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Nowadays, with the advancement of materials science and the production of materials with special properties
such as super alloys, composites and ceramics used in advanced industries, the use of traditional machining
methods for the production of these parts is not possible. Therefore, the use of modern methods has been
considered. One of these methods, which has the ability to add to traditional cutting processes, is the use of
ultrasonic vibrations during the machining process. In this paper, analytical relations have been derived to
calculate machining forces associated with ultrasonic vibration based on the undeformed chip thickness. Then
numerical simulation of ultrasonic assisted milling process is performed by applying the vibrations to the
workpiece in the feed direction by using the ABAQUS finite element software and the machining forces are
determined. The results obtained by analytical and numerical data show that the use of ultrasonic vibrations
can change the direction of movement of the tool and change the thickness of the undeformed chip and thus
reduce the machining forces in the milling process. Also, based on the results, it was found that there is a good
agreement between the results obtained from analytical analysis and 3D FEM modeling in macro scale.

9 YL slo uils ;8 L wlisles | o gy cpl o sl (6,18 puiilo
205 oo Jlesl Jlnl b S askad a4y (S asals

Slpl 4 ly lagys g Shn slegp hawgie hels

9y odudy LEalS mlaw CoaS g lpl ol 3 als
3 eolazwl o oda] s b 5l ool slsl glads yals
0391 (g (Sl yeoly laanls o Sael olils)
Slade a5 wisly gl wlilKen g Slegle [4-1] <
Comd (Sgolp Olales )| SWS 4y (g, KA15 o (g,80s

Please cite this article using:

dodio -1
U8 1035 ool L olge adsi L olpn ple S8, L ojs
glio 3 015 )50 oSl 5 iy jpeels dasl] y5m
slaghy, 5l eolitul opne g (Shj Ladlss (9zen atbyiny
Wb gad pdy O Slakad pl adgs sl (s)ls posl i
S el 485 118 axgd 0590 (g sl b, 5l ol 1A
(o (6,0 poolpy ansly8 a4y ol aslal oLl as Lolg, ol 5l
Al e 0 Jeald olils,l 5l eolatll oyl

soum Lo oolaiwl 3 whlee 51 Alio ol s gl (6l

Abbas Pak, Ali Farahani, Analytical and Numerical Investigation of Machining Forces of Ultrasonic Assisted Milling, Iranian Journal of Manufacturing Engineering, VVol.

7, No. 4, pp. 31- 38, 2020 (in Persian)


http://www.smeir.org
mailto:a.pak@basu.ac.ir
mailto:a.pak@basu.ac.ir

GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

o)y smy 0 b OSen g 00lpdle Lags ugSLT Sgame
Pl sloo e (55, (SLiles | il 53 g aiels) (505 |
Loas ol olis sgame pledl (giluaccs zli coal oa
S5 520 5 it slos st S 5 sl el
5 omb ol aels jlcanl oo Lo alS jglate & g 4l
[14] 5405 oolazal YU yuils )8

ol 5o 65,8 wnls gluand b )5k g 5o
wiols lis 6,575,814 siees olils )l Jleel b 5 S0
Slowy sloyias rals o Faeld Olils)l Jleel oS
ool il las poel) 5 (Selus CanSls Sl v 00,5 0
Ol 2l cnl s s)lop 00l slagys ol azis 0 4
SaS a6l anlp soae il o [15] cul suss
Sopar GHLes 5 ST bwg S (Jeel Slils))
2l el 00305 dglie Jgane (6,055 L g plonl (sansgd
cel Fgold lug 5l eoliiwl a5 amo o Hlis ool oy
05 Sordiem slierm 5o ohgt B mtle lagrs talS
oo Lialil el Sblugs ol 5l eoliad 3,k 5l sl o
[16] 50,5 0wl 3

Lol sl eolazwl oals ploul Gladod aig 4 axgi b
FB Spe 2ol i g)bpesly glaanls o ool
g o035 B mdle slagys ohgn sl la 2y > axy
Sy ol Sl Sl oo g30e 5 (Lelod (o) Lisl) ] 5o
sl o (25 2 anl o)y oyl Sl o)
53 6558wl sl )8 4 arg b dlie ol 5l Sae
Selow Ly, zl gl w@id ay olge uim 5l Sladad csl
S5 @ 6858 4 b ol Glagr draloe
Bl S ks o0ly caslis el 5 Syl Sl )|
]

