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Milling of Titanium Alloy Using
Abrasive Water Jet Machining

Abrasive Water Jet Machining (AWJM) is one of the most popular
unconventional machining processes used to machine difficult-to-machine
materials. Apart from regular cutting, it is also used for turning, threading,
slotting, milling, etc. This paper details the experimental investigations on
Abrasive Water Jet Pocket Milling (AWJPM) on Titanium (Ti6Al4V) using
garnet abrasive. The influence of waterjet pressure, step-over, traverse
rate and abrasive mass flow rate were studied on the output responses
such as depth of cut and surface roughness (Ra). The experiments were
designed using L9 Orthogonal Array and ANOVA analysis helped in
determination of significant process. ANOVA analysis on depth of cut
indicated that step-over and traverse rate are the most significant process
parameters. However, ANOVA analysis for surface roughness (Ra) was
inconclusive and the significant process parameters could not be
determined.
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1. INTRODUCTION

Recently, Abrasive Water Jet Machining (AWJM) has
received considerable attention from industries owing to
its beneficial characteristics in machining various
materials,  particularly  difficult-to-machine  and
thermally sensitive materials [2]. AWIM uses the
mechanical energy of the high velocity jet of water and
abrasive to achieve material removal by impact erosion.
Besides cutting, many operations such as turning,
threading, slotting and milling can be performed using
AWIM. There has been a certain degree of research in
the fields of slotting, turning using AWIJM, but the
studies related to milling using AWIM is very scarce
[3]. If the depth of cut is controlled during the milling
process, then it is known as pocket milling. In abrasive
water jet pocket milling (AWJPM), the waterjet is not
allowed to pass all the way through the workpiece. The
advantages of AWJPM are less burr information,
minium thermal distortion, negligible tool wear, absence
of tool breakage and tool deflection [2-9].

The process parameters in AWJPM are broadly
classified into six categories namely (1) Hydraulic
parameters: waterjet pressure, orifice diameter and
water flow rate (2) Mixing chamber and acceleration
parameters: focus nozzle diameter and focus nozzle
length. (3) Cutting parameters: traverse rate, number of
passes, stand-off distance and impact angle (4) Abrasive
parameters: abrasive flow rate, abrasive particles
diameter, abrasive size distribution, abrasive particle
shape and abrasive particle hardness (5) Work material:
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composition, hardness and harder materials (6) Milling
parameters: Step-over size, number of passes and nozzle
path movement (Figure 1). The influence of these
parameters on the output responses have to be studied
for titanium alloy.
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Figure 1. Fishbone diagram for AWJPM

2. LITERATURE REVIEW

Hashish (1998) developed isogrid patterns in aluminium
and titanium using AWJPM to increase the strength of
the materials. Applications of isogrid structures were
extremely useful in the field of aerodynamics. He
observed that factors like degree of overlap, cross feed
increment and mixing tube diameter are significant for
the formation of the required patterns.

Shipway et al (2005) studied the surface
characteristics of AWJPM on titanium alloy (Ti6A14V).
They observed that the material removal rate is about 55
% lower at higher traverse speeds (0.01 m/s) with
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smaller grit size (80 mesh) than that of with the larger
grit size (200 mesh). They have also observed that
increase in traverse rate results in the reduction in
surface waviness, while using both grit sizes of
abrasives (garnets). The reduction is being most
significant while using larger grit size of the abrasives.
They have also observed that the material removal rate
was high at the lowest traverse rate (0.003 m/s) and
decreased rapidly with increased traverse rate. From
their studies, it is observed that increase in the water jet
pressure for different traverse rate results in an increase
in the surface waviness and also the water jet pressure
has significant influence on the surface waviness at the
lower traverse rate than that of the higher traverse rate.
They have also studied the effect of jet impingement
angle (angle of impact of the jet on the workpiece
surface) on the material removal rate. They found that
the material removal rate was low with low
impingement angle (15°) and it increases with the
increase in the impingement angle (60°). However, the
material removal rate decreases as the impingement
angle moves towards the normal (90°). They observed
that the surface waviness and surface roughness
significantly =~ change  proportionally = with  the
impingement angle while using both the grit sizes. They
have also observed that the surface roughness decreased
as the impingement angle decreases for both grit sizes
(mesh 80 and mesh 120). For smaller grit sizes (#80),
low surface roughness was achieved with impingement
angles between 30° to 90°. While for the larger grit sizes
(#120), there was an increase in the roughness values at
an impingement angle of 60°.

