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Abstract: Adhesion wear is the main wear mechanism in the dry turning of aluminium alloys. This
type of wear produces an adhesion of the machining material on the cutting tool, decreasing the final
surface quality of the machining parts and making it more difficult to maintain industrial tolerances.
This work studies the influence of the cutting parameters on the volume of material adhered to the
cutting tool surface for dry machining of AA2024 (Al-Cu). For that purpose, a specific methodology
based on the automatic image processing method that can obtain the area and the thickness of the
adhered material has been designed. This methodology has been verified with the results obtained
through 3D analysis techniques and compared with the adhered volume. The results provided
experimental parametric models for this wear mechanism. These models are analytic approximations
of experimental data. The feed rate mainly results in low cutting speed, while low depths of cut
presents a different behaviour due to the low contact pressure. The unstable behaviour of aluminium
adhesion on the cutting tool produces a high variability of results. This continuous change introduces
variation in the process caused by the continuous change of the cutting tool geometry.
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1. Introduction

The increase of cutting tool life is a highly attractive objective in industry for improving the
profitability of industrial machining processes. Tool wear and control are a critical challenge in the
machining process nowadays, although they have been addressed in classic studies [1-4].

Different approaches have been used for aluminium alloys in order to minimise this issue. On the
one hand, coatings are proposed to improve the cutting tool life, with the most recommended one
being diamond coatings [5,6], because they have a higher hardness like intermetallic particles [6].
However, they have refractory properties that increase the temperature of the cutting zone [7], making
the machining of Al parts more difficult, especially when high cutting speeds (up to 600 m/min)
cannot be achieved. Moreover, the use of diamond coatings increases the cost of the cutting tool and,
in several cases, makes it unprofitable to the industry.

On the other hand, different lubricant solutions have been proposed in recent years, mainly based
on the use of Minimum Quantity Lubrication (MQL) [8-10], high-pressure coolant [5,11] and cryogenic
systems [12,13]. Nevertheless, due to its low environmental impact and associated costs, dry machining
must also be considered for the machining of Al alloys [14,15], as it is the most sustainable solution for
the turning process [8,16]. It does not involve pollution of air or water resources but is necessary for a
cutting tool with low friction coefficient and adequate heat resistance [8].
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However, dry machining of aluminium alloys is usually associated with high adhesion rates on
the cutting tool surface. This wear mechanism is related to the increase of the friction coefficient [17]
caused by the contact between the surfaces. This type of contact creates a rough surface and a low
sliding contact between tool and work materials [18], increasing the contact pressure and particle
transference from one surface to another [19]. This can be classified as primary—from the tool to
the chip—or secondary, from the workpiece to the tool. In the latter case, the material can adhere to
the cutting tool, giving rise to a Built-Up Edge (BUE), presenting adhesion in the closest areas of the
cutting edge, and the Built-Up Layer (BUL), located in the rake face [19-21].

Traditionally, BUE formation is related with low cutting speed, while BUL is associated with
high cutting speed due to the conventional behaviour of wear in different steel machining, as was
studied by Krolczyk et al. [22] using a methodology for predicting the cutting tool life in stainless
steel and its relation to surface roughness [23]. However, this behaviour change is dependent on the
machined material.

BUL is also considered in turning of nickel alloys as one of the main causes of poor surface
finishing, affecting residual stresses [24]. Cutting forces can also be affected, and some models
would help to define the mechanistic of parameters modelling [25]. Cutting tool wear by adhesion
mechanisms changes cutting forces and cutting temperature, affecting the quality of the machined
workpieces. Nevertheless, only few works in the field of modelling address these aspects [26].

In the particular case of aluminium alloys, different authors [18,19,27-30] define the development
of secondary adhesion wear in several steps:

e  Build of Primary BUL. A layer of near-pure aluminium, with a very low quantity of copper,
is adhered due to the thermomechanical conditions. Under high pressure and temperature,
the matrix is softened and welded to the cutting tool rake face by pressure.

e  Build of BUE. It is produced by the mechanical adhesion of the workpiece alloy close to the
cutting edge.

e  Build of secondary BUL. A mechanical extrusion of the workpiece material over the rake face takes
place. The BUE and secondary BUL usually grow to a critical size. Once it is reached they are
detached—at least partially—from the cutting tool, taking with them cutting tool particles, thereby
damaging the tool.

This process is unstable and usually cyclic, being repeated several times during long-term tests.
It is a dynamic wear mechanism in which successive chip material layers are welded and hardened
on the surface, or are deposited on the cutting tool by thermic or mechanical actions. BUE changes
continuously because the workpiece material is deposited and the tool particles are moved away. This
phenomenon is usually related to the onset of an over cut, due to the added material that modifies the
initial cutting edge geometry and, consequently, the initial cutting conditions [4]. In some cases, it can
also be followed by a weakening of the cutting tool, causing in some cases a complete or catastrophic
and unexpected fracture.

