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Abstract. In this paper, the orthogonal cutting process is studied using Smooth Particle Hydrodynamic (SPH)
method by a kinematic rigid cutting tool and two work-piece material models: perfectly elastic-plastic (EPP)
model and Johnson—-Cook (JC) model. The kinematic tool means that if the cutting tool is assumed a rigid
body then the horizontal component speed of work-piece particles at cutting tool region are modified to
the cutting speed. The chip shapes of orthogonal cutting process using SPH method with kinematic and
kinetic tool models are compared with the experimental results. The chip obtained by the simulation with
kinematic tool is more similar to the experimental results. Von-Mises stress distribution at different states of
the orthogonal cutting process is investigated. The maximum stress occurs at the shear plane and causes
the formation of chip teeth. Comparisons between chips of work-pieces with two material models are
investigated including different rake angles of 5, 10 and 17.5° with feed rates of 0.3 and 0.4 mm/rev and the
cutting forces of the process are obtained. The cutting force of process with 17.5° rake angle, 0.4 mm/rev feed
rate and 800 m/min cutting speed is validated using experimental result.

Keywords. Orthogonal cutting process, Kinematic and kinetic cutting tool, Johnson-Cook material model,
SPH method.
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1. Introduction

Modelling pressure and friction between the traditional kinematic cutting tool and work-piece
affect chip morphology, temperature distribution and cutting force in the simulation of orthogo-
nal cutting process. Based on past researches, the coefficient of friction [1,2] is related to pressure
distribution along the tool’s rake face [3-5] and sliding velocity [6]. Cakir et al. [7] studied sticking
and sliding friction zones on the rake face while the normal pressure along the sliding length is
based on Coulomb friction law.

The finite element method (FEM) is an effective numerical method in the simulation of or-
thogonal cutting process. A 2-D orthogonal cutting model with plane strain assumption was
simulated using Abaqus/Explicit software by Coulomb’s friction law [8]. A combined Coulomb-
Tresca friction law is used in commercial finite element software (FORGE 2005s) [9] to solve the
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thermo-mechanical model of orthogonal cutting process. Furthermore Maranhao et al. [10] sim-
ulated the thermo-mechanical treatment of machining AISI 316 stainless steel using commercial
software Advantedge™ by assuming Coulomb friction coefficient equals to 0.89, 0.80 and 0.53.
Tang et al. [11] calibrated the FE model based on the comparison between experimental and
simulated resultant forces. Wan et al. [12] studied the influence of friction models on the forma-
tion of dead metal zone (DMZ) using FE method ABAQUS/Explicit software with wide range of
friction coefficients. The DMZ is formed under the tool edge and acts as a new cutting edge to
prevent the tool edge from wear and affect the roughness of the machined surface. Menezes et
al. [13] analysed the effect of friction, cutting velocity and rake angle on the cutting forces and
chip formation during orthogonal cutting using an explicit finite element method in LS-DYNA.
The cutting force varies significantly with rake angle and friction coefficient in comparison with
velocity. However, large deformations and material separation are the popular difficulties of the
FEM [14-18].

Jaspers et al. [19] developed a finite difference model to compute the interface temperature
between chip and tool. They measured this temperature using an infrared camera during exper-
imental tests. Gu et al. [20] studied dynamic recrystallization phenomenon and thermal conduc-
tivity of high-speed machining of Ti6Al4V using material point method (MPM). The friction coef-
ficient is selected to be 0.7. The SPH method can handle the difficulties of FEM such as large de-
formation and separation of material. Deformation of cutting tool relative to work-piece is very
small; therefore, the cutting tool and work-piece can be analysed using FE and SPH methods
respectively. This modelling is done using LS-PREPOST pre-processor [21-24] of the company
LSTC [25]. The interaction between the cutting tool and work-piece is modelled using friction
model. Niu et al. [26] simulated orthogonal cutting process of A2024-T351 with an improved SPH
method. The improved SPH method is achieved by density and kernel gradient corrections. In
these mentioned researches, the coefficient of friction between cutting tool and the work-piece
affects the results such as cutting force and chip shape.

