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Abstract: Titanium alloy possesses high strength, good corrosion resistance, and high heat resistance;
thus, it is widely used in the aerospace and other fields. Blades of titanium alloy are important
components of aero-engines and are essential to the engines operation. In this work, a Ti-6Al-4V
blade was formed by cross wedge rolling (CWR) to realize the near net-shape of an aero-engine
blade. First, thermal simulation experiments of Ti-6Al-4V were carried out to obtain the thermal
deformation constitutive equation of the alloy. The finite element software Deform-3D was then used
to simulate the thermodynamic coupling of the forming process, and the metal flow, temperature,
and stress–strain distribution laws during the forming process were analyzed. Finally, experimental
verification of the Ti-6Al-4V blade was carried out by using an H500 CWR mill. The results revealed
the feasibility of applying CWR to preform Ti-6Al-4V blades.

Keywords: cross wedge rolling; Ti-6Al-4V alloy; blade; thermodynamic coupling; numerical
simulation

1. Introduction

Titanium alloy possesses high strength, good corrosion resistance, and high heat resistance;
as such, it is widely used in aerospace applications and in other fields [1–7]. Ti-6Al-4V, as the
trump alloy in the titanium alloy industry, is widely used in engine parts, including titanium alloy
blades [8–11]. At present, titanium alloy blades are obtained by either free forging of preformed blanks
or die forging [12]. During the forming process of blade preforms, free forging techniques rely on
repetitive and extensive manual operation. Although such techniques can produce key parts of various
shapes, some disadvantages of the use of preformed blanks have been reported. For example, free
forging is strongly dependent on manual operation, it requires multiple fires and processes, and it
shows poor stability. It is also prone to poor size and shape precision, preform billeting, low efficiency,
and a low material utilization rate. Therefore, it can also lead to high production costs, local coarse and
mixed grain structures, irregular distribution of streamlines, and other issues. To address these issues,
the University of Science and Technology Beijing formed a research unit to propose a new technology
for titanium alloy blade production called cross wedge rolling (CWR) preforming [7].

CWR allows the shaping of shaft parts without or with less cutting. It is an important development
of the near-net forming manufacturing technology [13–15]. Compared with the forging and cutting
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processes, CWL presents the advantages of higher production efficiency (3–7 times higher than that
of standard processes), 20–40% material savings, higher precision products, less severe working
conditions, longer mold lifetimes, approximately 30% reduced production cost, and applicability to
the mass production of rotary parts or non-preforms [16]. Several scholars have studied CWR forming.
In 1993, for example, T.A. DEAN analyzed the global application and development trends of CWR.
In recent years, different scholars have conducted thorough studies on the forming theory of CWR and
the rolling process of different materials [17–30].

Liu [17–21] systematically studied the CWR forming of martensitic valve steel 4Cr9Si2 and analyzed
the influences of the CWR process parameters on the resulting forming properties. A CWR billet forming
process to obtain engine valves under optimized process parameters has been proposed. Zheng and
Ji [31–34] analyzed and tested the CWR forming of austenitic valve steel 21-4N. Wang [27–29,35] analyzed
the CWR forming and microstructure of high-temperature alloy GH4169; using Deform-3D, the authors
successfully predicted the evolution mechanism of the alloy microstructure during deformation.
Peng [36,37] studied the CWR forming of 42CrMo/Q235 composite laminated shafts and analyzed the
thickness-to-diameter ratio and contact stress; composite laminated shafts were subsequently rolled
out. Huo [25,26,38] studied the microstructure and plastic damage of the high-speed railway axle
25CrMo4 alloy subjected to CWR forming and analyzed the evolution mechanism of the microstructure
and development of damage to achieve an accurate CWR process. Bulzak [39], with other scholars,
carried out experiments and numerical simulations on the CWR of ball studs. Pater [13] later discussed
the limitations of CWR, analyzed the necking problem, and reviewed the applications of the finite
element software Deform in CWR. Zhou [40] also carried out a theoretical analysis and experimental
research on necking and analyzed the effects of different section shrinkage rates on this problem.
Bruschi [37] predicted the damage on the CWR AA6082 and determined the damage and crack in the
rolling process. Yang [41] studied the CWR loose defects in the core area, analyzed the development
process of the loose, and provided the criterion. Lovell [30,42–44] combined theoretical analysis, finite
element simulation, and experimentation to analyze the critical friction and stable rolling conditions of
two-roll CWR. Du [45,46] analyzed the evolution of the microstructure of the AISI 5140 alloy during
CWR forming and observed changes in its grain size after rolling. At the Beijing Research Institute
of Electrical Technology, Xu [47,48] performed numerical simulations on the CWR process of the
intermediate axis and analyzed the concave core size formed using different technological parameters.
At present, most scholars are focused on studying carbon steel, aluminum alloy, or other alloys in
CWR forming. Relatively few studies have focused on titanium alloys, the CWR characteristics of
which are virtually unknown. Given the increase in the applications of titanium alloys, it has become
necessary to research on these forming characteristics, especially for near-net shapes.

