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Study on Ultrasonic Vibration Drilling of Titanium Alloy
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[ABSTRACT]

ic vibration drilling of titanium alloy, process parameters’

For studying properties of ultrason-

influence on cutting force is analyzed to guide its selec-
tion of process parameters, ultrasonic vibration drilling of
titanium alloy orthogonal test is designed. The test results
show ultrasonic vibration cutting force decreases with the
drill end amplitude’s increasing, and the change laws on
cutting speed, feed rate and drill angle are similar to ordi-
nary drilling, but the rate greater; adopting small corner
bit, large bit amplitude and feed rate properly, within a
certain cutting speed, can ensure the quality of drilling and
tool wear, improve processing efficiency and reduce pro-
duction costs.
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Fig.1 Comparison of hole quality
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Fig.2 Comparison of chip form
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Fig.3 Comparison of drill wear
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