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Experimental Identification of Tool
Holder Acceleration in the Process of
Longitudinal Turning

Planning of the modern manufacturing systems that would be suitable for
the most demanding cutting processes requires analysis of all technical
and technological process parameters by applying scientific methods,
modeling and optimal conditions of machining process and systems
defining. In order to secure the planned functioning of machine tools they
need to be sufficiently resistant and stable at all influences which are
exposed in the cutting process. Because high number of influence factors to
the cutting process, it is very difficulty to determine most influence
parameters of the cutting process by analytical model. For this reason it is
necessary to apply the experimental measurements and analysis of the
results which will be used for creating fudantion for cutting force
identification and which is indispensable in the development of new
machine tools and improving existing machining systems. Objective of this
paper is to find mathematical algorithm of tool holder acceleration ay, =

flo., v, ) in function of machined material strength, cutting velocity and

depth of cut. Experimental investigation of tool holder acceleration during
turning process has done for three different types of steel: 9SMn28,

8§355J0G3 and C45E.
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1. INTRODUCTION

In this paper an experimental identification of
parameters on the tool holder in the longitudinal turning
is given, and then the most influential parameters are
identified by the method of mathematical modeling.
This approach of identifying the most influential
parameters on the occurrence of the phenomenon of
vibration on the tool holder is very helpful because it
allows the cutting takes place under constant
supervision, which is manifested on the surface quality
and machining system in general.

The design of modern manufacturing systems on
which it would be possible to run the most demanding
cutting processes requires the process of analysis of all
technical - technological parameters of the process by
applying of scientific methods, modelling and defining
the optimal conditions of machining processes and
systems [1,2,3,4]. Researches in the field of machine
tools structures and their behaviour in operating
conditions are point out the need to create more
complex models [6,8,9,10]. Due to the large number of
influencing factors on the process of cutting is very
difficult to determine the most influential cutting
process parameters using an analytical model.

Modelling of processing is the basis of optimization
and defining of optimal processing conditions, which is
unthinkable without first defining of a reliable
mathematical model. Application of experimental
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measurements and analysis of the results is
indispensable in the development of new machine tools
and improvement of existing machining systems.

2. SELECTING OF INPUT-OUTPUT PARAMETERS
OF LONGITUDINAL TURNING PROCESSING

In order to perform the experiment successfully, the
identification and restriction of certain influential
parameters of observed process are required.
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Figure 1. Parameters of (input-output) processes that were
included in the experiment TG-tool geometry, TM-tool
material, CLM- cooling and lubrication means

It is, in the first place, meant on defining only certain
input variables as independently variable x; as input
into the process and defining of the functions of the
output from the process y; which are of dependently
variable size. This approach allows us a quality
management of the machining process of longitudinal
turning itself and moving towards the set modeling
process [5,6,9]. Parameters of (input-output) processes
that were included in the experiment are shown in
Figure 1, where: o, - tensile strength of the material
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(N/mm?), n - revolution number (rpm), ¢ - cutting depth
(mm) and a - tool holder acceleration (m/sec?), while
the other process parameters of longitudinal turning are
considered as constants. In this research cutting feed is
not taken as a variable because it has lower influence to
vibration compared to other parameters used as
variables. This parameter is used in our other
researches.

In the experimental cutting process, the three
different materials (9SMn28, S355JOG3, C45E) which
have different chemical and mechanical properties were
used. Physical values independently variable process
parameters o, n and ¢ are shown in Table 1.

3. EXPERIMENTAL SETUP

In an experimental research with the plan of experiment
the performing a total of 12 experiments, that is
measuring of the tool holder acceleration ay, is
estimated, of which eight experiments with different
values of the influential parameters and four with
average values, Table 2. In order to perform the
measurement in the first place, it is necessary to provide
all the elements of a measuring system that would
enable the measurement in the real time, which consists
of: sensors, amplifiers, converters and computers [6].
For measurement of acceleration on the tool holder
during longitudinal cutting was used lathe type "TOS
TRENCIN", with a tool for external processing, with
plate SPGX, with the distance from the tool holder for
25 mm. Sensors (piezoelectric accelerometers) of type
"METRIX" 100 mV / g are placed in the tool holder by
magnet, and using A / D converter "SPIDER 8 '(Figure
4) connected by means of conductors. Since the planned
modeling acceleration which will be a function of the
material, cutting depth and velocity it needs to be
calculated the total vibration a, consisting of

accelerations in directions x, y and z (Figure 3).

any =1la§+0t}2,+0tz2 (1)

where: ay, - total vibration acceleration, a,, a, a.
vibration acceleration in x, y and z directions.