Fowler et al (2009) have carried out AWJPM in
titanium alloy (Ti6Al4V) to study the effects of
different abrasive particle (white and brown aluminium
oxide, garnet, glass beads and steel shots) shape and
hardness . They have observed that the ratio between the
hardness of the workpiece and the abrasive particle is
more significant than that of abrasive particle shape.
They have also observed that increase in the material
removal rate and surface roughness with the increase in
the abrasive particle hardness. They have observed that
among the different input process parameter, traverse
rate is found to be more significant for material removal
rate for different abrasives. They have also found that
shape factor and particle hardness have no significant
effect on the surface waviness.

Kong et al (2011) have carried out AWJPM in Ni-Ti
shape memory alloy and observed that the AWJIPM is
having a better control over depth of cut than that of the
plain water jet pocket milling (PWJPM) process. They
have found that the surface generated by PWIPM is
relatively smooth compare to AWIPM, except the

existence of some locally deformed and pulled-out spots
(e.g. craters) during the first milling pass. However,
with the increase in the number of pocket milling passes
(3 passes) more craters with higher surface roughness
were observed. They have also observed larger craters
with higher surface roughness and with lower erosion
resistance with inclination of the nozzle at 75°. They
have also found that the material removal occurs pre-
dominantly by micro-abrasion mechanism, which
involves grooving and ploughing.

From the literarture review, it is observed that few
works are carried out in AWJPM on titanum alloy. This
paper analyses the effect AWJPM process parameters
such as waterjet pressure, step-over, traverse rate and
abrasive mass flow rate on the depth of cut and surface
roughness (R,) on titanium during AWJPM.

3. EXPERIMENTAL SETUP AND PROCEDURE

Precision WaterJet Machining Center (Model: 2626)
manufactured by M/s OMAX Corporation, USA is used
for this work. The equipment details are given in
Table 1.
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Figure 2. Photograph of the AWJM setup

AWIPM is carried out in Titanium (CuZn40) of
thickness 6 mm. Titanium was chosen as the workpiece
as it is used for many industrial applications. To
measure the hardness of the workpiece, the Vicker’s
hardness tester is used at 0.5 Kg load for 10 seconds at
three different locations. The average value of hardness
is found to be 128.4 HV. Garnet abrasive of grit size of
mesh #85 is used for the experimention. The four input
parameters that were varied at three levels (low,
medium and high) are waterjet pressure, step over distance,
traverse rate and abrasive mass flow rate (Table 2). These
parameters are found to be influncing significantly in
AWIPM (3-6). The ranges of these parameters are
selected based on the trail runs.

Table 1. AWJM details

Machine used OMAX 2626 Precision Jet Machining Center
Power 22kW, 50 Hz
Min Waterjet Pressure 138 MPa
Max Waterjet Pressure 413 MPa
CNC Work Table size 1168 mm x 787 mm
Work Envelope X-Y cutting travel of 737 mm x 660 mm
Focusing Nozzle diameter 0.76 mm
Orifice diameter 0.35 mm
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Table 2. Variable process parameters at different levels

S. No. Variable Process Parameters Levels
Low Medium High
1 Waterjet Pressure (MPa) 138 155 172
2 Step Over (mm) 0.2 0.3 0.4
3 Traverse Rate (mm/min) 1500 2000 2500
4 Abrasive Mass Flow Rate (kg/min) 0.22 0.32 0.42

