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Abstract: The in-situ TiB, /7050Al composite is a new kind of Al-based metal matrix composite (MMC)
with super properties, such as low density, improved strength, and wear resistance. This paper,
for a deep insight into its cutting performance, involves a study of the chip formation process
and finite element simulation during orthogonal cutting in-situ TiB, /7050A1 MMC. With chips,
material properties, cutting forces, and tool geometry parameters, the Johnson-Cook (J-C) constitutive
equation of in-situ TiB, /7050Al composite was established. Then, the cutting simulation model was
established by applying the Abaqus—Explicit method, and the serrated chip, shear plane, strain rate,
and temperature were analyzed. The experimental and simulation results showed that the obtained
material’s constitutive equation was of high reliability, and the saw-tooth chips occurred commonly
under either low or high cutting speed and small or large feed rate. From result analysis, it was found
that the mechanisms of chip formation included plastic deformation, adiabatic shear, shearing slip,
and crack extension. In addition, it was found that the existence of small, hard particles reduced the
ductility of the MMC and resulted in segmental chips.
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1. Introduction

Many attempts have been made in the past few decades to obtain a deep understanding of and
create a model of the metal cutting process by using analytical, experimental, mechanistic, and finite
element methods [1]. Remarkable work has been made by Merchant [2] to determine the shear angle
using an analytical model. Lee and Shaffer [3] and Oxley and Hatton [4] proposed analytical models
for predicting the shear angle based on an assumption of a thick shear zone.

On the basis of shear plane theory, Das and Tobias [5] developed a mathematical model describing
the connection between static and dynamic cutting force coefficients with experimental methods.
Wu [6] proposed a new approach for obtaining dynamic cutting process parameters, using the time
series based on dynamic data.

For an insight into the physical origins and dynamic phenomena, Lopez de Lacalle et al. [7]
developed a data acquisition system to simultaneously record the tool position and cutting forces
for correlating machined surface geometry and cutting forces. By applying the mechanistic method,
Armarego and Deshpande [8], Kolartis and DeVries [9], and Lazoglu and Liang [10] established
dynamic models of peripheral end milling and ball-end milling, respectively. In their models, the effect
of system deflections on the chip load was taken into consideration.

Based on Armerego’s idea, Fernandez-Abia et al. [11] took into consideration tool nose radius
and proposed expressions for determining shearing and edge cutting coefficients for a wide range of
cutting conditions. Lamikiz et al. [12] presented a new method of obtaining the shear and ploughing
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specific cutting coefficients in ball-end milling. Wan et al. [13] presented a unified, instantaneous
cutting force model for flat end mills, using a transformation approach from orthogonal to oblique
cutting process from Altintas [14] and Armarego and Whitfield [15].

The finite element method (FEM) is an effective approach in the study of cutting process
modeling [16]. Scippa et al. [17] proposed a novel finite element approach (FEA) for the thin-wall
milling process considering the effects of fixturing, tooltip dynamics, and material removal. This also
showed that the finite element method could simulate the milling process. With the finite element
method, Gonzalo et al. [18,19] proposed a new and inexpensive approach for obtaining cutting force
coefficients using FEM models instead of cutting experiments.

The FEM has also been applied in the process modeling of Al-metal matrix composites (Al-MMCs),
which have been one of the most important metal matrix composites, with low density, low cost,
and increased strength and wear resistance [20,21]. To date, as a typical representative, the ex-situ
SiCp /Al MMCs have been widely and deeply researched [22,23] due to their relatively simple
preparation process and low demand for equipment. During the cutting process, the chip morphology
and segmentation was found to have a dominant influence on the material machinability [24]. Hence,
importance and significance has been attached to the analysis of chip formation in cutting process
modeling for studying the mechanism of material machining deeply. Much research has been reported
on the chip formation of ex-situ SiCp, /Al MMCs with experimental and finite element methods [25,26].

With turning tests on A359/5iC/20, composite, Lin et al. [27] found that tool wear had a great
influence on the nature of the formed chip. In addition, it was concluded that the short chips were
formed due to the reduction of material ductility, which resulted from the presence of ceramic particles.

Ge et al. [28] found that chips of SiCy, /Al composite were formed non-uniformly and that the
chip formation mechanisms, which were different from the adiabatic shear of titanic alloy, involved
the micro-voids, micro-cracks, and strain concentration in the shear plane. Similarly, it was noted by
Du et al. [29] that the debonding failure of the particle-matrix interface, cracks and voids all played
a vital role in the chip formation process.

Karthikeyan et al. [30] studied the impact of particle volume fraction and cutting parameters on
chip formation. It was found that the chip transformed from a continuous type to a discontinuous type
with increasing particle volume fraction. With a decrease in feed or an increase in speed, continuous
chip formation seemed to be easier due to the increased material ductility.

Huang et al. [31] divided chips into three categories: Al-matrix, SiC particle, and Al-SiC mixed
chips in grinding high-volume SiC, / Al composites. It was found that the Al-matrix and SiC particle
chips formed similarly due to plastic deformation and material brittleness. Reddy et al. [32] also noted
that hard particles in the matrix might decrease material ductility, which resulted in discontinuous,
serrated, and saw-toothed chips. Joshi et al. [33] found that the fracture initiated at the outer chip
surface and propagated to the tool nose.

However, with only experimental tests and empirical methods as discussed above, it is difficult
to penetrate the complex deformation process, such as elastic—plastic deformation, strain and stress,
and temperature in the deformation zone and interactions, which could provide comprehensive
and strong understanding. Hence, a large amount of deep research has also been carried out into
understanding chip formation mechanisms during the cutting of SiC,,/ Al composites by applying
sophisticated numerical techniques like the FEM.

Applying a 2D finite element (FE) model, Guo et al. [34] conducted a study on the effect of
cutting speed and tool rake angle on chip morphology in machining SiC,, / Al MMC. In their model,
the material property was described with the Johnson—Cook (J-C) model. In addition, the arbitrary
Lagrangian—Eulerian (ALE) method and the J-C damage model were both applied to define the chip
separation criterion. The results showed that the rake angle and speed had a great impact on chip
morphology. However, the formation process of the saw-toothed chip, which was commonly observed
in the above experimental studies, was not presented.
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Fathipour et al. [35] built a 2D FE model and found that the chip separation usually performed
along the particle-matrix interfaces. In addition, the chips were commonly saw-toothed, and the
cutting parameters had a significant influence on the size and distance of the saw-tooth feature.