In this paper, the orthogonal cutting process is studied using SPH method with a kinematic
tool. The kinetic reactions of traditional cutting tool surface as normal and friction forces are re-
placed with kinematic reactions as normal and tangential velocities at cutting surface. The chip
shapes of orthogonal cutting process using SPH method with kinematic and kinetic cutting tool
models and two work-piece material models (EPP and JC model) are compared with experimen-
tal and simulated [26] results. Rake angle, feed rate and cutting speed are 15°, 0.3 mm/rev and
60 m/min respectively. The chip shape of the process with kinematic cutting tool model is more
similar to the experimental results. Comparisons between the chips obtained from cutting pro-
cess with two work-piece material models, three different rake angles of 5, 10 and 17.5° and feed
rates of 0.3 and 0.4 mm/rev are investigated while the cutting speed is 800 m/min. The cutting
force of the process including tools with 5, 10, and 17.5° rake angles and 0.3 and 0.4 mm/rev feed
rates are obtained. The cutting force of the process including 17.5° rake angle, 0.4 mm/rev feed
rate and 800 m/min cutting speed is validated using experimental result.

2. SPH formulation for solid flows

The Mass and momentum conservation are expressed as (1) and (2) respectively [27]:

dp OVﬁ

Loy 1

dr  Poxy M
dVe _129ap @
dt  p 0Xg
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Figure 1. Influence of weight average on velocity distribution.
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Where p, 0, dt, V and X are density, stress, time increment, velocity vector and position vector
of particle i.

If the continuum region is divided using SPH particles then the mass and momentum conser-
vation are varied to (3) and (4).

dpi [, OWij

vi-vh— 4
0 ];Q Vs = Ve) s @)
dVéZZm~ 0“ﬁ+0aﬁ OW” 5)
dt jeQ ! pipj Oxp

where Q is integration area, W is kernel function, W;; = W(x; — x;), x; is the place of particle i
and x; is the place of particle j as the neighbour of particle i and m; and p; are mass and density
of particle j.

The speed obtained from (5) is corrected using the weighted average of the neighbouring
particles. In other words, at the end of each steps simulation the velocity of particles are replaced
by the velocity derived from the weighted average according to the following equation.

i Z]I?Ieighbor wivi

V= ZI;Ieighbor wi ©)
Figure 1 shows the particles velocity along the cutting speed with/without weighted average
velocity. Applying weighted average to the particle velocity makes continues velocity distribution.

In this paper the kernel function is chosen as

1-1.552+0.75s% s<1
w=al 0.25@2-ys)3 l<s<2 )
0 §s=2
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Figure 2. The return mapping algorithm at deviatoric plane stress while the stress of
particle i is out of the yield condition.
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Where a =10/ 771hl?, r is minimum distance between two particles and h is smoothing length.
The strain rate at particle i is expressed as follow:

i GVi
£l A/ 9)
“ap= 3 aXﬁ aXa
where . P
ov} m Wi
2=y J(V _Vz) ij (10)
0Xp jea Pj 0Xp
Energy conservation equation (11) is expressed in particle summation as (12).
@ = U_aﬁ ov® + Q (11)
dt p 0xP
de 0' + Uaﬁ OW:
— = _ V B 74, 12
dt ;ml pip; ( ) Qz] (12)

Where heat flux Q; j is calculated from (13) by assuming heat conduction is just between work-
piece particles in analysing orthogonal cutting process [27]. The heat conduction between tool
and work-piece is denied with respect to the energy transfer in work type.

Qij _ sz mj (Tj - Ti) OW,-]-
7 opipj  Rij  0Xp
Where R;; is the distance between two particles and k is coefficient of thermal conductivity. The
temperature increment is obtained using the rate of energy as in (14).
_de 1
= C_p

(13)

(14)

where C,, is the specific heat of the material.
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Figure 3. Showing the approximation return mapping algorithm on the main plane stress
based on the von Mises yield criterion.

The stress of a particle is obtained from the strain using the Hook’s law. If the particle stress
satisfies the yield condition (oyon = Sy) then the particle is in the plastic region of material. In this
case, the elastic particle stress is corrected using return mapping algorithm [28] that is shown at
Figure 2. In this algorithm the plastic stress is obtained while the following condition is satisfied:

IS - (2 vH(e) )y -1/ 2x((€)) =0 15

[ewe 1{ep) Jr=y/5x((e)) as)

Where S, u, H, vy, k are deviator stress tensor at time ¢, elastic shear modulus, hardness (the

slope of stress-strain diagram at plastic region of a material while H = 0 for elastic perfectly

plastic material model), plastic consistency parameter and the function of yield stress value that
depends on plastic strain respectively.

