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Ductile and brittle transition 
behavior of titanium alloys in  
ultra-precision machining
W. S. Yip & S. To

Titanium alloys are extensively applied in biomedical industries due to their excellent material 
properties. However, they are recognized as difficult to cut materials due to their low thermal 
conductivity, which induces a complexity to their deformation mechanisms and restricts precise 
productions. This paper presents a new observation about the removal regime of titanium alloys. The 
experimental results, including the chip formation, thrust force signal and surface profile, showed 
that there was a critical cutting distance to achieve better surface integrity of machined surface. The 
machined areas with better surface roughness were located before the clear transition point, defining 
as the ductile to brittle transition. The machined area at the brittle region displayed the fracture 
deformation which showed cracks on the surface edge. The relationship between depth of cut and 
the ductile to brittle transaction behavior of titanium alloys in ultra-precision machining(UPM) was 
also revealed in this study, it showed that the ductile to brittle transaction behavior of titanium alloys 
occurred mainly at relatively small depth of cut. The study firstly defines the ductile to brittle transition 
behavior of titanium alloys in UPM, contributing the information of ductile machining as an optimal 
machining condition for precise productions of titanium alloys.

Titanium alloys are applied widely in aerospace and medical industries because of their superior material proper-
ties such as high strength and fracture resistance1–4. They become one of the most popular medical alloys and they 
are used in different complex forms such as cylinder, bar, plate, sheet and stripe5 in the real applications. They are 
required to machine precisely for obtaining the desired shape and an excellent surface quality in order to fulfill the 
medical uses. Titanium alloys hold a high yield strength and their flow stresses increase suddenly when the strain 
rate is over 103 s−1 in machining processes6,7, adding the challenges in the machining process. The deformation 
mechanism of titanium alloys in machining is extremely complicated and deviates from the other traditional 
alloys such as aluminum alloys and magnesium alloys8.

The low thermal conductivity of titanium alloy leads to an ineffective heat transference from the cutting zone 
to the surrounding9–12, causing an ineffective dissipation of cutting heat from the tool/workpiece interface. On 
the other hand, the ability of sustaining strength at elevated temperature of titanium alloys, the resulting work-
ing hardening on the machined surface is serious8 which further induces the high cutting force and the inten-
sive cutting force variation3. High cutting temperature in machining processes is another problematic issue and 
places negative influences on machining performances13,14. Also, the phase change caused by the high cutting heat 
in machining leads the alternation of the deformation regime in machining processes, adding the difficulty on 
machining of titanium alloys especially in ultra-precision machining (UPM). In general, the machining mecha-
nism of a material in a cutting process is mainly evaluated by the machining indicators of chip formation and tool 
wear15–17. Because of the low thermal conductivity and the extremely high strain rate induced in the machining 
processes of titanium alloys, the chip formation happens rapidly in the material removal process18. On the other 
hand, the high material shearing stress and plastic deformation with extremely high cutting temperature affect 
the chip formation18. Consequently, the chip formation in machining of titanium alloys is influenced by many 
machining factors and therefore it is difficult to conduct an analysis of cutting mechanism of titanium alloys. On 
the other hand, tool wear in machining of titanium alloys is serious and tool life is reported to be short19,20. The 
tool damage leads to the dramatic change in experimental conditions and the interrupt cutting motion in the 
cutting processes. Because of the frequent tool damage, the machining mechanism of titanium alloys is difficult to 
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observe as the change in the tool condition causes the alteration of cutting mechanism. Moreover, the machined 
materials around the tool/workpiece interface are suffered from physical and metallurgical changes because 
of high cutting temperature18. In response to the above uncertainty in observing the machining indicators in 
machining of titanium alloys, the cutting mechanism of titanium alloys is always difficult to determine.

