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The article analyses the problem of measuring and examining 
the magnitudes of vibration amplitudes at the machining of 
materials by milling technology. By measuring the vibration 
parameter on the spindle head of a universal milling machine, 
the level of the vibration amplitudes magnitude during the 
milling process was acquired using a piezoelectric vibration 
sensor. The magnitudes of the vibration amplitudes were 
recorded during machining when the spindle speed varied 
between 1200 rpm and 1600 rpm. The measured values were 
evaluated in the form of FFT spectra, and the information 
required to design measures to avoid excess vibration 
amplitudes in such a case was obtained. 
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1 INTRODUCTION  

The occurrence of oscillatory motion is an integral part of the 
operation of production machines and equipment, which are 
mechanical systems. However, this part of the operation is in 
most cases undesirable both in terms of the operation of the 
machine itself and in terms of the working environment - noise 
and transmission to the structure of the production areas.  
Vibrations when machining materials using milling technology 
arise from two causes. First of all, because the chip is removed 
intermittently during milling, with the tool teeth being engaged 
alternately. These are vibrations forced by the action of the tool 
and are perceived as a normal and easily understood 
consequence of this method of machining [Parus 2013, Hlavac 
2018]. The second cause of vibration in the milling process is 
that the cutter teeth are machining an undulated surface. In 
that case, it is considered what happens when the first tooth of 
the cutter is run into the bore. Due to the cutting force, the 
entire machine mechanism, including the tool, is elastically 
deflected to a certain position and then released after chip 
separation. As a result of the rapid release, the machine 
oscillates and the next tool tooth entering the cut "copies" 
these oscillations on the surface of the workpiece. The 
machined surface is undulated and the next tooth already cuts 
this undulated surface, whilst oscillating itself against this 
surface [Zhong 2010]. The undulations on the machined surface 
and the tool's oscillations are temporally displaced relative to 
each other, the cross-section of each chip is uneven, it is 
regularly undulated. The cutting force is therefore also variable 
according to this cross-section and further induces the 
oscillations of the machine and the tool [Huang 2010 and 
2012]. The whole process is constantly repeated and the 
oscillations between tool and workpiece are constantly 
renewed [Svinin 2007]. That is related to self-excited 

oscillations, i.e. those induced by the cutting process. In rough 
milling, the depth of cut is large, the cutting force is large and 
therefore these oscillations increase rapidly and sometimes 
threaten to damage the tool [Tlust 1963]. In that case, 
machining must be interrupted.  
However, self-excited oscillations also occur in light or finishing 
cuts, that is, in very small cross-sections of three. They also 
occur with small machine loads, as long as slender tools are 
used which are easily oscillated by their own action [Butt 2018]. 
In addition to the poor surface quality, the intense sound at 
relatively high frequencies linked by self-excited oscillation is 
also unpleasant. The self-excited oscillations are maintained or 
even developed by the fact that the cut surface waves are 
displaced relative to the oscillations of the instrument and the 
chip has a periodically varying cross section [Antonialli 2010]. If 
this cause is removed, the oscillations will disappear. The 
instructions on how to do this are simple - just synchronise the 
waves with the oscillations of the tool and thus achieve a 
constant cross-section of the chip. Because the oscillations are 
actually caused by the phase Ψ and removing it will suppress 
the oscillations. In addition to milling stabilizations, it is possible 
to increase machine stiffness, increase tool stiffness, use a 
milling cutter with irregular tooth spacing, or reduce chip cross 
section. Both machine and tool stiffness should always be the 
highest possible [Rashid 2006 and 2008, Munoa 2015, Moradi 
2015, Krenicky 2020 and 2022, Olejarova 2021]. However, it has 
its limits due to the need to machine in remote parts of the 
machine work area or the need to machine in narrow gaps 
between the workpiece walls, i.e. with slender tools. Tools with 
irregular tooth spacing are very effective in suppressing chatter. 
On the other side, reducing the chip cross-section increases 
machining time. Thus, the main aim of this article is to study 
vibration characteristics during machining of selected materials 
using the milling technology. 

2 MATERIAL AND METHODOLOGY 

Experimental methodology: 
The experimental measurement of the magnitude of vibration 
amplitude was carried out on a BMCL 5000VS universal CNC 
milling machine head (Fig. 1) while machining three types of 
materials in Kipech Production s.r.o. The material types used 
were machined by milling technology by combining the 
parameters namely constant feed rate (150 mm/min) and 
varying spindle speed (1200 rpm and 1600 rpm). 

