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Abstract Prevention of resonance in vibration of cutting tool
is essential for achieving high quality and efficiency of the
milling process. The resonance causes the cutting tool to os-
cillate with great amplitude and increases cutting tool wear
and production costs. Using a 3-D nonlinear dynamic model
of the milling process including both structural and cutting
force nonlinearities, gyroscopic moment, and rotary inertia,
different types of resonances in milling process are investigat-
ed in this article. The cutting tool is modeled as a rotating
clamped-free beam which is excited by cutting forces. Using
the method of multiple scales, frequency response function of
the system in primary and super harmonic resonances is ob-
tained. Using this model, the influences of axial depth of cut,
cutting tool diameter, cutting tool length, and the number of
cutter teeth on the frequency response of the tool tip vibrations
are studied. The results showed that increase of axial depth of
cut increases the steady state vibration response of the tool tip
in all resonance cases.
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Abbreviations

A cross-sectional area

E Young’s modulus

F, feed (radial) cutting force

F, tangential cutting force

G shear modulus

1 diametrical mass moment of inertia
J polar mass moment of inertia

K. the cutting coefficient contributed by the
shearing in tangential direction

K. the cutting coefficient contributed by the edge
action in tangential direction

K,. the cutting coefficient contributed by the
shearing in radial direction

K, the cutting coefficient contributed by the edge

action in radial direction

L,L, components of generalized nonconservative
forces in y and z directions

N number of teeth cutting tool

R tool radius

U strain energy

XY Z inertial coordinate system

A depth of cut

b(U), b(T) Strain and kinetic energy boundary terms

cr feed per tooth per revolution

D tool diameter

ww oo trapsverse displacs:ment .

i, j,k unit vectors associated with deformed beam

coordinate system

L length of tool

P density of the tool material

© elastic torsion about the elastic axis

b1, 02, P3 Euler angles

T period of tool revolution

N tool rotational speed
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Oxx»Oxy, Oy, €NgiNeering stress components
€xx>ExynEx;  €Ngineering strain components
(@ related to translation

()yor related to rotation

() variation of ()

) d/ox

O olot

(™) denotes vector

1 Introduction

Milling is one of the main machining processes used exten-
sively in industrial productions. The generation of complex
shapes with high quality for various types of materials is the
main advantage of the milling process in contrast to other
machining processes. Prediction and prevention of chatter vi-
bration and resonance are essential for achieving high quality
and efficiency of this process. Occurrence of chatter and vi-
bration resonance during milling may cause damage to tool,
spindle bearing, or the workpiece or may result in poor dimen-
sional accuracy and surface finish of the workpiece.

In recent decades, an extensive number of efforts have been
done to understand chatter in milling process. In the early
works, modeling and analysis of the complex geometry and
relative motion of workpiece/tool in milling process was car-
ried out. Material nonlinearity, structural nonlinearities, non-
linearities due to tool/workpiece geometry, and high order
nonlinear terms in the cutting force are the major sources of
nonlinearity included in cutting models. Several mathematical
methods, such as the bifurcation theory, perturbation analysis,
phase portraits, and Poincare section, are developed and used
for nonlinear dynamic analysis. Many researches have been
carried out for chatter prediction, detection, suppression, and
elimination. For example, Balachandran and Zhao developed
multiple degrees of freedom model to identify the instabilities
that may occur due to regenerative and/or loss of contact ef-
fects [1]. They predicted instabilities and explored motions
beyond the instability or bifurcation locations. Mann et al.
used a 2-DOF linear tool model to analyze the effects of
asymmetric structural modes and the nonlinear regeneration
in a discontinuous cutting force model of milling process [2].
Their investigations show hysteresis in bifurcation diagrams
and the presence of coexisting periodic and quasi-periodic
attractors. Vela-Martinez et al. developed a weak nonlinear
model in both structural stiffness and regenerative terms to
demonstrate the self-excited vibrations in machining [3].
They derived an approximate solution for this problem using
the method of multiple scales. Altintas et al. presented an
analytical multifrequency method (MF) for the prediction of
milling stability lobes [4]. This method requires transfer func-
tions of the structure at the cutter-workpiece contact zone and
is not suitable for small radial cutting depth problems. Some
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of the researches have been focused on the chaotic dynamics
beyond the stable region of milling process. For instance,
using a 2-DOF tool model, chaotic vibrations in high-speed
milling were studied by Banihasan et al. [5]. Also, using a 2-
DOF tool model, Moradi et al. predicted the chaotic behavior
of the limit cycles in the presence of regenerative chatter for
the nonlinear milling process [6]. The averaging method was
used by Campa et al. to predict the stability in the milling of
thin floors with bull-nose end mills [7]. Using the multistage
homotopy perturbation method, Compean et al. investigated
the stability of milling process [8]. Peng et al. presented a new
method based on dynamic cutting force simulation model and
support vector machine to predict chatter stability lobes in
milling process [9]. Also, Wan et al. used semi-discretization
method to obtain stability lobe diagram in milling process
[10]. This method is also used by Wan et al. to predict the
lateral and torsional/axial chatter stability in multifunctional
tools [11]. Also, Wan et al. established lowest envelop method
(LEM) to predict the ultimate stability lobe in milling process
by taking the lowest envelop of a group of stability lobes [12].
Transforming the dynamic cutting process into semi-discrete
time domain, the stability of the thread milling process was
modeled and predicted by Wan and Altintas [13]. Wang et al.
utilized Visual C++ software to calculate the chatter stability
domain in the high-speed vertical milling during the finish
machining of thin-walled workpiece made of titanium alloy
[14]. Referencing with the zero order solution, the frequency
domain 3-D chatter stability prediction based on the linear and
exponential force models are formulated by Yang et al. [15].
Modeling the workpiece-holder system as a 2-DOF system,
Qu et al. studied the machining stability in milling of thin-
walled plates and developed a 3-D stability lobe diagram of
the spindle speed, tool position, and axial depth of cut [16].
Using a 2-DOF tool model, reliability analysis for dynamic
structural system was presented by Liu et al. to predict chatter
vibration in a milling system based on first-order second-mo-
ment method [17]. Also, considering different contact charac-
teristic between milling cutter and workpiece, stability lobe
diagrams at different cutter positions are proposed by Yue
et al. to predict milling stability by employing full-discrete
method [18]. Aiming at process damping caused by interfer-
ence between a tool flank face and a machined surface of thin-
walled part, the dynamic model and critical condition of sta-
bility were investigated by Liu et al. using the relative transfer
functions [19].