Cutting a groove with tilted angle was a common methodology for determining the deformation regime of 
brittle materials in previous literature21–24, however, it is not feasible for the case of identifying the deformation 
characteristic of titanium alloys which are hard and exhibit low thermal conductivity. For the low thermal con-
ductivity materials, the thermal gradient and thermal softening effects at the tool/workpiece interface in machin-
ing processes are always dominant and accumulative; when titanium alloys are cut with an increasing depth of 
cut, the dynamic increase of depth of cut provides the extra fresh materials and surface areas in the machined 
surface, they develop an averaging effect on the cutting zone as the fresh surfaces serve as new cooling media. In 
this study, we cut an individual groove with different depth of cut instead of an increasing depth of cut at a single 
groove. In response to the material property of low thermal conductivity of titanium alloys, a sharp transition 
point is expected to appear on the machined surface under cutting at the same level of depth of cut.

The ductile to brittle behavior of brittle materials has been extensively investigated previously25,26, and the 
ductile machining strategy is widely adopted to improve surface finishing of the brittles materials. However, up to 
now, limited researches have reported the machining characteristics of titanium alloys, the fracture mechanism of 
these alloys in the material removal process in UPM is ever fewer reported. This paper aims to reveal the ductile 
to brittle transition regime of titanium alloys in UPM and shows the effects of depth of cut on the critical cutting 
distance and the ductile to brittle transition behavior of titanium alloys. We reported that there was a ductile 
deformation region on the machined surface of titanium alloys which showed a lower level of elastic recovery and 
better surface integrity, and it was highly depended on depth of cut. The cutting area outside the ductile defor-
mation region suffered from a higher level of material swelling and the brittle fracture deformation, resulting of 
poorer surface integrity and the generation of uncut materials, which was defined as a brittle deformation region. 
The experimental results of cutting force, cutting profile, surface roughness, chip formation and machined surface 
in the different areas of machined surface were investigated and they gave out the evidences of above phenom-
enon. The clear crack was appeared at the ductile and brittle transition point which located in between of the 
machined surface of lower and higher elastic recovery. The cutting distance that started to appear the brittle frac-
ture was denoted as the critical cutting distance. The present study firstly defines the ductile to brittle deformation 
mechanism and the critical cutting distance of titanium alloys in UPM, providing the information of optimal 
machining condition in precision machining of titanium alloys.

Method
Titanium alloys Ti6Al4V (TC4) which contain 0.25% of iron, 0.2% of oxygen, 6% aluminum, 4% of beta phase 
stabilizer, 6% alpha phase stabilizer and remaining parts of titanium were used for the experiments. The length 
and diameter of titanium alloys were 40 mm and 16 mm respectively. Titanium alloys underwent straight line cut-
tings by the single point diamond tool. Depth of cut in the experiments was adjusted from 2 μm–7 μm with 1 μm 
interval value; therefore, six straight lines were cut individually on the titanium alloys’ surface with different depth 
of cut. Feedrate (cutting velocity) was set as 150 mm/min and unchanged throughout the experiments. The radius 
and height of diamond tool were 1.494 mm and 10.186 mm respectively. The chips were observed under scanning 
electron microscopy (SEM) machine Hitachi HT3030. The cutting force in three directions was captured by a 
force sensor Kistler 9256 C. Moore Nanotech 350FG (4 axis Ultra-precision machine) was used for diamond 
cutting. Surface roughness and the cutting profile of machined surface were measured by Wyko NT8000 Optical 
Profiling System, which is the optical profiler using non-contact measurement. The experimental setup is shown 
in Fig. 1. The fixture with the workpiece was hold on to the ultra-precision machine by the vacuum suction. The 
diamond tool moved in the upward direction and provided the straight line cutting on the workpiece, forming 
the groove on the machined surface.