Wang et al. [36] built multi-phase models of SiCp, /Al composites of different particle volume
fractions. They believed that the debonding of the particle-matrix interfaces would take away part
of the plastic deformation force, which would result in the decrease of cutting forces. From their
simulation results, it was also found that chips of SiC,/ Al composites were segmented and would
become more discontinuous as the particle volume fraction increased. Shui et al. [37] developed three
models with different particle types for simulating the cutting process of SiC;,/2024Al composites and
found that chips of SiCp, /2024Al were mainly pieces or powder.

Up to now, a large number of papers have been published on ex-situ SiCp, / Al MMCs. However,
research on topics such as cutting performance, tool wear, machining modeling, or simulation on
in-situ TiB, /7050A1 MMC is rarely reported. In this study, the orthogonal cutting experiments and
the FEM simulation methods were applied to investigate the chip formation mechanism of a new
kind of in-situ TiB, /7050Al metal matrix composite. With experimental data, the influence of cutting
parameters on chip geometric parameters was analyzed. In addition, the J-C constitutive equation was
identified from the basic orthogonal cutting tests and validated with experiments and simulation tests.
The stress, strain, temperature, and chip formation mechanisms around the material deformation zone
were studied with the proposed FE simulation model.

2. Materials and Methods

2.1. Tool and Workpiece

In the previous studies [38—-40], the polycrystalline diamond (PCD) tool was proved to be the
ideal tool for cutting MMCs. In this study, the specifications of the PCD tool used is presented in
Table 1. Table 2 presents the material properties of the PCD tool. The workpiece used was in-situ
6 wt % TiB, /7050A1 MMC, for which the chemical composition of the matrix material and the material
physical properties are shown in Tables 3 and 4, respectively. With the in-situ synthesis method,
the particle-matrix interfaces are clean, and the TiB, particles, which range in size from 50~200 nm as
shown in Figure 1, are evenly distributed.

Table 1. Specifications of the polycrystalline diamond (PCD) tool.

Specifications Rake Angle  Flank Angle Cutting Edge Radius
PCD tool 0° 10° 2 um

Table 2. Material physical properties of PCD tool.

Density Poisson’s Ratio Elastic Modulus  Specific Heat Therm.al‘ Therm.al
Conductivity Expansion
3.52 g/cm? 0.1 1050 GPa 4207/ (kg'K) 1000 W/ (m-K) 2.0 x 1076/K

Table 3. Chemical composition of the matrix material.

Element Zn Zr Mg Cu Al
Weight (%) 6.2 0.12 2.2 2.3 Balanced

Table 4. Physical properties of in-situ TiB, /7050Al metal matrix composite (MMC).

Density Poisson’s Ratio  Elastic Modulus  Shear Modulus  Yield Strength  Melting Point
2.90 g/cm? 0.33 78 GPa 29 GPa 639 MPa 476 °C
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Figure 1. Microstructure of TiB, /7050A1 MMC.

2.2. Experiment and Measurement

The orthogonal cutting experiments were carried out on a CK7525 CNC Lathe (Bochi Machine Tool
Group Co. Ltd., Baoji, China) under dry condition as presented in Figure 2. Bar-shaped workpieces
of 140 mm in diameter and 200 mm in length were used, and the cutting forces were measured with
a Kistler 9255B dynamometer (Kistler ,Winterthur, Wwitzerland).

Three-jaw chuck

Figure 2. Orthogonal cutting experiments on the CK7525 CNC Lathe.

An orthogonal cutting test, which included three factors and five levels, was performed to
determine the material’s constitutive equation. A set of single-factor tests was also carried out to
study the influence of the cutting parameters on chip formation and to validate the simulation model.
The detailed cutting parameters are listed in Table 5. For each test, the cutting process lasted for
over 15 seconds. After cutting, the chips were collected, and the chip thickness was measured three
times with a micrometer. A scanning electron microscope (SEM) (Tescan China, Shanghai, China)
and three-dimensional surface profilometer were used for investigating and measuring the chip
morphology and geometry parameters.

Table 5. Cutting parameters.

Level
Factor Notation
1 2 3 4 5
Cutting speed (m/min) Us 50 150 250 350 450
Feed rate (mm/r) fr 0.1 0.15 0.2 0.25 0.3

Cutting depth (mm) ap 0.2 0.4 0.6 0.8 1.0




Materials 2018, 11, 606 50f 19

As presented in Figure 3, the deformation of a saw-tooth chip is uneven. Generally, there are
several parameters used to describe the geometrical characteristics of saw-tooth chips, such as tooth
top and root height (h,, 1), tooth vertex angle and basic angle (6, 81), and pitch d.

Figure 3. Geometric parameters of the saw-tooth chip.

The saw-tooth degree G, the frequency of saw-tooth f, and the pitch d are usually used to represent
and analyze the chip’s geometrical characteristics, which could be obtained using following equations:

 hy— Iy

Gs = I 1)
_ UsSing

f= dsin 0, @

where ¢ stands for the shear angle that could be obtained with Merchant’s theory [2].

3. Numerical Modeling

In this study, a two-dimensional FE model was built for chip formation simulation. As there is
no constitutive equation for this new kind of in-situ 6 wt % TiB; /7050A1 MMC, the J-C constitutive
equation was applied to model its thermo-elastic-plastic behavior at present. Therefore, a set of
orthogonal cutting experiments was conducted to obtain some material parameters needed for the ]-C
constitutive equation.

3.1. Definition of Material Constitutive Equation

The J-C constitutive equation used for modeling the thermo-elastic-plastic behavior of the in-situ
TiB, /7050A1 MMC could be described as below:

R R ) (. N

where 0 is the flow stress and ¢, ¢, €) means the effective plastic strain, the effective strain rate, and the
reference strain rate (1073 /s in this study), respectively. Ty and T),.; stands for the room temperature
and material melting temperature. The coefficients A, B, C, m, and n stand for the yield strength,
hardening modulus, strain rate sensitivity coefficient, thermal softening coefficient, and hardening
coefficient, respectively.

In order to obtain the constants (A, B, C, m, and n), the physical quantities on the shear plane
(0, ¢, €, and T) should be determined. From the research of Ref. [41], the flow stress o, the effective
plastic strain ¢, and the effective strain rate ¢ could be determined on the basis of orthogonal cutting
test results by the following formulas:

v = \6| Tsheur| 4)
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where v, h, and T4, stands for tool rake angle, primary shear zone thickness, and shear stress,
respectively, which could be obtained from Merchant’s theory. In addition, p is the mass density and
Cyp is the specific heat.