Trujillo et al. [27] explain that this complexity in the machining of aluminium, especially due
to the dynamic behaviour, makes measuring adhesion more difficult. The measurement has to
consider the modification of the initial cutting geometry, taking into account volume loss and volume
increase, as proposed by Gomez-Parra et al. in [18]. There are several technologies to measure tool
wear, such as Focus-Variation Microscopy (FMV) [31,32], SEM-3D or tomography [33], image pattern
comparison [34], direct measurements based on optical methods [27,35] or intelligent prediction
systems [36]. All of these methods have usually been implemented in wear control, and few of
them have been implemented for aluminium machining [27,32,33]. Moreover, none of them are
widely implemented in industrial applications due to the equipment cost, complex set-ups and long
processing times.
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For this reason, different techniques to monitor or evaluate tool wear [37-39] have been
developed, using indirect measurements of the cutting tool wear through monitoring systems [40] or
simulations [41], and mainly focused on orthogonal cutting and chip formation [42].

There are different image processing methods applied to the control of tool wear [43], but the most
recent method proposed came from Trujillo et al. [27], in whose study the area affected for tool wear
is selected manually and measured with specific software. This is a simple technique and industrial
implementation is possible at low cost.

In this research paper, the evolution of the adhesion wear mechanism in the dry turning of
AA2024 (Al-Cu) is reported. The mechanism induces a positive volume deviation of the cutting tool
and uses an automated image processing technique that allows for easy, quick and cheap evaluation.

Turning is a well-known machining process with two characteristics that make it ideal for this
study. It is a process close to orthogonal cutting conditions and the cutting tool geometry is simple.
It is also widely used in industries where light alloys are considered as strategic materials, such as the
aerospace industry, where the application of eco-friendly processes is a challenge nowadays.

2. Materials and Methods

Tests were performed in cylindrical samples of aluminium alloy AA2024-T3 (Al-Cu), and carried
out in a CNC Lathe EMCOturn 242 (EMCO, Hallein, Austria), with 13 kW power and EMCOtronic
TMO2 numerical control.

Tests were designed to study the evolution of the wear elements depending on the cutting
parameters, using combinations of four different cutting speeds, four different feed rates, and three
different depths of cut. The machining time was established in 10 s in all cases and the tests were
executed in the absence of cutting fluids (dry machining). Therefore, 48 different tests were carried
out. Table 1 collects the different parameters used. The cutting parameters have been selected from
those industrially used, according to previous works [27]. The short machining time was considered in
order to analyse the first instant of machining [44].

Table 1. Cutting parameters.

Cutting Speed (v¢) (m/min) 50 100 150 200
Feed (f) (mm/rev) 0.05 0.1 0.2 0.3
Depth of cut (ap) (mm) 0.5 1 2 -
Time of cut (t) (s) 10

In order to reduce the interference of the cutting tool geometry in the development of the
machining tests, a close situation to orthogonal cut is chosen. An uncoated commercial carbide
tungsten insert with 10% Co from SECO (ref. ISO DCMT11T308) [45] was chosen. The selection of the
uncoated insert is done in order to prevent masked tool wear behaviour by coating. The main cutting
insert features are: lip angle 55°, clearance angle 7°, rake angle 17°, and classic chip-breaker geometry
for fine cutting application and general purpose.

The cutting tool characterisation was carried out in three steps (Figure 1). The two first steps of the
evaluation were done using a Stereoscopic Optical Microscope (SOM) Nikon SMZ-800 (Tokyo, Japan)
connected to a 5 Mpx optical camera Optikam B5 (Optika, Ponteranica, Italy). Additionally, an
optic-fibre lighting ring with low reflectance was used as the illumination system. After calibration, a
precision of 0.94 pm/pixel was calculated.

The first step is a phase analysis. In this case a Perfect Image v7 (Clara Vision, Verrieres le Buisson,
France) software was used. The image is filtered and colour patterns are recognised automatically.
This technique allows us to establish the extension of the adhered material. It is calculated as a
percentage of the affected area on the rake face by the adhesion. This extension is evaluated in terms
of percentage occupation from a zenith image processing based on projection. All the images are taken
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using the same magnification and the same area of the tool is examined. Figure 2 shows an example
of the difference of colour corresponding to the adhered material (grey). The same image processing
procedure was used for every tool, with three iterations for each image.

Area affected by adhesion

Thickness of adhered material
¥ e

Volume of adhered material

7

Figure 1. Scheme of the experimental methodology.

The second analysis is of the thickness of the material adhered on the cutting edge (BUE).
A minimum of 10 equally spaced images was taken in Zone B, according to the actual standard
ISO 3685 [46] before calculating the mean value. This measurement process is shown in Figure 3.

R i

1 mm

Image
analysis

g

Figure 2. Example of the affected area by adhesion (v¢ =192 m/min, f = 0.3 mm/rev, ap =1 mm, t = 10 s).

The area affected by adhesion and its thickness of cutting tool are two-dimensional parameters
that define the volume of material adhered of the cutting tool. In order to establish a three-dimensional
relationship with the tool wear, the difference in volume of the cutting tool before and after the
cutting process was studied. The technique used to study this variation is contact profilometry,
using a profilometer TALYSURF CLI 1000 (Taylor Hobson, Leicester, UK). The profiles defined by the
topography generate a three-dimensional image of the material adhered to the tool. Adhered volume
can be compared with the topography of a new cutting tool using the software Talymap Platinum v5
(Taylor Hobson, Leicester, UK) in order to obtain the volume of adhered material.

