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Research on Surface Quality of Precise Vibrating Electrochemical Machining on TiAl Alloy
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[ABSTRACT] Electrochemical Machining is useful
to solve the problem of how to machine titanium aluminide
alloys,and precise vibrating electrochemical machining
can get high accuracy and good surface quality. A series
of experiments using this machining method is performed
on titanium aluminide alloys. Machining experiments are
carried out and the results show that as machining current
density increases, the surface roughness decreases. With
the increases of the pulse frequency, the surface roughness
first decreases and then almost remains unchanged. After
optimizing parameters,there is no intergranular corrosion
in optical microscope.
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Fig.1 Current density—surface roughness curve for
electrochemical machining
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Fig.2 Pulse frequency-surface roughness curve for
electrochemical machining
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Fig.3 Machining current in one pulse during
electrochemical machining
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