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Abstract

Cutting force, as one of the main physical phenomena in the metal cutting process, directly
determines the generation of cutting heat, affects the tool life, machining accuracy and
machined surface quality, is also indispensable foundations of designing machine tools, fixtures
and other process equipment. The drilling process is an important process, accounting for about
30% of the total machining. Therefore, researching the drilling force, is not only important
aspect of studying the drilling mechanism, but also is considerable for practical significance in
guiding the actual production.

Simulation analysis and experimental study of drilling force is studied with the twist drill
as the research objective in this paper. Using finite element software DEFORM-3D, the analysis
model of the drilling process is established. The simulation of chip formation, the drilling force
and drilling temperature is achieved, and the relationship is studied between the drilling force
and other process parameters such as cutting speed, feed rate. The effect of cutting speed, feed
rate and other process parameters, as well as the contribution of cutting edge and chisel edge of
the twist drill on the cutting force is revealed, and the change of the drilling force after grinding
the chisel edge is analyzed, by the drilling test of some common materials such as 45 steel, gray
cast iron HT200, duralumin LY12, and certain difficult machining materials such as austenitic
stainless steel 1Crl8Ni9Ti, titanium alloy Ti-6Al-4V and high-strength steel 30CrMnSiA using
twist drill. Empirical formula of the drilling force of several materials is established using
orthogonal test and regression analysis. The drilling force characteristics of the coated tool is
studied in dry cutting conditions. The reliability of the simulation model is judged by the
comparison of the simulation and the experimental values.

Analysis results show that, OCutting speed has little effect on drilling force, which
increases with the increase of feed rate and drill diameter. @The properties of the workpiece
material strongly influence on the drilling force, which increases with the improvement of the
physical and mechanical properties of the material ,such as strength, hardness and toughness.
®The main cutting edge of twist drill has a great impact on the torque, which accounts for
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about 80% of the total torque, while the chisel edge play a very important role on the axial force,
which contribution to the total axial force is about 60%. The method of grinding the chisel edge
can greatly reduce the axial force and improve the positioning accuracy of the drill. @The
CrAlTiN coating has the wonderful solid lubrication, which significantly ameliorate the friction
characteristics of the drill, improve its cutting performance, especially in drilling 1Crl8Ni9Ti
and titanium alloys Ti-6Al-4V, having obvious advantages. ® The empirical formula
established by the orthogonal test and regression analysis of the drilling force, which fit well
with the experimental results, is credible.

In addition, drilling force analysis model, which well reflect the trend of drilling force in
drilling process, can be used as an important auxiliary tool for the drilling process.

Key words: drilling force; DEFORM-3D; experimental study; empirical formula

This research work is supported by the National Key Basic Research and Development
Program (No: 2009CB724406).
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1.1 MREFZHNEX

HRBRRS: AN I EEMI T EMEIMI, K4 5NN T S
30%. FEEEMREREL S, AMIENRN TR ALERS S0%EH, TE
kb, RNAGEE P, REHEn TORAmLEE, EXEAEEMMITE,
TR R —F R L RIS RN EE BN —REIH A S FH R RS
RII R MR, SR ER, CUF @R DRI Sh R T, R ALK TR
i TEMENFE, DUHRES, RESEHKE.

EASBRYIHIER T EEYMERE Z — K8 51, BREREETIHIANEE, 2w
ETVRES. B, TIAEM. MIEENEMIRERE, FAMNEL5IRED, EE2H
PHUR ER— 2B, ARIHUR. KARTIAR, TN HERTTEEOEE, 52
A T REH A B3hL75 KR, I & BB RREATHIE RN —AE
BERASH, REEN ZHOEN. Bit, FANAMEFATHNENEEAE, A
X F A= KPR R ERBLEE o T B AIX TR M AR S R4 3R FErl
RETTHT, MM TEHIRUEHISBRELHMRE TRl HHBEE. IHEER.
BEEER. HKRIEAR, BTLVREI BB AN 8D, HEREER st

AREE S ERRRERET G &M REENE B L 4 MR AR
Hhae) BT (TIHIA RS O EE) BRI, #ATRIESNEN AR, B
AHIFERSE. THMEHERE. TR REHWSRUAEH S wmse, ENHL
K REFTZHEEOR, URREHNSEERRMEE. IATHEAFEENER
BXAMERAMME.