The amount of y is obtained from (15) then the stresses are corrected as follows:

-
Where
_ 1w
st 17
Is'l = vaT:
Jo= % (0x=0y)+(0x-02)*+ (02 _Uy)z] +0%y O+, (18)

where g, = 0y, = 0in plane strain condition.

In return mapping algorithm, the plastic stresses of particle i exactly satisfies the yield condi-
tion. In addition, replacing the stress value at yield moment with the stress at the previous time
step according to (19) is suggested.

Y -1
(o) =(o) (19)

According to Figure 3, if the ellipse is von Mises yield criteria then point (#) is the particle stress
at the plastic zone and point (¢ —1) or A represents the step before entering the plastic zone. Point
B is obtained by contacting line OA and the ellipse. The line OA represents the loading history
of the particle i and point B represents the exact location of stresses at the yield surface. The
proposed method assumes that the stresses at the entering the plastic zone is point A instead of
the point B to satisfy the yield criterion.

The values of the point A at Figure 3 for each particle at all steps of orthogonal cutting
simulation are compared with the value of the point B using relation (20). The maximum errors

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 4. Maximum error of relation (20) among all particles at each time step of the
simulation.

between all particles at each time steps are shown at Figure 4. According to Figure 4, the
maximum error of approximated stress (point A) is 3.5% with respect to the yield stress (point
B). In other words, the radius OB at Figure 3 is reduced with 3.5% for some particles at some
simulation steps.

A(o1)-B(o1)
B(01)

A(o2) - B(og)

Error = max('
B(02)

X 100,'

x 100) (20)

The semi-discrete system is time-stepped with Heun’s method, first field variable are predicted
with:

(),
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Where the subscript p designates predicted, the predicted derivatives (du'/dt) Z“, (dp'ld I)ZH’

(d pild t)ZH are then calculated using these values and the final field variables are calculated as:
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Figure 6. The boundary conditions of orthogonal cutting process.

3. Modelling

Figure 5 shows an orthogonal cutting process while the cutting tool is turning around the work-
piece by constant rotational speed (w). This 3D orthogonal cutting process can be analysed as a
2D model that is shown with the shaded region. The shaded region is repeated through the length
of the shaft and the depth of cutting is big in comparison with the feed rate. The cutting tool cuts
the work-piece with cutting speed V, = rw through the 0 axis where the r represents the distance
of tool tip from center of the shaft.

The shaded area of Figure 5 is modelled as Figure 6. In this modelling, the cutting speed is V,
the dimension of work-piece is L x H and the feed rate is f mm/rev. The right and down edges of
work-piece are fixed along horizontal and vertical direction. The cutting depth is 4 mm according
to Figure 5 and the cutting speed of tool tip is 800 m/min.

At Figure 7 the kinematic model is compared with traditional kinetic model while the tool is
assumed a rigid body. The cutting tool is advancing to one particle with cutting speed V, at state
(A) while the speed of particle is Vparticle = (44, v4). If the particle is at kinematic tool region at
state (B) then its horizontal speed is modified to cutting speed Vparticle = (Ve, v4). If the particle
is at kinetic tool region at state (B) then the rake face pushes this particle using tangential and
vertical forces (Fs and N respectively).

The contact between the particle and traditional kinetic tool occurs when the particle pen-
etrates to the cutting surface of the tool as it is shown at Figure 8. In this contact algorithm the
nearest element of the tool surface to the particle is found and the penetration of particle is calcu-

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 7. Comparing kinematic and kinetic modelling of cutting tool.
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Figure 8. Showing the particle penetration to the cutting tool surface.

lated. A force is applied to the particle according to the relation (23) perpendicular to the surface
of the element to reduce this penetration.

- i d
N=k (m A_tz) (23)
Where m’, d, At and k are particle mass, amount of penetration, time increment of simulation
and coeflicient of penetration respectively. The range of k is between zero to 1 while the value of
1 is used to define the rigid body.

By comparing the kinematic and traditional kinetic tool model, the vertical (IV) and tangential
forces (F;) to the particle in the kinematic model is obtained as follow:
4

u
cos(y)

Ve —

N=m'

(249
Fs=tan(y)N

Where m?, u’, dT and y are particle mass, particle velocity along cutting speed, time incre-
ment of simulation and rake angle respectively.