 

Figure 1. Universal CNC milling machine type BMCL 5000VS  

The HSSCo8 groove milling cutter was used to machine the 
different types of materials. The technical parameters are 
shown in Table 1. 

Test samples:  
During the measurement of the magnitude of vibration 
amplitudes, three selected types of materials - 11 600 
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structural steel, duralloy, alkaline polyamide - were machined 
by milling technology. Non-noble structural steel (Fig. 2) of 
standard grade with higher carbon content. It is suitable for 
machine components which are subjected to static and 
dynamic stresses and do not require weldability. The basic 
mechanical properties are given in Table 2. 

Table 1. Technical parameters of the tool used when machining 
selected types of materials 

groove cutter type HSSCo8 

 

Name Value 

Ø d1 = e8 1,00 mm 

Brite length  2 mm 

Total length 34 mm 

Ø of shank d2 = h6 6 mm 

 

Figure 2. Machining of material structural steel 11 600 

Duralumin (AlCu4Mg) is an alloy of aluminium copper and 
magnesium, with a magnesium content of less than 1% and a 
copper content of 4%. This aluminium alloy is well formable 
both hot and cold. The machinability of duralloy is given in Fig. 
3 and its mechanical are given in Table 2. 

 

Figure 3. Machining of duralumin material 

 

Figure 4. Machining of alkaline polyamide material 

Alkali polyamide PA6G is a thermoplastic material that is able 
to meet most requirements for the use of engineering plastics 
due to its properties, hardness strength, toughness and low 
sliding resistance. Fig. 4 shows the machining of the alkaline 
polyamide material and Table 2 shows its mechanical 
properties. 

Table 2. Mechanical properties of the types of materials used in milling 
machining 

material structural steel 11 600 

Name Value 

Tensile strength Rm  590 – 710 MPa 

Yield strength Re  min. 325 MPa 

Hardness HB 180 – 210 MPa 

material duralloy 

Name Value 

Tensile strength Rm  380 MPa 

Yield strength Re  240 MPa 

Hardness HB 90 – 125 MPa 

material alkaline polyamide 

Name Value 

Density 1,13 g/cm3 

Tensile strength Rm  85 MPa 

Hardness HB 160 MPa 

Description of the measuring device: 

A miniature piezoelectric sensor Bruel & Kjaer type 4514-B was 
used for sensing the magnitude of vibration amplitudes. The 
sensor technical parameters are given in Table 3. The sensor 
was attached to the spindle head of a BMCL 5000VS type 
universal CNC milling machine by using a magnet. The data 
acquisition was performed using a 4-channel analyser National 
Instruments NI-9233.  

Table 3. Basic technical parameters of the 4514-B sensor  

Sensor 45 14-B 

Name Value 

Range of measurement 500 - 4900 m.s2 

Measurable frequency  32 kHz 

Sensor sensitivity 100 mV/g 

Input impedance 20 Ω 

3 RESULTS AND DISCUSSION 

The analysis of the results of the experimental studies was 
divided into the following phases: 

 measured vibration values during machining of the 

material structural steel 11 600 

 measured vibration values for duralumin material 

machining, 

 measured vibration values for machining alkaline 

polyamide. 

 
Measured vibration values during machining of the material 
structural steel 11 600 

The vibration acceleration amplitudes at spindle head speeds of 
1200 rpm and 1600 rpm as a function of time are shown in 
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Fig. 5. The courses in Fig. 6 show the dependence of the 
vibration acceleration amplitudes on the frequencies in the 
range 0 - 10 kHz for the sensed location of the spindle head 
sensed in the vertical direction during machining at also 
specified speeds of 1200 rpm and 1600 rpm. 

1200 rpm 

 

1600 rpm 

 

Figure 5. Vibration amplitude versus time when machining material - 
steel 11600 at 1200 rpm and 1600 rpm  

From the waveforms of the frequency spectra of Fig. 6 together 
for the two examined speeds 1200 rpm and 1600 rpm, it can be 
seen that there are densely located peaks of amplitudes in the 
front part when machining at 1600 rpm. Next follows a zone of 
reduced amplitude values from 1.2 kHz - 4.2 kHz. The middle 
part of the spectrum contains elevated amplitudes in the 4.3 
kHz - 5.5 kHz frequency spectrum. The highest value at 1600 
rpm machining speed in this range was recorded at 5.2 kHz 
with a value of 0.111 mg. However, when machining at 1200 
rpm, the highest value of 0.0194 mg was obtained at a 
frequency of 5.4 kHz.  