12 4581 H B TSIIR

HHIAEARHIM TR N EZNBEASH, AEEHEMIIZME. #it%
HUR T MR AU seMUIHI T 2S5 THR. Bk, BRSH N0k, &
PR EEEERNESE . AR, BETENRRAKFHREEETERRNE
Ik, BEEMTEAS RN ERHIARET HFNEEINTA. EASMFE %%
BT ABMIBIF I, Rl myIsm THERBREL T2 BAMERMT . Bk
5R.

1.2.1 #HEhERMHRIRK

FEE AN & FF AN TENITR, URXHEIERE T RO, Sl he
BEAENBIRR.
TEHEHI R R T, BREREEN CJIrOxford, M B ERTHLEY
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MR T LY B AR, HRBEN N TS EPEssEE=A X EMNERRX
B, WEHTINIK. 870 GBI PHRURESHERZER, 2)E, CJ
Jr Oxford X5 M C Shaw @ i iRHF 8 T & HI M TS B 715 S hgmm K, e 8
1 S 50%~60%,

1994 5, EEF B K ZH J.L. Wang ZEX BR3P, B ETIRI ISR F A TIH],
DA AVINIZRBE A KR, BT HHAER, REEDX S1018 AREHHHIAK
RU, HElER S BB ERER 12%~19%, HEAENERRTERED IE 15%E
B,

1996 4E, EEPHF)% A2 Vivek Chandrasekharan ZE55HI B ISR P, XEBTH
I YR E, TIBRELSRENTW, BEXNKERM 1018 NHHIRRRE, HibH
RIFT BB R ENTF 15%5,

1999 4, £ R F B A Ye chen B3 T E T HEHINAREIE 2 THE KB AL AREE
BIEHIE ISR, B mENEKEIEEE A319 AR, RUIHEHAHAENE
Wt EIRZEN BN T 10%5 15%°,

2003 £, HEEEEREWEHRENREZNMERESNERLE, RALKE
S8 ARG ST R HEHINUERT TR, BT AR R, SR T X3)E
Sl AR E,

2004 4E, Strenkowski J S % A%t A RICEBAR X BRACEEEEHI AT RN J7 v,
BRI A —ANEhA PR R TR % 76 T) B PTH AT, T 73 B B ou T B R
tILIEI TIRa LI 4,

2004 4, ERKEETEFLERAERRRM T B3 EEEE S AZID BT T HiFl
R, A& TSN AKERETTLE, BITEEESE AZIID KiimH5
M2 AR, | o

2005 4, HHEEITKFEIRTEERDBRESHRAEL SMEHET T Hll AR
9, BEEEHI & TR HEREKNLMEEISE OIR, HREE. H5E.
LA BT TBRAIAEMFAN, 2J5, LA RFKELS &E SN KA 4
B AR RIEH AT T RN, RIAIHERE 54538 2L vive A 3000~4000 2
xRS = A W | T, X — (X = R ik e i A R YR S AR
EAMSEE L,

2008 £ AFI T Q Zhang F1 J Wang B T 52 AR M FHE B EH L EHI SRR,
HiBIT 4 ASSAB4340 MR ABE, BRHERENT 10%",

2010 £, W/RIETD RS2 RERIEEH SRR, ETHLVBIINTEAE, &
SETESEI DR BEIRARRY, FExt LA A I TADELEAT TR, SRR THmE
{9 7 2 P BN BB 2 VI 70 B AR A 0 Ll ek, DM A Bt L g v,

Z LR, WTUEBEH IR B EER =R —RUHIINERARL; =
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RELLRBEYINS, BEESHT, BHOMHNERAR: ZRNAE RITEXN IS
FRATHM. B AXBATURBEGIEANEEZNNERR, BREERSARN
WEFRFEEMMT L, AEFERAERANESR, BiEREERL L HEELEs
o, R HESLREARANER, BRREARTKREA, REEIMTRE
AN, FEASCRSENAR, AR HNS, BITEANE, BEEIY
HiNtERAR. ANHAFRTEE (FEM) M ARETRERN, S EE
HEREZ AR ZEE.

