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ABSTRACT

For over last 5 decades, various models for
predicting the uncut chip geometry have been

introduced. The conventional (h=f,cos@) model

is, surprisingly, still well accepted and applied in
many sections despite of being derived from the
circular tool trajectory instead of the trochoid one. As
a result, this paper presents an analysis of geometric
distortion between the actual uncut chip and the
conventional model through both the in-cutting
angles and the new approached dimensionless
parameters. In this works, the VBA for AutoCAD
programming was implemented as the main tool for
creating uncut chips and determining their
characteristics. The trochoid trajectory was generated
from a series of successive points on the synthetic
curves. According to the comparative study’s results,
the proposed criteria for assessing the geometric
distortion can identify the differentia between the
actual uncut chip and the conventional model as
expected. It is then possible to draw a conclusion that
the use of conventional model is valid regardless of
any effects due to its oversimplification if, and only if,

the cutting condition is on a good term with f, and
V; do not exceed 0.0034D, and 0.0033v,.

Keywords: Uncut chip geometry, One plane milling,
Trochoid trajectory, Geometric distortion.



T. HUYANAN: GEOMETRIC DISTORTION OF UNCUT CHIP IN ONE PLANE MILLING 131

w:Vc/rc

JUN 1 wuidniinvesnssuunisinlusyuiuieavesaudnlag

1. Ui

nsfadunszuiunsUssavvisvesnisdaidoulany
675&ﬂaiﬂﬁugwumaqﬂizmumiﬁuﬁmﬂwmiﬁ’mﬁﬁqmeﬁamﬂ
nsfadeugafien a uiasandnlunsiasruiuifes (Fagu
7l 1) InsYadodrAnifianinanoninugnieauiudives
wuuaesdmsuiiesizinalnnisadaevlunszuiunisin
fomnugn  desidefevesdnumziumzidusuadinues
iuneurIndsdauaTzinaniadesiieg seluil

- s ugudnansdiniauagiuaudn (D, N,)

gnsuswesmsleudauazmsdadeu (f,,v,)

ATIUVIUIVBNAYREUYIA  Vauzaala (h)
- yusevrInsaaeu (6., 0, , 6 nax)

- anmgnIMsiaden (L)

Faudd 1941 Huduun wiilddonidenarenaguls
Waunagtiauauuuaesguuuunieg dmiuiuigsunse
sadnvesautoualfisiugdumudidy 1] - 4] Bu
91nuuudiassfidudoudeuinves Martellotti ufie
wuushassegnszduiigniniauetuuludimewasind [5-
7] aahalsﬁmml,wai’waaaé’i”’qLﬁuﬁﬁwuwﬁummﬂﬁugwu‘uaq
wnauaenffingniuUszgndltunniigaiianlunugu
199 Fremgdunanuidudoniiosusegndlusunsu
AutoCAD unld@nwiiaunouvinlunisfnszuiuifiends

Lﬂ‘%smﬁwawiwLLUUf\i’waaﬂﬁy’ﬁLauﬁ’ugﬂmmmﬂﬁm%a
Usrinuiidaaeituanidulds Trochoid (feguil 2) et
nadnvsTlduReTziaibudusadassrinutou
PIaTaesUszLanEI UL TER N s ukazdauU 513
MNEA 9 ﬁgﬂﬁmumf‘ﬁumﬂmi

Cutter Feed Cutter Feed

(9) trochoid base

(n) circular base

JUN 2 gunsasvindnveamsnouyinlusyuiuie?

2. sUnsasvadialisszindvaaAsnouvin

wifiinsindouiivesveuaudinvesnaninnielianing
msiuLuugauafdslifinansenuiionaiinan aendn
Hoagud ammuiBes iluveaneniavunay wianisleia
voundesdng Wudu Fseravilvaundlddnnisieluszuny
WWerveseuiniinaniadeuiidourivresnauvunadus



132 ENGINEERING TRANSACTIONS, VOL. 17, NO.2 (37) JULY-DEC 2014.

Audnarswihiuiain (sgud 2.n) uwiluanuduasaianuie
wazdinfnndounlumeiunasanszuiunisdadon Judu
naliitndeuvesauiiniidnvasudulAs Trochoid (Aygy
P