Figure 1. Experimental Setup of diamond cutting for generating a machined groove. The upward movement of 
diamond tool provided the cutting motion on the machined surface.
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Results and Discussion
Chip formation. The chip morphology and segmentation occupy the crucial roles in observing the machin-
ability and the machining mechanism of titanium alloys. The chip formations generated at different depth of cut 
are shown in Fig. 2 (a–f). Cook27 explained the relationship between the chip morphology and cutting tempera-
ture in the cutting process of titanium alloys; when the thermal softening effect in the primary deformation zone 
was dominant over the strain hardening effect, the chip would appear as a serrated shape. According to Fig. 2(a), 
for the chip formation generated at depth of cut 2 μm, the length of saw tooth was the largest in comparison to 
that of generated at other depth of cut, this explained the thermal softening effect was stronger at relatively small 

Figure 2. (a–f). The chip formations with the indication of brittle and ductile deformation areas at depth of cut 
2 μm–7 μm. The letters B and D are the brittle deformation area and the ductile deformation area respectively.
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depth of cut. The intensive thermal softening effect at the tool/workpiece interface further promoted the ductile 
deformation at the cutting zone, therefore, the length of saw-tooth decreased with depth of cut increase, and the 
degree of ductile deformation decreased with the cutting thickness increased.

The chip edge showed the saw-tooth shape at the cutting conditions of depth of cut 2 μm–4 μm, the saw-tooth 
edge gradually disappeared when depth of cut increased to 5 μm or above. Moreover, according to Fig. 2 (a–c), the 
void nucleation was observed near the chip edge at depth of cut 2 μm–4 μm; the void nucleation inside the chip 
suggests the ductile fracture in the cutting process28–30, which provided the evidence of the existence of ductile 
deformation at those depth of cut. For the chip formations generated at higher depth of cut 5 μm–7 μm as shown 
in Fig. 2 (d–f), the shapes of those chips were entire without any void, which implied that the brittle deformation 
was dominant over the whole cutting process without involving ductile mode cutting. The above experimental 
results explained that the cutting thickness governed the ductile and brittle deformation of UPM of titanium 
alloys.

On the other hand, the periodic saw-tooth was observed in the chip edge at depth of cut 2 μm–4 μm, which the 
length of saw-tooth in the chip edge was inhomogeneous in one single chip. The parts of chip edge displayed the 
longer saw-tooth while other parts displayed the shorter saw-tooth. This finding is matched with the report from 
Sun. S et al.31, which they observed that the periodic chip edge appeared in the cross section of chips in turning 
of titanium alloys. The periodic chip structures were disappeared when depth of cut increased to 5 μm–7 μm. The 
generations of inhomogeneous chip edge at depth of cut 2 μm–4 μm indicated that the brittle and ductile defor-
mation occurred simultaneously at one single cut at relatively small depth of cut, similarly, the generations of 
homogeneous chip edge at depth of cut 5 μm–7 μm implied that the brittle deformation was the only deformation 
mechanism at relatively large depth of cut. The corresponding areas of brittle and ductile deformations on the 
chip edge are denoted as letters “B” and “D” respectively in Fig. 2 (a–f).

Cutting profile and surface quality. The cutting profiles of machined groove at depth of cut 2 μm–7 μm 
are shown in Fig. 3. According to Fig. 3, the cutting profiles of every individual machined groove (2 μm–7 μm) 
showed various depth along a constant depth of cut, which was caused by the material swelling effect. Actually, 
the material swelling effect commonly occurs in UPM. The materials that are melted become viscous fluid under 
continuous cutting and the material fluid localizes at the two sides and the bottom of the tool edge. The metal 
fluid solidifies and expands when temperature of the machined surface decreases32,33, as a result, the machined 
surface swells and apparent tool marks are left on the machined surface, introducing the deviation of actual 
cutting depth from the assigned one. The microscopes of three areas of each machined groove were captured, 
they are denoted as X, Y and Z as the figures shown. The letters of X, Y and Z with the subscript of depth of cut 
denoted as the machined areas with “a lower level of material swelling”, “a transition point of lower material swell-
ing to higher material swelling” and “a higher level material swelling” respectively. The depth variation among 
the individual machined groove was different from that of each other, and it is highly depended on depth of cut. 
According to Fig. 3, for depth of cut 2 μm–4 μm, the depth of machined groove varied along the machined sur-
face, the depth of machined groove firstly decreased and then reached to the lowest value, the depth increased 
again in the following cutting distance, demonstrating the different degrees of material swelling at one single cut. 
For the machined groove generated at depth of cut 5 μm–7 μm, the cutting profiles of them appeared distinctively, 
the decreasing/increasing rate of depth in the cutting profile was smaller. The above results suggested that the 
material swelling rate changed when depth of cut was various, and therefore, the cutting mechanism altered when 
depth of cut changed.