1.2.2 YIEIMTHEEUEARSHF IR

VI TRENK LR RIS TR T EVIR SR8, NTIKBAE—E RS
B. RYWBE. MERERRERENIRSH, RN THEAFED), gRAT
EREABARIE—NEENB AT RF L BEATNESE, RESHHENH R R
HRBERE—FIRIE L, BYIRE CHEH. ShAEE M SR —HE 8
BEMTTES, B TARTHEEEBARNME, RIENHHRE, 20 HE 70 £414, A
MZH RN TUH TZMER. 5RMERQ AL, RAEE LR T e
Hatt. B EATHIE, MEFRTHEE SRR MK, FRBIHIER PO h 02K
&L LA R A8 B 87 R i Ay i 04,

Armarego F1 Cheng F 1972 Ef— RFIVIHIE AR T 4B RN, X#TEE*
# Watson RIEIHEY T — MRS RIGERITHEL, kX8 T304 M8 L8710
PR IR AR AT 0 B U,

1978 4 Usui S AR BB L T — AN R = 4 LT &7 0 T i 2 ma f
), JE3k, Usui XA Shirakashi 3841548 JIEAFEIELEATRAR, SHEE. BH RIS
SSHGHT TR, FETREMETHIBER, _

1980 #E3 [ North Carolina 32 K28 M R Lajczok ZEHEM S X PNAERITHE
SUTHI I T 9 E B AT TR, W15 TR TSR,

1994 £ [ Chen 1 Fuh 5 AR F RITIEDHT T HHA R 00803 5 AEHE M S0t 441
BENEAP, J5RIbF B 4 ML A% Chang-Chi Hsieh f§ ANSYS @ L T H BT
B, XEHNRESIT THA, AISI-1020 RAEHIBEMTERESR 20%~35%%), BN
B, RERK.

BEEVIHI I LA RTE R AW EE AT EHBERRMRER R, 4B Y1880
BRI REST R T —SXBEAR, WS SR EL. YN TEURIINIEEH
A,

*Ef Huang J M 5 Black J T #12& Jé K2 Lianchi Zhang 45| F 1996 ZEF 1999 4
Rz FA RICH AR EEAE T1H T E P AR Y18 4 SR 34T T RE M pnrat 2,

B AR Brescia KEMMIEZRK Cerctti E KB ST RBEH BV BRI
P, JEREEE Ohio MILK¥M T Alton #2414k, FIRABMRTEM, XVMITEMT
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éﬁﬂﬁhﬁ?’ipwg},

2002 %% & Jun Ni F! Matthew Bono FIFSGHI 1 24 vk 8 T4 Ly, 3+ HiBe
A Abaqus $K14A FRITHEE RN F &R MR, BT LRAEH T 82%H M B 45 R
ERamEnte 3,

2003 fEEEE BB K Lin Zhang G030, BRI ETHI NEZC R A
B, EENSRHERTIN, #ITERTERGE, TR MEERMER G ERC,

2004 % Michigan K% J SStrenkowski 3. T &M THIFATIRIER (wkE 1-1
FiR), BHRERE—RINEEVIBIZN T EIRATINETIRAR, HEXAMFAT)
W R TCAS R B T B 0 i 1 AARAE R i SR,

B 11 AT
Fig 1-1 Oblique cutting model

S5 EAMIRA RTHATIEI N TS F0RGAREE, B A7 E N SRR RE AR
.