 

Figure 6. Frequency spectra of vibration acceleration amplitude at 
frequency for individual speeds when machining material - steel STN 
11 600 

Further, the spectrum behaves standardly and does not show 
elevated values, also it can be concluded that the waveforms of 
both speed curves have similar waveforms. Also, when 
machining the structural steel material from the set of speeds 
studied, it is recommended to use a speed of 1200 rpm, as this 
is the speed at which smaller values of vibration acceleration 
amplitude were obtained. 

Measured vibration values during machining duralumin  

The courses of vibration acceleration amplitudes at spindle 
head speeds of 1200 rpm and 1600 rpm versus time are shown 
in Fig. 7. The graphs in Fig. 8 show the dependence of the 
vibration acceleration amplitudes on the frequency in the range 
0 - 10 kHz for the sensed location of the spindle head scanned 
in the vertical direction while machining at the also determined 
spindle head speeds of 1200 rpm and 1600 rpm. 

1200 rpm 

 

1600 rpm 

 

Figure 7. Vibration amplitude versus time during duralloy machining at 
1200 rpm and 1600 rpm 

From the graphical dependencies of Fig. 8 together for both 
investigated speeds 1200 rpm and 1600 rpm, it can be stated 
that the first significant increase in amplitudes is at a frequency 
of 0.8 kHz when machining at 1200 rpm. At this frequency, a 
value of 0.00587 mg was recorded. As in the previous case, 
similarly in the frequency spectrum 4,7 kHz - 5,8 kHz increases 
in amplitude values were recorded. In the vicinity of 5.2 kHz, 
the highest increase in values was recorded at both machining 
speeds used. The highest value was recorded at 5.2 kHz. The 
amplitude reached a value of 0.0161 mg at 1600 rpm machining 
speed and a value of 0.0136 mg at 1200 rpm machining speed. 
Subsequently, the amplitude values in the frequency range 5.8 
kHz - 10.0 kHz for both curves decrease. Also, for this case in 
the combination of input conditions, it is recommended to use 
1200 rpm for machining duralumin material from the set of 
speeds investigated, since smaller values of vibration 
acceleration amplitude were obtained at this speed. 

 

Figure 8. Frequency spectra of vibration acceleration amplitude at 
frequency for individual speeds when machining material – duralloy 

Measured vibration values during machining alkaline polyamide 

material 

The courses of the vibration acceleration amplitudes at spindle 
head speeds of 1200 rpm and 1600 rpm versus time are shown 
in Fig. 9. The graphs in Fig. 10 show the dependence of the 
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vibration acceleration amplitudes on the frequencies in the 
range 0 - 10 kHz for the sensed location of the spindle head 
scanned in the vertical direction while machining at the also 
determined spindle head speeds of 1200 rpm and 1600 rpm. 

From the waveforms of the frequency spectra taken together 
for the two studied speeds 1200 rpm and 1600 rpm, it can be 
said that the first increase in vibration values was recorded in 
the frequency range 0 kHz - 3.3 kHz, in which there are three 
increased peaks at frequencies of 1.0 kHz, in the range about 
1.8 kHz and 2.8 kHz. This is followed by a range of higher 
amplitudes, with the highest value in the 4.3 kHz - 5.4 kHz 
frequency range. The highest value in this frequency range was 
recorded at 5.1 kHz with a value of 0.0843 mg at a machining 
speed of 1600 rpm. Higher values were also recorded in this 
range when machining at 1200 rpm. The highest amplitude was 
0,0191 mg at 5,1 kHz.  

1200 rpm 

 

1600 rpm 

 

Figure 9. Vibration amplitude versus time for machining alkaline 
polyamide at 1200 rpm and 1600 rpm 

As in the previous cases, it is recommended to use 1200 rpm 
when machining the silon material from the set of speeds 
investigated, as lower values of vibration acceleration 
amplitude were obtained at these speeds. 

 

Figure 10. Frequency spectra of vibration acceleration amplitude at 
frequency for individual speeds when machining material - alkaline 
polyamide 

Recommendations for measured values of vibration amplitudes 

Vibration in general has an adverse effect on the equipment 
itself, but also on the material to be machined and of course on 
the surroundings. By eliminating the adverse factors in our 
case, the spindle head speed has a positive effect on the 
process. Using the results obtained from the individual 
measurements, recommendations can be made for this 
operation. In Table 4, the maximum experimentally measured 

values of vibration acceleration amplitudes achieved are clearly 
presented, followed by the recommended spindle head speed 
that should be used when machining the material by milling 
technology. 

