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Research on Grinding and Polishing Performance of Titanium Alloy Fan Blade
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[ABSTRACT] For the grinding wheel wear and burn of workpiece when grinding and polishing titanium alloy fan blade,
the grinding and polishing performance of titanium alloy was studied, including the style of grinding wheel and the process
parameters. The study shows that the wheel GC46L10V performs well with the material removal rate of 5000mm’/min and
the grinding ratio of 2.5 to promise the quality of workpiece. And the CBN grinding wheel also has good performance with
the material removal rate of 2000mm’/min and the grinding ratio of 4. To prove results of the study, the experiment of abra-
sive belt grinding titanium alloy fan blade is conducted and achieves high quality of workpiece.
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Fig.1 Effect of feed rate and grinding depth on the temperature
when grinding TC4 with SA and SG wheels
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Fig.2 Effect of feed rate and grinding depth on the temperature
when grinding TC4 with GC wheel
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Fig.3 Effect of feed rate and grinding depth on the temperature
when grinding TC4 with CBN wheel
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Fig.4 Effect of feed rate and grinding depth on the force when grinding TC4 with SA and SG wheels
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Fig.5 Effect of feed rate and grinding depth on the force when grinding TC4 with GC wheel
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Fig.6 Effect of feed rate and grinding depth on the force when grinding TC4 with CBN wheels
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Fig.7 Effect of feed rate and grinding depth on the roughness when grinding TC4 with SA and SG wheels
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