An overview of the measuring system and method of
measuring acceleration on the tool holder, recording
(Figure 5) and processing of data for the purpose of
obtaining the total vibrations on the tool holder is given
on Figure 2.

— # Computer

Amplifier
A/D converter

Figure 2. Measurement system and method of results
Recording
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Performing the experiment consists of the following:
a work-piece (of diameter & 30 mm and length 400
mm) is placed in the chuck and spike on the processing
machine, then the processing tool is set in tool holder
(Figure 3), then the connecting cables connect sensors
to measure acceleration in three directions with the
measuring apparatus.

Figure 3. Sensors for measurning

Fiaure 4. Sensor and A/D coverter

Figure 5. Measuring diagrams of acceleration in three
direction

After this, longitudinal turning process is performed by
a defined experiment plan (number of experiments, the
size of the work-pieces, cooling method, etc.).

4. ANALYSIS AND TESTING OF HOMOGENEITY OF
THE EXPERIMENTAL RESULTS

As we have already defined the input and output
variables of the process as shown in Figure 1, as well as
the variations of their values given in Table 1, the total
of 12 experiments were performed, where the repetition
of the experiment is just in a central point (ny~4) was
performed [3,5]. Repeating of the experiment is
necessary to accomplish the dispersion analysis of the
experimental results (homogeneity of experiment,
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estimation of error of the experiment, the adequacy of
the model, etc.).

Obtained experimental results for tool holder
acceleration (ayy,) with physical and coded values of
selected influential parameters x; are shown in Table 2.
Selected mathematical model for modeling of tool
holder acceleration (ayy,) is a mathematical model of the
first order and in coded form with a;= y; =f(x;) as
follows:

Y=05b,+bX,+b:X5+ b:X5+ boXiXo + by XoX; +
b3 X1 X3 + b3 X1 XoX;5 2

where: X; - influential parameters in coded form, b; -
regression coefficients.

After completion of the experiment it is necessary to
check the source of dispersions, or check the
homogeneity of the experiment in order to determine the
differences in obtained numerical values. For our
conditions we use Cochran's criterion to check
dispersions’ homogeneity (detailed description in the
literature [3]) which has the form:

2
K, =25 <k (r.N) 3
h™ N = tfj’ (3)
28]
J=1

where:
f; - degree of freedom (f; =n—-1=3),

n, - number of repetitions in the sample (n, =n, =4),
K, - tabular value for the Cochran criterion,
Sample variance

1 _
_IZ(yﬁ_yj)z @

i=1
Total variance of experiment
N n —w
22 i =Y

DS = ®)
-t (n -1)

n MZ

Bearing in mind that the repetitions of measurements
was made only in items 9, 10, 11, and 12 trials, and after
obtaining the values of variables (3) and (4) in equation
(2), we get that: K;, = 0.5354.

According to data of K,(f, =3,N=n,)=0.781 [3,5],

with selected statistical probability (P = 0.99) and using
the condition given in equation (3) is:

K, =0,5354<K,(3,4)=0,684 (6)

As can be seen from the expression (6) condition of
Cochran's criterion which is given by the expression (3)
is fulfilled, i.e. the dispersion of the experimental results
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is homogeneous and can proceed with the modeling of
data obtained experimentally.

5. ANALYSIS OF EXPERIMENTAL DATA OF THE
PROCESS OF LONGITUDINAL TURNING

In order to make a mathematical model of the process
which is given by the expression (2) accepted, it is
necessary to calculate the values and check the
significance of regression coefficients of the model (b;)
and examine the adequacy of the model.

