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Research Progress of Texture Tool in Titanium Alloy Cutting
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Abstract In order to solve the problems of large cutting force , high cutting temperature and serious tool wear in
the process of titanium alloy cutting, scholars have tried to use micro texture tools to solve these problems in recent
years. In this paper, the application of micro textured tools in titanium alloy cutting is reviewed. The cutting

mechanism of micro textured tools in improving surface quality, reducing cutting force, tool wear, friction coefficient

and culling temperature is analyzed , and the problems in micro texture cutting titanium alloy are pointed out.
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Fig. 2 Flank wear morphology of the tool with texture at flank surface
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Tab.1 Common texture shape and size in titanium alloy cutting
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