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Multi-Objective Parameter Optimization on Milling New TC21 Titanium Alloy
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[ABSTRACT] Through the milling test of titanium
alloy TC21, the amount of surface roughness is measured,
and roughness prediction formula is built . The maximum
material removal rate and minimum surface roughness is
set as the optimization objective to optimize the titanium
milling cutting parameter with genetic algorithm in order
to play a guiding role in the production practice.
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Fig.1 Flow chart of parameter optimization system realization
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