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Evaluation of Cutting force and Surface accuracy on Drilling process

S. C. Lee * (Graduate School, Pusan National University),
I. H. Paik (Pusan National University)

by Temperature variation

ABSTRACT

W. S. Jung (Tech Mac, Inc.),

These days, most of new materials, which is in use widely as cutting process materials have a characteristic in
common. That is hard cutting. So, it happens that hardness by cutting temperature. And hardness on cutting process
has an effect on tool wear or life shortness of tools. To solve these problems hot-machining is proposed. When a
material is heated, organization of material is soften. So cutting process becomes easy. When such a hot-machining

method applies on drilling process and then heated material is processed, cutting force is less than usual drilling

process cutting force.

In this paper, when a material is heated, cutting force on drilling process is measured. It is decided that the best

suitable temperature area. And it suggest that the better hot-machining condition as surface accuracy is measured.
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Fig. 1 Experimental Setup
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Fig. 4 Cutting force change by Temperature
variation
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Fig. 5 Surface roughness
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