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Abstract

:

High-speed machining of γ-TiAl alloy is a significant challenge due to high cutting temperatures. From the perspective of environmental protection and improving tool life, appropriate cooling strategies should be adopted. Compared with dry and conventional flood cooling conditions, the feasibility of machining γ-TiAl in cryogenic LN2 cooling conditions was discussed. The cutting force, tool wear and its mechanism, and surface roughness, as well as sub-surface morphology characteristics, were studied by combining macro and micro techniques. The results revealed that the wear morphology of the rake and flank face under the three cooling media shows different degrees. The crater wear of the rake face is expanded at high speeds and then progresses into more serve flaking and notching wear. The main wear pattern on the flank face is gradually transformed from adhesive wear to diffusion and oxidation wear at high speeds in dry machining. In the LN2 condition, the diffusion of workpiece elements and cutting-edge oxidation were restrained. The wear pattern is still mainly adhesive wear. In addition, cryogenic machining shows significant advantages in reducing cutting force, suppressing heat-affected zone, improving surface quality, and inhibiting micro-lamellar deformation.
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1. Introduction


Gamma titanium aluminides (γ-TiAl) alloys are titanium aluminides with an Al content of 42–49 at.%. γ-TiAl alloys exhibit low density (~4 g·cm−3), high service temperature (650–850 °C), high specific strength, excellent creep, oxidation resistance, and [1] corrosion resistance, which makes it suitable for extreme conditions [2]. Due to remarkable advantages, γ-TiAl alloys have been commercially utilized in aero engines to partially replace Ni-based superalloys in the temperature range of 600–800 °C [3]. At present, γ-TiAl alloy has been used in engine parts such as compressor blades, turbine blades, and turbochargers [4].



However, In the cutting process, the machinability of γ-TiAl alloy is affected by its physical and chemical properties [2]. The disadvantages are as follows: the low ductility and low thermal conductivity at room temperature, resulting in surface cracks easily produced in cutting; the high hardness, strength, and work-hardening tendency, which increases the difficulty of subsequent machining. In addition, it has been pointed out in the literature [5,6] that γ-TiAl alloy has a strong chemical affinity with tool materials at high temperatures, which accelerates the deterioration of tools. Based on the above limitations, Beranoagirre et al. [7] studied the influence of different cutting parameters on tool wear in the turning test of γ-Ti Al alloy. The research results have shown that cutting speed is the main factor affecting tool life. Beranoagirre et al. [8] believed that cutting speed is the factor with maximum influence on tool life due to the growing wear originating from friction along all milling. Starting from a cutting speed of 60 m/min, a small increase of this speed, around 15%, decreases tool life in half. The most interesting cutting speed is 50 m/min because a double machining time implies only a reduction of 15% in productivity. The surface finishes of gamma titanium–aluminum alloys in grinding are related directly to the feed rate. The surfaces obtained at low feed rates are better [9]. Some researchers [10,11] propose that the optimal cutting speed range of this alloy in conventional dry machining is that the cutting speed does not exceed 50 m/min.



Compared with conventional cutting, the advantages of high-speed cutting are not only reflected in machining efficiency but also in machining accuracy and surface finish [12]. However, it is more challenging to apply high-speed cutting technology to γ-TiAl alloys. Aspinwall et al. [13] analyzed the cutting temperature during milling γ-TiAl alloy. The cutting speed was increased from 50 to 135 m/min, resulting in a 43–47% rise in cutting temperature. Klocke et al. [14] noted that the rise of the cutting temperature caused by high speeds could soften the material. High-quality surfaces without cracks were obtained and thus improved the machinability of the difficult-to-be-machined alloy. However, this machining strategy also aggravated the negative effects of mechanical and thermal loads on the tool life, especially in dry machining. Saketi et al. [15] proposed that the rake and flank wear were the main wear pattern in TC4 low-speed cutting. Rajashree et al. [16] proposed that tool failure accelerates due to rubbing of the flank surface caused by heat and friction, reducing tool life and surface quality. The wear mechanism at high temperatures would be changed to diffusion wear. The performance of the tool deteriorated due to diffusion wear in high-speed machining. Studies have shown that similar tool wear patterns occur in γ-TiAl alloy machining [17,18].