&R K% Zone-ching Lin 2 AT 2000 5} NiP & &M EATBAEF VIS T AK
(IRFFST, R T SR BE AL H 3 8 o e R Y ) Y w404,

2001 4=, FHHEKZEHFRIFIAERBTKY DEFORM-2D, £ #EMELZINITZ,
BT PENAHEE, B2 T HZL. VIBREMEEM U RRERN %415,

2003, FENIZ NG % &R OIHI N THHE R, 18 T R 5 &R P A
RYIB A BN S &8 VI TR R T i P,

2006 &, REKFAVIL., #=ZERAFEMRTHKA DEFORM-3D #HL T BRIEHH4
T, HFXMIFRRsEmEERNSE R T B0,

2007 £, AEXFEHTESRA Deform-3D KAE T 58 BRACH HGHI 0 AR,
FEHAER 0.2mm/ir. $5# 4 320r/min. HkEZN 16mm KA FEHI 45 81 (BEA
200HB), &8I AR EIRE S 514 3.66%F 13.9%%, :

2008 4E, Wa/RIE VLK S8R 5 5% 5@ v R AR 46 (L 26 BY R S T B A
B9, B AMRITER, THEEI A AEEHIE R AR T R A,

2010 4, FEREACE AL F2 513 I PR T 2 A ik et i 410 o AT B 5.
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SHTEEHIE AR DB KA, DIBIE R K - At e,

& LATR, FIRARITEBT AN . SRS 2B A, AU EAS.
W h%, CERATASHISENEEM TR, BRELESETHEAMEENY
B E#ATH .

1.3 BXHRBIABFIELR

13.1 AIRRE

AIGEIS RAMEHNRE, PR PIE S, A8/ Rkt T E, T
FEAARE, BREREVIAAMNEZEANX. RNMAFARTAE (FEM) X#4REH#T
B, SMTEESTREZRNERE, FEARTHENT:

(D) ERVIBIARREANEZWRE, HoFiraERIE s S HREH R,
Q) MAGESETERIOEMNNBEIFENXBER, FNHERTKHY
DEFORM, B 45 PNHHITRH=4A R, XMga. MeHER, (hEEH
FURFGEHRTRE, GHGELE. VEEEEAAARNR, SIBFENDIERELRE,
b P LB S B E I R OTHBE R

(3) FAHHI (Dry Cutting) &4 F, EHI%EHALAME 459, SBEEEE 20207,
%8k HT200 FIBE4E LY 12, DL R AE I TAT#! 88 FC AR AN 8540 1 Cri8Ni9Ti . /1 58 B 4 30CrMnSiA
FIEKE & Ti-6A1-4V (TC4). Eid &M R VIRIRLE, BIARMERRE NS RER,
AU EXSE AR I TR 5%,

(4) BFFRFHSYIRNT] (BE71. EV18170) XHEHI AR sEktes, URBBRTIZ
JEHiHI 1 RS B

(5) 5XRBETIEML, ETATHIEGT, HRERETIRREHE T,

L (6) GiE 45 BN TC4 M R KA A%, FA DEFORM-3D H MR uik 4 &L
XM ERSEIMITE RO EER, B EESLREMLE, REREEREY
A SRR .

1.3.2 SKHER

AT, BzHwmT:

F—E, 0. TEFERRYHRMERMNEN, BEERIMHEIERFN A R
FTEHEERTRSBIH M TR, ERER FESRRE, REBXHARAEN
BARHESR.

BB, MEINIEERREENEHER. #AER TN MR ENEREE, 3#
SHTRRUERRTE S RO MR ) R, SR ) In ALl AR TR B3 447 B 5B R

=%, T DEFORM-3D MI#HIMI T EMA. MAT DEFORM BT F X
BEAR, HEIL 4SS PEHMTOFRITER., FREHERFBHEREARTINS
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Font HiHl R G BE R m AR

FE, RREFGRARTE. METRRIEFHANKRE. 03 THIEX
Witk HHER T AR ENRRE.

FLE, HNHRARGERET. BLRENHEHNKRERR, LEEE, 2048
FIVIHI 2 8 B h R maie, BRI RAMERSHI0ERAR, BIREHIT
FRTIX R H TR, MBBERTZEHHI KRR, URRETI RN Dttt
Blatiit THRTENSE RETEL,

BEBSEEX, NEEFEL—IHANITEETRE.
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2 YIH AR R NEWER
2.1 IR RIREREREE

PIHIE RS, VBIEERBZ TUSF4EER, FBETNALTHNER, XMEA
ETHRITIA ERARMTIED; PIEAFUETIH B SR ERT. WETY, 4T
MR TI AR, BHEMTRERENESNE, TARNUKEINIIELE,
BUREZ RSB BB E B TR, RERTEMNT AT
BN THE R EE R, RNt RS I DS R E N s X g R £,