2.2)

2.1 IDANARFINSUNITNALYILIBY

Tunsshaesifirudnvesnuiteiiuiomnazesglugy
Analytic curve ﬁa%w%mﬂuﬁgq Parametric form Wag
Nonparametric form agnslsinulud w.f.2554 ngnauay
ngug ledawenisdnaesitinudngae Synthetic curve uu
AutoCAD [8] leld@nwanumunvesaviouniadivay
wazynszrisnsdaidou dduluunanuldfinisuiulgs
a1n13 Successive point YasANdn (FagUil 3) 9ndde
ssudielianunsansvauestiadedarunudoulunisinm
fifoensld Feaunisd 1 d1eanail

{X}(k) f, [1—cosA® SinA@ ]{x}c

Y. T 2r | -sinA® 1-cosa®]|Y |,
N COSA® —sinA® | [X © (1)
SINA®  CosA® | |Y |,

X" L+ COSA® sinA@ | [X ¢
Y[ =~ 27 |-SinA® cosA® | |Y

i i-1

] k o " o
1o LX YJi() Aafunustivuzvesnudni K

: o o K a o
increment 91 1 vue? |_X YJH ADFTUNUINDUNTUIVDS

a

Audaf K adincrement 91 1—1 1ag A® fAde Angular
interval 521374 increment ANRUATY

lwiuesfefuiumiativasvelnin o increment

P A C c A o o o

i fide [ X Y] way [ X Y] Afedundsdountn
I i-1

Yosfinfin a increment 7 1—1 lnan1s8198afiavauazyy

dluunenuibfuldmudetmunvesiidnainuaznglov

AARATIUNANULATAILTNISIPRaUNLYUAEINUTLERS
Tugun 2

3Uil 3 Successive point UukaulAY Trochoid

2.2 ANUAUZIANIZLTWSVIANA Y ILAYAIUVIA

PN ai & o |

WeNia15aua1nguN 4 aziiuinnisiawigsedluszuiy
WEINUE I ALAYA B UVIANN SN WULLANI L TUTVIANRAD U
Usznoulumetladonng o fedelull

n. anuvwwAvdeunadavay (M) Aeszezaindiumis

v
= o a

Hrvoie P, vosaudn o increment 91 1 fegadnveutiuaiu

9

(intersection) Q; lufimiatanaudnansdiadin O; lag

ANUNTOUIVUIAANUNUIVDIARNDUVIA Q) increment 91 1
eauaunsh 2

hiz‘%i‘z\/(XiQ_xiP)z—i_(YiQ _Yip)z @)

v v
o

wailawnsamiiinvesyn Q, lalnely AutoCAD



T. HUYANAN: GEOMETRIC DISTORTION OF UNCUT CHIP IN ONE PLANE MILLING 133

FUM 4 anvauzianzidausyInanvedaynauyInas

9. yusgwinenisdadeu (6,,,6,,) Usenausie yu

W1 G,

audnsuduaTuILLazyLeen 0, NAudavge
90NIINVOUIUIIU VRTANLNI0TZYAIVDIUTIADILARINAY
299 Angular displacement UUZNAMUAUILABADUVIALYINAY

aud (h,=h,=0) suiuanaelissaunisi 3 selul

YP_YC P_yC
Hemztanflﬁ IGE eextztanl% (3)
0~ Mo n~ n

o, pugInsaaden (L) fosrrnafinudndudiaty
Fusudaduiiuivesaaudnusevesda fefuluaunis
Taylor’s tool life Fsrimualitaduillduansengnisléon
vosiia Tnsnmsmawiaaueinsiadeutuanusadnld
210 Incremental cutting 371U N afs Fauanslddsamnns
na

L= Z‘IDcsinAT®i (@)

Wumirdanadn lunsfufiaives AO, uar AO, dnay
Weenin A® sewinnmsan@auiinvuall lagaiunsamen
101 AO, uag A®, ldanaunsi 5

A®, =6 -6, waz AO®,=6,,-0,, (5)