In the above studies, the high cutting temperature is a dominant factor affecting machinability. Appropriate cooling strategies should be adopted. A reliable condition for the possibility of increasing machinability and, in turn, improved cutting conditions is the use of cooling techniques [19]. Machining of titanium alloys and its alloys is accompanied by oxidation of the chips and the machined surface [20]. Therefore, cutting fluids used in the processing of such materials should protect the chips and the treated surfaces from oxidation [21].



Cutting fluid cooling and lubrication can effectively increase tool life. González et al. [22] used Cryo CO2 and minimal quantity lubrication (MQL) for milling the sides of Ti6Al4V integral blade rotors (IBRs). The results showed that Cryo CO2 machining reduced the tool temperature and improved the surface quality and that the use of low-temperature lubrication reduced the amount of lubricant used and reduced production costs. Khanna et al. [23] conducted a life cycle assessment (LCA) to evaluate the environmental impact of different cutting fluid strategies throughout the entire product life cycle. The authors suggest that minimum quantity lubrication (MQL) may be a more sustainable option that still provides adequate tool life and dimensional accuracy while reducing overall environmental impact. However, the existing literature [24,25] shows that conventional flood cooling does not have obvious advantages in high-speed machining of difficult machining materials. For one thing, it is hard for the coolant to permeate through the cutting zone owing to the influence of the chip and high spindle speed. For another, the high cutting heat generated in the cutting process will make the cutting fluid evaporate rapidly, resulting in an insignificant cooling effect. In addition, the traditional cutting fluid will harm human health and the environment. Cutting fluids’ airborne particles negatively affect a number of chronic human health conditions, including asthma, allergic reactions, skin rashes, and dermatological issues [16].



Cryogenic cooling is an environmentally-friendly cooling strategy which is that the conventional cutting fluid is replaced by liquid gas [26]. Cryogenic fluids are non-toxic and do not generate harmful fumes or vapors, making them an ideal choice for machining operations where people’s safety is a concern [27]. According to a report from the National Institute of Standards and Technology, a cryogenic temperature is one that is lower than −180 °C [28]. Shah et al. [29] confirmed that cryogenic CO2 and liquid nitrogen (LN2) is suitable coolants for difficult-to-be-machined materials from energy consumption, tool life, and surface integrity. The low-temperature LN2 commonly used in machining applications is −196 °C, and the LCO2 is −56.6 °C [16]. Khanna et al. [23] compared LCO2, MQL, and cryogenic machining based on machinability metrics such as cutting forces, tool wear, and surface roughness. The results showed that a higher cutting force was observed for MQL machining, followed by flood and cryogenic machining using LCO2 in decreasing order, respectively. LCO2 has excellent heat absorption capability due to its low boiling point (−78.5 °C), a feature that allows it to effectively control tool wear. The lower tool life under MQL machining is due to its inability to extract heat, resulting in higher tool wear.



Some researchers have summarized the effect of cryogenic cooling on the tool life and surface quality of various materials, such as Ni-based superalloys [30,31], Ti-based alloys [32,33,34], and Iron-based alloys [35]. Its advantage is to keep the cutting temperature down and improve the heat dissipation from the cutting zone, leading to mechanical property improving and residual stress, surface roughness, and tool wear decreasing.



However, cryogenic machining has not been widely studied in view of the poor plasticity of γ-TiAl alloy at low temperatures. Klocke et al. [21] believed that cryogenic machining was a promising strategy for cutting γ-TiAl alloy, which can improve the wear resistance of tools and reduce the microstructure changes of the surface layer. Pereira et al. [36] focused on the Inconel 718 and how the internal cryo lubrication approach could improve its milling process. The researchers conducted experiments to compare this method with traditional flood cooling and found that the cryo lubrication approach resulted in lower temperatures at the cutting edge and improved tool life. They also noted that the use of a special type of coolant called a cryogenic coolant, was necessary for achieving optimal results. Priarone et al. [37] proposed that the tool wear patterns in cryogenic machining were also rake, flank, and adhesion wear. However, the influence on the wear mechanism has not been analyzed in these papers. The above studies mostly describe the positive role of the cryogenic environment in tool life and surface integrity from a macro perspective, and most of the related wear mechanism studies are based on indirect observations.



The purpose of the work is to compare and discuss the effect of dry machining, conventional flood cooling machining, and cryogenic machining on the machinability in γ-TiAl alloy high-speed cutting. The tool wear and mechanism, the cutting force, as well as its relationship with surface roughness and microstructure morphology, are studied using macro and micro technologies through turning tests at various cutting speeds.