The work-piece of Figure 6 is divided to small area using SPH particles as Figure 9(a) and the
region of kinematic cutting tool is plotted using straight lines. Kinetic cutting tool with work-piece
are modelled at Figure 9(b) using finite element and SPH particles respectively.

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 9. Modelling work-piece using SPH particles with (a) kinematic (b) kinetic models
of cutting tool.

3.1. Material properties

As a typical ductile material, the aluminium alloy selected was A2024-T351, which is frequently
used in the manufacturing processes. In this paper, the von Mises yield criterion is used to
identify the critical point of plastic deformation. The von Mises stress (0yon) is compared to the
flow yield stress (Sy), and when the criterion (ovon = Sy) is satisfied, the material enters plastic
deformation (flow). EPP and JC material model are applied to model the work-piece material
behaviour during the cutting process using SPH method without friction model. The yield stress
of EPP material model is:

Sy=U (25)
Where U is yield strength [29] that is given in Table 1. The yield stress of JC material model is
affected by strain hardening, strain rate hardening and thermal softening. The flow stress in the

JC model is computed using:
= _ m
;))(I_M 6)

=0} Trnelt — Troom

Sy=(A+Bg"|[1+Cn

Where € is the equivalent plastic strain, £ is the plastic strain rate, €, is the reference strain
rate (1.0 s™)), T is temperature, Tyer and Troom is melt and room temperature respectively.
Coeflicients of JC model [30] are given in Table 1.

In SPH simulation with Kinetic tool using LS-DYNA software, the JC shear failure model is
properly used as Ref [26]. In this software the rake face is divided by the elements and the
coefficient of friction is defined at contact element between rake face elements and work-piece
particles.

4. Results and discussion

In Figure 10, chip shape of the orthogonal cutting process is obtained using different methods.
The cutting speed, rake angle, feed rate and depth of cut are 60 m/min, 15°, 0.3 mm/rev and
4 mm respectively. The colour parts of this figure show the displacements along perpendicular to
the cutting speed.

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 10. Chip shape of orthogonal cutting process using (a) experimental method [31],
(bl) SPH method with kinematic tool including EPP material model using Figure 3 algo-
rithm, (c) SPH method with kinetic tool including JC material model [26], (d) SPH method
with kinetic tool including EPP material model by LS-DYNA software, (e1) SPH method with
kinematic tool including JC material model using Figure 3 algorithm, (f) SPH method with
kinetic tool including JC material model by LS-DYNA software (e2) SPH method with kine-
matic tool including JC material model using Figure 2 algorithm and (b2) SPH method with
kinematic tool including EPP material model using Figure 2 algorithm.

C. R. Mécanique, 2020, 348, n° 2, 149-174



Mohammad Dehghani et al. 159

Table 1. Material parameters of A2024-T351 alloy for work-piece [29-31] and uncoated
carbide insert CCGX120408-AL, H10 for kinetic cutting tool model [24]

Physical parameter Work-piece material (A2024-T351) kinetic tool model
Density, pg (kg/m3) 2700 11900
Elastic modulus, E (GPa) 73 534
Poisson’s ratio, v 0.33 0.22
Specific heat, Cp 0/ (kg °C)) 0.557T+887.6 -
Thermal conductivity, k (w/(m °C)) 114 -
Melting temperature, Tyel¢ (°C) 520 -
Room temperature, Troom (°C) 20 20
Yield strength, U (MPa) 440
Johnson-Cook material model
A (MPa) 352 -
B (MPa) 440 -
n 0.42 -
C 0.0083 -
m 1 -
0.7
0.6

(=]
W

=3
~
)

(=]
w
1

(=]
\S)
'

length of shear plane (mm)

(=)
—_
'

a bl c d el f e2 b2

Figure 11. The shear plane length of the chip teeth of Figure 10.

Figure 10(c) is copied from reference [26] that used kinetic cutting tool. The friction force at
tool work-piece interface is calculated as multiplication of normal reaction force of tool face and
the coefficient of friction. The coefficient of friction in this model is equalled to 0.17.

Chip of Figure 5(d) and (f) are obtained using LS-DYNA software. The rake face is divided
by the elements and the coefficient of friction is defined at contact element between rake face
elements and work-piece particles. According to [24], Coulomb friction model is used with static
(4s) and dynamic (u,) friction coefficients set to 0.17.