3. mManssuNsAnYILBLUTEULTiBY
VUENLAYNDUYIALUUANANTULAAN SFOUTIUTDIINAY

2 winilidurugudnans vue D, wiriuilade lnedszezis

sendtennauisaeniidudnsinisteudediu f, lne

ANWULLANIZLTUTVIANAVDILAYADUVIALUUAIRAIN50
wandladslugudn 5

JUI 5 anvaiziawzFausyInalnoumsnouy IMMUUAIGIN

wilune JURsUlATeseveIAUMULAE AU IAKUY
aadundudulumunuudiassegisiredansliluaunisi
ag —90"uag

6 lngauumlviyuidn 6

| haziuaan 6,

ext

90° mudnu
h(6)=1,cosé@ (6)

3.1 N EIMSUUSTEUAMUNEULT WS VI ANIR

lofiansanguit 4 uar 5 Uszneuduuuuiiasindnumi
\neuIIRTITAEALALIN1ST 6 uED Fuhangmsdinduladn
s l#eszianueudasadaluonaui
FosUszneume yudfynisdadeunaziuuslimedld



134 ENGINEERING TRANSACTIONS, VOL. 17, NO.2 (37) JULY-DEC 2014.

U5zl IUNANTENUVDIAMUNEULTWTVIANIAFBAINNAINTE
lumssinideuvesnudnneldan1izanund dasaluil

. A1MNEUYe93UlATe919 UsEiiiuanAunnm19Yes
dndupnununipvneuviasesns Ueusieiu a yu 6 la 9

aaws —90° 89 90° muaunsi 7

A_hi: htro (ei)_hcir (9|) To
f f

z z

—90°<f<90° (1)

Tas#l h, (6)uazh

ADUYINDIILALLARNDUVIARUANAINEIN U

i (6.) Aeaumun a yu 6 veuey

9. ANUNEUTRIN1TENNTVIALAY Useiiiusinannumeay

2 ngu i £,/D, uaz  /V_sing q desioluil
(1) AINAEUEDeY89N 158N TUTALAREE TAWA

- ATLANANLARYYDIFAFIUAIUNULAYNDUVINRDDATT
Ueusiaitu (Ah /f,) mwaunisi 8

A_ﬁ_iihtro(ei)_hcir(ei)
L5 f

4 z

yaszfimwennsiadou (L) mldnuaunisi 3

- ALANANYBIFRAIUAIUEINITARLE D URB VLAWY
Audnansdaria (AL, /D,)
(2) paruiteueioevoamszmsysaygign T

- AUANAIYRITAFILANUNU AN DUV IAFIEARDD AT
Uewsiodlu (Ah,,, /f,) awaunisi 9

Ahmax _ h:ro (el)_h;l’(gl)
f f

z z

©)

*

Tash; (6)uazh

LAYNBUVINDIILALLAYNDUVIAAILAL

i (6) Aomnunuigean a yu 6, veq

- AUANA1Ye o ANUULAYENER (A6, o)

A, AULEUdIHadaAd1uSauRY Useiiiusinanny
W @ a /D, wag \ /V_sing 9

ent

wawyueen 6, ,

3.2 Yunaun1sUsEUNana

nsadegunsasnadadeUssindiasnounalunisin
STUUREINTNUNIATIEIT LS suLBuiusE N Aen o

Yna3eRaas1wRTuandulAe Trochoid (AuaunIs? 1
way 2) FulAYReuIIALUUSLALAdLATIE R ua LAl AS
AINANS UL UR809A LML L UUA LRLAEUNS
il 6 th dusalddenisvssendnishauvesamdavs
VBA for AutoCAD ansaumafumeusig 9 seluil

(1) Awua D, uar T, 9ndeyavesindniain (Ailunised
1) sasanlganuiliuiigauved Angular increment 3
Tuunanuilifenld A@=0.4" aflarn \; /v, Tuunaudl

mlalnesauanaun1sh 10

Vf NZ fZ P & o o a v
—=—2.—2 \ilo N, flednuiunaudnvesiaia (10)
v,. m D,

a159971 1 A7 §,/D, uaz \; I, idenly

DC fZ fZ /DC I\IZ DC fZ \/f /VC

1 | 0.002 | 0.0020 | 1 | 10 | 0.055 | 0.0011
5 | 0.011 | 0.0022 | 3 | 16 | 0.055 | 0.0033
10 | 0.027 | 0.0027 | 4 | 20 | 0.078 | 0.0050
16 | 0.055 | 0.0034 | 6 | 20 | 0.078 | 0.0074
20 | 0.078 | 0.0039 | 8 | 20 | 0.078 | 0.0099
25| 0.110 | 0.0044 | 8 | 25 | 0.110 | 0.0112