With determined o, ¢, ¢, and T, the five constants could be obtained using the least-square
approximation (LSA) method. However, it was noticed in some studies [42] that the least-square
approximation method showed poor convergence and greatly depended on the searching point and
boundary constraints. Hence, the genetic algorithm (GA) was applied to determine the constants by
globally optimizing the following equation:

} ®)
[e9)

z m

Bl (@) (w) |
\@|Tshear| €0 Terr — To

The material constitutive equation could be obtained after the aforementioned computation that
was also presented with a flowchart in Figure 4. As presented, the material constitutive constants
(A, B, C, m, and n) were output only when the chip morphology was similar and the relative error of
the cutting force was less than 20%. After that, the obtained material constitutive parameters presented
in Table 6 were input into the simulation model. Then, the chip morphology and cutting forces of the

FEM simulation and orthogonal cutting experiments were analyzed under the same cutting conditions
for model validation.

f(A,B,C,m,n) = min{’

Cutting forces and chip
thickness data

l

Calculating z.., ¢, &, 6, T

l

Genetic Algorithm

|

(A, B, C, m, n)

l

FEM simulation

Similar chip
morphology

Relative error between
F.w and Feu <20%

Output (4, B, C, m, n)

Figure 4. Flowchart of defining the material constitutive equation.
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Table 6. Obtained material constants of in-situ TiB, /7050A1 MMC.

A (MPa) B (MPa) C m n
630 1127 0.004 2.4 0.972

3.2. Two-Dimensional Modeling

The commercial finite element simulation software Abaqus was applied in our research.
In order to avoid the contact convergence and improve the physical comprehension of the chip
formation, the Abaqus-Explicit approach was chosen for simulation analysis. As shown in Figure 5,
a two-dimensional coupled temperature-displacement analysis model was developed for the
orthogonal cutting process simulation.

<Z : ]

Reference point

Cutting layer of anticipated separation

Uncut chip

0.8 mm

Workpiece support

Boundary conditions

2 mm |

Figure 5. Geometric model for two-dimensional (2D) orthogonal cutting process simulation.

Because the hard PCD tool was used, whose elastic modulus was much larger than that of the
workpiece, the tool was defined as an analytical rigid. The gradient grid method was used in meshing
the cutting tool part, and the element density of the tool nose was much larger than that of other
parts, as shown in Figure 5. The total number of elements and nodes of the cutting tool was 599 and
338, respectively.

The workpiece model consisted of three parts: (a) the predefined uncut chip; (b) the cutting layer;
and (c) the workpiece support. Due to the small volume (6 wt %) and nanometer size (50-200 nm),
it was very difficult to create an uncut chip part with 6 wt % small particles and to define the interaction
between the particles and the matrix material even by python programming. In addition, due to the
huge size difference between the particle size (nanometer) and the uncut chip thickness (millimeter),
the submitted simulation job was aborted easily due to mesh distortion, interaction relationship,
and tremendous computing workload. Therefore, in our study, the uncut chip part was created as
an isotropic monophasic part without particles.

The uncut chip thickness was set as 0.2 mm. In order to make sure the chip elements could climb up
along the rake face successfully, the uncut chip part was modeled to a parallelogram with a trapezoidal
head, as shown in Figure 5. Linear quadrilateral continuum plane strain element with reduced
integration (CPE4RT), distortion control, and hourglass control were used in meshing the predefined
uncut chip part, and the mesh element was also a parallelogram with a length-to-height ratio of 8:10.
The number of elements and nodes of the predefined uncut chip were 5120 and 5397, respectively.



Materials 2018, 11, 606 8 of 19

In our simulation model, a cutting layer along the path of anticipated separation was used as
the sacrificial layer. To avoid mesh distortion, the width of the cutting layer element should be
larger than the cutting edge radius, and it was set as 5 um in this study. For boundary conditions,
the workpiece part was fixed on its bottom, left, and right sides, as well as the left side of the uncut
chip part. The rigid tool part was designed to move from the right to the left at a range of cutting
speeds (50 m/min—450 m/min) along the cutting layer.

3.3. Chip Separation Criterion and Chip—Tool Interface

It is very important to define the material failure criteria in the simulation of the material cutting
process. According to the max stress, strain, and energy theory, there are many material failure criteria
that could be used in the cutting process simulation, such as the J-C failure criterion, the shear damage,
the ductile damage, and so on.

The J-C failure criterion is widely used in isotropic metal cutting simulations. Unfortunately, we
could not obtain the J-C failure criterion for this new kind material from simple cutting tests. Even
though it is possible to obtain the J-C failure criterion, it would cost months to perform a set of damage
experiments with an expensive device. Hence, based on the shear damage, a chip separation criterion
was developed using the shear failure module in our study:

D=2 —1 ©9)

where ¢, means the equivalent plastic strain, s‘;l means the damage plastic strain, and D stands for
the damage parameter. Only if the damage parameter equals 1 would the material fail and the mesh
be deleted.

There are two contact zones in the simulation model between the cutting tool and the workpiece:
(a) the contact between the rake face and the chip; (b) the contact between the rake face and the
machined surface. Friction played an important role in the material cutting. The Coulomb friction law
was applied to define the contact relationship as follow:

T = min(up, Ty,) (10)

where 7. and 7y, stand for the critical friction stress and the threshold value of the material failure,
respectively. The parameter p is the normal pressure across the contact interface, and y is the friction
coefficient. As the PCD tool was very sharp and little serious adhesive wear phenomenon was found
during the cutting experiments, the friction coefficient y was set as 0.1 in our simulation.

4. Results and Discussion

4.1. Geometrical Characteristics

To describe and analyze the saw-tooth chips, the three main parameters should be considered:
the adiabatic shear band (ASB) width, the pitch of saw-tooth, and the frequency. However, due to the
difficulties in measuring the ASB width, the saw-tooth degree, as well as the pitch and frequency of
the saw-tooth are introduced to represent the chip’s geometrical characteristics.

The chip deformation could be directly reflected by the saw-tooth degree G;, and it was found
that the saw-tooth chips were produced due to adiabatic shearing phenomena from the research of the
cutting metal materials. Figure 6 presents the formed saw-tooth chips under different cutting speeds
and feed rates.
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Figure 6. Saw-tooth chips: (a) v = 50 m/min, f, = 0.2 mm/r, ap = 0.4 mm; (b) v, = 450 m/min,
fr =02 mm/r, a = 0.4 mm; (c) f, = 0.1 mm/r, v, = 150 m/min, a, = 0.4 mm; (d) f; = 0.3 mm/r,
ve = 150 m/min, ap = 0.4 mm.