The length of the four teeth of the chip Figure 10(a) is measured, and their values are shown
in Figure 11. Also, the lengths of the chip teeth of other Figure 10 parts are included to this figure.
According to Figure 11, the lengths of teeth (c) are outside the experimental range (a), and other
parts are in the range of part (a). Based on the comparison between the chip shapes (a) to (f)
of Figure 10, chip of part (bl), (b2) and (e2) are more similar to the experimental result (a). In
addition, part (el) can correctly predict the shear plane and the shape of the tooth, regardless of
the gap between the teeth.

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 12. A Comparison of chip shape between the two algorithms presented in Figures 2
and 3.

The chip shapes of the orthogonal cutting process with the kinematic tool using SPH method
based on return mapping algorithm (Figure 2) and proposed algorithm (Figure 3) are compared
at Figure 12. The work-piece material model is EPP and JC. In this figure, cutting speed, rake
angle, feed rate and depth of cut are 800 m/min, 17.5°, 0.4 mm/rev and 4 mm respectively. The
length of shear plane and chip are assigned at all parts of this figure and are investigated at
Table 2. According to this table, the chips and shear planes length of all parts of Figure 12 are
approximately same as others.

The effect of the ratio of the number of particles per work-piece unit area is demonstrated in
Figure 13 using kinematic tool and JC material model. In this analysing the feed rate and cutting
speed is 0.4 mm/rev and 800 m/min respectively.

According to Figure 13, there are 2, 4, 8, 10, 16 and 20 particles along the feed rate using 25,

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Figure 13. Influence of the number of particles on chip shape.
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Figure 15. Particle position on the work-piece machined surface.
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Figure 16. Influence of particle number on roughness of the work-piece machined surface.

Table 2. A Comparison of chip and shear plane length between the two algorithms pre-
sented in Figures 2 and 3

Work-piece Return mapping algorithm (Figure 2) The proposed algorithm (Figure 3)
material  Shear planelength Chip length Shear planelength  Chip length

model (mm) (mm) (mm) (mm)
EPP 0.53 1.17 0.51 1.2
JC 0.52 1.2 0.49 1.3

100, 400, 625, 1600 and 2630 node/mm? respectively. In the first case of Figure 13, due to the
limited number of neighbours, the particles separate from each other and have a significant
displacement in the vertical direction. The chip forms to its final shape by increasing number
of particles. Particularly, the length of chip convergences by 400 (node/mm?) and teeth of the
chip are easier to detect with 1600 (node/mm?).

The effect of ratio particle number per work-piece area on shear plane length and the ma-
chined work-piece surface at the back of the tool tip are investigated at Figures 14 and 16 respec-
tively. The roughness of a surface is calculated using relation (27) based on Figure 15 where 7 is
the number of particles on machined surface. In this study, the ratio 1600 (node/ mm?) is used to

C. R. Mécanique, 2020, 348, n° 2, 149-174
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Three work-pieces with various dimensions are analysed at Figure 17 to investigate the influence
of L x H at Figure 6 on chip morphology using kinematic tool and EPP material model. The effect
of supports on chip morphology decreases by increasing the distance between the supports and
cutting tool tip or the work-piece dimensions. The work-piece area of Figure 17(b) and (c) is 1.6
and 3.9 times to the part (a). The advancements of cutting tools and the plotted area of parts of
this figure are equalled.

According to Figure 17, three teeth are shaped and the fourth tooth is being formed. The first
teeth are similar in all three cases. This similarity is due to the fact that the tool tip gap to the
supports in all three cases is far enough and stress distribution in the work piece is more affected
by the entering of the tool tip. Therefore, all three cases in Figure 17 experience practically
identical conditions at the time of the first tooth formation. With the advancement of the tool
tip, the contribution of the work-piece support in the stress distribution increases. The second
and third teeth in parts of Figure 17 (a) and (b) are not completely formed due to the closeness of
down support to the cutting area, but the tips of the teeth are clearly identified in the case (c). The
chips formation are similar in all three cases based on the formation of the fourth tooth in this
figure. At this time, the fourth tooth forms and rises on the shear plane. The chip thickness and
the gap between the teeth are equal in all three parts. Chip (a) is very similar to the chip (c) and is
economical due to the less area of the work-piece. In this paper, this model is used to analyse the
orthogonal cutting process in various conditions.