Areas X of all machined grooves displayed differently from areas Y and Z; areas X had the smoother and finer 
surfaces in comparison to that of the areas Y and X generated in all depth of cut, there was no tear on the surface 
and surface edge at areas X. For areas Y, there was a clear crack on the groove edge (shown as red circles in Fig. 3), 
it became the important indicator for the transition point from the lower material swelling area to the higher 
material swelling area and the start of ductile to brittle transition, the crack was defined as the transition point 
of ductile to brittle area. The machined surfaces of areas Z displayed coarseness, the left of groove edge at areas 
Z contained cracks (shown as blue circle in Fig. 3) and they were the footprints of uncut materials which were 
generated by the brittle deformation under the brittle fracture mode.

Surface roughness of areas X, Y and Z at depth of cut 2 μm–7 μm is shown in Fig. 4. The results are consistent 
with the cutting profiles shown in Fig. 3, because of the brittle deformation and fracture tearing of chip at areas 
Z, it could been seen that surface finishing obtained in areas X was superior than that of areas Z, which surface 
roughness of areas X was always smaller than that of areas Z. Especially for the surface generated at depth of cut 
3 μm and 4 μm, the difference of surface roughness between these two areas was remarkably large, this large var-
iation was again counted by the different deformation modes at the area X (ductile) and the area Z (brittle). For 
areas Y at all depth of cut, surface roughness was the highest among other areas; the underlying reason was the 
formation of the crack at the ductile to brittle transition point, consequently, the ragged surface caused the worst 
surface quality.

The cutting distance between areas X and Y is expressed as d, it explained the minimum/critical cutting dis-
tance of the brittle fracture deformation and the start of coarsened surface appearance. The graph of d versus 
depth of cut is shown in Fig. 5. The minimum/critical cutting distance increased with depth of cut increase.

Figure 6 shows the deep material swelling percentage of areas X and Z after the diamond cutting, which was 
determined by the difference between the assigned and actual cutting depth at the bottom of machined surface. 
Deep material swelling is caused by the expanded materials after the solidification of melted metal fluid in cutting. 
According to Fig. 6 the material swelling effect was serious for titanium alloys in UPM, the material swelling per-
centage was over at least 40% for both areas X and Z no matter the value of depth of cut, it is one of the important 
machining characteristics of titanium alloys, which is low elastic modulus materials.
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Cutting Force analysis. Figure 7 shows the thrust force of machined groove generated at depth of cut 
2 μm–7 μm. The thrust force was used to identify the level of deep material swelling at the bottom area of the 
machined surface9–11. The higher value of thrust force means the higher level of deep material swelling on the 
machined surface and vice via. According to Fig. 7, the thrust force was varied through a single cut, it implied that 

Figure 3. The groove profiles and groove surfaces generated at depth of cut 2 μm–7 μm. The letters X, Y and Z 
are denoted as the area with “a lower level of material swelling”, “a transition point of lower material swelling to 
higher material swelling” and “a higher level material swelling”.