From the scanning pictures of the chips, it is obvious that the saw-tooth chips could be observed
under low or high cutting speed and small or large feed rate, as shown in Figure 6a—d, respectively.
This is evidence that the existence of small, hard particles in the matrix material might reduce
the ductility of in-situ TiB, /7050A1 MMC, which could result in chips segmenting easily at low

cutting speed.

Figure 7 shows the relationship between the saw-tooth degree G, and the cutting speed and

the feed rate. With cutting speed increasing, the adiabatic shear instability takes place more easily,
which resulted in larger chip deformation and increasing saw-tooth degree. As the feed rate increased,
the uncut chip thickness increased accordingly. Then, the hardening during cutting was strengthened,
leading to low chip flow speed. Hence, the saw-tooth degree increased as the feed rate increased.
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Figure 7. Influence of the cutting speed and the feed rate on the saw-tooth degree G;: (a) fr = 0.2 mm/r,

ap = 0.4 mm; (b) vs

=150 m/min, a, = 0.4 mm.
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Figure 8 presents the change of the frequency of the saw-tooth. From Equation (2), it is obvious
that the frequency f would increase as the cutting speed increases. However, as the feed rate
increased, the frequency f decreased slightly, as shown in Figure 8b. With feed rate increasing,
the chip deformation increased accordingly, which could also be seen from the change of saw-tooth
degree in Figure 7b. Hence, the chip flow speed decreased and decelerated the saw-tooth formation
process. As a result, the frequency f decreased as the feed rate increased. In addition, from Figures 7b
and 8b, it could also be found that the feed rate has a small effect on the saw-tooth degree and the
frequency. On the contrary, the effect of the cutting speed on the saw-tooth degree and frequency
was great.
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Figure 8. Effect of the cutting speed and the feed rate on the frequency of the saw-tooth: (a)
fr=02mm/r, ap = 0.4 mm; (b) vs = 150 m/min, a, = 0.4 mm.

As shown in Figure 6, the top of the saw-tooth was worn out easily during the chip
metallography sample preparing process, which may result in difficulties and errors in pitch measuring.
Then, the results in Figure 9 could only be used for qualitative analysis. It was clear that the effect of
the feed rate on the pitch was much greater than the cutting speed. The pitch increased linearly and
sharply with the increasing feed rate but only slightly with increasing speed. As a result, with the
feed rate increased, the frequency discussed above decreased due to the increasing pitch of the
saw-tooth. From the four pictures in Figure 6, it was obvious that the crack between the teeth increased
as the speed or the feed rate increased. As the crack increased, the pitch between two tooth tops
increased accordingly.

1.4- 1.4-
-
-
_ - -
€ 1.2 € 1.24
& g
£ - - f .
2 1.0 2 1.0
2 . z
8 3
& &
< 0.84 © 0.8 -
= =
2 2
= [
0.64 064 =
T T T T T T T T T T
50 150 250 350 450 0.10 0.15 0.20 0.25 0.30
Cutting speed (m/min) Feed rate (mm/r)
(@) (b)

Figure 9. Pitch of the saw-tooth: (a) f; = 0.2 mm/r, a5 = 0.4 mm; (b) vs = 150 m/min, a, = 0.4 mm.
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From analysis of Figures 6-9, it is clear to see that the presence of small particles reduced the
ductility of MMC, resulting in segmental chips. The saw-tooth chips were commonly observed during
machining of the in-situ TiB, /7050A1 MMC. With increasing cutting speed or feed rate, the saw-tooth
degree increased accordingly. Deeper insight into the material deformation, including stress, strain rate,
temperature, and shearing slip will be discussed with the simulation method in the following section.

4.2. Verification of Simulation Model

Figure 10 presents the cutting forces and relative errors of the simulation and experimental
results. From our analysis, it was obvious that the simulated cutting forces were larger than that of
the experiments. The J-C material constitutive equation used in the simulation was obtained from
basic orthogonal cutting tests. However, the J-C damage criterion, which is more suitable for metal
chip separation with using the J-C constitutive equation, is not available for this new kind of in-situ
TiB, /7050A1 MMC. Then, the shear damage, which was based on the material equivalent plastic strain,
was used for chip separation. As the tool nose moved, the material in front of the tool was separated,
and the material shear strain occurred. However, during simulation, the material equivalent plastic
strain of the node, which was in front of the tool nose and should be damaged and separated, was
usually smaller than the given value resulting in delayed fracture. This may be the reason why the
simulated cutting force was larger than that of experiments. In addition, a cutting layer for anticipated
separation, which did not exist in the real cutting, was applied, and this could also produce errors
between the simulation and experiment results.

170 T T T T T 100
L ]

1404 = " .

E« ~ . -

0 . F60 &
£ : s
e 110+ o experiment [l error é
= =— simulation i3
O

80+ 18.3 19.1 L20
129 . ™ . 122
-l m |

50 150 250 350 450
Cutting speed (m/min)

Figure 10. Comparison between the simulated and experimental cutting forces: f, = 0.2 mm/z,
ap = 0.4 mm.

Two more tests, which are shown in Table 7, were performed to verify the veracity of the obtained
material constitutive equation and the FEM simulation model. Figure 11 shows the results of the
verification tests between the cutting and simulation experiments. In Figure 11, the experimental
cutting forces were smaller than the simulated forces due to the same reason as discussed above. It can
also be seen from both Figures 10 and 11 that the simulation results show good agreement with the
experiment results, with relative errors being smaller than 20%.

Table 7. Verification tests.

No. 05 (m/min) fr (mm/r) a, (mm)

#1 400 0.22 0.4
#2 300 0.28 0.4
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Figure 11. Comparison results of the verification tests between the simulated and experimental cutting forces.

Meanwhile, the chip morphology of experiment and simulation was also analyzed as presented
in Figure 12. From the comparison of Figure 12a,b, the shear zone was obviously found in both
the chip metallographic picture and the FEM simulation result. In Figure 12c,d, the adiabatic shear
band (ASB) was also found in the experimental and simulation results around the same place on the

saw-tooth chips. In addition, from the cutting experiment and the simulation results, the saw-tooth
chips were clearly produced, and the chip morphologies are similar. Table 8 shows the comparison of
the saw-tooth geometrical characteristics, such as tooth top and root height (hy, 11), tooth vertex angle
and basic angle (6,, 61), and pitch d. It can be seen that the relative errors of the saw-tooth geometrical
characteristics were smaller than 25%, which indicated that the obtained material constitutive equation
and the established FEM simulation model were reasonable and acceptable.

