Material Sciences #1EIF12Z, 2025, 15(6), 1366-1371 Hans X
Published Online June 2025 in Hans. https://www.hanspub.org/journal/ms
https://doi.org/10.12677/ms.2025.156145

KEEMRIMIITZEIEISHKK

$7j(ﬁ-&1, gﬁs%ﬁl’ *ﬁ rPE‘Z’ %%H—{l’ * %1, ii{)&l, %ig&l
P PE R =) R RefE AR A R, B Ph%
N FETLRENLR AR BI AR A E, WIrg W

Weks . 20254F5 16 H; A ER: 20254F6 180 KA H: 20254F6d26H

wm B

ARLEES KA SRR T TEMD B SH AT TR, SkeSRARBE. KEE. W
SR R A T EM R B TSRS, Bl THREASKRR, BN THEEMRER
&F . ACESSPEREGSMRIKTIR MR, BE T IUMSHBH MRS GRS L A E
B, RARKEEXNUIBSEETIAL, ARE SRR RRFIERAEREMMBRSHE,
Xiid

Ree, MITZE, MHZ% 2%k

Machining Processes and Optimization
of Cutting Parameters for Titanium
Alloy Materials

Yongjie Lit, Weiwei Hao?, Fan Yang?, Jiawang Huang!, Liang Zhul, Wucheng Yuan?,
Wengiang Yang!

IXi’an Xicai Sanchuan Intelligent Manufacturing Co., Ltd., Xi’an Shaanxi

2Hunan Jianglu Electromechanical Group Co., Ltd., Xiangtan Hunan

Received: May 16%, 2025; accepted: Jun. 18", 2025; published: Jun. 26%, 2025

Abstract

This paper focuses on the study of the machining processes and optimization of cutting parameters
for titanium alloy materials. Due to their high strength, low density, and corrosion resistance, tita-
nium alloys are widely used in aerospace and medical device fields. However, these characteristics
also contribute to the difficulty and inefficiency of processing these materials. By analyzing the
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cutting performance of titanium alloy materials, this paper integrates multi-dimensional factors
such as geometric parameter design, materials science, and brand selection. An optimization algo-
rithm is employed to optimize the cutting parameters, providing a theoretical basis and technical
support for high-efficiency and high-quality manufacturing of titanium alloys.
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1. 51§

R e — R AR SRR AN AR O R I & 4, FL P R A AN 1Y) 60%,  {EL o5 8 T 48 56 i o
W, HAERNR . SRR T RA R A v K2k Re . FERTENTRGIR, Bha ) 2
2T R B P AOHL S SRR RIE [ 1]; i TR RAF AR ANE, T S us b 4 2 B
T NIRRT 5 [2] 2810, BRaEaimthn, SRR, MV, 5iGmo) BEs™E,
DIBNRE i, RIFEZEF R, Rk, RGN L T ZBIEATIRAI T, FEx HUIHI 2 ot
ATIRAE[4], XPERERE AR TR R AP ReR, RS R R RS . HET, EH
et OO ER & el AT T W IT[5] (6], (HEEFEHAEE Bl TER BBl k&S T TZ K
DIEIZHBIAA I FE R RHR N

2. AREEPHBYIHIM TR 4R
2.1. ¥R RERT N TROS/ M

BRA PR S TG L DT n TR Re A SBR[ 7]. 7E ST, #A TCA BLE& &/ 5 #
AKEHE 16.7W/(mK), 45 5S4 W/(mK)MET 1/3. EVIEIN Tk fE g, D)8 #VR ML M RE S
Uk, 29 85% I VIHI ARG HRTE J) B -V) g flX, 51 R it & . R AN ARG R A 4 411
IS AT 4%, R 50 m/min BIVIHIEE T, §T T P9 A Sk 980°C, fEMLmEIRIFEE T, JIRK
T 25 S 2 A, RN T E B AR A EE . R, KA S B AIRE N EIRAL A, MU ENR K
F 600CH}, Bo5 P MASME YRR EMZE RN, £ TiO. TiN MG, X5
AN T IR MR MBS, 10 H T RETE )R AL, s T = (1 2R 25

2.2. NEMEERN I TR R

G SR 5 R MRS T HIIN THEH T3Pk ik . & 1) 5 R ILAE 900~1200 MPa 2 [, JiE JIR 5%
JE KT 800 MPa, XA (1) s B AR T At Ji i K bt & 7 VIHI D  FEER A & 2 Bl S g b, LAY HIE 40 m/min,
BEA B 0.15 mm/r FIEFAZ )5 0.8 mm [FIZ4F T, FTLAIRAR 850 N (V) J), LN &4 R4 H 45 5
A 1.8 fiF o mUTHI FIAUR LR NI P SR A e, 10 HL 53 T L2 i K, TJ RS il i, BkA 4R
A =t FE(30~40 HRC)FMIREE M, 7E VIR AR & 7= A A IR YIS o R i i S5 I R 30, 4 i)
JE TR FE R, VT 0 ShE A 30%~50%, ‘FEVIHI RSk, FARE, RIEHKEE Ra EHHE
AP 1.2 um EFHF] 2.5 pm.
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3. XEEMIITEWR
3.1. FHIMIIZ