In other researches, internal, primary, sub-, and super
harmonic resonances in milling process have been stud-
ied. For example, Moradi et al. investigated the occur-
rence of various types of bifurcation in milling process
considering tool wear and process damping [20]. They
used 2-DOF linear model for the tool and multiple-scale
approach to construct an analytical approximate solutions
under primary resonance for this model. They used
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similar model to analyze forced vibration of the milling
process [21]. They investigated both types of primary and
super harmonic resonances while the internal resonance
condition exists. In another work, they used a 2-DOF
dynamic model including both structural and cutting force
nonlinearities to investigate internal resonance and regen-
erative chatter in milling process [22]. Using 2-DOF mod-
el, Nakano et al. investigated the effect of multiple dy-
namic absorbers on regenerative chatter and resonance
caused by forced vibration generated in the end milling
operations [23].

In this article, a new model of tool vibration in milling
process is presented. Here, we focus on the forced vibra-
tion where a 3-D flexible nonlinear model of the cutting
tool with including gyroscopic moment and rotary inertia
is considered. Equations of motion of the system are ob-
tained using Hamilton’s principle. Multiple-scale ap-
proach is used to achieve the frequency response of the
system in primary, sub-, and super harmonic resonances.
Using this analytical solution, the effects of axial depth of
cut, cutting tool diameter, cutting tool length, and the
number of cutter teeth on the frequency response of the
system have been investigated.

2 System model

The cutting tool is modeled as a rotating clamped-free
Rayleigh beam as shown in Fig. 1. According to this figure,
frame X, Y, Z is an inertial coordinate system and frame x, y, z
is a local coordinate system that rotates with a constant rotat-
ing speed. It assumes that the tool in start time # = 0 is in the
direction of a straight line.

Beam bending deflections is shown in Fig. 2.
According to Rayleigh beam theory, the components of
displacements u;(x,y,z,1), u>(x,y,z,t), and us(x,y,z,1)
from the displacement vector of tool particles with respect
to rotating coordinate system may be expressed as:

Fig. 1 Undeformed coordinate system [25]

2823
Fig. 2 Deformed beam after elastic displacements [25]
ow(x,t ov(x, t
O B
6x ox (1)
u; = v(x, 1)
us = w(x,t)

that v and w show the transformation of the centerline of
tool with respect to rotating coordinate. These transformation
parameters with respect to rotating coordinate can be calculat-
ed by:

v = vcosd + w sind 2)
w = w cosp—v sind

where ¢ is the rotation angle of frame x, y, z about X, ¥, Z
coordinate system with speed ofep = €).

