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Effect of Milling Parameter on Surface Integrity of TB6 Titanium Alloy
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[ABSTRACT] By the experiments of flank milling
of TC4 titanium alloy, the influence of the milling param-
eters on machined surface integrity is investigated. The
results show that the surface roughness and surface topog-
raphy is affected most by the feed per tooth. By increasing
the feed per tooth and milling width, the residual stress of
surface is enhanced; the layer of residual stress is deeper.
The hardening depth and hardening degree of the material
becomes more. Changing the feed per tooth and milling
width makes very little difference to the depth of plastic
deformation layer.
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Fig.1 Diagram of side milling
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Fig.2 Cutting method of measuring microhardness of
workpiece
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Fig.3 Effect of milling parameters on surface roughness
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(¢)R,=0.455, v,=140m/min,
£.=0.02 mm/z, a,=0.6 mm

(d)R,=0.713, v.=60m/min,
£.=0.06 mm/z, a,=0.6 mm
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Fig.4 3D surface morphology of workpiece
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Fig.5 Residual stress of surface layer
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Fig.6 Microhardness of surface layer
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