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Research and Application of Measurement Technology About Milling Tool of TB6 Titanium Alloy
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[ABSTRACT] With the experimental method of
the relative wear rate, a tool wear evaluation experiment is
conducted. According to the cutting process, the conclu-
sion is made: the tool wear was about 0.1lmm when it cuts
a little, and this will decrease to nearly 0.05mm gradually
when the cutting distance arrive to 1000mm. And the tool
wear would increase again if the cutting distance goes
on rising. In addition, after comparing a variety of tools
from different manufactures the conclusion was made that
among these tools the tool wear of Widia was the least,
when removing the same volume of TB6.
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Fig.3 Curve of relative wear rate
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Fig.4 Geometry relationship between the radial
wear and flank wear
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Fig5 Experiment data processing
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Fig.6 Widia tool and the machined pieces
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Fig.7 State of Widia tool before and after milling
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Fig.12 M.A.Ford tool and the machined pieces
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Fig.8 Finite element model of Wingbox
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