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Abstract

Micro-milling represents a versatile and fast manufacturing process suitable for production
of fully 3D micro-components. Such components are demanded for a vast number of
industrial applications including safety systems, environmental sensors, personalized medical
devices or micro-lenses and mirrors. The ability of micro-milling to process a wide range of
materials makes it one of the best candidates to take a leading position in micro-
manufacturing. However, so far it does not seem to happen. By discussion with various
industriaists, low predictability of micro-milling process was identified as the major limiting
factor. This is manly because of strong effects of the tool tolerances and process
uncertainties on machining performance. Although, these issues are well known, they are not
reflected by the current modelling methods used in micro-milling.

Therefore, the research presented in this thesis mainly concentrates on development of a
method allowing a prediction of the tool life in manner of tool breakage probability. Another
important criterion which must be fulfilled is the method applicability to industria
applications. This means that the method must give sufficiently accurate prediction in
reasonable time with minimum effort and interactions with day-to-day manufacturing

process.

The criteria listed above led to development of a new method based on
anaytically/numerical modelling techniques combined with an analysis of rea tool variations
and process uncertainty. Although, the method is presented in arelatively basic form, without
considering some of the important factors, it shows high potential for industrial applications.
Possibility of further implementation of additional factorsis also discussed in thisthesis.

Additionally, some of the modelling techniques presented in this thesis are assumed to be
suitable for application during designing of micro end-mills. Therefore, in the last part of this
thesis is presented a systematic methodology for designing of micro end-mills. This method
is based on knowledge and experience gained during this research.
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1. Introduction

Micro manufacturing processes can be classified into four main groups based on their

abilities, requirements and historical development.

The first group, which is the oldest one, covers silicon-based processes originally
developed for needs of semi-conductor industry [1, 2]. These processes are able to produce
large arrays of 2D micro components (features) with low unit costs. However, the initial costs
are usually very high as these processes require expensive masters and clean/controlled
environment. Because of this, the flexibility of production islow and majority of products has

only alow-added value.

The second group of micro manufacturing processes is completely different. The
processes within this group were mainly developed by scaling down of macro manufacturing
processes. Some authors classify these processes as ultra-precision processes [3]. Typical
examples are: micro electro discharge machining (micro-EDM) [4], micro mechanical cutting
(e.g. micro milling, micro drilling or ultra-precision turning) [5-7], laser beam machining
(LBM) [8] or micro electrochemical machining (micro-ECM). These processes are usualy
not directly applicable in mass-production because of their low material removal rates (MRR)
and high unit costs. However, their advantages are in ability of processing a wide range of
materias, producing fully 3D products and relatively low initia costs (compared to silicon-
based processes). Hence, their place is in manufacturing of masters and tools for replication
methods. They can also be applied in low- to medium-scale production, where high-added
value and high flexibility are usually desired.

The third group covers non-silicon-based replication processes. Typical representatives
of this group are micro-injection moulding, micro-embossing (hot or cold), forming and, in
some extend, also micro-EDM (sinking variation of this process). These processes usually
produce a negative shape of the master prepared by some of the processes covered in the
previous groups. They are typically able to process wide range of materias (e.g. micro-
injection moulding can be used for production of polymer, ceramic or meta micro-

components).




The fourth group covers so called rapid prototyping processes [9]. These processes are
based on building up the product by adding an extra material. Originally these processes were
limited to a range of product materials which are not suitable for real applications. Therefore,
these technologies were used only for demonstration of new products. This has, however,
changed with development of new processes, such as selective laser sintering (SLS), which

are able to produce parts from metal's, ceramics, polymers etc. [9].

IHS Isuppli report [10] had estimated the total MEMS market in 2006 to be worth $6
billion. The report has also predicted 10% growth of the market between years 2010 and
2015, and in 2015 the market is expected to reach approximately $11.5 billion. This report
has also predicted a growth of high added-value markets from $1 billion in 2006 to $2.5
billion in 2015. The results of the IHS Isuppli report areillustrated in fig. 1.1.
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Fig. 1.1: Estimation of MEMS market [10]

Another interesting market research is presented in MINAM 2.0 strategic research agenda
[11]. MINAM 2.0 consortium has investigated shares of different sectors on the total micro
and nano manufacturing market. The report states that manufacturing & production
equipment is the most vital sector. It is followed by healthcare & biochemistry, energy
generation & storage, information & communication technologies (ICT) and other 8 sectors
with less than 10% shares, see fig. 1.2. Furthermore, MINAM 2.0 has predicted a growing
importance of healthcare & biochemistry sector. On the other hand, ICT sector is expected to




experience the most dramatic reduction of its share of the total market. The prediction of the
market sharesin 2015 isillustrated in fig. 1.3.
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Fig. 1.2: Current market shares of micro and nano manufacturing industry [11]
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Fig. 1.3: Prediction of market shares of micro and nano manufacturing industry in 2015 [11]




The conclusions from these reports can be summarized as:

e Fast growth of the micro manufacturing market is expected,
e New fields of applications increase their importance,
e Increasing individualisation of micro products is expected,

e Increasing demands on quality and complexity of new emerging micro products.

These findings indicate a need of new manufacturing solutions which will be able to fulfil
the arising demands. It is assumed, that many of the future products will not be makeable
with the traditional silicon-based processes, and therefore, the processes from the other three
groups will become more important. It is also expected that the new products will require
multiple manufacturing processes to be employed during their production. In this sense,
especialy ultra-precision processes (micro-EDM, LBM, micro cutting etc.) are expected to
play the key role. This because they are typically involved in any manufacturing chain used
for production of 3D, high quality micro products. Two examples of the manufacturing

solutions involving ultra-precision processes are:

e Applications in sequence with rapid prototyping methods. In this case, a near
net shape is produced by some of the rapid prototyping processes, and then, the
final product is finished by some of ultra-precision processes. Such methods are
popular in macro manufacturing because of their ability of efficient production of
complex and accurate products. It is suitable for manufacturing of small and
medium batches of micro components.

e Applications in sequence with replication processes. In this case is first
produced a master by some of ultra-precision processes, and then it is replicated by
some of the replication processes. This solution facilitates manufacturing of large

batches of 3D high quality components with low unit costs.

From processes classified in the second group, micro milling is one of the most promising
ones. It is based on mature conventional milling with which it shares mgjority of its
characteristics. It aso has an ability of manufacturing complex 3D shapes with high accuracy
and high surface quality [5-7]. Unlike comparable LBM or micro-EDM (both are based on
melting and evaporation) micro milling is based on mechanical cutting. Therefore, it has not

as gsignificant effect on material properties in near-to-surface layers and on sub-surface




damage. Furthermore, according to Bigot et. a. [12] the micro milling unit cost in medium

batch size production is approximately 80% lower than in the case of LBM (seefig. 1.4).

Unit Cost

| \ — Maximum
120 {11 Injection
|" parts per Laser

"\ ~~| Moulding year Ablation
1004 | l
I '

804y | !

Hot
eo-'\ \ «————"" | Embossin

AN
40 \ ~

o S — Micro Milling
20 4 .‘_—_ S . ~ - _

0

0 500 1000 1500 2000 2500 3000 3500 4000 4500 5000 5500 6000 6500 7000
Baich Size

Fig. 1.4: Unit cost as a function of batch size [12]

All the above mentioned reasons make micro milling extremely competitive process.
However, athough this process is derived from well established conventional milling, it is
affected by various scaling factors. These factors affect tool performance, the final product
quality and most importantly process predictability. Furthermore, because of very small
dimensions, high complexity and high rotational speeds typical for micro milling, it is very
difficult to monitor it. Most of the current monitoring techniques are insufficient for the
required dimensions.

Hence, the main drawback of this process is its low predictability. Without reliable
methods it is unlikely that industry will accept micro milling. Therefore, the main objective
of this research is to develop a tool performance prediction method applicable in industrial
applications. This method should:

e be applicable to the smallest micro end-mills available on the market,

e be applicable to different machining strategies (different cutting parameters,
materias, tool geometries etc.),

e have minimum interactions with day-to-day production.

The author assumes that theoretical modelling represents the best possible solution.

However, the models must respect various scaling effects which are influencing micro




milling. Especially process tolerances and uncertainties are expected to be highly influential.

The proposed method is, to the author’ s best knowledge, the first one respecting these issues.

Another important factor affecting micro milling is tool design. It is assumed that by an
appropriate design, tool performance predictability and also tool life can be significantly
increased. This, however, does not seem to be reflected by currently available micro end-
mills. Although the tool design is not the main topic of this research, some of the techniques
used for prediction of tool life seem to be applicable in the designing process. Therefore, it
seems to be logical to apply the knowledge gained in this research on designing of micro end-
mills. Hence, the second main objective of this research is to introduce a systematic tool

designing method reflecting the main micro milling challenges.

Each of these methods concentrates on some of the aspects of micro milling. The first one
helps to plan suitable milling strategies and estimate the fina costs, as the second one is
assumed to facilitate designing of new tools with longer life and more predictable
performance. Hence, application of both of these methods may help to increase popularity of

micro milling in industry.




2. Literature review

2.1 Micro-milling and its components

Milling is atraditional chip removal process. First references about applications of milling
can be tracked aready since the industrial revolution in 19™ century [13]. It was quickly
recognized as extremely powerful manufacturing process capable of producing 3D parts from
wide range of technical materials. Increasing industrial demands have led to continuous
improvements of the process; especialy increasing accuracy, repeatability and reduction of
product dimensions were aways highly desirable. This had resulted in situation, when in the
late nineties of the twentieth century the process dimensions became as small as the relations
developed for conventional milling were no longer valid. Since that time some researchers
have started to speak about micro-milling. Perhaps the first one whom used the term “micro-
milling” was |. Tansel in his paper published in 1998 [14].

As mentioned above, micro-milling has been developed from well established
conventional (macro) milling process. Generally, it may be stated that micro-milling is
simply a scaled down version of conventional milling. Hence, al the kinematics is the same.
The basic movements are: tool rotation and simultaneous feeds in x, y and z directions [15].
Recent developments in computer numeric control (CNC) systems enable aso multi-axis
milling with increased number of degrees-of-freedom (DOF). Most usua are two additional
rotational axes facilitating production of very complex 3D parts with freeform surfaces.
However, increased number of DOFs increases the complexity of the process and introduces

new challenges in process modelling, control and monitoring.

Because micro-milling was derived from conventional milling by continuous reduction of
dimensions, it is obvious, that it is very difficult to identify clear boundary between these two
cases. In the redlity, all mechanisms remain the same in both cases. The main differenceisin
relative effects of process variables on machining performance, and not in different
principles. Importance of the effects continuously increases with reduction of tool dimensions
up to a moment when it cannot be any longer ignored. However, there is also an important
“shadow” zone, in which the effects are not negligible, but they are not yet critical. This zone
was identified by Sandia National Report titled “Meso-machining capabilities’ to be
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approximately between the tool diameters of 0.5 mm and 1 mm [16]. However, it isimportant
to mention, that the decision of classifying some process as micro-milling is affected by
many factors and it cannot be simply stated that all processes with tools smaller than @0.5

mm are definitely micro.
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Fig. 2.1: Main factors affecting micro milling process

Hence, the remaining question is: what are the factors affecting milling process? This is
not a simple question because there is a large number of such factors. Fig. 2.1 summarizes
and logically classifies the most important ones. Evidently all hardware components involved
in milling process have an important influence on the process. These include machine tooal,
cutting tool and workpiece. Another important group of factors is classified as environmental
effects. This group of factors has an increasing effect in the case of micro scaled and high
precision milling. The last group of factors includes different interactions between the tool
and the workpiece. In its entirety, these factors can be called cutting conditions. Although,
some of the factorslisted in fig. 2.1 play more important role than the others, they all must be
assumed as ineligible in real micro milling. Hence, it is worth to have a brief insight to the

current state-of-the-art of each of these groups individually.

2.2 Machine tools
It is obvious that machine tool strongly affects the machining process. Especialy its

stiffness, damping and mass distribution have enormous effects on process dynamics and
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stability [17]. However, these are not only factors affecting the process stability. Another
important factor is obviously machine tool therma performance. Although, micro-milling
process does not generate large amount of heat, the moving parts of the machine tool,
especialy spindle, can do so [17]. This can lead to unexpected machine tool deformations,
which negatively affect machining accuracy. Last, but not least is the effect of driving and
control systems. Evidently inaccurate driving system does not facilitate high machining
accuracy and repeatability desired for successful micro manufacturing. Another issue of
driving and control systems can appear, if it is not appropriately designed from the point of
view of thermal distribution. All current machining systems are based on transfer of electrical
energy to mechanical energy. Due to electrical resistance, these systems often generate
ineligible heat, which can cause further machine tool deformations. This can be solved by
location of majority of electrical components outside of the machine tool as it is done for
example by KERN Precision inc. [18]. Another solution is minimization of electrical energy
needed for machine tool functionality and good electro/thermal design of all electrical
systems. Advanced measurement systems should be a standard for micro-milling machines.
High resolution and fast response are greatly desirable because: “what cannot be measured
cannot be improved”. Furthermore, these systems facilitate back-loop process control which
can in near-to-real time optimize the process input parameters in order to increase machining

performance.

In the early stage of micro milling research no specialized machine tools were available.
Therefore, al research at turn of the century was performed on conventiona high speed
milling centres. This includes for example early research of |. Tansel [14, 19, 20], W. Y. Bao
[21-23] and M. Rahman [24].

However, researchers have quickly identified unsuitability of the conventional machine
tools. This led to extensive research and development of new, more suitable, machinetoolsin
last decade. According to Chae et. al. [25] two main directions of machine tool devel opment

can be distinguished as:

e Continuous improvements of conventional machine tools. These improvements include
increasing stiffness, improvements of control and monitoring systems and
implementation of more accurate and stable machine tool components such as spindles,




positioning systems, brackets etc. However, as these machine tools are developed on
the same basis as conventional machine tools they are commonly unreasonably large.
This direction can be observed mainly in industry. Some of the typica examples of
commercial machinetools are shownin fig. 2.2.

e New miniaturized micro-milling machine tools, which are often used in research
ingtitutions. These machine tools are characterized by a desktop size, which better
reflects dimensions of usual micro-products. Benefits of these machine tools are mainly
in reduction of energy, space, material and costs. Although the first miniaturized micro-
milling machine tools appeared dready in very beginning of 21% century (eg.
Takeuchi’s 5-axis milling centre presented in 2000 [26]), they till did not gain their
position in market. To the author’s best knowledge, the only commercial producer of
such type of milling centres is Nanowave. Some examples of desktop machine tools,

including the one from Nanowave, are shownin fig. 2.3.

() (b) (c)

(d) (e) ®

Fig. 2.2: Commercial micro-milling centres: (a) Mikrotool DT-110 [27], (b) Willemin-Macodel W-408MT
[28], (c) Makino Hyper2j [29], (d) Kugler [30], (¢) KERN evo [18], (f) Mori-Seiki [31]
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(d) (e) (®

Fig. 2.3: Examples of micro-machines (a) miniature machine [32], (b) commercial miniature machine
from Nanowave [33], (c) micro-factory [34], (d) micro-factory [35], () second generation miniature

machine [34], (f) micro-machine tool [36]

2.3 Micro end-mill

Cutting tool (micro end-mill) is the second hardware component presented in micro
milling. Because the tool is usually the smallest part introduced in micro milling process, it
represents the weakest point of the whole setup. Therefore, a special attention must be paid to
its design, properties and performance. In this section is summarized the current state of the

research of thistopic.

2.3.1 Micro end-mill dimensions

Currently agreat variety of micro end-mills with diameters down to tens of micrometersis
available in the market. In fig. 2.4 is shown an example of one of the smallest tools provided
by Performance Micro Tool [37]. This example represents a dual helix micro end-mill with
the cutting diameter of only 10 um. Other suppliers also offer very small tools with diameters
bellow 100 um (e.g. UNION TOOL provides micro end-mills with diameters of 60 um [38]).

11



Fig. 2.4: Micro end-mill with cutting diameter of 10 ym next to a human hair; Performance Micro Tool
(37]

However, the smallest available tools are very rarely used in both research and industry.
Majority of tools used in recently published research have cutting diameters in a range of
0.3 mmto 1 mm (e.g. [19-24, 39-41]).

2.3.2 Micro end-mill design

Although the manufacturers continuously reduce tool dimensions, tool geometry remains
identical for both micro and macro end-mills. For example Kyocera offers the same tool
model with diameters from 100 um up to 6 mm [42] and UNION TOOL offers its C-
CES2000 tool model with diameters from 100 um up to 20 mm [38].

The situation in research is not significantly different. There is only a limited number of
publications related to micro end-mill design. Fang et. a. [43] compared a commercia dual-
helix tool with four other geometries, namely straight and tapered A-type tools and straight
and tapered D-type tools (see fig. 2.5). The study consists of a theoretical modelling (FEM)
followed by an experimental verification. Both A-type and D-type tools show higher rigidity
and wear resistance than the standard tool. Fang has concluded that D-type tool is the most

12



suitable for micro-milling. These tool designs are, however, orthogonal, and therefore, they
generates higher cutting forces. Hence, it is disputable, whereas the newly developed tools

will have as significantly longer tool life as predicted.

/; A P
L

(a) 2-flute end-mill b) A-type end-mill with (c) D-type end-mill with

straight body straight body

d) A-type end-mill with e) D-type end-mill with
tapered body tapered body

Fig. 2.5: Tool geometries studied by F. Z. Fang et.al. [43]

On the other hand Uhlmann and Schauer have concentrated on optimization of the tool
dimensions [44]. They have not compared different concepts, but they optimised the under-
neck length and diameter. The longer length of under-neck was achieved by a reduction of
the flute length. This variation of the tool geometry leads to smoothing of the tool geometry
in the critical zone (the zone where are the highest bending stresses). Their analysis was
based on FE stress analysis and then experimentally verified. In fig. 2.6 are shown examples
of the commercial tool and the optimised one. By the optimisation was achieved reduction of
bending stresses of 1 190 MPa (~30%). The experimental tests have confirmed that the
optimised tools last longer than the commercia ones. However, the improvement was not as
significant as expected (the total machining length achieved by the optimised tool was only
10% longer than the one achieved by the commercial tool). This shows that not only bending
stresses affects the tool life, but also other effects must be taken in consideration.

13
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(a) Commercial end-mill (b) Optimized end-mill
Fig. 2.6: Stress distribution in commercial and optimized end-mill, Uhlmann and Schauer [44]

Another interesting work about micro end-mill design was published by P. Li et.al. [45]. P.
Li has concentrated on a design of the tool cross-section. The main effort of this work was
put on reduction of tool wear. P. Li has proposed and experimentally validated two new tool
designs (2-flutes and 4-flutes micro end-mills) as they are shown in fig. 2.7. P. Li has
concluded that the rake angle is not as critical in micro milling as it is in conventional
milling. Hence, he proposed to prioritize robustness of the cutting edge over the effort of
achieving high positive rake angles. Both of the newly developed tools show approximately
3.5 times lower tool wear than the commercia one. This reduction of the tool wear was

dominantly achieved by prevention of initial cutting edge chipping.

Some research on the topic of micro end-mill design was also presented by Fleischer et. al.
on 4M conference 2008 [46]. In this work, three different tool designs were numerically
analysed. Proposed designs, however, show significant drawbacks. The first two presented
designs seem to have inappropriate geometries with very low stiffness and high number of
stress concentrators (see fig. 2.8a and 2.8b). Furthermore, al proposed designs are
orthogonal. Such tools are, however, likely to generate higher cutting forces. The third tool
geometry (fig. 2.8c) shows high stiffness. A possible issue of this geometry is, however, in
conduction of the removed chip away from the cutting zone. Because the proposed geometry
has no helix angle, it is unlikely that the chip would be “pushed” upward as it is typical in
oblique cutting. In combination with the proposed geometric features, it can result in a

14



“suction” of the chip below the tool where it may stick. This can result in a build-up-edge
(BUE). However, because neither experimental nor theoretical analysis of this effect was
presented, it cannot be proved or disproved. It should be also mentioned that al geometries
proposed by Fleischer are a single tooth. This seems as a good idea for designing of micro
end-mills which can help to eliminate dangerous run-out effects and also help to increase the
tool stiffness. However, before the concept of a single tooth micro end-mill can be applied, an
effect of tool unbalance should be investigated.

(b) Newly developed 2-flutes design (c) Newly developed 4-flutes design

Fig. 2.7: New micro end-mills designs proposed by P. Li [45]
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Fig. 2.8: Micro end-mills proposed by Fleischer et. al. [46]

Each of the published works related to the tool design concentrates on different issues. P.
Li has concentrated on tool cross-section and tool wear, Uhlmann on bending stresses and
parametric optimisation of under-neck, Fang on simplicity of tool manufacutring and high
stiffness and Fleischer on elimination of tool run-out effect. However, none of the researchers
has proposed a systematic method for tool design which would reflect whole scope of
challenges arising from tool scaling down. However, it is assumed that in the future the micro
end-mills will be designed specialy for different types of applications (varius tools for
machining soft and hard materials, roughing and finishing operations etc.). This speciaisation
of the tools for different applications is expected to be more important in micro scale than it
is in macro scale. This is becasuse of higher liability of micro tools performance to be
affected by various effects than it isin conventional milling. Therefore, a designing method is

assumed to be more valuable than a new design itself.

2.3.3 Micro end-mill material & coatings
Same as conventional cutting tools, micro end-mills are usualy made from fine grain
tungsten carbide with cobalt binder (WC-Co). This materia istypically used for cutting tools
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because of its high melting temperature and very high hardness [47]. The WC-Co tools are
more wear resistant than tools made from high speed steels [47]. However, aso in the case of
WC-Co tools, tool wear remains an issue which leads to reduction of final product quality,
cutting force growth and in micro milling to premature tool breakage. Therefore, tool
producers as well as researchers pay an attention to reduction of tool wear. Except of
application of suitable lubrication, an application of protective coatings is the most usual
method.

In commercial practice TiN, TiAIN and CrN coatings are the most usual coating materials
[38, 42]. However, these coatings were developed for protection of conventional tools and
not for micro tools. Therefore, it is essentia to verify the effects of these coatings in micro
milling applications. As mentioned above, the performance of micro end-mills differs from
conventional milling due to various size effects. Therefore, special attention should be paid to
the appropriate coating design for micro end-mills. This task is, however, extremely
demanding. Thisis due to the numerous complications in coating of micro tools. Hence, only
alimited research in this field has been done so far [41, 48, 49].

Aramcharoen et. a. has compared five different coatings in micro milling [48]. The
coatings used in this research were: TiN, TiCN, TiAIN, CrN, CrTiAIN. These coatings were
deposited by magnetron sputtering method. All of these coatings had too layers. The
bounding layer was formed by Ti and the following layer by TiN, TiCN, TiAIN or by Cr and
then followed by CrN. Total thickness of al coatings was 1.5 um. The tools used in this
research were @0.5 mm micro end-mills, and the machined material was hardened steel. The
resistance to different wear mechanisms was evaluated for all the tested coatings. Authors
clam all these coatings to be extremely resistant against cutting edge chipping. All the tested
coatings have shown significantly reduced chipping as well as flank wear. Although TiN has
lower hardness than all the other tested coatings, it has shown the highest resistance against
tool wear. This may be because of good adhesive properties and good surface quality of this
type of coating. The research has shown that in micro milling extra hard coatings are not the
most effective ones, and that tougher and softer coatings may be better protection.

Another interesting research on different coating systems applied in micro milling, was
published by Kim et. a. [49]. In this research @0.2 mm micro end-mills were used to
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machine brass (soft material). Four different coatings were used in this research: single-
layered CrN, CrCN, CrSIN and CrSiCN. Thisresearch has shown that the CrSiN and CrSiCN
have the best wear resistance. These two coatings are claimed to have the highest micro-
hardness from the tested coatings. This observation is, however, inconsistent with the

Aramcharoen’s observations [48].

Recently were also published some initia tests of diamond-like coatings. Torres et. al.
[41] tested CVD diamond-like coatings. Coatings with ultra fine diamond grains (500 — 1000
nm and 200 — 300 nm) were tested. The tools used in this research were @0.3 mm micro end-
mills and the machined material was aluminium (soft material). Both tested coatings showed
agreat cutting force reduction in comparison with uncoated tools. Furthermore, a significant
improvement of the surface quality was recorded during the cutting tests. The authors claim
coating with finer grain size to be more suitable for micro milling due to a smaller cutting

edge radius, lower friction and better wear resistance.

Except of the coating material, the coating structure is aso very important. An interesting
research on the coating structuring was published by C. Ducros et. a. [50, 51]. Different
coating structures studied by Ducros are shown in fig. 2.9. Ducros clams the nano-layered
coating to generate lower friction. This leads to lower cutting forces, lower wear and also a
better surface finish. Nano-layered coatings also show better fracture resistance. Because tool
breakage is one of the most dangerous phenomena observed in micro milling, this finding is

very important for future direction of research in micro milling coating systems.

multilayer Nanolayer
Monolayer Bilayer Period > 100nm Period < 100nm

Fig. 2.9: Scheme of different coatings architectures [50]
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Another important work on the evaluation of coating structure effect on wear resistance
was published by L. Settineri et. a. [52]. In this research was compared wear resistance of
AISITIN, AISICrN, AICrN and AITiN coatings. All these coatings were deposited as mono-
layered and multi-layered (5 layers). The conclusions of this research are, however,
inconsistent with Ducros et. al. The single-layered coatings have generally shown higher
wear resistance than multi-layered ones. Based on Settineri et. al. research, the best wear

resistance at low temperatures has the mono-layered AISICrN coating.

2.3.4 Manufacturing of micro end-mills

Majority of WC-Co micro end-mills are currently manufactured by micro-grinding [53].
The quality of the final micro end-mills crucially depends on grinding wheel properties such
as wheel-size and grid-size, the grinding wheel wear, and chosen cutting conditions.
Furthermore, grinding is mechanical machining process which generates high machining
forces. Because a typical micro end-mill has low bending stiffness, it is evident, that by
application of cutting forces the accuracy will reduce. The accuracy of the produced tools can
obviously be increased by application of less aggressive cutting conditions. This, however,
results in longer machining times and consequently in high production costs. Therefore, it is
unlikely that commercial tool manufacturers would reduce the cutting conditions and produce

more accurate tools.

Micro electrical discharge machining (micro EDM) is another process suitable for
manufacturing of micro end-mills. This method is based on melting and vaporization of
workpiece material. Temperatures of 5 000-12 000°C [54, 55] are generated by electrical
sparkling between the electrode and the workpiece. According to Pham et. a. [4] four

different variation of micro EDM can be distinguished as:

e Die-sinking micro EDM, where an electrode is used to produce its mirror image in
aworkpiece.

e Micro-wire EDM, where a wire of diameter down to 0.01 mm is used to cut
through a workpiece.

e Micro EDM milling, where a rod electrode with diameter down to 0.005 mm is
used to produce 3D shape by controlled movement (similarly as in mechanical

milling).
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e Micro EDM drilling, where the rod electrode is used to produce holes through the

workpiece.

However, only micro-wire EDM and micro-EDM milling are suitable for manufacturing
of micro end-mills. Cheng et. a. has published a theoretical work showing a possibility of
manufacturing a dual helix tool with micro-wire EDM [56]. The graphical interpretation of
his simulation is shown in fig. 2.10. Cheng has concluded that such a tool can be
manufactured on a six-axis machine tool and also suggested three different designs of
suitable machine tools. The solution shows a great potential, however, the concept has not yet
been experimentally verified. The man advantages of micro EDM are: very small
dimensions (wires down to 10 um are available) and negligible machining forces. Hence, the
accuracy of micro EDM can be higher than accuracy of micro grinding. On the other hand,
the potential risk of micro EDM is in its thermal nature. It typically generates heat affected
zones with different properties than the bulk material. Furthermore, this process is usually

slower than commercially used grinding.
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Fig. 2.10: Simulation of tool manufacturing by micro-wire EDM [56]
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An interesting research on application of wire-EDM on manufacturing of micro end-mills
was a'so published by Jiwang et.al. in 2009 [57]. In this paper is presented a fabrication of a
D-type micro end-mill with a nominal cutting diameter of 50 um, see fig. 2.11. The
manufactured tool was measured and the cutting diameter was found 3.3 um smaller than
expected. Thisis significantly lower than the tolerance of typical ground micro end-mills (as
it will be shown later in this thesis, the commercia @0.2 mm tools have tolerances of
approximately +10 um). Furthermore, Jiwang clams that the tool has improved wear
characteristics. This may be caused by the presence of the heat affected zone, which has
typically higher hardness than the bulk material. This effect is, however, not further discussed
in the presented paper, and therefore, the hypothesis cannot be confirmed. Another, possibly
positive effect of micro-EDM is the produced surface micro structure, see fig. 2.12a. Jiwang
assumes that this surface structure is able to keep lubricant within the cutting zone as it is
showninfig. 2.12b.

