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Table 1 Cutting conditions

Process Cutting speed Feed rate Toolin
Vc m/min fz mm/tooth 9

Drilling 311 0.025, 0.05, 0.1 Fig. 2(b)
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Table 2 Improved specifications

Contents

Drill Reamer

Tool overhang length

1 30.2% shorter | | 35.9% shorter

Shank diameter
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Table 3 Improved cutting conditions

Process Cutting speed Feed rate Toolin
Vc m/min fz mm/tooth 9
- 0.025-0.083 Table 2
Drilling 31 (Variable feed control) and
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Fig. 15 Results of cutting test

IVPA—=VNIVT AT = VRN LI BIFA TR - Rv
FAL Rk A i #AL T A2 LT, M EEA24%I0 1 TE 7.
DFICZORIRZRT.

(D)=~ LHEOMGEEL, T RAGEOZEEEZRE
ZF%. TRAGEEZN LT 521, FRFIVI
TOREYEEZTIFEIEVH N THS.

(2) TEZEM&E2IH 3 5H121E, T HEEH LR EH,
DX VIR, XV TERNVTDIIDENIITT
YARRMED AR TH 5.

(3) TEDOZ—F Ml AL - M A RS LL, Y0
CTERAT —WRIATE (EE) 2 HHA (T ) ~EHE
IMEHHZET, THIERIEHMCX5.

(4) BRIV A2 BHE T Y AD BN —< 2 &5t
FAHIET, B O T BERIRNAMGRK T&
5.



AV MA=NIVTRAT=)UIR - U= I ZOAFER ik R

7. SEXHE

(D EARER=, EHE B —< 12X TR ELC
B35 2078 (55 13) — T HOZEEHEIN T ROL
TETIR—, KM, 467, 775, pp.856-861 (1980)

Q) A=, HH%E B —<12 X5 TR ELC
B3 078 (54R) — R A S5 E LR BIUE
Wk T EICKDE O E -, MR Em, 48%,
675, pp.745-750 (1982)

G)EAMER=, HHZ%E B —~<1CX2 i TR ELC
M5 2028 (55530 — B dn TIsB0 5 B &R
THZBRBERIN T RO AT IROEE -, W%
MK, 48%, 1175, pp.1496-1501 (1982)

(A=, EHZ, FREFH RV TS0
% R OBLE KRG B 3 2 58— L SO % B &
TEMPEB LR O EEE - DR &
48%, 4327, pp.1275-1283 (1982)

(5)BWATE A, HIME—/E, KRB 3= 7 F
7 O M R VESRE O 2 B 0 R, HABM 2 &
A OCHE, 778, 7827, pp.3552-3561 (2011)

e

KH A L S Y Bz

1431



