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Numerical control milling for aeroengine

integrated impeler of TC6 titanium alloy
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To improve the milling efficiency and the quality of integrated impeller of TC6 titanium alloy in

the orthonormal experiment was carried oul. T he effects of geometry parameters of ball nose end-milling

on the surface hardness of machined part and flank ware (VB) of tools were studied and analyzed. The result shows

that principals of the rational geometry parameters between the 3D freeform surface and the plane are different. The

milling technique for T C6 integrated impeller was pressented based on the experiment.
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Table 1 Surface contour of ball nose endmilling

Rake Clearance Land width Helix

Yol (9 oo/ () bet/ mm Bl (9
8 8 0.2 36
8 10 0.3 38
8 12 0.4 40
10 8 0.3 40
10 10 0.4 36
10 12 0.2 38
12 8 0.4 38
12 10 0.2 40
12 12 0.3 36
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Fig. 1 The hardness of machined surface

Test condition: rotating speed n= 900 r/ min, back engagement ap= 2 mm. feed speed f= 720 mm/min
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