The acquired area was 6.15, 6.25 and 8.75 mm? for 0.5, 1 and 2 mm depth cuts, respectively.
Five thousand data points are taken in each profile and the space between them is 0.0005 mm.
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A section of the tool cut on the perpendicular plane to the cutting edge is studied using a Scanning
Electron Microscope (SEM).

Clearance face

” = 5 5
Digital measure [ El%

" L tBUE;

Figure 3. Built-Up Edge (tBUE) thickness measurement.

3. Results

3.1. Evaluation of the Thickness of the Adhered Material onto the Cutting Edge

Images were taken perpendicularly to the rake face in order to obtain the real thickness of the
material adhered to the cutting edge. This adhered material is considered the Built-Up Edge or BUE.
Marks of chip fluency are also observed in the clearance face but disappear with a high depth of cut,
so may be related to the cross-sectional area of the chip. It can be appreciated that a lower cutting
speed is more suitable for presenting a Built-Up Edge (Figure 4), while an increase in the feed rate can

reduce this effect (Figure 5).
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Figure 4. Effect of the feed rate cutting speed and the depth of cut on the secondary adhesion wear in
the lateral plane for a 0.2 mm/rev feed rate (63 ).

Numerical results show a similar trend to the visual ones. Figure 6 represents the average
thickness of the adhered material depending on the cutting speed and the feed rate for a 0.5 mm depth
of cut. It has been verified that this behaviour is similar for the other depths of cut.
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Figure 5. Effect of the feed rate and the depth of cut on the secondary adhesion wear in the cenital
plane for cutting speed 100 m/min (63 x).
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Figure 6. Effect of the thickness of the material adhered on to the tool edge on the secondary adhesion
wear for 0.5 mm depth of cut depending on the (a) cutting speed; (b) feed rate.

The highest values of adhered material are observed for lower cutting speeds, having a similar
behaviour for all depths of cut. When the depth decreases, the thickness of the material adhered to
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the tool is reduced. There is also a decreasing trend related to the cutting speed that plateaus in a
horizontal line.

Therefore, the trends are affected by the depth of cut. A lower depth of cut increases the thickness
of the adhering material. The slope of this trend decreases when the depth of the cut increases. This
effect can be related to the chip forming process. In this case, for the highest feed rates, the cross section
of the chip is higher and the associated chip tension is higher too. Due to this, the chip form is long or
snarled, in agreement with Rubio et al. [47].

Also, the thickness of the adhered material decreases slightly with the feed rate, while an increase
in the cutting speed reduces the sensibility of the feed change. For a high cutting speed, the slope of
this trend is higher. This behaviour is related to the temperature of the process, which promotes the
mechanical adhesion [48].

Moreover, for extreme values of cutting speed and feed rates, there are higher differences due to
the increase of cutting forces. Chip width sense is smaller when decreasing those forces, considering
the chip projection over the cutting edge. This behaviour was observed in the cutting force by
Carrilero et al. [49].

The experimental results suggest that it is possible to obtain a potential parametric model of
X = f(v¢, f, ap) with a better fit than other models. This was in accordance with the statistical treatment
proposed for similar studies [27,50,51].

Potential models have been proposed for each depth of cut:

tBUE (ap = 0.5 mm ) = 3985.58-f 00002,y ~0832 1)
tBUE (ap = 1 mm ) = 1002.24-f3.y ~0-461 @
tBUE (ap =2 mm ) — 384‘76.f0.327.VC70.432 3)

Those models present the little variations analysed before as well as the high variability of the
results. A combined model has been developed from the previous models:

tBUE = 1244.205-f 0266y ~0-567.5 ~0-806 )

Figure 7 presents three-dimensional models and the combination of them, showing the trends
previously mentioned.

I Depth of cut = 0.5 mm
I Depth of cut =1 mm
I Depth of cut =2 mm

24 A

Figure 7. Graphic representations of the models calculated for the thickness of the material adhered on
the cutting edge.
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It is remarkable that the material adhered on the cutting edge (BUE) changes the geometry of the
cutting tool. This change modifies the clearance angle and the rake angle. An example of the new
geometry is seen in the transversal section of the tool (Figure 8). In this case, the chip flows out of
the rake face and the contact pair in this cutting condition is aluminium-aluminium. This affects the
friction coefficient and the temperature of the process, while the contact area decreases [17]. Also, as is
shown in Figure 8, the thickness of the adhered material on the cutting edge is higher than that of the
material adhered on the rake face.

a) Cross-section

Figure 8. (a) Scheme of the cross section of the tool; (b) SEM image of this cross section.

3.2. Evaluation of the Area Affected by Adhesion

The images taken in the position perpendicular to the rake face show a layer adhered on this face,
considered the Built-Up Layer or BUL. Also, it is possible to see a decrease in the affected area by adhesion
when the cutting speed increases (Figure 9). Additionally, there is an increase in the affected area related
to the increase of the feed rate (Figure 10). This behaviour is independent of the depth of cut.

