaller. The analysis showed that the feed rate cor-
related with the cutting depth, and an increase in feed rate changed the volume of material
removed per cut [21], resulting in a consequent change in the cutting force, and the effect of
the feed rate on the cutting force was influenced by several factors, such as the coordination
and constraining effects between grains of different orientations, the interaction between
dislocations and grain boundaries, and the deformation of grain boundaries [24,25].
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3.2. Analysis of Surface Topography in High-Speed Machining
3.2.1. Surface Morphology at Different Cutting Speeds

Figure 8 shows the surface morphology of 7050 aluminum alloys with different crystal
orientations at different cutting speeds. At the cutting speed of 600 m/min, plowing,
bulging, and a few sticky chips were observed on the machined surface (Figure 8a). At
1200 m/min, the plowing, burr, and sticky chip on the machining surface became more vis-
ible, wave valleys and peaks were observed, and the surface flatness and quality were poor
(Figure 8b). At 1800 m/min, the plowing and bulging on the machining surface became
shallower and lower (Figure 8c), and the phenomenon of chip sticking was observed. At
600 m/min, plowing and bulging were observed on the machined surface (Figure 8d), and
at 1200 m/min, the machined surface plowing and bulging became more visible, and the
surface quality was low (Figure 8e). At 1800 m/min, the machined surface plowing and
bulging became smaller and shallower (Figure 8f), and the wave valley and peak changes
were small, with improved surface quality. The machined surface in Figure 8g had more
obvious plowing, bulging, and sticky chip, which adversely affected the quality of the
machined surface. The sticky chips on the machined surface in Figure 8h appeared in a
larger area due to the increased friction, extrusion between tool-chip and tool-workpiece,
and increased heat generated by cutting [14], which intensified chip adhesion. The sticky
chip on the machined surface reduced at 1800 mm/min (Figure 8i). By comparing the
surface morphologies of the three crystal-oriented aluminum alloys, the surface morphol-
ogy of 15% pre-deformed and 20% pre-deformed 7050 aluminum alloys was better and
poor, respectively. Because 7050 aluminum alloy is a polycrystalline material, different
compression pre-deformations produced different crystal orientations, which makes the
microstructure deformation of the machined surface significantly different, thus affecting its
elastic-plastic recovery [9,10], and making the surface morphology significantly different.
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Figure 8. The surface morphology of 7050 aluminum alloy with different crystal orientations at
different cutting speeds (a) 600 m/min (10% pre-deformed), (b) 1200 m/min (10% pre-deformed),
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3.2.2. Surface Topography at Different Cutting Depths

Figure 9 shows the surface morphology of 7050 aluminum alloy with different crystal
orientations at different cutting depths. At a smaller cutting depth of 0.5 mm, shallow
plowing and bulging, less built-up edge, and sticky chips were observed on the machined
surface (Figure 9a). As the cutting depth gradually increased, the amount of material
removed per cut increased, the cutting force and cutting heat generated increased, the
machined surfaces became uneven, and the surface quality deteriorated (Figure 9b,c). At
a low cutting depth, sticky chips were observed on the machined surface (Figure 9d),
and the whole surface was smooth. The cutting depth gradually increased to 1.5 mm.
As shown in Figure 9e, the phenomenon of plowing, bulging, and sticky chips on the
machining surface became serious, and the surface morphology worsened. When the
cutting depth increased to 2.5 mm, the phenomenon of sticky chips on the machining
surface reduced. At a high cutting speed and large cutting depth, the friction and extrusion
of the flank would deteriorate the quality of the machined surface, the depth of cut would
further increase, and the built-up edge would not be easily generated [26], thus reducing
the phenomenon of chip sticking. With the increasing cutting depths, the surface finish
became worse, and at large cutting depths, the sticky chips and surface residues increased,
resulting in poor surface topography and poor surface quality (Figure 9g–i). In addition,
the surface morphology of the 20% pre-deformed 7050 aluminum alloy was worse than
that of the other two crystal orientation 7050 aluminum alloys. Due to the difference of
crystal orientations, the generation and movement of dislocations and the limitation of
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grain boundaries during the cutting process were different [9,13], which leads to a change
in elastic-plastic deformation properties and differences in surface morphology.
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Figure 9. The surface morphology of 7050 aluminum alloy with different crystal orientations at
different cutting depths (a) 0.5 mm (10% pre-deformed), (b) 1.5 mm (10% pre-deformed), (c) 2.5 mm
(10% pre-deformed), (d) 0.5 mm (15% pre-deformed), (e) 1.5 mm (15% pre-deformed), (f) 2.5 mm
(15% pre-deformed), (g) 0.5 mm (20% pre-deformed), (h) 1.5 mm (20% pre-deformed), (i) 2.5 mm
(20% pre-deformed).