2.1.1 YIHI A RYEER

HEIE MRS RATLAE, AR ETFUATEAHE", WwHE 2-1 Fis.

|l

B 2-1 I8l hakis
Fig2-1 The source of cutting force

(1) FERBI AR R TR .
po@ TERAEI AR BRI o

(3) TERRTI-JBIRIFI7]- T 1w) iy EE R REL T

BMUB R A MBUERS S, EVHPHEAREEPIIEE, BEE—ZBRXF
FI &K,

ERE NG FAERERIE LEIBI 74, KT 3018 Ve A 57 605
i R GENVIBI AR ANRTHENTE, BEREH F, ERHESTTRE. VIEH R
FEHEE S EENZREALIRE x. yy z EOBRBEEAREEEENS S, B R
F, R F,, W0 2-2 Fizs.

(1) #HBHN F CHRN): #BRTRHS A,

(2) YIE A Fy (REJ1D: YIRTTEIIS 7.

(3) VA F, (BIJ): EESIHIERFERS 1.
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Ly VIBIGED
M22 YIHEHESN

Fig2-2 Total force and component force
F: READHHPERE—A, ERABHETB SR 95%, REHTAERTIRN
FERE, AT RA SR EEZHAMRIBRRERIUK B3P RETRE.
i 2-2 WA IR & H Fre
F=JF+F =[F}+F +F; 2.1
EEH) S MR IER R S RE R, BT TOHMREERS N, URELAYE. T
PRI BESE ) o BRAERRIESSE DAMIBIZ): BASELIRIT). BARIDIHIZ). —AM870,
BEES L R ) F FIAAE M, B &-Y1H) 71 b 8 Bl o 5 & V10 70 _E R4 A S AR B o
Bl 2-3a fizR, RIZEHI—H, kS TI8I0E LN, SENES (ETHA) F .
B (BEAD) F, SN BN Fr. SEAVBIZINGRE, BRAYE, HE
M, RAH Sk R e A ATIEIHEAE, Wi 2-3b Fim.

(a) ¥ AR (b) ShHIH B
B 2-3 HHI KR
Fig2-3 The source of the drilling force
2.1.2 YIHINMEEE
EVIHIEES, HREEREAIH A ET ARREGE W, BRKR T THM
B VHIAEMTIRSB=AT WS, BFTIRME. BHER. TANERE RN
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WEHEAEE X EREGEEOEENEAREETENERARNZRARTHER
2mFER.

a. THWH

THp R RE T H BT ) E RRE ¢, BRI U R VIE 58T JIH a EE R %
u E& M REWYIE L.

THMEEE., BEEER, MERIYERERE o, 8K, ERETIHI A8, #E6
FESRSHABERERR, BEBINEEUAR, YN HEEEENRETEX, H
BEZ M TEEERZW.

THMEE SRR, IEIREX, VG, R85 80 ] EEE
&g, FUPIRIE K. Flm, REAREN 1ICrI8NI9ITI MEEREHHE 45 M, HEME
R 45 W 415, BTCARFEE BTS00 N F. 8 45 Si8K 25%.

VRIS RSN R, BTBETRRAD, BB S ImaER N, SHh
o BIENKSEE HT200 5 45 SIMBERE B, (BZEVIRIARSSRIEN F. B/ 40%.

b. IHIAE

B NES VI ERIEL; HAEMm, Y1810 M, ERRIER; YIHEREx
DIsI R 2.

(1) BZJIB a, MR E S

h 2hp

B 2-4 BERBEZIENSS BRI NKEN
Fig 2-4 Cutting force influences of changing the cutting depth and feed rate
ap M R, VIBIRRE bos VIHIEE ko 8K, YIHITEAR Ap 84K, HU RIS S5,
WIYIHI /K, BEWEEAN—. BII7IHEAYE n BHXER, TOLHERK, oK
B (W 2-4a Fi7R), RRZFREHGIEKR; AR (B 2-4b fiR), BT BN
FEHABAEEM, HEEGUBERNE, T hpZK, BHED. BT ap B T1H] S
HIBAR I RERAE.
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EAE, BT aBm—1%, FEOIHREMTEE DR EX—6&, FEh
Bn—f; FHAR K, LRRVLHM 70%-80%,

ap 1 fXSYIB N F (A TR e SR A G EEER. SlmRMTINIE
B DIHIA MR, B RESBERNECIELR, 5K TN AXET R
MR HFAFHHURIIE, NERDHEREATFNHR TEMERNES BN, TR
EZ & REMREE B L HE.

