%*iﬁi RESEARCH

TIEWIEX KA S EMEEIN TR

k
A

Influence of Cutting Tool Stiffness on Milling Deformation of Titanium Alloy Super-Thin-Wall

MAE MR R Abe FRHE  F X

LKLY % KL A E £

[(FHE] RSB GEME M T TR K
FRIGFHE T M TR EH B, A THER T EH
FRAEA 5 el LRIk, BF R AT T 71 AR A4S
B TEM B My e L% ) B R R m AL B R
38 3 2 Pl oA R 77 Bk B 4k A4 AR S ) BE 4E MY Bt 44
I T RSP R AR A BRI ) ) B LA B e
77 B R ST VA AP E AR B S5 A 04 e T R R
EERE

XA SkEE BELEH TJANE MITET
b2

[ABSTRACT]

tion of milling titanium alloy super-thin-wall and obtain

The goal is to control the deforma-

excellent finished surface. Based on theorically analysis
and confirming the experiment result, when milling the
titanium alloy super-thin-wall, much attention is payed
on the influence of the tool stiffness on the whole process
stiffness. Two cutting tools with different stiffnesses are
used in the experiments, and the machining accuracy, the
quality of the finished surface and the cutting force are
compromised. The result of the research indicates that,
if the stiffness of the cutting tool is increased in a certain
scale, the whole process stiffness is better, and the machin-
ing accuracy and surface quality could be improved.
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Fig.1 Original and machined sizes of thin-wall part
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Fig.2 Method of measuring on three coordinate machine
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Fig.3 Processing thickness comparison of thin-wall parts 1, 2
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Fig.4 Processing thickness comparison of thin-wall part 1 at
different position
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Fig.5 Processing line comparison of thin-wall parts
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Fig.6 Comparison of cutting force
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