Raster path is chosen while cutting the workpiece
materials (Figure 10). The raster path is a path in which
the abrasive waterjet moves in straight cut. However,
during at the ends of each pass, the jet makes a 90° turn,
after which it moves linearly as per the pre-specified
step over distance. Thereafter, it takes another 90° turn
and then proceeds for the next straight cut. This step is
repeated to cover the entire area specified by the user.
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Figure 3. Flow pattern of raster path

The experiments were designed using Lo orthogonal
array (OA). The responses are then measured and
ANOVA analysis is performed to determine the
significant parameters. The experimental results are given
in Table 3.
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Figure 4. AWJPM of Titanium alloy as per Ly OA

The depth of cut is measured using TESA IP67
Digital Vernier Calliper with least count of 0.0lmm,
while the surface roughness (R,) is measured using a
Mahr Marsurf make contact type surface roughness tester

with a traverse length of 5.6 mm, cut-off length of 0.8
mm and using a Phase corrected Gaussian filter.

4. RESULTS AND DISCUSSIONS

The depth of cut and surface roughness (R,) values
obtained are given in Table 3. ANOVA TM software is
used for statistical analysis. The input parameters which
contribute significantly have been determined and the
response graphs are plotted.

4.1 Analysis of depth of cut

ANOVA table (Table 4) indicates that the step-over and
traverse rate are significant process parameters (at 90%
confidence level). Abrasive flow rate and pressure are
found to be insignificant. Even though the Abrasive
flow rate and waterjet pressure are not siguinificant, the
trend can be observed from the response graphs (Figure
12).

Response graphs in Figure 12 indicate that high
pressure, low step-over distance, low traverse rate and
high abrasive flow rate results in higher depth of cut.
The follwing are observed from the response graphs in
Figure 12; as the depth of cut increases with increase in
the waterjet pressure. This indicates that as the waterjet
pressure increases, the kinetic energy of jet and abrasive
particles also increases thus resulting in a higher depth
of cut.

The depth of cut decreases as step-over decreases.
This may be due to the increase in number of waterjet
passes overlapping per unit area on the workpiece
surface due to raster path. Depth of cut decreases with
increase in traverse rate. This is due to the faster
movement of the waterjet over the workpiece. Higher
abrasive flow rate results in higher depth of cut. This
may be due to the interaction of a larger number of
abrasive particles on the workpiece surface, which are
also similarly observed by [7].

Table 3. Experimental results

Input Process Parameters Output Process Parameters
S. No Pressure Step Over Traverse Rate Abrasive Flow Rate Surface Depth of
(MPa) (mm) (mm/min) (kg/min) Roughness (um) Cut (mm)
1 138 0.2 1500 0.22 3.53 1.9
2 138 0.3 2000 0.32 4.86 0.93
3 138 0.4 2500 0.42 5.04 0.29
4 155 0.2 2000 0.42 4.2 1.85
5 155 0.3 2500 0.22 6.35 0.84
6 155 0.4 1500 0.32 5 1.25
7 172 0.2 2500 0.32 6.68 1.87
8 172 0.3 1500 0.42 3.85 2.28
9 172 0.4 2000 0.22 10.1 0.86
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Table 4. ANOVA Table

Source Pool DF S \ F S' p
P - 2 0.60 0.30 5.35 0.49 13.99
SO* - 2 1.73 0.87 15.41 1.62 46.34
TR* - 2 1.05 0.52 9.34 0.94 26.81

AFR Y 2 0.11 0.06 - - -
(e) - 2 0.11 0.06 - 0.45 12.86

Total - 8 3.49 0.44 - - -

P - Waterjet pressure, SO - Step over, TR - Traverse rate, AFR - Abrasive mass flow rate, (e) - Error, Y - Pooled variable DF -
Degrees of freedom, S - Sum of squares, V - Variance, F - F ratio, S' - Pure sum of squares, p - Percentage contribution (%)

* - Significant Parameter

Table 5. ANOVA Table for Surface Roughness

Source Pool DF S \ F S' p
P - 2 9.13 4.57 1.40 2.59 7.98
SO Y 2 6.54 3.27 - - -
TR - 2 8.83 4.42 1.35 2.29 7.06

AFR - 2 7.93 3.97 1.21 1.39 4.28
(e) - 2 6.54 3.27 - 26.17 80.68

Total - 8 32.43 4.05 - - -

P - Waterjet pressure, SO - Step over, TR - Traverse rate, AFR - Abrasive mass flow rate, (e) - Error, Y - Pooled variable DF -
Degrees of freedom, S - Sum of squares, V - Variance, F - F ratio, S' - Pure sum of squares, p - Percentage contribution (%)
* - Significant Parameter
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4.2 Analysis of surface roughness (R.) step-over, low traverse rate and high abrasive flow rate.