50 m/min 100 m/min 150 m/min 200 m/min

0.5 mm

1mm

1 mm

|||||||||||||||||||||||||||

2 mm

Figure 9. Effect of the cutting speed and the depth of cut on the secondary adhesion wear in the zenith
plane for 0.05 mm/rev feed rate (30x).

Figure 11 shows the evolution of the % area affected by adhesion wear, according to the cutting
speed and the feed rate using 0.5 mm depth of cut.
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Figure 10. Effect of the feed rate and the depth of cut on the secondary adhesion wear area in the zenith
plane for cutting speed 50 m/min (30x).
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Figure 11. Effect on the area affected by secondary adhesion (%A) for 0.5 mm depth of cut depending
on the: (a) cutting speed; (b) feed rate. Data measured by image processing techniques.
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Analytical data show the same trends observed in the images. There is a decreasing trend of
adhesion area when the cutting speed increases for all the studied feed rates. These trends seem to be
constant and unaffected by the feed rate.

This fact is related to the cutting temperature increment that appears with the rise in the speed,
as was analysed by [44,52]. Moreover, a horizontal trend is noted for the highest cutting speed values,
which can be related to a stabilisation of this parameter. This result matches the results obtained in the
test performed by [29] in a high-speed machining test.

In this case, the reduction of the affected area can be related to the tool geometrical change
explained before. An increase in the cutting edge adhesion induces a rise in the contact length between
the chip and the tool, reducing the adhesion effect. This phenomenon has been verified in orthogonal
cut by Atlati et al. [53]. This effect is related to the resilience of the material, obtaining opposite
tendencies to those observed in Trujillo et al.’s [27] experiments. Those differences are due to the use of
aluminium with the highest resilience in Trujillo’s tests. Also, it has to be considered that the method
used by Trujillo et al. is manual and an automatic one can be more robust.

The surface of the chip varies due to the lack of contact between tool and material. For the highest
cutting speed, the number of scratches, marks and defects on the chip surface are reduced (Figure 12).
Those defects are caused by the type of flow over the rake face. It can be noted that on the contact area
the grains are elongated in the longitudinal sense (Figure 13).

We expected a higher affected area because of the increase in the depth of cut caused by the
increase of the contact area between the part and the tool. For this reason, for a smaller depth of cut,
the area affected is smaller. However, the parametric trends seem to be constant for every depth of
cut studied.

50 m/min 100 m/min 150 m/min 200 m/min

1mm L 1Tmm

Figure 12. Chip contact face for different cutting speed at 0.2 mm/rev feed rate and 2 mm depth of
cut (30x).

500 pum

Figure 13. Metallographic optical microscopy of the chip cross section.
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Despite the fact that adhesion is a cyclical process and the adhered material is removed and
reformed in the evaluated period [18], the deviation of the data is not remarkable. This phenomenon
could hide other effects of adhesion on the tool rake face, like a possible crater. For this reason,
this method does not draw any distinction between primary and secondary BUL, which limits the
evaluation to the material extension.

From the obtained data, several marginal models of the depth of cut have been calculated.
The objective is to make the graphic representation of the joining model easier:

%A (ap = 0.5 mm ) = 359.317-f30 .y ~0.752 “
%A (ap =1mm ) — 120'462_f0.529_VC70.317 (6)
%A (ap =2 mm ) — 57-968'f0'850'vc_0'006 (7)

A combined model based on the overlap of these models is established:
%A = 146.657-f 0.551 _VC70.371 _ap0.421 (8)

It is observed that the exponent of the cutting speed points, a horizontal trend for the highest
values of the depth of cut and the increase of depth of cut is shown as a high exponent of the feed
rate. Figure 14 presents the superposition model. This figure reflects the trends of behaviour explained
previously. The planes are cut because the trends are inverted when the depth of cut increases.

As presented in the model, the sensitivity of the geometry change depends on the depth of cut.
With a higher value of this parameter, the tool is more sensitive to changes caused by an increase in the
feed rate and less so for those caused by an increase in the cutting speed, due to an increase of the chip
section and an increase in the specific cutting tension. This is related with a highest stress to perfume
the cutting process, which is also linked to an increase in the temperature in the cutting zone.

I Depth of cut =0.5 mm
I Depth of cut =1 mm
I Depth of cut =2 mm

Figure 14. Graphic representations of the models calculated for the secondary adhesion-affected area.

3.3. Volume of the Material Adhered of the Cutting Tool

In this case, similar to in a previous analysis, we studied the tools obtained for each depth of cut.
Figure 15 shows the topographies obtained for a 1 mm depth of cut. However, the same trends were
found for the other depths of cut.