In addition to the moving displacement, the elements
of cutting tool have rotating displacement. The relation
between the original frame X, Y, Z and the deformed
frame x, y, z is described by three sequential Euler an-
gles ¥.(x, 1), ¥,(x,t) and .(x,?), as shown in Fig. 3.
Because of ignoring the torsional deformation of the
tool, one may assume that ¢ (x, )=t

The angular velocity of the deformed frame x, y, z
about frame X, Y, Z is [24, 25]:

Y.Y2 ¢

Fig. 3 Coordinate transformations

@ Springer
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W= wie] + wrey + w3é3
= (= sin,)e; + (1h,costh, sinQt + 1, cost)e;

+ (1p,costh, cosQt—1h, sinQt)es (3)

If shear deformation is neglected, angles ¢, and 1, can be
related to the displacements as [24, 25]:

ov
Y, = sin ! 6x2 ;
(1+8)+ @) )
ow (4)
Y, = —sin”! ax

VO+2 4+ (@) + @)

3 Equations of motion
In this section, equations of motion of the system are obtained

using Hamilton’s principle. Hamilton’s principle may be
expressed as [26]:

/ 2[5(U—T)—5W]dt = 0. (5)

1

3.1 Strain energy

The usual expression for strain energy in terms of engineering
stresses and strains is:

1 !
U= E/ ﬂA (axxgxx + Oyexy + szsxz) dzdydx (6)
0
Where
Oy = Eéxy
Oy = Geyy, (7)
Ox; = Gey,

The variation of strain energy yields:

1

SU = / (7v5v + 7W5w) dx + b(U) (8)
0
where
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and

b(U) = [Vi=(M,) |ov ! |

0 =+ (sz)év 0

4 (My,)5w"é + [erw'(My/)léwu (10)

where the resultant stress and moments are defined by:

Vx/ = ﬂUxxdde == EA/2 (V/z + W/Z)

A
M, = EIL; (-w") (11)
My = EL ()

The section integrals in Eq. (11) are defined as follows:
A= gdydz = nR?
Iy = gzzdydz ="/,R (12)
I, = Q“yzdydz ="/,R*
3.2 Kinetic energy

The kinetic energy of cutting tool is calculated as follow [24,
25]:

T = Tuan+ Tror
L

L
1 . 1 .
2/2/Apr~rdA dx+§/olp{w} [I{w}dA dx )
:%/ [pA(QZ +y{;2) + pJ w + pl (w) +w§)}dx
0
where
J = g(yz—kzz)dydz:”/z]g“ (14)

For small deformations, the displacement components and
the variation of them with respect to x is so small. Therefore,
the magnitudes of 9, and 1), are small and can be approximat-
ed by 0v/ox and —Ow/0x, respectively. So the kinetic energy of
system is equal to:

17 PR wvow (o> [ow\’
1 o Covow (o o )
T_Z/ [pA(v +w>+p1 (4w8x6x+<6x) +<6x>>+pjn

dx
0
(15)
The variation of strain energy yields:
L
6T:/ [(Z—V)éw (m)éw]dx+b(T) (16)
0
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in which: where the parameters & ,&,,7, , 7, are equal to:
. mR2 iy T fl = ktca §2 = ktea (23)
Z, = —mv + > (v + 20w ) = krea M = krea

17)
R2 , , (
7 = —mi 4 o (200

b(T) = R’ (v + 2QW')5V

L
4 )

+ mTRZ (w’zm')éw‘ - (18)

3.3 Virtual work of the nonconservative forces

The virtual work JW of the nonconservative forces may be
expressed as:

!
oW = / (Lyov + Ly,dw) dx (19)
0

where

LV = Ff(SD(x_)C())

L, = Fdp(x—xp) (20)

Cutting force in radial (¥,) and tangential () directions
can be obtained by [22, 27]:

F,= <—% [ao(v(x, 0)=v(x, t=7)) + Bo(w(x, t)—w(x, -7)) + 'yo> +

(-%[Clcos(2!2t-7r/2)-’r]1cos2!2t + 7]]]-7/2005(Qt-7r/2)-Czcoth>

F, = (% {alo(v()“ t)iv(x7 tiT)) + ﬁ/o(W()Q t)iw()ﬁ tiT)) + A/O> +
(-Z—f[nlcos(ZQt-ﬁﬂ) + (cos22t-¢,] + Czcos(Qt-Tr/Z)-nzcoth)

(21)

where 7=27/N{2.
For half immersion up-milling, the coefficients of Egs. (21)
are specified as:

xo = 0.5¢, + 0.257,
o =0.51, +0.257¢,
Yo=mh+&

o’y =—0.5n, + 0.257¢,
3o = 0.56,-0.25mn,
Yo =&
(22)

Substituting Eq. (8), Eq. (16), and Eq. (19) in Eq. (5), equa-
tions of motion in two directions y and z can be derived as:

E[(v”)”*EA/2 [ (\;2 + w,2> vl]/ + mv *ZpIQW"*pI'\'/” = F,0p(x—x,)
EI (W")/L‘EA/2 [ (vlz + W’Z)W,]/ + mw + 2pIQ\'/”*p11'/i)" = F.8p(x—x,)
(24)

In Eq. (24), the terms 2pIQw and 2pIQv appear because
of the gyroscopic moment, and the terms p/¥" and plV¢" ap-
pear because of the rotary inertia [28].

