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Application of the Dealloying Method to the Grinding and Finishing
of TC4 Titanium Alloy Magnetic Particles
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Abstract: This study attempted to solve the problem of quantitative removal of TC4 titanium alloy surface material and improve the
efficiency of the lapping finishing process for TC4 titanium alloy magnetic particles by employing the electrochemical dealloying and
magnetic particle lapping methods. The electrochemical dealloying method was used to analyze the corrosion range of the TC4
titanium alloy in 0.5, 1, and 1.5 mol /L NaOH solutions, and it was determined that when the electrolyte concentration was 1.5
mol /L, the corrosion interval was large and the corrosion and dissolution of the Al element was obvious. In electrochemical
dealloying experiments, the dealloying behavior was characterized by potentiodynamic and potentiostatic polarization. The range of
critical voltage determined by potentiodynamic polarization is 0.5-2.3 V. The influence of the scanning rate was then excluded by
potentiostatic polarization, and the accurate critical voltage of dealloying was determined to be 2.1 V. Electrochemical dealloying
experiments were conducted on TC4 titanium alloy workpieces in 1.5 mol/L of NaOH solution at 2.1 V. Scanning electron
microscopy revealed that a nanoporous structure with large pores and continuous uniformity was prepared on the surface of the TC4

titanium alloy after electrochemical dealloying. With the prolongation of the electrochemical dealloying test time, the Al element
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continued to dissolve rapidly and continuously. The dealloying process penetrated deep into the interior of the TC4 titanium alloy, and
the thickness of the nanoporous layer also increased. After electrochemical dealloying of the TC4 titanium alloy for 3, 6, and 9 h, the
Vickers hardness of the nanoporous layer on the surface was detected by a microhardness tester under the same test conditions.
Results showed that, compared with the TC4 titanium alloy, the Vickers hardness of the nanoporous layer on the surfaces of the
workpieces after dealloying was reduced by 29.4%, 39.5%, and 46.7%, respectively. A friction test using a friction and wear tester was
performed on the workpieces after dealloying and revealed that the grinding ball penetrated the nanoporous layers prepared on the
workpiece surfaces after dealloying for 3, 6, and 9 h, and the times for the friction factor to jump were 11, 21, 35 min, respectively.
The thickness of the nano-porous layer on the surfaces of the dealloyed workpieces was measured using a step instrument. The
measurement data showed that the thickness of the nano-porous layer on the surface of the TC4 titanium alloy could reach 2.2, 3.8,
and 6.2 um after 3, 6, and 9 h of dealloying, respectively. Finally, the TC4 titanium alloy and dealloyed workpieces were subjected to
magnetic particle grinding and finishing tests. After 165 min of magnetic particle grinding, the 6.2-pm-thick wear scars on the surface
of the TC4 titanium alloy were effectively removed; after 45 minutes, the 6.2 um thick wear scar on the surface of the dealloyed workpiece was
effectively removed, the nano porous layer was quantitatively removed, and the magnetic particle grinding efficiency was improved by 72.7%.
In addition, a comparison of the Vickers hardnesses of the workpiece surfaces before and after grinding showed that the dealloying reaction
corroded and dissolved the surface layers of the workpieces, which decreased the surface hardnesses of the workpieces but did not affect the
performance of the TC4 titanium alloy matrix. Thus, dealloying-magnetic particle grinding composite processing enables the quantitative
removal of the surface material of the TC4 titanium alloy, and the processing efficiency of magnetic particle grinding can be improved by
reducing the Vickers hardness of the surface material. This processing technology can provide a reference for the quantitative removal of surface
materials while ensuring the grinding efficiency of cemented carbide.

Keywords: TC4 titanium alloy; electrochemical dealloying; nanoporous structure; vickers hardness; magnetic particle grinding;
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Table 1 Friction and wear test conditions

Rotating speed / Load/ Rotation radius /  Grinding ball radius /
(r+min™") g mm mm
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Table 2 Experimental conditions

Item Experimental
parameter
Workpiece (/X wX )/ (mmX mmX mm) 20X20X3

Magnetic pole D/ mm Nd-Fe-B:@8 X 20

Magnetic pole speed 7/ (r » min™") 800
Working gap H/ mm 2
Feed rate f/ (mm » s™') 2
Average abrasives size d / um 250
Magnetic abrasive particles m / g 10
Grinding fluid ¥/ mL 5

I APEAL, 3 R A 4 B IR IA S 6.2 pm
() T A%, FORIRE BE SR VA BE 6.2 um (1) TC4A k&4 T4
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Fig. 11 Comparison of the cross-sectional shape of the

dealloyed workpiece before and after grinding
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