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NC Process Research of Complex Surface
Titanium Alloy Thin-wall Disc Ring

WuYan HanDong RenChangjie Yang Xiongwei
(Xi'an Aerospace Power Machine Factory, Xi‘an 710025)

Abstract: Small batch machining of complex surface TC11 titanium alloy disc thin-wall pieces were
accomplished through using NC technique, designing and applying simple tooling, optimizing tool path, selecting
standard tooling and programming series of NC programs. Coherence and interchangeability of dimension and

geometric tolerance of real measured workpiece can meet the designing requirement.
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