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Information of Cutting Force in Drilling and Its Application

E. C. Jeon} D. J. Lee}* S. Namgung**

ABSTRACT

There are many methods in measuring the signal of cutting, but by
measuring the multi-signal, we can pick up the wear and chipping of the
tool more accurately.

Hence, the present study is concerned with analysing the dynamic com-
ponent as well as the static component measured by the tool dynamometer,
finding out which signal is involved in each component, comparing the ca-
pability of the cemented carbide drill and the HSS drill, and discussing
the chipping of the cemented carbide drill. In addition, discussion is made
about the characteristics of the frequency of the torque and thrust in con-

nection with the dynamic component.
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a . point angle W, : web thickness
£ . twist angle We : chisel edge length
v :relief angle W, margin width
# : chisel edge angle L :over all length
D : diameter 1 flute length
W, flute width H, : lip height
W, land width

Fig.3 Shape and dimension of drill

Table 1. Materials, angles and dimensions

of drill used in experiment

Drilt  |Material oL It} 1 5]
A SKH9 |1’ | 32" | 12" [130°
B skHe |35 138" | 107 [130°
c SkH9 |18 [32° | 127 {130
D SkH9 118" |307 | 127130
E K20 ne |32 127|130

(a) Materials, angles and dimensions of drill
used in experiment

pritt P ol ou o we [we [wa [ HC W
A 10 {10 {95 |.saf20 |10 {301 2
8 10 {130 |95 f{o0.89]0.3 |10 |21 |1.95
c 10 [118 |58 [1saf2z0 |10 {30 |1 24
0 10 | 89 {43 [1.s4t20 |10 {30 |124
£ 10 {90 {55 [138)1.8 [10[3.0}142

(b) Dimensions of drill (mm)
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Fig.4 Comparison of cutting force for 4
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