«500 0P84 2Z5KY 100u0m

Fig. 2.11: Micro end-mill manufacture by micro-wire EDM [57]
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Cutting edge

Micro asperities

Oil droplets

(a) Detail of EDM surface (b) Schematic illustration of the effect

of EDMed on lubrication

Fig. 2.12: Schematic model of material removal during cutting by EDMed micro end-mill [57]

Another manufacturing technology which has been used for manufacturing of micro end-
mills in research is Focus lon Beam (FIB) machining. Adams et. al. manufactured and tested
diverse micro end-mills with diameter of 25 um as they are shown in fig. 2.13 [58]. These
tools were successfully used for machining of slots in brass and hardened steel, see fig. 2.14.
Because of poor tool design (all tools have large negative rake angles) the slots machined by
these tools show large burrs. This, however, does not mean that FIB would not be suitable for
manufacturing of micro end-mills. The advantage of this manufacturing technology isits high
resolution and high accuracy. However, very low MRRs limit this manufacturing process

only for manufacturing tools with diameters below ~100 pum [58].

Fig. 2.13: Micro end-mills manufactured by FIB [58]
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(a) An example of a slot machined in brass (b) An example of a slot machined in steel

Fig. 2.14: Slots machined by FIBed micro end-mills [58]

2.4 Workpiece materials

One of the great advantages of micro milling is its ability of machining a broad range of
materials such as aluminium aloys [19-23, 39, 58-60], steels [19-23, 39, 60-63], copper and
its alloys [24, 43, 64, 65], polymers [66], ceramics [21-23, 58, 66] or graphite [19, 20, 39,
67].

It is evident that machinability of each of the materias is different. This is because of
different material properties, especially workpiece hardness. However, it is difficult to
compare the results published by different researchers. The main issue is that each of the
researchers uses different tools and different experimental procedures. It is aso difficult to
compare results achieved on different machine tools (this is because of different
characteristics of various machine tools).

2.5 Cutting mechanism

For research in micro milling it is fundamental to understand cutting mechanism.
However, due to complexity of micro end-mills, very small dimensions and high speeds, it is
difficult to study cutting mechanism directly in micro milling. Therefore, most of the
knowledge about cutting mechanism in micro milling is derived from orthogonal cutting,
mainly from micro turning (e.g. [68-72]) and ultra-precision diamond turning (e.g. [25, 73-
76]). It is assumed that this knowledge can be transferred to micro milling because of

comparable uncut chip thicknesses.
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In micro cutting, the magnitude of the uncut chip thickness is comparable with the cutting
edge radius. This causes significant changes in cutting mechanisms [77, 78]. Due to this size
effect, ploughing becomes more dominant than shearing and it has undesirable effects on
machined surfaces, subsurface damage and cutting forces. The illustration of micro and
macro cutting are shown in fig. 2.15. In the case of micro cutting, the springback effect
becomes more important and cannot be neglected. The springback effect can be described as
an elastic recovery of the material, and is greatly affected by the cutting edge radius. In micro
cutting sometimes, a situation arises, when the springback is the same as the uncut chip
thickness. Hence, no material is removed. This critical chip thickness is called: Minimum
chip thickness (MCT). Great effort to predict MCT was spend, both experimentally [79, 80]
and theoretically [81, 82]. For example, the MCT for steel was recorded by Yuan et. al. to be
between 20% and 30% of the cutting edge radius [81].
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Cutting tool
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(a) Macro cutting (b) Micro cutting

Fig. 2.15: lllustration of macro scale and micro scale cutting

The MCT effect greatly influences the cutting forces. It is evident that if in one cut no
materia is removed in the next cut the uncut chip thickness will be twice as large. This
phenomenon is commonly observed in measured force-signal as dominancy of first sub-
harmonic of the tooth-passing frequency[82, 83].

2.6 Heat generation
S. Afazov has used coupled structural-thermal Finite Element Analysis (FEA) of chip
formation. Although his model represents only 2-dimensional orthogona cutting and it was
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not experimentally verified, it gives an important indication about the heat generated in micro
milling [84]. In fig. 2.16 are plotted resulting maximum temperatures for various cutting
speeds and uncut chip thicknesses. The temperatures predicted by S. Afazov are in a good
correlation with temperatures measured in conventional milling by M. Sato et.al. [85]. Hence,
the theoretical results achieved by Afazov can be assumed as reliable.

The maximum feed recommended by UNION TOOL for @0.2 mm tools is ~7 pm/tooth
[38]. If the recommended axial width of cut is used (20 um) the resulting maximum uncut
chip thickness will be approximately 3 um. Furthermore, in the case of micro milling with
0.2 mm tools are redistically achievable only the first two speeds analysed in [84] (104.7
mm/s corresponds to 10 000 rpm and 523.7 mm/s corresponds to 50 000 rpm). Hence, the
maximum temperatures in micro milling are approximately between 50° and 120°. Such
temperatures are not high enough to have any significant effect on machining process.

Therefore, the heat is not assumed to be an issue in micro milling.
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Fig. 2.16: Maximum cutting temperatures predicted by S. Afazov [84]
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2.7 Modelling of micro-milling

2.7.1 Cutting forces and chip formation

The monitoring of micro milling process gives only limited information about tool
performance (e.g. cutting force distribution over the cutting edge or tool stresses cannot be
measured in real process etc.). Furthermore, reliable measurements in micro milling are very
challenging because of very small dimensions, complexity of the tool geometry and high
rotational speeds. Furthermore, in many cases the measured signal is of the same magnitude

asthe noise.

Therefore, reliable modelling is essential for understanding of different effects. Proper
modelling also helps to speed up the procedure and makes the whole devel oping process less
expensive [5, 86, 87]. In this section is discussed the current state of cutting forces modelling.
In the researches published in thisfield, three main streams can be identified [5, 86, 87] as:

e Analytica force modelling.
e Mechanistic force modelling.

e Numerica chip formation modelling.
Analytical force modelling

These models try to link the cutting forces with some geometric characteristics and
empirically obtained data. All these models are fundamentally based on J. Tlusty and P.
MacNeil's [88] milling force model. The original J. Tlusty and P. MacNeil model is,
however, insufficient for the micro milling process due to omission of the axial force
component and the substitution of a tool path by a series of circles. Furthermore, J. Tlusty
and P. MacNeil have assumed specific cutting energy to be a constant. However, according to
T. Jin et.al. [89] this assumption isinvalid in the case of micro milling. The specific cutting
energy is affected by scaling effect and with reduction of uncut chip thickness has a tendency
to grow. This is because of increasing effect of the cutting edge radius, which is typically
negligible can in conventional cutting. Other models based on the J. Tlusty and P. MacNeil
work were presented by Gygax [90] and Kline [91]. However, the first anaytical model for
micro milling was suggested W. Y. Bao and |. Tansel in 2000 [22]. Bao considered new

expression of the trgjectory of the tool tip. The drawback of his model is its 2-dimensionality
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and use of a constant specific cutting energy. Therefore, this model gives good results for
higher feed rates, but the accuracy of the predicted forces for low feed rates is significantly

lower.

The first 3-dimensional model which links radial and tangential force to axial force, is a
model proposed by Zaman et. a. in 2005 [61]. The model uses uncut chip area instead of
uncut chip thickness and considers the tangentia cutting force component to be normal to the
cutting edge. Hence, the tangential cutting force component can be further resolved to axial
component and component perpendicular to the tool axis. The model, however, uses an
unrealistic calculation of theoretical chip areas, and therefore, The results achieved by this
model do not fit with experimental data (seefig. 2.17).
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e Experimental Cutting force (N)
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Fig. 2.17: Comparison of theoretical and experimental force by Zaman [92]

Another three-dimensional cutting force model in micro milling was proposed by Li et. al.
in 2007 [93]. This model uses a much more redlistic trochoidal tool tip path. In advance, the
cutting mechanism is split into two phases: plastic-elastic and shearing-ploughing
mechanisms. The model gives a very precise estimation of cutting forces with an error of up
to 10%.

M echanistic force modelling

This group of models is also based on a relation between the cutting force and the uncut

chip thickness. An example of the sort of model is [94]. This model is the only attempt to use
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this sort of models in micro milling found in literature. The model uses complicated relation
between cutting forces and mechanical aspects, such as material properties, friction, and tool
and workpiece geometries. It is, however, very difficult to achieve al the necessary
properties in micro-scae. Another drawback of these models is the concept of dlip-line
theory. It is impossible to determine the shearing plane experimentally in micro milling. At
the redlity it is difficult to determine the plain even in orthogonal cutting. For these reasons
these models require much more effort than analytical models and are considered to be tricky.
Furthermore, the effort does not seem to lead to improvement of the accuracy of the predicted
forces, seefig. 2.18.
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Fig. 2.18: Comparison of theoretical and experimental force by Feng [94]

Numerical approachesfor chip formation analysis

Majority of the methods used for chip formation analysis use FEA. These methods may be
based on three different formulations. Eulerian formulation, Lagrangian formulation and
methods combining advantages of both of these formulations (Arbitrary Lagrangian-Elerian
formulation). The difference between Lagrantial and Eulerian formulation isillustrated in fig.
2.19. In Lagrangian formulation the mesh deforms with the physical material. The advantages
of this formulation are that process can be simulated from some initial state to a steady state.
Furthermore, the chip formation can be simulated together with residual stress. However,
large element deformations resulting in distorted elements have been always a matter of
concern. This formulation was used for example be the following researchers: Umbrello et.
al. [95], Outeiro et. al. [96] or Ozel et.al. [97].
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On the other hand, Eulerian formulation uses fixed mesh. This eliminates issues with
element distortion. However, ssimulations based on Eulerian formulation require knowledge
about chip geometry in advance. Therefore, the range of cutting conditions which can be
analysed is restricted. Because of its restrictions this formulation is much less popular for
chip formation analysis. However, some researchers have used it for analysis of steady state

chip formation in orthogonal cutting [98-100].
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Fig. 2.19: lllustration of Elerian and lagrangian formulations [101]

Arbitrary lagrangian-euelerian formulation (ALE) combines advantages of both of the
previous formulations. In this case, the mesh follows the physical material deformation (step
1) and then the mesh is smoothed and the calculated values remapped (step 2). Advantage of
this formulation isin elimination of element distortion issues. Therefore, the models based on
this formulation are more stable than the models based on purely lagrangian formulation.
This formulation was used for example by Pantalé et.a. for fully 3D simulation of face
milling, as it is shown in fig. 2.20 [102]. This work is, however, only example found in
literature where FEA was used directly in milling. Other researchers using ALE formulation
are for example: M.R. Movahedy et. al. [103, 104], P. J. Arrazola et. a.[105] or L. Olovson
et. a. [106].

Apart from issues with large number of DOFs and large deformations (potentially leading
to element distortions), the numerical models also suffer from great difficulties of achieving
realistic material models. Umbrello et. a. [95] has compared effects of different material
models on the resulting quantities (stresses and displacements). In his work five different

material models of AISI 316L from different literature sources are used. The resultant chip
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shapes achieved from these simulations are shown in fig. 2.21. It is evident, that the material
models greatly influence the chip shape. This issue is even more challenging in the case of
micro cutting because the material properties on the micro level can be significantly different
than on the macro level.

Fig. 2.21: Simulation of chip formation with different material models of AISI 316L [95]

It should also be mentioned that application of FEA in micro milling is very difficult. This

is because of very complex chip formation process requiring 3D models (oblique cutting with
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unsteady uncut chip thickness). Furthermore the computational time of usually used explicit
numerical methods is related to mass of the smallest element (lower mass results in longer
computational time) [107]. Hence, it is evident that the computational times of micro cutting
simulations are extremely long. Therefore, chip formation FEA does not seem as the right
tool for prediction of cutting forces in methods used for estimation of production costs,
quality and time. However, its place seems to be in tool design, where a comprehensive
knowledge about different effectsis needed.

2.7.2 Analysis of tool deformations

The forces acting on the tool during micro milling process results in complex
deformations. Generally three types of deformations can be identified as. bending, torsion
and axial buckling. From these three types of deformations bending is the most important. It
is awell known fact that bending stiffness decreases with reducing cross-sectional areas. A
common way of estimating end-mill bending stiffness is by the employment of cantilever
beam theory [108-110]. Based on this theory, the stiffness is proportional to the 4™ power of
the tool diameter. However, the simplified analytical solutions give only a very rough
estimation of the tool deformations. Thus, it is not very suitable for micro milling where the
stiffness is very low and needs to be estimated much more accurately than in conventional

milling, and therefore, the actual tool geometry should be considered.

Hence, some researchers use FEA instead of analytical solutions (e.g. all researches
related to the tool design in section 2.3.2 use FEA). Another analysis of micro end-mills with
cutting diameters bellow 0.3 mm was presented by Uriarte et. al. [111]. In this research,
stiffness of @0.3 mm tool was found to be 0.056 N-um™. This means that a cutting force of 1
N will deflect the tool by approximately 18 um. However, such deflection is significantly
larger than uncut chip thicknesses typical for this type of tools. Even worse situation isin the
case of @0.1 mm micro end-mill which shows stiffness of 0.008 N-um™. Hence, it is clear
that the reduction of tool diameter has an enormous effect on tool stiffness and high attention

must be paid to this topic.

2.8 Summary
This literature review shows a broad variety of chalenges presented in micro milling. In

the first part are summarised all the main factors affecting micro milling. The first group of
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factors is related to the machine tool. The review of currently available machine tools has
identified two main streams. The first stream, more usual for commercial machine tools, isin
continuous improvements of machine tool stiffness, thermal stability and dynamic
characteristics. These improvements, however, often lead to increasing dimensions. The
second stream, more usua in research, is in reduction of machine tool dimensions. The
experimental machine tools have often desktop dimensions. Furthermore, these machine tools
often use high speed air-bearing spindles which have higher stability than conventional
bearing spindles used in commercia machine tools. However, the experimental machine

tools are often limited in their capabilities and are not yet ready for commercial production.

In the second part of this chapter is reviewed the current state of the micro end-mills.
Micro end-mills represent the weakest point of the whole system. The smallest available
micro end-mills have cutting diameters below 0.1 mm. The absolutely smallest commercially
available tool is a dual-helix micro end-mill with the cutting diameter of 0.01 mm. All
commercial micro end-mills were found to have the identical geometry as their conventional
ancestors. The low interest in the tool design is also proven by absence of any patents related
to micro end-mill design. The situation in research is not significantly better. Although many
researchers have claimed necessity of improvements of micro end-mills, only four
publications related to this topic were identified. Each of the publications targets different
topic (e.g. tool wear, evauation of new micro end-mills concepts or dimensiond
optimisation). However, a systematic methodology dealing with whole scale of micro end-
mill design was not found. However, it is also assumed that if micro milling shall be
competitive manufacturing technology, much higher flexibility of tool designs will be
desired. This is because of an extreme sensitivity of the tools to various factors. Hence, a
development of a systematic methodology and spreading it over micro manufacturing

community is one of the greatest challenges.

Other topics which were reviewed are: state of the development of coatings for micro end-
mills and effects of tool manufacturing technologies. In both cases only a limited research
was identified. The coatings currently used in micro milling are identical with coatings
originally developed for conventional cutters. It is, however, questionable if micro end-mills
could not be protected by different, specialy designed coatings. One of potential solutionsis

application of nano-layered tough-hard coatings. However, the research on these types of
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protective coatings for micro end-mills is in its beginning phase. Another big issue, which
was identified, is inconstancy of published results (e.g. TiN coating clamed by one
researcher as the best one, is claimed as the worst one by another researcher). This may be
caused by inconstancy of research techniques, but also by inadequate quality of the
experimentally developed coatings.

Another big chalenge is manufacturing of micro end-mills. Commercial micro end-mills
are typicaly manufactured by micro grinding. These tools, however, show large inaccuracies.
This is caused by application of aggressive cutting conditions, which are preferred by
industry because of economical matters. The question is, whether some other more accurate
manufacturing technologies could be used for production of micro end-mills. As the most
promising was identified wire EDM (proven to be able to machine dual helix micro end-
mills). This process, however, produce significant damages on the machined surface and
further research is needed. Another process used for manufacturing of micro end-mills with
diameters of 25 um is FIB. Disadvantage of this process is, however, its low MRR.
Therefore, it is assumed not to be applicable in industry. Other too potentialy applicable
manufacturing processes are micro-ECM and micro LBM. However, no applications of these

two processes on manufacturing of micro end-mills were identified in literature.

In the last part of this chapter is reviewed current state of modelling in micro milling. This
includes mainly chip formation, cutting forces and tool stiffness. Chip formation is mainly
studied by FEA. However, mgjority of the research in this field is not done directly in micro
milling, but in orthogonal cutting. This is because of extreme computational times of
simulating 3D chip formation. Furthermore, the methods have often problems to solve
processes involving large deformations. As the most promising method seems FEM ALE
formulation which is currently the fastest and the most stable one. However, it is disputable

whether this type of simulations will ever be applicable in micro milling.

Cutting forces are modelled by two different methods. analytical or mechanistic. Both of
these methods are based on relating cutting forces to uncut chip thickness. However, because
of difficulties of determination of shearing plane needed for mechanics models, analytica
solutions are much more popular. Therefore, this type of models is aso going to be used in

this research.
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3. Research aim and approach

In this chapter are identified the main objectives and described the structure and approach
of this research. This chapter is divided into two separate sections. The research aim and
objectives are addressed in the first section. In the second section are described the research
structure and approach.

3.1 Research aim and objectives

Micro milling was found a capable manufacturing process. However, its low predictability
prevents it from wider industria applications. According to literature review no suitable
prediction and planning methods applicable in industry are currently available. Hence, it is
important to increase the knowledge of this process and use it for development of a new
reliable and feasible machining strategies and methods. Therefore, the main aim of this

research may be defined as:

Toincreasereliability of micro milling process through better

under standing of tool perfor mance.

To achieve thisaim four different objectives are set for this research:

1. Identify the main factors affecting tool performance and develop an understanding
of them.

2. Based on the knowledge, propose atool life prediction method.

3. Investigate possibilities of tool life extension through improvements of the tool
geometry.

4. Develop asystematic methodology suitable for designing of micro end-mills.

3.2 Working approach and the structure of this research

The basic approach used in this research is illustrated in fig. 3.1. It is divided into four
main stages. In the first stage is justified this research. Furthermore, relevant research
publications are reviewed and identified current stage of the knowledge. This stage forms
chapters 1 and 2 of thisthesis.
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The information achieved in the first stage is then used to set the main objectives and
approaches. To support the objectives an experimental study is included in this stage. The
main aim of this study is to identify research challenges and the main factors affecting micro
milling. The objectives are defined in this chapter and the experimental study in chapters 4
and 5.

Requirements on micro manufacturing technologies

State-of-the-art research on micro milling

1st stage:
Background

Discussion of available experimental equipment

RN

Identification of research gaps

Definition of research aim and objectives

2nd stage:
Research
objectives &
approaches

Definition of research approaches

Experimental study

ERR

Identification of main research challenges

Development of a force prediction method suitable for
applications in tool life prediction

Verification of the forces prediction method

J

3rd stage:
Solution &
validation

Study of tool dimensional tolerances effects on tool life

4

Development of tool life prediction method

o

Experimental verification of the tool life prediction method

iV

Development of a systematic micro end-mill designing
methodology

\

4th sta ge: ==p Conclusions of the research

Conclusions

==p Recommendations for further research

Fig. 3.1: lllustration of working approach and structure of this research

The third stage (solution & validation) is the most important one of the whole research.
All the methods are developed in this stage. In this particular research are proposed two
different methods. The first one links the input cutting parameters with tool life. The main
novelty of this method is in its statistical character. It is also the first method which tries to
predict tool breakage for rea life applications. The second method developed in this research
is amicro end-mill designing method. This method tries to identify suitable designing rules
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and approaches applicable in micro milling. Because of the specia character of micro
milling, the future micro end-mills are likely to be more speciaised than it is now. It is
assumed that the new, more specialised, micro end-mills will be designed with respect to its
proposed applications. Hence, a general systematic method is assumed to be more valuable

than a new tool design. The solution stageis presented in chapters 6, 7, 8 and 9.

Finally, in the last stage the research is reviewed and its achievements summarized. In
this stage is discussed the main contribution of knowledge achieved during this work and new
topics arising from this research are formulated. This stage is presented in the last chapter of

thisthesis.
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4. Experimental equipment

In this chapter is introduced all experimental equipment used in the current research. In
section 4.1 is described KERN EVO precision manufacturing centre. The section 4.2 gives
the basic information about micro end-mills used in this research. This is followed by
description and justification of workpiece materia in the section 4.3. Finaly, in the section
4.4 isdiscussed all the measurement equipment used in this research.

4.1 Machine tool

The machine tool used in this research is KERN EVO CNC precision machining centre
[18], see fig. 4.1. To secure the highest possible stability of machining process the machine
tool was located in temperature and humidity controlled environment. The temperature was
maintained on 20°C with maximum fluctuations within 1°C. The humidity was kept on 50
+5% RH. Furthermore, the machine tool was placed on separated floor segment. This
solution provides sufficient insulation from disruptive vibrations which may be induced by
other work performed within the laboratory.

|
Cuulant nozzles

4,

(a) KERN EVO (b) KERN EVO - cutting area

Fig. 4.1: Kern Evo CNC machining centre

KERN EVO represents a state-of-the-art machining centre widely used in research
ingtitutions as well as in industry. The basic description of the machine tool is given in tab.

4.1. The machine tool itself shows excellent stability and positioning accuracy. The machine
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tool provider quotes the positioning accuracy of 1 um and positioning resolution of 0.1 um.

Thisis considered sufficient for al experiments performed during this research.

Table 4.1: Main specification of KERN Evo CNC machining centre [18]

Machine type

AXxes

Spindle type

Spindle speed
Clamping interface
Tool holder

Tool setting
Workpiece setting
Resolution
Positioning tolerance
Feedratein X, Y, Z
Automatic therma compensation
Lubrication system
Control unit

Micro milling CNC machine
X,Y,Z,B,C

Precise hybrid bearing
0-50000 rpm
HSK-E25

Collets

BLUM nano

Touch probe

0.1um

+1 um

16 m-min*

Yes

MQL

Heidenhain iTNC 530

The machine tool located in Cranfield University is equipped with two different spindles:

1) ahybrid bearing spindle with maximum speed of 50 000 rpm,

2) ahybrid bearing high speed spindle with maximum speed of 160 000 rpm.

However, only the first spindle is used during all experiments covered in this research.

This is because of two main reasons. Firstly, the changing of spindles can affect machining

process. Different spindles can have different dynamic performance, stiffness, run-outs etc.

This could influence the experimental results, and therefore, it is not convenient to use

different spindles. Secondly, each spindle is equipped with different types of collets. The

second spindle has collets which can accommodate only tools with maximum shank

diameters of 3 mm. However, the tools used in this research, have shank diameters of 4 mm.

Hence, only the first spindle could be used.

According to spindles, it is good to mention, that recently two novel Westwind air-bearing

spindles were tested in Cranfield University. These spindles are considered to give better

stiffness and machining stability [112]. Therefore, they seem to be good solution for high

speed micro-manufacturing.
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The machine tool is additionally equipped with a micro-camera which alows rea time
process monitoring, thermal compensation system and state-of-the-art BLUM nano [113]
laser measurement system for fast tool setting. The BLUM nano laser system is also used for
fast inspection of the tool diameter during all experiments included in this research. The

capabilities of the system itself are further discussed in section 4.4.

4.2 Micro end-mills

End-mills used in this research are commercia tungsten-carbide square micro end-mills
with diameters of 0.2 mm and 1 mm respectively. The manufacturer of the tools is UNION
TOOL [38]. UNION TOOL is one of the leading micro tools manufacturers and its tools are
widely used in research as well as in industry. The tools with 1 mm diameter were used only
in the initial stage of this research to identify main differences between real micro end-
milling and meso/macro end-milling. The material of the tools is tungsten-carbide with a
cobalt binder (WC-Co). The average grain size of the materia is between 0.6 um to 1 um.
Some of the tools used in this research were uncoated, some others coated by commercia
coating (TiAIN). Main tool nhominal dimensions as given by manufacturer are listed in tab.
4.2.

Table 4.2: Nominal dimensions of tools used in this research

Values
Component Symbol 0.2 mm tool @1 mm tool
Tota length I 45 mm 45 mm
Shank diameter D 4 mm 4 mm
Cutting part length lc 0.4 mm 2mm
Cutting diameter Dc 0.2 mm 1 mm
Neck angle W 15° 15°
Helix angle S 30° 30°

The quality of all tools used in this research was checked by SEM to avoid any damaged
or non-standard tools. The geometry of a typical @0.2 mm micro-end mill is shown in fig.
4.2. Because of verification of the dimensions declared by the manufacturer, some of the
main dimensions of 10 randomly chosen tools were measured using SEM micrographs and
compared with declared dimensions. The measured dimensions are: the cutting diameter, the
core diameter, the rake angle, the relief angle, the neck angle and the distance from the tool
tip to the neck. For clarity reasons these dimensions are highlighted in fig. 4.3. Average
values together with minimum and maximum measured values are listed in tab. 4.3.
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I_\./>iew 4

View 2

(a) View 1 - Overall side view

(b) View 2 - detail of the tool tip (c) View 3 - detail of the cutting edge

(d) View 4 - front view

Fig. 4.2: SEM micrographs of uncoated &0.2 mm micro end-mills
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(a) Front view

tip-neck distance

(b) Side view

Fig. 4.3: lllustration of dimensions measured on @0.2 mm micro end-mills

Table 4.3: Tools geometry check

@0.2 mm @0.2 mm @1 mm @1 mm

(uncoated) (TiAIN) (uncoated) (TIAIN)
Cutting diameter (um) 180 () 184 (%) 977 (%) ere (%)
Core diameter (um) 130 () 132 () 675 (%) 677 (%)
Rake angle (°) —45(%)  —a3(%) ~38(3) —40(%)
Relief angle (°) 18.3(%) 17.9(%) 17.8(2) 18.1(%)
Neck angle (°) 135( 14.1(%) 140(3) 138(33)
Tip-neck distance (mm) 952 (%) 958(%9) 3950 (3%) 3956 (3%)
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All the measured tools were found to have smaller than declared dimensions. The coated
tools were found to have generally larger core and cutting diameters. This was expected, as
an extra material is added onto the finished tool. On the other hand the coating has no effect
on any of the tool angles. It was also found that the measured angles (rake angle, relief angle
and neck angle) are the same for both @0.2 mm and @1 mm tools.

Milled groove

Det Mag

Scan | Tilt | 12/04/08
45.26's | 45.0° | 10:58:47

CDM-E| 35.0 kX’ H

(c) lllustration of the measured coating thickness

Fig. 4.4: @0.2 mm Micro end-mill milled by FIB

Three randomly chosen uncoated tools were analysed by Energy Dispersive X-ray
spectrometry (EDS) for identification of the real chemical composition. Details of the EDS
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analysis are covered in Appendix B. Material density of the tool core material (WC-Co) was

also experimentally analysed. The measured chemical composition and density were used for

identification of material properties relevant for FEA. These properties were taken from

www.matweb.com and www.general carbide.com [114, 115] and are summarized in tab. 4.4.

Table 4.4: Material properties of WC-Co

Content of tungsten (W)
Content of carbon (C)
Content of cobalt (Co)
Grain size

Average Density

Average modulus of elasticity

Average Poisson’sratio

Average transverse rupture strength
Coefficient of thermal expansion

Specific heat capacity
Thermal conductivity

83% (measured by EDX)
11% (measured by EDX)
6% (measured by EDX)
0.6-1.0 um

14 653 kg-m® (measured)
645 GPa

0.22

2.9 GPa

48.10°K™

340 JkgtK™?

70 W-mtK™?

In the case of the coated tools, the only information from the supplier is the coating

chemical composition (TiAIN). Therefore, three coated tools were milled and measured by

FIB as shownin fig. 4.4. By this analyses, the tool coating was found to be mono-layered and

approximately 1 pum thick.

4.3 Workpiece

15 mm

(a) Workpiece for tests with @1 mm tools

(b) Workpiece for tests with 0.2 mm tools

Fig. 4.5: Workpiece geometry used in this research

The workpiece material used in this research istooling steel Toolox 33[116]. Toolox 33 is

guenched and tempered steel with high impact toughness and low residual stresses.

Therefore, Toolox 33 is suitable for plastic or rubber micro moulds and machine components.




Relatively low hardness (27 — 35 HRC) makes this material easily machinable. Therefore, it
isin agreat demand in different industrial fields.

Material supplied was cut into blocks of 50x80x10 mm?® as it is shown in fig. 4.5a The
surface of these blocks was ground in order to achieve a suitable flatness and roughness for
micro milling experiments. Such blocks were used for all experiments with @1 mm tools. In
the case of the experiments with @0.2 mm tools, the side of the workpiece was segmented as
it is shown in fig. 4.5b. This was done because of shorter tool life of @0.2 mm tools, and
therefore, necessity of a higher frequency of tool inspections. The workpiece was mounted to
a KISTLER dynamometer (see section 4.4.1) by four screws and the whole setup was
clamped within the KERN EVO asit is shown abovein fig 4.1b.

Table 4.5: Chemical composition of Toolox 33

Chemical component  Content declared by supplier Measured content
(%) (weight %)

Fe 95.2-97.0 92.03
C 0.22-0.24 0.43
Si 0.60-1.10 0.63
Mn 0.80 0.91
P max 0.01 -

S max 0.003 -

Cr 1.00-1.20 1.00
Mo 0.30 0.39
Vv 0.10-0.11 0.15
Ni max 1.00 0.46

Chemica composition of the workpiece material was analysed by EDS and compared with
the composition given by the supplier, seetab 4.5. All values, except content of carbon, arein
a good agreement with the declared values. The measured content of carbon is almost twice
as high as the declared one. This is assumed to be because of possible contamination of the
sample surface during handling and preparation. However, as al the experiments in this
thesis are comparative (either comparing different types of tools or used for model
verification), this difference is considered as unimportant and can be accepted.