Figure 4. Surface roughness of areas X, Y and Z generated at depth of cut 2 μm–7 μm.
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the material swelling level was varied alone one machine groove and it was consistence to the different values of 
cutting depth on the individual machined groove as shown in Fig. 3. The variation of thrust force decreased with 
depth of cut increase. The thrust forces fluctuated largely at depth of cut 2 μm–4 μm, and it became flatter and 
more stable at depth of cut 5 μm–7 μm. In general, the implications of thrust force patterns in Fig. 7 were matched 
to the cutting profiles shown in Fig. 3.

As illustrating in Fig. 7, the patterns of increasing/decreasing trend of thrust force at depth of cut 2 μm–4 μm 
were different from that of depth of cut 5 μm–7 μm. For the thrust forces generated at depth of cut 2 μm–4 μm, 
the thrust forces firstly decreased and following with an increasing trend, the sharp lowest points were observed 
at the transition points. On the contrary, for the thrust forces at depth of cut 5 μm–7 μm, the thrust force pat-
terns displayed dissimilarly, they showed relatively flat comparing to that of smaller depth of cut 2 μm–4 μm, 
which showed a comparable lower increasing/decreasing rate, and the highest sharp transition points were 

Figure 5. The graph of d versus different depth of cut. d is the minimum/critical cutting distance of starting the 
brittle fracture deformation.

Figure 6. The material recovery percentage of areas X and Z.

Figure 7. The thrust forces of machined grooves generated at depth of cut 2 μm–7 μm.
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demonstrated in the thrust force signals. Actually, the increase and decrease of thrust forces at constant depth of 
cut implied that there were two cutting mechanisms at one single cut. The demonstration of relatively flat patterns 
in the thrust forces at depth of cut 5 μm–7 μm explained only one cutting mechanism throughout the whole cut-
ting processes; with the information of chip formation and cutting profile discussed above, it can be concluded 
that the whole cutting processes conducted at depth of cut 5 μm–7 μm are described as brittle machining without 
a ductile material removal process.

Conclusion
In this study, the cutting mechanism of titanium alloys in UPM was firstly revealed through experimental 
approaches. The experimental results displayed the existence of brittle and ductile deformation mechanism and 
the ductile to brittle transition behavior. The critical machining parameters for conducting ductile machining 
of titanium alloys are both the cutting distance and depth of cut. Ductile machining of titanium alloys in UPM 
occurs when the cutting distance is not over the critical cutting distance. The critical cutting distance increases 
with depth of cut increase. The ductile to brittle transition behavior mainly happens at smaller depth of cut 
(in this study, the depth of cut was 2 μm–4 μm), cutting at higher depth of cut would result of the single brittle 
removal mode. This study provides the important information of implementing ductile machining of titanium 
alloys in UPM, supporting to improve surface finishing and surface integrity of precise medical components.

Data availability statement. The datasets generated during and/or analysed during the current study are 
available from the corresponding author on reasonable request.

References
 1. Ezugwu, E. O. & Wang, Z. M. Titanium alloys and their machinability—a review. Journal of materials processing technology. 68.3, 

262–274 (1997).
 2. Arrazola, P. J. et al. Machinability of titanium alloys (Ti6Al4V and Ti555. 3). Journal of materials processing technology. 209(5), 

2223–2230 (2009).
 3. Pramanik, A. Problems and solutions in machining of titanium alloys. The International Journal of Advanced Manufacturing 

Technology. 70(5-8), 919–928 (2014).
 4. Nouari, M. & Makich, H. Experimental investigation on the effect of the material microstructure on tool wear when machining hard 

titanium alloys: Ti–6Al–4V and Ti-555. International Journal of Refractory Metals and Hard Materials. 41, 259–269 (2013).
 5. Khorev, A. I. High-strength titanium alloy VT23 and its applications in advanced welded and brazed structures. Welding 

International. 24(4), 276–281 (2010).
 6. Wulf, G. L. High strain rate compression of titanium and some titanium alloys. International Journal of Mechanical Sciences. 21(12), 

713–718 (1979).
 7. Follansbee, P. S. & Gray, G. T. An analysis of the low temperature, low and high strain-rate deformation of Ti− 6Al− 4V. 