(2) t]Jﬁ'Jﬁ}E Ve

I B SR, VIBIEE v WUIHD R MR IR MR, EER
E AR R 5 PR A 1 P BT AR o

DLZER) 45 80000, MSERSKABE 2-5 ATA1: SYIRIERE vo 7 5~20m/min X 15 34 0
w, RBEEEZFEM, 80 FEA: VIBIE RSP 20~35m/min i B 43810,
RIBREHHR, YIH N F M 2 v>35m/min B, B TFEIHRGE LA, BEERH R
AN, SETHIH T B — AR TEIE BE BT 90m/min, YIHIH F, & TR/ MIBREREM,

~ 98]
= \
11N AN
=
g
H 5gg

(]

5 19 2835 55 90 100 130
18 Mo (m/ain)

MI &M #4558, HB YTIS, k=45°% k =15° a=8° A=0°\ a,=2mm. f£=0.2mm/r
B 2-5 VIHIERE v ¥R F. AW
Fig2-5 The impact of cutting speed on cutting force
S5 A TS AR DI H B0 7 B 08, ZEREATUINI R RIG RS, NI 440
EUIEIER, HREFRBANHAE, BReRENTERERFTCIIE,
c. NRNASHK
TR SHX I8 DM EE R A E, SRR LASEo HhH) I Ta2
W, WERIESNSEHE LTS EX—TRR.
d. REE#E
TIRME: TIRME EERETE SHM IR 8 i B R EORE M AR
. MRDEETHHEZRBEEREUN, NTIHI . WMBER & &0 u EkEH & B/
THBMKS BRHOTRS, WERASHEZHEREEIIA, THAKEX; YGX
BFRA&S YT REREGEFEREREUN, KA YT15 PIREELH TY30 MEIBI D K: W&
TNRS#E/DN, EREIEE T LENEAEEEE, THEA.
CIBI: UMM DIRI, BT RETIR. TS50 SR RN, FtEE
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R NIB S . BN ACR BRI, HT OIS BT A/ 10%~20%1,
TIEER: FEHEER, #AE5MIREEEEDE, SOIHAEK, XTI
FHgmargE.
TIRGIETIENEREBE, BEEREEN, VNI,

22 HEHMGEHSHEIRE

MNP A EEEMA, RIESEABLANEEIR, B—MEREEH
WD EELET LRI R . B TRERESE RSN, WEFRER, AFERK
%, ERHELENS, FUESEHLD, HEARNE, HbEERRH 0%,
HFRRAEE IR BRI IR, TMUSRRIEH MR R AR BREE R, TTAEEHNEH.
JUASEHEBRRXR, ATH—PHFEEN, TSR TR ZIRE BT
JEEEHI AL, R LB BT FURIE R I & 3R G54 R B R

2.2.1 HEHMEHSNLTSE

a. BRIEHMEH

PRUERRTESE M50 E B AR 3R BRI TAERR A 4rk, W0iE 2-6 B WiRRRHKH
KHFES, AT EHURMIER, HESTUREEE N GRERSRN); SUER THSS
FIREB ) (R F04), BLBE I REHEB AT EAR S AT ; BRTESS R0 TAE R 20 2-7 P,
EHREANFRIERE, EEBNHBREE, dTHIMBREMNE, BEmEs, ER
LTRSS, ARA LTINS, ABEEMTEIILE, Bih RS, &5k
FIfER, BRIIBIEBSHEERDT.