This is in accordance with what was observed in previous cases and can be explained by the
tension of the chip and the lack of contact with the tool.
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Figure 15. Comparative topography of the tools used in 0.5 mm depth of cut machining tests.
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Figure 16 shows the effect of the cutting parameters on the volume of the material adhered to the
cutting tool for 0.5 mm depth of cut. Others depths of cut shows the same trends.
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Figure 16. Effect of the (a) cutting speed; (b) feed rate on the volume of the material adhered to the

cutting tool (V) for 0.5 mm depth of cut.
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It is difficult to establish homogeneity given the dynamic behaviour of the adhesion mechanism.
As shown in Figure 17, the adhering material can be easily removed (the whole adhesion layer or a
part of it). This continuously alters the behaviour of the tool, changing the performance of the process.

WD |Mag Det |Spot| HV
0 AM 9.9 mm| 50x | 2.

n

/ ~
2.0mm

2/10/2012
283s/ETD| 3.5

30.0 kV

WD |Mag| Scan | Det |Spot| HV
10:59:42 AM|9.3 mm |200x/0.98 s|ETD| 5.0

Figure 17.

400.0pm
30.0 kV

SEM of a tool in the previous instants to the detachment of the adhering layer.
(a) 50 x magnification; (b) 200 x magnification.

According to the data obtained, a potential model has been developed as shown in Equation (9):
V = 2.121.f 1463,y 0501 5 0111

©)

Figure 18 shows the regression planes of the marginal models and the joint model. The model
represents the union of the two effects already studied. It is also noted that the most material is adhered

to the cutting edge, while the material adhered on the rake face has a lower thickness and volume.

[ Depth of cut=0.5 mm
B Depth of cut =1 mm
I Depth of cut =2 mm

log (V)

p 2.0
g (V) 22 14

Figure 18. Graphic representations of the models calculated for the volume of adhering material.

4. Conclusions

This paper has evaluated the secondary adhesion wear in dry turning of an AA2024 aluminium
alloy using a specific methodology. The three effects of the secondary adhesion wear were studied:
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the affected area in the rake face (BUL), the thickness of material adhered over the cutting edge
(BUE), and the total volume adhered on the tool (BUL/BUE). Those parameters are studied under
two-dimensional optical techniques and with a 3D profilometer. Parametric models for the three effects
are proposed by combining different cutting parameters.

The thickness of material adhered on the cutting edge shows more dependence on the cutting
speed than the feed rate. A layer of higher thickness appears with a lower cutting speed. Similar
trends are noted with depth of cut. The geometry of this adhering material also changes the geometry
of the tool; this change does not have linear behaviour.

The affected area in the rake face is influenced by this geometrical change. For this reason,
when the thickness of the material adhered on the cutting edge is increased, the contact length of the
chip—tool pair is lower and the affected area of the rake face is decreased. Thus, the influence of the
cutting speed is lower and the feed rate is higher. The surface of the chip shows this behaviour with a
clear surface.

The adhesion wear is a dynamic mechanism. For this reason, there is instability in the wear
mechanism. This instability is observed in some tools when the material adhered can be removed
easily. This may affect the instantaneous results, but the general trend is not affected.

However, the study of the volume of the material adhered to the tool shows a higher dependence
on the material adhered in the cutting edge because it presents a lower thickness to a rake face. In this
way, the volume adhered on the tool shows a similar trend to the thickness of the material adhered on
the cutting edge.

This study uses two different techniques, a basic optical technique and a complex metrological
technique. The optical technique allows for the measurement of the tool wear with high precision,
making it a suitable technique for industrial implementation due its simplicity, low cost and precision.
This study also sets up a foundation to establish an automatic calibration system for a tool based on
optical techniques. This can minimise the negative effects of secondary adhesion wear.

Author Contributions: M.B.P. and J.S.G. conceived and designed the experiments; M.B.P. and J.S.G. performed
the experiments; M.B.P. and S.R.E-V. analysed the data; M.B.P. and 1.D.S.1. wrote the paper.

Funding: This work has received financial support from the Spanish Government through the Ministry of
Economy, Industry and Competitiveness, the European Union (FEDER/FSE) and the Andalusian Government
(PAIDI).

Acknowledgments: A special acknowledge to Mariano Marcos Barcena, a great scientific and engineer,
and personally our father in research works. In memoriam.

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

References

1. Merchant, M.E.; Krabacher, E.J. Radioactive tracers for rapid measurement of cutting tool life. |. Appl. Phys.
1951, 22, 1507-1508. [CrossRef]

2. Ernst, H.; Martellotti, M. The formation of the Build-Up Edge. ASME Mech. Eng. 1938, 57, 487-498.

3.  Bailey, J.A. Friction in metal machining-mechanical aspects. Wear 1975, 31, 243-275. [CrossRef]

4. Komanduri, R. Machining and grinding: A historical review of the classical papers. Appl. Mech. Rev. 1993,
46. [CrossRef]

5. DaSilva, R.B.; Machado, A.R;; Ezugwu, E.O.; Bonney, J.; Sales, W.F. Tool life and wear mechanisms in high
speed machining of Ti-6Al-4V alloy with PCD tools under various coolant pressures. J. Mater. Process. Technol.
2013, 213, 1459-1464. [CrossRef]

6.  Nouari, M,; List, G.; Girot, F.; Coupard, D. Experimental analysis and optimisation of tool wear in dry
machining of aluminium alloys. Wear 2003, 255, 1359-1368. [CrossRef]