4.4 Measurement equipment
In this section is summarized and briefly discussed all measurement equipment used

during this research. Thisincludes:




e KISTLER dynamometer used for al cutting force measurements,

e Scanning electron microscope (SEM) and energy dispersive X-ray spectrometer
(EDS) used for tool inspection,

e BLUM nano laser setting system used for wear monitoring of the tools,

e Talysurf CCI white light interferometer used for analyses of generated surfaces.

4.4.1 Force measurements

Cutting forces were measured by a piezoelectric force sensor Kistler MiniDyn 9256C2
[117], which is shown in fig. 4.6a. The force sensor measures three force componentsin x, y
and z directions. The sensitivity of the sensor is-26 pC/N in x and zdirection and -13 pC/N in
y direction and the threshold 0.002 N. First natural frequency of the sensor is 4 kHz. The
measured signal was amplified and transformed from an electrical charge to a voltage by a
Kistler 4-chanell charge amplifier 5070A [117], which is shown in fig. 4.6b. The range of the
output voltage is +10 V. The acquisition board used in this research was NI 9215A [118] with

amaximum sampling rate of 100 kHz and a resolution of ~0.003 V.

Two different measuring ranges were used for experiments with @1 mm tools and @&0.2
mm tools. In the first case the measuring range was setup to £20 N whereas in the second
case the measuring range was only +10 N. These ranges were chosen with attempt to
maximize measuring resolution and with respect to forces measured during few initial tests.
Both ranges are expected to be high enough to prevent a cut-off of the maximum cutting

forces during the planned experiments.

The measurement system total resolution was calculated for each of the above cases from
therelation 4.1.

_ Resolution of acquisition board
Total resolution = — - Force range (4.1
Amplifier output voltage

In the case of £20 N range the calculated resolution is 0.006 N, whereas in the case of
+10 N range the calculated resolution is 0.003 N.
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(a) Force sensor Kistler MiniDyn Type9256C2 (b) Kistler 4-chanell charge amplifier type 5070A

Fig. 4.6: Dynamometer KISTLER MiniDyn 9256C

The sampling frequency used in all experiments was set to 40 000 samples per second.
This high sampling frequency was chosen with respect to rotational speeds usually used in
micro milling (between 10 000 rpm and 40 000 rpm). Lower sampling rate per tool rotation
would increase arisk of missing the maximum force, and therefore, significantly decrease the
confidence in the measured data. An example of a typical force signa measured during this
research is shown infig. 4.7. In al cases presented in this thesis the measurement was started
before and stopped after cutting process as it is shown in fig. 4.7a. This is because of
identification and, if necessary, a compensation of any signal drift. In fig. 4.7b is shown a
detail of the measured signal with highlighted data points. It is evident that the chosen
sampling frequency is sufficiently high for the intended measurements.

Another important factor affecting the measurement accuracy is a signal noise. This noise
may be produced either by environmenta fluctuations or electrical noise. By location of the
machine tool in an environmentally controlled room should be minimized the effects of the
temperature and the humidity fluctuations. Furthermore, as the machine tool is located on an
isolated floor block, the effect of environmental vibrations is also assumed to be negligible.
The noise induced by the measuring system itself was analysed by running a measurement
without any physical load. The amplitude of the measured signal was less than 0.007 N. This
is in good agreement with a noise measured by M. Malekian who had used the same
measuring system in his research and measured the noise of approximately 0.005 N [119].
Such noise level isinsignificant compared to the cutting forces.
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Fig. 4.7: An example of a measured force signal measured during experiments with 0.2 mm tools
(30 000 rpm, f, = 2 ym/tooth, a, = 100 um and a. = 20 ym)

4.4.2 Scanning electron microscope and energy dispersive X-ray
spectrometer

All tools were inspected by a scanning electron microscope (SEM). The SEM is based on
scanning of a sample surface by a narrow electron beam. The electrons interact with the
surface atoms and so produce different signals which can be used for characterisation of the
material composition, the surface topography or electrical conductivity. The main advantages
of the SEM compared with optical microscopes are: very high resolution (typically 1nm to 20
nm), magnifications from 10x up to 500 000x and large depth of field.

The SEM used in this research is equipped with backscattered and secondary electron
detectors. The first one is used mainly for an easy differentiation between various materials.
An example of backscattered image is shown in fig. 4.8a. In this particular case two different
materials can be identified. The first materia is WC-Co (appears as brighter) and the second
materia is the workpiece steel (appears as darker). On the other hand, secondary electron
detector is more useful for imaging of surface topography. An example of this type of image
isshown infig. 4.8b.

Furthermore, the SEM used in this research is equipped with an energy dispersive X-ray
spectrometer (EDS). EDS is a technique used for chemical characterisation of a sample. It
relies on an analysis of an interaction of X-rays with the sample. EDS represents a non-
destructive, reliable and fast method. In this research it was mainly used for an identification

of the tool and the workpiece materials.
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(a) Backscattered electron image (b) Secondary electron image

Fig. 4.8: Examples of SEM images
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Fig. 4.9: SEM output resolution as a function of magnification

Although it was stated above that the SEM resolution is between 1 nm and 20 nm, it is not
exactly truth. The output resolution is not affected only by the microscope resolution, but also
by the resolution of the computer image. However, as the image size (712 x 484 pixels)
remains constant for all cases, it is evident that the output resolution is a function of the
magnification. The function was determined from numerous of SEM images taken during this

research as:

Total resolution = 1.90 - 10° - Magnification™ 01 (4.2)
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Theresulting trend is plotted in fig. 4.9.

It is evident that only the highest possible magnification should be used to take

measurements in order to minimize the measurement error.

However, the resolution is not the only source of the measurement errors. As the tool has a
complex 3-dimensional shape, special attention must be paid to positioning of the tool. A tilt
about any of the axis may cause a reduction of the measured dimensions. In fig. 4.10 is
shown arelation between arelative error and the tilt (p). The relative error was calculated as
a ratio of the dimensional reduction and the real dimension. It was calculated from the

following relation:

Relative error = (1 — cos®) - 100% (4.3)

This means that if the cutting diameter of the @0.2 mm tool is measured and the tilt about
the tool axisis 5°, the error will be 0.5 pm. Furthermore, if the effect of the output resolution
is assumed, the total error is approximately 1 um. This error is insignificant in compare with

the measured diameter.

100 0.4
£ 80 E03
5 5
5 0.2
£ 40 2
B 20 g 01
o x

00 10 20 30 40 50 60 70 80 90 O0 1 2 3 4 5
Tilt (degrees) Tilt (degrees)
(a) The range of 0° - 90° (b) Detail of the range of 0° - 5°

Fig. 4.10: Relative error caused by tilt of the sample

If smaller dimension, such as tool flank wear (VB) is measured, the magnification can be
proportionally increased. This leads to an increase of the resolution and consequently in a
reduction of the absolute error. The error caused by the tilt cannot be absolutely eliminated,
but can be significantly reduced by carful setting of the tool within the microscope chamber.
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Focusing is the last important source of measurement uncertainties. As the tool has a
complex shape, it is difficult to focus accurately to the measurement plane. However, as the
depth of field of SEM is typically larger than the one of common optical microscopes, it is
more appropriate to use SEM for measurements of micro end-mills.

All the properties of the SEM make it a suitable measurement method for the current
research. Another technique, which may be assumed for the tool measurements, is a confocal
optical microscope [120]. Advantages of this technique are a high measurement speed and
acquisition of 3D information about the tool. However, this type of microscope is currently

not availablein Cranfield university.

4.4.3 BLUM nano laser setting system

Fig. 4.11: lllustration of the BLUM nano laser setting system [113]

In the section 4.2 was briefly mentioned the BLUM nano laser setting system [113], which
is a part of the KERN EVO machining centre located in Cranfield University. The system
works on a principle of crossing the laser beam by a rotating tool as it is shown in fig. 4.11.
During this research the system was found extremely helpful for a fast in-situ tool inspection.

The system uses avisible red light laser with wavelength of 630-700 nm and with a power of
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less than 1 mW. The repeatability of the system declared by the manufacturer is 0.1 um and
the manufacturer clams the system to be suitable for inspection of tools with cutting

diameters down to 5 um.

Except of setting of the tool, the BLUM nano was used in this research for fast
measurement of tool wear. In this case, the tool wear is measured in sense of a reduction of
the tool cutting diameter. The tool diameter was regularly measured after a defined milling

distance, and then the tool cutting diameter reduction was cal cul ated.

4.4.4 White light interferometer

The main interest of this research is a prediction of tool life. However, in the next section
of this thesis are covered some experiments comparing performance of different types of
tools (coated/uncoated, 0.2 mm and @1 mm). These experiments include a study of
generated surfaces. Because of small depths and widths of cut typical for micro milling,
conventional methods based on contact stylus measurements are inapplicable. On the other
hand methods developed for characterization of nano-structured surfaces, such as atomic
force microscopy (AFM), are inapplicable because of low lateral and vertical ranges.
Furthermore, both AFM and stylus methods are based on scanning of the surface, and

therefore, they are usually used only for characterisation of selected profiles.

Fig. 4.12: Taylor Hobson Precision Talysurf CCI 6000 [121]
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As the most appropriate measuring technique for the surfaces generated by micro milling
was identified white light interferometry (WLI). The technique is based on interference of
optical waves, and it is able to measure a surface over an area in a very short time (typicaly
only tens of seconds). In this research was used Tailor Hobson Talysurf CCI 6000 [121],
which is shown in fig. 4.12. The instrument is located in a temperature and humidity
controlled environment to ensure minimum surface deviations due to environmental
fluctuations. The instrument is equipped with 5 lenses with magnifications of 2.5x, 5x, 10x,
20x and 50x. However, in this research was used only the lens with the magnification of 50x.
The vertical resolution (z) is 0.1 nm, measurement noise 0.05 nm, optical (lateral) resolution
(xy) 0.4-0.6 um, measurement area 0.36 mm x 0.36 mm and a maximum slope 27.7°. RMS

repeatability is declared by the manufacturer to be 0.003 nm.
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5. Experimental study of micro end-milling performance

5.1 Motivation and objectives

In chapter 2 was stated that micro milling has been developed from conventional milling
by continuous scaling down. Therefore, it is assumed that main mechanisms are the same in
both cases. However, it is also well known that different scaling factors play an important
role on tool performance. For example, an increasing ratio between the cutting edge radius
and the uncut chip thickness changes the proportion between ploughing and shearing
mechanisms and may lead to a non-linear trend of maximum cutting forces. Another example
is a rapid reduction of tool stiffness which can result in a poorer surface finish or in

premature tool breakage.

The above mentioned effects are only a selection of al possible issues arising from scaling
down. There are many other factors which may play more or less significant role in micro

milling, and which are not yet fully understood.

Therefore, the main aim of this chapter is:

To familiarize with micro milling process and identify significance of
scaling effects on micro milling performance.

Thisis, however, very broad aim and it would not be feasible to answer all the important
guestions in this research. In order to gain strong confidence in the measured data, large
number of repetitions on different machine tools and in various (but well monitored and
controlled) environments would be necessary. Furthermore, different materials and different
tools (e.g. tools with various cutting edge radii) should be used for study of specific effects.
Thisis, however, not possible, and therefore, the tests presented here give only a brief insight
into micro milling. The main attention is paid to issues related with prediction of tool life.

This includes study of tool wear and cutting forces.

Furthermore, micro milling process lies in a shadow zone between nano and macro world.

It was found that measurements in this zone are the most difficult ones. In many cases
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measuring methods developed for applications in macro scale has not sufficient resolution,
but on the other hand, the methods developed for nano applications are too slow and suffers

from low range. Therefore, the secondary objective of this chapter is:

To verify reliability of used measurement methods, and if possible,

suggest mor e suitable ones.

Results arising from this secondary objective will be used later in this research for design

of verification tests.

5.2 Experimental method
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Fig. 5.1: Experimental plan (flowchart)
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Infig. 5.1 isillustrated the experimental procedure used in this chapter. In the first step are
planned all the experiments performed in this chapter. This includes: decision on number of

experiments (see section 5.2.1) and definition of cutting parameters (see section 5.2.2).

Workpiece used in this research is the same one as described in section 4.3. This means
that in the case of @1 mm tool the cutting length per test is 80 mm and in the case of
0.2 mm tool the length is 15 mm. All tests in this research are run as dry milling. Thisis
because an application of a coolant/lubricant increases the number of input parameters and
consequently resultsin higher process uncertainty.

Tests are performed as side milling. After each cut the tool is moved perpendicularly to
feed direction with a step equal to the defined width of cut. Cutting forces are measured
during every test (see section 5.2.3). After that the tool is cleaned by alcohol and pressurized
air and measured by laser. Furthermore, after every fifth cut the tool and workpiece are
removed from the machine tool for detailed inspection. SEM images of the tool are taken and
analyzed, and generated surface is measured by WLI. This approach is repeated until any of
the defined life criteria is reached. After that, the broken tool is inspected by SEM. This
procedure is performed for every experiment defined in the experimental space until al tests

are done.

Finally life criteria must be set. Two types of criteria are used in this research. The first
oneistool breakage. This criterion is expected to be more relevant for @0.2 mm tools, where
the tool is more likely to break. The second criterion is related to tool wear. It can be either
related to absolute wear measure (e.9. VBg > VBg max OF 4D¢ > AD¢ max €tC.) OF to relative

measure (e.g. %- 100% > Specified %). In this research the second type of criterion is set

as:

2<.100% > 5% (5.2)

c

Where D, is the cutting diameter and 4D, is areduction of the cutting diameter.

5.2.1 Definition of experimental space
The experiments presented in this chapter are planned as comparison tests and they are not

supposed to be used for mapping of output measures. Therefore, the experimental space is
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reduced to one set of tests for each tool type. On the other hand, more than one tool type must
be used. In this research are analysed four different types of tools. The first type is uncoated
square end-mill with diameter of 1 mm. This tool represents a large tool which can be
classified as a macro end-mill. The second tool type used in this research is uncoated square
end-mill with diameter of 0.2 mm. This tool represents one of the smallest micro end-mills
currently available in the market, and machining with this tool is expected to be strongly
affected by all scaling effects. The third and fourth tool types are commercially coated end-
mills with both 0.2 mm and 1 mm diameters. These two types are included in thisresearch in
order to investigate the effects of the coating in micro milling. The commercia coatings
currently applied in micro milling were identified as identical with the ones developed for
conventional machining. However, as al the scaling effects are not yet fully understood, it is
possible that these coatings will not perform as expected and in result they will have negative

or negligible effect.

Because of concerns about the repeatability of micro milling process, each cutting test is
repeated three times. Three repetitions were chosen as a minimum number of experiments
which can indicate an issue with repeatability.

Hence, the complete number of experiments performed in this chapter istwelve asthey are

summarized in tab. 5.1.

Tab. 5.1: Experimental space (summary of experiments ran in this chapter)

Cutting Depth  Width

No. Tool type speed Feed of cut of cut
1  @0.2 mm (uncoated) A fa 3pt 8e1
2 0.2 mm (uncoated) vy fa 31 81
3 0.2 mm (uncoated) A fa 3pt 8a1
4  @0.2 mm (coated) vy fa 3pt 8e1
5  @0.2 mm (coated) vy fa 3p1 8a1
6 0.2 mm (coated) vy fa 3p1 8e1
7 @1 mm (uncoated) Va fo 3p2 8e2
8 @1 mm (uncoated) Va fo ap2 8e2
9 @1 mm (uncoated) Vo fo 32 B2
10 @1 mm (coated) vy f 3p2 82
11 @1 mm (coated) Va fo 3p2 8e2
12 @1 mm (coated) Va fo ) 8e2
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5.2.2 Definition of cutting parameters

The cutting parameters recommended by tool supplier [38] for steels with hardness of
approximately 30 HRC are summarized in tab. 5.2. However, the cutting conditions are
derived directly from macro milling and do not respect specifics of micro milling. The
submicron feed per tooth (f,) recommended by the supplier for @0.2 mm tools is almost four
times smaller than the cutting edge radius which is usually between 1.5 um and 2 um. Also
the recommended depth of cut (a,) l0ooks excessive in comparison with values typically used
in research publications. Therefore, cutting conditions for micro milling recommended by

tool manufacturer are assumed unrealistic and they are not used in this research.

Table 5.2: Cutting parameters recommended by UNION TOOL co. [38]

Tool diameter (mm) v, (m-min®)  f, (mm/tooth) a, (mm)  a.(mm)
0.2 20-40 0.00033 - 0.00066 0.3 0.02
?1.0 35-40 0.0015 - 0.0018 15 0.1

The main aim of these tests is a comparison of performance of tools with two different
cutting diameters. Therefore, it is advantageous to relate the cutting parameters to the cutting
diameter (D) instead of choosing specific values for each tool type. The only exception is
cutting speed which is kept constant for al tests. The definition of the speed is done in three
steps. First, the rotational speed for the tool with diameter of 0.2 mm is chosen. Then the
cutting (circumferential) speed is calculated from relation 5.2. Finaly, the rotational speed
for the tool with diameter of 1 mm is calculated. This approach is applied because the speed
used by the machine tool is expressed as rotational speed and not as cutting speed.
2-m-rpm[min1] m (5.2

1000

v.[m-min~1] =

The rotational speed for the tool with cutting diameter of 0.2 mm was set to 25 000 rpm.
This value was chosen because the machine tool shows extensive vibrations when speeds
over 35 000 rpm are used. Hence, higher rotational speeds may cause undesirable process
instabilities. To the rotational speed of 25 000 rpm and cutting diameter of 0.2 mm
corresponds the cutting speed of 15.71 m-min™. As it was mentioned above, this cutting
speed is kept constant also for the tool with diameter of 1 mm. Hence, by a reverse
calculation was obtained rotational speed of 5 000 rpm for the large tool.
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The feed rate, the depth of cut and the width of cut are defined by relations 5.3, 5.4 and 5.5
respectively. These relations are based on previous experience of technical and research staff
(namely Mr. John Hedge and Dr. Tan Jin).

f,Imm/tooth] = 0.02 - D.[mm] (5.3)
a,[mm] = 0.5 - D.[mm] (5.4)
a.[mm] = 0.1 D, [mm] (5.5)

Finally, the numerical values used in these experiments are summarized in tab. 5.3.

Table 5.3: Cutting parameters used in these tests

Tool diameter (mm) RPM (min™) f, (mm/tooth) a, (mm)  ac(mm)
0.2 25000 0.004 0.1 0.02
1.0 5000 0.02 0.5 0.1

5.2.2 Analysis of cutting forces

The cutting force is perhaps the most important measure used for analysis of any cutting
process. Therefore, it is the first measure which is monitored and analyzed during these tests.
The cutting forces are measured by KISTLER dynamometer (see chapter 4). Three force
components are measured in x, y and z directions. An example of a measured force signa is
shown in fig. 5.2. The measured signal was compensated for a drift and disassembled asit is
shown in fig. 5.3, where the red part of the signal corresponds to force acting on the first
cutting edge and the blue part corresponds to the force acting on the second cutting edge.
This procedure facilitates to study the forces acting on each of the cutting edges separately,

and hence, achieve deeper understanding of the process.

The disassembled signal was further processed and maximum, minimum and root mean
sguare (rms) values for each cutting edge engagement (each red or blue block in fig. 5.3)
were calculated. These values were saved in a matrix in which every line has the following
format: [number of engagement, Fy min, Fx max, Fxrms, Fy min, Fy maxs Fy rmss Fzmine Fz max, Fz rms,
Ftot mins Ftot max, Ftot rmg]. Then average values and standard deviations for the whole milling
distance, excluding first and last 2% of the signal, were calculated and used to plot force

trends. The initial and termination periods of the measurements were excluded because they
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are affected by transition effects (see fig. 5.1) which are not studied in this research. In the
case of the experiments presented in this research these transition zones represent only
approximately 2% of the whole signal, and therefore, they are not assumed to have a

significant effect on tool life.

Fx (N)

Time (s)

Initial transition zone Termination transition zone
»| e >

Fy (N)

Time (s)

F. (N)

Fig. 5.2: An example of force signal measured during tests with @0.2 mm micro end-mill
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Fig. 5.3: Example of a disassembled force signal in feed direction
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5.2.3 Analysis of tool wear
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KF = Grater front distance
KB = Crater width
KM = Crater center distance
KT = Crater depth

(see clause C.4)

Fig. 5.4: Typical wear pattern of carbide tool [15]

Tool wear is another important factor which must be monitored and analysed. Infig. 5.4 is
illustrated a typical wear pattern of carbide tools. Two main types of wear can be typicaly
distinguished as: the flank wear and the crater wear. According to Stephenson and Agapiou
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[15] the flank wear is usually characterized by four measures. VBg, VBgmax, VBy and VBc.
Crater wear is characterised by its maximum depth (KT), distance of the maximum depth
from the original face (KM), the crater front distance (KE) and crater width (KF).

If these measures will be presented in the wear patterns, they all will be measured and
analysed. All the values will be measured periodically after every five cuts. This frequency of
measurements is chosen because of two main reasons. First, tool life is not well known and
higher frequency of measurements reduces a risk of missing important information.
Secondly, for each of these measurements the tool must be removed from the machine tool.
This increases experimental time, costs and also uncertainty. This is undesirable, and
therefore, the measurements should be reduced to a minimum. Hence, one measurement per

five cuts was chosen as a reasonable compromise.

Original tool diameter
AR

Worn tool diameter " -

2an

measured after i-cuts

i + } Cutting diameter
|

Original face
of the tool

(a) lllustration of tool wear (b) Detail of a cutting edge

Fig. 5.5: lllustration of tool wear and tool cutting radius reduction

Because of very small measures characterizing tool wear (increments of lessthan 1 um per
five cuts are expected) and complex shape of the tool, SEM imaging was chosen as the most
appropriate measuring method (see discussion in chapter 4). However, the SEM is a time
consuming and expensive method. Therefore, it is often not applicable in an industria
environment. Furthermore, frequent removal of the tool from the machine tool increases risks
and costs. Therefore, it is worth to investigate other possibilities of characterizing tool wear.
In thisresearch it is proposed to use BLUM laser setting system (see chapter 4). It is assumed
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that the system can be used for measurements of cutting diameter reduction (AD¢ = 2'AR),
and then AR can be analytically related to VBg as it is illustrated in fig. 5.5. This method
seems to be a promising aternative to SEM measurements. The main advantages of the laser
measurements are: low time and cost demands, and no need for tool removal. On the other
hand, disadvantages are: lower resolution and less information about tool wear. In order to

investigate possibilities and reliability of this approach, all tools are measured by the laser
after every single cut in three locations (I, =%-ap, L, =%-ap, l5 =§-ap) as they are

illustrated in fig. 5.6.

> Measurement 3
N
> Measurement?2

1n0 Jo yida(

N
> Measurement 1
=

Fig. 5.6: lllustration of laser measurement locations

Except of the quantitative wear measurements and study of wear patterns, wear
mechanisms are also studied in this research. In conventional cutting are typical three main
mechanisms of tool wear: mechanical (can be further classified as abrasion, chipping and
surface fatigue), adhesive and thermal [122]. Because of low cutting temperatures presented
in micro milling, it is not expected to observe any type of therma wear. On the other hand,
mechanica wear (especially abrasion and micro chipping) are expected to be the dominant
wear mechanisms. This, however, must be confirmed experimentally, and therefore, all SEM
images taken during these tests are anaysed for characteristic of signs different wear

mechanisms.
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5.2.4 Analysis of generated surface quality

Generated surface roughness is the last characteristic analysed during these experiments.
All measurements are performed on Tailor Hobson Taysurf CCI 6000 white light
interferometer (for further details see section 4.4.4). This measurement method allows
analysing areal surface parameters instead of traditionally used profile parameters.

During this research are anaysed only side walls. This is because only a very small
surface is generated on the bottom and it is not possible to measure it. The reason for inability
of measuring the bottom surface is a short focal length of the used method and difficulties of
surface roughness measurements under sharp angles. However, a so the information about the
side wall surface roughness is valuable. These surfaces are generated in such products as

micro channels.

Machined
surface (side)

Workpiece top surface

E—— >
(50 x 80 mm) Analysed surfaces ——/—4_:_—)
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\ times 0.36 x 0.36 mm)
Workpiece side surface e e

ot \"\ Analysed surface (10
(80'x 10 mm) {

Workpiece front surface
(60 x 10 mm)

Fig. 5.7: lllustration of generated surface and WLI measurement points (1 mm tools)
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Fig. 5.8: lllustration of generated surface and WLI measurement points (&0.2 mm tools)
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However, the WLI is limited in size of the measured area (0.36 mm x 0.36 mm).
Therefore, the measurements are taken only in 10 separated locations asiit isillustrated in fig.
5.7 and fig. 5.8. The parameter measured during this research is the areal average surface
deviation (S;). Although the other surface parameters might be of interest in some
applications, this one is the most common measure of surface quality used in research and
industry.

5.3 Results and discussion

5.3.1 Wear patterns and wear mechanisms

(a) Flank wear

(b) Nose wear (c) Rake wear

Fig. 5.9: Example of tool wear (0.2 mm coated tool, BSE images)
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Independently on the test case, all wear patterns show similar characteristics. The flank
wear is easily observablein all test cases. In al cases the flank wear shows its maximum near
to the tool tip and minimum on the top of the cut (see fig. 5.9a). Notch wear was not observed
in any case. Nose wear was aso observed in al tested cases (fig. 5.9¢). On the other hand,
any sign of wear was not observed on the rake faces (see fig. 5.9b). Hence, craters are highly

unlikely to form in micro milling. No difference in wear patterns were observed between @1
mm tools and &0.2 mm tools.

Three main wear mechanisms observed during these experiments are:

e micro chipping of the cutting edge,
e abrasive wear,

e materia adhesion.

Micro chipping of the cutting edge

Fig. 5.10: Magnification of a chipped cutting edge (front view)

Milling is an intermittent process. This results in cyclic impacts which can initiate small
cracks which can lead to chipping of the cutting edge. Especialy in the initial phase of
machining the risk of edge chipping is high. Thisis because of small contact area between the
cutting edge and the workpiece leading to high stress. Characteristic sign of the presence of

this mechanism is rapid reduction of the tool cutting diameter. Also the new cutting edge
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surface is rougher than the one generated by abrasion. An example of chipped cutting edgeis
shown in fig. 5.10.

Chipping was identified in all of the tested cases. However, in the tests with @1 mm tools
it was found to be significant only in relatively short initial phase, as in the later phase
abrasion becomes more important. This was also confirmed by quantitative measurement
presented later in this chapter. Furthermore, in all cases the chipping was identified mainly on
the cutting edge tip. This is because this part of the cutting edge experience the highest

impact energy.
Abrasive wear mechanism

Abrasion is the second wear mechanism observed during the tests. Because it is generated
by ploughing of hard micro particles over the tool cutting edge, the generated surface is
typically smoother than in the case of chipping (which is caused by sudden breakage of the
edge). It can also be identified by its typical marks in the direction of the tool movement, see
fig. 5.11. The abrasive wear gradually decreases the tool cutting diameter and can cause
geometrical inaccuracies of the machined part. Furthermore, because a larger surface of the
flank face is in contact with the workpiece, a poorer surface quality and higher forces are
likely to be generated. Abrasive wear was observed with all types of tools used in these

experiments. However, coated tools show significantly lower wear rates than uncoated ones.

Fig. 5.11: An example of surface generated by abrasion
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Material adhesion and Build-up-edge

Although material adhesion is not atypical wear mechanism, it may lead to build-up-edge
(BUE) which can cause chipping and breakage of the cutting edge. Furthermore, BUE
generdly leads to poorer cutting edge quality and also may increase the cutting edge radius.
Both of them affect cutting mechanism and the final product quality. Therefore, it is
important to understand if this mechanism is present in micro milling. In severa cases the
SEM images taken during these tests confirmed this mechanism. Two examples of back-
scattered electron images are shown in fig. 5.12. In the first figure is shown an uncoated tool
with a little amount of adhered material. In this case it is not expected to have an significant
effect on the cutting mechanism. However, in the second case, shown in fig 5.12b, is a well
developed BUE. Such amount of adhered material aready significantly changes the cutting
edge and can have a serious effect on cutting process. It should also be mentioned that BUE
was more often observed in the case of J0.2 mm tools than in the case of @1 mm tools. This,

however, does not mean that the BUE is presented only in micro milling.

dhered workpiece
material

gty
ol S 2 s i B

(a) An example of adhered material on (b) An example of developed BUE

an uncoated @0.2 mm micro end-mill on a coated @0.2 mm micro end-mill

Fig. 5.12: Examples of adverted workpiece material on a cutting edge

5.3.2 Comparison of SEM and laser measurements of tool wear

In this subsection is compared wear measured by SEM and BLUM laser system. In fig.
5.13 is shown a reduction of the cutting tool diameter as functions of an average flank wear
VBg. The measured values are compared with theoretica functions which have been

achieved graphically for each tool dimension. Both theoretical functions, for @0.2 mm and
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@1 mm tools, show linear trends and can be expressed by equations 5.6 (for &0.2 mm tool)
and 5.7 (for @1 mm tool) respectively.

