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Summary. A common model for milling dynamics, i.e. a harmonic oscillator,
was extended by a continuous, linear thermo-elastic model describing the dynamic
behaviour of the workpiece. A widely studied, empirical cutting force model is used
to describe the coupling of both systems. Finally, a numerical solution strategy for
the coupled system is outlined and complemented by numerical simulations that
show the work piece effect on the stability of the cutting process.

1 Introduction

A milling machine is a machine tool for the shaping of metal or other solids. Its
basic components are a rotating cutter, a spindle, a z-slider that is attached
to a moving portal and a table on which the workpiece is mounted. The
modelling of milling dynamics, the determination of stable cutting conditions
and the design of more efficient milling machines are important research fields
in production technology. Effective methods to predict stable processes have
been developed in recent years [2,6]. An essential part of these methods is
an abstract dynamical model that reproduces the local characteristics of the
actual milling system in terms of the dynamics at the tip of the cutter. In
combination with a process model to describe the cutting forces it leads to
a delay-differential equation (DDE), whose stability characteristics have been
widely studied in the last decades [6, 8].

The focus of this paper is a detailed study of the machine work piece
interactions. Hence, in addition to the DDE model for the cutter the workpiece
is accounted for by a visco-elastic material model. The coupling is realised
through the cutting force. This approach allows for a refined stability analysis
and will eventually lead to a refined prognosis of stable cutting conditions.

The paper is organised as follows: In Sect. 2 we derive the model equations.
An algorithm for the numerical approximation of the new milling model is
outlined in Sect. 3. Numerical results for different scenarios corresponding to
stable and unstable cutting conditions are included. The last section is devoted
to some concluding remarks.
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Fig. 1. Schematic representation of the milling process

2 Modelling

2.1 Model Equations

To avoid technicalities we represent the machine dynamics by an harmonic
oscillator equation for the centre of mass ¢ = (¢, gy, ¢-)", of the cutter with
mass m., written in the inertial reference frame (x,y, z), cf. Fig. 1. Note that
this model reproduces at least one relevant mode of the milling machine.
Furthermore, the cutter oscillates only in the x,y-plane. The additional z-
component has been introduced to ease the coupling with the workpiece
model. The coordinates in the oscillator reference frame are related to those
of the workpiece reference frame by a linear, time dependent transformation
(z,y,2) = (X,Y,Z) = b(t), where b(t) = (Xo — f.L£,Yy, Zo) denotes the trans-
lation vector given in the workpiece frame. Hence, the equation of motion for
the cutter model reads:

mej + Dg+ Kq = [Fy, F,, 00", (1)

where D denotes the damping and K the stiffness matrix. The right hand side
of (1) takes into account the cutting force, a sum of the forces acting on each
tooth in cut.

We assume that the largest part of the workpiece behaves like a visco-
elastic solid. Only in the vicinity of the cutting edge, visco-elasto-plastic
effects have to be taken into account. To some extend, these effects are already
included in the empirical cutting force model. Therefore, we focus here on the
visco-elastic behaviour of the workpiece, which we model with the standard
equations of linear visco-elasticity with Kelvin—Voigt damping (see, e.g., [5])
assuming small strains.
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2.2 Coupling
Boundary Conditions

The basis for the coupling of workpiece and machine model is the cutting
force. Usually, the latter is computed in terms of the so-called uncut chip
thickness (see, e.g., [1]), which describes the thickness of the material to be
removed by the tooth which is in cut . Here we use the following algebraic
relation between uncut chip thickness and the cutting forces due to Weck [9]:

. .~ AT N
F= (FR,FT,Fz) = CLPK(Uc) maX(h, O), (2)

where K (vc) denotes the vector of cutting constants which can be a function
of the cutting speed ve [6]. Note that the precise form of K (vc) has to be
found experimentally.

An expression for the uncut chip thickness h can be derived by consider-
ing a two dimensional, independently vibrating work-piece-cutter system, for
details we refer to [3]:

h=—f.cos¢’ + (q(t) = q(t — 7)) -] = (u(t, Rp) —u(t — 7, Rq)) -el. (3)

Here, Rp and R denote the two work piece material points being currently
machined. We notice that the uncut chip thickness consists of three different
parts. The first one represents just the cutter displacement due to the given
feed f,. Projected on the radial direction, it yields the stationary uncut chip
thickness. The second part represents the machine oscillations and produces
the modulation of the chip thickness that has been identified to be the main
reason for chatter. The third contribution to the uncut chip thickness is related
to the workpiece deformation.

