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Experimental Research on Surface Integrity of TB6 Titanium Alloy
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[ABSTRACT]

rameters, the influences of milling parameters on the sur-

By selecting the three arrays of pa-

face integrity (work hardening, residual stress and surface
roughness) of TB6 are studied and the conclusion is made.
The surface roughness (R,) is lower when the milling ve-
locity (V,) is lower than 40m/min or higher than 100m/
min. The feeding rate (f,) is the key parameter that influ-
ences R,. When it increases from 0.04mm/z to 0.12mm/z,
R, raises to 0.45um. With the increaseing of V, the harden-
ing rate decreases, while the hardening depth stays stable
at first and becomes smaller then. The work hardening rate
is increasing with the increaseing of f, while the changes of
a, show no obvious impact on work hardening rate. Dur-
ing the milling process of TB6, compression stress occurs
in the milled face, which indicates that the pressing of tool
influences the most when residual stress appears.
Keywords: TB6 Surface intergrity Work harden-
ing rate Residual stress Surface roughness
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Fig.1 Influence of cutting parameters on roughness
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