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S. G., Jang( Dong-Eui Tech. Jr. Collage), E. C. Jeon( Dong-A Univ.)

Abstrct

So far, in deep drilllng process there are several manufacturing problems such as hole deviation, hole

over size, circularity, straightness and surface roughness. With regard to these problems, we studied the
abrasion process on carbided tip of BTA drill and got the follow test results through the abrasion
characteristic test and analysis on cutting mechanism for the drill tooth and guide pad. 1) In SM55C

drilling process, the most stable and reasonable drilling speed range for optimum abrasion characteristic
of drill tooth was 60m/min. 2) The total drilling torque was about 60kg-cm on condition drilling speed
60m/min and 0.15mm/rev. These results show that the theoretical burnising torque is well accord with

the tested torque which is working on guide pad.
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Fig. 1 Forces action on BTA tool of Multi edge
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Table 1. Chemical compositions of the work-
piece(wt. %)

Chemical compositions(%) ‘
C [ si | Mn P s
054 | 025 | 075 | 0025 | 0023

L

Table 2 Mechanical properties of the workpiece

Yield | Tensile | Elongation \ Hardness
strength(MPa) | strength( MPa) ‘V) . (Hp)
539 | 735 252

Fig. 1 Optical microstructure of workpiece
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Fig. 3 Schematic diagram of the experimental
apparatus
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Fig. 4 Torque behavior for BTA drilling
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Fig. 5 Relation between frank wear and cutting
speed(60m/min, 0.15mm/rev)
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