Table 4. Recommended values of technological parameters for 
achieving minimum and maximum experimentally measured vibration 
values 

 
Type of 
material 

Output 
parameter 

Technological 
parameter 

 Spindle speed 

for maximum 
experimentally 
measured 
values 

structural 
steel 

11600 

vibration 
acceleration 
amplitude 

a = 1,94x10-5 

1200 rpm 

for maximum 
experimentally 
measured 
values 

vibration 
acceleration 
amplitude  

a = 0,000111 

1600 rpm 

for maximum 
experimentally 
measured 
values 

duralloy 

vibration 
acceleration 
amplitude  

a = 1,36x10-5 

1200 rpm 

for maximum 
experimentally 
measured 
values 

vibration 
acceleration 
amplitude  

a = 1,61x10-5 

1600 rpm 

for maximum 
experimentally 
measured 
values alkaline 

polyamide 

vibration 
acceleration 
amplitude 

 a=1,19x10 -5 

1200 rpm 

for maximum 
experimentally 
measured 
values 

vibration 
acceleration 
amplitude  

a = 8,43x10-5 

1600 rpm 

4 CONCLUSIONS  

The paper deals with the investigation of the influence of 
selected two technological parameters (spindle speed and feed 
rate) on the vibration parameter (acceleration amplitude) of 
STN 11 600 grade steel, duralumin and polyamide samples in a 
production system with milling technology. The results 
presented are valid for the exact experimental conditions 
described in the paper. The obtained results of measurements 
and analyses allowed to draw the following conclusions: 

 using frequency analysis, a shift of the amplitudes to the 

middle range was found from 4.7 kHz to 5.5 kHz from the 

whole observed frequency spectrum of 0 kHz - 10 kHz at a 

speed change of 1200 rpm and 1600 rpm. Using this 

knowledge, changes in the machining system, such as 

spindle speed skipping, can be detected.  

 it is also recommended that when selecting material, the 

material is selected to have a positive effect on the 

machining process itself and the correct tool is used for 

machining the material. From the material set under 

consideration, it is recommended to machine the 

material with the HSSCo8 type duralloy and structural 

steel grooving cutter tool. 

 it can also be said that larger values of amplitudes were 

recorded on the curves belonging to the speed of 1600 

rpm. Therefore, it is recommended to use a lower speed 

of 1200 rpm for these input parameters for machining of 

different types of materials. 
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 using lower speeds will reduce the duration of fault 

downtime, while increasing the life of the equipment and 

the economic efficiency of operation.  

The results presented in the paper form the basis for further 
research dealing with the design and streamlining of the 
control of the material machining process by milling 
technology. It is therefore necessary to continue this 
interesting and promising investigation, especially in the 
context of optimizing the processes used in milling technology 
for industrial applications. There is a need to focus on the 
investigation of the different input parameters and their 
influence on the resulting signal. The latter is taken as a whole 
and is characteristic of the particular plant on which the 
individual measurements were made. Further directions of 
development of this paper may consist, for example, in 
extending the set of experiments for other types of milling 
tools. Extend the investigation of selected technological 
parameters over wider ranges of their values. 

ACKNOWLEDGMENTS 

This work was supported by the Slovak Ministry of Education 
within project VEGA No. 1/0823/21 and by the Slovak Research 
and Development Agency under contract No. APVV-18-0316. 

REFERENCES 

[Antonialli 2010] Antonialli A.I.S, Diniz, A.E., Pederiva, R. 
Vibration analysis of cutting force in titanium alloy 
milling. Int. J. of Machine Tools and Manufacture, 
2010, Vol. 50, pp. 65-74. ISSN 0890-6955. 

[Butt 2018] Butt, M.A., Yang, Y., Pei, X., Liu, Q. Five-axis milling 
vibration attenuation of freeform thin-walled part 
by Eddy current damping. Precision Engineering, 
2018, Vol. 51, pp. 682-690. ISSN 0141-6359. 

[Hlavac 2018] Hlavac, L.M. et al. Deformation of products cut 
on AWJ x-y tables and its suppression. In: 
International Conference on Mechanical 
Engineering and Applied Composite Materials, IOP 
Publishing, London, IOP Conference Series-
Materials Science and Engineering, 2018, Vol. 307, 
UNSP 012015, pp. 1-10.   