The von Mises stress distribution in the work-piece is shown at Figure 18 at four different time
periods of 0.005, 0.015, 0.05, and 0.65 milliseconds using kinematic tool and EPP material model.
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0.005 msec 0.015 msec

0.05 msec

Figure 18. Analysing the von Mises stress distribution in the work-piece using kinematic
tool and EPP material model at four different time periods of 0.005, 0.015, 0.05, and 0.65
milliseconds.

Time 0.005 msec relates to the entering of the cutting tool into the work-piece. At this moment,
the stress at the right edge of work-piece is zero and near the tool tip is maximum. At the 0.015
msec, the first tooth is forming. The stress at the shear plane gets its maximum value and causes
the formation of the shear plane. As the tool moves forward, the tooth moves on this plane to the
outside of the work-piece. However, the stress at the right edge of work-piece is zero, because the
distance between this support and tool tip is far enough.

The von Mises stress increases at the width of work-piece of Figure 18 by the movement of the
tool tip near the right edge of the work-piece. At this time, the support effects on the shape of the
chip. According to the variations of stress distribution in the work-piece, the shape of the chip is
only influenced by the interaction of the cutting tool on the work-piece particles until the tool tip
moves close to the half-length of the work-piece.

Figure 19 shows the cutting forces of the orthogonal cutting process with various rake angles
and feed rates using kinematic tool and EPP material model and experimental result [24] are
shown in this figure.

Based on Figure 19, the numerical cutting force is similar to the experimental result. The
cutting force increases and decreases by increasing the feed rate and the rake angle respectively.
The cutting force of the tool with a rake angle of 5, 10, and 17.5° vary 1.5, 1.5 and 1.67 times
higher, respectively by increasing 0.1 mm/rev of the feed rate. The cutting force of the tool with a
rake angle of 5° is 1.09 and 1.19 times to the cutting forces of the tool with rake angle 10° and 17.5°
and feed rate of 0.4 mm/rev, respectively. These ratios are 1.09 and 1.34 for feed rate 0.3 mm/rev.

Comparisons between chip shapes of work-piece with two different material models (JC and
EPP) are investigated at Figure 20 while feed rate is 0.4 mm/rev. The lengths of the chips, as well as

C. R. Mécanique, 2020, 348, n° 2, 149-174



Mohammad Dehghani et al. 165

1200
1000 ? ” B feed rate=0.3 (mm/rev)
-
g 800 ;ﬁ ﬁ % feed rate=0.4 (mm/rev)
2 Z
£ 600 -
en
. E feed rate=.4 (mm/rev),
S 400 - Exp. Ref. [24]
200 - # feed rate=0.4 (mm/rev),
return mapping
0 algoritm

rake=5° rake=10° rake=17.5°

Figure 19. Comparing the cutting force of the orthogonal cutting process with the rake
angle of 5, 10 and 17.5° and the feed rate of 0.3 and 0.4 mm/rev.

their thickness at the steady state process are the same for each rake angles. The cutting process
remains steady state while the influence of the entering cutting tool reduces.

The variations of temperature distribution of the orthogonal cutting process are shown at
Figure 21. In this analysis, the feed rate, rake angle and material model are 0.3 mm/rev, 17.5° and
JC model respectively. This temperature distribution is based on the energy variation of particles
as performing work and heat conduction. In this figure, the particles temperature increase with
the separation from the shear plane. The particles on chip-tool interface at the feed rate region
experience the high temperature variations, their temperatures decrease by getting away from the
cutting tool tip. The maximum temperature increases from 80°C to 100°C during the formation
of a new tooth at Figure 21(a) to (c). Then this temperature decreases at part (d) and this process
is occurred repeatedly at parts (e) and (f).

The von Mises stress at the states of Figure 21 are shown at Figure 22. Based on Figure 22,
the maximum von-Mises stress is at the cutting surface. The maximum von Mises stress as the
maximum temperature rises at parts (a) to (d) during the formation of a tooth and this process
starts repeatedly at part (e).

The maximum von Mises stress is 600 MPa at Figure 22, but this is 440 MPa at the Figure 18, be-
cause the yield stress of EPP material model is constant but JC yield stress varies by temperature,
plastic strain and plastic strain rate.

An initially regular particle distribution at the work-piece at all previous results is used. Six
different work-piece particle distributions of Figure 23 are used to show the influence of the
particle alignment on the particle displacements and von Mises stress. According to Figures 24
and 25 the particle displacement and von Mises stress of initially regular and irregular particle
distribution at the work-piece approximately are the same.

