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ABSTRACT
The article deals with the issue of a plain milling by using the quadripartite milling
machine, in particular, the influence of method of clamping the planing blades into milling
heads with hydraulic clamping and feed speed on the quality of created surface expressed as
a surface roughness value. The quality of created surface is monitored on the basis of the
surface roughness value Rz, i.e. the maximum height of the profile unevenness. The
article compares the method of fixing the planing blades in eight-blade milling head with
hydraulic clamping, which is clamped on the shaft of the quadripartite milling machine
within the three levels of feed speed vf = 6, 15, 25 m·min1. The comparison is made on a
tangential spruce sawn timber with an absolute humidity of wa = 9÷12%, and with a
cutting speed of vc = 58 m·s1.
The article observes that the quality of the surface will improve by 31 % from the
value of Rz = 60.068 µm with milling Hydro head without back fixation of planing blades
to the value of Rz = 45.552 µm with milling Hydro head with back fixation of planing blade
due to maintaining the tolerance of cutting diameter of circle with milling Hydro head with
back fixation of planing blades when comparing both the above milling Hydro heads with
and without back fixation.
Key words: norway spruce, milling head, feed speed, milled off clearance, quadripartite
milling machine.

INTRODUCTION
Wood milling is a wood machining operation process of using cutters to remove
material from the workpiece in the form of small splinters by using a tool with several cutting
edges, i.e. by milling cutter (SVOREŇ 2006). This method of machining is chosen to achieve
a smooth surface and accurate workpiece dimensions (ZHAO et al. 2016, KOCH 1985,
PROKEŠ 1987).
A quadripartite milling machine is designed for longitudinal milling and profiling of
machined parts made of wood. Design of machine allows machining of four sides of
workpiece when part is passing the machine for once (LIPTÁK et al. 1979, SVOREŇ 2006).
Current quadripartite milling machines use 412 milling heads with larger diameters
(160220 mm) and higher number of blades in head. It allows to increase the feed speeds
(JANDA and KMINIAK 2013, LISIČAN et al. 1996, LISIČAN and MÝTNY 1987).
The fixing of milling heads into the quadripartite milling machine can be classic by
using a nut, or we can use the Powerlock system – by using an extensible central mandrel,
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or that is hydraulic fixing by using a flexible wall of milling head (milling head with
hydraulic clamping). The principle of hydraulic clamping of the milling head lies in the fact
that the channels and chambers built in the tool head by means of a high pressure grease
press are filled with grease to increase the pressure in the channel to about 30 MPa.
The fixation of planing blades in the milling head with hydraulic clamping can be
without back fixation of planing blades, i. e. the planing blades are fixed by a pressure bar
and fastening bolts), or with a back fixation of planing blades, i.e. the planing blades are
fixed by a pressure bar and a fastening bolt, or by a pressure bar using the Hydro clamping.
According to Slovak standard STN ISO 4287, the maximum height of the profile unevenness
expressed by the surface roughness value (Rz), i.e. the sum of the maximum height of the
profile Zp and the maximum depression of the profile Zv within the basic length, is the most
commonly used parameter to evaluate the quality of created surface (SANDAK and NEGRI
2005), as well as (BARCÍK and KMINIAK 2008, KETURAKIS and JUODEIKIENÉ 2007
DUBOVSKÁ 2000, ŠUSTEK 2010, ROUSEK 2004). The quality of created surface as well as the
energy demand for the machining process of workpiece are dependent on the physicomechanical properties of the material being machined as well as shape, size, sharpness and
geometry of the cutting tool and the technical and technological conditions for the
implementation of machining process (KMINIAK and GÁF 2015, OČKAJOVÁ et al. 2010,
ROUSEK et al. 2005, DZURENDA 2008).
The objective of this paper is to judge the influence of milling heads design with
hydraulic clamping on the quality of created surface expressed as a surface roughness value
when milling by the quadripartite milling machine.