(2) @¥13 Trochoidal workpiece edge
(3) syusumis Trochoidal trajectory vertices Pitmimhﬂ

-91.2°<9"°<91.2°

Y —tro
(4) @519moUNIUVRY Radial line segment PO;

(5) \@ugmABuwAY Trochoidal workpiece edge UadufaY
. . < o tro=_o v
Radial line segment 711 s gadn Q;° Favilskloian

—tro
BUNTUVBY Height segments PQ;

(6) szysiumus Circular trajectory vertices P

> ——¢cir _,
(7) @319ynoYNIUVRY Height  segments PQ; #e Line

sesment (—h, £ 8) 3nusiaz  Vertex PiCirIu %29

—90°< 7' <90°

(8) AMUIUMANTULLAN LD ILAYNDUVIATIADILUUIINYA

v

o —cir —tro
Uaa Height segments M1wee PQ; waz PQ;
(9) ¥AdnEuLaNIENANUIMLAYD LAY DUYIANIADIUN

v
s

FATITRAIAIAINULHYULT UV AIANILLN RS NIEN

fasunglineumvtinil



T. HUYANAN: GEOMETRIC DISTORTION OF UNCUT CHIP IN ONE PLANE MILLING 135

4. HAAWSWATNISAATIZH

v

unaudiidmanendnegiinisvinaudlafeifu
AauandssuRnnaInAI U dLsAdnve Aoy
velunsinszuuies Jeazdaalagnsanisnisiase
wsslunistnsulueaaiuanysaivesiadn daduds
Sududosinnasinuiisudrstuindsudunielfanie
nuaferuugihlusildnuegeisnndoyavetiudn

0.0090

0.0075

fz/Dc =0.0044

fz/Dc =0.0039 — .

0.0060

0.0045 fz/Dc=0.0034

w5
: 0.0030 ‘
< f2/Dc = 0.0020 f2/Dc = 0.0027
0.0015 _— fz/Dc=0.0022
0.0000
-0.0015
-0.0030
-90° -75° -60° -45° -30° -15° 0° 15° 30° 45° 60° 75° 90°
0.0270
0.0240 Vf/Vc =0.0112
0.0210 Vf/Vc = 0.0099
0.0180
0.0150
0.0120

Ah/fl

0.0090

0.0060 Vf/Vc =0.0050

0.0030 [== - Vf/Vc=0.0033
\\ Vf/Vc =0.0011
-
0.0000

Vf/Vc =0.0074

-0.0030

-90° -75° -60° -45° -30° -15° 0° 15° 30° 45° 60° 75° 90°
0
FU 8 Anuilguveasgulasisie

ﬁﬁmmmﬂgﬂﬁ 8 WUl miﬂimﬁumwmﬁauﬁumgﬂ
Tassailduslugas —90°<9<90° wosnirwiouwn
wuussAugnifaeglusasiivingu Tasar Ah/F fins
Wasuuasluluwultudeafunaontiedas T /D, uslsiAu

$13V, IV wirdu 0.0074 Gadn geanvesnnailouvasy

lasa919unndnAaantugia g /v, fdindnds 4 iin ey

EVANRE ]
1%

nsUszliunasinnuieuiudeasintugie /v, lidund

o

0.0074 wirifu wenaniiganuin AN/, Tugsitaulassi
AnfisuUszan —0.0015 ¢ 0.0060 Tagazidlndgus
2 Uiam O wihiugud Sndedunnddyiinude ey
Summﬁmﬂﬁ’mwmzi'adﬁﬁmmLﬁaumaqgﬂiﬂsaﬁ'wﬁaaﬁqm