In this work, the thermal deformation constitutive equation of Ti-6Al-4V was obtained using a
Gleeble-1500D instrument for thermal simulation experiments. The finite element software Deform
was then used to carry out thermodynamic coupling numerical simulations on the forming process of
the alloy, and the patterns of metal flow, temperature, stress–strain distribution, rolling force, and other
parameters were analyzed during the forming process. Finally, the Ti-6Al-4V blade was verified using
an H500 CWR mill.

2. Establishing the Constitutive Equation of Ti-6Al-4V

The thermal simulation experiment of the Ti-6Al-4V alloy was carried out on the 1500-D thermal
simulation test machine at Tsinghua University, as shown in Figure 1. Specimens with a diameter of
8 mm and depth of 15 mm were machined as shown in Figure 2. Experiments were carried out at
temperatures of 850, 950, 1000, or 1050 ◦C and at strain rates of 0.01, 0.1, 1, or 10 s−1; where the true
strain was 0.916. During the experiment, the two ends of the Ti-6Al-4V titanium alloy were coated with
graphite lubricant and heated at a rate of 10 ◦C/s−1 up to the deformation temperature. Deformation
occurred after 3 min of insulation. Figure 3 shows the true stress curves of the Ti-6Al-4V titanium alloy
obtained from the experimental measurements.
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The rheological behavior of the materials can be expressed as mathematical functions, including 
the power, exponential, and hyperbolic sine functions as expressed in Equations (1)–(3). The 
hyperbolic sine function can be adapted to a large stress range; thus, it is widely used in engineering. 
This paper used the hyperbolic sine function to describe the Ti-6Al-4V constitutive equation as 
described in references [49–51]. The Zener–Hollomon function describes the deformation 
temperature and deformation rate [52], which is also known as the Z parameter, and it is expressed 
as in Equation (4). 
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The rheological behavior of the materials can be expressed as mathematical functions, including
the power, exponential, and hyperbolic sine functions as expressed in Equations (1)–(3). The hyperbolic
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sine function can be adapted to a large stress range; thus, it is widely used in engineering. This paper
used the hyperbolic sine function to describe the Ti-6Al-4V constitutive equation as described
in references [49–51]. The Zener–Hollomon function describes the deformation temperature and
deformation rate [52], which is also known as the Z parameter, and it is expressed as in Equation (4).
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where A, B, C, m, n, α, and β are material constants, α = β/m,
.
ε is the strain rate (s−1), σ is the

rheological stress, Q is the deformation activation energy (KJ/mol), T is the absolute temperature (K),
and R is the gas constant (8.3145 J mol−1 K−1).

Monophasic and biphasic regions exist in the titanium alloy structure. A two-phase region
exists at temperatures below 950 ◦C, whereas a single-phase region exists at temperatures above
950 ◦C. Constitutive equations of the monophasic and biphasic regions were established. After the
calculations, the Zener-Hollomon parameters of the Ti-6Al-4V titanium alloy could be expressed as
follows (Equations (5) and (6)):
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Combining the Zener–Hollomon parameters of the Ti-6Al-4V titanium alloy with Equations (1)–(3),
the constitutive equation of the titanium alloy was obtained as follows (Equations (7) and (8)):
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3. Establishment of a Finite Element Model