[Huang 2010] Huang, P.L., Li, J.F., Sun, J., Song, L.Y. Vibration 
analysis in high-speed machining titanium alloy with 
solid cemented carbide end mill. Materials Science 
and Engineering of Powder Metallurgy, 2010, 
Vol. 15, pp. 574-579. ISSN 1673-0224. 

[Huang 2012] Huang, P.L., Li, J.F., Sun, J., Ge, M.J. Milling force 
vibration analysis in high-speed-milling titanium 
alloy using variable pitch angle mill. Int. J. of Adv. 
Manuf. Technology, 2012, Vol. 58, No.1., pp. 153-
160. ISSN 0268-3768. 

[Krenicky 2020] Krenicky, T., Servatka, M., Gaspar, S., 
Mascenik, J. Abrasive Water Jet Cutting of Hardox 
Steels-Quality Investigation. Processes, 2020, Vol. 8, 
Issue 12, Art. No. 1652.  

[Krenicky 2022] Krenicky, T., Olejarova, S., Servatka, M. 
Assessment of the Influence of Selected 
Technological Parameters on the Morphology 
Parameters of the Cutting Surfaces of the Hardox 
500 Material Cut by Abrasive Water Jet Technology. 
Materials, 2022, Vol. 15, 1381.  

[Munoa 2015] Munoa, J., Beudaert, X., Erkorkmaz, K., Lglesias, 
A., Barrios, A. Active suppression of structural 
chatter vibrations using machine drives and 
accelerometers. CIRP J. of Manuf. Science & 
Technology, 2015, Vol. 64, No. 1, pp. 385-388. 
ISSN 0007-8506. 

[Moradi 2015] Moradi, H., Vossough, G., Behzad, M., 
Movahhedy, M.R. Vibration absorber design to 
suppress regenerative chatter in nonlinear milling 
process: application for machining of cantilever 
plates. Applied Mathematical Modelling, 2015, Vol. 
39, No. 2., pp. 600-620. ISSN 0307-904X. 

[Olejarova 2021] Olejarova, S. and Krenicky, T. Water Jet 
Technology: Experimental Verification of the Input 
Factors Variation Influence on the Generated 
Vibration Levels and Frequency Spectra. Materials, 
2021, Vol. 14, 4281. 

[Parus 2013] Parus, A. et al. Active vibration control in milling 
flexible workpieces. J. of Vibration & Control, 2013, 
Vol. 19, No. 7, pp. 1103-1120. ISSN 1077-5463. 

[Rashid 2006] Rashid, A and Nicolescu, C.M. Active vibration 
control in palletised workholding system for milling. 
Int. J. of Machine Tools and Manufacture, 2006, Vol. 
46, pp. 1626-1636. ISSN 0890-6955. 

[Rashid 2008] Rashid, A. and Nicolescu, C.M. Design and 
implementation of tuned viscoelastic dampers for 
vibration control in milling. Int. J. of Machine Tools 
and Manufacture, 2008, Vol. 48, No. 9., pp. 1036-
1053. ISSN 0890-6955. 

[Svinin 2007] Svinin, V.M. Simulation modelling of 
technological system of vibrations in face milling 
with modulated cutting speed High technologies in 
mechanical engineering. In: Proc. of All-Rus. Sci.  
Conf., Samara, 2007, pp. 187-189. 

[Tlust 1963] Tlust, J. and Polacek, M. The Stability of machine 
tools against self-excited vibration in machining. In: 
International research in production engineering, 
1963, pp. 465-474. 

[Zhong 2010] Zhong, W., Zhao, D., Wang, X. A comparative 
study on dry milling and little quantity lubricant 
milling based on vibration signals. Int. J. of Machine 
Tools and Manufacture, 2010, Vol. 50, No. 12., pp. 
1057-1064. ISSN 0890-6955. 

 

CONTACTS 

MSc. Stefania Olejarova, PhD. 
Assoc. Prof. RNDr. Tibor Krenicky, PhD. 

Technical University of Kosice 
Faculty of Manufacturing Technologies 
Department of Technical Systems Design and Monitoring 
Bayerova 1, 080 01 Presov, Slovakia 
Tel.: +421 55 602 6337 
e-mail: stefania.olejarova@tuke.sk; tibor.krenicky@tuke.sk 

https://www.researchgate.net/journal/Precision-Engineering-0141-6359
mailto:stefania.olejarova@tuke.sk
mailto:tibor.krenicky@tuke.sk