SR 22 T) B AT T 2R R AT S E0TE s ARG R B SEBR N FH R = AN AT 455
o WIUTSHE EE, dif—Moh 6°~8°, RERELRIE I JIMEER], SCRELRIUE T JIMSEE ;s FUCKH 8°~10°
(5 JI5A, I ROk 5 TR B 7 J1 7ML E—5°~0°, HREalid T Wrae Uil JIREIREAR
FEHITE 0.4~0.8 mm Z[A], MRS T JJ9REE, 1 HidkEd 1240k K51 M IRs)[8].

FEJJHRIEFTTIH, PLYGS8. YGOX &AM il i 5 4:(0.5~1 um) N EEH, 5 TIAIN. AICIN E&irE
HghA, ATOURER S )RR SR R . BT b, sk B R I ) g SR . B
bR 4w, Wil RE4E s AW CoroTurn® 107 R4, HHEEA RN Kyon® 2100 #41, KA w M)
HELITURN® HTP £7%1, =ZEM kAN VPISTF &5, HINERE SN L &L -6, BO# LM
FELI T 2R 0 AN R () 25K

SEBRIN T2 40T BRI T Re AUgAT RS, sk 1 R,

Table 1. Typical machining parameter configuration

F 1. ARNTSHEE

hn T2 7113 & (m/min) HELA Fr(mm/r) 5z J) 5 (mm) PAREK: -3
AT 40~60 0.15~0.25 1.5~2.5 LR 4 v,
s L 80~120 0.05~0.1 0.2~0.5 HNER

SRRV, AR S ) T B A5 A B JECR I 15 r b ) 90 43, RIEHKE T = T 50%,
FAERAR AR T 40%. BEFURW], RGEHUESE T RIFAL T 28, AT LLR Z 5wl TR 5 i &,
1117 LT DA R PR A3 AR, R AT IR e HA e i 1) 3 b A 4 2 F) S

3.2. $iEIMIIZ

YR GG RHTBEEIN , JIRRNER A L2802 o mER . JTRJUMS st fiEgm T
RN S, SR 30°~45  RIRTE A &5 M, BERT KIEEE mHE S 2R, SO YIAI 7T 15%~20%, A2
FARDIHIRSD . 2k, BT B EHIAE 6°~10° CRAIIERT A BETT), J5 A 8°~12°, {715 71T B4 % Bl 5 ik
T PR TITIBREE, EUE %N 0.1~0.15 mm ) T 714, JIREIEE N 0.4~0.8 mm, PLIRTH
PARNE Y

396 FH LIS RGEAE DL JLAMZ G JE I A4 ORI 0.5~0.8 um (ERAN SR & & N3, A
PERERY TIAIN. AICIN IR)z: 4, RAAERRIE R RN TR, IS B EA ARG R
20%~30%, HEEHEEAER; FrA B T RAEL BT S TR AR 9]

HAr, 5 R IR SR A SR T T ain T %R WRE AR E) CoroMill® Plura
Z0 (1540 Plura HFS 4F) B A 45 021 M 3F 15 H TIAIN B2, Rl T s SeR B H sk & S a5 itk B
4 JEH HARVI™ Ultra 8 X (41 KU40T 25K H 7 ARMR MK 1T, FFRE AICIN 32, JEWES oM
KRG ZAM N T, =28 MWS 2E71(B1tn VQX4 B R CBN &2, HAMmEEEE, &M T Efssn
BInT.

RIEAFE RN TR, HEFOSEEE RG], W% 2 fox.

TESEBR S B T AR IR . JEMTS A FR FZ T X TC4 8k& &4 Mg in T, JJ B
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P 200% (M 15 AMEFF] 45 1), RIFHEEE R EE Ra 0.4~0.6 um, 1 TRCRIE R 40%. XELEEHEA
A AR 7= AR R ORPRAEG, T ELASE ™ it 1) ol B4 21 B SR i o

Table 2. Typical machining parameter configuration

F2 #HEMTSHEE

Ik JIHRS DI Fil 3% ¥ (m/min) R #ELS (mm/z) 1A )R (mm)
LishI I Plura HFS 40~60 0.08~0.12 1.5~2.0

AN L HARVI KU40T 60~80 0.06~0.08 1.0~1.5
T MWS VQX4 80~100 0.04~0.06 0.2~0.5

33. /7 lmITIZE

XK G SR AL L RAT T2, SRR US4 MR £ R SEBrin LR . £E L 2
b, L 130°~140 88, IGA 2T A R INR DI s SR DA B TE(an 90° + 140°4H 4), WA
BB . R 25°~35 (MIRHE A, TT SEOUHE S VERE S NI BE (0 P4, [FIR, IR e il A A K 30%
DA b, WTfERERE S B MR il . 7 R AR B, 58 BEAEHITE 0.1~0.15mm, K 15° % 0.05 mm ]
BBl A RERE T T R .