For the conditions of repetition of the experiment in
the central point, the values of the regression model

coefficients are obtained using the following
expressions:
1 N 1 N-ny
bO:_zXijj_ Z XOJyI+ZX0]yOJ ™)
N J=1 N J=1 J=ng
b = ! ZX,y,forz—IZ Lk, 8)
N - nO Jj=1 v
= X; X ,for1<i<m<k, 9
zm N no ; Jy] ( )
where:
by, b;, by, — coefficients of a mathematical model,
Xij, X — coded quantities,
N=2"+ny - total number of trials,

ny— number of repeated experiments at the central point
of the plan

Vo~ results of experiments in the central point of the

plan,
Y- results of experiments in the N-point plan or the

(N- ny ) point of plan.

The values obtained for model coefficients of the total
acceleration of the tool holder ay, on the basis of Table
2 and equation (7), (8) and (9) and they are as follows:

by =2,044; b, =0,184; b, =0,493; b, =0,461;
b, =0,394; by, =0,138; b, =—0,199; b, =0,160;

2

F, :%ZE(fb,.,fz) = F(,f,), fori=0,12,.k  (10)
0

where:

Estimation of errors of k. model

Nb;. (N —n,)b}
Sy = , Sy =—2 (11)
o o
Nb; —ny )b}
Fo= g NI ficia ko (12)
SO SO
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Estimation of errors in the central point of experiment,

1
z(ij _3_;0)2
=

S2 =
’ o

(13)

Arithmetic mean value of the measurement results y; in
zero point plan,

oy
ZJ’OJ
— =l

Yo = (14)

n,

foo =S =t =Fop =1 degree of freedom coeff.
model,

f, =n,—1=3 - degree of freedom in the central point
of the plan.

Using given expressions from (10) to (14) and by
additional calculating of values, rating the significance
of model coefficients is presented in Table 3, where in
column “Verification” using the character “*” their
significance is confirmed, and that are coefficients:
by, b, b,, by, and b, .

The coefficients b; that are not significant in the
further steps are excluded from the mathematical model
in equation (1), so that the model now takes the form:

Y =b, +b,X, +b X, +b, X, X, (15)

The final mathematical model with the values of
significant coefficients should now take the form:

Y =2,044+0,493X, +0,461.X, +0,394X,X, (16)

After defining the function model Y; (16), the next
step in processing the results of the experiment is
determining the adequacy of the obtained model and
calculate the coefficient of multiple regression R as
additional criteria adequacy.

In general case, the adequacy of the obtained
mathematical model is verified by comparing the

experimentally obtained values yf and calculated

values yf obtained from the model, where the condition

of the adequacy determined by F-criterion, which reads:

SZ
F, = S”Z <F(f,f,), for 8)S; (17)
0
or
SZ
EIZS—(ZSF,(fo,JZ), for S3)S; (18)
where:

NETRTVES NEIEn Y,
Sp =L 7 — (19)
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f,=N-k-1-f,=12-3-1-3=5, - degree of

freedom refers to the dispersion of adequacy
E(f..f)=F(53)=282—F - table value criteria.

Quadrat sum, e.i. an experiment error.

1y
Z(YO_/ _;0)2 =8, = Sg “Jo (20)
=1

When the value of expression (16), (18) and (19) are
calculated, F-test criterion has the value:

F, =2,7762 < F.(5,3)=9,01 @1

which shows that the resulting mathematical model
(16) adequately describes the acceleration on the tool
holder in the process of cutting by longitudinal turning.
Another criterion that is used in the selection of the
mathematical model is a multiple regression coefficient
R whose value is determined by the form:

2y =y )
R= I-f— (22)
2y =¥

Using data from Table 4 and by the expression (21) we
obtain the value of the coefficient:

R=0.999.

Thus, in both cases of checking of the model adequacy
(Fisher criterion and multiple regression coefficient R),
the results show that the resulting mathematical model
in coded form (16), adequately describes the process of
longitudinal turning with variable parameters o, , n and
0, 1.e. the tool holder acceleration ay.