3.2.3. Surface Topography at Different Feed Rates

Figure 10 shows the surface morphology of 7050 aluminum alloys with different crystal
orientations at different feed rates. At a feed rate of 0.025 mm/z, the sticky chips, plowing,
and bulging on the machined surface were more visible (Figure 10a). As the feed rate
gradually increased, the plastic deformation of the material during the cutting process and
the heat generated by cutting increased [27]. As shown in Figure 10b,c, the surface quality
of the machined surfaces was affected by the cutting heat and tool extrusion. As the sticky
chips increased, the plowing and bulging became more pronounced, thus affecting the
surface quality. At lower feed rates, the frequent extrusion of the machined surface by the
tool would generate additional plastic deformation [28], resulting in poor surface quality.
As the feed gradually increased, the machined surface residue increased, the sticky chips
became pronounced, the machined surface became rough, and the surface quality gradually
deteriorated (Figure 10d–f). At feed rates of 0.025 and 0.075 mm/z, plowing, bulging, and
sticky chips were observed on the machined surfaces (Figure 10g,h). When the feed rate
was increased to 0.125 mm/z, the surface residue on the machined surface increased and a
large area of sticky chips occurred, resulting in poor surface morphology and poor surface
quality. In addition, the surface morphology of 20% pre-deformed 7050 aluminum alloy
was worse than that of 10% pre-deformed and 15% pre-deformed 7050 aluminum alloy.
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Figure 10. The surface morphology of 7050 aluminum alloy with different crystal orientations
at different feed rates (a) 0.025 mm (10% pre-deformed), (b) 0.075 mm/z(10% pre-deformed),
(c) 0.125 mm/z (10% pre-deformed), (d) 0.025 mm (15% pre-deformed), (e) 0.075 mm/z (15% pre-
deformed), (f) 0.125 mm/z (15% pre-deformed), (g) 0.025 mm (20% pre-deformed), (h) 0.075 mm/z
(20% pre-deformed), (i) 0.125 mm/z (20% pre-deformed).