CWR is mainly conducted to form shaft parts. Figure 4 shows the plane layout of a CWR die,
which is divided into three parts: the wedging, stretching, and finishing stages. The wedging stage
mainly involves blanking out of a V-shaped groove to facilitate forming. The stretching stage is the
main stage of the whole process of rolling forming, and the finishing stage involves modification of
the components to improve the component’s accuracy and to meet size requirements.
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The thermal deformation constitutive equation of the Ti-6Al-4V, obtained by the thermal
simulation experiment was imported into Deform-3D [7,20,21,25], and a finite element model of
engine blade forming by CWR was established. Figure 5 shows the finite element model, which is
composed of two rollers, two guides, and one billet. According to the characteristics of Ti-6Al-4V the
titanium alloy CWR, the following assumptions were made to improve the working efficiency of the
model:

(1) During CWR, large plastic deformation is observed on the rolled piece, and the elastic deformation
is negligible. Therefore, the Ti-6Al-4V titanium alloy rolled piece can be considered as a plastic
body, whilst the CWR die can be considered as a rigid body.

(2) The Ti-6Al-4V titanium alloy is rolled symmetrically. For convenient calculations, only half of
the rolled structure is selected for the simulation calculation. Symmetric constraint boundary
conditions are defined at the symmetrical portion of the rolled piece.

(3) Sheet metal forming usually adopts the Cullen friction. For bulk forming, shear friction is
usually adopted, and the contact relationship between the rolling piece and the guide plate is
neglected. The friction coefficient between the Ti-6Al-4V billet and the die is set to 0.7 as in
References [7,19,27].

(4) Deform automatically re-divides the grid when the cumulative maximum strain increment of the
rolling piece is 0.7, to ensure that the software is sufficiently accurate without requiring excessive
mesh repartitioning.

(5) A thermodynamic coupling model is introduced. Considering various heat transfer processes,
such as thermal convection, heat radiation, heat conduction, plastic deformation heat,
and frictional heat, the heat transfer boundary is defined in the rolled piece, die, and the
surrounding environment. When the ambient temperature is 20 ◦C, the heat radiation rate
of the rolled piece is 0.7, the convection heat transfer coefficient between the rolled piece and the
air is 250 W/m2·K, and the contact thermal conductivity between the rolled piece and the die is
11 × 103 W/m2·K.

(6) An H500 CWR mill is selected with a die specification of Φ500 mm × 400 mm. On the basis of
actual conditions, the speed of the roller rotation is set to 10 r/min in the numerical simulation.

The main parameters for the Ti-6Al-4V alloy blade CWR simulation are shown in Table 1. The main
die parameters are shown in Table 2.
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Figure 5. Finite element model of the CWR for Ti-6Al-4V.

Table 1. Main parameters of the CWR simulation.

Parameters Value

Speed of roll 10 (rpm)
The initial temperature of the material 850 (◦C)

Environment temperature 20 (◦C)
Heat transfer coefficient 11 × 103 (W/m2·K)
Convection coefficient 250 (W/m2·K)

Friction factor 0.7
Mesh number for billet 50,000

Billet material Ti-6Al-4V

Table 2. Main die parameters for simulation.

Working Condition Forming Angle (◦) Stretching Angle (◦) Area Reduction Rate (%)

1 30, 35, 40 5 65.9
2 35 3, 5, 7, 9 65.9
3 35 5 51.2, 56.9, 65.9, 72.4

4. Results and Discussion

4.1. Forming Process

Figure 6 shows the Ti-6Al-4V blade CWR forming process. When t = 0.14 s in the wedging stage,
the rolled piece bit into the cavity with rotation of the mold and a V groove was extruded from the
symmetrical center of the rolled piece. With further rotation of the mold, the depth of the groove
was gradually increased until the wedge was completed. The rolling zone of the rolled piece was
compressed in the radial direction, and the outer diameter gradually decreased. When t = 1.06 s,
the stretching stage was initiated, and the rolled piece continued to rotate under the function of the
die type. Considering that the wedge height of the die was unchanged and that the width of the
wedge die changed from narrow to wide, the metal in the deformation zone was further compressed
by the die along the axial direction, and radial compression occurred to meet the size requirement.
With increasing width, the rolled piece formed at t = 4.01 s. In the finishing stage, the rolled piece was
rolled into the required size, and the surface quality was refined.
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4.2. Law of Metal Flow

The mechanism of CWR forming can be reflected by observing the flow pattern of the metals.
Rolling mainly drives metal flow according to the shape of the die until the piece is finally formed.
Figure 7 shows the deformation of the rolled piece mesh before and after rolling. The main deformation
of the rolled piece involved radial compression and axial extension. Figure 7a,b show the changes
in the transverse mesh of the Ti-6Al-4V blade before and after the CWR; where the material was
subjected to large torsion along the rolling direction. Figure 7c,d show schematics of the changes in the
longitudinal mesh before and after the Ti-6Al-4V blade CWR. From the lower part of the rolling contact
zone to the symmetrical center of the piece, the torsional degree of the mesh increased gradually,
and the torsional direction was the same as that of the rolled piece. At the upper part of the rolling
contact surface, the torsional direction was opposite to the rotational direction of the rolled piece.
In the middle of the rolling contact surface, a point in the rolled piece that did not experience torsion
was formed. This point was referred to as the K point, which reflected the non-relative sliding of the
rolled piece and the die. In this position, the tangential velocities of the rolled piece and the die were
equal. At a position below the K point, the linear velocity of the die was greater than that of the rolled
piece. The surface metal of the rolled piece under the force of friction, with the die, experienced growth
movement to the rolled piece rotation direction, resulting in torsional bias in the direction of the rolled
piece. At a location higher than that of the K point, the linear velocity of the die was less than that
of the rolled piece. The surface metal of the rolled piece was hindered by the die under the action
of friction, and the motion was relatively lagged, resulting in torsion at the opposite direction of the
rotation of the rolled piece.
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4.3. Temperature Distribution

Temperature was among the important factors affecting thermal processing. The Ti-6Al-4V blade
rolling forming was also affected by temperature. Deform software was used to analyze temperature
changes in the rolling process, as such this knowledge was of great significance in controlling the
shaped microstructures. Figure 8 shows the changes in temperature during the rolling of the Ti-6Al-4V
blade. Figure 8a shows the changes in temperature during the numerical simulation. In the wedging
stage, when t = 0.175 s, the contact zone temperature of the rolled piece surface and the die was
reduced rapidly. The temperature reached 820 ◦C, whereas the temperature of the core remained
almost unchanged. At t = 0.596 s, the wedge was completed, and the surface temperature could reach
700 ◦C. In the stretching stage, when t = 0.996 s, the metal along the radial compression degree became
larger, but the plastic work was inadequate to produce more heat. The temperature of the outer surface
of the metal, which was under the action of the die, decreased. When t = 4.000 s, the forming process
ended, and the temperature of the rolled piece decreased to about 900 ◦C, as shown by the numerical
simulation. The temperature of the Ti-6Al-4V blade rolled piece was approximately 850 ◦C after CWR,
as measured by the thermal imager (Figure 8b). This finding was consistent with and supported the
results of the numerical simulation.
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4.4. Stress Analysis

Figure 9a–c shows the directions of stress distribution of the Ti-6Al-4V rolled piece in the wedging,
stretching, and finishing stages. In the wedging stage, the die cut a V groove on the surface of the
rolled piece, where contact with the die exerted a maximum compressive stress of up to 130 MPa on
the piece, and the equivalent stress from the contact point to the core of the rolled piece was gradually
reduced. As the rolled piece entered the stretching stage, its stress distribution characteristics became
identical to those of the wedging stage. Owing to the repeated rubbing of the metal during rolling,
the various stresses indicated that the core was under tensile stress, reaching 300 MPa in the X, Y, and Z
directions. Loose core defects roll out easily after rolling was completed. Finally, upon entering the
finishing stage, the deformation was complete, and the contact parts of the rolled piece surface and the
die were subjected to a compressive stress of approximately 50 MPa.
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4.5. Strain Analysis

The core area point (P1), middle area point (P2), and the surface point (P3) of the rolled piece were
taken to track strain changes during the forming process (Figure 10). To facilitate the analysis, the strain
distribution of the three points was traced using a cylindrical coordinate system. Figure 11 shows that
both the radial and tangential strains were compressive in nature, whereas the axial strain was tensile
in nature before P2, P3, and P1 entered the rolling deformation area. Afterward, the radial strain of
P1, P2, and P3 decreased rapidly. After 1.0 s, P1, P2, and P3 were always subjected to compressive
strain. The variation trend of the tangential strain during rolling deformation was similar to that of the
radial strain. The axial strain on P1 was subjected to a large tensile strain, which rapidly increased
to 1.4 after rolling started. During rolling, the strain tended to remain constant. P1 and P2 showed
a similar trend, which was maintained at about 1.1. The equivalent strain showed a large and rapid
change in P1, which indicated that the deformation degree of the external point was greater than that
of the other points. After entering the finishing stage, the strain tended to be stable. Overall, the strain
values of the metals in the deformation area initially increased rapidly, whilst the radial and tangential
strain experienced cyclic fluctuations. The axial strain increased rapidly and then stabilized.



Metals 2018, 8, 1054 10 of 15

Metals 2018, 8, 1054 10 of 15 

 

 

(c) The Finishing stage 

Figure 9. Stress distribution of the CWR Ti-6Al-4V blade rolling process (a) The wedging stage; (b) 
The Stretching stage; (c) The Finishing stage. 

4.5. Strain Analysis 

The core area point (P1), middle area point (P2), and the surface point (P3) of the rolled piece 
were taken to track strain changes during the forming process (Figure 10). To facilitate the analysis, 
the strain distribution of the three points was traced using a cylindrical coordinate system. Figure 11 
shows that both the radial and tangential strains were compressive in nature, whereas the axial strain 
was tensile in nature before P2, P3, and P1 entered the rolling deformation area. Afterward, the radial 
strain of P1, P2, and P3 decreased rapidly. After 1.0 s, P1, P2, and P3 were always subjected to 
compressive strain. The variation trend of the tangential strain during rolling deformation was 
similar to that of the radial strain. The axial strain on P1 was subjected to a large tensile strain, which 
rapidly increased to 1.4 after rolling started. During rolling, the strain tended to remain constant. P1 
and P2 showed a similar trend, which was maintained at about 1.1. The equivalent strain showed a 
large and rapid change in P1, which indicated that the deformation degree of the external point was 
greater than that of the other points. After entering the finishing stage, the strain tended to be stable. 
Overall, the strain values of the metals in the deformation area initially increased rapidly, whilst the 
radial and tangential strain experienced cyclic fluctuations. The axial strain increased rapidly and 
then stabilized. 

  
Figure 10. The reference point location diagram. Figure 10. The reference point location diagram.

Metals 2018, 8, 1054 11 of 15 

 

  
(a) (b) 

  
(c) (d) 

Figure 11. The strain distribution of the CWR Ti-6Al-4V blade process. (a) Radial strain; (b) Tangential 
strain; (c) Axial strain; (d) Effective strain. 

4.6. Analysis of the Force Energy Parameters 

Force energy parameters are an important reference value when selecting suitable rolling mill 
equipment and optimization of the mold parameters. A better understanding of the force energy 
parameters of the Ti-6Al-4V during CWR corresponds to a better understanding of the rolling rules. 
Figure 12a shows the change rules of the force energy parameters during the Ti-6Al-4V rolling. In the 
wedging stage, the rolled piece was in contact with the die. The contact area was small, which caused 
the rolling force to increase rapidly. Figure 12a shows that the rolling force increases rapidly from 0 
kN to 5 kN. When the rolled piece began to wedge into the die, a small V groove formed, and the 
deformation resistance became large. Hence, a large rolling force was needed to overcome the 
deformation resistance of the rolled piece, resulting in a rapid increase in the rolling force. With the 
gradual increase in the wedge depth, the rolled piece entered the stretching stage. At a stable rolling 
force, the Ti-6Al-4V rolled piece was characterized by a radial compression and axial tensile state, 
with forces of 1.5, 2, and 5 kN in the X, Y, and Z directions, respectively. In the finishing stage, the 
contact area between the Ti-6Al-4V rolled piece and the die remained unchanged, and the rolling 
force was reduced to 0. Figure 12b illustrates the change rules of rolling torque in the rolling process. 
The maximum rolling torque was 4500 N·m in the wedging stage, and the steady rolling torque was 
3500 N·m in the stretching stage and it decreased to 0 at the end of rolling. 

 

Figure 11. The strain distribution of the CWR Ti-6Al-4V blade process. (a) Radial strain; (b) Tangential
strain; (c) Axial strain; (d) Effective strain.

4.6. Analysis of the Force Energy Parameters

Force energy parameters are an important reference value when selecting suitable rolling mill
equipment and optimization of the mold parameters. A better understanding of the force energy
parameters of the Ti-6Al-4V during CWR corresponds to a better understanding of the rolling rules.
Figure 12a shows the change rules of the force energy parameters during the Ti-6Al-4V rolling. In the
wedging stage, the rolled piece was in contact with the die. The contact area was small, which caused
the rolling force to increase rapidly. Figure 12a shows that the rolling force increases rapidly from
0 kN to 5 kN. When the rolled piece began to wedge into the die, a small V groove formed, and the
deformation resistance became large. Hence, a large rolling force was needed to overcome the
deformation resistance of the rolled piece, resulting in a rapid increase in the rolling force. With the
gradual increase in the wedge depth, the rolled piece entered the stretching stage. At a stable rolling
force, the Ti-6Al-4V rolled piece was characterized by a radial compression and axial tensile state,
with forces of 1.5, 2, and 5 kN in the X, Y, and Z directions, respectively. In the finishing stage,
the contact area between the Ti-6Al-4V rolled piece and the die remained unchanged, and the rolling
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force was reduced to 0. Figure 12b illustrates the change rules of rolling torque in the rolling process.
The maximum rolling torque was 4500 N·m in the wedging stage, and the steady rolling torque was
3500 N·m in the stretching stage and it decreased to 0 at the end of rolling.
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5. Experimental Verification

The Ti-6Al-4V blade CWR blank test was completed at the part rolling center of the University
of Science and Technology Beijing. A CWR mill and tube-type electric furnace were used in the
equipment. Figure 13a shows the H500 CWR mill. According to the experimental configuration or die
processing, a block-type die was adopted to cut the processing time and to reduce the experiment costs.
To satisfy the experimental requirements, two sets of parameters were applied to each die. Subsequent
experimental conditions were modified based on the results of the initial die, and the length of the
material used in the experiment was 100 mm. The blank was placed into the tube-type electric furnace
and it was heated to the corresponding rolling temperature before initiating the rolling experiment.
Figure 13b shows the Ti-6Al-4V blade obtained after rolling; this blade was compliant with the size
requirements. Table 3 shows the experimental data, which are consistent with the simulation results.
The error was less than 2%, which indicated that the measurements were credible.
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Table 3. Diameter distribution after rolling.

Project Design Value Test (mm) Relative Error (Exp) Numerical
Simulation (mm)

Relative Error
(FEM)

1 10.50 10.68 1.6% 10.70 0.43%
2 10.50 10.60 0.9% 10.65 1.4%
3 10.50 10.65 1.4% 10.68 1.6%
4 10.50 10.58 0.7% 10.66 1.5%

6. Conclusions

In this paper, the CWR billets of Ti-6Al-4V blades were thoroughly studied. Through theoretical
analysis, numerical simulation, and rolling experiments, the following main conclusions were obtained.

(1) The Gleeblel-1500D thermal simulation test was carried out, and the constitutive equation of the
Ti-6Al-4V alloy was established. The rules of metal flow, temperature, stress–strain distribution,
and rolling force during the CWR were systematically analyzed.

(2) In the forming process of the Ti-6Al-4V alloy, the metal flows differed along the length of the
rolled piece. The metal flowed quickly at the surface point, but it flowed slowly at the core area
point. The axial flows of material from the interior to the exterior of the piece gradually increased
toward the outer surface and then decreased. Increases in rolling length increased the difference
between the axial flows.

(3) When the Ti-6Al-4V alloy was formed, the rolling temperature was approximately 850–900 ◦C.
From the trend of temperature change, in the axial direction, by rolling the middle symmetry
plane, which was gradually reduced to both sides; in the radial, the temperature of rolled piece
from the core area to surface was gradually decreased. Owing to the repeated rubbing of metal
during rolling, the core area was subjected to tensile stress, which could reach 300 MPa in the X,
Y, and Z directions. Hence, loose core defects appeared after the completion of rolling. In the
forming process, the equivalent strain of the surface point was greater than that of the core and it
gradually stabilized after entering the stretching stage.

(4) In the process of the Ti-6Al-4V blade CWR blank, the forces were 1.5, 2, and 5 kN in the three
directions at the stretching stage, and the maximum rolling torque was 4500 N·m.

(5) The technology of the Ti-6Al-4V blade CWR blank is feasible and it presents great advantages in
the production of Ti-6Al-4V blades.

In future work, the microstructure of the Ti-6Al-4V blade after CWR will be analyzed. Furthermore,
research on the formation integration of the CWR of titanium alloy blades will be conducted to expand
the industrial applications of this technology.
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