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Abstract

The gundrill is capable of machining for a having large length to diameter ratio in single pa-
ss. The techiques of gundrilling and gun boring began developing in the late 18th century with
the need for more accurate bores in rifle, cannon, machinery part and marine part etc. The main
feature of the gun drilling provides a stabilizing cutting force resultant necessary for self guida-
nce of the drill head. A study of the accuracy and surface finish of holes produced would reveal
quite useful information regarding the process.The thesis deals with the experimental results
obtained during gun drilling on marine part materials for different machining conditions.
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Fig. 2 Specifications and Profile of the Bevel Type
Point Shape Gun Drill

8 : Outer Cutting Angle

Bo : Primary Clearance outside Angle
B2 : Outside Clearance Angle

B : Rake Surface

D : Cutting Edgy

G : Corner

0; : Inner Cutting Angle

B, : Primary Clearance inside Angle
A : Apex Distance(e)

C : Guide Pad

F : Apex Point

H : Coolant Hole
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Fig. 3 Cutting Force of Gun Drilling
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Fig. 7 Generation of Workpiece Lobe for the Rota-
tion of Tool

Rt : Tool Radius

R : Workpiece Lobe Radius

Ra : Radius of Rotating Tool Axis
Ot : Center of Tool Head

O : Center of Work Piece Lobe
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Fig. 18 Profile of Gun Drilled Chip
($15.3, V=50m/min, f=0.04mm/rev, x 7)
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