ﬂiéﬁ“ﬁﬁ* AERONAUTICAL MANUFACTURING TECHNOLOGY

BRASTHA SH RIS BIEIRI

Experiment of Rubber Wheel CNC Polishing for Superalloy and Titanium Alloy
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[ABSTRACT]
polishing process for the superalloy and titanium alloy.

Hand-polishing process is the main

This article puts forward a polishing process for superalloy
and titanium alloys. The rubber wheels containing abrasive
polish the workpiece controlled by CNC machines. We
design several experiments using different parameters and
then measure the surface roughness and removal depth of
the workpiece; Finally, get suitable polishing parameters
for superalloy and titanium alloy, the surface roughness of
which is smaller than 0.2um. It can meet the requirements
of the surface roughness in the aerospace industry.
Keywords: Polishing Rubber wheels Superal-
loy Titanium alloy
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Fig.1 Rubber polishing wheel
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Fig.2 Repair of rubber polishing wheel
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Fig.3 Specimen before polishing
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Fig.4 Schematic diagram of polishing track
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Fig.5 Effect of polishing speed on superalloy rsurface roughness
and removal depth
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Fig.6 Effect of feed on superalloy surface roughness and
removal depth
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Fig.7 Effect of compression on superalloy surface
roughness and removal depth
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Fig.8 Effect of polishing speed on titanium alloy surface roughness
and removal depth
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Fig.9 Effect of feed on titanium alloy surface roughness and
removal depth
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Fig.10 Effect of compression on titanium alloy surface roughness
and removal depth
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