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Experimental Study on Tool Wear in High Feed Milling of Titanium Alloy TC21
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[ABSTRACT]
analysis and micro-analysis method in high feed milling
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Tool wears are studied with macro-

of titanium alloy TC21. From the macro-analysis, it can
be seen that tool wears in rake face and flank face are not
uniform and the serious worn area is near the maximum
cutting depth. From the micro-analysis, much attached tita-
nium alloy, cracks with different distance between adjacent
ones and breakage are found in both faces.
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Fig.1 Effect of cutting length on tool wear
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Fig.2 Diagram of high feed milling
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Fig.3 Micro morphology of cutting tool at original state
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Fig.4 Micromorphology of cutting tool after eating off attached
titanium alloy
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Fig.5 Breakage morphology of cutting tool
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Fig.4 Bottom meta—feature sequencing
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