ADZ0mm = .380 - VBZ*2™™ 4+ 0.0058 (5.6)
ADZ™™ = 0.336 - VBEI™™ + 0.435 (5.7)
6 ‘ ; :
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Fig. 5.13: Relation between cutting tool diameter reduction and average flank wear
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The measured values were always measured on three tools of the same type and in three
locations as it is illustrated in fig. 5.6. The error bars in fig. 5.13 illustrate a difference
between maximum and minimum measured values, where each data point represents an
average value measured on a single tool. It is evident, that in al four studied cases, the
measured values follow the theoretical function. An average absolute error for each of the

four cases was calculated from equation 5.8, where N is atotal number of data points.

_ ZN abs(ymeasured - ytheoretical) (5-8)
Eabs - N

Another way of analysing the error is an average error calculated from equation 5.9. In this
case the data point errors can gain both positive and negative values. This analysis gives an
indication about distribution of the data points round the theoretical function. This is because
positive and negative values subtract from each other and results in a small value. Hence, if
the values are equally distributed below and above the theoretical function, the resulting error

isequal to zero.

— ZN(ymeasured - ytheoretical) (59)
N

E

Interesting information gives aso a relative error. This is calculated from equation 5.10

and gives information about significance of the error.

ZN abs (ymeasu;ed - y?heoreti(;al) (5.10)
E% — I\t/heoretlcal . 100%

All three types of errors are summarized in tab. 5.4. In al cases the relative error does not
exceed 10%. This error is assumed to be acceptable for fast tool inspections. Furthermore, the
error E isin al cases less than 100 nm (except @1 mm coated tool). This signalizes an even

distribution of the measured values around the theoretical function.

Hence, the BLUM laser setting system was found to be a reliable and time effective
aternative to SEM measurements of tool wear. It is aso assumed to be more suitable for
industrial applications, where it is not possible to remove the tool for periodic checks. This

method also facilitates to inspect the tool more frequently than SEM. Therefore, in the rest of
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this research the tool wear will be inspected only by BLUM laser system. Only in the cases

were more detailed analysisis required SEM will be used to support the results.

Table 5.4: Summary of the calculated errors

Tool type Eabs (LM) E (pm) Eo (%)
0.2 mm (uncoated) 0.19 -0.013 9.4%
@0.2 mm (coated) 0.21 0.057 8.9%
@1 mm (uncoated) 0.56 0.026 5.8%
@1 mm (coated) 0.62 -0.12 6.9%

5.3.3 Quantitative analysis of tool wear

In fig. 5.14 is shown measured wear as a function of the milling distance. Each data point
in the graphs represents an average value measured on three tools of the same type. The error
bars illustrates standard deviations calculated for each data point. Furthermore, linear trends
of the wear progression are also plotted in the graphs. In the first graph are compared tools
with the cutting diameter of 0.2 mm (coated and uncoated). Both tool types show linear trend
of wear progression. However, the coated tools wear slower than the uncoated. The reduction
of tool wear was an expected benefit of the coating and can also be observed in the graph
comparing @1 mm tools.
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Fig. 5.14: Comparison of wear progress of uncoated and coated tools for cutting conditions

v.=15.71 m-min~, f,=0.02 - D¢, 8, =0.5- D¢, a. = 0.1 - D

In the case of @1 mm tools the wear trends show two main stages. Within each of the
stages wear progresses linearly. However, in the first stage it is faster than in the second one.

This difference is most likely because of different mechanisms dominating the first and the
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second stage respectively. When the tool is new, the cutting edge is very sharp. Hence, the
contact area between the cutting edge and the workpiece is very small. This can lead to
extensive stresses and consequently in cutting edge chipping. When the wear progresses the
contact area increases and chipping is less probable to appear. On the other hand abrasion is

assumed to become dominant. These results in reduction of wear progression.

In the case of @1 mm tools an application of the coating has resulted in reduction of wear
by ratio of 1.6 in the first phase and 2.4 in the second phase. Whereas in the case of @0.2 mm
tools the ratio was found to be only 1.4. This indicates a lower effect of the coating on
reduction of wear in the case of micro end-mills. It is also evident that the coating effect is
significantly higher in the second phase (observed only in the case of @1 mm tools) than in
the first one. This is assumed to be because of lower effect of the coating on prevention of
chipping than abrasion. However, this was not further analysed in this research, and

therefore, it cannot be confirmed.
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Fig. 5.15: Comparison of wear progress of @0.2 mm and @1 mm uncoated tools for cutting conditions

v, =15.71 m-min™, f,=0.02-D, a, = 0.5-D¢, a. = 0.1-D,

In fig. 5.15 is compared cutting radius reduction of uncoated end-mills with diameters of
@1 mm and 0.2 mm. The first graph shows absolute values (as measured). In this case is not
observed any significant difference between the values. This observation is not surprising

because a length of cut (distance over which the cutting edge is in a contact with the
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workpiece) is the same for both @1 mm and @0.2 mm. This can be proven from the following

equation:
milling distance R, —a, 5.11
Length of cut = . acos( ) ‘R, (5.11)
fz R,
By substitution of ac and f, by relations 5.3 and 5.5 will this equation get the following
form:
milling distance (5.12)
Length of cut = 0.04 -acos(1—0.2) :

From the equation 5.10 is evident that the length of cut is in this particular case not
dependent on the cutting radius (or cutting diameter) and only variable in this equation is
milling distance. Hence, it is clear that if the milling distance is the same for both studied

cases, also the length of cut will be the same.

However, different situation can be observed when the cutting diameter reduction is
related to the tool cutting radius. In fig. 5.10b are plotted ratios of cutting radius reduction
and nominal cutting radius. It is evident that the ratio is significantly higher in the case of
0.2 mm tools. Hence, the effect of wear on tool performance is clearly higher in the case of

micro milling than in the case of macro milling.

5.3.4 Cutting forces

The next quantity analysed during these tests is cutting force. The measured maximum
forces as functions of milling distance are plotted in fig. 5.16 (uncoated &0.2 mm tools) and
fig. 5.17 (uncoated @1 mm tools). In al cases the forces acting on one cutting edge are higher
than the forces acting on the second one. It is assumed to be because of tool run-out which
leads to different uncut chip thickness for each of the cutting edges. Although this effect was
observed in both cases (30.2 mm and @1 mm tools), its relative effect is significantly higher
when the smaller tools are used.

Another thing observed in the force signal is an occasional sudden increment of the force
acting on one cutting edge. This increment is usually compensated by reduction of the force

acting on the second cutting edge. This behaviour is well identifiable in the case of second
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0.2 mm tool. This behaviour agrees with to observations of BUE. Although this effect of

BUE is also observed in the case of 1 mm tools, its effect is significantly less important.
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Fig. 5.17: Cutting forces generated by @0.2 mm tools
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Uncut chip volume = 8+10°mm’

e

0.2 mm tools

Uncut chip volume = 110’ mm’

J1 mm tools

Fig. 5.18: Comparison of uncut chip cross-sections

The maximum cutting force is approximately 5 times higher when @1 mm tools are used
than in the case of @0.2 mm tools. Thisratio is, however, much lower than the ratio between
uncut chip volumes, which was estimated to be approximately 125, see fig. 5.18. This
disproportion between the acting force and the removed volume indicates crucia differences
in cutting mechanisms. It is presumably caused by an effect of cutting edge radius which is

usually negligibly low in the case of conventional milling.
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Fig. 5.19: Comparison of maximum forces acting on coated and uncoated @0.2 mm tools

74



In fig. 5.19 are compared average maximum forces measured during machining by coated
and uncoated @0.2 mm micro end-mills. The forces acting on the new uncoated tools were
found to be lower than the forces acting on the coated tools. The difference between the
initial cutting forces is 0.1 N. However, because the uncoated tools wear faster, also the
forces increase faster. Therefore, the force acting on a worn tool is lower when the coated
tool is used.

5.3.5 Generated surface

Next quantity which was measured during these experiments was generated surface
roughness. The measured S, values are plotted as functions of milling distance in fig. 5.20. In
all tested cases the coated tools had generated rougher surfaces than the uncoated tools. This
was expected because the coated tools have always larger cutting edge radius than uncoated
ones. Furthermore, same as in the case of tool wear the surfaces generated by @1 mm tools
show two easily distinguishable phases. The milling distance of the first phase is
approximately the same as in the case of tool wear (~700 mm in the case of the uncoated
tools and ~1100 mm in the case of the coated tools). Hence, there is a clear correlation
between tool wear and surface roughness. In the first phase the surface roughness grows
significantly faster than in the second phase. This is observable as with the uncoated as with
the coated tools. Thisis aso same as in the case of tool wear. However, in contrast with tool

wear the uncoated tools show lower increase of surface roughness than the coated tools.

As it was explained above, the lower surface roughness in the case of uncoated tools is
assumed to be because of the smaller cutting edge radius. Therefore, the cutting edge radii
were measured during these experiments. The new uncoated tools were found to have cutting
edge radii of approximately 0.5 um while the new coated tools had the radii of approximately
1.5 pum. This corresponds with the thickness of the coating measured in chapter 4; the
thickness of the coating was found to be approximately 1 um. These cutting edge radii were
measured after each five cuts and no growing or reducing trends were found. Hence, the
cutting edge radius of the uncoated tool remains smaller than the cutting edge radius of the
coated tool during whole tool life. However, it must be mentioned that these measurements
are highly inaccurate because of many reasons such as. variation of the radius over the
cutting edge, not perfectly circular shape of the cutting edge, very small dimension of the
radius etc.
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Fig. 5.20: Comparison of surface roughness of uncoated and coated tools for cutting conditions

v, =15.71 m-min~, f,=0.02 - D¢, 8, =0.5- D¢, a. = 0.1 - D

The surface generated by @0.2 mm tools has generally lower roughness than surface
generated by @1 mm tools. However, in the case of the coated tools the difference is
negligible. On the other hand in the case of uncoated tools the surface generated by @1 mm
toolsis approximately 1.6 times rougher than the one generated by @0.2 mm tools (when new
tools are used). This advantage of using micro end-millsis, however, paid by faster reduction
of surface quality with increasing milling distance in the case of @0.2 mm tools. In the case
of uncoated tools the surface roughness increases approximately 1.2 times faster when @0.2
mm tools are used. This may be caused by higher effects of tool wear on tool performance in

the case of micro milling.

In fig. 5.21 are compared surface topographies generated by an uncoated tool with the
cutting diameter of 1 mm. On the left side figure is shown atypical surface generated during
the first phase (see fig. 5.21a) as on the right side figure is shown a surface generated during
the second phase (see fig. 5.21b). Evidently the surface generated during the first phase has
different character from the surface generated during the second phase. Except higher peak-
to-valley distance, the second case aso shows significantly larger plastic deformations. It is
assumed that thisis caused by alarger contact area between the flank face and the workpiece.
This leads to increase of importance of ploughing mechanism which typically results in

higher plastic deformations.
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(a) Surface generated by a new tool (b) Surface generated by a worn tool

Fig. 5.21: lllustration of surface generated by new and worn coated @1 mm tool

5.3.6 Tool breakage

One of the main issues of micro milling identified during these experiments is tool
breakage. This was observed only when tools with the cutting diameter of 0.2 mm were used.
Hence, it is a clear difference between macro and micro milling. The main reason for the tool
breakage in the case of micro milling is a significant increase of bending stress when the tool
diameter is reduced.

(a) Uncoated tool (b) Coated tool

Fig. 5.22: SEM micrographs of broken @0.2 mm micro end-mills

Two examples of broken tools are shown in fig. 5.22. Both examples show no plastic
deformations. This indicates brittle fracture which is difficult to predict. From the previous
sections is clear that no of the measured quantities shows any signal of imminent tool
breakage. Furthermore, the breakage seems to appear randomly. In tab. 5.5 are summarised
milling distances when tool breakage appears. In the third column of the table are listed

critical forces (maximum force in the moment of tool breakage). In both studied cases
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(uncoated, coated tools) the values show broad variations. Hence, clearly the milling distance

cannot be used as a criterion of tool life.

Table 5.5: Comparison of milling distances and maximum cutting forces in break of uncoated and

coated @0.2 mm micro end-mills.

Milling distance to tool Critical force

breakage (mm) (N)
Uncoated tool no. 1 360 2.62
Uncoated tool no. 2 430 2.74
Uncoated tool no. 3 520 2.69
Coated tool (AITiN) no. 1 950 3.58
Coated tool (AITIN) no. 2 1250 3.03
Coated tool (AITiIN) no. 3 1520 3.01

The tool coating was found to have significantly beneficial effect on tool life. The coated
tools break approximately 2.5 times later than the uncoated ones and withstand
approximately 1.2 times higher forces. This observation signalise that the coating does not
only prevent tool wear, but also has a positive effect on crack initialisation. It should,
however, be mentioned that this effect of the coating is not yet fully exploited and should be

extensively researched in the future.

5.4 Summary

In this chapter are presented results of tests comparing performance of @0.2 mm micro
end-mills and @1 mm end-mills. In both cases were used coated and uncoated tools. The tests
have confirmed that in all cases the dominant wear mechanism is abrasion. However, also
cutting edge chipping and adhesion was observed during the tests. No significant differences
in wear patterns were observed, and therefore, it may be concluded that the knowledge gained

from conventiona milling isaso valid in micro milling.

The quantitative wear measurements have confirmed that coating has significantly
beneficial effect on tool wear in both studied cases. In the case of 0.2 mm tools, the coating
was found to have aso a positive effect on tool breakage. The coated micro end-mills
withstand higher cutting force than uncoated, and therefore, break later. It is suggested that
the coating covers surface defects generated during tool manufacturing. However, the effects
of coating on preventing tool breakage are not yet fully understood, and further research

should be performed in the future.
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It was also found that monitoring technique based on SEM imaging is extremely
inefficient and requires frequent tool removals. Therefore, a new wear monitoring method
based on laser tool cutting diameter reduction measurements was investigated in this
research. It was proven that this method is fast and reliable. Therefore, this method will be

used in all wear measurements in the rest of thisthesis.

Micro milling cutting forces were found significantly higher than expected. It is assumed
that this is caused by increased effect of cutting edge radius. Furthermore, the coating was
found to have a positive effect on the cutting force. Although the initial cutting force is higher
in the case of coated micro end-mills (presumably because of larger cutting edge radius), it

grows slower.

Surface roughness generated by new @0.2 mm tools is generadly the same as the one
generated @1 mm tools. However, when the smaller tools are used the quality of the surface

reduces faster than if the larger tools are used.

Premature tool breakage was identified as a biggest challenge of micro milling. Tool
breakage was not observed in any case of @1 mm tools. Hence, it is evidently a new issue
which is typical only when very small micro end-mills are used. Furthermore, tool breakage
was found to be very difficult to predict (it seems to appear randomly with no relation to
maximum force or milling distance). It is assumed to be affected by the tool dimensional
tolerances and other process uncertainties. This topic will be further investigated in the rest of

this research.
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6. Modelling of cutting forces in micro milling

6.1 Motivation and objectives

Lack of areliable tool performance prediction method is one of the maor drawbacks of
micro milling. Therefore, the main objective of this research was set to develop a method
able to predict tool life. Such method is assumed to help industrialists with planning of their
manufacturing strategies and with an estimation of product costs and delivery times. Besides
product quality, this information is the most important for an increase of micro milling
competitiveness.

The method developed in this research is based on a theoretica modelling. The main
advantage of such a method is in an elimination of frequent interactions with production
process. Furthermore, experimental methods often suffer by large uncertainties. This
generaly leads to necessity of alarge number of repetitions and consequently to an increase
of the production costs and time. However, the theoretical modelling also faces its challenges.
The main difficulty isin obtaining of its input data. Although, these inputs vary for different

methods, cutting force can be assumed as a common one for all of the methods.

Therefore, in this chapter is introduced a numerical cutting force prediction method. This
method is based on an empirical relation between the cutting force and the uncut chip area as
it istypical for al analytical and mechanistic models (see literature review in chapter 2). The
fundamental relations between the cutting force and the uncut chip area are adopted from
literature. However, the method used in this research estimates the uncut chip area by atime
dependent numerical approach instead of usually used analytical formulations. The numerical
approach is expected to give higher flexibility and versatility of the model than the fully
anaytical methods.

Hence, the main objective of this chapter is:

To develop a ver satile cutting for ce prediction method suitable for tool

stress analysis.
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6.2 Fundamental relations

The method introduced in this chapter is fundamentally based on an analytical cutting
force model developed originally by J. Tlusty and P. MacNeil [123]. Their model for
prediction of cutting forces in conventiona milling was presented in 1975. Since that time the
model has been improved by various researchers. Bao and Tansel have reconsidered the
original formulation of tool path and proposed more accurate analytical relations [22]. They
also have developed an analytical formulation of tool run-out [21]. However, their model has
remained 2-dimensiona as the original one. The implementation of the third force component
was proposed by Zaman et. a. in 2006 [61]. They have presumed that the tangential force
component is normal to the cutting edge, and therefore, it can be disassembled to an axia
component and a component perpendicular to both, axial and radial one. Furthermore, Zaman
et. a. as well as Bao et. a. have validate their models for micro milling. Both publications

clam a good agreement of the predicted data with the experimental ones. This confirms a

suitability of this cutting force formulation for applicationsin micro milling.

Fig. 6.1: lllustration of elemental force components in general cutting edge position

The cutting force formulation used in this research is closest to the one presented by

Zaman et. al. Hence, the formulation includes three cutting force components (F;, F;, Fs) as
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they are illustrated in fig. 6.1. However, as the method proposed in this research uses a
numerical estimation instead of an analytical expression of the uncut chip area as it was used
in the original model, it is more suitable to express the cutting force in the form of elemental
forces (aforce per asmall, well defined, portion of the cutting edge). Hence, the fundamental

relations used for modelling of the cutting forces used in this research are the following ones:

Relation 1 (assumption): The instantaneous elemental tangential cutting force component
(dFy) is proportional to instantaneous elemental uncut chip area (dA), and can be expressed by

the following relation:

dF,(z,t) = K, - dA(z, ) (6.1)

where Ky, (N-mm™) represents a specific cutting force, which can be explained as a cutting
force needed to cut 1 mm? of a specific workpiece material with a specific tool. Ky, is usually

obtained from afew initial cutting tests.

Relation 2 (assumption): The instantaneous elemental radia cutting force component

(dF)) is proportional to the instantaneous elemental tangential cutting force component:

dFE.(z,t) = q - dF(z,t) = q - K, - dA(z,t) (6.2)

where g in this equation represents proportionality constant and it is also obtained from the
initial cutting tests.

Relation 3 (assumption): The axia cutting force component (dF;) and the tangential

cutting force component in the plane perpendicular to the tool axis (dF,) can be expressed as.

dF,(z,t) = sin (B) - dF:(z,t) = sin (B) * K, - dA(z,t) (6.3)
dF, (z,t) = cos (B) - dF,(z,t) = cos (B) - K,,, - dA(z,t) (6.4)

where £ isthe helix angle.
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Relation 4: The total elemental cutting force (dF.) is a vectorial summation of all

elemental components. This can be expressed by vectoria the following equation:
dF, = dF, + dF, = dF, + dF, + dF, (6.5)

Relation 5: Any component of cutting force is calculated as an integral of corresponding

elemental cutting force components over tool cutting edge. This can be expressed as.

Fi(t) = j dF:(z,t) =fZZKm -w(z, t) - dz(t) (6.6)

Fo = [areo = g K w(z,t) - da(t) 67

where Ki(2) and w;(2) are functions of axial location.

6.3 Transformation of coordinate systems

The forces calculated by this model are related to the tool coordinate system (CS). This CS
is a Cartesian system with its vertical axis coincident with the tool rotational axis and x-axis
paralel to the tool rake face. On the other hand workpiece is usually defined in a different
CS. These two CS are in a relative movement to each other. The main issue is that the
measured cutting forces are usually defined in the workpiece CS. This is because the force
sensor is attached to the workpiece and not to the spindle. Therefore, if the measured and the
calculated forces shall be compared (e.g. during experimenta verification or in intelligent

monitoring systems) they must be transformed to a united CS.

In fig. 6.2 is shown a cross-sectional view of the tool in a general position with highlighted
instantaneous cutting force components related to the tool CS (F-cosf and F;). Additionally,
corresponding force components related to the workpiece (Fx and Fy) are aso shown in this
figure. The axia force component F,= Fi-sing isin this particular case identical to F, (in fig.

6.2 F, and F, are not shown because they are perpendicular to the drawing plane).
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Fig 6.2: Schematic view of instantaneous cutting force components in general position

It is evident that the magnitude of instantaneous total force is independent on the choice of

coordinate system. Hence, the vectors of cutting force components related to the tool and the

workpiece CS, respectively, can be mathematically expressed:

!

—

F=F,+F =F cosp+F +F,=F, +F +F

=

For clarity the graphical representation of thisrelation is shownin fig. 6.3.

(6.8)

Fi cosY

ywork ™ \:‘k}' A
Xwork Fyl

Fig 6.3: Graphical representation of the force components vector summation
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From the figure it is easy to derive the following expressions:

E, = cosg - F. — sing - (F; - cosp) (6.9)
E, = sing - E. + cosg - (F; - cosp) (6.10)
E, =F, = F; - cosf (6.11)

where ¢ isthe instantaneous angular position of the tool.

This system of three equations can be advantageously expressed in a matrix form as

following:
F cosp —sing 0 E. (6.123)
Fy ¢ =|sing cosp 0|:{F;-cosp
F, 0 0 1 Fy
or symbolically:
{Fwork} = [Rz,(p] : {Ftool} (6-12b)

where R, isatransformation matrix for rotation about axis z with an angle ¢.

This transformation relation is sufficient for the case illustrated in fig. 6.3. This case,
however, illustrates only 3-axis milling (the tool moves only in lateral directions x, y and 2).
For the transformation of the cutting force in the case of 5-axis milling (tilts about x and y
axes) two additional transformation matrixes (Rya and Ry g) are needed. These matrixes can

be derived similarly as R, and they will have the following form:

1 0 0
Rya= [0 cosA —sinA (6.133)
0 sinA cosA
cosB 0 sinB (6.13b)
Ry,B = O 1 O
—sinB 0 cosB
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Hence, finaly the calculated cutting force for the case of 5-axis milling can be

transformed to workpiece coordinate system by the following relation:

{Fwork} = [Rx,A] : [Ry,B] : [Rz,(p] : {Ftool} (6-14)

6.4 Method approach

Method is based on splitting tool cutting edge into small elements and on the application
of relations from analytical geometry on each element. By this approach elemental chip areas
are calculated for each time point. This approach facilitates modelling of the forces for
various cutting edge geometries, even with variable helix angles. Different workpiece shapes

and relative tool-workpiece movements can also be simulated.

After basic tool and workpiece geometries definition, the tool is rotated and translated.
Tool-workpiece interaction is identified and the uncut chip thickness for each element of
cutting edges is calculated. In the next step, is identified the constant g and the function
Km(2). The total values of q and K, are established through a small number of experiments.
After total Ky, is found, the relevant portion is distributed to each element. At this point

cutting force components Fy, F, and F, can be calculated for each edge element and the time

step by the application of relations 6.1, 6.3 and 6.4. Force component F; is than calculated by
multiplication of F; by the constant g as described in relation 6.2.

6.4.1 Tool and workpiece geometries definition (pre-processing)

Tool geometry in thisresearch is defined as follows:

Definition of the tool rotation axis.

e Definition of the tool cross-section. For modelling purposes the geometry can be
simplified to definition of line representing rake face.

e Definition of local coordinate systems. Individual coordinate system is translated
along the tool axis and pitched with respect to helix angle.

e Tool cross-section is adjusted to local coordinate systems.

The workpiece geometry used in this research is a simple block. It is defined by three

planes perpendicular to each other.
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Once tool and workpiece geometries are defined, they have to be adjusted to each other

with respect with tool the initial position.

6.4.2 Determination of the theoretical chip areas

After the mathematical definition of the tool and the workpiece is completed, the uncut
chip area for each element can be calculated. This is done by calculating the uncut chip
thickness in every node and calculation of the area of the trapezoid defined by the uncut chip
thicknesses of two neighbouring nodes, as sketched in fig. 6.4. As very shortly mentioned
above, the method employed in this research uses transient analysis. The precise position of
the tool in every instance is calculated and mathematically described. The relative cutting

edge/workpiece position is checked for the following conditions:

e |If the cutting edge element is out of the workpiece material, then the tool is moved
into new position in next time step. No data are saved.

e |If the cutting edge element is inside the workpiece material, then the position and
number of the current rotation is saved and the tool is moved into new position in next

time step.
Thisisrepeated until the current time reaches time limit set by the user.

Chip thickness in node 2

m
\\ NN N NN N a
\ Elemental \\g
theoretical =}

chip area =
NAMMNNN S

Chip thickness in node 1

Fig. 6.4: lllustration of elemental theoretical chip area

In the next step the distance between each saved cutting edge element’s position and
interaction of the cutting edge with surface generated in previous cutting edge pass is
calculated and saved.

The flowchart for the whole chip thickness calculation processisillustrated in fig. 6.5.
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Fig. 6.5: Flowchart of theoretical chip thickness calculation

In fig. 6.6 two steps of the solution are graphically represented. Y ellow surfaces illustrate
tool rake faces, red surface illustrates a theoretica cutting area, blue lines show basic
workpiece geometry, blue dots illustrate newly generated surface and grey dots illustrate
surface generated in previous cutting edge pass.
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Fig. 6.6: MATLAB generated illustrations of the theoretical chip area calculation

Finally, it isagood practise to express the chip thickness w(z, t) function in form:

wW(z,t) =W, - W(z,t) (6.15)

where W, is magnitude and w(z,t) is normalized chip thickness as a function of axia

position and time.
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Fig. 6.7: Graphical representation of normalized chip thickness as function of axial position and time;

down-milling, n = 10 000 rpm, f, = 3 um, a.= 100 um.

The advantage of the form 6.16 is easer application of the cutting force as a boundary
condition in FEA. Thetypical shape of w(z,t) isshowninfig. 6.7.
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6.4.3 Determination of the proportional constant g and the specific cutting

force Km(z)
Function K(2) is assumed to be afunction of tool axial position and can be expressed as:

Km(2) = K tor - k(2) (6.18)

where K, (o IS total specific cutting force achieved experimentally and k(z) is a weighting

function.

In this research function k(z) is assumed to be proportional to the amount of material in

direction perpendicular to the cutting edge. Its shape for the @0.2 mm tools used in this

research isshownin fig. 6.8.
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Fig. 6.8: Weight function k(z) and its accumulation

The total specific cutting force Kn ot and the proportional constant g can be achieved from
a few experiments. The experiments are designed as a full dotting. This is because of
determination of rotational angle. Once the forces are measured they are implemented into
the relation 6.12 where F,, F, and F, are expressed by the relations defined in section 6.2.

After reordering the equations will have the following form:
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F

K tot = (6199
cosp-q-A—sing-cosf-A
_ E, — cosp - cosP + A+ Kp tot (6.19b)
sing + A+ Kp ¢or
E, (6.19c)

K tot = cosf - A
From these equations it is aready easy to get both Kot and g.

Full sots with depths of 0.02 mm are milled by uncoated @0.2 mm micro end-mills. No
lubrication is used during the tests to avoid uncertainties caused by air pressure and uneven
friction. Cutting speeds and feeds used in the experiments are covered in tab. 6.1. They are
chosen to include different cutting speeds and feeds. Every test was repeated three times and
average values were used to determine Ko and g.

Table 6.1: Cutting speeds and feeds used evaluation experiments and average in K, and q values

cutting speed, v, (m-s')  feed, f, (um)

Test 1 6.28 2
Test 2 15.71 2
Test 3 25.13 2
Test 4 15.71 4
Test5 15.71 6

The determined specific cutting forces and proportional constants are plotted in fig. 6.9.
The specific cutting force and the proportional constant were found to be linear functions of
feed. However, no distinct dependency was found on the cutting speed. This is caused by
different proportions of ploughing and shearing when uncut chip thickness (feed per tooth) is
varied. However, no significant changes in proportion should appear when cutting speed is
varied.

Therefore, in al future analyses the specific cutting force and the proportional constant
will be expressed as functions of feed (f,) in the following form:

Ko =—0.23- f, +2.95 (6.20)
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q=-0.02- f,+0.4833 (6.21)

]
]

]
1

o~

’{rn o= 'ﬂ.?.?-fz +2.95
R* =0.9574

g =-0.0027-v. + .57
R* =0.8431

Km ot {H -|II'ITE:I

o

I:I ! T T T
u] 2 4 G
Feed per tooth, f; (um)

Specific cutting force,
“m t-t{" pl.l'sz:l
Specific cutting force,

10 20 20

o
]

Cutting speed, v: (m-min™)

J o 0s

E . E |:|I4 .

2 0,4 L_“‘———r—_____, 2 '

S_ 03 UL

ET 0a{| g=-0.02f +0.4833 £~ 02 T ot

£ 0.1 R =0.9231 8 014

E. o g- u]

£ 0 2 4 & : £ 0 10 m 20
Feed per tooth, f; (um) Cutting speed, v, (m-min™)

Fig. 6.9: Dependence of specific cutting force and proportional constant on feed per tooth and cutting

speed respectively

6.5 Model verification
Developed modelling method was verified by a comparison of theoretical cutting forces

with experiments.

