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Table 1 Characteristics of main intermetallics of titanium and aluminum

BRERGAAH | AEMRIRR ARG
Ti,Al a, D019
TiAl y L10
TiAL — D022
TiAL — L12/D022

R2 v-TIAKSEE

AUFF 250 % I /(g-cm ) %5 55./°C
22~39 4.1~4.7 ~1650
43~69.5 3.7~3.9 ~1465
56~75 3.3~3.8 ~1440
~75 33 ~1340
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Table 2 Developmental stage of y—TiAl intermetallic compounds
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Fig.2 Effect of cutting speed on tool wear
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Fig.3 Influence of different cooling methods on tool wear
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Fig.4 Effects of different cooling methods on surface roughness
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Fig.12 Material removal rate and tool wear rate change with variation of current and voltage
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Research Status of Machining y—TiAl Intermetallic Compounds Both in

China and Overseas
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[ABSTRACT]

The main characteristics of gamma-TiAl intermetallic compounds were introduced. Poor plasticity

and tenacity, low thermal conductivity are the main factors that lead to high cutting temperature, high cutting force

and poor surface quality. The typical machining and non-traditional machining methods of gamma-TiAl intermetallic

compounds were summarized from the aspects of tool life, machining efficiency and surface quality. And we

consider that grinding and electrochemical machining are suitable machining methods at present. However, there is

still a lack of processing technology that can give consideration to efficiency, cost and surface quality.

Keywords: y-TiAl; Intermetallic compounds; Machinability; Machining efficiency; Surface quality
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