2. Experimental Preparation


2.1. Workpiece Materials


The material was a Ti-47.5Al-2.5V-1.0Cr at% γ-TiAl alloy. The microstructure of the material after heat treatment was the γ + α2 fully lamellar structure in Figure 1. The rod workpieces were made by casting with a dimension of φ110 mm. Its mechanical properties are presented at different temperatures in Table 1.




2.2. Experimental Conditions and Processes


Face-turning tests were performed on a CNC lathe with a rated spindle speed of 4000 rpm. The uncoated carbide cutting inserts used were TPGN220408 K313 (Kennametal Inc., Pittsburgh, PA, USA). The main variables were cooling media and cutting speeds at the same cutting time. The surface roughness was measured using Surface Roughness Tester-SJ410 (MITUTOYO, Kanagawa, Japan). This device has a maximum measurement range of 800 μm (±400 μm) for the calculation of various roughness parameters. The surface force was measured using YDC-III 89A piezoelectric turning dynamometer (Dalian University of Technology, Dalian, China). The measuring force range should be <±2000 N in the three directions of X, Y, and Z. The experiment process parameters are displayed in Table 2.



The cutting time is 1 min, and the effective machining length differs at different cutting speeds. Considering the poor machinability of the materials, the cutting speed of 210 m/min was not conducted in dry machining. The emulsion with a mixture ratio of 6% was selected as the conventional coolant. LN2 was selected as the cryogenic coolant. The outlet pressure of the LN2 tank was stabilized at 1.5 MPa during the operation. According to the test requirements, LN2 and emulsion were respectively sprayed into the contact area of tool-workpieces. The schematic overview of the experimental setup is shown in Figure 2.



The influence of mechanical load on tool wear and surface integrity is studied by analyzing the variation of cutting force (F). The F was measured in three directions, that is, tangential force (Fx), radial force (Fy), and axial force (Fz).



After one minute of machining, the tool wear and failure morphology of the rake face and the flank face were observed by the ultra-depth of field microscope. The maximum flank wear (Vmax) near the tool point was measured. The wear mechanism of the worn tools under three cooling media was analyzed, respectively, and cutting speeds at 60, 120, and 180 m/min were selected. The 9wear morphology was further observed by Scanning Electron Microscope (SEM) (Carl Zeiss AG, Oberkohen, Baden-Württemberg, Germany). To investigate the wear patterns, the mass fraction of the main elements in a certain wear area was obtained by Energy Dispersive Spectrometer (EDS) (Shimadzu Corporation, Kyoto, Japan).



The related tests of surface integrity were carried out after ultrasonic cleaning for 5 min. To reduce the measurement error during the surface roughness (Ra), five different positions of each machined surface were measured along the feed direction, and the average values were calculated. To explore the deformation of the workpiece material, the cross-section was intercepted along the cutting speed direction by Wire Electrical Discharge Machining (WEDM) and then ground, polished, and cold-mounted. The cross-section was corroded with a Kroll reagent (ratio: 3% HF, 6% HNO3, 91% distilled water) for 10 s, and the microstructure was observed by SEM.





3. Results and Discussion


3.1. Cutting Force


The variation of mechanical load at various cutting speeds and cooling conditions is analyzed in this part. The cutting force (F) is calculated by Equation (1) [39]. The variation of cutting force at various cutting speeds and cooling media is shown in Figure 3.


  F =    F   x   2   +   F   y   2   +   F   z   2     



(1)







As shown in Figure 3, the variation curve of cutting force shows an increase–decrease–increase trend along increasing cutting speeds. The cutting force under dry machining is the largest. With the increase of the cutting speed (lower than 120 m/min), the strain and strain rate of the cutting zone increase. In this case, the strain-strengthening effect is higher than the thermal softening. The degree of work hardening of the workpiece is enhanced, thereby increasing the cutting force. The value of F under the emulsion condition is almost the same as that under the LN2 condition at low speeds, indicating that the cooling effect of emulsion and LN2 is adequate to restrict the plastic deformation. In fact, the lubrication effect of emulsion in low-speed cutting is better than that of cryogenic cooling.