6. EXPERIMENTAL RESULTS

After adequacy of mathematical models tests, through
all the previous analysis, it is now necessary expression
(16) to translate the encoded form of the variables (Xj)
in the physical model with the actual process parameters
(o, n, 8) instead of coded.

Using expressions for the conversion to [3,5] and an
additional translation of equality we get:
X, =0,0lc, 5,8
X,=2,56-1,5
X,=0,00476n-1,333
X,, =0,00004760_.n—-0,01330, —0,027608n +7,73314

and including of the expression (16) and after ordering
we get to the final form of the output function Y=F:

Y =ay, =3.74-0.05240, +1.23255 —0.009n

(23)
+0.000020-,n
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Figure 6. Graphic description of tool holder acceleration in
the function of material, cutting velocity and cutting depth

The expression (23) represents the final
mathematical model in the physical form for
accelerations on the tool holder in the process of cutting
by longitudinal turning ay,, which was the main
objective of this paper.

By simulating the model (23) in the graphics
package “Graphis 2.9” varying parameter of values o,,
n, 5, 2D diagrams were obtained (Figure 6) thus
providing an insight into the character and value of tool
holder acceleration ayy.
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7. CONCLUSION

The research which is based on the performance of the
experiment process of longitudinal turning by applying
the appropriate measuring equipment was carried out,
and by the analysis process and using the stochastic
modeling, physical mathematical model for tool holder
acceleration in the form of ay,=f(o,, n,J) was obtained.

Research results and analysis have shown that: The
resulting mathematical model for tool holder
acceleration ay, adequately describes the process, which
is explicitly confirmed by the criteria of adequacy
(Fisher criterion and the criterion of multiple regression
coefficient R).

By simulation of obtained mathematical model for
tool holder acceleration ayy, software package “Graphis
2.9%, the monitoring of the nature and value of the tool
holder acceleration for mentioned parameters has been
enabled.

Applied methods of modeling and simulation in this
paper can be also used to define the optimal values of a
large number of technological parameters of
longitudinal turning process by using a mathematical
model of higher order, and that would be primarily
related to the minimization of tool holder acceleration
with getting the product to the required quality and with
a minimum energy consumption.
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EKCIIEPUMEHTAJIHA NWIEHTUOUKALIUJA
YBP3AIbA HOCAYA Y ITPOLECY Y3AYXKHOTI
PE3AIbBA

Table 1. Physical values of the input influential parameters

Hcax Kapaterosuh, Bexup Hosxkununh, Epmun
Xycak

[IpojexToBame MOJEPHUX IPOM3BOAHHMX CHCTEMa Ha KOjUMa
6u Owio moryhe M3BOOWTH Haj3axTjeBHHUje IIpoIece pe3ama
3axXTjeBa aHAIN3Y CBHX TEXHHYKO - TEXHOJIOIIKHUX I1apamerapa
mpoueca y3 INpHMjeHy Hay4HMX MeETOJa, MOJeNUpama M
neuHUCaka ONTHUMAJIHUX YCIOBa OOpagHUX Mpoleca H
cucTema.

Ja Om ce o0e30jenuyo TUIaHHpPaHO (QYHKIMOHUCAHE
AIIATHUX MaIllMHA MOTPEOHO je Ia oHe Oyay y TOBOJBHO] MjepH
OTIIOpHE W CTa0WJIHE Ha CBE yTjelaje KOjuMa Cy H3JI0KEHE y
mporecy pesama. 300r Belarukor Opoja yTjenajaux ¢akropa Ha
caM TIpPOIIeC pe3ama BPJIO je TEIIKO OJPEIUTH HajyTjelajHuje
napaMeTpe Inpoleca pe3amba HoMolly aHAIMTHYKOI MOJea.
U3 Ttor pasnora je mOTpeOHO NPHUMjEHUTH EKCIIepHUMEHTAIHA
Mjepersa M aHanu3y Ao0HMjeHHX pesyirata Koju he ce
HCKOPUCTHTH 3a CTBapame IOJIOre IpU HICHTU(UKALMjU
CHIIa pe3ama, ITO je He3aMjemhHBO Y pa3BOjy HOBUX allaTHUX
MallliHa W YycaBpLIaBamwy IMocTojehnx oOpagHuX cucrema.
dyHKuMja nMiba paja je nmpoHald MaTeMaTHYKH ajiropHTaM
yOp3ama Hocada anaTa (aNA - f(o:,v,é)) y ¢dyHKUMjU