3.3. Analysis of Tool Wear in High-Speed Cutting
3.3.1. Tool Wear at Different Cutting Speeds

Figure 11 depicts the SEM and EDS images of the tool wear of 7050 aluminum alloy
with different crystal orientations at different cutting speeds. The red framed area in the
figure shows the EDS analysis area. At the cutting speed of 1200 m/min, the tool tip
position of the cutting tool was severely worn (Figure 11a), the tool had a micro-collapse
edge and flaking phenomenon, the built-up-edge formation occurred on the front tool
surface, and the sticky chip existed on the rear tool surface. The chips were easily bonded
to the tool surface, which produced adhesive wear. At the cutting speed of 1800 m/min,
the tool surface showed a collapse edge, sticky chips, and adhesive layer (Figure 11b),
which was attributed to the increase in cutting heat generated by high-speed cutting. As a
result, the chips became molten and bonded on the tool surface and continuously extruded
and accumulated under the action of cutting force to form an adhesive layer [19,29]. The
elements at the wear site were Al, Mg, Zn, C, W, and O, and the wear mechanisms were
mainly adhesive and oxidation wears. Collapse edge and sticky chips were observed on the
tool surface (Figure 11c). However, EDS detected Al and Mg without Co. The Co element
in the tool matrix that played a bonding role diffused, and the elements on the tool surface
were oxidized at high temperatures. Thus, the wear mechanism was mainly adhesive,
diffusion, and oxidation wears. Collapse edges, sticky chips, and adhesive layers were
observed on the tool surface (Figure 11d), and the wear was weakened compared with that
of the tool shown in Figure 11c. The content of O and Al was high among the elements,
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indicating that in the process of high-temperature cutting, the element O in the air reacted
with the elements in the tool. Thus, the main wear mechanisms were adhesive, diffusion
and oxidation wears. As shown in Figure 11e, the tool had a collapse edge, sticky chips,
and severe breakage. Compared with Figure 11a,c, the wear was more serious. The content
of O and Al elements at the wear position of the tool tip was low; the wear mechanism was
mainly adhesive wear. As shown in Figure 11f, collapse edges, large flaking, and sticky
chips were observed on the tool surface. The contents of Al, Mg, and O were high; thus,
the wear mechanisms were mainly diffusion and oxidation wear. By comparing the tool
wear of three 7050 aluminum alloys at different cutting speeds, the tool wear of the crystal
orientation (15% pre-deformed aluminum alloy) was lighter. Because the different crystal
orientations of aluminum alloy affected the slip, a deformation of the surface grains and the
slip friction state between the tool and chip occurred [9,10]. Differences in the interaction
between the grains and grain boundaries of different orientations were observed, and the
combined effect of all factors led to a difference in tool wear.
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Figure 11. The SEM and EDS images of tool wear of 7050 aluminum alloy with different crys-
tal orientations at different cutting speeds (a) 1200 m/min (10% pre-deformed), (b) 1800 m/min
(10% pre-deformed), (c) 1200 m/min (15% pre-deformed), (d) 1800 m/min (15% pre-deformed),
(e) 1200 m/min (20% pre-deformed), (f) 1800 m/min (20% pre-deformed).

3.3.2. Tool Wear at Different Cutting Depths

Figure 12 depicts the SEM and EDS images of the tool wear of 7050 aluminum alloy
with different crystal orientations at different cutting depths. The red framed area in the
figure shows the EDS analysis area. At the cutting depth of 1 mm, the surface of the tool
had a collapse edge and more sticky chips (Figure 12a), and the contents of O and Al
elements were high; thus, the tool wear mechanisms were adhesive and oxidation wears.
At the cutting depth of 2 mm, the surface of the tool showed collapse edge, flaking, and
large adhesion at the surface of tool (Figure 12b), and the wear mechanisms were diffusion
and oxidation wear. Collapse edge and sticky chips were observed on the surface of the
tool (Figure 12c). The content of W was the highest, and the tool wear mechanisms were
mainly adhesive and oxidation wears. Collapse edge, sticky chips, and adhesive layers
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appeared on the tool surface (Figure 12d), which were more severely worn and damaged
than those on the tool surface shown in Figure 12c. The contents of W and Co elements
were low. Thus, the wear mechanisms were adhesive and diffusion wears. Collapse edge,
grooves, and sticky chips appeared on the surface of the tool (Figure 12e), because the
“high temperature” sticky chip continuously scraped the “cold” cutting edge [30], thus
forming the groove, and the tool wear mechanism was mainly adhesive wear. The surface
of the tool showed more severe breakage and sticky chips (Figure 11f). The content of O
and Al elements were relatively higher. Thus, the wear mechanisms were mainly adhesive,
diffusion, and oxidation wears. By comparing the tool wear of three different crystal
orientations of 7050 aluminum alloys at different cutting depths, the tool wear of 15%
pre-deformed 7050 aluminum alloy was lighter.
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Figure 12. The SEM and EDS images of the tool wear of 7050 aluminum alloy with different crystal
orientations at different cutting depths (a) 1 mm (10% pre-deformed), (b) 2 mm (10% pre-deformed),
(c) 1 mm (15% pre-deformed), (d) 2 mm (15% pre-deformed), (e) 1 mm (20% pre-deformed), (f) 2 mm
(20% pre-deformed).