When the cutting speed is increased to a certain value, the cutting force is decreased. For example, the critical cutting speed is 120 m/min in dry cutting. The softening effect caused by the high temperature on the material increases gradually, resulting in a decrease in the strengthening. Given the cooling effect of coolants, the cutting force under emulsion cooling and cryogenic cooling decreases significantly at vc = 150 m/min. Under higher speeds, the thermal softening effect tends to be stable. The work hardening trend increases continuously until it is higher than the softening again. The cutting force appears to have a certain degree of recovery. The cutting force under the LN2 condition is relatively small in the higher speed range because its sufficient cooling effect can suppress plastic deformation.




3.2. Tool Wear


Tool wear as a criterion to judge the machinability of materials is affected by tool material, cutting parameters, and cooling conditions. The effect of coolant on tool wear at various cutting speeds is evaluated in this part.



The maximum flank wear (Vmax) and its morphology near the tool point under various cutting conditions are shown in Figure 4. The trends indicated that the wear degree is almost positively correlated with the cutting speeds, which is the same as the variation of the F.



According to the tool wear morphology under three cooling conditions, the flank wear is the most serious in dry machining at vc = 120 m/min. This is due to the most violent friction between the machining surface and the tool flank face caused by the largest cutting force under dry machining. Yuan et al. [38] proposed that during the cutting process, severe friction occurs between the chip and the rake face, the workpiece, and the flank face, resulting in the high contact pressure and temperature. The workpiece material is easily bonded to the tool under high temperatures and high pressure. Part of the binder and the tool surface material is taken away by the flowing chip and the rotating workpiece, resulting in tool bonding wear, which is similar to the conclusions of this study. In addition, the flank wear is also affected by the elastic modulus of the workpiece material [40]. The temperature in the cutting zone increases in dry machining, which reduces the elastic modulus and further increases the resilience of the machining surface. The contact area of the tool flank face and the machined surface is expanded, increasing the wear area. The intervention of emulsion and LN2 alleviate the impact of high temperature on tool life and change the friction characteristics of the tools and chips, which improves the performance of the tool. Therefore, the tool wear in conventional flood cooling and the cryogenic condition is significantly lower than that under dry conditions.



The tool wear degree decreases to a certain extent in dry machining at vc = 150 m/min. Similarly, the decrease occurs under the other two conditions, but to different degrees and at vc = 180 m/min. It is preliminarily considered that the cutting layer metal is softened at high temperatures. The hardness of the material and the cutting force is decreased, thus reducing the tool wear. The cooling effect of emulsion and LN2 weakens the thermal softening effect compared to dry machining. Therefore, the tool wear curve turns at higher cutting speeds.



When vc = 180 m/min, the flank wear under the cryogenic condition is slightly higher than that under the emulsion condition. Combined with the rake wear morphology in Figure 5, the flaking wear is observed. This may be due to tool embrittlement in the extremely low environment. As a result, the flaking wear greatly reduces the tool’s strength. However, the overall trend shows that LN2-assisted cutting has a significant advantage over the other two conditions in reducing tool wear at both low and high speeds.



Under three cooling conditions, the crater wear is also observed in Figure 5 at vc = 60 m/min. The crater is progressed into more serve flaking and notching wear at high speeds. The tool is seriously damaged at vc = 180 m/min in dry machining. It can also be observed that the size of a heat-affected zone on the rake face is different in the various tools. This is the result of a large amount of cutting heat in the material removal. The oxidation reaction occurs on the tool surface under a high-temperature environment. Comparing the morphology of the rake face under the three conditions, it can be concluded that the cryogenic condition is helpful in inhibiting the wear expansion of the crater wear and reduce the heat-affected area.




3.3. Wear Mechanism


The flank wear morphology and EDS analysis under various conditions are characterized in Figure 6, Figure 7 and Figure 8 The obvious scratches on the tool flank face are found in the SEM morphology images. For one thing, the hard particles in the workpiece scratch the flank face in machining, resulting in abrasive wear. For another, it is clear in Figure 9 that the tool material flakes off and could stick to the flank face in a high-temperature environment. The friction between the adhered tool material and the workpiece could cause scratches. The involvement of emulsion and LN2 achieves better friction characteristics, and their cooling capacity can help to keep the hardness of the tool, resulting in less significant scratches and wear, as shown in Figure 7 and Figure 8.



