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Estimation of Cutting Force Coefficients for Flat End Mills by Measuring of

Surface Error

Yousef Mohammadi, Hossein Amirabadi”

Department of Mechanical Engineering, University of Birjand, Birjand, Iran.
*P.0.B. 97175/615,Birjand, Iran, hamirabadi@birjand.ac.ir

Keywords

Abstract

Cutting Force Coefficients
Flat End Mill

Cutting Forces

Tool deflection

surface error

In this paper, a new approach for calculation of the cutting force coefficients which are the most
important and significant factor in prediction of machining forces, is presented for flat end mills. The
proposed methodology models a practical mechanism for collecting and analyzing experimental data.
The surface error is the measured parameter used for defining the cutting-force coefficients. Neglecting
the effects of other factors that cause to deflect cutting tools, in cutting process, the machining forces
imposed on flat end mills are considered as the most important factor in deflection of machining tool
that leading surface error. In this research, The Ving-Lee model which is an appropriate force model
with a good ability on milling process mechanical modeling is used. In proposed method, the related
cutting force coefficients of the force model are calculated by measuring the surface error on a profile of
the machined surface along End Mill that caused by tool deflection under machining forces, and by
correlate error along this profile to tool deflection and use of equation between tool deflection and
cutting force. The resulted forces and surface error, when applying the new cutting-force coefficients
show a good agreement between the predicted and measured.
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Fig. 1 Calculation flowchart of cutting force coefficients in this paper
lio cpl )3 (b ulpd dnnlone Wiy, loges 1l SIS

3 e g o ol ¥ s Judg (99,5 danily =2
s sl oui sl 95g 45 Lol Lol 0 aziS a5 4355 lan
oS 551 alse ,%00 31 g ailice Sl UK jaei ous ol

51

hr mlre @ ee 50l lag i (nphn Wl
Al 1 il o sl il oo Cowody (iulesl 3,k 5l aS
sl olesl BBy G8s Gan calre ooys] sy
Soare 5 3 e S Sl 335 gileans
3 S8 4 ) omile slagpd et Como il
ol S8 g 4 w0 S cap B omble colpd dnnlxe
dwle 5l o] Canddy guls Wigdd Cpad Sty & ol
20 9 Saio )3 9050 (nl 4 g winlyR (Ll BB Loy
S el wi)s s b S5 oy logake 5 Sl
Rl dwais 5 68 00 laaul wi)ls (Brae olge ;o g5
oS g golal o wieils sudg Clehad g o )ls g0l gos
el (5978 waily oo Y o

bzt oo Singl s ond pll Slallas Lulul
51 oolital b iy by )« byl pd dnlms (gl
Dr gy sl eoliinl b g Lgdi oo dmlna (225 slagly,
4 Loy g9 Llyy 3p B4 g oad pSoslail 025
DR S9x lrd (958 Slaggizie (3ln g 5l 3550 Joe
gy o055l sty slaghy, [2] S o arlne |
Sladle chy calrd alre slp 028 e @ by
L sSoslail 2] jregalins ) eslitul b pudiios (555l
503l [A3] (55 sladilo 5 g5y azmio I ooliil
Joiel QBBL jo (25,5 slogss 6,8 L (BLL 55,
6] (bt (sl g 5 gy 51 03litiel b (555031l [3]
s95e Oy [VA] Jatemd Jsise Ols 5 olz snSeslal
“ar 5 a8 sl [10] Jated s5550 sz 5 [9] Jog
31 oolaiul b I aigd co oolaiwl obp jolinS o)) Cews
Sor e hp walpe Janl j5ige Olgs 5 Gl Joe
e Oy bagie 6 Soul b wslos sty (ol
L, oeble plon (Ko Kie) (owlon (00 955 o
el dsalons BB polas (65258 dwain g (b Lyl

aS 09 ge a33,5 Azl oud plil gl jieghy axdllas L
Tee o 9 oeeS Sl B mile colrd dilo
dnle slagty) wtlise mee e B oedle slag s
ool (nl 2 00,8 b 4y (6515558 Sliles o by calyo
Sl ol (505 593 S ln (B slag s il oS sits
dogrs (925 loosls ulul s g 2900 drulons
culpe Cds g Core W aisd oo el JBp olpo
Slagrs xSl (o by 4 Dud 4 6Bl
S5y Wloe atly spSojlal blug 5,5 etle

1 oslais 3 0551395 Jlg ol pl 3udss 9 el wiiie



‘sélgT).g_ol OIS 9 (S 30Ro —RUNG

Thoww GUsS (54501351 b a3ty USS] ) 8 435 (5100 S8 2 S Tl )6 (paess

o B abais £ ] ol T IPMa s 5 el 3l 5>
tles ) ala, 5l g sl o eols GLis W L A alais o,
D9 s

(2)

el Sl g le asgly @y g 1l elels R

/- (Sc)i
, /— (56
)

R-0
tanay

Tool; ™\ 2
. ‘ ool trajectory
. J Specified profile
, a 1 ; (P cont)hz
\sc) y [
/i) —~=(P. 5
: Pcont)z s ( mm)Hl
N
| (P cont) i
il
(Pc ‘ \ (Pcont) 1_1
\M

Fig. 2 Geometrical definition of contact points [11]

Aaicd o ol o5 (sl USS ks Blie o Ll 3
a |y oad ol mhaw Jidgn wb jshaie (ol 4y 098 o
Il T ool 2 48 oo ol 10 58,5 ataly il S i
Lattine wikud wled ;0 SKoea b absd,a jo 15 dekad 4
CoxBge oolol o IRl SO ss oo (gam 5 50 5 995 o0

29 o0 0313 g s 955 e 9 Jloe!

)KM‘)‘)’.}‘ ‘J»LOJ ahgs O)S-l’) -1-2
Soxdge 5l 2B plyie 4 (Ghp Som Sl ) a0
cles adasi [12.11] dgu oo 48,5 Jlai o by Il sl
13 15 45 S Sk g )l e ol akais
ol abl Sl sl 68 il gl oty I
oled Bl qoos 0)ls 3529 lpl (B ad g Bankd o
Ol 4 bt abai (alplis ijslioe d9zsa |, b o
o L ) e oS el a5 Il 4 abolis abais
e b ll S8 > o) oad et Jden g9 005 (o0
51 aS yebolen wilige dgee (I axkd (5) Jlpl s9r0mn
10 Nl 4 oS el (slala olas Al Elagy iy
ol u.oLo.c 0 OM‘)SGJQ.»JJJAJQ.QJU])O d.]a.?:.l)!b
aa5 o ules Jlyie Condya 93 30 1, by lpl 2 S
Ol (sl oals ools L g0 o)led 9 U oyl Il b 45)
5 wlosd ools Gl Sen s Sl &5 Wyl i Loy
2 050 0 V) widlige W Jloy g 5l jeme 0088 o
15 b oS jsblen (Sopun e Jidsn (59) CepaBse
St Pronr o o Pooneq S aekad o 1ol 0 oles bla o

Fig. 3 Mark leave on the part by the tools flute [11]
[11] 0 (6,5 cpmtle o (53, 3l s & 51 (530 51 a3 3 JSils

! Revolution Per Minute

1 o plouis 3 )93 1395 Jle whal 3des 9 il waiie

Caos & Propp g bl 05 12 o0 g WS (o0 &S5 > 15l 457 S5y
Sy » Sl S Sl &5 WS 0 ES > Prgprpddais
obul Eely dais cpl CS > 0,108 0 o p IS askd mlaw
gl oo aladi 9ol s alold o oad oa il e

Qe o Hlis ) CaxBge g0 j0 |, IS axkad g 15l 3 S
50 askd D) o o wled alaii 99 B g A bl a5
Bl Py oy 5l IRl ($85 aiilige Py g Py CotBge 90
P A>)>‘5A® gl ol a4 jll S o &S > Py Coadge
Aol H 51 .05 o &S o puins ba> G (55, (wled alais
ol 00gl s @y gl 4y il Py g Py CaaBse 50 oo
[11] s oo oozl (1) alal, 5l alols

_ [0
H_21T-VR (1)

Sy Vo g (MM/MIN) iz (Ggpdn Cacpu f

52



Thoww GUsS (54501351 b a3ty USS] ) 8 435 (5100 S8 2 S Tl )6 (paess

ST el s 9 s 30o uwgy
” odle 5,5 eile v sl g (5,00, ool alSin 45 Il
[ Specified profite S X yme by 0 7 sme Jo> A3z S5 p
At P AB Sl s oS > g cpl Al j0 a5 350 5 (g9 hey
V : am wsly @ Hlpl jeme b asl il od 7 jeme sl
"'_a}_?: [11] e sy (3) et 51 sl ool o5 5o e
simulated profile || a,, = tan-1 (2% 3)
,, 7l | 2mR - Vy
1 : pbinne b (69) p wled bl Il s 18,5 (a5 o b
[ x WS 5 5 Sk ey BB 3l S e 5 Py 5Py
(\ Py ——SLZ‘IL_L R A e Sy, Sl Il Glagly Coadse 4 ans
B aS ol g L a0 oS o canl (ules ouil 5 maw

53 el Il poles abais S1 Jolo oad ) oetile grlans

Fig. 4 Mark for one contact point
i a gy, s 4l Sy 1A g5 o] Slate gl B Glagly Cusdae b e ol ass

Aladboe ol Yl s a4 aiily a5 YZ axio (o alais

JUEO NNC S NCI R PR CW Y RWRE V5 PRTERRT
S O oo oSl Ceond g0 5l 50 pl AT 09l e aid S
b 4 S 5 5l e 0 e 50 glalsil 5 S,

90 UKo cpl 5o el sa ool las 4SS o wles alaks
ua.x.gj.n 9 leads 4.\.9; ).laa )d PCOTlt,Z BPCOTlt,l L)&JLAJ alass
aS gl oo ol ol 0(25,0,) 5 6(21,01) g Ll

9, abis i) g 5l lausly Codge a4 ataly ol e

AL e sgie wd S Ll o T Jole SR8 ol sszs [11] azlo 7 5

S sty et ) ez bl sl Jobee S8 ol
e 4 azxgi [13] Sgd oo oolaiul cewl ools 4l ‘10“35
)l ol Gl J14] el sas ol Ylozls Lawg oS
A O F (b o Jdd 4z jeme Jsb oh =2
3229 059 Osad (g lalginl Cond laggly S s
oo ool lis B U yo a5 () by il o ad cond

(5)

s Hob ar N alid e o Il o)ly slag
Sl Bzl plime azei o WS oo S IRl GBSz gl
S35 o Gos Al Glaglis )l )o (St e 5
abaly Lol Oglate Il s g Blisdl e (IS askad e
Ol () Ay &0 4 Slaygly Condse § @) abs el G
D9 s

- 4
“~ tanay, (4)
}‘ g_q"-ft; Oygo 4 00l ol )l}_‘,| UwLm alais ),1 s

oS T) ail T/Np S By 51 a0 @ puicie
il ses  e0 o (Shn ad &5 7 jemme L) yo gl

z € [0:E,]

8(h) = 85+ 65(h) + 5.(h)
Sy odd 3y g9 4t o il SBlail (B) alad

Al e ad
5 FY L L . a(L L 2L , ()|)J“5Ag);4Jo‘J.uND5w)46)5mdA.cEA‘w|om
= — — + — —
(6) s ous ool amio 4o alisd o 5l 5 sdee oy
F T . .
0.(h) :2E}-,1 [—(Lg — Lp)? gl 50 a5 Ll ] eled jo IS asdad U adads ois
S
+2(Lyy — L) (e — Z2)] (Le — ) 10 5 ;1,55 Vb 4 oad 4iiS Al b (sl ool Slalas
v (7) 2 5 Rl S8 s i ($ 0 Bes 5l QLSS slaglas ) o
5.(h) = 6EY-1 [(max(0,zz — h))* — (L, — h)? s ply e b Lol Sl 5 80 (e lallas azs
t .= . - . -
+3(L, — h)2(L, — Zp)] (8) 5 =85 ewsl ay aly Glyios ggbge ol 4 axg b
ol sl () rle gl J3gp (loa &5 S LS Judg
L Kops (B JS2) 555 sy T yoome sl 50,
2 Datcheva

53 1 oslais 3 0551395 Jlg ol pl 3udss 9 el wiiie



ST 0l s 9 Slezo g

Thoww GUsS (54501351 b a3ty USS] ) 8 435 (5100 S8 2 S Tl )6 (paess

il il s oolitl ag, 00,01 Cawsdy jolate & [16]
ot 02 Calied b placSiuns @ 3l jome slinl) 5o (L5
Gy sy bSus nl 5l plaS e sl &5 cal sud
"o Dy A 51dS @5 Job &S Sheme 5 (Sl i onlen

L] silige oo 4 (1) alas], 5116 JSi) 555
dF.(®,2) = Ko - dS + Ky - t,(8, 2, k) - db

dE.(®,z) = K,, - dS + K,..t,(®,z,x) - db
dF,(0,z) = K,, - dS + K, - t,(®,z,x) - db (11)

o Oges Sy 4o oduld odudl S ool Cwlss 6, (D, 2, K)
Rl ad 59, (chp aball Comdge ki b gl (B 4
3 Fp ad SzeS )l Ll gl Job db S (oo ks
18]
ailie Bloe Cend 95 Jold Cuz 2y SAp lagys
Kie \ Kre  Kae: (C) sy 65)“'; 4‘“']5" 9 (E) slad S9

I3l By & bgrye 9 [] e il (B oy
ibloe (Bp 9y 4 bgye Culh Kie  Kre Ko o
iy ad ghabiie s agly nl adbioe ieme gl K
9 WS g0 gl ) Il jome a5 (s e gl 5l Cenl Sl
JS2) 9)38 oo (S ad 5 ki T 50 il ges sk
ooty 2,295 o iales] 5l eslitnl b o ad colps (5

.g.;ﬂ‘sn
sleslatwl b op 35,8 Slaize jo 6,5 i 3l Jol> slog
Wb g0 drmslme (12) (gloalesly 655 5 T Jas 5o

[19]
{d xyz} [T]{d rta
dF,
dF,
dF,
—sin(x) sin(@) —cos(®) —cos(k)sin(@)|[dE.
= |—-sin(x) cos(®) sin(®) —cos(x) cos(@)‘ [dFt
cos(k) 0 —sin(k) dF,
(12)

Sl 7 Gy9me Geas b Lt g5, &5 F (g9 (IS ske
[19] Sgudi so duwloeo (13) alayly 5l 0gd o0
{F}= f dF (13)
S0 ad o a0yl (g9, 13-11) Ly, 3l oolazwl b
09l oo Ao 14) aayly 5l w5 Glaite b yg=e
Slag i (14) alal, o J1,550 51 sl Cowdts (slavg s .[19]
S0l ge SRl 0 (Slasgly Coxdge o ad o oal sl

1 oslais 3 0551395 Jlg ol pl o5 9 el wiiie

3
D,
I
2
Lt
Iy
0
% 1
| | 1
1 8 u 5,

Fig. 5 Cutting tool as a two-step cylindrical cantilever beam [15]
Coond 93 5l a5 oS e So 5 Sy plye 4 Shn IRl D U
[15] coul onsy oSy (slaslgnl

Crand p9d (haw plealg (S aeiV Joo B
alais el R 5l s & Connd g mbas Glas I, g 4y
Sl abli pea jo lpl Sl (e 45) mlaw b Gules
ad 2 5y St s Jlosl 350 Zp (355 00 )5] sy
2 S Gl e i Ly, 4 darg b il
Al oo st (9) alaly 510 slagly Cuxdye

Srat(0) = ) 8;(h) ©)
j=1

gbien 4ty (10) Lalg; &y90 4 (B) akal,

1 1 1
5(h) = <6E 7, )+2E-Is("')+6E-It("')>
6(h) = Fy * Ay,

= [y I e = 10 + 8 = L (e = 2)))
1 2
+m[ ( ct t) + 2(Lct t) (Lct - ZF)] (Lt
Fy
M EE I, —ny
_(Lt - h)3 + 3(Lt - h)Z(L - ZF)] (10)

B omiile gy (53w e -4
SIS ile log pd Joo -1-4
‘51 Lugi oo ools al)f Sy Joe 3l pols Gumels o

1 Ving Lee

54



ST 0l s 9 Slezo g

Thoww GUsS (54501351 b a3ty USS] ) 8 435 (5100 S8 2 S Tl )6 (paess

Cutting edge

Cutter envelope

Fig. 7 General Tools for displaying of geometrical parameters of
Cutting Tool [7]

sl el ool olis caz iS58 s S S sl T S8
[7] (IR

dZ(@j)__ D
dg;, ~ 2tani,

©oue (2) elads alold oo iSl Cod pu 5,8 ans 6l
5 el T'(0)) =0 g ol 3l glad plp g ol ol
ool 21) alayly Sygo 4 LBy ad Ladlhas Job aoles

D9 (50

(20)

D\? -D \* —2tani, dz
= ) +or )~ 5=
2 2tani, D COsi,

(21)

K=1/2 ayly Il ol alginl IS @y az g5 b Loy 0l sl

dz
db = —
SINkK
Oso & (11) alal, (22-16) sl all, 4 axg L o o
Dgb os diivg (24) aal, & g0 4 (12) akal, ¢ (23) aka,
dF,(8,z) = (K, + K, h)dz
dFT(G’ Z) = (Kre + Krch)dz

=dz 9 tn =h=* Sin@l' (22)

dF,(8,z) = (Kge + K,ch)dz (23)
dF,(®;) = —dF,-cos@; — dF, - sin@;
dE,(9;) = +dF,-sin®; — dF, - cos @ (24)

oo S LS5l g (YYYF) Ly, SYolaosl ooliiwl b

03 Rl o)ly swln oy adye Sl Il Heme Job o

Lolaly 2 50 Gop el 2ol U5 so anmbe sl
Dgds on domloee (15) alayl, o (25) alaly 5,051

55

z2
Fri[0(2)] =f (—dF,; -sin(k;) - sin(@;) — dF,; - cos(®;)
—dF,; - cos(k;) -sin(®;))dz

z2
Fil0(2)]= f (—dF,; - sin(x;) - cos(®;) + dF,; - sin(9;)
—dF,;-cos(k;) -cos(;))dz

z2

P8 = | (k- cos(i) - dkyy-sin(iy))az

1

(14)

Slagys ggoma Wb lpl 2 odd )l (595 dnmlne sl
00 Oly (69, I 0,8 diilxe | ladd dan 0ol 0,4
[19] wiiee cewoas (15) alal, 51 6 (slasgly condya ;o 13l

RI6GT = ) Fyl6()] & RI6@] =) Fyl0)]
j=1 j=1

RI6@] =) Fyl6()] (15)
=1

Ci i (gldil gl 13l gl (29 58 OYOlro -2-4
sibige i 4 Sl lall  (@9) dlss Job
18] 555 e cabons (16) v, 5
ds = |dr| =( \{rz((b) + (T'((Z)()))2 +(2'(0))?do
dr(® dz(®
! = ! = 16
r@)=—5" 2@ =" (16)
Lg (7 Jiu:) Sl 00U od...?t..u )‘)J‘ Uﬁ"")‘” @)LA ‘SAAJ)J ¢;J
O35 ey 5 Slaite lae loie il Se (28,5 Sl o
S0y (S Aol P olgds alads 4y Slaw las 5l ol oy
[18] 55l (17) alal; & jg0 a0 1, 7
7 =1+ Y]+ z,k = r(@;) (sing;1 + cos@;)) + z(@;)k
(17)
el s ad 53, P alaii elads 3545 445 @ «(17) akl, ;5

D 0o agly 5l b Dygo 4 elad Bohi apgl; bl
eeis P alads 00 ‘Sbm &.)La agl; 9®pj ) CusBse agls

oebed 3988 aygly il 0 0 270 gl )l o o1 olie0 sl
[18] wTse s < (18) a1 £lis) s ol 4 sl

0@ =0+ 0, - p(@) (18)
=1

‘SCLXAAJ ).;..>L: 4.:5‘) el cJJ)..» 6Lb 4.»..] O ‘Alf 449‘) Qp]

& g b oS e sbml i e e 45l s 4 9(2)

[18] Lo Caws (19) e P I ORI B [P UWR Y-S
2.z tani

W(z) = TO (19)

ol 5 xS Gy (18) byl o 19) ablyl, oKl L
9 oo Jol> (20) b, @ 4 s ala

1 oslais 3 0551395 Jlg ol pl 3udss 9 el wiiie



g.)lgT).g_ol OIS 9 (S 30Ro —RUNG

Tlows SUbA (5545 01351 b s puw (UK )33 &5 Sl A 12 S )8 wnal pud (e

Milled surface

Reference surface

Fig. 8 Milled surface and trajectories for measurement of surface errors
C‘“““ 6Ua>' Lg)..,fc)'l..&jl 6L° e § 03D 6)15}15 CJa...:B J&w

5 I3 sl Bl aslone sl a3l 5 1 Jga

Jlade S ir sl el
6 (MM) Gy )97 Gos
5 (M) 5 sles 3o

400 (RPM) ol Jatew! e pun

80 (MM/MIN) 5o (G i ot yuo

0/05 (Mm) 50 S5 o alass s 6l (59 i

Sy il (i o sl Ghales] 5 2 Jgar

Jlade Bl sl
10 (MM) i S92 Gos
5 (MM) (p elad Goe

400 (RPM) ol Jaiousl s s

100 (MM/MIN) 5o (G i ot yuo

0/625 (Mm) 50 S5 o alass s 6l (59 i

Figg tp for tool and work piece an direction of feeding
S R ES o s g S dald iy 0955 5l alei O S

1 o plouis 3 )93 1395 Jle whal 3des 9 il waiie

5§98 il 6 dslxo =5

gl &5y oad panie) T s (53, abii N sl o
Pl oabi o g gd o bl (7 UKo 0 soosndlys
pgd a5 (B USE) ogi 0 Lastive 1€[1,2,..,N] &S (5, gk
o 45 S55in 55 il ez ye e Py alaiiyn ol
len (Cosl ooy ools HLai 8; Jop L 7 JSs ,0) 8; alols
Olei oo <8 o YL e sl I3l 51 Z; el ) o I3l 5
MIT) joao pdiz 59y 2 OLSe Zi i) )0 18y e
8 Sl ar ]y By (nl 59y 2 8i xSls Hlake 5 (655
oIl e Loz 8 I ,0) ol L8 soleisl 5y5e oy
L ipgms plE (ol 00 ool lis ToU Ty o (gllas (6,8
P 05 o drloms Z; 4y Lo B 4yl (4) a5l oolic
Slade (10) abal, o S0 9@y 98; Zp oxdls L sk
ooy P 0gloe dalone By Il 2S5z asly 0 By 9
e Biln 9B gy e By s9y polie i3l L
ot ) ool s o5 (15 alal) o s 4,
Uoleo ol Joame lojite By culpd g anlp owsin
g oo Ao WLBL (o0 (B2 alpd plen &S (09

G5 4 g (o =6

slp 8 slgse 0 et plo slapi,sll 5 s,
clte ldles 50 (Lhp o walrd (0] Cewsa
sobie 4 wad alxe jS0e culpe g sileesly
DIN844 HSS BN R 55 s 13l 5l onliiul by oo Liel
S 85y ey 30° 4F Short 10x10x 30% 75
oS olRilejl Lyl s b J001T6 aeiposl] iz 51 sk
e g oad (Bl Jh sl oad o 2 5 1 slaJgaxr o
oiws Sl ooliwl b yuo ol 50 0als Mly o9 zoe
b ol spmgy b sllas izmon 5l ageliys
rSoslail 2l o8 15 15 5750 CMM olSiaws I solicul
S o s g S aabad s 09w 9 S 0 el o
sl 00 o0l Lt IS axkad (co, 15l (g

Sy o glas 5l eolaiwl U by ol dwlxo -1-6
CS w5yl 3l

JE ashd (65, p coniius s &3 pw Il 5l colaal b

! Kistler Dynamometer
2 Iran Khodro Power train company

56



ST 0l s 9 Slezo g

Thoww GUsS (54501351 b a3ty USS] ) 8 435 (5100 S8 2 S Tl )6 (paess

MEASUred memm

900 - predicteted s«

450 +————7—T— 1T 71— 11
1 16 31 46 61 76

@(n/60)

91 106 121 136

Fig. 10 The comparison of measured force with predicted force in
perpendicular to milled surface direction
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Fig. 11 the comparison of measured force with predicted force in
direction of tool movement
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Fig. 12 The comparison of measured surface error with predicted
surface error
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