EXPERIMENTAL PART
Characteristics of test samples
 woody plant: Norway spruce (Picea abies),
 Sawn timber type: tangentially,
 humidity: wa = from 9 to 12%,
 dimensions: thickness h = 18 mm, width w = 105 mm, length l = 4000 mm,
 Number of test samples: 90 pieces
Characteristics of the machine
Experimentation – the milling was carried out by an eight-shaft quadrilateral milling
machine SK 908S made by the company SK Machinery - Taiwan (Figure 1). The
specifications of the milling machine are mentioned in Table 1.
Tab. 1 Specifications of quadrilateral milling machine SK 908S.
58.09 m·min1
548 m·min1
11.1 kW
8
8

Cutting speed
Feed speed
Feed input
Number of cylinders
Number of milling heads

Characteristics of milling heads
We used the following milling heads to conduct this experiment:
I. Eight-blade milling head with hydraulic clamping without back fixation of
planing blades (Figure 2) is a milling head made from the tool steel, diameter D =
180 mm (As for the basic parameters of the milling head, see Table 2) with
replaceable planing blades (from HSS 18 %W, dimensions: 35 × 3 × 130 mm).
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II. Eight-blade milling head with hydraulic clamping with back fixation of planing
blades (Figure 3) is a milling head made from the tool steel, diameter D = 180 mm
(As for the basic parameters of the milling head, see. Table 2) with replaceable
planing blades (from HSS 18 %W, dimensions: 35 × 3 × 130 mm). The clamping
pressure of milling head on the shaft is 30 MPa. The pressure agent is the lubricating
grease NH2.

Fig. 1 Quadrilateral milling machine SK 908S.

Tab. 2 Basic parameters of eight-blade milling heads.
Diameter of milling machine body
Cutting diameter of milling machine body accross hanging blades
Width of milling machine body
Number of blades
Geometry of cutting wedge

Fig. 2 The milling head with hydraulic clamping
without back fixation of planing blades.

180 mm
185 mm
130 mm
8
β=55° γ=15°

Fig. 3 The milling head with hydraulic clamping
with back fixation of planing blades.

The procedure for obtaining the test samples for measurement of roughness
Square-sawn timber having dimensions of 18 × 105 × 4000 mm was counter-milled by
quadrilateral milling machine with the feed speed of 6, 15, 25 m·min1 and the cutting speed
of 58,09 m·s1. After milling off 0, 2400, 4800, ..., 9600 running meters, the workpiece
having dimension of 15 × 100 × 4000 mm was taken away of which the test samples were
obtained on the basis of sawing scheme, see Figure 4.

83

Characteristics of the measuring equipment
The roughness of surface in test samples is measured by Laser profilometer LPM-4 which
was assembled by the company KVANT s.r.o., Bratislava (Figure 5).
LPM 4 uses laser triangulation profilometry. Imaging of a laser line is recorded under
the angle on a digital camera. Subsequently, the profile of the object in cross section is
evaluated based on the image recorded. Figure 6 illustrates the operating principle of Laser
profilometer.

Fig. 4 Selection of samples for the measurement of surface roughness.

Fig. 5 Compact profilometer LPM.

Fig. 6 Operating principle of the Laser profilometer
LPM 4 (1-camera, 2-laser, 3-test sample, 4- distance
between the LPM profilometer and the measured
object).

The procedure for measuring the surface roughness of test samples
The Slovak Standard STN EN ISO 4287 was taken into consideration when measuring
roughness. For each sample, the measurement was carried out in five tracks evenly spread
across the width of the sample (i.e. 10, 30, 50, 70, 90 mm from the edge of the sample), the
length of the track was 80 mm, it was oriented in the direction of feed of the workpiece in
the process of milling. The roughness of surface was judged on the basis of the maximum
height of the primary profile Rz.

