DOI:10.16080/j.issn1671-833x.2010.01.003

'ﬁl, N, \/\ »
RESEARCH %*lbi

BRELGE T S5 H 2 B0 R B < B AR T e MR S

Effect of Ball-End Milling Structural Parameters on Surface Integrity for Titanium Alloy Milling
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[ABSTRACT] Aiming at milling TC17 titanium al-
loy materials with carbide ball-end mill, effects of different
ball-end cutter structural parameters on surface roughness,
surface morphology, residual stress and micro-organiza-
tions are studied. The results show that when the rake y,
=8°, flank a,=12° and helix angle $=35°, the best surface
integrity for test pieces can be obtained. The surface rough-
ness is about 0.40um, the residual compressive stress in x
direction is 324MPa, the residual compressive stress in y
direction is 218MPa. And surface integrity doesn’t obri-
ously change.
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Fig.2 Varition of roughness with

tool structural parameters
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Fig4  Varition of residual stress with tool
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