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Two-dimensional orthogonal cutting model
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Tab.1 The Johnson-Cook model characteristic parameters

of AISI-1045 steel

A/ B/ Toei/ Treansiion/ . -

n m o o C eo/s
MPa MPa C C
553 601 0.234 1.0 1460 20 0.013 4 0.001
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Tab.2 The Johnson-Cook specified failure parameters

of AISI-1045 steel

d, d; d; d, d;

0.05 3.44 2.12 0.002 0.61
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Fig.2 Experimental equipment
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Tab.3 The main cutting force measurement

of AISI-1045 steel

oo DI iz ] HE2A Yl A
% 9/(m+min') a,/mm f/mm F/N
1 255 0.75 0.1 390. 08
2 255 0.75 0.2 464.01
3 255 0.75 0.3 530. 78
4 255 0.75 0.4 612.19
5 255 0.75 0.5 741.11
6 170 0.50 0.1 185. 14
7 170 0. 50 0.2 225. 85
8 170 0. 50 0.3 278. 39
9 170 0. 50 0.4 340. 47
10 170 0. 50 0.5 368. 33
11 127 0.25 0.1 131.11
12 127 0.25 0.2 158. 22
13 127 0.25 0.3 171.56
14 127 0.25 0.4 181. 39
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Tab.4 The prediction of main cutting force by sculptured surface model (h=0.5)

5 UIHLEE o/ (m « min ') HIZJJE a)/mm 45 f/mm SME/N A T A/ N
1 255 0.75 0.1 390. 08 [299.69, 468.72]
2 255 0.75 0.2 464.01 [366.04, 572.49]
3 255 0.75 0.3 530. 78 [410.35, 641.80]
4 255 0.75 0.4 612.19 [445. 80, 697. 25]
5 255 0.75 0.5 741,11 [474.72, 742. 48]
6 170 0.50 0.1 185. 14 [174.58, 268.09]
7 170 0.50 0.2 225. 85 [213.24, 327.44]
8 170 0.50 0.3 278. 39 [239.04, 367.09]
9 170 0.50 0.4 340. 47 [259.71, 398.80]
10 170 0.50 0.5 368. 33 [276.55, 424.67]
11 127 0.25 0.1 131.11 [121.51, 131.63]
12 127 0.25 0.2 158. 22 [148.41, 160.77]
13 127 0.25 0.3 171. 56 [166. 38, 180. 24]
14 127 0.25 0.4 181. 39 [179.72, 195.81]
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Fig. 3 The Finite element simulation model by ABAQUS
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Fig. 4 The stress distribution of cutting speed of 255 m/min
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Fig.5 The temperature distribution of cutting speed of 255 m/min
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Fig. 6 The changing curve of main cutting force

when cutting speed is 255 m/min
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Fig. 7 The main cutting force curve of

dynamometer measurement

M 6 FIE 7 7] LAE H: EOTH A2 ih &S
P B2 0E H R BOME 52 PR UTHI 1 K /NE 400 ~
500 N Z i), i FAESLPRmN Tl 2 A7 7 3 AR K Y
PR3l A S DI H i £ s i gk, &
5 NSO 1 TR AR S T B B S 5 BoF
WEAEEE . diz 5 al . il A R OCIE U 245 2
(4 DT 7 - A5 5200 DT H 7 B S 24 (6 T8 F) 46 X %
2/, HL TN R 5 52 0 4 R W A BAE L i L

x5 EVHIAGEFHEMNINESE

Tab.5 The simulation average values of main cutting force and the measured average values

s DI HI i Wz J) & P4 DIHl H g i’
i v/(m * min ") a,/mm f/mm FEE/N SFHME/N S AR/ %
1 255 0.75 0.1 390. 08 369. 44 5.29
2 255 0.75 0.2 464,01 448.12 3.42
3 255 0.75 0.3 530. 78 508. 75 4.15
4 255 0.75 0.4 612.19 573.38 6. 34
5 255 0.75 0.5 741. 11 698. 27 5.78
6 170 0. 50 0.1 185. 14 191. 92 —3.66
7 170 0.50 0.2 225. 85 209. 48 7.25
8 170 0.50 0.3 278. 39 290. 86 —4.48
9 170 0.50 0.4 340. 47 359.3 —5.53
10 170 0.50 0.5 368. 33 336.91 8.53
11 127 0.25 0.1 131.11 121.76 7.13
12 127 0.25 0.2 158. 22 169.11 —6.88
13 127 0.25 0.3 171.56 183.59 —7.01
14 127 0.25 0.4 181.39 166. 81 8.04
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