Aatwdle v /v, #0.0033 waz f/D, ~0.0020 Tas
ArudisurasgUlassindasgannde f /D, ~0.0034
way VIV, ~0.0074 drunisussiiiuannuiiouresnisy

A59IRLAYLUYNLALAENNTRANT LN AU UL DY 2 fa
(@slugui 9 wag 10) Sy wudr L /D, aguusiuwuuids

vdumiu L/DAdasanasivindu 57.4466 10

A1 R* =0.9997 walsianuisaszysvuvuiidatauves
Auduiusszning L /D, fu v N 1dluunaaiuil
Tas Ah/f, agdeudnsnsiiangld STD <0.0002  iile
f /D,<0.0034uaz v /v, <0.0033 wauzdi AG, . 3z
AeflogfiA1uszu1n 0.4" naonvas £ /D, uazlu 99
0.0011<y /v,<0.0033 1auil Ah _/f,fuas i
aruduiusidadutuie /D, uaz iV, Adns1n1s-
Wasuulauyiniu 8.826x107° uag 7.441x107° ¢
1 R? winfu 0.9986 uax 0.9972 mudstu
dusumnuiiouiidssasieruidsufinanunsoyseidu

eyt 6.

1A9InN19RAITUIFUR 11 nudn )t

WAz
0N O, winnuduiusidadunsiu §/D, uar /v, 7
gmnsinisiasunlaanyindy 58.413 uay —56.976 ane

' 2 0w o w | &
A1 R Wi 0.9998 waz 0.9997 mudndiu vaugnviayy

W1 6, wazyueoan O, dziiarAoutianinglnaidgsiu

vilo 4 /v,<0.0033 #28A1 STD Uszu1:0.9998

waz 0.9997 auddu gavhedimutedunaiiun auladn

Usgn1anils dude yuitn 6 VBILABNBY

) hazyuean 6

ext
g1ma599zirinniu —90°uay 90w ua1suLdenan

w01 £,/D, =0

5. dsd

9

INHANITUTLEUANLNEUTATVIALAR NN UNTIYN

tausduunndluunanudnudt thasisne o waill



136 ENGINEERING TRANSACTIONS, VOL. 17, NO.2 (37) JULY-DEC 2014.
AL, /D, AR/f, DL./D, DA/,
0.30 -0.0006 0.24 -0.0006
AL, /D,
0.25 -0.0005 0.20 -0.0005
0.20 -0.0004 0.16 -0.0004
h/f,
0.15 -0.0003 0.12 -0.0003
0.10 -0.0002 0.08 -0.0002
0.05 -0.0001 0.04 -0.0001
0.00 0.0000 0.00 0.0000
0.0018 0.0021 0.0024 0.0027 0.0030 0.0033 0.0036 0.0039 0.0042 0.0045 0.0000 0.0010 0.0020 0.0030 0.0040 0.0050 0.0060 0.0070 0.0080
fz / Dc B o , Vs /Vc
= =1 ] % =
31/14 9 AINUNYUYDYYDNNTTELATITYUIALARAE
Ahmax /fz Aah.max Ahmax /fz Aah.max
0.000060 0.5° 0.000060 0.5°
o,
0.000048 G =) =) h.max =) =) 3l 0.4° 0.000048 0.4°
0.000036 0.3° 0.000036 0.3°
0.000024 0.2° 0.000024 0.2°
Ah . /T,
0.000012 0.1° 0.000012 0.1°
0.000000 0.0° 0.000000 0.0°
0.0018 0.0021 0.0024 0.0027 0.0030 0.0033 0.0036 0.0039 0.0042 0.0045 0.0000 0.0010 0.0020 0.0030 0.0040 0.0050 0.0060 0.0070 0.0080
fz /Dc . o Vi /Vc
= = 1 o
UM 10 A3y Ug08 V0901580 T SYIRLAYEIGR
eent 0 ext gent 0 ext
-90.28° 90.28° -90.28° 90.28°
-90.25° 90.25° -90.25° 90.25°
eext
-90.22° Hext 90.22°  -90.22° 90.22°
0, Oen
-90.19° 90.19° -90.19° 90.19°
-90.16° 90.16° -90.16° 90.16°
-90.13° 90.13° -90.13° 90.13°
-90.10° 90.10° -90.10° 90.10°
0.0018 0.0021 0.0024 0.0027 0.0030 0.0033 0.0036 0.0039 0.0042 0.0045 0.0000 0.0010 0.0020 0.0030 0.0040 0.0050 0.0060 0.0070 0.0080
fz /Dc , o , Vf/ Ve
= a a1 U a a
U 11 A0Sy uTIasuanonI L UAD
1315010 LY UIYAIULANANITEWINUAYN DUV NN T ILAL AI5UIANANMULALUTUSTVIADNTENINUACADUVIANIAY