It can be seen in Figure 6, Figure 7 and Figure 8 that the elements of workpiece material appear on the worn tool, such as Ti and Al. However, few W elements are detected. In particular, no Co element is detected at vc = 60 m/min. It is indicated that almost the whole wear area has been covered by the workpiece material. Moreover, this phenomenon occurs in all three cutting conditions. The strong chemical affinity between γ-TiAl alloy and cemented carbide tools and the high cutting temperature are the main reasons. Under the high temperature and pressure environment, the friction resistance of chip outflow increases, and an adhesive or chip retention layer is formed on the tool surface. Since the maximum probe depth of the EDS probe is 1 μm, the thickness of the adhesion should be more than 1 μm. As shown in Figure 10, the adhesive layer at the wear boundary falls off. The adhered materials are pulled by the flowing chips and rotating workpieces, resulting in adhesive wear.



By comparing the variations of element composition on the worn tool surface, as shown in Table 3, Table 4 and Table 5, it can be found that the fraction of C and O increases at high speeds overall. One reason is that the carbide in the tool is relatively more stable at high temperatures, increasing the mass fraction of C retained. The other is that the tool material has an oxidation reaction with oxygen in the air, affected by the high-temperature environment. Under the emulsion and LN2-assisted cooling conditions, there are few O and C in the wear area. Klocke et al. [21] analyzed the effects of different cooling options (dry, overflow, high pressure, MQL, and cryogenic) on turning Gamma TiAl alloy. It has been proven that low-temperature cooling is the most effective lubrication strategy for this material. Compared with traditional lubrication, liquid nitrogen can reduce flank wear by up to 61%, which is similar to the conclusions of this study. The oxidation and diffusion can be alleviated at low temperatures. This advantage is more significant in the LN2 conditions. Meanwhile, due to diffusion wear, elements such as Co, C, and W in the carbide tool will diffuse when the cutting temperature increases. Due to the diffusion of Co, carbide will reduce its bonding strength to the substrate due to the reduction of the binder Co, which will accelerate the wear of the tool. The metal and carbon atoms in the tool diffuse into the workpiece material bonded to the tool surface and are carried away by the chips. In addition, the mass fraction of Ti and Al decreases at high cutting speeds while the mass fraction of W increases greatly, which shows that the plasticity of the material has increased and the tool adhesion phenomenon is reduced. The degree of adhesion is negatively correlated with the cutting speed. It is also noted from Figure 6, Figure 7 and Figure 8 that the adhesion phenomenon is the most serious in dry conditions, followed by conventional flood cooling and cryogenic conditions. The main reason is that the coolant has an inhibitory effect on the chemical activity of the workpiece material. Especially under the LN2 conditions, the tool adhesion has been effectively suppressed with an outstanding cooling effect. However, the mass fraction of elements such as Ti, Al, and V is still higher than that of W at high speeds in LN2 conditions, which indicates that the adhesion phenomenon is still serious. The wear pattern is still dominated by adhesive wear during high-speed cutting.



Cutting speed has a major influence on the wear mechanism of the tool. As the cutting speed increases, the surface of the tool will be affected by factors such as higher temperature, stress, and pressure, which will easily cause thermal fatigue, structural changes, plastic deformation, and adhesive wear. Cutting forces are also critical to the wear mechanism of the tool. When cutting γ-TiAl alloy at high speed at low temperatures, the cutting force is large, which will cause plastic deformation and scratches on the surface of the tool. These deformations will gradually intensify, leading to early failure of the tool. There is currently no evidence that cutting speed and cutting force affect tool wear mechanisms significantly differently. Therefore, in the actual cutting process, it is necessary to balance the cutting speed and cutting force to ensure the life of the tool and the processing quality of the workpiece.




3.4. Surface Roughness


To further study the feasibility of cryogenic conditions in γ-TiAl alloy machining, the machined surfaces under various cutting conditions are analyzed. The average surface roughness (Ra) of the workpiece is obtained, as shown in Figure 11. The Ra measured under the other two cooling conditions is significantly lower than that under dry conditions.



When the cutting speed is 60 m/min, the Ra obtained by the emulsion condition is lower than that obtained by the LN2 condition because good lubrication of emulsion makes it easier to get a smooth surface at low speeds. The material in the cutting layer is cooled rapidly in LN2 condition, which reduces the thermal softening effect. Moreover, γ-TiAl alloy has high brittleness in a cryogenic environment. The machined surface with poor quality is obtained during low-speed cryogenic machining. When the cutting speed is increased, the cutting vibration and high cutting temperature brought by the high speeds increase the instability, aggravating the tool wear. In addition, severe work-hardening and higher cutting force increase the machining difficulty. It is not conducive to the formation of a machined surface with high quality. Therefore, when vc = 120 m/min in dry machining, the Ra value reaches the peak value. The emulsion and LN2 environment has a positive effect on reducing tool wear; the Ra reaches the peak value at vc = 150 m/min. When the cutting speed is higher than the critical speeds, the thermal softening effect of the material is significant. The lower surface roughness is produced by the plowing effect.



With the further increase of cutting speed, the tool cutting edge deteriorates under the action of mechanical and thermal load. As a result, the Ra value increases. Compared with the other two conditions, the variation degree of Ra under the LN2 condition is the smallest in the selected cutting speed range.



Cutting in the cryogenic coolant can effectively reduce tool wear, and cutting with sharp tools can obtain a more ideal machined surface. Cryogenic cooling reduces the plasticity of the material and reduces the side flow of the material during the cutting process, which also makes the machined surface close to the ideal morphology.




3.5. Microstructure Morphology of Sub-Surface


To further explore the influence of cooling conditions on the machined surface, the microstructure of the cross-section of the workpiece is observed, as shown in Figure 12. The microstructure of the sub-surface has changed, which is mainly reflected by lamellar deformation. Obvious lamellar deformation occurs under dry and conventional flood cooling conditions. The plastic deformation will lead to residual tensile stress, which will affect the fatigue resistance of the workpiece [41]. A cryogenic cooling environment weakens the influence of the thermal effect, resulting in the reduction of microstructure deformation.



In addition, some grain boundaries protrude into adjacent grains at about 10 μm below the surface layer compared with the original obvious vertical grain boundary of the workpiece. The grain boundary is fuzzy. The reason is that some grain boundaries bend under thermal activation, and the mobility of grain boundaries is improved. The two adjacent lamellas erode each other, resulting in the blurring of the boundary between the tissues. When the cutting temperature reaches a certain degree, the γ + α2 lamellar microstructure is broken. The dynamic recrystallization of the γ and the spheroidization of the α2 occur, which can refine the grain structure. Some studies [42,43,44] show that the temperature range of γ and α2 change is the brittle–ductile transition range of γ-TiAl alloy. The transition in γ-TiAl alloy cutting from brittleness removal to plasticity removal proves the possibility of turning points in the Vmax, F, and Ra in the above analysis. Beretta et al. [45] proposed that the fully lamellar microstructure induces higher strain localizations in a single lamellar grain, and the presence of equiaxed grains at the lamellar grain boundaries can be beneficial in limiting the high local strains, which is similar to the conclusions of this study.





4. Conclusions


To suppress tool wear and improve surface quality, the feasibility of cryogenic cooling in γ-TiAl alloy high-speed cutting was explored. This paper studied the tool wear and mechanism, cutting force, as well as surface and sub-surface morphology characteristics under various cooling media and cutting speeds. The conclusions are as follows.



	(a)

	
The flank and rake face of the tool are worn to varying degrees at high-speed turning. The crater wear is observed on the rake face at vc = 60 m/min. With the increase in cutting speed, the crater wear is expanded, progressing into more serve flaking and notching wear. LN2-assisted cutting delays the occurrence of this state and greatly improves the tool life;




	(b)

	
The main wear pattern in dry machining is gradually transformed from adhesive wear to diffusion and oxidation wear at high speeds. The wear mechanism is still mainly adhesive wear in emulsion and LN2 cooling conditions, accompanied by slight diffusion and oxidation wear. Cryogenic cooling has a significant effect on inhibiting adhesion, diffusion, and oxidative wear;




	(c)

	
Cryogenic cooling-assisted high-speed machining can significantly improve the surface finish and inhibit the deformation of the sub-surface microstructure. To some extent, the cooling effect of LN2 inhibits thermal activation and reduces the degree of grain refinement. However, the combination of cryogenic cooling and high-speed machining technology is a field worthy of exploration from a long-term perspective;




	(d)

	
The curves of the Vmax, F, and Ra turn at vc = 120 m/min in dry conditions and at vc = 150 m/min in emulsion and LN2 conditions. It is preliminarily considered that the brittle–ductile transition of γ-TiAl alloy occurs within this cutting speed range. Further exploration is needed in future research work.








5. Prospect


Despite its numerous advantages, there are some potential drawbacks to the use of LN2 cryogenic cooling. One of the main challenges is the cost associated with the storage and transportation of LN2, and the other is that for some materials, LN2 is excessively cold, and extremely low temperature is harmful to the surface integrity on the contrary.