{
Btk Wi
ik ) §85
] }H <A N 5?["!%51} RE .
A ’ Y ______,Dj'
IS5

B 26 IRMERRIESAIIS
Fig 2-6 The structure of the standard twist drill
E® S8IUHT

Uk ShEws
B 2-7 BRIEESETAEE S
Fig 2-7 The working part of the twist drill
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DN ABAE YT, FEANE. EEE. BUEE. 087, BN 7 R—
MENH R BIARANERTHAZERNT), BIEERSKNRETE, THENSTH

fLE (EMIRm) Mxt, w28 Hir.
AW g
FOVR | Ziown

Bl 2-8 BRIEESIHIE R
Fig 2-8 The structure of twist drill cutting part
QEMPERFFHFRL, ATHRDOESMITAERNEE, WIIHERESR0.03~0.12)/100
fEERE (BIELR b UTHIE 2 Tl R B SR ), N TRIRSA k , W 2-9 B
e HORR—MREME, EHHLMBENEDR Y. SBORERAN 0.15 £
SKER, WTRAHLMONE, SLhaimmaaimK (MEH), &MEAT
1.4mm~2.0mm/100mm, & 2-10 fi7R.

B
. . 4
K 1
B2-9 BElmf B 2-10 #5541
Fig 2-9 Tool minor cutting edge angle Fig 2-10 The structure of drill core

b. BEHEENLMSHREMHHEINIFMRE
‘ (1) BieM B HikSNERE SRR A N RIER, SIMFEBIELRITRES
B 5K R A DRI KIRIE R, A ARy, W 2-11 fiw. IR E-R P,

HLSAERN d W
tanf =nd/P (22)

PRI VIR e R e R £, EVINT) EE— R x FIREER B, 24 x RATER
MIgiEL MR IE A, Kt EAXE:

2nr, 2mrr,

¥,
AN TR A 2.3)
tan B_ 7 P rtanﬁ

B L, $RARERLHRIEA 8RR, SMEAIRIER BK, Hli O iR i )
B2ef B KFr L RESKATEGHIA . HIRRAMK, HikfHRT AKX, BlEr,
BHEATHRE. EREBRALK, SHIFHHLGRENBNEME, EHkHED M. 57
HE R MR TEH IR IE A p=18°~30° X F/NERHk, SRIEMANHE/ME, DURIEH K
MIRIEE. HiftE. BEenN, AREFBEUR, BATRIHAKE.
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F2% DA HAEHAREGENEE

Pc - pc
24
3
o~
! ,
E 1 Py
B LéZEE}J
1 Pe
B 2-11 Bhefp B 2-12 Tif 2
Fig2-11 Helix angle 8 Fig2-12 Point angle 2¢

(2) Tif (&) 20 TARMEDBITEPHEREPRA, WE 2-12 .
Bt P g% Fil; PIRFHIE. TAMGRBENMAAERREMW: HANA, &%
WRUIBI TR B, WA tE 7] LR Strsizb, dhm SRR, REa ki ettReE,
NRBEMEALHSE: B, TAKXD, BEGRBEER IEEHTE, HEH
W, AR FHIE . BrLk, TAmA/NRARYE ST N TR Rt R R G, HIREHREE,

RS TEM R LS MR BT SR K — 28, FRMERRTEES TR A 2 0=116°~118°,
I N

Pox

\%
B 2-13 difhy, . . E214 J5faa,

‘ F ig2-13 Rake angle ¥, - ‘ Fig2-14 Posterior horn a¢

(3) Fif y, SHKAURTARAEIES A EKET ) E SRR KA, W 2-13
Fis. BTHEESLART IR EIEE, B&ALMEDRIER FEMERSHRE, HETH
7] L& HIET A B RAERER, SMEEKRA K 300, Nohin BB, SO
A-30°kH, FrUASEEhORRTIHIZ MR E. B ERRTAE-55°E%.