Tools used in the verification experiments are uncoated @0.2 mm micro end-mills.
Uncoated tools were chosen in order to minimize unpredictable effects caused by coatings.
The experiments were performed as dry side milling. In al experiments constant width of cut
0.02 mm and depth of cut 0.1 mm was used. Four different cutting speeds were used: 6.28
m-min’ (10 000 rpm), 12.56 m-min™* (20 000 rpm), 18.85 m-min™ (30 000 rpm) and 25.13
m-min™ (40 000 rpm). Feed per tooth was 2 um, 4 um, 6 pm and 8 um. Hence, there are
sixteen different combinations of cutting speeds and feeds per tooth. Down-milling was used

in all these experiments. Each of the combination was repeated 3 times.

An example of the comparison of theoretical and measured forces is shown in fig. 6.10.
The cutting conditions used in the example case were v = 18.85 m-min™, f, = 2 um, a = 100
um and a, = 20 um. The theoretical and measured forces show a good agreement. It was also
noted that by the covering of tool run-out into model the agreement can be still improved.
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The tool run-out is, however, different for each individual tool. Therefore, the procedure will
not be covered in this study.
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Fig. 6.10: Comparison of experimental and theoretical forces; down-milling, v, = 18.85 m-min™,

f,=2 um, a, = 100 um and a, = 20 pm

Therelative errors for all verification tests were calculated as;

error = Fmeasured — Ftheoretical .100%

measured

(6.22)

The errors for various cutting conditions are shown in fig. 6.11. The average error for
evauated cutting conditions is less than 15% and does not exceed 40%. This error is
acceptable for future analyses covered in this work.
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Fig. 6.11: lllustration of model error as a function of cutting speed and feed per tooth

6.6 Summary

In this chapter was presented a cutting force modelling method. This method is used in the
following chapters for calculation of cutting forces needed for FEA. The method is based on
analytical relations developed by J. Tlusty and P. MacNeil and further improved by M. T.
Zaman. The forces are related to uncut chip area as it is typical for mgjority of cutting force
models used in milling. It predicts cutting forces in tangential, radial and axial directions. The
uncut chip areais calculated by numerical approach based on analytical geometry.

The method was experimentally verified and shows an average error of approximately
15%. Although some other researchers claim their models to be more accurate, thisisthe first
model verified with as small tools as @0.2 mm (typically tools with diameters of 0.5 mm are
used in literature). Hence, the tools used in this research have significantly lower stiffness
which can affect accuracy of the force prediction. The maximum relative error is 40%. This
error can be caused by many factors. However, as the most probable reason for such error is
tool run-out. Although, this phenomenon has a strong effect on the cutting forces, it was not
further studied in this research. The tool run-out can be caused by tool imperfections or by
tool clamping. Therefore, the magnitude of tool run-out is unique for every specia case.

Therefore, it was not further studied in this research. However, this phenomenon should be
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comprehensively studied in the future. Although, the model does not show perfect match with
the experimental data, the average error of 15% is assumed to be acceptable for applications
in the following chapters.
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7. Analysis of tool dimensional tolerance effects on the

failure of micro end-mills

7.1 Motivation and objectives

Micro milling process is basically the same as conventional macro milling. However, due
to downscaling, various size effects appear and affect manufacturing process. One of the
important effectsis rapid reduction of tool stiffness and increase of stress generated by usual
cutting conditions. Based on the cantilever beam theory, tool stiffness is proportional to the
4™ power of the tool diameter. Hence, even with small reduction of the tool diameter a
significant increase of stress can be observed.

Measurements of tool dimensions covered in chapter 4 have shown large dimensional
tolerances. This discovery was confirmed by various researchers from different research
institutions. However, no research of the effects of the tool dimensional tolerance was found
in literature.

Therefore, FEA is used to investigate the effects of the tool dimensiona tolerance on
stress distribution within the micro end-mill. An cutting force model presented in the
previous chapter is used to estimate realistic 3D cutting forces which are used as boundary
conditions in the FEA. Thanks to this approach various cutting conditions can be easily and
quickly investigated and a critical feed, depth and width of cut can be estimated.

7.2 Measurements of micro end-mills

Flute length

(a) Front view (b) Side view

Fig. 7.1: lllustration of the dimensions of a micro end-mill
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Micro end-mills are commonly manufactured by micro grinding. This technology
facilitates manufacturing of very small WC-Co end-mills with low costs and high materia
remova rates. However, due to a mechanical contact between the grinding wheel and the
end-mill and relative positioning errors, inaccuracies of the final geometry often appear.

In order to determine these errors, 50 uncoated commercial micro end-mills with nominal
cutting diameter of 0.2 mm were measured by SEM imaging. All the measured tools were
taken from a single batch. The uncoated tools were used in order to isolate the tool
manufacturing errors from the coating inaccuracies. Three main dimensions were of an
interest: the core diameter, the cutting diameter and the flute length (seefig. 7.1). By the flute
length is understood a distance from the tool tip up to the very end of the “chip pullout”

geometry asit isshowninfig. 7.1b.

The measurements have confirmed large variations of these fundamental dimensions for
individua tools. Histograms of the core diameters, the cutting diameters and the flute lengths
are shown in figures 7.2, 7.3 and 7.4. All three histograms were normalized to one and
compared with relevant theoretical normal distributions calculated from:

1 _G=w? (7.1)

(x1,0) =———=-e 20°
P # o-V2-m

Where 1 isthe average dimension and ¢ is the standard deviation.

From the figures is evident that all measured data fits to the theoretical values. Therefore,
upper and lower limits of the dimensions can be easily calculated from the following
equation:

Ti,=ux3-0 (7.2)

Table 7.1: Principal dimensions of @0.2 mm micro end-mills

Parameter Value (um)
Core diameter 132+10
Cutting diameter 183+8
Flute length 846+12
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The average dimensions and dimensional tolerances are listed in table 7.1. The tolerances
of al three dimensions were estimated to be approximately 20 um. This, however, represents
nearly 17% difference between the smallest and the largest core diameter but only 2%
difference in the case of the flute length. Although the cutting diameter tolerance represents
10% of the average value, it is assumed not to have an important effect on the tool stress.

Therefore, further numerical analysisis performed only on tools with variable core diameter.

7.3 Finite Element Analysis

The geometrical model used in this research represents an average commercia @0.2 mm
micro end-mill supplied by UNION TOOL. All tool dimensions used for the modelling
purposes were achieved from SEM imaging. The main geometrical features and their
dimensions were measured on all 50 tools and the average values were used in the model.
Although, some concerns about the SEM measurement accuracy remain, the large number of
the measured tools gives a good approximation of the real tool dimensions. Five models with

core diameters of 122 um, 127 pum, 132 um, 137 um and 142 um were used in this study. All
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other model dimensions were kept constant. Comparison of the geometrical model and real

micro end-mill isshowninfig. 7.5.

Fig. 7.5: Comparison of a real micro end-mill and its geometrical model

Materia data used in the FEA are covered in table 7.2. The modulus of elasticity, Poisson
ratio and density are taken from www.matweb.com [124] and correspond with measured tool
materia (94% WC and 6% Co).

As a criterion of tool failure was used transverse rupture strength (TRS). The value for
ultrafine WC-Co, with 6% Co, was derived from data published in [125, 126].

Table 7.2: Material data used in FEA

Parameter Value Unit
Modulus of elasticity 6.45x 10° MPa
Poisson ratio 0.22 -
Density 1.4653 x 10° tonne
mm
Transverserupture strength ~ >3.6 x 10° MPa

The geometrical model was meshed by tetragonal elements with a mid-node. The elements
with mid-node were used due to higher order accuracy comparing to commonly used linear
elements. The cutting zone of the tool was meshed by very fine elements, while the neck zone
of the tool was meshed with a coarse mesh as it is shown in fig. 7.6a. This is because high

stress gradients are expected only in the cutting zone of the tool.
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All FEAs were run as static. This simplification can be used because of the very low tool

inertia, and subsequent very fast tool response to any dynamic change in loads.

The tool was clamped in distance of 10 mm from the tool tip. This position well

corresponds to clamping of areal tool.

The applied force was calculated by the model introduced in chapter 6 for various cutting
conditions. The maximal cutting force was applied as a distributed load over the cutting edge
as shown in fig. 7.6b. Three sets of ssmulations were carried out to investigate effects of feed
per tooth (f,), width of cut (a¢) and depth of cut (ap). In the first set of simulations were used
the following cutting conditions a. = 20 pm, a, = 100 pm and f, = 1, 2, 4, 6 and 8 pm/tooth.
In the second set of simulations a, = 100 um and f, = 2 pm/tooth are kept constant and a. =
10, 20, 40, 60 and 80 pum is variable. In the last set of simulations were used: f, = 2 pum/tooth,
ae = 20 pm and a, = 10, 50, 100, 150 and 200 pm. Chosen values cover typically applied

cutting conditions for the assumed tool and workpiece combination.

Finally, the model was validated by demonstrating good correlation between the measured

and predicted static tool stiffness.
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7.4. Results and discussion

In this research was anayzed the first principle stress (o1) instead of commonly used
equivalent stress (oeq). This decision was made because o1 represents the maximum tensile
stress within a point of a body (tool) which corresponds to the definition of transverse rupture
strength as it was discussed in chapter 2.

Fig. 7.7 shows a typical calculated distribution of the first principal stress. Maximum
tensile stress is in the location of the flute termination. The location of the maximum tensile
stress corresponds with the location of real tool failure.

Maximum
tensile stress

P { y
J 9 Crack /
—-— e — — (MPa) initialization P
-442.842 246.979 936.8 1627 2316 — . .

-97.932 591.669 1282 1972 2661 - //’_ _"

(a) Calculated stress distribution (b) An Example of a broken tool

Fig. 7.7: Tool stress analysis (f, = 2um, a, = 100um, a, = 20 m)

Core diameter variations within analyzed tolerances have minimal effect on maximal
tensile stress location. However, large effect on stress magnitude was found.

In fig. 7.8 the relation between feed per tooth and maximal tensile stress within the tool is
shown. The red dashed line represents TRS of WC-Co. If the tensile stress is higher than the
TRS, the tool is assumed to fail. From fig. 7.8 it is evident that the typical core diameter
tolerance of 0.2 mm micro end-mill has a great effect on tool performance. In the case of a
micro end-mill with a core diameter of 142 um, it is expected to withstand nearly 4 pm/tooth.
However, the tools with core diameter of 122 um are likely to break on 2 pum/tooth. This
spread of usable feeds is enormous and makes planning of optimal cutting conditions
extremely difficult.
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Fig. 7.9: Effect of width of cut on maximal tensile stresses in case of various core diameters

(ap =100 pm, f, = 2 um/tooth)
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The same conclusions may be drawn aso for other cutting conditions. Fig. 7.9 plots the
relationship of maximum tensile stresses with width of cut. In this case the spread of critical

width of cut isfrom 22 um to 40 um.

Finally, the relationship between the minimum tensile stress and the axial depth of cut is
shown in fig. 7.10. Also in this case the stress grows with increasing depth of cut. However,
the difference among the maximum stresses in tools with different core diameters is not as
high as in the cases of width and feed. Shallower characteristic of the depth-stress functions
makes, however, the effect of the depth of cut on tool life very important. It was found that
some of the considered tools reach the critical stress with depth of cut of 150 um, and some

others will not reach the critical value at all.
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Fig. 7.10: Effect of axial depth of cut on maximal tensile stresses with various core diameters

(ae = 20 um, f, = 2 um/tooth)

7.5 Summary

In this chapter was introduced the issue of micro end-mill tolerances. Three main
dimensions (the flute length, the core diameter and the cutting diameter) were measured on
50 tools with nominal cutting diameter of 0.2 mm. Although all these tools were from a
single batch, significant differences were found between the analysed tools. All three

measured dimensions have approximately £10 um tolerances. This may seem tiny, but in the
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relation with the average tool dimensions it represents a great chalenge. The core diameter
was determined as the most critical one. This is because the tolerance represents 17% of the
average core diameter. On the other hand tolerance of the flute length represents only 2% of
the average value, and therefore, it can be assumed as negligible.

FEA on the effect of the core diameter tolerances was performed as a set of static
simulations. Models with five different core diameters were used in this research. The used
core diameters were equally spaced between the largest and the smallest possible diameter, as
they were identified by the measurements. In each set of simulations only one cutting
condition was varied and other conditions were kept constant. The spread of maximum
stressesisin all studied cases very wide. If cutting conditionsaref, =2 pm, a, = 100 pm and
3 = 20 pm, the maximum stress will be in range from 4 000 MPa to 6 000 MPa. This
difference is caused purely by the core diameter tolerance. Hence, it is evident how important

is the effect of the core diameter.

These results demonstrate the great difficulty in predicting tool failure in real micro
milling situations. Therefore, the dimensional tolerances should always be kept in mind when
predicting tool life.
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8. Prediction of micro end-mill life

8.1 Motivation and objectives

Although micro milling was found to be a powerful manufacturing technology, it is not yet
well accepted by industry. The main reason is a low predictability of tool performance. The
micro end-mills were found to be liable for premature breakage and the final product quality
is strongly affected by various uncertainties (e.g. machine tool dynamics, environmental
fluctuations, workpiece and tool micro structure, quality of the cutting tool etc.).

Therefore, people in industry hesitate to use micro milling and keep using less capable, but
more mature processes. This is fully understandable, as high risk of project failure is not
acceptable for majority of industria projects. The industrialists concerns were confirmed by
the research presented in the previous chapter. Although, the analysis of tool stress in the
previous chapter is mainly theoretical, it is based on well established and reliable FEM.
Therefore, the results give a good indication about this issue. It is evident that the tools,
which are supposed to be the same, in the reality can perform very differently. This, however,
makes it impossible to predict the micro milling outputs without application of probability
and statistical methods. Such planning method is, however, not yet available, and therefore,
planning of manufacturing strategy is very difficult and risky. Furthermore, no of the current
monitoring techniques seems to be reliable for applications in micro milling. This is because
of small dimensions, high rotational speeds and also typica characteristics of micro end-
mills. It is nearly impossible to predict tool breakage from any of typically measured signals
(force, acoustic emissions or measurements of tool wear). Tungsten-carbide is a fragile
material and so tool breakage happens suddenly and unexpectedly. Finally, it is not possible

to base micro milling strategies on experience, asit is usual in macro manufacturing.

All these reasons lead to the author’s opinion that a prediction method is extremely
important and it will not be possible to convince industry to use micro milling without it.

Hence, an objective of this chapter is:

To develop a method for a prediction of micro end-mill life.
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Tool life was chosen as one of the most influential factors affecting the final product costs.

The main demands which the method should fulfil are:

e Tool lifeis predicated in a sense of probability of tool breakage and not as asingle
value,

e The method should have minimum interactions with the day-to-day production.

8.2 Method description

Experimental measurement of wear and cutting forces

Y U

Determination of

coefficients for cutting Measurements of

G e mode] Empirical models tools' dimensions
relating cutting
& distance, wear and
cutting forces

Analytical calculation of
initial cutting forces

Y v v

FE stress analysis for limiting dimensions

Calculation of tool breakage probability distribution

Fig. 8.1: Methodology for tool life (breakage) prediction

Micro milling is affected by a wide range of different input factors (e.g. application of
lubrication, machine tool dynamics, cutting tool geometry and quality, cutting speed, feed,
axial depth and width of cut etc.). Each of these factors has an effect on the outputs in form of
product quality, manufacturing time and costs. These three outputs are the most important
criteria for evaluation of the project risks and success. Their reliable prediction is, however,
difficult and requires application of different types of methods for prediction of cutting

forces, tool breakage, tool wear etc.

107



In this research are considered as variable only four input parameters. cutting speed, feed,
width of cut and depth of cut. This does not mean that the other ones would not affect micro
milling. All the other parameters are kept constant in this research, and their effects are not
analysed. However, the method is designed to enable an implementation of further

parameters in the future.

The method proposed here is an extension of the research presented in the previous
chapter. It is based on an analysis of tool stress generated by various cutting conditions for
tools with different tolerances. In this chapter it is further extended by implementation of tool
wear effects, which was not assumed in the previous chapter. The results are then presented

in aform of probability of tool breakage, asit will be explained later.

The method is divided into seven phases, from which two require experimental
measurements and the rest is based on theoretical analyses. The sequence of the phases is
illustrated in fig. 8.1 where the red blocks represent experimental phases and the blue ones
represent theoretical phases. Furthermore, the measurements of tool dimensions do not
interact with manufacturing process. Hence, the majority of operations used in this method do
not interact with production.

8.2.1 Experimental analysis of wear and cutting forces

In the first phase of the method are required some experimental tests. These tests are used
for determination of coefficients for models applied in the later phases. The required
coefficients can vary depending on the chosen models (generally various types of models can
be applied for prediction of wear or cutting forces; the models used in this research represent
only one possible solution which the author assumes as the most suitable). Therefore, it is
always important to design the experimental plan according to models used in the later

phases.
In this particul ar research are used:

e Ananaytically/numerical method for prediction of cutting forces (see chapter 6),
e Anempirical model for prediction of tool wear progression (see section 8.2.3), and
e Anayticaly/empirical model relating wear progression with increment of

maximum cutting forces (see section 8.2.4).
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8.2.2 Modelling of initial cutting forces

Cutting force is the first measure calculated in this method. The accuracy of its prediction
strongly affects resulting tool stress and consequently reliability of tool breakage prediction.
However, the force generally grows with increasing milling distance (time). This is mainly
because of tool wear which changes cutting edge geometry and surface. The approach of

relating the cutting force with tool wear is then described later in section 8.2.4.

Hence, in this section is predicted only theinitial cutting force. This means the force at the
very beginning of cutting process when the tool is new. This cutting force is predicted by the
method presented in chapter 6. As was explained above in this thesis, this model requires two
coefficients. the specific cutting force (Kr,) and the proportional coefficient (q). Both of them
were identified as linear functions of feed per tooth. Therefore, at least two sets of tests with
different feeds are required for determination of K, a g. The tools used for this purpose
should be new and carefully checked for any defects. It is also strongly advised to repeat
these tests at least three times because of repeatability issues. However, because the functions
Km (see equation 8.1) and q (see equation 8.2) were already determined in chapter 6 and the
tools and workpiece material remain the same also in this chapter, the determination of the

coefficients will not be further discussed here.

K,, = —0.23-f, + 2.95 (8.1)

q=-0.02-f,+0.4833 (8.2

8.2.3 Modelling of wear progression

Wear is another factor which must be considered during the prediction of tool life. It may
be used in two manners. First, wear affects the cutting force. Generally, higher wear leads to
higher force. Hence, wear is used as an input for the estimation of maximum cutting force as
a function of milling distance or time. Secondly, wear affects product surface roughness
which is another criterion which should be considered for determination of tool life. This
means that if surface roughness exceeds the maximum alowed value the tool should be

changed for anew one.
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In chapter 5 were compared different types of tools. Part of the analysis was also a
comparison of wear progression of different tools. In the case of @0.2 mm micro end-mills
wear progression was found to follow a linear trend. Hence, the wear progression can be

estimated from the following equation:

AR, = c,, - Al (8.3)

where AR is areduction of cutting radius (which isused in this research as a characteristic of
tool wear), 4/ is a milling distance and c,, is a constant coefficient, which can be called wear

progression.

In the case of @1 mm end-mills two linear phases were identified. Wear progression is
then expressed by two linear equations for each of the phases. Hence, the model will require

three coefficients: cy1, Cwz and l12. The meaning of these coefficientsis shown infig. 8.2.

Cutting diameter reduction (um)

|12

Milling distance (mm)
Fig. 8.2: lllustration of wear progression

However, the coefficients are generally functions of al input parameters. Hence, in the
presented case four different parameters must be considered. In the most general case this
would lead to 16 independent coefficients in a case of linear model and 256 different
coefficients, if second order polynomia model would be used. Determination of each of these
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coefficients would generally require one test. Similarly as in the case of coefficients for
cutting force model, each test should be repeated at least three times. Hence, a large number
of experiments would be required for this purpose. This is, however, usualy not doable in
industrial environment. Therefore, it is essential to determine a significance of each input
parameter on tool wear. The experimental plan used for this purpose is summarised in tab 8.1.
The experimental space contains eight members and each of the experiments is repeated three
times. Hence, 24 test runs are needed.

Table 8.1: Design of experiments

Test Speed Feed Depth  Width

no. (rpm) (um/tooth)  (um) (um)
1 10 000 2 150 10
2 30 000 2 50 10
3 30 000 2 150 10
4 30 000 2 150 30
5 30 000 4 150 10
6 30 000 4 150 30
7 30000 2 150 20
8 30 000 2 150 40

Wear in this research is expressed as a reduction of the tool cutting radius (4R.) instead of
the usually used VBg vaue. This choice was made in order to simplify wear measurements as
it was discussed in chapter 5. Thanks to this simplification more frequent measurements can
be taken during the experiments. The wear progression in this case is calcul ated as followed:

R.. — R,.
c, = average <%> (8.4)

i —li—q

where R, is the actua tool diameter; R.;_, isthe tool diameter measured in a previous step,
i isthe milling distance after the current step and |;_; is the milling distance before the current
step. Because only @0.2 mm tools are used in this research wear can be characterised by a

single coefficient (c,) which isafunction of input parameters (seefig. 8.3).

Both, the cutting speed and the depth of cut show only a negligible effect on wear
progression (see fig. 8.3a and 8.3b). However, if wear would be expressed in a usual way of
wear rate (wear per unit of time) the speed would show a significant effect and could not be
neglected. This would, however, lead to a need of a higher number of coefficients which

would have to be determined experimentally. Therefore, in this research is used with
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advantage wear progression instead of traditionally used wear rate. However, if the user

wishes to use wear rate, he can easily calculate it from the following equation:
wear rate = wear progression - rom - number of flutes - f, (8.5

The width of cut shows the dominant effect on wear progression (see fig. 8.3c). Therefore,
two extra experiments are added into this anaysis (a. = 20 um and a. = 40 pm). These two
extra experiments help to determine the trend function. By these experiments was confirmed

alinear relation between wear progression and the width of cut.
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Fig. 8.3: lllustration of wear progression and wear rates for different cutting conditions

The second most influential parameter is the feed. The resulting wear progressions and
wear rates are plotted in fig. 8.3d. It is noticeable that the effect of feed is significantly lower
than the effect of the width of cut. This, however, does not fit to an origina expectation that
feed will be the most influential parameter. This expectation was basically based on an
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assumption that feed will have dominant effect on cutting forces which is one of the major

factors affecting wear. For this reason are in fig. 8.4 plotted the initial cutting forces

measured during these experiments. It is evident that also the initial cutting forces are

dominantly affected by the width of cut. The second most important factor affecting the
initial cutting force is the feed. It can be also noticed that the increased depth of cut leads to

higher initial cutting forces. However, wear measured with different depths of cut do not

show any change. This can be explained by larger length of cutting edge engaged during

cutting. Thus, the force is distributed over a larger area, and therefore, the elemental force is

not increased. Hence, because the depth of cut does not affect the elementa force it should

not have any significant effect on tool wear.
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Fig. 8.4: lllustration of cutting forces for different cutting conditions

The last factor (rotational speed) has a reducing effect on the initial cutting force. Thisis

presumably because the higher speed leads to higher cutting temperatures which can cause
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material softening. However, because the temperatures in micro milling are generaly low,

the effect of the rotational speed isinsignificant.

Hence, finally the wear progression empirica model can be determined. Because the
experimental data shows only two influential factors (the width of cut and the feed) and both
of them have linear effects on tool wear, linear model with two inputs can be used. The

equation for prediction of tool wear will then have the following form:
Cw=C fz+Crac+cC3 [, a,+cCy (8.6)

In this equation are four coefficients which must be determined experimentally. Hence, the
minimum number of experiments needed is four. By substituting feeds, widths of cut and
cutting radius reductions from tests 3, 4, 5 and 6 are achieved the following values of the
coefficients: ¢, = 7.64:107 mm™, ¢, = 453:710" mm?, ¢z = 1.75:70® un* mm? and
Cs = -1.41-10° ummnt. The graphical interpretation of the relation among the coefficient c,,
the feed and the width of cut isshown in fig. 8.5.

3.5 30

3
Feed (umftooth) 22

720
15 Width of cut (pm)

2 10

Fig. 8.5: lllustration of the dependency of the wear progression on the feed and the width of cut
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Hence, finally the cutting radius reduction for any milling distance can be calculated from

the following equation:

ARC=(Cl'f‘Z‘I‘CZ'ae+C3'f‘Z'ae+C4_)'(l_l0)+ARCO (87)

Where lpis the milling distance at the end of the previous manufacturing phase and AR is
cutting radius reduction corresponding to lo. These two members of the equation are relevant
only in the case of variable cutting parameters or in the case of large tools (when the wear

progresses with different rates in different phases — seefig. 8.2).

8.2.4 Relation between wear progression and cutting forces

In this moment are calculated the initial cutting force and the wear progression. However,
for tool life prediction the force must be related to milling distance. For this purpose it is
necessary to relate the cutting force increment to tool wear (which is aready linked to the
milling distance by equation 8.7). Mathematical expression relating the wear with the cutting
force used in this research was derived by Archard in 1953 [127, 128]. The Archard wear
equation is the most usually used wear model. It is a ssmple model relating wear volume (V)
with anormal load applied on the wear surface (Fn) and diding distance (s), see equation 8.8.

The coefficient K isamaterial constant which must be determined experimentally.

V=K-Fy-s (8.8)

It should be noticed that the norma load applied on the relief land represents only a
portion of the total cutting force. However, because the experiments performed in chapter 5
has confirmed no measurable effect of tool wear on the cutting edge radius, it may be
assumed that the force related with chip formation is not affected by tool wear. Hence, the
main reason for increment of the force is in the growing contact area on the relief land (the
normal load is a product of the contact area and the contact pressure). Therefore, it is

assumed that the Archard equation can be used for prediction of the total force increment.
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Deter mination of wear volume
First of all must be determined the wear volume. The approximate volume is a product of
the depth of cut (a,) and the cross-sectional wear area (A,). The mathematical expression of
this product is the following:
V=a, A, (8.9

o] A
(A Az

[X3,y5]

R

[Cux,Cu]

Fig. 8.6: lllustration of tool cross-section with highlighted dimensions relevant for wear volume

calculations
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Because the depth of cut is known, the only challenge is to calculate the cross-sectional
wear area. For this purpose must be measured two tool features. The first feature needed for
determination of the cross-sectional wear area is the centre of the tool cross-section (this is
represented in fig. 8.6 by point C;). The second needed feature is the profile of the relief land
(represented by f; in the fig. 8.6). The relief profile has usually circular shape, and therefore,
it can be determined by its centre (C;) and radius (R;).

The other three important points highlighted in fig. 8.6 are:

e Intersection of rake face and actual cutting diameter [X1, y1],
e Origina cutting edgetip [x2, Y2, and

e Intersection of relief face and actual cutting diameter [X3, 3.

Hence, the wear cross-sectional area (A,) can now be calculated from the following

eguation:
Aw=m—&=f_M@wM—jjwﬂdx (8.10)

where f¢(x) is defined by the actual cutting diameter (D.=2" Rc) with its centre [Cey, Cq] lying
on the axis of rotation, and f, is arelief face of the tool defined by its centre [Ci4,C;y] and
radius (R;). Because both of these functions are circular they can be described by the

following equation:

f(xX) =Cy+ R — (x — Cy)? (8.11)

By integration of the equation 8.11 will be achieved the following equation for area bellow

circular curve:

X3
2 _ _ 2 (812)
Al.:[Cy.”%.asm(%)g.(x_cx). /1_(%)]

X1

Hence, by substituting Cy, Cy and R by the measured values (Ce, Cey, Rc and Cy, Cry, R)

the wear volume can be caculated. However, before it can be done, x3 must be calcul ated.
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Because this point represents an intersection of two circles (relief land profile and cutting

edge path) it can be calculated from the following system of equations:
(x = Ce)?+ (¥ = Coy) = R (8.133)

(= C)? + (v =€)’ = R (8.130)

Another, more suitable, form of the equations 8.13 is the following:

x2+a; x+y +b-y+tc, =0 (8.149)
x’+a,-x+y*+b,-y+c, =0 (8.14b)

Whefea1=—2'ch,b1=—2'Ccy,C1=Cczx+CC2y—Rg,a2=—2'Crx,b2=—2-Cry

and ¢, = CZ + C2, — RZ.