Metallurgical and Materials Transactions A 20(5), 863–874 (1989).
 8. Sun, F. et al. Investigation of early stage deformation mechanisms in a metastable β titanium alloy showing combined twinning-

induced plasticity and transformation-induced plasticity effects. Acta Materialia. 61(17), 6406–6417 (2013).
 9. Kong, M. C., Lee, W. B., Cheung, C. F. & To, S. A study of materials swelling and recovery in single-point diamond turning of ductile 

materials. Journal of materials processing technology. 180(1), 210–215 (2006).
 10. Lee, W. B., Cheung, C. F. & To, S. Characteristics of microcutting force variation in ultraprecision diamond turning. Materials and 

Manufacturing Processes. 16(2), 177–193 (2001).
 11. Cheung, C. F. & Lee, W. B. Characterisation of nanosurface generation in single-point diamond turning. International Journal of 

Machine Tools and Manufacture. 41(6), 851–875 (2001).
 12. Yu, H. Y. Variation of elastic modulus during plastic deformation and its influence on springback. Materials & Design. 30(3), 

846–850 (2009).
 13. Cleveland, R. M. & Ghosh, A. K. Inelastic effects on springback in metals. International Journal of Plasticity. 18(5), 769–785 (2002).
 14. Luo, L. & Ghosh, A. K. Elastic and inelastic recovery after plastic deformation of DQSK steel sheet. Transactions-American Society 

of Mechanical Engineers Journal of Engineering Materials and Technology. 125(3), 237–246 (2003).
 15. Setti, D., Sinha, M. K., Ghosh, S. & Rao, P. V. Performance evaluation of Ti–6Al–4V grinding using chip formation and coefficient of 

friction under the influence of nanofluids. International Journal of Machine Tools and Manufacture 88, 237–248 (2015).
 16. Pervaiz, S., Rashid, A., Deiab, I. & Nicolescu, M. Influence of tool materials on machinability of titanium-and nickel-based alloys: a 

review. Materials and Manufacturing Processes. 29(3), 219–252 (2014).
 17. Davim, J. P. & Figueira, L. Machinability evaluation in hard turning of cold work tool steel (D2) with ceramic tools using statistical 

techniques. Materials & design. 28(4), 1186–1191 (2007).
 18. Bayoumi, A. E. & Xie, J. Q. Some metallurgical aspects of chip formation in cutting Ti-6wt.% Al-4wt.% V alloy. Materials Science and 

Engineering: A. 190(1–2), 173–180 (1995).
 19. Wang, Z. G., Rahman, M. & Wong, Y. S. Tool wear characteristics of binderless CBN tools used in high-speed milling of titanium 

alloys. Wear. 258(5), 752–758 (2005).
 20. Komanduri, R. & Von Turkovich, B. F. New observations on the mechanism of chip formation when machining titanium alloys. 

Wear 69(2), 179–188 (1981).
 21. Zhang, X., Arif, M., Liu, K., Kumar, A. S. & Rahman, M. A model to predict the critical undeformed chip thickness in vibration-

assisted machining of brittle materials. International Journal of Machine Tools and Manufacture 69, 57–66 (2013).
 22. Foy, K., Wei, Z., Matsumura, T. & Huang, Y. Effect of tilt angle on cutting regime transition in glass micromilling. International 

Journal of Machine Tools and Manufacture. 49(3), 315–324 (2009).
 23. Gao, W., Hocken, R. J., Patten, J. A. & Lovingood, J. Experiments using a nano-machining instrument for nano-cutting brittle 

materials. CIRP Annals-Manufacturing Technology. 49(1), 439–442 (2000).
 24. Wang, J., Fang, F. & Zhang, X. An experimental study of cutting performance on monocrystalline germanium after ion implantation. 