5 Shebes Ly, sloslatul b Jol al> e o 5edod (ol o
Sde Al JS& i ool Cwlhs g S )58
9 Blgy ol bl G 9 e (e )58 lag
Sllug SwS 4 6,15,8 wnlg o Llnl eS8 e (s
P ;5 6,8 et (§5505 daline 4 bgrye Laily; (Sool)8
el 00308 sl )55, o Sl s Sllug 5l eolanul
SeS 4 (5,155,8 e gous Giludd sum al> e o
oo o Saxkd 4 ool Jleel L Sgeld olils)
Cedy @l g plasl (usSLT sgamms (slizl I8l 5 Lags 5,5
el oy daglie Lo gl b ool

31

35 ol 5l A gl ams jo 9 S Jsere TS &
Soilars 225 5 Skl eyn [O] v walys S
5 oy hey Feolp oLl SeS 4 gl
gl Sy See &5 WS oselie g plxl A Sen
a8l ll i 6805 L anlie 0 oud (o) ile
sl golp sl 5l eslital wyp 4o [6] el
95 S g Bl pegdle 45wl eols plis (55K
Oyl 4z mhe CodS GBS Eyr Glale)
L7091 sl o 5 a8 (151 36 wloso 5 2alS salss
Ti- U1, el go0e (g3l Gl Sen 5 52 Sl
Lriigol )5 eile saass sl 5l eslil L BAIAV
Slobs )l Jlael a5 wSols lis 5 gwyp 1) o 90 Ojga
0 95 oMl Sl (LA e by o g Tl 4 (Seal 3
B askad g jll ol b asmis jo jlpl &8 o s s
31 l58 wnlp sladae lp Gl al jo 005 e
Loy anld giladoe by sl g ol e
[10] ol o oolinul (5,558 olsie 4 yeie (b os
Syl S S 4 5 anld sl S Joe
Gl WlSes g (ot p bawg Slal 4 A5 Jleel plSin
ey Jolls (6,5 eiile sl yialyb 31 onis &SI)) Jow a0 3
21 Pl il 3 g ansls g Il dwais w59 pdn 9 (2
ool Cwld g ,lnl S5 > e )95 2 agly ke o)
Slabs )l 5l eolaiwl 4 amo oo Hlid Jaw cpl aeo oo ol
G oo Job g 055 agly 0 ek Cel (Sgel
5 095 0 dugly Sl 52 g als (AlBIL g 005 o
56 Ohen 5 ol sl [11] wibioe G2l (p2 e s
plsl 5 ool Slils )] S 4 (5)155,8 wwld (o) n b
b iyl Lokl Jleel 4 wols olis o)z sloyyse;]
[12] 548 00 5,155,8 slog s SiolS o |5 ankad
2 &5A & Job il Jlael (228 (o)
bgi ()8 B g oud o gl Seidl (5920l 59,
(B etle Sled w9y Badod (nl )0 WSS (o s e
s 4285 5 aallan 90 o (55 5 13 el
b s gl p lilas ) Jlacl 45 das o ol ool Cansaty
15 jlaie 0 Lo pals wo,s 20 U g0 mals cel 3l
I Gl G 5 s 525 my 5 Sl ey
S8 @ )15 led Sl poxs oy p [13] ol s0ss )5
Sl 53l 5 51 eslitl L AIT075-T6 5T el 3 olilss)|

! Advantedge

4 oplesits 7 o9 1399 280l pl 3dgs 9 walw Swaiie



GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

2n(k —1)
=) (6)

2n(k —1)

X, _, =Rsin(ot, ;

)+Vit, (7)

ad Slaize Vi1 g X oo liwl, ;o b ad Slaise X

Y., =Rcos(ot, , -

Bk os Y jeme sliwly 3 ip

Salh 5 4L JSD e esly Cubhs e 21
o 5155,
Ot d ls sl S s 00l p Culbs dwle (gl
slasi g Jlpl Glss Sepe worte S Glnl gled
ol 518 asd slaaslass

Joxe 55l 35 e abi oo b3 Aol b 5l (8) akal,
1l oo Caws (OA) iyl ad 5,518

(8)

alati Slaizxe Yo g Xo 9 A lpl ad abads Slaise Y g X aS
abuly 53 (9) 5 (4) Luly, s JSlr Lot O ol 55 e

tan(g) = 2%

9 g 4 ) 30 42 OA L3 alolas (8)
tan(ot, -2 (y) - (x +V,8,) =0 ©)
B (X, ahait olaise & bgys (7) 5 (6) Lls; (o3 b

gdise ol (10) ol ala; (9) abasy 50 Yicr)

27Ky . [Roos(at, , — 22Dy
z Z

_[Rsin(at, . -@) Vo, -t)]1=0  (10)

tan(wt, —

Qsly Ogedly s oae iy 4 (10) doles > Ly
Al Cowtter gl b g Gk co p Bt 20,5
slitd (11) aaly oyl oo 3 (10) <l J ol
D9 s
T
(tk-l)O =(tk)0 N (11)
10}
)‘J.M L [18] E e 50 0l QLQ(...M f"“")ﬁf'” )‘ oolazwl b
te o> p B abhis Slaises (11) alal, sb ta @l adsl
abyl, b asls S s oolpy Cwled w5 dawle
D5 co dmloe (12)
h o AB [ (X, —X ¥ ~(Y,— Y, ) (12)
L)u).:d...JuLa..\.?v.n XBBXABMLAJJK‘U)MOO‘)JWLMh

B oA iy ad Slaieyg gYa 9 X 90 sliwly ;0B g A

DSl oY Hemee sbal, 5o

4 oplesis 7 o9 1399 280l pl 3des 9 walw Swaiie

o §)55 50 ko Lalgy - 1-1
Sy bl 93 &bl S e 51558 s o
1 U jo ailie Bankd g9y ey g 5l5l S0
ool s (k1) gk ad sl (2 o o) Sl S'gi by

I P

ke 5y s
Rl BE S-SRV

Fig. 1 Tool movement path for k, k-1 edge and nondeformed chip
thickness in up milling.

IS a5 o0l ol N g kelg K ad gl Sl &8 o s 1 JSCi
(L7196 a5, )15, 0 ails

PV g, 55,8 anld ok ad sl lnl Se condee
TL7] o985 oo arslons (2) 5 (1) Lals, 51y 9% jeme (b,

x, = Rsin(ot, , —27£—k)+vftk 1)

2k
Y, = Reos(t, —=7) (2)
ooy ad Slaize Y X jemme sliwly jo b ad Slaise X
oley ti ol @‘)5‘5 ey @ AL o Y e b, jo
5 I3l ot ey Vi (3,8 i sla ailis slaws Z o bl
b e il gl R

39 6l 5lyss asgly e i e 1 (2) 5 (1) Lasls,

:0)3] Cawdy

6, = (ot —%) (3)

97 Ly 5o loy s 5 Il S e almle alal,
Sgdige Jol> (9) 5 (4) aba, 5ly 5 X
X, =V, t, (4)
Yo =0 ()
35 0 Slaize Yo X jemme sliwl) 1o 5l 35 1o Gl Xo
Sl LRl Sg cumBae ailige Gloy e 5 Y Heme Ly o
ol 5 (2) 5 (1) Luls, ok slrarkl Kl Lkl o

d.:]‘sn Cewdo tk-l

32



GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

» Syeld olals)l Gl o 0 S e Rl oS >
Jlos! ) askad 4y (69,8 gz ;0 5 Vb 4 g, 61558 w8
ol 00

4 5) 65558 0 Sankd 5 ol oS > 5l oled 3 IS
30 A o imled |y (g9 pion Cqa jo Olil )l Jlael L YL
B=2Anf 5 Sasks 5L, oV, =Beos(2nft) 3 S
4V 4, 658 wamlp e KA ES e e s
aoaxg LY 9 X jeme sbisly jo Seold olils)] Ses
Lds, 51, =Asin(2eft) ek 5, ol
AT oo cows (18) 4 (17)

X, =Rsin(ot, —2;—") +Asin(2nft) +V, t, (17)

Y, =R cos(wt, —ZZLk) (18)

V,=Bcos(2xfi)

L

A5 askd

Fig. 3 Move the tool in the ultrasonic assisted up milling
Syl lils | SLS 4 Vb a5, 6)155,8 anl s 0l o5 > 3 IS

=Mee Fx P
BF L@ Fy P
F &
mof -
wl -
l'”
.3: b
%al
\
1 A}
2
205
10
ol
A . L N L L n g
q 5 8 85 9 s 10 05 n ns

(4ild) i5la x103
Fig 2. Machining forces in traditional up milling (a, = 1 mm, a;, = 0.15
mm/tooth, n = 4000, rpm, R = 4 mm)

=l mm) YL @ o, i 605,80 6,8l slogys 2 %
(n=4000 rpm, R=4 mm. a;=0.15 mm/tooth

Slwly 5o olej cum 2 5 Il S pbmle adal,

X, = Asin(2r ft, ) +V,t, (19)
Yo =0 (20)
oy K gl k-l (535 Lkl ad olul> dolee

OB.M:‘SA J..oL?- tk-l
33

s 5115553 5lbg s pualna ~1-2-1
3heolawl b g adls Ko pass 00l Cwales s 51

ale gilopesly by (16) b (13) L,
[19] 23,5 oo
F, =-h(K,asin(8) + K,)cos(0)
—h(K.a,sin() + K, )sin(6) (13)
F, = K h+K,asin() h (14)
F, =h(Ka,sin() + K)sin(6)
—h(K,.a,sin(0) + K., )cos(0) (15)
FX
F, |=[B JIAIK] (16)
FZ
—cos(@) -sin(@) O
[A]=]| sin(@) —cos() O
0 0 1
1 00100
[B]=ha,[0 1 0 0 1 0
001001

[KI=[K, K, K, K, K, K, T

5 =tlad oulos Lhp glacil cuiy a4 Koo g Ki Kre
ol iy a Kae g Kie Kre, g N/mm? ey (S5
Fx axiloe NIMM v 5 (55550 5 (sl ((omlos o5
27 S S (S Soxe Fy X jeme Suz 3 SAp o
S S i e B 97 H97e S 5 hp S FagY
S8 s 00l calies g Il (hgs gl 05 IRl e
S35 ) oad b 5 udtle (slag s ol oo aiSls

L:).:‘).: [19] é?-]A)O ol d.j‘)‘).)él.n.ol)yl)d)j)w

K= 549.6, K, = 549.6, K, = 10.02,
K,= 170.112, K, = 10.22, K, = —60.86,
Ka = 0.127

a=0.15  wlue S Gyl 4 ot a5 als o
5 N=2000rpm I3l l,90 R=4mm I3l eles mm/tooth

ools oyl 2 S 0 a=Imm Ipl jeome Sz 0 o Bes

I P

Syl Slale )l SaS 4 g )55,8 (eloxi Ll -2
Lo ,l5,8 anld jo i seee o Jlnl &8 Silein
e S ks o S eaksS ) gl p il )| Jleel

4 oplesits 7 o9 1399 280l pl 3dgs 9 walw Swaiie



GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

S b alieys adls USS e eoly Culks
Ggly 4 axg b eizen Sl 005 0 (R (S
W cal Ble (5 anl S 6)155,8 s Gl gle
oolitul 5,5l (g aw Joo S 51 g5l an gz dllie oyl

! 00U

sof ——— e Gpile Slley ST a0 51538

1 1.5 2 25 3 3.5
(@U)‘:’Lg-‘, x 10

Fig. 5 Milling forces in ultrasonic assisted in feed direction (ap=1 mm,

afz=0.15 mm/tooth, n=4000 rpm, R=4 mm, A=0.03 mm, =20 kHz)

20 Sorbey a3 Tyl d el SaS 4 )155,8 glg 3 B S
a,=1 mm, a;=0.15 mm/tooth, n=4000 rpm, R=4mm, Y, « 5, ,I5;,3
A=0.03 mm, =20 kHz

ool s Ly, L gy dmlonesliie o
AL2024-T3 PW?JT SLIT 51 aakad i (g jlwans
9 S omile bl Ldoas SLIT cpl el says S Sl
@lize plio o ST olghd slas )15 ass ;o 9 YL plSouul
6‘)’ NI PR W uL?L.\.:‘ )L.\.: Sjy90 w‘fa 0oy UAZ.M.A 9
Joe @ axgi L AL2024-T3 cole g b5le Jow giluJow

[19] 04 o 48,5 JLs 10 (24) abasl) b S35 (ygmail>

€ T, =T

= A+B(c_ )" || 1+C In(-%) || 1 - (2—=)"
o=[ A+B(c,) }{ + ”(eo)“ =) } (24)

m 0

Sleo Tw 5 Ss5 amils Soldy culgsn gm C B A

ol e glos Ty 5 S dakd
ooly Glalaa by, 5l (6)1558 anlp goue (siluancd 5o
smlaz giluJoe cnl oo eolawl Lol clls p g, L
Gl 5o adlior S5 il CuSE (5595 Slee p 00l
bl & azg L (Joleo Sty 6,5 sl p Jow
ey a8 wil e 31 olKin S el (g, ISl

[19] 05 yzn 1 jlw cusss

4 oplesis 7 o9 1399 280l pl 3des 9 walw Swaiie

X, = Rsin(at, , —#)
+Asin(2z ft,_)+V, t _, (21)
Y., =Rcos(ot, , —w) (22)

d...:‘)S Ls‘)" )|).:‘ J)} R 0L C‘)?u.m‘ Ja)‘s) &JL}
Rl g Sgelp Slals )] S 4 g i )554
ol 00 00l ioles 4 IS 40 g oy b

a9y 65,8 9l 50 adly S s 00l p Caoliuis —1-2
& ol ol )l Ses 4 YL

sl b i 55,8 50 ol &l Ly, 4 azgs L
(9) dJa;‘) B B(Xk—layk—l) s Olaise L) Jaj.sfa SYoleo

e ply KL ad ol 1) 895 sl bsta oley Olssse
Deds oo Juol> (23) alaly Colps 4o aS o)) st e

27 (k -1)
7 )

tan(wt, — %)[R cos(wt, , —
z
2;z(k—1))
Z
+ Asin(2z f t,_,)— Asin(2z ft,) +V, (t,_, —-t)]=0
(23)
30 Ogd oo dlre (12) alyl, G a8l ISS s ool
S 4 6,58 wnlB sl olopesly lag s A
(16) b (13) Luly, SuS @ Vb @ 4, JSgolp olabs)
Sly odal Canss @l O JSo o [19] 33,5 oo dlore

—[Rsin(et, , -

Wl ool lis loges &gy (6,15 peiile (slig s

o 5558
SaF 4 5658 \

Seo Gadle SULL o

X

Fig. 4 The tool moves in traditional milling and ultrasonic assisted
milling

Syl Slale | oS a4 g st 555,850 Hlnl &S e 4 JSE

Ol )l oS a1 6,155 ,8 wulyd goue gilwand -3
Syels
Olyas g Il awaie Jdoay 555,85 anlpd il o

34



GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

a0k 5 s 45 ol 55 oy ] 550 Ll

by 5 oges Coz X a5 Cul ol ade XY, Z Ok o
2 Blioe il jomme Sz T 9 Sort Cuz Y Sy
ools iales jSaxksd ¢ )l ool Jleel g0 ol 7 IS
Ol e g0 alos bl b bl alo s o el s
Lol )l SeS 4 g s 6)155,8 anl 8y 6 )5 pile slg s

el Sy ore Soj sl ol > Spol b

Fig. 6 Modeling tool and workpiece in milling process
G558 il p 50 )l askad 5 Il gl e plowl (g3le s 6 S

Table 3 Machining parameters in ultrasonic assisted milling
il SeS 4 5,552 lede 0 @Bl s 3 Jgax

Sy Goile
n f a A ap
(rpm) (kHz) (mm) (um) (mm)
4000 20 015 30 1

Slaatten glaggms tan o aleols sie D&

Fig. 7 Boundary conditions applied to tool and workpiece in milling
process

6l 558 sl B 50 Sankad g Il e s Jlael (5550 Ll 7SS
oS 4 558wl ileamd @l Jodo -4
< ol olily
2P Gl @l g iloand Sl onal Cunss b 8 S o
Goy e Cawl oo oals lid 6,8 pudle LSS Ll )i
Seslatal L(F Ry F) Z,Y, X ey o ol Cwds yuSolee

35

Asp
25, )

OS5 9 B(Ep)ps ol Sl S seile, oS
3! A(Ep)f CnSl yo Sl CanSs jo Jole Sl
1395 g0 il (26) alal,

A(s, ), =| d,+d, exp(d, D[+ d, |ﬂ(g—p)Ml+d5To}
f q &

(26)
Lcho 5o AW d.w.:l.?u 555 uy.wb CnSs w‘,@d5 L:dl as
RV ng Las glos Ty g «Seiadly 26,5 &5 & <301
5 Jloy ot bugiop aitbige ol i led
ol 00 00)51 AL2024-T3 PW?‘” 6‘}:’
4y e Sl 50 )155,8 anld (gaa an (giluand o
. 1 T PRI
4w g9 Olll g "o Julo iy, Sl (Seelp SlalS ]SS
Sl U5 s a8 bl 5l el oo soliul (gl 0,5 8 som
S e Clo Oyge 4 lpl il yiaS (L Saskd 4 e
oads L8 o Lo Sluss 315l gile Jaw jo il sul a8 F
2l g L5 asdad e 4 dm g b Sasl cu o lade ol
oo a5 i 0 032 Jlaie L ol Zorev  Jas el
00 Ao (izmed g Sz e Sl (6595 9 (hp amio
Slascine [20] canl ose] Canas 08lp 605 S5 50 Les 515
el 00 00,91 2 Jgaz 0 5l cwaie

Table 1 Johnson-Cook material properties for Al2021-T3
[19] A12024-T3 LT 'S ygmily consts oo 1 Jguo

oél.a d1 dz d3 d4 d5

AL2024-T3 013 013 -1/5 0/011 0

Table 2 Milling tool geometry
G558 5l wiin Slasie 2 Jou

- 7 @ D)
ool aygly el a5 olj ael; S5l s
30 20 15 8

ailyd o Saxdad 4 5l 6l ead ploxl g5le Jowe 6 s o
g askd 4y Jgold olilel.cwl oads sols lis 5,55,8
ad S Sl 50 6 edle Ll el ool Jlosl (99,80

R AW 00)51 3 Jedz ;0 anl 8 gilwands jo 0ud

1
Explicit Dynamic

4 oplesits 7 o9 1399 280l pl 3dgs 9 walw Swaiie



GBS Lle (S le

G39ol)d Ylwgs SaS 4y 5HU) I sl G HU pable g ) ($33E 9 Sl ) 3

o dules (G2, (1 Kils D5 oo 0dBlie aS ol len
gy yolis 51 a8 Spls Lol S 4 5535 ol
4 US55 Gllas 1y 5050 ol el el (s )573,8 2> 0
S8 > e ytS Fl 5 )l pesln il S Gl o
S8 il 00l Cueled ot Gizmen 5 (651552 e 50
[21] o905 oLy il
50 ool Cawds lag polas 11 10 sl o o
glyel S 4 )58 g (e )58 sl il
el 0 03,51 gl

200

b 290 - g0 Gydle 5,158
150 b === s Godle 8554

-0 ol e 5,854

0 s

100
s 50 |
¢
h:c 0 ::'.-‘u"'“-"'

3
-50 '
-100 [ | | 1 1 1
0 0.5 1 1.5 2 25 3 35

-3
t(s) 10
Fig. 10 The force obtained in the X-axis by simulating traditional
milling and ultrasonic assisted milling (A=0.03 mm, f=20 kHz, a;=0.15
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