ETJEERET I, UL 0.5~0.8 pum FEEAN ST SO FER, H LS R RERY TIAIN. AICIN iR 2.
FELEM BT, ATRIEREICR, THBAAILEIN(ER = 1.5 mm), FFRAFEA ) st mimn T
PRBN[10]. FTA A T HABEEE LA R0 DU A FL RS BEIA B 1T7 g H AT b R 28 K& G4 h
Bk A s ILRRYE 5L F I CoroDrill® 880 R AI(E FH TIRFLINT), #4494 )& A F 1) Beyond™ EVO R51(fil
TRURG ML), TURFFAF DC170 R 5 RE %I EL) -

LRI T 25055 ZEARYE FLAE /N T R, a0k 3 For.

Table 3. Typical machining parameter configuration

3. HAMTSHES

L4205 Bl (mm) HEFFHE 4 (rpm) 45 2 (mm/rev) A HIE 7 (bar)
O3~D6 800~1200 0.03~0.05 30~50
O6~D10 600~900 0.05~0.08 50~70
O10~D20 400~700 0.08~0.12 70~100

SR R, PetbJE i ] B A5 ar B E R 50 NFLIRE R 140 A, 1R T 180%, MfLIRHE e
PEHITE£0.02mm N, I TR 35%. IAEW, REMEEIIEFNIMAMTESE, MUTLLEER
EM LR S FRE, mHCAE RO IEK ) B Ay, 0B i 2 i R S e Ath iy s il 3 b i A2 77 e AR
HAEEERE L
4. REEVIHIBBL B
4.1. FNNE

ZI6 AR L, TCA 8KE 4 20 HEHRIGEIE AR, DL YGS TR & &I AN AN %R, REAZIG
B 5HT 732, B T T EL R RS B AL A Ra = 0.25v03106 + 0.3, %A ALE FH T4 438 BE A 30~60
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m/min, HEZAEN 0.1~0.25 mm/r, FMHREZE/NT£15%. ZERAESZ RN HEE —E R EEM, mEg%
Fe )R BIUIRS A, BE RIS, kA S ER A - THMEE KA S . Lbr
NI, SRS BRI TAE ST, & 4B T as 3 .

4.2. Lk

TRI6 R R = R = /KOF IE AR S 06 T2 (L9-array) WK & & 86 HI TS H0HT AL . S256 DL 4
J3(20/30/40 m/min) 14 14 345 5(0.05/0.08/0.1 mm/z) A8 &, DARTHMLIRESE . JJH B E NP iElR. 7
ZESy TR E, Bt I B X 0 3R RS B2 R s e K, D ikis 52.3%, HA Uit es & 5 V] AR R5E T
FHRKR( = 0.81) SEFTFRIHHALL, AITVERRAIFL 67%, HEIFHEM 18 HikLe, WE 16 /N
o SLIRZERRM, ZRI LR AR SRR, FIB SRR ORAIE S L T SR

4.3. NFEMUCEEPSO)

PR VR 2 AT R, Sl TR, Sk &S EHI S, B 3 MR
A N DT B L RSB TR, K 50 ANRLTHETRIAAL, SR ERE - A7 B 5 R IEACR AR
TESESA b, 51N AL E B) A5 VA B SRS (FR 0.9 ZR 1 % 31 0.4), 83 25 YRIEAR, SR1S- DI HIE E 33.7 m/min,
AR 0.13 mm/r, )& 0.7 mm FIERMME, XN TLRIGSE, T REHRE K 22%, LR E
B 18%. R TR EIE A TR/ USRS S, (BB G ENJREIAE, B A sh A48 4E 1
FIVR A LA TR b b i AR 11]

4.4. BREEZENSRFEISEE

KR I AV e R AL SLIE A GE S 1, B T S TR RSN MO AL IR . SR 300 414k &4t
SBR[ T 2 B A AT T, TG B 5 3 92.3%. SRFH AL B0 40 R
AL CNN BEE i B8 - PEREMU 6 5, K RALRTIRIAN 72 /NP4 RY 3.5 /NI, ) L 25 A T i3 25
£ F148%. HT NI MRS S UIHIMERE UM, JRas & s, Selek & &b S5 Bud AR
b, RS S I T8 R AR — BT R AR [12]-[14].

5. &5

ARG AP TN R, XM T T ZRUIAISEEET T AR AL RE K )21k e
ATRNIIHT LA b, N — BN - BEH) - AR T2 RS BRI bt ik T2 H
PRI T Bk Fesems, B UM SHL MR RSS2 N e A LA k. ESEL T i,
TR T IEG 2R A XEVE REFVER 2 R IR R T 5o KPR R, MALE RN TR ATk A 18%,
TR AT RGN R . KK, MENTEARNAWARE, EFHE - PREZHNIN T TZME &
RARACTTI%, DA AR B A MR BE 22 AU N2 75 5K
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