Figure 12. Chip morphology analysis: (a,c) experimental result; and (b,d) the finite element method

(FEM) simulation result.

Table 8. Relative errors of chip geometrical characteristics between the experiment and simulation.

No. Result hl l’lz 91 62 d
Experiment 0.136 mm 0.243 mm 52.325° 62.165° 0.111 mm
#1 Simulation 0.165 mm 0.273 mm 60.189° 76.170° 0.136 mm
Relative error (%) 21.3 12.3 15.0 225 225
Experiment 0.178 mm 0.266 mm 53.582° 64.463° 0.124 mm
#2 Simulation 0.207 mm 0.259 mm 59.289° 80.523° 0.140 mm
Relative error (%) 16.3 2.6 10.7 249 129
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4.3. Chip Formation Process and Mechanisms

The research of the saw-tooth chip formation process and mechanisms is very important in
the study of the chip. Due to the difficulties in measuring the plastic strain, strain rate, stress,
and temperature in the chip deformation zone, the FEM and Abaqus software were applied to study
the formation process and mechanisms.

Figure 13 presents the formation process of one segment of the saw-tooth chip. In Figure 13a,
one saw-tooth segment was produced initially, and there were two finished saw-tooth segments in
front. With tool moving forward, the uncut chip material in front of the tool rake face was under
increasing stress, as shown in Figure 13b, and the plastic deformation occurred on the material just in
front of the tool nose. Meanwhile, it could be seen that the uncut chip material began to rise up and that
the equivalent plastic strain of the uncut chip material in front of the tool nose raised to 1.7. Then, at the
next stage, as shown in Figure 13c, the early shape of a saw-tooth segment was obvious, and the
material kept rising up along the tool rake face. At the same time, the formation of the shear plane
zone and the material plastic deformation could be clearly observed. In Figure 13d, the equivalent
plastic strain of the shear plane was about 2.8, and the adiabatic shear instability would take place due
to thermal softening and large plastic strain. Hence, in the next stage in Figure 13e, the material in the
shear plane zone suffered from shearing slip, which could be obviously observed in Figure 14, and the
saw-tooth segment was almost finished. In Figure 13f, the new saw-tooth segment was completed,
and the next segment was to begin.

From the analysis presented in Figure 13, it could be seen that the uncut chip material in front of
the tool suffered from plastic deformation. The equivalent plastic strain of adiabatic shear band was
about 2.8. From Figure 13c,d and Figure 14, the formation process of the shear plane and shearing slip
phenomenon was clearly observed.

+5.728¢-01
+0.000¢ +

(@)

1
1.145e+00

S 5.725¢-0 5.725e
0.000e-+00 0.000e+00 0.000e+00

(d) (e) ()

Figure 13. Chip formation process and the equivalent plastic strain under condition of v5 = 450 m/min,
fr =0.2mm/r: (a) the fully formed saw-tooth segments; (b) the new segment began to form; (c) the
development of the shear plane; (d) adiabatic shear instability in the shear plane; (e) shearing slip of
the chip material; and (f) the new saw-tooth segment was fully formed.
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Figure 14. Shearing slip.

The cutting temperature of the chip is presented in Figure 15. Correspondingly, the six stages in
Figure 15 were the same as that in Figure 13. In Figure 15a, there were three fully formed saw-tooth
chip segments, and the next new segment formation was about to begin. From the temperature
nephogram in Figure 15a, it can be seen that the temperature in the shear plane zone, which was about
420 °C, was higher than the other parts of the chip. With cutting tool moving, the uncut chip material
was under increasing stress and was exposed to the cutting temperature, which can be seen from the
increasing temperature of the uncut chip material in front of the tool nose in Figure 15b. Meanwhile,
the formed chip slipped along the tool rake face, and the temperature kept increasing due to heat
transmission from the shear plane. As the cutting proceeded, most of the formed chip had separated
from the rake face, and the temperature decreased accordingly, as shown in Figure 15c. In this stage,
the shear plane of the new segment was newly formed and the temperature in this area was much
higher than in other parts. Under increasing stress, the temperature of the shear plane kept increasing,
and the adiabatic shear instability occurred as presented in Figure 15d. Then, the formation of the
new segment continued due to the material shearing slip, and the temperature of the shear plane rose
to 450 °C. At the same time, the temperature of most of the formed chip rose to 340 °C due to heat
transmission from the shear plane. In Figure 15f, the new segment was fully formed, the formed chip
slipped along the tool rake face, and the next new segment was about to form.

+2280e+02

+1.942¢+02

- +1.604¢+02 +. 02
265¢+02 +1.337¢+02

.24 +9.748e+01

+5.884¢+01
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+6.124¢+01
+2.500e+01
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+6.168e+01
+2.500¢+01

(d)

Figure 15. Cutting temperature under condition of vs = 450 m/min, f, = 0.2 mm/1: (a) The fully formed

saw-tooth segments; (b) The new segment began to form; (c) The development of the shear plane;
(d) Adiabatic shear instability in the shear plane; (e) Shearing slip of the chip material; and (f) The new
saw-tooth segment was fully formed.
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From the temperature nephograms in Figure 15, it was obvious that the temperature in the shear
plane was quite high and that the changing rule of the temperature in the shear plane was similar to
the equivalent plastic strain in Figure 13. The temperature of the chip close to the tool rake face was
clearly higher than that of the chip near the free surface. From the analysis of Figures 13-15, it was
obvious that the adiabatic shear band (ASB), adiabatic shear instability, and shearing slip phenomena
existed during the saw-tooth chip formation process, which was different from cutting ex-situ SiC/Al
MMC [28]. This might be due to the nanometer size and small volume fraction of particles, which
resulted in similar features with cutting metals such as titanium or aluminum.

Figure 16 shows the strain rate during the formation process of one saw-tooth chip segment.
From Figure 16b—e, it can be seen that the areas, in which the strain rate changed, were mainly in the
shear plane. In addition, the strain rate increased from the tool nose to the chip free surface along
the shear plane, which was the formation process of the shear plane. Accordingly, the max strain
rate area marked red moved from the tool nose area to the chip free surface along the shear plane,
which could be seen from Figure 16b—e. Figure 16a,f, which represented the completion stage of
the formed segment, showed that the strain rate value of the shear plane did not decrease sharply.
From Figure 16a—d, it could be concluded that the strain rate of the first segment did not decrease
to zero until the adiabatic shear instability occurred in the next segment, as shown in Figure 16d.
This indicated that the changing of the strain rate was kind of later than that of the equivalent plastic
strain and temperature in the FEM simulation results. In addition, the movement of the max strain rate
area along the shear plane was also evidence of the shearing slip. Moreover, as presented in Figure 16,
the max strain rate in the shear zone during the cutting process was 4.5e*°. It was much higher than
that in Split Hopkinson Pressure Bar (SHPH) test, which was one of the reasons why the material
constitutive model was obtained from the cutting tests.

ER, Max. Principal
(Avg: 75%)

(b)

1.8

Se 3.774¢+05 1.078¢+05
0.000e+00 +0.000¢+00 0.000e+00

(d) (e) (f)

Figure 16. Strain rate under condition of vs = 450 m/min, f, = 0.2 mm/r: (a) the fully formed saw-tooth
segments; (b) the new segment began to form; (c) the development of the shear plane; (d) adiabatic
shear instability in the shear plane; (e) shearing slip of the chip material; and (f) the new saw-tooth
segment was fully formed.

However, there were some differences between the simulation and experimental results, such as
cracks due to the application of a cutting layer along the path of anticipated separation, and the shear
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damage instead of ]-C damage criterion. In the simulation results in Figure 13, Figure 15, and Figure 16,
there are no obvious cracks between the formed chip segments. Nevertheless, in the experimental
results in Figure 17, obvious cracks between the chip segments were clearly observed under either
high cutting speed or low speed and large feed rate or small feed rate.

Crack

Crack

100pm 100pm

(0)

Figure 17. Cracks in the formed chips: (a) vs = 50 m/min, f, = 0.2 mm/r; (b) vs = 450 m/min,
fr=02mm/r; (c) f =0.1 mm/r, vs = 150 m/min; (d) f; = 0.3 mm/1, v5 = 150 m/min.

In Figure 17, the cracks extended along the shear plane from the tooth root to the joint inner
surface. With the cutting speed or feed rate increasing, the crack length increased, resulting in
increasing saw-tooth degrees, as presented in Figure 7. Due to the existence of the small, hard particles,
the ductility of in-situ TiB, /7050A1 MMC was reduced. The initial crack would produce when the shear
plane was to form as shown in Figures 13d and 15d. Then, under great stress and high temperature,
the crack extended with the formation of the shear plane. As a result, the segment was fully formed
under the combined effect of the adiabatic shear instability, shearing slip, and crack extension.

5. Conclusions

From the cutting experimental and FEM simulation results of chips of in-situ TiB, /7050A1 MMC
with PCD tools, the following conclusions can be drawn:

(1) With data from basic orthogonal cutting experiments and the genetic algorithm, the Johnson-Cook
material constitutive equation of in-situ TiB,/7050A1 MMC could be determined. In the
verification of the experimental and simulation results, the relative error of the cutting force is
less than 20%, and the chip morphology is very similar, which indicates the material constitutive
constants (A, B, C, m, and n) are of high reliability.
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(2)  From the analysis of the chips, it was found that the saw-tooth chips were commonly found under
either low cutting speed (50 m/min) or high speed (450 m/min) and small feed rate (0.1 mm/r)
or large feed rate (0.3 mm/r), which was different from cutting the non-reinforced aluminum
alloy. It was found that the existence of small hard particles reduced the ductility of the MMCs
and resulted in segmental chips.

(3) The relationship between the cutting parameters and chip geometrical characteristics were
analyzed. With cutting speed increasing, the saw-tooth degree and the frequency of saw-tooth
increased quickly due to the adiabatic shear instability and larger chip deformation. However,
it was found that the feed rate did not make much difference to the saw-tooth degree and the
frequency due to the low chip flow speed and the decelerated saw-tooth formation process.
On the contrary, the influence of the feed rate on the pitch was much greater than that of the
cutting speed. As the feed rate increased, the pitch increased linearly and sharply. In addition,
it was found that the crack between teeth increased as the cutting speed or feed rate increased.

(4) The formation process and mechanisms of one saw-tooth chip segment was analyzed. It was
found that the chip formation mechanisms of in-situ TiB,/7050A1 MMC included plastic
deformation, adiabatic shear, shearing slip, and crack extension. From the analysis of the
equivalent plastic strain, temperature, and strain rate, the formation process of the shear plane
was obviously observed.

(5) The change of the cutting temperature, strain rate, and equivalent plastic strain was mainly
in the shear plane zone, which is evidence of the adiabatic shear band, plastic deformation,
and material shearing slip. The adiabatic shear band was observed and had much to do with the
chip formation mechanisms, which were different from that in cutting ex-situ SiC/Al MMCs.

(6) By comparison of the equivalent plastic strain, temperature, and strain rate under the same
formation stage, it was found that, in the FEM simulation results, the change of the equivalent
plastic strain and temperature was simultaneous. However, the changing of strain rate is kind of
later than that of the equivalent plastic strain and temperature.

Continuing works will focus on the improvement of the FEM simulation model, especially on
determining proper material failure criteria. Due to the huge size differences between particle size and
uncut chip thickness, the particles were not presented in our FE model. Therefore, research including
the impact of nanometer particles and particle-matrix interfaces are necessary in future studies with
improved simulation models or molecular dynamic simulation techniques.

Acknowledgments: This work is sponsored by the Innovation Foundation for Doctor Dissertation of
Northwestern Polytechnical University (Grant No. CX201613), the National Natural Science Foundation of China
(Grant No. 51775443), and the Fundamental Research Funds for the Central Universities (Grant No. 3102015ZY087).
It is also sponsored by the Seed Foundation of Innovation and Creation for Graduate Students in Northwestern
Polytechnical University (Grant No. Z2017015). We are also very grateful to Nan Wang for giving the
essay polishing.

Author Contributions: Yifeng Xiong and Ruisong Jiang conceived of and designed the experiments; Yifeng Xiong
and Mingwei Shao performed the experiments; Yifeng Xiong and Kunyang Lin analyzed the data; Wenhu Wang
contributed the reagents, materials, and analysis tools; and Yifeng Xiong wrote the paper.

Conflicts of Interest: All authors declare no conflict of interest.

References

1. Ehmann, K.F; Kapoor, S.G.; DeVor, R.E.; Lazoglu, I. Machining process modeling: A review. |. Manuf. Sci.
Eng. T Asme. 1997, 119, 655-663. [CrossRef]

2. Merchant, M.E. Mechanics of the metal cutting process. I. Orthogonal cutting and a type 2 chip. J. Appl. Phys.
1945, 16, 267-275. [CrossRef]

3.  Lee, E.H,; Shaffer, B.W. Theory of plasticity applied to the problem of machining. J. Appl. Mech. Asme. 1951,
18, 405-413.


http://dx.doi.org/10.1115/1.2836805
http://dx.doi.org/10.1063/1.1707586

Materials 2018, 11, 606 18 of 19

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28.

29.

Oxley, PL.B.; Hatton, A.P. Shear angle solution based on experimental shear zone and tool-chip interface
stress distributions. Int. J. Mech. Sci. 1963, 5, 41-55. [CrossRef]

Das, M.K.; Tobias, S.A. The relation between the static and the dynamic cutting of metals. Int. ]. Mach.
Tool Manu. 1967, 7, 63—-89. [CrossRef]

Wu, S.M. Dynamic data system: A new modeling approach. J. Eng. Ind. 1977, 99, 708-714. [CrossRef]
Lopez de Lacalle, L.N.; Lamikiz, A.; Sanchez, ].A.; Fernandez de Bustos, I. Recording of real cutting forces
along the milling of complex parts. Mechatronics 2006, 16, 21-32. [CrossRef]

Armarego, E.J.A.; Deshpande, N.P. Computerized end-milling force prediction with cutting models allowing
for eccentricity and cutter deflections. CIRP Ann. Manuf. Technol. 1991, 40, 25-29. [CrossRef]

Kolartis, EM.; DeVries, W.R. A mechanistic dynamic model of end milling for process controller simulation.
J. Eng. Ind. 1991, 113, 176-183. [CrossRef]

Lazoglu, I; Liang, S.Y. Analytical modeling of force system in ball-end milling. Mach. Sci. Technol. 1997, 1,
219-234. [CrossRef]

Fernandez-Abia, A.L; Barreiro, J.; Lopez de Lacalle, L.N.; Martinez-Pellitero, S. Behavior of austenitic
stainless steels at high speed turning using specific force coefficients. Int. . Adv. Manuf. Technol. 2012, 62,
505-515. [CrossRef]

Lamikiz, A.; Lopez de Lacalle, L.N.; Sanchez, ].A.; Bravo, U. Calculation of the specific cutting coefficients
and geometrical aspects in sculptured surface machining. Mach. Sci. Technol. 2005, 9, 411-436. [CrossRef]
Wan, M.; Pan, W.J.; Zhang, WH.; Ma, Y.C.; Yang, Y. A unified instantaneous cutting force model for flat end
mills with variable geometries. . Mater. Proc. Technol. 2014, 214, 641-650. [CrossRef]

Altintas, Y. Manufacturing Automation: Metal Cutting Mechanics, Machine Tool Vibrations, and CNC Design,
2nd ed.; Cambridge University Press: Cambridge, UK, 2012.

Armarego, E.J.A.; Whitfield, R.C. Computer based modeling of popular machining operations for forces and
power prediction. CIRP Ann. Manuf. Technol. 1985, 34, 65—-69. [CrossRef]

Mackerle, ]. Finite-element analysis and simulation of machining: A bibliography (1976-1996). J. Mater.
Proc. Technol. 1999, 86, 17-44. [CrossRef]

Scippa, A.; Grossi, N.; Campatelli, G. FEM based cutting velocity selection for thin walled part machining.
Proc. CIRP 2014, 14, 287-292. [CrossRef]

Gonzalo, D.; Jauregi, H.; Uriarte, L.G.; Lopez de Lacalle, L.N. Prediction of specific force coefficients from
a FEM cutting model. Int. |. Adv. Manuf. Technol. 2009, 43, 348-356. [CrossRef]

Gonzalo, O; Cerro, I; Lamikiz, A ; Etxeberria, I.; Lopez de Lacalle, L.N.; Rivero, A. Prediction of milling
forces from an oblique cutting FEM model. In Proceedings of the 8th CIRP International Workshop on
Modeling of Machining Operations, Chemnitz, Germany, 10-11 May 2005; pp. 235-242.

Dyzia, M. Aluminum Matrix Composite (AlSi7Mg25r0.03/SiCp) Pistons obtained by mechanical mixing
method. Materials 2017, 11, 42. [CrossRef] [PubMed]

James, S.J.; Venkatesan, K.; Kuppan, P.; Ramanujam, R. Comparative study of composites reinforced with
SiC and TiB,. Proc. Eng. 2014, 97, 1012-1017. [CrossRef]

Beristain, J.; Gonzalo, O.; Sanda, A. Machinability of Al-SiC metal matrix composites using WC, PCD and
MCD inserts. Rev. Metal. Madrid 2014, 50, 1-6. [CrossRef]

Rana, R.S.; Purohit, R.; Das, S. Review of recent studies in Al matrix composites. Int. J. Sci. Eng. Res. 2012,
3, 1-16.

Komanduri, R.; Brown, R.H. On the mechanics of chip segmentation in machining. J. Eng. Ind. 1981, 103,
33-51. [CrossRef]

Schultheiss, F.; Hagglund, S.; Bushlya, V.; Zhou, J.; Stahl, ].E. Influence of the minimum chip thickness on the
obtained surface roughness during turning operations. Proc. CIRP 2014, 13, 67-71. [CrossRef]

Schulze, V.; Zanger, F; Michna, J.; Ambrosy, F; Pabst, R. Investigation of the machining behavior of metal
matrix composites (MMC) using chip formation simulation. Ado. Mater. Res. 2011, 223, 20-29. [CrossRef]
Lin, ].T.; Bhattacharyya, D.; Lane, C. Machinability of a silicon carbide reinforced aluminium metal matrix
composite. Wear 1995, 181, 883-888. [CrossRef]

Ge, YF; Xu, ].H; Fu, Y.C. Surface Generation and Chip Formation when Ultra-Precision Turning of SiCp /Al
Composites. Adv. Mater. Res. 2010, 135, 282-287. [CrossRef]

Du, J.; Zhou, L.; Li, ].; Yao, Y. Analysis of chip formation mechanism in mill-grinding of SiC;, / Al composites.
Mater. Manuf. Proc. 2014, 29, 1353-1360. [CrossRef]


http://dx.doi.org/10.1016/0020-7403(63)90038-9
http://dx.doi.org/10.1016/0020-7357(67)90026-1
http://dx.doi.org/10.1115/1.3439302
http://dx.doi.org/10.1016/j.mechatronics.2005.09.001
http://dx.doi.org/10.1016/S0007-8506(07)61926-X
http://dx.doi.org/10.1115/1.2899675
http://dx.doi.org/10.1080/10940349708945648
http://dx.doi.org/10.1007/s00170-011-3846-9
http://dx.doi.org/10.1080/15321790500226614
http://dx.doi.org/10.1016/j.jmatprotec.2013.10.016
http://dx.doi.org/10.1016/S0007-8506(07)61725-9
http://dx.doi.org/10.1016/S0924-0136(98)00227-1
http://dx.doi.org/10.1016/j.procir.2014.03.023
http://dx.doi.org/10.1007/s00170-008-1717-9
http://dx.doi.org/10.3390/ma11010042
http://www.ncbi.nlm.nih.gov/pubmed/29283419
http://dx.doi.org/10.1016/j.proeng.2014.12.378
http://dx.doi.org/10.3989/revmetalm.006
http://dx.doi.org/10.1115/1.3184458
http://dx.doi.org/10.1016/j.procir.2014.04.012
http://dx.doi.org/10.4028/www.scientific.net/AMR.223.20
http://dx.doi.org/10.1016/0043-1648(95)90211-2
http://dx.doi.org/10.4028/www.scientific.net/AMR.135.282
http://dx.doi.org/10.1080/10426914.2014.912309

Materials 2018, 11, 606 19 of 19

30.

31.

32.

33.

34.

35.

36.

37.

38.

39.

40.

41.

42.

Karthikeyan, R.; Ganesan, G.; Nagarazan, R.S.; Pai, B.C. A critical study on machining of Al/SiC composites.
Mater. Manuf. Proc. 2001, 16, 47-60. [CrossRef]

Huang, S.; Yu, X.; Wang, F.; Xu, L. A study on chip shape and chip-forming mechanism in grinding of high
volume fraction SiC particle reinforced Al-matrix composites. Int. ]. Adv. Manuf. Technol. 2015, 80, 1927-1932.
[CrossRef]

Shekhar Reddy, K.; Vijayaraghavan, L. Machining studies on milling of Al/SiCp, composite. Int. |. Mach.
Mach. Mater. 2011, 9, 116-130. [CrossRef]

Joshi, S.S.; Ramakrishnan, N.; Ramakrishnan, P. Micro-structural analysis of chip formation during
orthogonal machining of Al/SiCp, composites. J. Eng. Mater. Technol. Asme. 2001, 123, 315-321. [CrossRef]
Guo, H.; Wang, D.; Zhou, L. FEM Prediction of Chip Morphology during the Machining of Particulates
Reinforced Al Matrix Composites. Adv. Mater. Res. 2011, 188, 220-223. [CrossRef]

Fathipour, M.; Hamedi, M.; Yousefi, R. Numerical and experimental analysis of machining of Al (20 vol%
SiC) composite by the use of ABAQUS software. Mater. Werkst. 2013, 44, 14-20. [CrossRef]

Wang, B.B.; Xie, L.].; Wang, X.B.; Chen, X.L. Simulation studies of the cutting process on SiCp, / Al composites
with different volume fraction of reinforced SiC particles. Mater. Sci. Forum. 2014, 800-801, 321-326.
[CrossRef]

Shui, X.J.; Zhang, Y.D.; Wu, Q. Mesoscopic model for SiCp /Al composites and simulation on the cutting
process. Appl. Mech. Mater. 2014, 487, 189-194. [CrossRef]

Xiong, Y.F.; Wang, WH.; Jiang, R.S.; Lin, K.Y.; Song, G.D. Surface integrity of milling in-situ TiB, particle
reinforced Al matrix composites. Int. J. Refract Met. Hard. Mater. 2016, 54, 407-416. [CrossRef]

Xiong, Y.F; Wang, W.H.; Jiang, R.S.; Lin, K.Y.; Song, G.D. Tool wear mechanisms for milling in situ TiB;
particle-reinforced Al matrix composites. Int. |. Adv. Manuf. Technol. 2016, 86, 3517-3526. [CrossRef]

Jiang, R.S.; Wang, W.H.; Song, G.D.; Wang, Z.Q. Experimental investigation on machinability of in situ
formed TiB, particles reinforced Al MMCs. J. Manuf. Proc. 2016, 23, 249-257. [CrossRef]

Tounsi, N.; Vincenti, J.; Otho, A.; Elbestawi, M.A. From the basic mechanics of orthogonal metal cutting
toward the identification of the constitutive equation. Int. J. Mach. Tool Manuf. 2002, 42, 1373-1383. [CrossRef]
Lan, B.; Feng, PF; Wu, ZJ. Identification of Material Constitutive Parameters Using Orthogonal Cutting
Tests and Genetic Algorithm. Mater. Sci. Forum. 2012, 697, 112-116. [CrossRef]

@ © 2018 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
@ article distributed under the terms and conditions of the Creative Commons Attribution

(CC BY) license (http:/ /creativecommons.org/licenses/by/4.0/).


http://dx.doi.org/10.1081/AMP-100103696
http://dx.doi.org/10.1007/s00170-015-7138-7
http://dx.doi.org/10.1504/IJMMM.2011.038164
http://dx.doi.org/10.1115/1.1356026
http://dx.doi.org/10.4028/www.scientific.net/AMR.188.220
http://dx.doi.org/10.1002/mawe.201300959
http://dx.doi.org/10.4028/www.scientific.net/MSF.800-801.321
http://dx.doi.org/10.4028/www.scientific.net/AMM.487.189
http://dx.doi.org/10.1016/j.ijrmhm.2015.09.007
http://dx.doi.org/10.1007/s00170-016-8449-z
http://dx.doi.org/10.1016/j.jmapro.2016.05.004
http://dx.doi.org/10.1016/S0890-6955(02)00046-9
http://dx.doi.org/10.4028/www.scientific.net/MSF.697-698.112
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Tool and Workpiece 
	Experiment and Measurement 

	Numerical Modeling 
	Definition of Material Constitutive Equation 
	Two-Dimensional Modeling 
	Chip Separation Criterion and Chip–Tool Interface 

	Results and Discussion 
	Geometrical Characteristics 
	Verification of Simulation Model 
	Chip Formation Process and Mechanisms 

	Conclusions 
	References