RESULTS AND DISCUSSION
The roughness of spruce material when plain milling using the quadrilateral milling
machine depending on the method of fixing the planing blades into the milling Hydro head,
the running meters milled off (wear of cutting edge) and feed speed is illustrated in Table 3.
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Tab. 3 Basic statistical values of the characteristic Rz, depending on the processing time and the method
of clamping the planing blades in the milling Hydro head.
Type of
clamping
the milling
head
hydraulic
clamping

classic
clamping

Milled off
clearance L
[run. meters]

The maximum height of profile unnevenness expresed as a roughness
value Rz [µm]
Feed speed vf [m·min1]
6
15
25

1200
2400
4800
7200
9600
1200
2400
4800
7200
9600

58.64 ± 10.12
32.77 ± 8.23
38.22 ± 4.07
45.62 ± 10.30
52.51 ± 6.18
75.04 ± 10.01
43.16 ± 5.23
54.64 ± 9.44
59.69 ± 5.18
67.81 ± 5.36

59.96 ± 9.18
45.62 ± 10.41
51.33 ± 8.38
52.72 ± 4.15
57.88 ± 4.43
63.15 ± 3.21
66.25 ± 6.28
71.52 ± 2.68
78.36 ± 5.48
80.59 ± 4.18

66.54 ± 8.21
74.58 ± 12.15
77.52 ± 13.22
83.46 ± 10.36
85.09 ± 4.47
75.51 ± 10.15
80.31 ± 10.31
87.37 ± 6.68
95.69 ± 10.02
110.2 ± 9.18

Three-Way Analysis of variance (ANOVA) has shown that the type of fixing the
planing blades in the milling Hydro head, feed speed and milled off clearance has
significantly influenced the surface roughness of spruce sawn timber, see Table 4.
Fisher's F test indicates that the statistical significance of the type of fixing the milling
head is about 48% greater than that of the feed speed.
Tab. 4 Basic table 3 – Multivariate Analysis of Variance (MANOVA).
Source of variability
Total mean
Milling Hydro head
Feed speed
Milled of clearance
Milling Hydro head * Feed speed
Milling Hydro head*Milled off clearance
Feed speed*Milled off clearance
Milling Hydro head*Feed speed*Milling
off clearance
Random factors

Sum of
squares
7596415
236544
225635
214523
21043
68405
135050

Degree of
Fisher´s
Variance
feedom
F-test
1
7596415 641.89
1
236544
19.99
2
112818
9.53
3
1109325
8.52
2
10522
0,89
4
17101
1.45
8
16881
1.43

73589

8

9199

1775171

150

11834

0.78

p-value
(sig. level)
0
0
0
0
0.413
0.222
0,19
0.623

Figure 7 indicates dependence of the surface roughness on the feed speed for different
types of fixing the planing blades in the milling Hydro head when milling with the
quadrilateral milling machine.
Despite the identical parameters of milling machines (diameter, number of blades,
material of blade, angle geometry of blade, blunting), the surface roughness Rz is always
lower when using the milling head with hydraulic clamping with back fixation of planing
blades compared with the milling head with hydraulic clamping without back fixation of
planing blades. The average value of surface roughness, when using the milling head with
hydraulic clamping with back fixation of planing blades, is Rz = 45.552 µm. The average
value of surface roughness, when using the milling head with hydraulic clamping without
back fixation of planing blades, is Rz = 60.068 µm, which represents a difference of 31 %.
When increasing the feed speed, the surface roughness increases linearly for both
methods of fixation of planing blades in the milling head with hydraulic clamping. The
following authors came to the same conclusion in their works: (PIVOLUSKOVÁ 2008,
GÁBORÍK and ŽITNÝ 2010). They also confirmed that the feed speed influences the quality
of surface of the machined material. When changing the feed speed from 6 m·min 1 to 15
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The maximum height of profile
unevenness expressed as the roughness
value Rz mm

m·min1, the Rz increases by 19 % and from 15 m·min1 to 25 m·min1, the Rz value increases
by 24 % in the case of using the milling head with hydraulic clamping without back fixation
of planing blades.
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60,068

53,503
45,552

6
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Feed speed vf
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[m.min-1]

Milling head with hydraulic clamping without back fixation of od planing blades
Milling head with hydraulic clamping with back fixation of od planing blades

Fig. 7 The dependence of surface roughness Rz [µm ] on the feed speed of wood material when milling vf
[ m·min-1].