wuudrassnsfulaedvasiduandudimiunuszasa e muLaREINsTUsTRUdARdne o deluileanunld



T. HUYANAN: GEOMETRIC DISTORTION OF UNCUT CHIP IN ONE PLANE MILLING 137

(D efarsunlundadnuiieuvesgulaTasianudn
wuuaesnuANnaLuAYneurInasilanasnnsi 1, /D,

fdenld Taevs v IV, deslsiinu 0.0074

2) Wafiansanlundmui g UUDIUBIN1TENITUIALARNUIN
LUUSIA09AANNALNULARABUYINISILARaDA
494 /D, <0.0027 Tane /N dosoglugas

5¥1179190.00117 0.0033 1809910 L /D, 9z

A ACir N v

! tro ! o
Tuanueg 6, xdArdesnin 6, egusvu1n0.4
cir S e o v i
wae N, avdlandesndt h ) lsifis 0.000024 f,

(3) HBNITUN I ULIAUNYUNAINAADAIUSYURINULN

0. uwazd

ot | danadvysruin ¥90.20° Tugae /v,

58119191 0.0011 59 0.0033 Tngazilanvasy wlasians
Tuaunsn 11

0,,=—-90"~56.976 /D,

O (11)
0., =+90° +58.413f,/D,

wsgartuEaglled wudassaiuauisatunly

o =

Nulalagliddasafistiamansgnuanidaudaigniinlvdne

v o A

a & a ' v I
Wuanuduaseianizmsdaideusgnielaouly 1

1w 0.0034D, Tnsiv, laiiiu 0.0033v, winthu

L@NE15D1999

[1] Martellortti M.E., An Analysis of the milling process, Trans.
ASME 63, 677-700, 1941.

[2] Martellotti M.E., An analysis of the milling process. Part II.
Down milling, Trans. ASME 67, 233-251, 1945.

[3] Spiewak S.A., Analytical modeling of cutting point trajectories
in milling, ASME J. Eng. Indus. 116, 440-448, 1994 .

[4] Spiewak S.A., An improved model of the chip thickness in milling,
Ann. CIRP 44 (1), 39-42,1995 .

[5] Li H.Z., Liu K., Li X.P., A New method for determining the
undeformed chip thickness in milling, J. Mater. Process.
Technol. 113, 378-384, 2001.

[6] Huyanan T., Development of a Hybrid End Milling Analysis

System, Ph.D Thesis, University of Sheffield, UK, 2003.

Kumanchik L.M., Schmitz T.L., Improved analytical

chip thickness model for milling, Precis. Eng. 31, 317-324,

[7

—

2007.

18] $mewa vpriud, nqug lagissw, n1sinwidnvazTunigveuny
AOUYINTEWINATIYIE TN IABNAATWUATIHIUNITTIADUTUN I
N7150AA3E VBA &1 AutoCAD, M5UsEYivINISATeYIe
JenssuaiewnautaUseinelne add 25, Swmiansed 19 - 21
faAY 2554

:ﬁsmwa Resiudl un1sAnyITEAY
Ysygresanaardumaluladnszaon
ingdRunmsatanseds U 2534 qu
nsAneszAuUIgygrnain Coventry
University — Uszwadange U 2540 au
AsANYITTAUUTYQYILENaIN University
of Sheffield Uszwadangu U 2547
YaqUuiduddremansiarsdann
Amnssuadedna fuvninerdomealuad

gy

‘_Ir

AT NuITelunenamansian n153nszidlnluidauud

ABLNIADSTIBENTUNMTEBNUUULALNISHAR