7. Santos, M.; Machado, A.; Sales, W.; Barrozo, M.; Ezugwu, E. Machining of aluminum alloys: A review. Int. J.
Adv. Manuf. Technol. 2013, 86, 3067-3080. [CrossRef]

8.  Debnath, S.; Reddy, M.M.; Yi, Q.S. Environmental friendly cutting fluids and cooling techniques in machining:
A review. J. Clean. Prod. 2014, 83, 33-47. [CrossRef]


http://dx.doi.org/10.1063/1.1699907
http://dx.doi.org/10.1016/0043-1648(75)90161-1
http://dx.doi.org/10.1115/1.3121404
http://dx.doi.org/10.1016/j.jmatprotec.2013.03.008
http://dx.doi.org/10.1016/S0043-1648(03)00105-4
http://dx.doi.org/10.1007/s00170-016-8431-9
http://dx.doi.org/10.1016/j.jclepro.2014.07.071

Materials 2018, 11, 1598 15 of 16

10.

11.

12.

13.

14.

15.

16.

17.

18.

19.

20.

21.

22.

23.

24.

25.

26.

27.

28.

29.

30.

Mia, M.; Gupta, M.K; Singh, G.; Krélczyk, G.; Pimenov, D.Y. An approach to cleaner production for
machining hardened steel using different cooling-lubrication conditions. J. Clean. Prod. 2018, 187, 1069-1081.
[CrossRef]

Krolezyk, G.M.; Maruda, R.W.; Krolczyk, J.B.; Nieslony, P.; Wojciechowski, S.; Legutko, S. Parametric and
nonparametric description of the surface topography in the dry and MQCL cutting conditions. Measurement
2018, 121, 225-239. [CrossRef]

Polvorosa, R.; Sudrez, A.; Lopez de Lacalle, L.; Cerrillo, I.; Wretland, A.; Veiga, F. Tool wear on nickel alloys
with different coolant pressures: Comparison of alloy 718 and waspaloy. J. Manuf. Process. 2017, 26, 44-56.
[CrossRef]

Sartori, S.; Moro, L.; Ghiotti, L.; Bruschi, S. On the tool wear mechanisms in dry and cryogenic turning
Additive Manufactured titanium alloys. Tribol. Int. 2017, 105, 264-273. [CrossRef]

Mia, M. Multi-response optimization of end milling parameters under through-tool cryogenic cooling
condition. Measurement 2017, 111, 134-145. [CrossRef]

Shokrani, A.; Dhokia, V.; Newman, S.T. Environmentally conscious machining of difficult-to-machine
materials with regard to cutting fluids. Int. J. Mach. Tools Manuf. 2012, 57, 83-101. [CrossRef]

Goindi, G.; Sarkar, P. Dry machining: A step towards sustainable machining-challenges and future directions.
J. Clean. Prod. 2017, 165, 1557-1571. [CrossRef]

Krolczyk, G.; Nieslony, P.; Maruda, R.; Wojciechowski, S. Dry cutting effect in turning of a duplex stainless
steel as a key factor in clean production. J. Clean. Prod. 2017, 142, 3343-3354. [CrossRef]

Salguero, J.; Vazquez-Martinez, ].M.; Del Sol, I.; Batista, M. Application of Pin-On-Disc techniques for the
study of tribological interferences in the dry machining of A92024-T3 (Al-Cu) alloys. Materials 2018, 11, 1236.
[CrossRef] [PubMed]

Goémez-Parra, A.; Alvarez-Alcon, M.; Salguero, J.; Batista, M.; Marcos, M. Analysis of the evolution of the
Built-Up Edge and Built-Up Layer formation mechanisms in the dry turning of aeronautical aluminium
alloys. Wear 2013, 302, 1209-1218. [CrossRef]

Carrilero, M.S.; Bienvenido, R.; Sanchez, ].M.; Alvarez, M.; Gonzélez, A.; Marcos, M. A SEM and EDS insight
into the BUL and BUE differences in the turning processes of AA2024 Al-Cu alloy. Int. J. Mach. Tools Manuf.
2002, 42, 215-220. [CrossRef]

Trent, E.M.; Wright, PX. Metal Cutting; Butterworth-Heinemann: Oxford, UK, 2000; ISBN 978-0-7506-7069-2.
Klocke, F.; Eisenblitter, G.; Krieg, T. Machining: Wear of Tools. In Encyclopedia of Materials: Science and
Technology; Elsevier Ltd.: New York, NY, USA, 2001; pp. 4708-4711. ISBN 978-0-08-043152-9.

Krolezyk, G.; Gajek, M.; Legutko, S. Predicting the tool life in the dry machining of duplex stainless steel.
Maint. Reliab. 2013, 15, 62-65.

Krolezyk, G.; Legutko, S.; Gajek, Y.S. Predicting the surface roughness in the dry machining of duplex
stainless steel (DSS). Metalurgija 2013, 52, 259-262.