When changing the feed speed from 6 m.min-1 to 15 m·min-1, the Rz value increases
by 17 % and from 15 m·min-1 to 25 m·min-1, the Rz value increases by 41 % in the case of
using the milling head with hydraulic clamping with back fixation of planing blades. The
following equation describes the increase in the maximum height of the profile unevenness
expressed by the surface roughness value Rz depending on the feed speed:
 Planing blades with back fixation Rz= 7.673.vf + 97.528 (R2 = 0.996)
 Planing blades with back fixation Rz= 3.278.vf + 205.08 (R2 = 0.891)
The reason for the increase in the surface roughness when increasing the feet speed
lies in changing the trajectory of relative movement of the cutting wedge and, the spacing of
protrusion on the surface and their height will increase.
Research in this area is realized almost exclusively under the direction of
manufacturers of machines and tools, and mainly in the field of CNC machines. As the
results show, the change of tolerance for cutting diameter circle of the tool has a positive
impact on the product quality not only in the CNC machines, but also in the quadripartite
milling machines.

CONCLUSION
The comparison of influence of method of fixing the planing blades into the milling
head with hydraulic clamping and feed speed on the quality of created surface when milling
by quadripartite milling machine reveals the higher quality when using the milling machine
with hydraulic clamping and back fixation of planing blades compared to the milling Hydro
head without back fixation of planing blades.
In the case of the milling head with hydraulic clamping and back fixation of planing
blades, the surface roughness Rz, expressed as the maximum height of primary profile, is
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45.552 µm, which is lower by 31% when compared with the milling head with hydraulic
clamping without back fixation of planing blades (Rz =60.068 µm).
Further, it has been shown that the feed speed of material significantly influences the
surface roughness of the machined material, independently of the milling head design with
hydraulic clamping.
REFERENCES
BARCÍK, Š., KMINIAK, R. 2008. The influence of cutting speed and feed speed on surface quality at
plane milling of poplar wood. Wood research, 54(1).
SANDAK, J., NEGRI, M. 2005. Woodsurface roughness – what is it? In Proceeding of COST E35,
Workshop. 2005. 1:242-250.
DZURENDA, L. 2008. Vplyv techniky na kvalitu deleného a obrábaného dreva. [Title in English
Impact of technology on the quality of split and machined wood]. Zvolen : Technická univerzita vo
Zvolene. 7180, ISBN 978-80-228-1923-7.
DUBOVSKÁ, R. 2000. Niektoré poznatky o kvantifikácií drsnosti pri obrábaní dreva [Title in English:
Some knowledge of the quantification of surface roughness when machining wood]. In Procesy
trieskového a beztrieskového obrábania dreva 2000. [Title in English: The processes of chip and
chipless wood machining]. ISBN 80-228-0952-7 s. 4347, ISBN 80-228-0952-7.
GOGLIA, V. 1994. Strojevi i alati za obradu dreva I. Zagreb : GRAFA, 1994, 235 s.
SCHAJER, G.S., S.A.WANG 2002. Effect of workpiece interaction on cirkular saw cutting stability II.
Holz als Roh und Werkstoff, 2002, 60: 48−54.
KETURAKIS GINTARAS – JUODEIKIENÉ INGA. 2007. INVESTIGATION OF MILLED WOOD
SURFACE ROUGHNESS. IN: MATERIALS SCIENCE (MEDŽIAGOTYRA). VOLUME 13, NO. 1, 2007, PP.
4751, ISSN 1392-1320. [CIT. 20-1-2007].
KMINIAK, R. – GAFF, M. Roughness of surface created by transversal sawing of spruce,
beech, andoak wood. In BioResources . 2015, vol. 10, no. 2, p. 2873-2887. ISSN 1930-2126.
LISIČAN, J. a kol. 1996. Teória a technika spracovania dreva. [Title in English: Theory and
Technology of Wood processing]. Matcentrum, Zvolen, 1996: 102104, ISBN 80-967315-6-4.
LISIČAN, J., MÝTNY, F. 1987. Drevárske stroje a zariadenia časť 2. [Title in English: Wood
machinery and equipment, Section 2]. Zvolen : Vysoká škola lesnícka a drevárska Zvolen: 9596.
LIPTÁK, L. a kol. 1979. Technológia výroby obrábanie. [Title in English: Production technology machining]. Bratislava : Alfa. 444 s.
OČKAJOVÁ, A., BELJAKOVÁ, A., SIKLIENKA, M. 2010. Morphology of dust particles from the
sanding process of chosen tree species. Wood research, 2010, 55(2): 13364561.
OBERG, E., JONES, D. FRANKLIN - HORTON, L. HOLBROOK – RYFFEL, H. HENRY. 2004. Machynery´s
handbook 27th Edition. Industrial Press, Inc., New York, 2004, pp. 724–729.
PROKEŠ, S. 1987. Jakost obrobeného povrchu. [Title in English: Quality of finished surface finished].
In Dřevárska technická příručka. Deviaty oddiel, 1987: 470 s.
ROUSEK M. 2004. Specifické problémy vysokorychlostního obrábění dřeva. [Title in English:
Specific issues of high-speed woodworking]. Brno : MZLU. 67 s. ISBN 80-7157-859-8.
[Monografie].
ROUSEK, M., PERNICA, J., HOLOPÍREK J., KOPECKÝ Z., NOVÁK V., KLEPÁRNÍK J. 2005. Výskum a
vývoj progresivných stroju a zařízení k obrábění dřeva. [Title in English: Research and development
of progressive machinery and equipment for woodworking]. Dilčí zpráva za rok 2005.
SVOREŇ, J. 2006. Drevárske stroje. [Title in English: Wood machinery]. Zvolen : TU vo Zvolene.
3738, ISBN 80-228-1565-9.
SANDAK, J., NEGRI, M. 2005. Woodsurface roughness – what is it? In Proceeding of COST E35,
Workshop. 2005. 1:242250.
SIKLIENKA, M., ŠUSTEK, J. 2001. Problems of quantification of roughness at woodworking of natural
woods. Obrobka drewna, 2001, N.1. ISBN 86-907754-5-X.

87

ŠUSTEK, J. 2010. Laserový profilometer LPM s horizontálnym posunom pri obrábaní dreva. [Title
in English: Laser profilometer LPM with horizontal shift in woodworking]. 2012. Zvolen : Technická
univerzita vo Zvolene. 187192, ISBN 987-80-228-2143-8.
ZHAO, P., SHI, Y., HUANG, J. 2016. Proportional-integral based fuzzy sliding mode control of the
milling head. In. Control Engineering Practice, 53(1):113.
Acknowledgement
This work was supported by VEGA Grant No. 1/0725/16 “Prediction of the quality of the generated
surface during milling solid wood by razor endmills using CNC milling machines.”

Addresses of authors
Prof. Ing. Mikuláš Siklienka, PhD.
Ing. Peter Janda, PhD.
Technical University
Faculty of Wood Sciences and Technology
Department of Woodworking
T. G. Masaryka 24
960 53 Zvolen
Slovak Republic
siklienka@is.tuzvo.sk
peter.janda.88@gmail.com
RNDr. Andrej Jankech, PhD.
Technical University
Faculty of Wood Sciences and Technology
Department of Mathematics and Descriptive Geometry
T. G. Masaryka 24
960 53 Zvolen
Slovak Republic
jankech@is.tuzvo.sk

88