3.3.3. Tool Wear at Different Feed Rates

Figure 13 depicts the SEM and EDS images of the tool wear of 7050 aluminum alloy
with different crystal orientations at different feed rates. The red framed area in the figure
shows the EDS analysis area. At the feed rate of 0.05 mm/z, collapse edge, and numerous
sticky chips appeared on the front and rear surfaces (Figure 13a). The EDS analysis result
showed that the contents of O and Al elements were higher, indicating that the tool wear
mechanisms were adhesive wear and oxidation wear. At the feed rate of 0.1 mm/z, a
collapse edge, sticky chips, and an adhesive layer were observed on the surface of the
tool (Figure 13b), which were more severe than those on the surface shown in Figure 13a.
The friction and extrusion between the tool and the workpiece generated cutting heat,
which reduced the fatigue strength of the tool and led to a collapse edge, and the wear
mechanisms were adhesive and oxidation wears. The tool shown in Figure 13c shows a
collapse edge and sticky chips. According to EDS analysis, the main elements at the wear
site were W, C, Al, Mg, and O, and no Co element was detected, indicating that the wear
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mechanisms were adhesive, diffusion, and oxidation wears. The tool in Figure 13d shows
a micro-collapse edge, sticky chips, and a larger adhesive layer on the tool surface. The
EDS analysis showed that the content of O elements was higher, and oxidation was severe.
Thus, the tool wear mechanisms were adhesive and oxidation wears. The crater wear on
the rake face and sticky chips on both the front and rear rake faces are in Figure 13e. The
workpiece and tool materials were cold-welded, and the relative movement caused the
surface material of the rake surface to tear, forming crescent wear. The elements contents of
O and Al in the crater wear were relatively higher; thus, the wear mechanisms of the tool
were adhesive, diffusion, and oxidation wears. The tool in Figure 13f showed crater wear
and collapse edge, and sticky chips appear on the front and rear tool surfaces. After the tool
was in contact with the chip during high-speed cutting, thermal softening occurred in the
contact area under high temperature and high pressure. The tool material was bonded to
the chip and flowed out with the chip, resulting in crater wear [29]. The main elements of
crater wear were W, C, Al, Mg, and O, among which the contents of O and Al were higher,
and the wear mechanisms were adhesive, oxidation, and diffusion wears. By comparing
the tool wear of three 7050 aluminum alloys at different feed rates, the tool wear of 15%
pre-deformed 7050 aluminum alloy was lighter.
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Figure 13. The SEM and EDS images of the tool wear of 7050 aluminum alloy with different crystal
orientations at different feed rates (a) 0.05 mm/z (10% pre-deformed), (b) 0.1 mm/z (10% pre-
deformed), (c) 0.05 mm/z (15% pre-deformed), (d) 0.1 mm/z (15% pre-deformed), (e) 0.05 mm/z
(20% pre-deformed), (f) 0.1 mm/z (20% pre-deformed).

4. Conclusions

The three−dimensional cutting force of 7050 aluminum alloy with prefabricated crystal
orientation initially increased and then decreased with the increase in cutting speed. At a
cutting speed of 1800 m/min, the three−dimensional cutting force of 15% pre-deformed
aluminum alloy was 90.8%, 96.5%, and 85.6% of a 20% pre-deformed aluminum alloy.

Under different cutting parameters, different crystal orientations of 7050 aluminum
alloy machining surfaces showed different degrees of plowing, bulging, built-up edge
adhesion, sticky chips, and other phenomena. By comparing the surface topography of
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the three aluminum alloys, the surface topography of a 15% pre-deformed aluminum alloy
was better than that of 10 and 20% pre-deformed aluminum alloys.

During the high-speed cutting process of the 7050 aluminum alloy, the wear mecha-
nisms were adhesive, diffusion, and oxidation wears; meanwhile, tool wear was improved
with increasing cutting speed. Under the same cutting parameters, 15% pre-deformed
aluminum alloy tool wear was lighter.

Future research should consider the effects of tool parameters and the cutting envi-
ronment, as well as establish finite element models to deeply analyze the machinability of
aluminum alloys with a prefabricated crystal orientation from a microscopic perspective.
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