4 Solution of equations of motion

For the Eq. (24), the deflection fields v(x, #) and w(x, f) can be
assumed as follows:

v(x, 1) = Z Vi) Thi1)
23

w(x, t) = Z Wi(x) Towi(t)
i=1

where Vj(x)and W(x) are the mode functions of the cutting tool in
y and z directions, respectively; 7,(¢)and T,,(f)are the generalized
coordinates in terms of time #; and # is the total mode numbers of
the tool mode functions selected for the calculation. The cutting
tool boundary conditions are considered as follow:

2 3
v(0,6) = 0, 6‘}(,\0’[) -0, 0 v(lz,t) -0, 0 v({,t) —0
ox 0)5 ﬁx; (26)
w(0,1) = 0, 0w£0,t) -0 0 u:(i, t) -0 0 V:(i, t) -0
ox ox’ 0x°

According to reference [29], the following shape functions
are selected for cutting tool:

_ cosfl + coshf3;-/

Vi(x) = Wi(x) = cosf;(x)—coshf3;(x) SnBol 5 snhA

(sinf3;(x)-sinhf3;(x))
(27)
in which for the first three modes of vibration, 3;is equal to:

Bl =1875, Bl =4.691, B =7.8547 (28)

After substituting Eq. (25) into Eq. (24) and multiplying re-
sultant equations by Vi(x)and Wj(x), respectively, and then apply-
ing integral over the tool length, yields the second-order ordinary
differential equations of the tool lateral vibration in terms of the
unknown time-dependent functions 7,(f)and 7,,,(¢)as follows:

@ Springer
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AuTyi(t) + AuT (0) + A3 To(O) Toi () + A Toi(0) + AsiToi(t) = Aai(Ti(t)=Toi(t-7)) +
A(Toa(0)=Toa1=7)) + A+ (-G, 005(2027/2)3cos2 X cos( 217 2)

-(5c0882t)

BiTou(t) + BoiToi (1) + BsiToi (1) T (1) + BaiToi(t) + BsiTwi(t) = Bei(Toa(1)=Ti(t=7)) +

Bi(Ti(t)=T\i(t=7)) + Bsi + Bg,(-% [mcos (29t—7r/2) + (lcosz_(?t] + (,c0s (_Qt—n-/Z)
-1),€08 . Zt)

(29)
The coefticients of Eq. (29) are presented in “Appendix A”.

5 Perturbation analysis of the process

In this section, the multiple-scale approach is used to find the
frequency response for the milling process in primary and super
harmonic resonances. In this method, an expansion representing
the response to be a function of multiple-independent scales is
used, where ¢ is a small parameter representing the time scale
[30]. Accordingly, derivatives with respect to # become expan-
sions in terms of the partial derivatives with respect to indepen-
dent scales as:

d
— =Dy + D, +€2D2+...

dt 30
42 ( )
—— = D§ +2eDoDy + 2 (D} +2DoD;) + ...

di?
in which
D=L m=di =123, (31)
dT[’ b 9 bl b

Solution of Eq. (29) can be written in the expansion form

as:
Ti(t,€) = qi(t,€) = qoi(To, T1, Tas ...) + €q1{(To, T1, Ta, ...) + €22 (To, Ty, Ty ...) + ...
Tuilt;€) = pi(1,8) = poi(To, T1, T, ) + epy(To, T1, Ta o) + €poy(To, T, Tay o) + o

(32)
Case 1: Nonresonant excitation

In this case, with substituting Egs. (30)—(32) into Eq. (29)
and equating coefficients of similar powers of to zero and
neglecting powers of that are more than 2, we obtain:

Djdoi+A 4Dopgi+A 11dg; =
Ay + Ay, (%[C] cos(2(2t-7r/2)-7)1cosZQt]-nzcos(Qt—fr/2)-Czcoth)
o Dngi+B,4i]C)0q0i+B/lip0i =
B, + B, (%[7)&05(2!)&%/2) + ¢1c0s2.2(] + Cycos( !2t—7r/2)—772cos(2t)

(33)