On the cutting edge the forces act in three directions: perpendicular to the
cutting velocity, in opposite direction to the cutting velocity and parallel to
the rotation axis of the cutter. Note that the z-component of K (ve) vanishes
for orthogonal cutting. We transform (2) into the workpiece reference frame
and sum up for all teeth to obtain:

N
F = (Fp, Fy, F.)" == g(¢ (1)O(¢ (1) F. (4)
j=1

Here, g = 1 if the corresponding tooth ‘j’ is in cut and g = 0, otherwise. The
orthogonal matrix O(¢”) transforms the forces F' into the workpiece reference
frame. NV, denotes the number of cutter teeth.

Now we define the boundary condition for the momentum balance equa-
tion as:

u=20 on I'p,

|FI(Tt)| on I'(t) x (0,te).
0 otherwise.
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| I'(t) | denotes the measure of the area, where the cutting force acts on the
workpiece (cf. Fig. 1).

3 Numerical Simulations

3.1 The Algorithm

We present a straightforward numerical algorithm to compute an approximate
solution of the coupled system in time domain. Recall that in a milling process
with nonzero feed material is removed from the workpiece. Since we use a
visco-elastic work piece representation that cannot take the chip removal into
account directly, we introduce the following approximation of this process.
At first we divide the time interval [0,¢.] into subintervals with the length
T, tacitly assuming ¢. to be a multiple of 7. Based on these subintervals, we
construct a sequence of space-time-cylinders Q; = §2; x (k7, (k + 1)7] with an
update of the work piece shape according to the theoretical tooth path given
by the static chip thickness (i.e. the first term in (3)).

This approach allows us to use the methods of steps to solve the coupled
PDE/DDE system: For given initial data on the interval [—7, 0] we solve the
system in [0, 7]. Then iteratively, we use the solution in ((I — 1)7,17] as initial
data for the following tooth period and perform the analysis for the interval
(I, (I + 1)7]. With the help of this technique we proved the existence of a
unique weak solution of the coupled system in the entire time interval [0, ¢.],
see e.g. [3].

With the above considerations we may now introduce a time integration
scheme for an arbitrary tooth period (I7, (Il + 1)7]. To this end, we discre-
tise the pde part of the coupled system with linear finite elements in space.
Thus, we obtain a system of ordinary differential equations with delay. In
our time stepping strategy we make use of an incremental decoupling such
that the momentum balance can be solved in each time step with a Newmark
scheme [7]. We integrate the remaining DDE with a standard ode-solver, i.e.
Runge-Kutta-54 [4]. All retarded and coupling terms are provided by means
of interpolation. The data transfer from one tooth period to another is also
carried out by interpolation.

Note that the presented method is restricted to cutting conditions where
only one tooth is in cut. However, form a practical point of view this poses
no severe limitation.

3.2 Simulation Results

The system of equations has unstable and stable solutions depending on the
parameters rotation speed n, number of teeth IV, axial depth of cut a, and
radial depth of cut. For the simulations we fix the cutting parameters f, =
0.2mm, N, = 4, D = 15mm and n = 7,500rpm. For the first example the
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Fig. 2. x,y-component of the cutter vibrations (g, gy), mean workpiece deforma-
tions (uz) at the cutting edge and the uncut chip thickness (h)

axial depth of cut is @, = 1mm, the entry and exit angles are ¢; = 7/2,
wgr = 7 and we have chosen a rather rigid workpiece geometry, corresponding
to the work piece depicted in Fig.1. We set t, = 507, i.e., for the choice of
n and N,, t. = 0.1s. In Fig. 2, we see the results of the first simulation run.
Since the uncut chip thickness converges to a stationary state, we identify
this milling process as stable. The induced deformations do not interfere with
the stable cutting conditions. The workpiece deformations are one order of
magnitude smaller than the cutter vibrations.