These levels are required for achieving lower R,.
While ANOVA analysis successfully yielded the

significant parameters for the resultant depth of cut, the 5.
same is not found for surface roughness (R,). From
Table 5, the significance of individual parameters could
not be determined using the Lo Orthogonal Array
Design of Experiments approach. This indicates that
higher order of experimentation is necessary to
determine the significant parameters. However, from the
response graphs (Figure 13), it is observed that lower R,
values are obtained with low waterjet pressure, low

CONCLUSION

This work aims to determine the significant input
parameters in AWJPM of titanium for achieving
higher depth of cut and lower surface roughness (R,).
ANOVA analysis is carried out to identify the
significant process parameters and their corresponding
response graphs were plotted.
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The step-over and the traverse rate play the most
significant role in achieving higher depth of cut. The
depth of cut reacts inversely with step-over and
traverse rate. However, it varies directly with waterjet
pressure. This indicates that high step over and high
traverse rate, lead to lower depth of cut. In the case
surface roughness (R,), it is observed that a higher
order of experimentation is necessary to understand
the effects of input parameters. This leaves a lot of
scope for future study.
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EKCIHEPUMEHTAJIHA HCTPAKKUBAIBA
I''IOJABBA )KJBEBA OJ1 JIET'YPE
TUTAHUIJYMA TIPUMEHOM OBPAJE
ABPA3ZUBHUM BOJEHUM MJIA30OM

M. Kanrtadady, Pajec Pam M., I1. H. Emanyea, P.
I'okya, P. Pamoxan

OOpasa aOpa3MBHMM BOACHMM MIIA30M j€ jelaH Of
HajpacrpocTpambeHNjUX HEKOHBEHIIMOHAIMHUX IIpolieca
obpase Marepujaia Telmkux 3a obpamy. ITopen oOpame
pe3ameM, KOPHUCTH ce 3a W 3a 00pamy CTpyramem,
Hape3uBame HaBOja, U3pajay KJbeOOoBa, IiIoname, Utl. Y
OBOM pajly MOAPOOHO Cy MpHKa3aHa CKCIePUMEHTATIHA
HCTpakuBama oOpane turanujyma (Ti6Al4V) abpasus—
HUM BOJCHHM MJIa30M IPHMEHOM IpaHaTHOr abpasuBa.
Bpurena cy ucnmtuBama yTULAja NPUTHUCKA BOICHOT
MiIa3a, pa3Maka m3Mel)y myTama amata, Op3uWHa IMyTame
ajara W Op3WHEe TPOTOKa abpa3WBHE Mace Ha KOHAYHE
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BpeIHOCTH AyOMHE pe3ama M ParaBOCTH IOBPLIMHE.
[Tnan exkcnepumeHara je HampaBJjbeH MOMONy Iporpam—
ckor makera L9 Orthogonal Array nok je ANOVA
aHanmM3a BapwjaHce Omima of momohm Kox oapehuBama
3Havaja mporeca. ANOVA anamms3a nyOmHE pesama je

138 = VOL. 44, No 2, 2016

HoKasana Ja Ccy pasMmak usMely myTama anaTta u Op3uHa
MyTame ajara JBa HajBOXHMjE IapaMerpa Ipolieca.
Melytum, ANOVA ananuza panaBocTH IOBPIIMHE HHje
Jana yOeaspMBE pe3ysiTaTe M MapaMeTpu OJ 3Hadaja 3a
mporiec oOpaje HICYy MOTIIH OUTH onpeleHH.
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