In all previous results, it is assumed that the tool tip radius (r at Figure 26) is zero. The work-
piece variations at the entering time of the tool with tip radius 0.15, 0.12, 0.08, 0.04 and 0.02 mm
are plotted at Figure 27. The feed rate and cutting speed of this analysing are 0.4 mm/rev and
800 m/min respectively using kinematic tool and the JC material model.

Based on Figure 27, the left work-piece boundary coincides with the tool tip curvature. The
upper boundary displacement increases by increasing tool tip radius. A tool with small tip radius
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Figure 20. Comparisons between chip shape of work-piece with two different material
models JC and EPP are investigated. The rake angles are 5, 10, and 17.5 and feed rate is
0.4 mm/rev.
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Figure 21. Investigating temperature variations during the formation of a tooth using

kinematic tool and JC material model.
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Figure 22. Variation of von Mises stress during the formation of a tooth.
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Figure 23. Initially (a) regular and (b—f) irregular particle distribution at the work-piece.

cuts the left boundary however tool with big tip radius changes the vertical position of this
boundary but it doesn't cut it.

Figure 28 shows the chip shape of the orthogonal cutting process with various tool tip radius.
Varying chip direction on a rake face with a big tip radius causes teeth separating from each other.
Therefore; the length of the chip increases by increasing the tool tip radius.

5. Conclusion

In this investigation, the cutting process is assumed to be a two-dimensional orthogonal cutting
process in which the cutting speed is perpendicular to the cutting depth. The work-piece of
the orthogonal cutting process is analysed using smooth particle hydrodynamic (SPH) method.
The material is divided into SPH particles. The particle model can model the large deformations
and ruptures of the work-piece. Normal and friction force at the traditional kinetic model of the
cutting tool and the work-piece particles interface is replaced with kinematic reactions. In kinetic
model, the coefficient of friction between cutting tool and the work-piece affects the results such
as the cutting force and chip shape. In kinematic model, the horizontal component velocities
of work-piece particles are varied to the cutting speed while those are placed at the cutting tool
region.

The constitutive work-piece material model is assumed as the elastic-perfectly plastic material
model. The yield stress of this material model is constant or varies by Johnson—-Cook model based
on variations of temperature, plastic strain and plastic strain rate.

The chip shape of experimental orthogonal cutting process was compared with the results
of the SPH method with the kinetic/kinematic cutting tool including two material models:
EPP and JC model. Furthermore, the chip shape of reference [26] is added to this comparison
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Figure 24. Influence of the alignment of the particles on displacement along perpendicular
to the cutting speed due to the initially (a) regular and (b—f) irregular particle distribution
at the work-piece.

used the kinetic tool. The chip of cutting simulation with the kinematic tool is more similar to
experimental results while the cutting speed, rake angle and feed rate are 60 m/min, 15° and
0.3 mm/rev respectively.

Various work-piece cases are studied to investigate the influence of the work-piece dimen-
sions on chip morphology. A work-piece model at Figure 6 with H =2 x f and L = 6.4 x f can
be used to simulate an orthogonal cutting process. By this dimensions, the influence of work-
piece boundaries on stress distribution decreases while the cutting tool advances to the half of
work-piece length.

The comparison between chip shapes of work-piece with two material models were investi-
gated those included various rake angles 5, 10 and 17.5° and feed rates 0.3 and 0.4 mm/rev. The
length and thickness of the chips of these two material models are similar. This similarity in-
creases by raising the rake angle and feed rate.

The cutting force of cutting process with 5, 10, 17.5° tool rake angles and 0.3, 0.4 mm/rev feed
rate are obtained. The cutting force of the process with 17.5° rake angle and 0.4 mm/rev feed rate
is validated using experimental result.

Approximately initial work-piece particle distributions don't influence on the particle dis-
placements and von Mises stress.

Varying chip direction on a rake face with a big tip radius causes gap creation between the
teeth. Therefore; the length of chip increases by increasing the tool tip radius.
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Figure 25. Influence of the alignment of the particles on von Mises stress due to the initially
(a) regular and (b—f) irregular particle distribution at the work-piece.
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Figure 26. The tool tip radius (7).
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Figure 27. Influence of tool tip radius on work-piece at the beginning of the cutting
process.
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Figure 28. Influence of tool tip radius on chip shape.
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