The second example shows the work piece effect on the stability of milling
process. The cutter was assumed to be rigid, which means that only the work
piece may cause unstable cutting conditions. We performed the simulations
for a rather rigid work piece geometry, as shown in Fig.1 and a beam-like
work piece which has a low bending stiffness. The cutting parameters are
ap = 15mm, ¢, = 7/2 and g = 37/4 and we simulated 20 tooth periods,
i.e. for the choice of n and N,, t. = 0.04s. While the uncut chip thickness
converges for the stable workpiece geometry to the stationary evolution, we
observe for the beam like, unstable workpiece geometry a divergence of the
uncut chip thickness indicating the occurrence of unstable cutting conditions,
i.e. chatter.
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Fig. 3. Uncut chip thickness for a stable and an unstable work piece

4 Conclusions

The goal of this paper was to enhance existing models of the milling process
to allow for the consideration of the workpiece influence. The simulations in
Sect. 3 show that the model is capable of reproducing instability effects due
to a lack of workpiece stiffness.

The results are promising and open up various directions for future
research, such as the development of an efficient numerical tool for the
systematic derivation of stability diagrams for the coupled system.

References

1. Altintas, Y.: Manufacturing Automation Cambridge University Press, Cambridge
(2000)

2. Altintas, Y., Weck, M.: Ann. CIRP 53/2, 619-642 (2004)

Chelminski, K., Hémberg, D., Rott, O.: WIAS Preprint No. 1392, (2008)

4. Deuflhard, P., Bornemann, F.: Scientific Computing with Ordinary Differential

Equations. Springer, New York (2002)

Dill, E.H.: Continuum Mechanics. CRC, New York (2007)

6. Faassen, R.P.H., van de Wouw, N., Oosterling, J.A.J., Nijmeijer, H.: Int. J. Mach.
Tool Manufact. 43, 1437-1446 (2003)

7. Hughes, T.J.R.: The Finite Element Method. Dover Publications, New York
(2000)

8. Insperger, T., Stépén, G.: Int. J. Numer. Methods Eng. 61, 117-141 (2004)

9. Weck, M., Teipel, K.: Dynamisches Verhalten spanender Werkzeugmaschinen.
Springer, Berlin (1977)

@

ot



	Modelling, Analysis and Stability of Milling Processes  Including Workpiece Effects
	1 Introduction
	2 Modelling
	2.1 Model Equations
	2.2 Coupling
	Boundary Conditions


	3 Numerical Simulations
	3.1 The Algorithm
	3.2 Simulation Results

	4 Conclusions
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 149
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 149
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 599
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /CreateJDFFile false
  /Description <<

    /BGR <>
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e9ad88d2891cf76845370524d53705237300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc9ad854c18cea76845370524d5370523786557406300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /CZE <>
    /DAN <>
    /ESP <>
    /ETI <>
    /FRA <>
    /GRE <>

    /HRV (Za stvaranje Adobe PDF dokumenata najpogodnijih za visokokvalitetni ispis prije tiskanja koristite ove postavke.  Stvoreni PDF dokumenti mogu se otvoriti Acrobat i Adobe Reader 5.0 i kasnijim verzijama.)
    /HUN <>
    /ITA <>
    /JPN <FEFF9ad854c18cea306a30d730ea30d730ec30b951fa529b7528002000410064006f0062006500200050004400460020658766f8306e4f5c6210306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103055308c305f0020005000440046002030d530a130a430eb306f3001004100630072006f0062006100740020304a30883073002000410064006f00620065002000520065006100640065007200200035002e003000204ee5964d3067958b304f30533068304c3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020ace0d488c9c80020c2dcd5d80020c778c1c4c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /LTH <>
    /LVI <>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor prepress-afdrukken van hoge kwaliteit. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /POL <>
    /PTB <>
    /RUM <>
    /RUS <>
    /SKY <>
    /SLV <>
    /SUO <>
    /SVE <>
    /TUR <>
    /UKR <>
    /ENU (Use these settings to create Adobe PDF documents best suited for high-quality prepress printing.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToCMYK
      /DestinationProfileName ()
      /DestinationProfileSelector /DocumentCMYK
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles false
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /DocumentCMYK
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice




