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Research on TiAIN-Coated-Carbide Tool Life in High-Speed Milling GH4169
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[ABSTRACT]

it is the low removal rate, serious tool wear, and the poor

In order to solve the problems that

surface machined quality of difficult-to-machine nickel
base superalloys GH4169. In this paper, the orthogonal
experimental method is used to the tests of high speed
milling GH4169 with a new developed PVD-TiAIN coated
carbide tool. This article mainly studys the tool life and
the change rules of surface roughnes which caused by tool
wear on the condition of the high speed milling GH4169.
The empirical formula of the tool life is acquired by using
multiple linear regression method, meanwhilely, tool wear
and surface roughness function curve is pulled out. The re-
search results indicate that cutting speed have highly obvi-
ous influence on tool life, followed by feed rate and cutting
depth; the TiAIN-coated-carbide tool life decreaseds with
the increase of milling speed; the surface roughness of
specimen increases overall with the increase of tool wear.
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Fig.3 Effects of cutting speed on the tool life
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Fig.4 Effects of feed rate on the tool life
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Fig.5 Effects of tool wear on the surface roughness
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