Ferndndez-Valdivielso, A.; Lopez de Lacalle, L.; Urbikain, G.; Rodriguez, A. Detecting the key geometrical
features and grades of carbide inserts for the turning of nickel-based alloys concerning surface integrity.
J. Mech. Eng. Sci. 2016, 230, 3725-3742. [CrossRef]

Lamikiz, A.; Lopez de Lacalle, L.; Sanchez, J.; Bravo, U. Calculation of the specific cutting coefficients and
geometrical aspects in sculptured surface machining. Mach. Sci. Technol. 2005, 9, 411-436. [CrossRef]
Calleja, A.; Bo, P; Gonzalez, H.; Barton, H.; Lopez de Lacalle, L. Highly accurate 5-axis flank CNC machining
with conical tools. Int. |. Adv. Manuf. Technol. 2018, 97, 1605-1615. [CrossRef]

Trujillo, F; Sevilla, L.; Marcos, M. Experimental parametric model for indirect adhesion wear measurement
in the dry turning of UNS A97075 (Al-Zn) alloy. Materials 2017, 10, 152. [CrossRef] [PubMed]

Batista, M.; Salguero, J.; Gémez, A.; Carrilero, M.S.; Alvarez, M.; Marcos Béarcena, M. Identification, analysis
and evolution of the mechanisms of wear for secondary adhesion for dry turning processes of Al-Cu alloys.
Adv. Mater. Res. 2010, 107, 141-146. [CrossRef]

Salguero, J.; Batista Ponce, M.; Sanchez-Carrilero, M.; Alvarez, M.; Marcos-Barcena, M. Sustainable
manufacturing in aerospace industry—Analysis of the viability of intermediate stages elimination in sheet
processing. Adv. Mater. Res. 2010, 107, 9-14. [CrossRef]

Salguero, J.; Carrilero, M.S.; Batista, M.; Alvarez, M.; Marcos, M. Analysis of the influence of thermal
treatment on the dry turning of Al-Cu alloys. In Proceedings of the Third Manufacturing Engineering Society
International Conference: Mesic-09, Alcoy, Spain, 17-19 June 2009.


http://dx.doi.org/10.1016/j.jclepro.2018.03.279
http://dx.doi.org/10.1016/j.measurement.2018.02.052
http://dx.doi.org/10.1016/j.jmapro.2017.01.012
http://dx.doi.org/10.1016/j.triboint.2016.09.034
http://dx.doi.org/10.1016/j.measurement.2017.07.033
http://dx.doi.org/10.1016/j.ijmachtools.2012.02.002
http://dx.doi.org/10.1016/j.jclepro.2017.07.235
http://dx.doi.org/10.1016/j.jclepro.2016.10.136
http://dx.doi.org/10.3390/ma11071236
http://www.ncbi.nlm.nih.gov/pubmed/30022001
http://dx.doi.org/10.1016/j.wear.2012.12.001
http://dx.doi.org/10.1016/S0890-6955(01)00112-2
http://dx.doi.org/10.1177/0954406215616145
http://dx.doi.org/10.1080/15321790500226614
http://dx.doi.org/10.1007/s00170-018-2033-7
http://dx.doi.org/10.3390/ma10020152
http://www.ncbi.nlm.nih.gov/pubmed/28772510
http://dx.doi.org/10.4028/www.scientific.net/AMR.107.141
http://dx.doi.org/10.4028/www.scientific.net/AMR.107.9

Materials 2018, 11, 1598 16 of 16

31.

32.

33.

34.

35.

36.

37.

38.
39.

40.

41.

42.

43.

44.

45.

46.

47.

48.

49.

50.

51.

52.

53.

Bleither, F,; Reiter, M. Wear reduction on cutting inserts by additional internal cooling of the cutting edge.
Procedia Eng. 2018, 21, 518-524. [CrossRef]

Maine, J.; Batista, M.; Garcia-Jurado, D.; Shaw, L.; Marcos, M. FVM based methodology for evaluating
adhesion wear of cutting tools. Procedia CIRP 2013, 8, 552-557. [CrossRef]

Gontard, L.; Batista, M.; Salguero, J.; Calvino, J. Three-dimensional chemical mapping using non-destructive
SEM and photogrammetry. Sci. Rep. 2018, 8, 11000. [CrossRef] [PubMed]

Castejon, M.; Alegre, E.; Barreiro, J.; Hernandez, L. On-line tool wear monitoring using geometric descriptors
from digital images. Int. |. Mach. Tools Manuf. 2007, 47, 1847-1853. [CrossRef]

Shahabi, H.; Ratnam, M. In-cycle detection of Built-Up Edge (BUE) from 2-D images of cutting tools using
machine vision. Int. J. Adv. Manuf. Technol. 2010, 46, 1179-1189. [CrossRef]

Sen, B.; Mandal, U.; Mondal, S. Advancement of an intelligent system based on ANFIS for predicting
machining performance parameters of Inconel 690—A perspective of metaheuristic approach. Measurement
2017, 109, 9-17. [CrossRef]

Dan, L.; Mathew, ]. Tool wear and failure monitoring techniques for turning—A review. Int. ]. Mach.
Tools Manuf. 1990, 30, 579-598. [CrossRef]