By subtracting the equation 8.14b from equation 8.14awill be achieved an expression of y
in the following form:
y=d+e-x (8.15)

(cz—c1) _ (az—aq)

whered = (b1—b3) "~ (b1=by)’

And finally, by substituting the equation 8.15 to the equations 8.14a will be achieved a
guadratic equation from which can be calculated desired x3. This quadratic equation will have
the following form:

(1+e?)-x2+2-d-e+by-eta) x+(,+d>+b,-d)=0 (8.16)

Deter mination of diding distance

The dliding distance is a distance over which the cutting edge is in a contact with the

workpiece. Thetotal dliding distance can be calculated from the following equation:

l
= umber of flutes - f, S

single (8.17)
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where | is the total milling distance and Ssnge IS the sliding distance of a single cut as it is
illustrated in fig. 8.7. Because the cutting edge path is approximately circular, the Ssnge Can be
calculated as alength of circular section, which is given by the following equation:

R.—a
Ssingle = @ * R, = aCOS( CR e) ‘R, (8.18)

Cc

Hence, the final form of the equation 8.17 will be the following:

acos (1 - %i) ‘R,

‘. _ (8.19)
number of flutes - f,

/////” \\\\\
~
// ™\
/ \
y \
/ \
/ \
/ \
/ \
| c ! Cutting edge path
| /
\ @ /
\ R,
\ Rc - a, /I
\ /
\ /
N\ z
\\
N a, - .
S Sliding distance

Fig. 8.7: Determination of sliding distance of a single cut

Deter mination of the coefficient K

The last member of the equation 8.8 which must be determined is the coefficient K. In this
method is the K calculated from the following equation:
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K — AV (8.20)
~ As- AFy

where the symbol A means increment.
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Fig. 8.8: lllustration of the relation between coefficient K and theoretical chip area
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Fig. 8.9: Histogram of the coefficient K

The coefficient K was calculated for al experiments performed in this chapter. The results
are plotted in fig. 8.8 as a function of the uncut chip thickness. It is evident that the
coefficient K is independent on the uncut chip thickness. However, the calculated values
show significant variations. The average value of K is 1.34-10° um® N* mm™ and its
standard deviation is 9.64-10"* um*® N> mm™. The statistical distribution of the coefficient K
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is shown in fig. 8.9. From comparison of the empirical data with a theoretical distribution
function is evident that the coefficient tends to have the norma distribution. Hence, a
theoretical distribution can be calculated from equation 8.21; where K is the average value
and Kstd is the standard deviation.

—(K-K)*

— 1
(KIK, Kgpq) = ————e 2Kstd® (8.21)
p std Kstd .m

Total cutting force acting on a worn tool

As it was mentioned at the beginning of this section, the increment of the total cutting
force is due to larger contact area. Hence, the force needed for generation of a chip remains
approximately the same for the new as well as for the worn tool. The only force which is
increasing due to tool wear is the normal (Fy) and the frictional force (Fy) acting on the tool
relief face as it is illustrated in fig. 8.10. The normal force is acting approximately in radial
direction and its magnitude is a product of contact pressure (pn) and contact area (Acontact)-
The frictiona force is proportional to the normal force and acts in the tangential direction.
Because the contact area increases with tool wear, it is evident, that both of these forces will

also have tendency to grow.

rake face rake face

F ..
, cutti
E cutting bene
F Ft cutting
t, cutting

relief face
E=pE F=pFR

relief face

(a) Forces acting on a new tool (b) Forces acting on a worn tool

Fig. 8.10: Histogram of the coefficient K

Hence, the total force acting on the tool is a vectorial summation of the cutting force, the
normal force and the frictional force (equation 8.22). The coefficient of friction used in this
research for calculation of the frictional force is taken from Concise Metal Engineering Data
Book [129] and itsvalue is 0.5.
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F= FN + FT + Fr,cutting + Ft,cutting + Fa,cutting (8'22)

8.2.5 Prediction of maximum stress

Hence, in this moment the force as a function of milling distance can be calculated. Thisis
very useful information and can be easily compared with experimental data. However, the
forces themselves do not show anything about tool performance. As it was discussed in the
previous chapter, micro end-mills show large dimensional tolerances. This results in a broad
range of maximum stresses within unique tools. Hence, it is evident that the quantity which

can be used for tool life prediction is the maximum bending stress and not the cutting force.

The stresses are calculated by static FEA in the same manner as it was described in
chapter 7. The tool isloaded by maximum cutting force which is distributed over the cutting
edge. This is done for both minimum and maximum core diameters. Once this is done, the
average maximum stress (equation 8.23) and the standard deviation (equation 8.24) can be
calculated.

? — O-r%lax core -zl_ G&ﬂn core (8.23)
_ O-I%lax core ot (8 24)
Osta = f )

Because the measured tool dimensions show normal statistical distribution, and because
the stress calculations are based on a linear analysis, it is evident that also the maximum
bending stress will be normally distributed. Therefore, it is not needed to repeat the stress
anaysis for each possibility, and its distribution can be calculated from the following

equation:

(o)’

(8.25)

1 1 — 1 2- O'g' 2

p(07], k) = sgme ¥ ohe
Furthermore, because the static FEA is based on a solution of linear equations system, it is
assumed that it is not necessary to caculate the stresses for every set of the cutting
conditions. However, the cutting conditions affect the force distribution over the cutting edge

and consequently location and direction of the resultant cutting force. Hence, the relation
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between inputs (cutting conditions) and outputs (stresses) must be investigated. For this
reason stresses evoked by application of various cutting conditions were calculated. Six
different feeds (1 um/tooth to 6 pum/tooth), six different widths of cut (10 um to 100
pm) and six depths of cut (10 pum to 200 um) were analysed in al possible combinations.
Hence, 216 different sets of cutting conditions were analysed. The feed varies with a period
of 216, the width of cut with a period 36 and the depth of cut with a period of 6. All these
tests were analysed as for the tool with the largest core diameter (0.142 mm) as for the tool
with the smallest core diameter (0.122 mm).

3500 T T T T T \ T T T T

3000 -
2000p T
100 e e i e e e
1000~ —— Core diameter 0.142 mm| |
500~ —— Core diameter 0.122 mm|
0 | | | |

l \ l l l 1
0 20 40 60 80 100 120 140 160 180 200
Number of test (-)

F./o (mm?)

Fig. 8.11: Ratios between the cutting forces and inner stress

Once the stresses are calculated ratios between maximum cutting forces and maximum
tensile stresses are analysed. The ratios for both, the smallest and the largest core diameter,
are plotted in fig. 8.11. Both functions show clear period of 6 tests. This period corresponds
to variation of the width of cut. However, some small differences between the "teeth” are
distinguishable. Therefore, autocorrelation analysis was performed, see fig. 8.12. This
analysis shows that the ratio is not affected by feed, and also the effect of the width of cut is
negligible. The depth of cut is only input with a strong effect on this ratio. Furthermore, a
difference between the ratios calculated for tools with the largest and the smallest core

diameters remains constant.
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Thisis a very important finding for the analysis of the effect of tool wear. The feed does
not affect the direction of the resultant force, and the width of cut has only a minor effect on
the direction of the resultant force. Therefore, it may be concluded that the ratio between the
forces and the stresses is mainly affected by the distribution of the applied force over the
cutting edge. And because tool wear does not affect this distribution and has only a little
effect on the force direction, the stresses within the worn tool do not require further FEA and
they can be easily calculated from equation 8.26.

R
1 _ fworn 1
Oworn = Frow * Onew (8.26)

These findings help to reduce the number of FEAS (and consequently computational time)
needed for prediction of toal life.

[ [
—— Effect of coefficient K | _|
— Effect of core diameter

Probability (-)
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| |
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Fig. 8.13: The effects of the K and the core diameter on the range of possible stresses
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Another important issue is that the stresses are affected by many input factors. They can
be divided into two main groups. the tool dimensional tolerances and the effects causing
variations of the cutting forces. In this research are used only two inputs in the manner of
probability distribution: the coefficient K, used in calculation of the forces acting on the worn
tool, and the tool core diameter. Each of them affects the resulting stresses. However, their
importance is different. The stress variations caused by the variation of the K coefficient and
the core diameter are illustrated in fig. 8.13. It is evident that if the variation of the core
diameter has much stronger effect on the resultant bending stresses than the coefficient K.
Actualy, if the K coefficient would be assumed to be a constant (single value) it would not
cause any significant error in the prediction of tool life. On the other hand, the variation of
the core diameter causes theoretica variation of the resultant stress in a range of
approximately 400 MPa. Hence, it is clear that this effect cannot be ignored.

Hence, in the case of these two inputs only one (core diameter) has a significant effect on
the stress variation. However, real micro milling process is affected also by many other
factors which may be assumed as statistically variable (other tool dimensions, effects of
workpiece micro structure, coating variations, effects of lubrication, tool run-out etc.). For
example, if the effects of two inputs on the stress variation would be the same, the total range
of possible stresses would be three times wider than the range of the stresses caused by a

single variable input.
Calculation of the probability of maximum stress appearance

Hence, it is important to explain how the probability of maximum stress appearance is
calculated. In fig. 8.14 is the approach illustrated on an example where two different variable
inputs are assumed. In the first phase are calculated the probability distributions of the input
parameters (e.g. two different tool dimensions). These distributions are achieved from the
tool dimensional measurements as it was explained in the previous chapter. In fig. 8.14a are
these probability distributions represented by the blue functions. From these distributions are
for FE stress analysis are from these distributions important only four cases. The first case for
which the stresses need to be calculated is atool with the minimal first input and the minimal
second input. In the second case is the first input minimal and the second input maximal. In

the third case the first input is maximal and the second input is minimal. And finaly, in the
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last case the first input is maximal and the second input is also maximal. Once FE models for
each of the above given cases are prepared, the maximum stresses are calculated. Then the
probability distributions are calculated from the equations 8.23 to 8.25. In fig. 8.14a are these
probability distributions illustrated by the red functions.

A

4 4

inp2)

p(
inp1(min), inp.(min), inpi(max), inpi(max),
inp;(min) F%/I inp;(max) inp;(min) F%M inpz(max)

pl(amax) pZ(Umax)

(a) Phase 1: Calculation of limiting stress distributions

p(inp-(i))

p(inps(1)) p(inp1(nj)
P1(Omax) Pi{Omax) Pn(Omax)
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(b) Phase 2: Calculation of other (c) Phase 3: Consideration of the first
stress distributions input probability distribution

Fig. 8.14: Principle of calculation of statistically distributed maximum stress

In the second phase are calculated al the other stress probability distributions. This phase
isillustrated in fig. 8.14b. In a genera case, the range of pi(omax) Will be different from the
range of pa(omax). This is because of a non-linear relation between the maximum stress and
tool dimensions (e.g. the maximum stress of a cantilever beam reduces with 3" power of the
beam diameter and grows with 2™ power of the beam length). Hence, in the ideal case, all the
other probability distributions should be calculated by FEA in the same manner as the
maximum stress probabilities for the limiting dimensions. This would, however, require
extensive computational time. Therefore, a ssimplification in a form of an assumption of a
linear growth of the probability range is proposed to be used. This simplification will
obviously cause an error in skewness (see fig. 8.15) of the total probability distribution.
However, because this error has no effect on the possible minimum and maximum possible

omax, 1t 1S @ssumed to be acceptable. In this phase should be followed this approach:

1. Cdculate the range of the possible maximum stresses for the first probability
distribution (minimum input 1).

2. Cadculate the range of the possible maximum stresses for the second probability
distribution (maximum input 1).

3. Define the range of stresses for which shall be calculated the probability
distributions. This range is restricted by the average omax from the first and second
probability distribution.

4. Calculate constant a defining increment of the probability range. Thisis done from

the following equation:

. average(a,lnax,z) - average(a}nax,l) (8.27)
range, — range;

5. Define step size Aomax.
6. Sweep through the possible stresses from average(oqy ;) 10 average(ohay 1)
with step Aomax and calculate the relevant probability distributions as followed:

a. Average possible opmax:
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average(Omax (1)) = A0max(i — 1) + AOmax (8.28)
b. Minimum possible oyx:

a-range,

min(amax(i)) = average(amax(i)) — > (8.29)
c. Maximum possible oyux:
a-range
max(amax(i)) = average(amax(i)) + g-range (8.30)

2

d. Theoretical standard deviation from equation 8.24.
e. Probability distribution for i-th step from equation 8.25.

A Positive skew Negative skew

Probability

>

Maximum stress

Fig. 8.15: lllustration of the skewed probability function

Finally, in the last stage the total probability distribution of the maximum stress
appearanceis calculated. Thisis done in the following three steps:

1. Each of the distributions calculated in the previous phase is multiplied by
corresponding probability of appearance of the first input (see fig. 8.14c — grey
functions).

2. Then the combined probability distribution is calculated by summing the
probabilities of appearance of each possible maximum stress. Hence, the
probability of appearance of the relevant maximum stress can be calculated from

the following equation:
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P(Ohar(D) = ) Pi(Thax (1) 83D

3. However, it is evident that the calculated probability will not give in total 100%.

This is because each of the separate probability distributions gives in total 100%.

Hence, the sum of all probabilities will be a product of number of used probability

distributions and 100%. Furthermore, each of the probability distributions was
already scaled by the probability of the first input in the step. Hence, it is evident,
that the resultant probability distribution calculated from equation 8.31 must be

“scaled”. For this reason is used the following equation for each of the possible

P (Omax (@)

p(arlrlax(i)) =

8.2.6 Prediction of tool breakage

Probability (-)

fp(o-r%lax) : do—r%lax

(8.32)

P1(o) = 100%

Pz(O’) =0%

TRS

Probability (-)

P1(o) = 50%

Pz(c) = 50%

TRS

Maximum 1st principal stress (MPa)

Maximum 1st principal stress (MPa)

Pi(o) = 0%

Probability (-)

TRS

P2(a) = 100%

Maximum 1st principal stress (MPa)

Fig. 8.16: Determination of tool breakage
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Finally, the risk of tool breakage as a function of milling distance (time) is calculated.
This is done by comparison of maximum stress probability distribution with a breakage
criterion for every time step. Thisis repeated until all theoretical stresses reach the criterion.
Same as in the previous chapter, transverse rupture strength (TRS) is used as the criterion.
Three different situations are illustrated in fig. 8.16. In the first case all possible stresses are
lower than TRS, and hence, the probability (risk) of tool breakage is 0%. In the second case
some of the possible stresses are lower and some other higher than TRS. Hence, the risk of
tool breakage is higher than 0% but lower than 100%; the specific case illustrated in the
figure shows 50% risk of tool breakage. The third illustrated case shows the situation when
all possible stresses are higher than TRS. Hence, the risk of tool breakage is 100%.

The risk of tool breakage for each step is then equal to cumulative probability function
which can be calculated from the following equation:

o (8.33)
P(O-r%lax) =100% - f p(o-%lax) ) do#lax
TRS

The solution of the equation (8.33) isthenillustrated in fig. 8.17.

A=

Risk of tool breakage (%)

A
r

Milling distance (mm)

Fig. 8.17: lllustration of a typical risk function of tool breakage
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8.3 Method validation

Validation is an important part of this chapter. It is essential to prove the validity of the
method. However, evidently a comprehensive validation would require tests with a large
number of repetitions (ideally hundreds of repetitions). This is basicaly because of the
statistical character of the method. Furthermore, the validation should be conducted with
many different cutting conditions to prove its versatility. This is, however, not possible to do
in this research due to high costs of micro end-mills and long experimental times. Therefore,
only alimited validation is performed here. However, the validation tests were chosen as they

would cover aslarge variety of cutting conditions as possible.

Tool wear, cutting forces (dependent on the milling distance), maximum stresses and tool
life are predicted for three different sets of conditions and then compared with experimentally
achieved data. The cutting conditions used in these tests are listed in tab. 8.2. To achieve a
statistically relevant data each of the tests was repeated 15 times. Although this number of
repetitions is still relatively low for reliable statistical study, it is assumed to be a good
compromise between economical factors of the experiments and the achieved information.
Because the force model used in this research is not sensitive to the rotational speed and aso
the experimenta study in 8.2.3 shows no significant effect of the speed, only one speed is
used in al experiments. All the other parameters are varied from very high values (e.g.

ap =100 xm) down to very low values (e.g. a, =10 um).

Tab 8.2: Cutting parameters used for verification

Feed Width of cut  Depth of Speed

(um/tooth) (um) cut (um) (rpm)
Test 1 2 10 50 30 000
Test 2 4 20 100 30000
Test 3 2 90 10 30 000

8.3.1 Results and discussion

In the first step of this study are calculated initial cutting forces. The calculated values and
measured values are compared in tab. 8.3. The measured values are in all analysed casesin a
good agreement with the measured forces. The relative error does not exceed £10% in any of

the cases. Thisindicates a suitability of the force model for the tool life prediction.

Tab. 8.3: Comparison of measured and calculated initial cutting forces
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Average Calculated Relative

measured cutting  cutting force (N) error
forces (N)
Test 1 0.198 0.181 -8.58%
Test 2 0.685 0.705 2.92%
Test 3 0.129 0.121 -6.20%

Another important quantity which is analysed in this study is wear progression. The
measured and calculated wear (in form of reduction of cutting radius) is plotted in fig. 8.18.
The measured data are the average values and the error bars represent standard deviations. In
all three cases the calculated wear isin a good agreement with the measured data. However, it
should be noticed that a large variation of the measured wear was found. This variation is,
however, not captured by the currently used wear model. It is assumed that the variation can
affect the tool life in the same manner as the tool dimensiona tolerances. Therefore, the

effect of wear variation should be further studied in the future, and if necessary another

model should be proposed.
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Fig. 8.18: Comparison of calculated and measured wear

In the next step of the method is cal culated maximum cutting force as a function of milling
distance. This is the first step in which is applied a probabilistic approach. Therefore, the
results are presented as a probability distribution of the maximum cutting forces for different
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milling distances. In fig. 8.19 are plotted the predicted and the measured distributions of the
maximum cutting forces for the first set of the cutting conditions for three different milling
distances: 100 mm, 500 mm and 1 000 mm. The measured cutting forces are presented in a
form of counts the maximum cutting force in one of five equally distributed bins.
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Fig. 8.19: Comparison of the predicted and measured cutting forces acting on the worn tools; test 1

In all three analysed cases the measured forces are in a good agreement with the predicted
ones. However, for milling distance of 100 mm the predicted forces are shifted down against
the measured values (the average of predicted valuesis 0.03 N lower than the average of the
measured values). After the milling distances of 500 mm and 1 000 mm the agreement of the
predicted and measured forces is significantly better. Similar agreements of the results were
also achieved with the other two test cases. Hence, it may be concluded that the method gives

valid predictions of the cutting forces for various milling distances.

Once the cutting forces are estimated for different milling distances, the stress analysis can
be performed. The calculated stresses, however, cannot be compared with experimental data

because these are impossible to measure.

In fig. 8.20 are plotted the maximum bending stresses for test 1. Same as in the case of
cutting forces, the stress probability distributions for three different milling distances are
shown (100 mm, 500 mm and 1 000 mm). TRSis also shown in the figure. Asit was already
explained above, the TRS represents a critical value over which the tool is predicted to break.
It is evident that for the first two milling distances none of the possible stress is higher than
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TRS. Hence, in these two cases the probability of tool breakage is zero. However, in the case
of the third milling distance (1000 mm) some of the possible stresses are already higher than
TRS. This means that some of the tools are likely to break.
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Fig. 8.20: Calculated maximum bending stress, test 1
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Fig. 8.21: Calculated maximum bending stress, test 2

In the second test case more aggressive cutting conditions are used. Hence, the tools will
break much sooner. Thisis confirmed by the graph plotted in fig. 8.21. In this particular case,
all tools are expected to break before reaching milling distances of 500 mm. At the redlity
there is already approximately 25% probability that the tool will break after milling distance
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of 100 mm. Even worse situation can be observed when the third set of cutting parametersis

used, seefig. 8.22. In this case, nearly al tools are predicted to break before reaching milling

distance of 100 mm.
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Fig. 8.22: Calculated maximum bending stress, test 3

Based on the stress calculations, tool life is predicted. The measured and calculated lives
for al three tested cases are compared in tab. 8.4 and fig. 8.23. The predicted and measured

tool lives are in al three casesin a good agreement. However, some of the real tools fail out

of the predicted range. It is assumed, that the prediction accuracy can be further improved by

including the effects of the other dimensional tolerances (flute length, cutting diameter,

cutting edge termination geometry etc). Thisis, however, atopic for the future research.

Tab. 8.4: Comparison of measured and predicted tool lives

Cutting Broken tools
distance Predicted M easured
Test 1 610 mm 0% 7 % (1 tool)
970 mm 25 % 20 % (3 tools)
960 mm 50 % 40 % (6 tools)
1060 mm 75 % 80 % (12 tools)
1690 mm 100 % 93 % (14 tools)
Test 2 70 mm 0% 13 % (2 tool)
105 mm 25 % 20 % (3 tools)
115 mm 50 % 53 % (8 tools)
130 mm 75 % 93 % (14 tools)
210 mm 100 % 100 % (15 tools)
Test 3 60 mm 0% 13 % (2 tool)
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Finally, volume removed per a single tool was calculated for all three tested cases. If the
first set of cutting conditions is used, the tool is predicted to break after removing 0.31 mm?® -
0.84 mm>. In the case of the second set of cutting parameters the removed volume is
0.14 mm?® - 0.42 mm®. In the last case one tool removes 0.054 mm?® - 0.095 mm?>. Hence, it is
clear that by choosing the first set of cutting conditions the highest material volume per tool
can be removed. On the other hand, the risk zone is the largest one. This information is

extremely important for cost estimation.

8.4 Summary

In this chapter was presented a new tool breakage prediction method. The method is based
on a theoretical modelling with consideration of tool/process tolerances. Unlike any other
prediction method, this method gives statistical results instead of a critical distance (distance
after which al tools are expected to break). Hence, the user receives information about the
risk of tool breakage and the decision if he will accept that risk is up to him. The method is
assumed to help production engineers to plan their manufacturing strategies and estimate the
final product costs and manufacturing times. The method can also be implemented into
cutting parameters optimisation a gorithms which can help to set up the most efficient cutting
strategies. Such application of the method is, however, not yet developed and represents a

challenge for the future research.

The theoretical results achieved by the presented method were compared with three sets of
experiments. In all tested cases the theoretical results well agreed with the experimental ones.
This indicates a reliability of the method. However, further validation is still required for
more complex manufacturing strategies. Especially a case with variable input parameters (e.g.
two different widths of cut are applied sequentially on one tool) should be tested. Before the
method can be applied for this type of applications, it still needs further improvements. The
main issue of the current method is the prediction of tool wear. If tool life for micro milling
with variable depth of cut is of interest the wear must be predicted for small sections of the
cutting edge. Hence, discretised model similar to the one used for cutting force should be
used.

However, athough the method still needs improvements and some of the models may be

reconsidered in future, it represents the first method able to predict micro end-mill life. The
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main contribution of knowledge of this method is in application of currently available
deterministic models together with a probabilistic approach. Hence, the novelty is in
expressing tool life asarisk of tool breakage.

Furthermore, the issue of process uncertainties is common for all micro-manufacturing
processes. Therefore, it is assumed that some of the principles presented in this chapter can
also be applied to other processes. For example in the case of micro wire EDM, the wire
width has its tolerances which affect significantly wire vibrations and breakage. Hence,
clearly the probabilistic approach should be applied.
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9. Methodology for micro end-mill design

In this chapter is introduced a methodology for micro end-mill design. This methodol ogy
is based on the knowledge gained during this research and explains the most important issues
related to the tool design. In the first section of this chapter is discussed the current state and
its deficiencies. This discussion justifies the need of a new systematic approach. In the second
section are then discussed the main factors which must be considered during the tool design.
This is followed by the methodology and explanation of its steps. In the final part of this
chapter is provided a case study showing an application of the methodology.

9.1 Motivation and objectives

Up to now it was explained in this thesis that scaling down of the tool brings new
challenges such as. premature tool breakage, large dimensional tolerances etc. In the previous
chapters these effects were studied on typical commercial tools. These tools, however, do not
reflect the specia needs of micro milling. At the beginning of this research were compared
two different types of end-mills. The first tool type was a micro end-mill with diameter of
0.2 mm as the second tool type had the diameter of 1 mm. From SEM images acquired during
this research was found that both tool types look the same and that the @0.2 mm tools are
only proportionally scaled down, see fig. 9.1. This was also confirmed by a study of tools
available in the market. The suppliers offer the same tool types for both micro and macro

scales (see literature review presented in chapter 2).

(a) 91 mm end-mill (b) ©0.2 mm end-mill
Fig 9.1: Comparison of @0.2 mm and @1 mm end-mills

The author of this thesis, however, believes that the tool design is an important factor
affecting tool performance, and therefore, much higher attention should be paid to this topic.

A systematic and knowledge based designing method is crucia for successful industrial
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applications of micro milling. The systematic approach considering all scaling effects and
micro milling challenges was, however, not found in literature. Therefore, the main objective

of this chapter is:

To develop a systematic and knowledge based method for design of micro
end-mills.

9.2 Design challenges

The main issue of micro end-mills is that the current tools are not designed with respect of
their needs. It is generally believed that what works in macro scale will aso work in micro
scale. However, In many cases this is not truth. There are many differences between micro
and macro milling. These differences are usually not caused by different mechanisms but by
their different importance. Some of the effects which can be easily ignored in macro scale
have devastating effects in micro scale. On the other hand some effects which are important
in macro scale are insignificant in micro scale. Therefore, in this section are discussed
different factors and their effects.

9.2.1 Bending stiffness and maximum bending stress

Applied force = 1N

Fig 9.2: lllustration of a cantilever beam
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As it was already explained in the previous chapters, maximum bending stress is the main
factor affecting tool breakage. In the previous chapters stress distribution was calculated by
FEM and the maximum stress was compared with TRS (if the maximum stress is higher than
TRS, the tool is assumed to break). However, it was not yet explained how it is related to the
tool diameter and the tool length. For this reason an analytical solution of maximum stress in
a cantilever beam with a circular cross-section, as it is illustrated in fig. 9.2, is used here.
Although the rea tool shape is much more complex, this smple example can indicate an
importance of the tool dimension effects on tool breakage.

The maximum bending stress of this ssmple beam can be calculated anaytically from

equation 9.1, where F isthe applied force, d is the beam diameter and | is the beam length.

F 2 32'F
O_max:?'l =

=
y T-d

12 (9.1)

It is evident that with decreasing beam diameter and increasing beam length maximum
stress (omax) Will increase. For illustration the resulting stresses for beams with length of
1 mm and diameters from 0.1 mm to 1 mm are plotted in fig. 9.3a. Clearly the maximum
stress rapidly increases with decreasing diameter. On the other hand, the beam length has a
reverse effect. In fig. 9.3b is shown the maximum bending stress as a function of the beam

length for beams with diameter of 0.2mm.
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Fig 9.3: Maximum bending stress as a function of a beam dimensions

Another important characteristic is tool stiffness. The lower stiffness results in larger tool
deformations which can negatively affect the final product accuracy and generated surface

quality. Therefore, it isimportant to keep stiffness as high as possible. However, similarly as
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in the case of maximum bending stress, stiffness is aso a function of tool dimensions.
Relation 9.2 is used for calculations of bending stiffness of different cantilever beams and the
resulting trends are then plotted in fig. 9.4. From the figure it is evident, that smaller beam
diameter and the larger beam length result in lower stiffness. This trend is stronger in the case
of very small diameters (e.g. stiffness of a beam with diameter of 0.5 mm is only 16 times
lower than stiffness of a beam with 1 mm diameter, however, beam with diameter of 0.1 mm
has already 626 times lower stiffness than beam with diameter of 0.5 mm) . Hence, it is
evident that in the case of micro end-mills with diameters bellow ~0.3 mm a strong attention

must be paid to thisissue.

F 3-E-I 3-m-E-d*
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Fig 9.4: Stiffness as a function of a beam dimensions

The last characteristic which can be illustrated on the cantilever beam is the natura
frequency. Because milling is a dynamic process it is important to keep in mind dynamic
properties of the tool. Tool chatter is a dangerous phenomenon which can cause unpredictable
tool performance and even premature tool breakage. It is aways good practice to keep the
first natural frequency as high as possible. Furthermore, the natural frequencies may be used
for recommendations of suitable speeds (the rotationa frequency, and its multiplies, should
never be closed to any of tool natural frequencies). The first natural frequency of a circular
beam can be calculated from equation 9.3. This equation is applied to the same beam
dimensions as in the previous two cases (maximum stress and bending stiffness) and the

resulting trends are plotted in fig. 9.5. Evidently, with decreasing tool diameter and
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increasing tool length the first natural frequency will tend to be lower. Hence, also in this

case higher attention must be paid to the tool design in micro scale, than in macro scale.
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Fig 9.5: 1% natural frequency as a function of a beam dimensions

On the simple example of a cantilever beam were demonstrated three important issues
related to micro end-mill design. The maximum bending stress, bending stiffness and the first
natural frequency are three factors affecting tool breakage. Tools with very small diameters

and long lengths (atypical micro end-mill) represent the worst possible case for all of them.

9.2.2 Rake angle and depth of flutes

Another important challenge is an appropriate design of tool cutting edges. Tt is important
in any cutting process to keep cutting forces as low as possible. The higher forces result in
higher tool wear and premature tool breakage. Therefore, it is absolutely essential to keep the
forces in mind during tool design. However, because of various size effects and higher effect
of the tool chatter it is more difficult to control the forces in micro scale than in macro scale.
Common practice of cutting force reduction is using of a positive rake angle. It iswell known
fact, that positive rake angles result in shearing dominant cutting mechanism which generates
lower forces than ploughing dominant cutting (typical for negative rake angles). It was
aready mentioned in chapter 2 that chip formation in micro scale differs from the one in

macro scale. It is because of scaling down of the process, and therefore, increasing role of the
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cutting edge radius. Chosen feed depends on the used tool, workpiece material and required
surface quality. However, typical feeds in micro milling of steels are between 2 pum/tooth and
8 um/tooth. The cutting edge radii of coated micro end-mills achievable by current
technologies are usually between 1.5 um and 2 um. Hence, the dimensions of the uncut chip
thickness and the cutting edge radius are closed to each other. This is very different from
macro cutting where the cutting edge radius is usualy significantly smaller than the uncut

chip thickness, and therefore, the effect of the cutting edge radius can be neglected.

