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Milling Tool Selection of TB6 Titanium Based on Profit Rate Model of Unit Cutting Process
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[ABSTRACT] A milling tool selection experiment
of TB6 titanium, a typical hard to cutting material, is con-
ducted. The performance of each cutting tool is evaluated
by an approach based on profit rate model of unit cutting
process. The best tool for cutting TB6 titanium is selected
out through measuring and fitting the flank worn value
curve and calculating the profit rate value, which is as
higher as more than 200% comparing with the using tools
in factory. Additionally, the relevance of profit rate, tool
life and the material cutting rate is obtained, which pro-
vides a new method for evaluating cutting tool..
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Fig.1 Principle diagram of wear detection
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