Cook, N.H. Tool wear sensors. Wear 1980, 62, 49-57. [CrossRef]

Rivero, A.; Lacalle, L.; Penalva, M. Tool wear detection in dry high-speed milling based upon the analysis of
machine internal signals. Mechatronics 2008, 18, 627—-633. [CrossRef]

Lauro, C.; Brandao, L.; Baldo, D.; Reis, R.; Davim, ]. Monitoring and processing signal applied in machining
processes—A review. Measurement 2014, 58, 73-86. [CrossRef]

Haddag, B.; Atlati, S.; Nouari, M.; Moufki, A. Dry machining aeronautical aluminum alloy AA2024-T351:
Analysis of cutting forces, chip segmentation and Built-Up Edge formation. Metals 2016, 6, 197. [CrossRef]
Melkote, S.N.; Liu, R.; Fernandez-Zelaia, P.; Marusich, T. A physically based constitutive model for simulation
of segmented chip formation in orthogonal cutting of commercially pure titanium. CIRP Ann.-Manuf. Technol.
2015, 64, 65-68. [CrossRef]

Davim, ].P. Modern Mechanical Engineering; Springer-Verlag: Berlin/Heidelberg, Germany, 2014;
ISBN 978-3-642-45176-8.

Batista, M.; Salguero, J.; Gomez-Parra, A.; Alvarez, M.; Marcos, M. Image based analysis evaluation of the
elements of secondary image based analysis evaluation of the elements of secondary. Adv. Mater. Res. 2012,
498, 133-138. [CrossRef]

International Organization for Standardization (ISO). 1832:2012 Indexable Inserts for Cutting Tools—Designation;
ISO: Geneve, Switzerland, 2012.

International Organization for Standardization (ISO). 3685:1993 Tool-Life Testing with Single-point Turning
Tools; ISO: Geneve, Switzerland, 1993.

Rubio, E.; Camacho, A.; Sanchez-Sola, J.; Marcos, M. Chip arrangement in the dry cutting of aluminium
alloys. J. Achievements Mater. Manuf. Eng. 2006, 16, 164-170.

Davis, J.R. ASM Handbook Volume 16: Machining, 9th ed.; ASM International: Metals Park, OH, USA, 1989;
ISBN 978-0-87170-022-3.

Carrilero, M.; Marcos, M.; Sanchez, V. Feed, cutting speed and cutting forces as machinability parameters of
Al-Cu alloy. |. Mech. Behav. Mater. 1996, 7, 167-178. [CrossRef]

Carrilero, M.; Marcos, M. On the machinability of aluminium and aluminium alloys. J. Mech. Behav. Mater.
1996, 7, 179-193. [CrossRef]

Sebastian, M.; Sanchez-Sola, J.; Carrilero, M.; Gonzalez, J.; Alvarez, M.; Marcos, M. Parametric model for
predicting surface finish of machined UNS A92024 alloy bars. |. Manuf. Sci. Prod. 2011, 4, 181-188. [CrossRef]
Agustina, B.; Rubio, E.; Villeta, M.; Sebastian, A.M. Analysis of the surface roughness obtained during the
dry turning of UNS A97050-T7 aluminium alloys. In Proceedings of the Third Manufacturing Engineering
Society International Conference: Mesic-09, Alcoy, Spain, 17-19 June 2009.

Atlati, S.; Haddag, B.; Nouari, M.; Moufki, A. Effect of the local friction and contact nature on the Built-Up
Edge formation processin machining ductile metals. Tribol. Int. 2015, 90, 217-227. [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/10.1016/j.promfg.2018.02.152
http://dx.doi.org/10.1016/j.procir.2013.06.149
http://dx.doi.org/10.1038/s41598-018-29458-8
http://www.ncbi.nlm.nih.gov/pubmed/30030514
http://dx.doi.org/10.1016/j.ijmachtools.2007.04.001
http://dx.doi.org/10.1007/s00170-009-2180-y
http://dx.doi.org/10.1016/j.measurement.2017.05.050
http://dx.doi.org/10.1016/0890-6955(90)90009-8
http://dx.doi.org/10.1016/0043-1648(80)90036-8
http://dx.doi.org/10.1016/j.mechatronics.2008.06.008
http://dx.doi.org/10.1016/j.measurement.2014.08.035
http://dx.doi.org/10.3390/met6090197
http://dx.doi.org/10.1016/j.cirp.2015.04.060
http://dx.doi.org/10.4028/www.scientific.net/AMR.498.133
http://dx.doi.org/10.1515/JMBM.1996.7.3.167
http://dx.doi.org/10.1515/JMBM.1996.7.3.179
http://dx.doi.org/10.1515/IJMSP.2002.4.4.181
http://dx.doi.org/10.1016/j.triboint.2015.04.024
http://creativecommons.org/
http://creativecommons.org/licenses/by/4.0/.

	Introduction 
	Materials and Methods 
	Results 
	Evaluation of the Thickness of the Adhered Material onto the Cutting Edge 
	Evaluation of the Area Affected by Adhesion 
	Volume of the Material Adhered of the Cutting Tool 

	Conclusions 
	References