- 5pm
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_—3 um
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(b) Detail of the cutting edge (c) lllustration of the rake angles over

the cutting edge radius

Fig 9.6: lllustration of the rake angles in micro milling

In fig. 9.6 is shown a detail of atypical micro end-mill cutting edge. It is evident that the
rake angle is gradually decreasing over the cutting edge radius. It is also difficult to define
transition point between rake face and relief face. This makes it difficult to predict whether
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the rake angle will have demanded effect on tool performance. Hence, an analysis of chip
formation is an essential part of micro end-mill designing method. Comprehensive
understanding of chip formation is also important for determination of minimum cutting flute
depth and can help to prevent extensive cutting edge chipping. Furthermore, the results of the

analysis can be used for recommendations of suitable cutting conditions (especially feeds).

Because of the small dimension and complex character of micro milling, it is difficult to
anayse the chip formation experimentally. Therefore, chip formation FEA seems to be the
most appropriate approach.

9.2.3 Tool unbalance effect

Another important issue is tool unbalance. Unbalance of any rotating part results in
additional radial forces. The tool unbalance is mainly caused by the tool imperfections.
However, in some cases the unbalance can be caused by the design itself, e.g. inappropriate
single-flute tool design. An important question is how significant the unbalance forces are in
the case of micro end-mills? For this purpose can be the unbalance modelled as a
concentrated mass located on the tool cutting diameter. In this case the force can be
approximately calculated from equation 9.4 where m is the unbalance massin kilograms, r is
the distance of the unbalance mass from the centre of rotation in millimetres and w is a
rotational speed in rotations per minute.

me 4

Fo=—rvl =g me e 6 (9.4)

It is evident that with increasing tool dimensions the unbalance mass and its distance from
the centre of rotation will most likely increase. Therefore, in this section the tool unbalance
mass is expressed as aratio of the unbalance mass and the beam total mass (see equation 9.5).
Same as in the previous section, the effect of the tool unbalance isillustrated on the case of a
cantilever beam.

=0+05 (9.5)
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The r in the equation 9.5 is equal to the beam diameter (equal to the cutting diameter of
the tool), | is the beam length and p is the density (pwe.co = 14 653 kg-m™).

Finally a deflection (9) of the beam can be cal culated from equation 9.6.
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Fig 9.7: Relation between tool deflection and unbalance for different speeds and ratios of unbalance

mass/tool mass

The unbalance mass is located on the tool cutting diameter because this case represents the
worst possible situation. The effect of unbalance is analysed on rotating beams with
diameters of 0.2 mm and 1 mm. The beam length is in both cases 1 mm. Hence, the stiffness
of the first beam is 152 N'-mm™ and of the second one 94.98:10° N'mm™. It means that
stiffness of the beam with diameter of 1 mm is approximately 625 times higher than stiffness
of the beam with 0.2 mm diameter. The analysis was performed for different rotational
speeds from 1 rpm up to 200 000 rpm. The resulting deflections are shown in fig. 9.7. The
calculated deflections for the beam with diameter of 0.2 mm are approximately 100 times
lower than in the case of the beam with diameter of 1 mm. Hence, it may be concluded that
the effect of unbalance is much lower in the case of micro milling than it is in the macro
scale. Furthermore, in the case of the beam with diameter of 0.2 mm realistic deflections
caused by the unbalance are in the order of tens of nanometres. This is assumed to have a
negligible effect on cutting process and tool life. Therefore, the unbalance is not an issue in

micro milling and a designer does not have to pay a specia effort to this topic.
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9.2.4 Helix angle effects

On the other hand much higher attention must be paid to optimization of the helix angle.
Two reasons why the helix angle affects cutting performance significantly more in micro
scale than in macro scale are:

e Rapid increase of bending stress with decreasing tool diameter makes locations of any
stress concentrators crucial. Optimization of the helix angle can help to relocate the

main stress concentrators (in the flute termination zone) more appropriately.

e Generally the portion of the tool which is in a contact with the workpiece is much
higher in micro milling than in macro milling. This is illustrated in fig. 9.8 where a
tool with diameter of 1 mm and atool with diameter of 0.2 mm, both with helix angle
of 30°, are compared. In both cases the assumed depth of cut is 0.2 mm. This depth of
cut can be used as in macro as in micro milling. In the case of the tool with diameter
of 1 mm the maximum peripheral angle engaged in cutting is only 13°, whereas in the
case of the tool with diameter of 0.2 mm it is 66°. Hence, it is evident that the effect
of the helix angle on the resulting cutting forces is significantly higher in the case of
micro milling. Therefore, proper helix angle optimization is absolutely crucial for the

tool performance.

Fig 9.8: lllustration of the micro and macro tools engagement

9.2.4 Critical zones of micro end-mills

Based on the experience gained during the experimental part of this research two critical
zones were identified as they are highlighted in fig. 9.9a. The first critical zone represents the
cutting edge which is in direct contact with the workpiece. The repeated impacts and the
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dliding of the flank face over the generated surface cause tool wear. This results in increasing
cutting forces which lead to higher bending stresses. For illustration a typical cutting edge of
a micro end-mill after removing approximately 2 mm® of steel is shown in fig. 9.9b.
However, the tool geometry has only a low effect on abrasive tool wear. This wear
mechanism is dominantly affected by the tool and the workpiece materials and chosen cutting
conditions. On the other hand, the tool geometry has a significant effect on the initial cutting
edge chipping. An example of a poor cutting edge design is shown in fig. 9.10. In this case,
the manufacturer has prioritize positive rake angle, and therefore, designed the cutting edge

with a “beak”. This, however, results in extensive stress and consequently in cutting edge

chipping.

Critical zone 1

Critical zone 2

(a) Critical zones (c) failed tool

Fig 9.9: Micro end-mill critical zones

Another critical zone of the tool was identified in the transition between the cutting part
and the neck. In this location the cutting edges are terminated. This leads to stress
concentrations. These transition geometries are usually copied from macro end-mills, in
which case the bending stresses are low. However, as it was aready discussed above, the
situation in micro milling is different. The bending stresses are high and often lead to
premature tool breakage (see an example of a broken micro end-mill in fig. 9.9¢). Therefore,
much higher attention to an anaysis of the stresses and carful design of the transition

geometry is absolutely essential. Although optimization of the dimensions can result in a
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certain reduction of bending stress, it is usually not sufficient. It is assumed that new

geometrical solutions can be very beneficial.

Hence, it is clear that the design of micro end-mills requires much higher effort than it is

in the case of macro end-mills.

100 pm

Fig 9.10: An example of poor cutting edge design [40]

9.2.5 Roughing and finishing applications

Another important issue which must be considered is tool application. Two different cases
can be distinguished as roughing and finishing. Although al the challenges described above
are the same for both of these cases, there are some different demands on each of the tool

designs.

Roughing tools

(a) 2-flutes tool (b) 4-flutes tool (c) 6-flutes tool

Fig 9.11: Cross-sections of the tools with different numbers of cutting flutes
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The roughing tools are commonly used for removing of maximum workpiece material in
the shortest possible time. Surface finish is usualy not the primary issue. Therefore, during
designing of the roughing tool a specia attention should be paid to minimization of bending
stress. Furthermore, in roughing process are usually required higher feed rates than in the
case of finishing. One of the possible solutions is an increase of the flute depth. This solution
would facilitate an increase uncut chip thickness. Another possible solution is an incensement
of number of flutes. In fig. 9.11 are shown some of the possible cross-sections of the
roughing tools with different numbers of flutes. Evidently the feed per rotation can be almost
six times higher in the case of the tool with six flutes comparing to the tool with a single
flute. However, it must be remembered that the incensement of the number of flutes will most
likely change the stress distribution and in some cases this modification can result in
extensive bending stresses. Therefore, FEA should be always used for study of the suggested

modification effects.
Finishing tools

On the other hand, tools for finishing operations are required to produce the best possible
surface finish. Furthermore, volume removed during finishing operation is much lower than
in roughing. Hence, the feed rates typically used for finishing operations are set to low
values. This is because lower feed rates are assumed to produce lower surface roughness.
This phenomenon is illustrated in fig. 9.12. It is assumed that in the best possible case the
generated surface will copy the cutting edge path. This is of course a simplified assumption,
and at the reality the surface roughness will be affected by many other factors, however, for
an illustration of the feed rate effect this simplification is acceptable. Hence, in this simplified
case, the side wall surface generated by any feed x mm/tooth will look like the blue line in
fig. 9.11 and surface generated with a halved feed will look like the red line. In the second
case the peak-to-valley distance is approximately four times smaller than in the first case.
Similar effect of the feed is also on the bottom generated surface. Hence, clearly the lower

feeds are preferable for finishing operations.

On the other hand, tool deflections may result in lower uniformity of the generated
surface. The deflection is a function of applied force and tiffness. However, because the

applied force (cutting force) will never be absolutely same in two rotations (because of
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various dynamic effects), the bending will have a tendency to fluctuate. Hence, the cutting
edge path will vary during the cutting process. This effect cannot be fully eliminated, but it
can be reduced by increasing tool stiffness. Hence, stiffer tools are preferable for finishing
operations.

These two factors lead to an obvious conclusion that the finishing tools should have

generally lower depths of flutes than roughing tools.

— Surface generated with a feed rate x mm/tooth
— Surface generated with a feed rate x/2 mm/tooth

Fig 9.12: lllustration of the effect of feed rate on the generated surface

Another issue is the tool run-out. It is generally not possible to manufacture a perfect tool
and a perfect spindle. Therefore, the tool run-out will always be presented in any milling
process. In fig. 9.13ais shown a cross-section of atool with two flutes with an illustration of
run-out effect. Clearly, the first flute follows a different tool path than the second flute. This
will result in arougher surface finish. However, the effect of the tool run-out on the generated
surface can be minimised by a single flute tool design as it isillustrated in fig. 9.13b. Such
tool is also presumed to be stiffer. On the other hand, it is most likely that the single flute tool
will experience an unbalance. However, as it was explained above, unlike in the case of
macro milling in real micro milling the effect of unbalance is not an issue. Hence, the single
flute designs should be assumed as a possibility for finishing operations.
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Fig 9.13: lllustration of the effect of the tool run-out

9.2.6 Consideration of workpiece material

Except of the cases described in the previous subsection, the designer must always consider
workpiece material which will be dominantly cut by the designed tool. It is evident that the
tool which shall be used for cutting of hardened steel must be designed differently than the
tool used for cutting of soft materials like auminium or copper. In the case of hard materials
the specific cutting energy is significantly higher, and therefore, the feeds are usually set to
low values. Therefore, in this case the designer can consider reduction of the flute depth.
Generaly the reduction the flute depth results in larger tool core, and this is advantageous for
tool stiffness. On the other hand, in the case of soft materials, the tool does not have to be as
stiff but usually are used higher feeds. Hence, in this case the core diameter can be reduced
and the depth of flute increased.

This is not as important in the case of macro milling, where the tool stiffness is usually
high, and therefore, the risk of tool breakage is minimal. Hence, the macro tools can be
designed with unified dimensions for wide range of applications. However, in the case of
micro milling, specia tools should be designed for various applications. This highlights an

increasing importance of systematic and reliable methods for micro tools design.
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9.2.7 Manufacturing difficulties

Any designer of any product should always keep in mind manufacturing process of the
proposed product. Because of generally lower number of suitable micro manufacturing
processes, it is even more important in the case of the micro products. The micro end-mill
represents one of the geometrically most complex products currently available on the market.

Therefore, manufacturing possibilities of the designed micro end-mill is absolutely crucial.

Manufacturing of micro end-millsis also difficult because of its low stiffness. Most widely
used micro grinding (mechanical machining) generates large forces which result in tool
imperfections and dimensional uncertainties. The consequence of this was aready discussed
in the previous two chapters (unpredictability of tool performance). Evidently, a possible
solution is to reduce MRR. This is, however, not preferable for industry because it leads to

higher unit costs.

Another possible solution is to use some of the other manufacturing processes (e.g. micro-
EDM, FIB or micro-LBM). These processes are non contact and do not generate any
significant forces. However, micro-EDM and FIB are even slower and more expensive than
micro grinding. Hence, it would be justifiable for industry only in the case that the tool life
would be significantly extended and the tools could be sold for higher prizes. On the other

hand, micro-LBM is afast manufacturing process, but is not yet mature.

Each of the possible processes has its strong sides and its weaknesses. The chosen process
affects the possible geometrical complexity, the minimum feature size, surface quality and
tolerances. Hence, the tool design cannot be done without consideration of chosen

manufacturing process.

9.3 Method description

In the previous section were discussed main factors which must be taken in account during
the micro end-mill design. The aim of this section is to organize designing process into a
systematic approach dealing with all the identified challenges. Whole designing process is
based on theoretical analyses whenever they are applicable. For clarity, the method approach
is illustrated in fig. 9.14. It consists of seven stages before the tool prototyping and final
experimental verification. Such method is assumed to be more cost effective than methods
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based purely on experimental studies. It does not require frequent and time consuming
interactions with production process neither large initial investments. The theoretical analyses
aso give comprehensive information about the tool, which often cannot be gained
experimentally. If needed, this information can be effectively used for tracking an issue of the
final product instead of chaotic redesigning.
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Fig 9.14: Methodology for micro end-mill design

9.3.1 Design of the tool blank

The flowchart describing this phase of tool design isillustrated in fig. 9.15. This method is
described in its general form and it can be applied for optimisation of various dimensions (not
only related to the tool blank).
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Fig 9.15: The tool blank optimization method

In the first stage of this method the tool blank is optimized. The main tool dimensions,
such as the cutting diameter and the maximum cutting length, are defined. Furthermore, the
neck angle and a fillet radius between the neck and the cutting part should aso be
numerically optimized. The location between the neck and the cutting part represents a stress
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concentrator and in combination with an inappropriate design of other tool features can lead
to premature tool breakage. Last dimensions which must be decided in this stage are the
shank diameter and the shank length. These dimensions are not critical for the tool
functionality. However, they may affect the tool dynamics and consequently cutting forces or
machined surface. The shank diameter is also one of the factors affecting economical success
of the new tool because it must fit in clamping systems used in the targeted market.

Therefore, clamping systems should be analysed and considered during the blank design.

Hence, in the most general case, six dimensions should be considered. However, usually
some of the dimensions are restricted by customer/market requirements, and cannot be
changed. The cutting diameter is usually given by applications. Therefore, this dimension is
given and cannot be changed without a serious reason. Most usually the minimum cutting
diameter isrestricted by tool manufacturing technology or tool fracture properties.

Two optimization parameters are considered during the blank design. The first one is
maximum tensile stress, which should be kept as low as possible. On the other hand stiffness
should be as high as possible. The third parameter which should aso be considered during the
tool blank design is a range of safe frequencies. Thisis not atypical optimisation parameter
like the other two. It is more important for recommendations of operating cutting parameters,

and it is more application related.

9.3.2 Rake angle optimization

Once the tool blank is designed and all its dimensions are defined, the cutting mechanism
should be studied. This is especialy important in micro milling because of various size
effects. It is generally not possible to use an experience as it is typical in macro scale cutting.
In this method FEA of cutting process (chip formation) is proposed as the best solution. It is
mainly because of deeper insight into cutting process than it is possible by experimenta
investigation.

During this phase should be studied:

e Theeffect of the tool rake angle on chip formation
e Theeffect of applied cutting conditions on chip formation
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Based on the information achieved from FEA, the most appropriate rake angle can be
chosen. Furthermore, the information about chip flow can be used for decision on the flute

depth. These two dimensions are the most important for the tool cross-section design.

9.3.3 Design of the tool cross-section

Once the tool blank is designed and the chip formation mechanism understood the tool
concepts should be proposed. This is done in two separate steps. In the first step the tool
cross-section is proposed and in the second step the 3-dimensional shape is proposed.

Hence, first the tool cross-section must be designed. This step requires designer’ s intuition
and experience. However, the cross-section should always be designed with a respect of
assumed tool manufacturing method. Generally, it is always advantageous to use simple
designs because these are easier to make. On the other hand, the tool cross-sectional area
should be the largest possible (without affecting the tool functionality). The most important
dimensions in this phase are: rake angle, depth of flute and clearance angle. Furthermore, in
this phase the designer must think about the applications of the proposed tool. Based on this
he should choose the number of flutes.

9.3.4 Concepts of the 3D shape of the tool

Thisis the second conceptual phase of designing process. In this phase are designed all 3D
features of the micro end-mill. Same as in the previous phase, aso this phase requires an
experience and imagination of the engineer. It is generally advantageous to propose several

concepts which are compared and optimised in the following step.

9.3.5 Optimisation of tool dimensions

This phase is generaly the same as the optimisation of the tool blank. Therefore, the
flowchart presented in section 9.3.1 can be followed aso in this phase. The optimisation
functions are the same: maximum bending stress and bending stiffness. However, the input
dimensions are different (can vary from design to design).

9.3.6 Numerical study of cutting conditions effects
Once, the nove tool is designed it should be analysed for its sensitivity to different cutting

conditions. Two analyses are proposed:
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1) Anaysis of tool sensitivity to direction of the applied force. This is very important
especialy in the case of micro milling, where the process uncertainties and tool
tolerances can cause variation of the cutting force direction. Hence, clearly the
sensitivity should be as low as possible. In ideal case the stiffness and maximum
stress should not vary when the force is applied in different directions. For this
purpose can be used FE stress analysis of the optimised tool with unit force applied
in different directions (from fully tangential to fully radial).

2) Analysis of tool sensitivity to different cutting conditions. In this analysis the tool
should be loaded by cutting forces (calculated by method presented in chapter 6) for
different cutting conditions. This analysis should identify the most suitable cutting
conditions which should be used with the proposed tool design. This analysis is
important because some micro end-mill designs can perform well with one set of

cutting parameters, but they can be absolutely unsuitable for another set.

9.3.7 CAM simulation of the tool manufacturability

This is the last theoretical phase of the method. It is generally used to verify
manufacturability of the new tool. However, it can aso be used for estimation of tool
manufacturing time and costs. The CAM simulations can also be used for development of
new manufacturing strategies (application of new technologies and optimisation of process

parameters).

9.4 Case study: Dual helix tool with freeform flute termination

In this case study is presented a practical application of the proposed methodology.
Particular analyses are used for design of amicro end-mill with anominal cutting diameter of
0.2 mm and cutting length of 0.5 mm. These dimensions were chosen because they are the
same ones as those of the commercia end-mills used all through this research. This makes it
easier to compare predicted performance of the new tool with performance of the commercid

ones.

The example represents a roughing tool designed for manufacturing of micro moulds.
Hence, a typical workpiece material machined by this tool is similar steel as the one used in

the previous chapters.
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9.4.1 Design of the tool blank

(1

Shank part ~| - Neck part ~ Cutting part

(a) Overall view of a typical micro end-mill

V
__>
Flutes Effective flute

termination | length

i

Under-neck

(b) Detail of tool cutting zone (c) Cross section view

Fig 9.16: lllustration of micro end-mill geometry

In the first phase, the tool blank must be designed. According to the methodology this
involves an optimisation of the main tool dimensions with respect to maximum stress and
stiffness. Natural frequencies of the tool blank should be also considered in this phase.

The first step of the methodology is an identification of the dimensions which can be
optimized. In fig. 9.16 is shown atypica micro end-mill with its main dimensions. In total 15
different dimensions can be identified in the figure. However, not al of them are relevant for
the tool blank design. Only the following el gth must be considered: total tool length (1), shank
length (Is), neck length (1), cutting part length (l,), shank diameter (Ds), cutting part diameter
(D¢), neck angle (y) and fillet radius (r). Furthermore, the total length and the neck length are

dependent on some of the other dimensions. Hence, only six dimensions are independent.
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However, in the reality not all of these six parameters can be varied. The shank diameter is
defined by standard tool holders (or customer requirements). Furthermore, the total length,

the cutting length and the cutting diameter are in this study kept constant.

Hence, only two dimensions are considered as variable inputs. the neck angle and the fillet
radius. The upper and lower limits for the neck angle are set to 5° and 40° respectively, and
an analysis step is 5°. This means that eight different neck angles are analysed. The studied
fillet radii are between O mm and 1 mm with a step of 0.25 mm. Hence, the total optimisation
space has eight by five members asit isillustrated in tab. 9.1.

Tab. 9.1: Optimization space

Meck
angle 5° 10° 15° 20° 25° 30° 35° 40°

Fillet

0.00 mm | OUT11 OUT12 OUT13 OUT14 OUT15 OUT16 OUT17 OUT18

0.25mm | OUT21 0OUT22 O0OUT23 OUT24 OUT25 O0OUT26 OUT27 OUT28

0.50 mm | OUT31 OUT32 O0OUT33 OUT34 OUT35 O0UT36 OUT37 OUT38

0.75 mm | OUT41 0OUT42 O0OUT43 OUT44 OUT45 O0OUT46 OUT47 0UT48

1.00 mm | OUT51 OUT52 OUT53 OUT54 OUT55 O0OUT56 O0OUT57 OUTS58

For each of the members are calculated three different outputs: stiffness, maximum tensile

stress and the first natural frequency.

200 T

Sitffness (MPa/mm)
o
o

0.75 - 35 40

05 L e Tos 30

Fillet radius (mm) 10 Neck angle ()

Fig 9.17: Predicted effect of the neck angle and the fillet radius on bending stiffness
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In fig. 9.17 is plotted stiffness as a function of the fillet radius and the neck angle. The
function has a non-linear trend in both directions. Generally it can be concluded that bigger

neck angle together with bigger fillet radius result in higher stiffness.

O

—_ —_
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(=] o
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1
N

Maximum tensile stress (MPa)
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Neck le (°
eck angle (7) Fillet radius (mm)

Fig 9.18: Predicted effect of the neck angle and the fillet radius on maximum tensile stress

The graph in fig. 9.18 shows results of the stress analysis. Also in this case, the best
combination is the largest neck angle and the largest fillet radius. However, the trend of this
function is not as obvious as in the case of stiffness. In the case of absence of fillet radius
(r = 0 mm) the maximum stress has growing tendency with increasing neck angle, as in the
case of r = 1 mm, the trend is reverse. This shows the importance of this analysis.
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Fig 9.19: Combined optimisation function
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Although in this particular case the optimal solution is evident (the largest fillet radius and
the largest neck angle), in some other cases it might not be as simple. Especialy in the case
when more dimensions are considered, the relations might become more complex and the
decision is more difficult. Therefore, it is always a good practice to follow the next step of the
methodology and calculate the combined optimisation function. Such function is plotted in
fig. 9.19. As expected, this function has its minimum when the radius of 1 mm and the neck
angle of 40° is used.

Except stiffness and tool maximum stress the first natura frequency is analysed in this
case study. The relation between the first natural frequency and the neck angle is shown in
fig. 9.20. From the figure is evident that he fillet radius has no recognizable effect on the
frequency. On the other hand, the natural frequency has a decreasing tendency with
increasing neck angle. Rapid reduction of the frequency may be observed especially for
angles <20° and then the reduction slows down. However, the natural frequency was found to
be sufficiently high in all studied cases. For example for neck angle 20° the frequency is
8 500 Hz. This frequency is much higher than a usual tool rotational speeds (usually the
exciting frequencies are up to 2 000 Hz). Therefore, this characteristic does not affect tool

performance and further analysis is not necessary.

4
1_5110

1.5 '— Radius 0 mm
—Radius 0.5 mm
|— Radius 1 mm
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-
-
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Fig 9.20: Predicted effect of the neck angle and the fillet radius on the first natural frequency
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The fina tool blank proposed in this case study is shown in fig. 9.21. According to the
theoretical results the most appropriate neck angle would be 40° and fillet radius 1 mm.
However, because of concerns with tool manufacturability halved neck angle (20°) is actualy
used.

45,0 -

Fig 9.21: Micro end-mill blank

9.4.2 Rake angle optimisation
The next phase of the methodology describes an approach of designing rake angle. FEA is
suggested as the main analysis tool for this phase. In this section is presented a practical use

of this approach and discussed its pitfalls and difficulties.

Except of rake angle optimization, the calculated data can be also used for estimation of
minimum flute depth. This dimension is much more critical in micro milling than it isin
conventional milling. Evidently, the main attempt is to provide sufficient space for fluent
chip removal. Hence, bigger flute depth seems to be more suitable. Insufficient flute depth
can lead to chip stacking, what can lead to undesirable BUE effect. On the other hand thereis
a clear relation between the core diameter and flute depth. Any increase of one of these
dimensions will result in reduction of the second one. However, as tool stiffness was
mentioned as of the main issues, the core diameter should be as large as possible. These two
requirements (maximum flute depth and maximum core diameter) are contradictory. FEA is

assumed to give a useful indication for solving this issue.
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Description of the FE model

Two-dimensional explicit transient FEM analysis with arbitrary Lagrangian-Eulerian
formulation (ALE) was used for an analysis of chip formation. The ALE formulation was
used only on the part of the model, where are expected large deformation (see fig. 9.22). The
ALE formulation was chosen because of its suitability for solving large deformations
involving contacts. Comparing to traditional adaptive meshing techniques, the mesh based on
ALE formulation has fewer elements, and therefore, it is computationally less expensive.
Furthermore, application of this formulation reduces a risk of appearance of singular (highly

distorted) elements which cause computational instabilities.

The whole model contains approximately 5 000 el ements; depending on a feed rate used in
the particular case. The analysed rake angles vary from -10° up to +10° with a step of 5°. All
the rake angles are analysed for feeds of 2 um/tooth, 4 um/tooth and 6 pm/tooth. The
rotational speed used for all analysesis 30 000 rpm and the depth of cut is 100 um. The tool
ismodelled as a rigid body with prescribed rotation and translation. Depth of flute used in the
analyses is 20 um. The cutting edge radius was measured from different micrographs
acquired during this research and the average value of 1.5 um was used in al of the analysed

cases.

translational
speed

rotationa
speed

Workpiece mesh /
\ x

Rigid tool mesh

A
au
HH ALE domain \\ “
[RaRA!
A
2 l-l________‘____ . . /1L
[ Boundary conditions

Fig 9.22: Finite element model used for analysis of chip formation
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Workpiece material used in this analysisis 42CrMo4 steel. The material model used in this
research is Johnoson-Cook material model [130]. This model was developed for modelling of
plastic behaviour of ductile materials and is the most widely used model in chip formation
analysis. Theyield limit in thismodel is given by:

a=(A+B-e")-<1+c-lni)-[1—(ﬂ)ml (9.7)
P S.O Tmelt_TO .

where ¢ is the equivaent plastic strain, &, is the equivalent plastic strain rate, T is the
temperature, and A, B, C, n, m, Ty, Thet and ¢o are material parameters. The material
parameters were adapted from Pantalé [102] and are listed in tab. 9.2.

Table 9.2: Johnson-Cook material law parameters for the steel 42CrMo4 [102]

Constant Value Unit
A 595 MPa
B 580 MPa
C 0.023 -

n 0.133 -

m 1.03 -

T et 1793 K
To 300 K

Except of the plasticity model, damage law is necessary to simulate unsteady-state metal
cutting. Johnson-Cook damage law [131] is used in this research. The damage is calculated
for each element and is defined by:

s 08

&
where Ag,, is the increment of the plastic strain and Ezj: isthe equivalent fracture strain.

The expression for the equivalent fracture strain is given by:

1—Ds - (ﬂ)ml (9.9)

. g
e = (Dy+ Dy el (1 +D, - ln;i) T

The parameters D;, D, D3, D4, Ds were again taken from Pantalé [102] and they are listed
intable 9.3.
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Table 9.3: Fracture parameters for the 42CrMo4 steel [102]

Constant Value
D, 15
D, 3.44
Ds -2.12
D4 0.002
Ds 0.1

The classical Coulomb friction is used to model the tool-workpiece contact zone.
According to this law two bodies are assumed to stick together if T; < W7, and dip if
Ti = Ty, where T; and T, represent magnitudes of the tangential and normal force and pisa
friction coefficient. The friction coefficient used in this work was again adapted from Pantalé
[102] and itsvalueis 0.3.

Results and discussion

S, Mises S, Mises
(Avg: 75%) (Avg: 75%)
+2.154e+03 +2.154e+03
+1.975e+03 +1.975e+03
+1.795e+03 +1.795e+03
+1.616e+03 +1.616e+03
+1.436e+03 +1.436e+03
+1.257e+03 +1.257e+03
+1.077e+03 +1.077e+03
e e
+7. e+ Y +7. e+
+5.386e+02 i +5.386e+02 .
+3.591e+02 +3.591e+02 \
+1.795e+02 A +1.795e+02 e,
+0.000e+00 +0.000e+00

(a) The tool with the rake angle -10°, (b) The tool with the rake angle -10°,
position 1 position 2
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(c) The tool with the rake angle +10°, (b) The tool with the rake angle +10°,
position 1 position 2

Fig 9.23: Results of the chip formation analysis

166



As first it should be mentioned that the stresses and the forces calculated in this analysis
cannot be verified experimentally. The main reason for this is the two-dimensionality of the
model. Hence, the modelled cutting process does not represent an oblique cutting (typical for
milling) but an orthogonal cutting. However, the analysis results can be used as an indication
of the rake angle effects. It is a'so worth to mention that the same simplification is used by
majority of researchers and it is assumed to be reliable. The reason for using 2D orthogonal
model is the extreme demand of computational power needed for simulating 3D cutting
process. Furthermore, with the current computational methods it is not possible to use parallel
processing for such type of analysis, and therefore, an increase of number of processors does

not lead to required reduction of computational time.