Diqy; + AyDopy; + Ay, =

1. _2D1D0q,0i_A;lD1p0i/+ Ag(Goqor) + AT (PorPoir)Asior ~AsPoi dor
" Dopi; + BuDog; + Bypi =

_2D1D0p0i_B;1iqu0i + B;i(qu_quT) + B;i(pOi_pOiT)_B;iPOi}_B;quipoi

(34)

m
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where A, =A;/As;, B,=Bi/Bs, A, =ceA, B =¢B,,
pir=p{t—7), and g;;=q,(t— 7).
Solution of Eq. (33) can be expressed in the form

A
qoi = Cl(Tl)CXp(iLU1T0) + Cz(Tl)SXp(inTo) + A,SI + PlcOS<2Qt*7T/2>

1i

+Pc0s282 + Pycos(2—7/2) + Pscos(2t + cc
By,
poi = MiC1(T1)exp(iw To) + A2 Ca (T )exp(iwaTo) + B—?’ + Pscos(202t-/2)

li
+Pecos2 (2t + P7cos(£2t—m/2) + Pgcos(2t + cc

(35)

where cc stands for the complex conjugate of the preceding
terms, C; and C, are arbitrary functions at this level of approx-
iw, B,

F o in which:
1i n

imation, and A,, = —

VB A+ B 24,5,
.
‘ 2 (36)

VBB +

; o
(A + By Ay By) —4AL B,
2

wy =

The coefficients of P; to Pg are presented in “Appendix B”.
Substituting g, and py into Eq. (34), the solvability condi-
tion yields:

Ry 4+ AjRyy =0, Ry + ARy =0 (37)

where Ry; and R, are the coefficient of terms exp(iw; T) and
exp(iw,Ty) in the first equation of motion and R,; and R,,are
the coefficient of terms exp(iw; T) and exp(iw,T}) in the sec-
ond equation of motion.

Separating real and imaginary parts in Eq. (37) and
using A, as real and ); as imaginary parts, Eq. (37) can
be written as:

M+ M) Cr+ (A + M) Cr + (Nsy + iA3)C1C2Ca + (Mg + iMg;)C3C = 0
()\5, +iXs;)Ca + (Aer +iXei)Ca + (A7, + i/\7,)C1 Cz?] + (Ner + i)\g,-)Cg(_jz =0

(38)

Coefficients of Eq. (38) are presented in “Appendix C”.
Putting:

C = O.5f1exp(i91)

C, = O.szexp(it%) (39)

in Eq. (38) and separating real and imaginary parts, the
amounts of C; and C,will be achieved. Substituting
CiandCsinto Eq. (35), the response of the system can be writ-
ten as follows:
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Ao Aor - Ay dsi o —2Xi Ardli o 2
=0. iy, 2y -
9= 5./103XP< i )eXP< ()\h 8)\11)\61/20 exXp Ao t 8 fro"exp i
exp(iwit)

Ao N AnAu 20
(2 e 2 e 22 o 2
exp(mzt) +cc

A
+A—+P|ccs(2!2t r/2> +chos2Qt+P;cos<Qt 7r/2> + Pycosf2t

A Ay Ayds 2N Aur Ay

pi=05 '1|/10°XP(T|’3)CXP( ()\T,t S\ )\’ S0 9XP( o 't) SA;,)\Z‘,f”’ exp

exp(iwit)
A6 Aer A Aii o 2 Asrdsi . o —2Xei
+0.54, f59ex <—z>ex ((—1 f107€x] ( 1)* - ex
S PP E U P e il ) R e v e

exp(iwat) + cc

By
+ =L+ Pscos(202t—m /2 ) + Pecos282t + Prcos( 2t~ /2 ) + Pgcos(2t

5+ Preos(202-x2) (2-/2)

)on)
) os)

) )
)-n)

1i

(40)

In this paper, both types of primary and super har-
monic resonances are investigated. For this reason, some
parameters of Eq. (29) have been replaced with follow-
ing expressions:

Diqy; + AyDopy; + Ayqy

. +Ag; (

! = —2D1Doqoi~AyD1Po; + Asi(doroir) + A7i(PorPoir) Ao
—%[Clcos(2!2t—7r/2)-n1cosZQt]-nzcos(Qt-wﬂ)-Czcos()t)

Ao = €Aoi, Azi = €Az, Asi = €Asi, Azi = eAgi, Agi = eAy; (41)
Byi = eByi, Bsi = ¢€Bsi, B = €Bgi, B = ¢eByi, Boi = By,

Case 2: Primary resonance, §2=w;

In this case, to express the nearness of €2 to w; quantitative-
ly, detuning parameter o is introduced as:
=w +eo (42)
Substituting Egs. (30)~(32) and (41)—(42) into Eq. (29) and

equating coefficients of like powers of € to zero, we obtain:

US D§q0i+AI’4iD0poi+A/’1iq0i = A:Si (43)
DgpoitB 4iDoqgi+B 1:pg; = Byg;

’

31Po, qoi

Dgpy; +CB;HD0‘11[ + B\p1; = —2D1Dopo~ByD1qy; + B 6i(doqoir) + B 7:(PorPoir)~B 200, B 3160, Do
+By; (-jf[nlcos(ZQt-w/Z) + (co8202t] + Czcos(Qt-w/Z)-mcoth)

The solution of Eq. (43) can be expressed in the form

o = Co(To)exp(in To) + Co (T )explivaTo) + 55 + ce
o (45)
Poi = M C1(Ty)expliwn To) + Ay Co (T )exp(iws To) + B—f" +cc
1i
After substituting Eq. (45) into Eq. (34), the solvability
condition yields that:

Rii+ ARy =0, Ro+ ARp =0 (46)

where Ry; and R;, are coefficient of terms exp(iw,T,) and
exp(iw,Ty) in the first equation of motion and R,; and
Rysare, respectively, coefficient of terms exp(iw;Tp) and
exp(iw,Tp) in the second equation of motion.

Separating real and imaginary parts in Eq. (45), using ), as
real part and )\, as imaginary part, we obtain:

1
()\1,~ + i/\l,-)Cl ()\2, + l)\z,)cl + ()\y + l)\z,)C]CzCZ + ()\4, + l)\4,)C2C1 += ((A 9T + 1A1B 9,7’]2) Sll’l(o‘Tl)

, , 1
+<A 9iC, + B 9ii/11C2)COS(UTI )) + i<5 ((*A om,-iA B 91'772)COS(UTI) + ( 9(, + B 91‘1/11C2)005(UTI)> =0 (47)
(Asr +iXs:)Ca + (Ao + iX6i)C2 + (Mg + iA7)) C1C2C + (Ngy + idgi)C3C2 = 0
Putting: oT\=B=v (49)
C, = 0.5/ exp(it)) (48) into Eq. (47) and separating real and imaginary part, for

C, = O.5f2exp(i92)

steady state condition, we have:

@ Springer
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18 T T T T T
Analytical solution
16| —-— - Analytical without gyroscopic moment and rotary inertia terms
O Expriment-stable .

14 O  Expriment-chatter i 1
\‘% 12 E
3
%10 .
5
&
=] 3 _

5 -
4 1 1 1 1 1
7500 8000 8500 9000 9500 10000 10500

0 @pm)
Fig. 4 Computational and experimentally measured stability limit
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Equation (50) that is frequency response function is an
implicit equation for the amplitude of the response f| as a
function of the detuning parameter o.

Case 3: Primary resonance, 2=w,

Similar to case 1, for this case, the frequency response
function can be expressed as follows:
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Fig. 5 Frequency response of the tool tip vibration for the primary
resonance case (2 =w;)

Equation (51) represents the amplitude of the response £ as
a function of the detuning parameter o.

Case 4: Super harmonic resonance, 22 =w;
In this case, detuning parameter o is introduced as:

20 =w; +¢eo (52)
With substituting Eqgs. (30)—-(32) and (52) in Eq. (29)

and equating coefficients of like powers of € to zero,
we obtain:

e / / , , /C (53)
D2pgi+B 4iDoqgi+B 1:pg; = By, + By, (-é[r/lcos(ZQt-ﬂ/Z) + ¢ cos22t] + §2cos(9t-7r/2)-nzcos9t>
cl D§Q1i + AquOPu + A,quli = _2D1DOQOf_Aqu1P0i + A%i(qu_qur) + A%i(pOi_pOiT)_A%quij_AéiPOiqui (54)
Dypyi + ByDoqy; + Bypy; = —2D1Dopoi=B4;:D1G0; + Bei(Goi~qoir) + B7:(PoiPoir)~BaiPoi —B3idoi Poi
The solution of Eq. (53) can be expressed as
Table 1 Main simulation parameters for a milling process dor = CL(T1)explin To) + Co(Th)explionTo) + % + Preos(20/2)
1i
Parameters Value Parameters Value +P20082001 + P3cos(Q-m/2) + Pacos(lt + ce , (55)
poi = MCi(Th)exp(iw To) + A Co(T1)exp(iwr To) + % + Pscos(242t-7/2)
E 2 x 10" Pa Xo 0.13 m +Pgcos282t + P7cos(2t—/2) + Pgcos§2t + cc !
0 7850 Kg.m™> & 620 N/mm o .
/ 013 m & 43N Similar to case 2, we can obtain that:
d 8 mm m 208 N/mm
N 4 7 52N ot (Aospm + iﬁlb’;,%’nl)z + (406, +iﬂ|b’;l‘7’g‘l>27)\2 (56)
cr 0.2 mm/rev — tooth (vl el e N
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Fig. 6 The effect of axial depth of cut on the frequency response of the
tool tip vibration for the primary resonance case ({2 =w;)