Precision Engineering. 39, 220–223 (2015).
 25. Bifano, T. G., Dow, T. A. & Scattergood, R. O. Ductile-regime grinding: a new technology for machining brittle materials. Journal of 

engineering for industry. 113(2), 184–189 (1991).
 26. Blackley, W. S. & Scattergood, R. O. Ductile-regime machining model for diamond turning of brittle materials. Precision engineering. 

13(2), 95–103 (1991).
 27. Cook, N. H. Chip formation in machining titanium. In Proceedings of the Symposium on Machine Grind. Titanium, Watertown 

Arsenal MA 1–7 (1953, March).
 28. Bradley, D. & Yilong, B. Ductile fracture and ductility—with applications to metalworking. Academic, London Google Scholar 

(1987).
 29. Rogers, H. C. The effect of material variables on ductility (1968).



www.nature.com/scientificreports/

8SCIEnTIfIC REPORTS |  (2018) 8:3934  | DOI:10.1038/s41598-018-22329-2

 30. Hua, J. & Shivpuri, R. Prediction of chip morphology and segmentation during the machining of titanium alloys. Journal of Materials 
Processing Technology. 150(1), 124–133 (2004).

 31. Sun, S., Brandt, M. & Dargusch, M. S. Characteristics of cutting forces and chip formation in machining of titanium alloys. 
International Journal of Machine Tools and Manufacture. 49.7, 561–568 (2009).

 32. To, S., Cheung, C. F. & Lee, W. B. Influence of material swelling on surface roughness in diamond turning of single crystals. Materials 
science and technology. 17(1), 102–108 (2001).

 33. Yip, W. S. & To, S. Reduction of material swelling and recovery of titanium alloys in diamond cutting by magnetic field assistance. 
Journal of Alloys and Compounds. 722, 525–531 (2017).

Acknowledgements
The works described in this paper are supported by the Research Committee of The Hong Kong Polytechnic 
University (Project Code: RTTL) and the National Natural Science Foundation of China (51675455).

Author Contributions
W.S. Yip and S. To. conceived and conducted the experiments, analyzed the results. All authors reviewed the 
manuscript.

Additional Information
Competing Interests: The authors declare no competing interests.
Publisher's note: Springer Nature remains neutral with regard to jurisdictional claims in published maps and 
institutional affiliations.

Open Access This article is licensed under a Creative Commons Attribution 4.0 International 
License, which permits use, sharing, adaptation, distribution and reproduction in any medium or 

format, as long as you give appropriate credit to the original author(s) and the source, provide a link to the Cre-
ative Commons license, and indicate if changes were made. The images or other third party material in this 
article are included in the article’s Creative Commons license, unless indicated otherwise in a credit line to the 
material. If material is not included in the article’s Creative Commons license and your intended use is not per-
mitted by statutory regulation or exceeds the permitted use, you will need to obtain permission directly from the 
copyright holder. To view a copy of this license, visit http://creativecommons.org/licenses/by/4.0/.
 
© The Author(s) 2018

http://creativecommons.org/licenses/by/4.0/

	Ductile and brittle transition behavior of titanium alloys in ultra-precision machining
	Method
	Results and Discussion
	Chip formation. 
	Cutting profile and surface quality. 
	Cutting Force analysis. 

	Conclusion
	Data availability statement. 

	Acknowledgements
	Figure 1 Experimental Setup of diamond cutting for generating a machined groove.
	Figure 2 (a–f).
	Figure 3 The groove profiles and groove surfaces generated at depth of cut 2 μm–7 μm.
	Figure 4 Surface roughness of areas X, Y and Z generated at depth of cut 2 μm–7 μm.
	Figure 5 The graph of d versus different depth of cut.
	Figure 6 The material recovery percentage of areas X and Z.
	Figure 7 The thrust forces of machined grooves generated at depth of cut 2 μm–7 μm.