yBpcTohe oOpalhjuBaHOr MaTepHjaia, Op3uHE pe3ama U JyOuHe
pe3awa. Y  pagy je  M3BPLUIGHO  EKCICPUMEHTAJHO
HCTpaXkuBame yOp3ama HOcada anaTa Koj TOKapema 3a Tpu
BpTe uenuka: 9SMn28, S355J0G3 u C45E.

Influential quantities Physical quantities of influential quantities
The level of variation Minimal Average Maximal
) N x/= 0. 480 (N/mm?) 580 (N/mm?) 680 (N/mm?)
Physical quantities N 02 (mm) 0.6 (mm) 1.0 (mm)
X3 =n=v 140 (o/min)=14 (m/min) | 280 (0/min)=26 (m/min) 560 (0/min)=53 (m/min)

Table 2. Table of complete plan of the experiment

% Physical values of parameters Coded values of parameters Exp.
results
SE | Ny ’(jj;j oy || K] ] X | XX | X% | X6 [Ifl;’éfj‘“
L 480 0.2 140 + ] -1 | -1 | -1 +1 +1 +1 -1 1.34
2. 680 1 560 + |+ -1 | - -1 +1 -1 +1 1.5371
3. 480 0.2 140 | -1 | |- -1 -1 +1 +1 1.4817
4. 680 1 560 +H | | | -] +1 -1 -1 -1 2716
3. 480 0.2 140 + | -1 | -1 | 4 +1 -1 -1 +1 2.604
6. 680 1 560 + |+ | -1 |+ -1 -1 +1 -1 14659
7. 480 02 140 | -1 | ]+ -1 +1 -1 -1 27582
8. 680 1 560 e ! +1 +1 +1 +1 3.8361
9. 580 0.6 280 +1 0 0 0 0 0 0 0 2.15
10. 580 0.6 280 +1 0 0 0 0 0 0 0 1.71
11. 580 0.6 280 +1 0 0 0 0 0 0 0 1.70
12. 580 0.6 280 +1 0 0 0 0 0 0 0 1.3
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Table 3. Coefficients’ significance (b;)

=
Degree of i 2
Coefficients freedom The sum Ot; Ccalct;liteestz ratio, Tabular value 5
b f quadrants S, Y F(f), ) =F(1, 3) B
i r1 )
>
b= 2,044 fo=3 Sfo =50,135 F,y=446,04 10,1 *
b;=0,184 fi=1 S,fl =0,270 F,, =2,409 10,1 -
b,= 0,493 =1 sz2 =1,944 Fn,=17,28 10,1 *
b;=0,461 ;=1 sz3=0,1700 Fs=15,11 10,1 ®
b1, = 0,394 fy=1 Sy, = 1,2418 F.pp=11,03 10,1 *
by3=-0,193 fy=1 S4;=0316 Fii3=2.810 10,1 -
b= 0,138 f;=1 S;,,=0,152 Fp3 = 1,354 10,1 -
b= 0,160 f;=1 S;,,= 0,204 Frip3 = 1,820 10,1 -
Table 4. Data for testing multiple regression coefficient R
Input Measuring Average . Degree of
Numfber Values results value Quadrat sum Variance freedom
(o)
A ) n _ 7. ( = )2 2 )
eksp- N /mm? mm °/min N= dy Vi Vi~ Yj Sj f/
9 580 0,6 280 2,151 1,725 0,1810 0,06 3
10 580 0,6 280 1,713 1,725 0,00014 0,00005 3
11 580 0,6 280 1,708 1,725 0,00029 0,00001 3
12 580 0,6 280 1,33 1,725 0,156 0,052 3
n
D8} = 0,1120
i=1
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