For the first issue, the consumption of LN2 should be optimized, so subsequent research on minimal-cryogenic cooling is needed. For the second issue, some other cryogenic medium may be a suitable alternative, such as LCO2, which could provide a more moderate cryogenic condition. Therefore, various factors such as workpiece material, cutting conditions, and production costs should be considered when selecting cryogenic cooling process parameters in the future.
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Figure 1. The SEM microstructure image of γ-TiAl alloy. 
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Figure 2. The experimental setup and procedure. 
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Figure 3. The cutting force under various conditions. 
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Figure 4. The maximum flank wear near the tool point and its morphology. (a) Dry cutting at vc = 120 m/min, (b) Cutting under conventional flood at vc = 120 m/min, (c) Cutting under cryogenic at vc = 120 m/min. 
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Figure 5. The rake wear morphology. 
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Figure 6. The flank wear morphology and EDS analysis under dry conditions. (a) vc = 60 m/min; (b) vc = 120 m/min; (c) vc = 180 m/min. 
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Figure 7. The flank wear morphology and EDS analysis under conventional flood cooling conditions. (a) vc = 60 m/min; (b) vc = 120 m/min; (c) vc = 180 m/min. 
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Figure 8. The flank wear morphology and EDS analysis under cryogenic cooling condition (a) vc = 60 m/min; (b) vc = 120 m/min; (c) vc = 180 m/min. 
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Figure 9. The morphology and EDS analysis of region A in Figure 6b. 
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Figure 10. The morphology and EDS analysis of region B in Figure 7b. 
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Figure 11. The surface roughness under various cutting conditions. 
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Figure 12. The microstructure morphology under various cutting conditions at vc = 120 m/min (a) dry; (b) conventional flood cooling; (c) cryogenic cooling. 
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Table 1. The mechanical properties of workpiece material [18,38].
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Properties

	
Temperature (°C)




	
25

	
800






	
Elastic modulus (GPa)

	
172

	
151




	
Tensile strength (GPa)

	
540

	
500




	
Yield strength (MPa)

	
440

	
380




	
Thermal conductivity (W/m·k)

	
18.6

	
23.1




	
Ductility (%)

	
1.5

	
6
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Table 2. The experiment process parameters.
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	Item
	Value





	Cooling media
	Dry, Emulsion, LN2



	Cutting speed (vc)
	60, 90, 120, 150, 180, 210 m/min



	Feed rate (f)
	0.1 mm/r



	Cutting depth (ap)
	0.2 mm



	Rake angle (γ)
	3°



	Relief angle (α)
	8°
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Table 3. The element composition of region 1/2/3.
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Cutting Speed

	
Element Composition (at%)




	
Ti

	
Al

	
V

	
Cr

	
W

	
C

	
Co

	
O






	
60

	
30.45

	
40.66

	
1.04

	
4.15

	
0.17

	
23.65

	
-

	
-




	
120

	
21.88

	
29.89

	
0.27

	
2.36

	
0.10

	
25.49

	
0.47

	
19.53




	
180

	
17.56

	
28.81

	
0.68

	
1.51

	
0.25

	
29.38

	
0.55

	
21.26
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Table 4. The Element composition of region 4/5/6.
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Cutting Speed

	
Element Composition (at%)




	
Ti

	
Al

	
V

	
Cr

	
W

	
C

	
Co

	
O






	
60

	
30.23

	
34.31

	
1.67

	
1.44

	
0.04

	
32.31

	
-

	
-




	
120

	
17.79

	
30.97

	
0.98

	
1.40

	
0.21

	
32.52

	
0.13

	
15.99




	
180

	
19.51

	
23.63

	
0.80

	
0.57

	
0.31

	
34.87

	
0.50

	
19.81
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Table 5. The Element composition of region 7/8/9.
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Cutting Speed

	
Element Composition (at%)




	
Ti

	
Al

	
V

	
Cr

	
W

	
C

	
Co

	
O






	
60

	
21.78

	
29.92

	
0.83

	
0.21

	
0.03

	
47.23

	
-

	
-




	
120

	
14.53

	
24.83

	
0.76

	
0.94

	
0.35

	
46.95

	
0.12

	
11.51




	
180

	
14.32

	
22.35

	
0.73

	
0.78

	
0.51

	
45.43

	
0.80

	
15.08
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