Case 5:  Super harmonic resonance, 22 =w,

Similar to case 4, the frequency response function for this
case can be determined as follows:

2 2
Lo — ‘e —
1 1 (A‘)17’/I + 1AIB<>,'7’11) + (A917C1 + 1/1139;7(1)
{T:TS' /\bl'+4/\"‘f22iJ X _/\gl
i 2

(57)

6 Simulations, results, and discussion
6.1 Validation of the model

To validate the model presented in this paper, its predic-

tions of the system stability are compared with the
.3
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Fig. 7 The effect of cutting tool diameter on the frequency response of

the tool tip vibration for the primary resonance case (£2=wy)
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Fig. 8 The effect of cutting tool length on the frequency response of the
tool tip vibration for the primary resonance case ({2 =w;)

experimental results reported by Moradi et al. [31]. In this
reference, the stability lobes diagram for a milling process
has been investigated experimentally. The results for two
spindle speeds of 2=8000 and 10000 rpm are presented
in Fig. 4. Using the basic parameters presented in refer-
ence [31] and the solution method of this paper, stability
diagram for the milling process has been constructed
using the following process:

1. For special tool rotational speed, time response of
the system for different depth of cut («) has been
plotted.

2. The first depth of cut in which the process is unstable is
the border between stable and unstable process and spec-
ified in the stability diagram by a point.
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Fig. 9 The effect of the number of cutter teeth on the frequency response
of the tool tip vibration for the primary resonance case (£2=w;)
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Fig. 10 The effect of axial depth of cut on the frequency response of the
tool tip vibration for the primary resonance case (§2=w,)

3. Steps 1 and 2 have been repeated for other tool rotational
speeds.

4. Stability diagram has been plotted between different
points obtained in step 2.

Constructed stability diagram for the milling process is
presented in Fig. 4. Also this figure shows the stability dia-
gram when gyroscopic moment and rotary inertia have not
been considered. It can be seen from Fig. 4 that the results
predicted by the current model with considering gyroscopic
moment and rotary inertia are in reasonable agreement with
the experimental results. Also according to this figure,
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Fig. 11 The effect of cutting tool diameter on the frequency response of
the tool tip vibration for the primary resonance case (£2=wy)
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Fig. 12 The effect of cutting tool length on the frequency response of the
tool tip vibration for the primary resonance case (§2=w,)

ignoring gyroscopic moment and rotary inertia in the tool
model causes error in the prediction of stability limits of the
process.

6.2 Primary resonance

To investigate the nonlinear dynamics of the milling process, a
realistic nominal set of the process parameters is adopted for
simulation as presented in Table 1.

For the case of primary resonance (£2=w;), according
to Eq. (50), the frequency response of the tool tip vibra-
tion is presented in Fig. 5. As it is observed, increasing
the detuning parameter from point A to point C leads to
a gradual increase in steady state vibration amplitude. At
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-1 08 -06 -04 02 0 02 04 06 08 1

Fig. 13 The effect of the number of cutter teeth on the frequency
response of the tool tip vibration for the primary resonance case (£2=w;)
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Fig. 14 Frequency response of the tool tip vibration for the super
harmonic resonance case (2€2=w)

point C, upward jump occurs to point D. After that, by
increasing the detuning parameter, vibration amplitude
decreases. On the other hand, as o is decreased from
point E to F, steady state vibration amplitude increases;
and at point F, there is a downward jump to the point B.

Figures 6, 7, 8, and 9 show effects of axial depth of cut,
cutting tool diameter, cutting tool length, and the number of
cutter teeth on the frequency response of the tool tip vibra-
tions, respectively. As it is shown in Figs. 6 and 8, by increas-
ing the axial depth of cut and cutting tool length, steady state
amplitude of vibration of the tool tip increase. Also in accor-
dance with Fig. 7, increase in cutting tool diameter decreases
the steady state amplitude of vibration of the tool tip. As
shown in Fig. 9, variation of the cutter teeth number has small
effect on frequency response of the system.

o x10*

Fig. 15 The effect of axial depth of cut on the frequency response of the
tool tip vibration for the super harmonic resonance case (22 =wy)
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Fig. 16 The effect of cutting tool diameter on the frequency response of
the tool tip vibration for the super harmonic resonance case (22 =w)

The effects of axial depth of cut, cutting tool diameter,
cutting tool length, and the number of cutter teeth on the
frequency response of the tool tip vibrations for another pri-
mary resonance case ({2 =wj) are presented in Figs. 10, 11, 12,
and 13. As shown in these figures, the results are similar to
frequency response of primary resonance (£2=w;).

