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High Speed and High Efficiency Machining Research of Titanium Alloy
Aircraft Structure Part and Its Application

GONG Qinghong, SUN Chao, WANG Wei
(NC Machining Technology Research Laboratory of AVIC Chengdu Aircraft Industrial (Group) Co. LTD., Chengdu 610092, China)

[ABSTRACT] Titanium alloy is widely used in aerospace industry because of its excellent performance, such as high spe-

cific strength and high temperature strength. It is one of the main materials of aeronautical structures. However, due to the

difficult workability of titanium alloy, machining efficiency of aeronautical structures is restricted by lower cutting process

parameters, tool wear and poor cutting process stability. In order to improve cutting speed and machining efficiency of Ti-

alloy aircraft parts, the influence of cooling methods on high efficiency, resource leveling optimization of the cutting force

and stability of toolpath generation quality are summarized to provide reference for high-efficieny machining.

Keywords: Ti-alloy; High-speed machining; Cutting force; Cooling mode; Tool life; Tool path
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