In fig. 9.23 are shown stress distributions cal culated for tools with the rake angles of -10°
and +10° respectively. In both cases are shown two different positions, the first position isin
approximately middle of the cut and the second one in three quarters. The feeds are in both
cases 6 pm/tooth. Hence, these two cases represent the maximum and the minimum analysed
rake angles and the largest analysed feed (and also uncut chip thickness). Hence, no of the
other analysed cases should result in a larger chip. It is evident that in the case of the tool
with rake angle of -10° the chip is significantly more massive. Its cross-sectional thicknessis
approximately 25% larger than in the case of the tool with rake angle of +10°. On the other
hand, the chip is approximately 25% shorter than the one formed in the second case. Another
thing which can be identified from fig. 9.23 is that the maximum equivalent stress generated
in the chip is approximately same in both analysed cases. This indicates that the modification

of the rake angle will not have a significant effect on properties of the generated surface.

Another important factor is the maximum cutting force. In fig. 9.24 are plotted the
calculated forces as functions of the rake angle. The forces are calculated for three different
feeds. From these results, it is evident that the effect of the rake angle is significantly stronger
in the case of larger feeds. When the feed of 6 um/tooth is used, the difference between the
maximum cutting forces is ~ 25%, whereas in the case of 2 pm/tooth the difference is only
~7%. Thisis avery important finding with a significant effect on the tool design. Generaly,
in the case of roughing tools, when larger feeds are desirable, it is aways a good practice to
use the maximum positive rake angle, while in the case of finishing tools even negative rake

angles can be considered as suitable. The results well correspond to the preliminary
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expectations that the effect of the rake angle is not significant for very small uncut chip

thicknesses.

A0

— f.= 6 pmftooth
0.5 4 — f.=4 pmftooth |
— f,= 2 pmftooth

Maximum cutting force (N)

0 . . . . . ;
-2 10 8 6 -4 -2 0 2 4

Rake angle (°)

10 12

(93]
o

Fig 9.24: The effect of the rake angle on the resulting cutting force

Because the designed tool in this case study is proposed for roughing operations, larger
feeds are desirable. Hence, obvioudly the largest positive rake angle should be used.
Therefore, the rake angle of +10° will be used in the next step. Furthermore, the simulations
indicate a suitability of the flute depth of 20 um.

9.4.3 Design of the tool cross-section

In the previous section were chosen two main dimensions of the tool cross-section. The
final cross-section shape is designed so that the cross-sectiona area would be the largest
possible (without limiting the tool functionality). In fig. 9.25 are compared the cross-sections

of the proposed tool (red) and the commercia tool (black).

The proposed cross-section has simpler geometry and more robust geometry than the
commercia tool. The novel design takes in considerations the manufacturing limitations and
promise higher stiffness than the commercial design. Also, unlike the commercial design the

novel design has a positive rake angle.
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Fig 9.25: Comparison of the proposed and commercial micro end-mill cross-sections

9.4.4 Concepts of the 3D shape

This phase of tool design is the most innovative one. It desires an intuition and experience
with designing of similar products. Generally the designer should come with several possible
solutions which will be further analysed and optimised. In this case study are assumed three
different design concepts. All three are based on a free-surface termination of the cutting
edges. This solution enables maximum smoothing of the transition between the core and
outer tool diameters. Hence, the most dangerous sharp edges and corners can be eliminated.

The proposed concepts are shown in fig. 9.26.

The first concept (fig. 9.2649) is the simplest one. In this case the cutting edge continues
through the transition zone with an unchanged angle as it is defined for the cutting zone.
Simultaneously tool core is gradually changing until it reaches the cutting diameter. Than the
transition zone is meshed by small surfaces defined by 3D sp-lines. This approach enables to
produce a smooth transition between the core diameter and the outer diameter. The design

concept with highlighted transition zone is shown in fig. 9.26b.

The second concept is based on an assumption that the continuation of the cutting flute, as
it was done in the first concept, affects a large portion of the tool circumference. This is,
however, not desirable. Therefore, the helix in this case is fluently transformed to the edge
paralel with the axial direction. Also in this case, the transition zone is defined by a mesh of
sp-lines with fluent shapes. This design concept is shown in fig. 9.26c¢.
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The last design concept is a compromise between the previous two. In this case the cutting
edge helix angle is fluently transformed into a much shallower termination helix angle. In this

design concept the termination helix angle is 10°. This design concept is shown in fig. 9.25d.

(a) Commercial micro end-mill (b) First design concept

(c) Second design concept (d) Third design concept

Fig 9.26: Design concepts of new micro end-mills

9.4.5 “Chip pullout”

In this stage it is good to mention one of the common mistakes of industria tool
manufacturers. All industrial manufacturers spend time and effort on designing of so called
“chip pullouts’. This geometric feature is assumed to lead the removed chip away from the
cutting zone and pull it out to space. A typica example of this geometry is shown in fig.
9.27a. And the expected chip flow isillustrated in fig. 9.27b.

The “chip pullout” geometry is usually copied from macro tools and its effects on the tool
breakage are not analysed. However, it is questionable whether it has any positive effect in
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the case of micro milling. Chips formed during micro milling are very light, e.g. chip formed
during full dotting with feed of 6 um/tooth and axial depth of 100 um is approximately
1.8ug. Hence it might be assumed that once the chip is fully removed from the workpiece it

wiil be pulled by air flow. Thus, a study of the air flow can give an idea about chip disposal.

“Chip pullout”

(a) A typical geometry of chip pullout (b) Expected path of a removed chip

Fig 9.27: Pullout of commercial tools

For this purpose is used a CFD analysis of air flow around a rotating micro end-mill. The
anaysis is performed with FLUENT 6.3. Classical k-¢ turbulent model with enhanced wall
treatment is used in this study. Starting CFD mesh has about 1 million cells with high mesh
density in the zone closed to the tool; average cell edge length in this zoneis 1 um. Adaptive
remeshing technique is used during the simulations. This technique automatically refines the
mesh always when an increment of pressure inside a cell exceeds a critical value. This

approach is commonly used in CFD analyses and helps to minimize a numerical error.

Five different rotational speeds analysed in this study are: 1 rpm, 10 rpm, 100 rpm, 1 000
rpm and 10 000 rpm. In fig. 9.28 are shown streamlines for two limiting speeds (1 rpm and
10 000 rpm). In the first case, the streamlines tend to follow the cutting edges. Hence, in this
case the chip can theoretically rich the location of chip pullout. However, this speed is
unredlistically low and would never be used in any machining process. On the other hand, the
speed of 10 000 rpm represents a redlistic case. However, al streamlines in this case are in
planes perpendicular to the axis of rotation and do not show any tendency of following the
cutting edge. Hence, the chip is predicted to flow away immediately after it is fully separated
from the workpiece. Similar air flow trends are clearly noticeable aready with low speeds of
10 rpm.
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(a) Tool rotation of 1 rpm (b) Tool rotation of 10 000 rpm

Fig 9.28: Air flow inducted by the tool rotation

Hence, the results of this study indicate that realisticaly the chip will never reach the
location of the pullout. Hence, an effort of designing these geometrical features has no
positive effect on cutting process and it should not be included in micro end-mill designs.

Finally, it should be noticed that the simulations presented here are very simplified
comparing to the real life situations. However, the assumption about pointlessness of the
complicated pullouts was confirmed by some other researchers (P. Li and A. Massimiliano)
who have used high speed cameras in their research. Their observations confirm that the
chips flow away immediately after they are separated and do not follow the cutting edge up to
the pullout geometry.

9.4.6 Optimisation of tool dimensions

The next step of the micro end-mill design is an optimization of the tool dimensions. In
this cases study are optimised only two dimensions:. the helix angle and the transition length
(see fig. 9.29 to fig. 9.31). However, in some other cases more dimensions might be

considered.

For this purpose al three concepts with different helix angles and transition lengths are
analysed by static FEA. The helix angles vary from 10° up to 50° with a step of 10°. The
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transition lengths vary from 100 um up to 500 pum with a step of 100 um. Hence, 25
simulations are run for each tool. The applied cutting parameters used in this study are:
f, = 2 pum/tooth, a. = 20 um and a, = 100 um. The cutting forces are applied in the same
manner as it was presented in chapter 7. Therefore, it will not be further discussed here. It is
just worth to mention that the variable helix angle affects the force distribution over the
cutting edge as well as the total cutting force and its direction. Hence, the cutting force must

be calculated specially for each of the analysed cases.

Although the methodology states that both stiffness and maximum bending stress should
be considered as optimisation parameters, in this case study is analysed only the stress. This
is because the tool is proposed for roughing, and therefore, the stiffness is not an important
issue. Generaly the quality and accuracy of the semi-finished product is not as crucial. The
main reason for roughing is a remova of a majority of the unwanted material. This
manufacturing phase is usually planed to reduce the work load for finishing operations. This
shows that the methodology should always be used with a consideration of the tool
applications and it should not be blindly followed step by step.

The resulting maximum stresses for the first concept are shown in fig. 9.29. It is evident
that the stress reduces with increasing helix angle and decreasing transition zone length.
However, in the case of the shallowest helix angle can be observed an increase of the
maximum stress on both limiting transition lengths of transition. The function reaches its
minimum when the shortest transition length is combined with the largest helix angle.
However, this would cause difficulties during the tool manufacturing, and therefore, it was

decided to use helix angle of 40° and the transition length of 200 pm.

The other two concepts show different trends of the stress. Generdly, they also show
stress reduction with increasing helix angles and decreasing transition lengths. However,
there is no increase of the stresses in the case of combination of short transition lengths and
shallow helix angles. On the other hand, a clear saddle can be observed when the transition
length is approximately 300 um and helix angleis over 30°. Same asin the previous caseit is
assumed that the tool with the helix angle of 50° would be difficult to manufacture with the

current manufacturing methods. Therefore, the transition length of 300 um and the helix
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angles of 40° are chosen for these two tool designs. The results of the anayses for the

versions 2 and 3 are shown in figs. 9.30 and 9.31.
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Fig 9.29: The dependency of the maximum tensile stress on the transition length and helix angle,

design concept 1
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Fig 9.30: The dependency of the maximum tensile stress on the transition length and helix angle,
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9.4.7 Sensitivity analysis

The sensitivity of the tool to the applied force direction is another important factor which
must be considered during designing process. The cutting force is influenced by many input
factors such as tool wear, workpiece micro structure, machine tool vibrations or tool
inaccuracies. All these factors are variable during cutting process, and therefore, it is
impossible to predict the resultant cutting force direction absolutely accurately. In micro
milling these uncertainties are significantly higher than in the case of macro milling.
Therefore, micro end-mills should always have as low sensitivity to the cutting force

direction as possible. This helps to increase the predictability of tool performance.

For this reason the optimized tool concepts were loaded by a unit force applied in different
directions from 0° to 90°. The angle of 0° corresponds to a fully tangential force as the angle
of 90° corresponds to a radial force. For the comparison reasons, the sensitivity of the
commercia tool was aso analysed. The results of this analysis are plotted in fig. 9.32. In the
left graph is plotted tool bending stiffness as a function of the applied force angle. The
commercia tool shows the lowest stiffness from al of the analysed cases. Furthermore, the
difference between the maximum and the minimum stiffness of the commercial tool is 17
N-mm™. Thisis more than in any other analysed case. Hence, clearly the commercial tool is
more sensitive and has lower stiffness than any of the proposed tool designs. The tool design
version 2 and 3 show very similar stiffness. However, the second version is less sensitive to
the direction of the applied force. Therefore, from this point of view the second tool design is

the most favourable. However, the third tool design isagood alternative.
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Fig 9.32: Dependency of the stiffness and maximum tensile stresses on the cutting force direction
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The second graph shows the calculated maximum stresses. Obvioudly in this case the
minimum values are preferred. Clearly the original design represents the worst of the tested
cases. In this case the lowest stress is evoked by fully radia force. This is, however,
absolutely unrealistic to appear during real machining process. At the redlity, the
experimental forces measured during this research aways fit to range between approximately
10° and 30°. The lowest stresses on this range show the tool version 3. It aso shows the
lowest sensitivity to the direction of the applied force. Hence, from this point of view the
third tool design is unbeatably the best one.

9.4.8 The cutting conditions effects on the tool inner stresses

Tab. 9.4: Cutting conditions used in a study of the novel designs

Feed Width of cut  Depth of cut

(um/tooth) (um) (um)
Test 1 4 20 50
Test 2 4 20 100
Test 3 4 20 150
Test 4 4 20 100
Test5 4 60 100
Test 6 4 100 100
Test 7 2 20 100
Test 8 4 20 100
Test9 6 20 100

In the subsection 9.4.6 the tool was analysed only for its response to one set of cutting
parameters. However, in the rea life various cutting conditions may be required. Therefore,
in this section the tool is analysed for its response to three different sets of cutting parameters.
The applied cutting parameters are listed in tab. 9.4 and they can be divided into three groups.
The first three tests have variable depth of cut, whereas width and feed are fixed to
4 pm/tooth and 20 um respectively. In the second group of tests are fixed the feed (4
pm/tooth) and the depth of cut (100 um), whereas the width of cut is variable. In the last
group is variable the feed. The width of cut is fixed to 20 um and the depth of cut to 100 pm.
In al cases were calculated resultant bending stresses. The same method as the one described

in chapter 7 was used.

The maximum tensile stresses are shown in fig. 9.33. In al of the investigated cases the
three new designs show significant decrease of stresses. The average stress reduction

comparing to the commercial tool is: 40% for the design no. 1, 42% for design no. 2 and 46%
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for design no. 3. Hence, this study confirms the findings from the previous section that the

third tool design isthe most promising one.
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9.5 Summary

The effects of the cutting conditions on the tools inner stresses

In this chapter is presented a systematic methodology for designing of micro end-mills.

The methodology is based on the knowledge gained during the experimental and theoretical

research covered in the previous chapters. It takes in consideration the major challenges of

micro end-milling. The chapter is divided into three magor parts. In the first part are

comprehensively discussed all the main factors which must be considered during the tool

design. In the second part is proposed the methodology for designing of micro end-mills, and

in the third part is the method demonstrated on a case study.
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In the case study is designed a roughing tool. The tool is adua helix micro end-mill with
the cutting diameter of 0.2 mm. The theoretical data covered in the case study show a great
potential of the newly proposed design. The novel tool shows higher stiffness (~30%), lower
maximum stress (~40%) and lower sensitivity than the original commercial design. However,

it must be mentioned that the theoretical results are not verified.

The presented method is the first one which takes in account as wide range of different
scaling effects and is designed with a respect of micro-milling challenges. Because a typical
micro end-mill is extremely sensitive tool, it is expected that the tool manufacturers will have
to change their policy and start to produce large variety of specialised tools. Therefore, it is
expected that systematic methods, such as the one presented here, will be highly desirable in
the near future.
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10. Conclusions and recommendations

10.1 Conclusions
In chapter 3 were set four main objectives of this research. All these objectives follow one

common aim of increasing reliability of micro milling process.

Objective 1: ldentify the main factors affecting tool performance and develop an

understanding of them

In the first stage of this research were performed benchmarking tests comparing
performance of tools with two different cutting diameters. The first type of tools had cutting
diameter of 0.2 mm. These tools were the smallest ones available in the market at the time of
beginning of the research. On the other hand, the second tool type had cutting diameter of
1 mm. These tools are on a boundary between conventional and micro milling. Furthermore,
in both cases were used coated and uncoated tools. This helps to investigate effects of the
coating in micro milling. During the tests were measured all the major process characteristics

such as cutting forces, wear progression and generated surface roughness.

Wear patterns observed during the tests have not confirmed any difference between
various tool types. Hence, it may be concluded that the wear mechanismsin micro milling are
the same as those in conventional milling. As the dominant wear mechanism was identified
tool abrasion. However, also cutting edge chipping and adhesion of workpiece material on
the cutting edge were observed during the tests. The adhesion was identified as a dangerous
wear mechanism resulting in BUE. The force measurements also indicate that BUE appears
frequently and has a strong effect on cutting process (sudden increase of cutting force acting
on one cutting edge and reduction of the force acting on the second edge). However,
experiments with higher cutting speeds, performed later in this research, have shown that
BUE becomes less important if cutting speed is increased.

The force measurements have identified one of the major differences between micro
milling and conventional milling. Although a theoretical volume removed per cut was
reduced by 125 times when 0.2 mm tools were used, the maximum cutting force has reduced

only 5 times. This indicates an enormous increase of specific cutting energy in the case of
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micro milling. It is assumed that the main reason of this increase is the reduction of uncut
chip thickness to the level closed to cutting edge radius. This leads to ploughing dominant
cutting mechanism which generates higher cutting forces than shearing dominant mechanism
(typical for conventional milling). However, this assumption needs to be further investigated.

Surface roughness generated by @0.2 mm and @1 mm tools was found to be
approximately the same. This observation is contrary to geometrica surface roughness
modelling methods (based on assumption that surface roughness can be calculated from the
cutting edge path). Furthermore, with progressing tool wear the surface quality generated by

@ 0.2 mm tools reduces faster than in the case of @ 1 mm tools.

One of the major issues of micro milling identified during this research is premature tool
breakage. This issue was observed only when @0.2 mm tools are used. Hence, it is a clear
difference between conventional and micro milling. Furthermore, it was found difficult to
predict tool breakage in advance. Milling distance, removed volume or machining time do
not show any signal of imminent tool breakage. As the main reason of this unpredictability
were identified large dimensional tolerances of micro end-mills. Therefore, stress analysis is
assumed to be essential for prediction of tool breakage.

The coating was found beneficia in both studied cases. It reduces tool wear and
consequently it has also a positive effect on cutting force increments. Furthermore, in micro
milling aso a positive effect of the coating on tool breakage was observed. The coated tools
withstand higher forces and break later than uncoated ones. It is assumed that the coating has
an ability to cover surface imperfections in form of micro cracks and machining marks. The
coating also smoothes sharp edges and corners, and therefore, reduces maximum stresses.
The only negative effect of the coating was observed on the surface roughness. Surfaces

generated by coated tools are generally rougher than surfaces generated by uncoated tools.
Objective 2: Based on the knowledge, propose a tool life prediction method

The knowledge gained from the experiments indicates importance of tool breakage
prediction. Thisis different from conventional milling where no tool breakage was observed.
Especidly the very small micro end-mills with diameters bellow approximately 0.3 mm are

extremely liable to break. The importance of this issue increases with reducing tool diameter.
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Furthermore, it is not possible to prevent the small micro end-mills to break (this is because
of continuous growth of cutting forces due to tool wear). Hence, clearly the tool life has a

different meaning in micro milling than in conventional milling.

In this research was developed a systematic micro end-mill life prediction method. The
method shows a great potential for industrial applications. Experimentally validation has
shown a good agreement of predicted tool lives with the reality. The method is based on FE
stress analysis and statistical analysis of real tool dimensions. The main novelty of this
method isin application of statistical distribution of tool dimensions instead of using nominal
ones as it is usual. Thanks to this approach, tool life is predicted in a form of risk of tool
breakage.

Objective 3: Investigate possibilities of tool life extension through improvements of tool
geometry

Tool geometry is another important issue of micro milling. Although it is well known fact
that the reduction of tool diameter has strongly negative effect on bending stress and
stiffness, the current tool designs do not respect it. The commercial micro end-mills were
found to be a scaled down copies of conventional end-mills. This practice is, however,
absolutely inappropriate and needs to be changed. It is evident that because of micro end-mill
predisposition to premature breakage, micro end-mills must be designed with much higher
attention than conventional tools. There is a large number of factors affecting tool life in
micro scale. In this research were identified as the most critical:

e Tool wear, which leads to increase of cutting forces.

e Sharp geometric features in exposed zones (concave edges and sharp corners)
representing dangerous stress concentrators.

e Low bending stiffness, which leads to higher machining errors and aso to higher

bending stresses.

Hence, it is evident that the challenge is to reduce tool bending stresses and increase tool
stiffness. As the best solution seems to be reduction the number of sharp geometric features

and the remaining ones relocate to less critical zones. One of the possible solutions is to use
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designs with variable helix angles. Furthermore, the tool geometries should be designed with

aminimum number of features and with the highest possible cross-sectional area.

Another important issue is tool sensitivity to the cutting force direction. Especidly in the
case of micro milling, the direction of resultant force is highly instable. This is because of
high effect of various uncertainties, chatter, and also because of the effect of tool wear.
Therefore, the micro end-mills should be designed with alow sensitivity to the resultant force
direction.

On the other hand, the theoretical analysis indicates low importance of tool unbalance.
This is very different from the conventional milling, where tool unbalance is an important
issue causing machining errors. The finding that tool unbalance is not critical in micro
milling opens new possibilities. Unbalanced single flute tools may be designed with
maximized core cross-section. This can be used for new highly stiff designs which can

significantly increase tool life.

The research also highlighted a need of specialised designs for various applications. This
issue arise from extreme sensitivity of micro end-mills to various factors. This leads to
necessity of a systematic designing method which can speed up and utilise development of

new micro end-mills.
Objective 4. Develop a systematic methodology suitable for micro end-mill design

Based on the knowledge gained during this research a systematic methodology for micro
end-mill design was developed. The main novelty of this method is in its broad scope of
issues which are considered. In this sense it is the first systematic method tailored for micro

end-mill design.

The method was presented on a case study in which a roughing dual helix micro end-mill
was developed. The theoretical results achieved in this case study show approximately 45%
reduction of bending stresses within the proposed tool comparing to the commercial one. This
reduction was achieved by two main improvements of the tool geometry. First the tool cross-
section was redesigned as a larger cross-sectional area was achieved. Secondly, the cutting
edge termination zone was a so redesigned so that a fluent termination could be achieved.
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Main contributions of knowledge are:

e The effects of the coatings on micro end-mill life were identified. Except of well
known effect on tool wear, a positive effect of coating on tool breakage was observed
(the coated tools withstand higher cutting forces). This effect of the coating was not
yet described in relevant literature by anyone else.

e The effects of dimensional tolerances on micro end-mill stresses were quantified.
Although, the quality of micro end-millsisawell known issue, nobody has quantified
it so far. The theoretical results in this thesis are the first ones identifying the scale of
this effect.

e A new tool life prediction method was developed. The method is based on a new
approach combining statistical analysis of tool dimensions and analytically-numerical
models. This method is the first one able to give redlistic prediction of micro end-mill
life.

e Systematic methodology for designing of micro end-mills was proposed. Although,
some of the researches have presented new micro end-mill designs, none of them has
considered as wide range of scaling effects as it is presented in this thesis. Hence, the
methodology is the first one considering various challenges including chip formation,

tool breakage and manufacturability.

10.2 Recommendations for future research
The results and conclusions drawn from this research lead to the following

recommendations for further research:

e Determination of cutting force model coefficients by FEA of chip formation.

e Further validation of the proposed methods.

e Extension of the tool life prediction method by implementation of other relevant
factors.

e Exploitation of the methods by their implementation in commercia software.

e Development of novel coatings preventing tool breakage.
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Deter mination of cutting force model coefficients

The method of cutting force determination shows a good agreement with experimental
data. However, the weakness of the method is in determination of the specific cutting energy
and the proportiona constant. These coefficients are determined experimentally, and they are
assumed to be the main cause of model errors. Furthermore, the coefficients must be
determined from full slotting milling. This is, however, very difficult in the case of
machining of hard materials with very small micro end-mills. It is assumed that in some cases
it isnot possible to achieve these coefficients experimentally at all. A possible solution of this
issue is determination of the cutting force model coefficients from numerical simulations of
chip formation. Such approach was recently proposed by S. Afazov [84]. This model is
clamed to give accurate predictions of micro milling cutting force. It is recommended to
exploit possibilities of this approach and implement it into the method used in this research.

Validation of the proposed methods

Although the methods developed in this research show high potential, they should be
further validated. This is, however, a challenging task because of large variations of micro
end-mills. For example, the tool life prediction method was validated by three different sets
of tests (each with 15 repetitions). These tests have shown a good correlation with the
predicted tool lives. However, further validation with more repetitions and wider range of
cutting parametersis still required. Furthermore, avalidation of the method for more complex
machining strategies should be also performed.

Extension of thetool life prediction method

The tool life prediction method presented in this thesis shows a good agreement with
experimental tests. The method, as it is presented here, implements the effect of tool
dimensional tolerances and uncertainty of maximum cutting force progression. However, in
real machining process are presented also other uncertainties such as tool run-out, cutting
edge chipping, BUE or chatter. Their effects have not been studied in this research, but they
are assumed to be important source of errors. Therefore, it is essentia to continue in
development of the method and implementation of the further factors.
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Furthermore, the method in the current state predicts only tool life. Although, thisis very
important information for estimation of final product costs and machining times, further
information about the product quality is required. Hence, it is suggested to implement the
surface quality and product accuracy prediction method.

Exploitation of the methods

The methods (especialy the tool life prediction method) give new opportunities for
industry to predict product costs and delivering times. This information helps to increase the
competitiveness of micro milling. However, before the potentia of the proposed methods can
be fully exploited, they must be offered to industry in an easy to use form. As the best
approach seems an implementation of the methods into existing software. However, before
this will be possible, the compatibility of the methods with existing approaches must be
increased. For example, it is not comfortable to prepare the workpiece model by direct
numerical prescription of the geometry as it was done here. It would be much more
comfortable to use capabilities of existing CAD/CAM software. Furthermore, by combining
the newly developed methods with capabilities of existing CAM software, new cutting
parameters optimisation methods can be devel oped.

Development of novel coatings preventing tool breakage

During the experimental study included in this research was identified a new effect of tool
coating. The coating helps to increase the critical force (force acting on the tool in the
moment of breakage). It is assumed that the coating mask surface defects and smooth sharp
edges. However, this effect of the coating was not further studied in this research. Therefore,
it is recommended to research new coating materials and new coating structures. It is
assumed, that by application of nano-layered tough coatings the tool life can be further
improved.
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Appendix B: An example of an analysis of a hew micro
end-mill

Every new tool used in this research was comprehensively analysed by SEM and EDS.
This analysisis essential for good knowledge about tool geometry and material composition.
The images were also used for qualitative evaluation of the tools. Any distinctly defected and
abnormal tools were not used for further research.

The SEM images were aso used during preparation of the tool models used for stress
analyses. Furthermore, knowledge gained from the SEM analysis was used in chapter 7 for

determination of the tool tolerances and in chapter 9 for FEA of chip formation.

B.1 SEM analysis

Every tool was studied from four different sides and from front. This method gives a very
comprehensive knowledge about tool geometry. In the following figures are shown examples
of SEM images of the tool from different sides. Magnifications used in this analysis are: 100x
(representing overall tool geometry), 350x (detail of the tool tip) and 800x (detail of the
cutting edge).

Fig B.1: Front view of @0.2mm uncoated tool (350 times magnified)
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(a) Overall view (mag. 100x)

(b) Tool tip view (mag. 350x) (c) Cutting edge detail (mag. 800x)

Fig B.2: SEM images of first side of a typical uncoated micro end-mill
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(a) Overall view (mag. 100x)

(b) Tool tip view (mag. 350x) (c) Cutting edge detail (mag. 800x)

Fig B.3: SEM images of second side of a typical uncoated micro end-mill
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(a) Overall view (mag. 100x)

) 30deg view

(b) Tool tip view (mag. 350x) (c) Cutting edge detail (mag. 800x)

Fig B.4: SEM images of third side of a typical uncoated micro end-mill
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(a) Overall view (mag. 100x)

(b) Tool tip view (mag. 350x) (c) Cutting edge detail (mag. 800x)

Fig B.5: SEM images of fourth side of a typical uncoated micro end-mill
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B.2 EDS analysis

The second step of new tool inspection is EDS analysis. This, however, was not conducted
with al new tools due to its time demands. Also, the material composition was found not to

vary between unique tools as much as the geometrical features. Hence, it has no sense to

investigate every tool with highly comprehensive EDS analysis.

The EDS analysis shown in this appendix consists of two steps. First was done a spectrum

analysis in chosen locations. This helps to estimate quantity and distribution of material

components.

An example of thisanaysis of tool tip is shown bellow.

Tab. B.1: Weight % of the chemical components — front view

Num. of spectrum/

Chemical element ¢ W Co cr
Spectrum 1 (overall) 12.09 82.73 4.88 0.31
Spectrum 7 (overall) 11.86 82.75 5.05 0.34

Spectrum 2 8.87 86.82 4.04 0.27
Spectrum 3 8.31 89.14 2.35 0.20
Spectrum 4 8.55 85.84 5.24 0.37
Spectrum 5 8.26 86.66 4.74 0.35
Spectrum 6 8.18 88.73 2.64 0.45

After spectra analysis, maps of elements were analysed. A typical map is shown in fig.
B.7. Furthermore, the distribution of elements was checked for its uniformity. This was done,
by counting the elements in different locations of the tool. The distribution of the elementsin

this example is then plotted in fig. B.8. It is clear, that the distribution is fairly uniform and

does not show any abnormalities.

These analyses were done on the tool tip and on al four sides of the tool.
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Fig B.6: Distribution of EDS spectra on a tool tip

Fig B.7: Distribution of the chemical elements over the tool tip surface
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Fig B.8: Distribution of chemical elements on the tool tip