6.3 Super harmonic resonance

Frequency response of the tool tip vibration for the super
harmonic resonance case (2€2=w;) in accordance with
Eq. 56 is presented in Fig. 14. According to this figure, if
the detuning parameter is started at point E and is slowly
decreased, a jump from point F to point B takes place. On
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Fig. 17 The effect of cutting tool length on the frequency response of the
tool tip vibration for the super harmonic resonance case (22 =wy)
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Fig. 18 The effect of the number of cutter teeth on the frequency
response of the tool tip vibration for the super harmonic resonance case
2Q=w)

the other hand, if the detuning parameter is started at point A
and is increased, a jump from point C to point D takes place.

The effects of axial depth of cut, cutting tool diameter
and length, and the number of cutter teeth on the frequen-
cy response of the tool tip vibrations for this case
(2Q2=w,) are shown in Figs. 15, 16, 17, and 18. Effect
of axial depth of cut on frequency response function for
this case is similar to primary resonance cases. According
to Fig. 16, with increase in cutting tool diameter, the
steady state amplitude of the tool tip vibration increases
and the curvature of the back bone curve decreases. Also
as shown in Figs. 17 and 18 with increase in the cutting
tool length and cutter teeth number, the steady state am-
plitude of the tool tip vibration decreases.

45F 2=3 mm [

Fig. 19 The effect of axial depth of cut on the frequency response of the
tool tip vibration for the super harmonic resonance case (22 =w,)
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Fig. 20 The effect of cutting tool diameter on the frequency response of
the tool tip vibration for the super harmonic resonance case (2€) = w,)

Figures 19, 20, 21, and 22 show the effects of different
parameters on the frequency response of the tool tip vibrations
for super harmonic case (2£2=w»). As shown in these figures,
effects of axial depth of cut, cutting tool diameter and length,
and the number of cutter teeth on frequency response function
for this case are similar to super harmonic case (22 =w;).

To investigate the effect of the gyroscopic moment and
rotary inertia on the response of the system, frequency
responses of the tool tip vibration with and without con-
sidering gyroscopic moment and rotary inertia are pre-
sented in Figs. 23, 24, 25, and 26 for different primary
and super harmonic resonances. According to these fig-
ures, ignoring gyroscopic moment and rotary inertia in the
tool model decreases the predicted amplitude of steady
state response of the system.
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Fig. 21 The effect of cutting tool length on the frequency response of the
tool tip vibration for the super harmonic resonance case (22 =w,)
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Fig. 22 The effect of the number of cutter teeth on the frequency
response of the tool tip vibration for the super harmonic resonance case
2Q=w,)

7 Conclusion

In this paper, resonance in milling process has been in-
vestigated using a 3-D nonlinear model of the cutting tool.
The tool has been modeled as a rotating clamped-free
beam excited by nonlinear cutting forces. The complete
system equations have been obtained for vertical and lat-
eral beam vibrations. This model considers gyroscopic
moment and rotary inertia of the tool. The method of
multiple scales has been used to obtain the analytical ex-
pression for frequency response of the system.

Using this model, primary and super harmonic resonances
of cutting tool have been investigated and following results
have been obtained:
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Fig. 23 The effect of the gyroscopic moment and rotary inertia on the
frequency response of the tool tip vibration for the primary resonance case

Q=wy)
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Fig. 24 The effect of the gyroscopic moment and rotary inertia on the
frequency response of the tool tip vibration for the primary resonance case
(Q = UJQ)

1- Increase of axial depth of cut increases the steady state
vibration amplitude of the tool tip in all resonance case.

2- With increase in cutting tool diameter, the steady state
vibration response of the tool tip decreases for primary
resonance cases and increases for super harmonic reso-
nance cases.

3-  With increase in cutting tool length, the steady state vi-
bration response of the tool tip increases for primary res-
onance cases and decreases for super harmonic resonance
cases.

4- Variation of the number of cutter teeth has negligible ef-
fect on the frequency response of the system in primary
resonances, but it extremely changes the steady state vi-
bration response of the tool tip in super harmonic
resonances.
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Fig. 25 The effect of the gyroscopic moment and rotary inertia on the
frequency response of the tool tip vibration for the super harmonic
resonance case (22 =wy)
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Fig. 26 The effect of the gyroscopic moment and rotary inertia on the

frequency response of the tool tip vibration for the super harmonic !
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