(4) J5f ar Hik/E AR EVIHI T LRGSR & x R ENNERE TTH 5%
FEZEKIRA, WE2-14 Fir, BT P aEHE. EVH7) L& SMERARDRE,
EHSMEEE BN, RAK 8~14°, EREFLREKR, AR 200-27°. FAHBXS
A, TUHTA X BASEKR, WEESFAMN, E7) L& AMREREHAEER. FAEE
FWEVIH IR E U R THERIRKEE, 5RE/DN, VIBI7IMREMMES, B4
i ENE S THEmIREZ EMEEBRK, mRERDD, SERBRHHESY,
HRTERN, TRIEFEWE: BARK, BEHE RS THAEES/, E50710
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HEBIRFALFERX

ME TR, HEfdk, e, ANERZUREUR, HRTEXERDRR. HUh
RETI TR, EXEERAENMEEHIN, EATUN—&, SRR, EX8K)E
i, BEMNEEKERMEGILN, TREFEAHLTING, FURAREAKM,
PRI G TR IBI TIBSME G f DNERESKIUKTE, KEREKIUME.

0~0
LEL]

e —te _wNFE
X Py

B1m

B 215 BAMAMILFIHE
Fig 2-15 - Geometric angle of chisel edge angle

(5) BN v BENAAES L PE NSRS ETEI T Z RKESA, m
B 2-15 fizm, ‘ERTIER JIHNBRE . wEREFRESSOBEIFA v A 50°~55°% 4
FRBBWRAN, MORARD, BNKED #in. Fit, E7ERERS, 70K
BARMABRPRAERBRRETEE.

HHI RN AR SR BELRERHANZ R AT, BIIRTIEfA
BXARBEHE, FUMEBEHRRILRESR, FERIE: VM7 LE—LRE AN
TEHAARR, ERVEZER. iaREhes—#. FNFEEIEEZFIEEENE R,
FEXTIBMERT R AT R IR, VB R A R A HRIEY, S2WB M, #ikNwREREA,
S5EmIREER. TN BEMERZENREEAGHENT L, M ILREEH—E
i,

2.2.2 BRIEHBEHIRE C aag

BEH R A ke SRR B TR T A,
HmTEET AR ITI-ITI2, REARBE R, WiE
12.5um~6.3um, AI{EAT FL. BURL. EAMBAHT
&L,

a. HHIER

HIe UIRIEE S 8, WA 2-16 Pn, H
FEFMHLEHNAR. EER MR, THEEEE
ZhEE3; FEEK TR, EE3 Ak Mz,
iz e ok Dk b ey B

B 2-16 &hHiEz)
Fig 2-16 Drilling movement



2% mhl HEHARRAGENEE

b. HREIABRMIAERSH
HiHl A ERIH RS ENAX B SR A 2-17 Biw.
d

/|

oy

o

N\
\\\\
!

(4

=
3 0

Bl 2-17 HHIHERTEESH
Fig 2-17 The pararameters of drilling and cutting layer
(1) UIHUERE v ShEITE R DL LM mAL R AR A NI, HitH AR
wF:

vc=n'd.nm/min (2.4)
1000

AP —HLIGLER (mm);
n—Hi 3K H#E (r/min).
(2) #45Es) MIRdkPHnBRIHSES. BFERARAE £ HHEE
v FEHRE [,k E R HrEARWTF: '
ve=f-n=f-Z:n (2.5)
AF Z—h%, WEERIEERE, 2=2;
kR
F—EEEAE (mm/r): HkRTHEE—%, ez E R mE S,
fr— (mm/z): #ks TR TIE, B2 RBHEN A
v— B AEE (m/min): 8RR ITHEHA, BIZREH R HEXN LS.
(3) BETIE (HHIEE) oo BRTIEREEA LEATHEEIH HTNEENR
b, BRELEER, B a=d2 ZARBKN, TRAK-T ML, XNELERNILE
i 70%4EH .
WD YIBBE  YIHEERREETENIIEREEE T LUENTHIER

—‘j-’ uhD (mm) ﬁﬂ—‘:
- hy = fsing/2 (2.6)

(5) YIMIGERE bp  YIHITEBEFRAERE AN EVIH 7T ERTIBIER S, BLbp (mm)
RoR:
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BERAIXFALTF4ERL

b, ~d/2sin¢ Q.m0
(6) VIR Ay YIBIERIEEA NG FHIBIEER, U4p (mm?) %55,
C HERRR:
Ay =hpby = fra, = fd 14 (2.8)

23 BENE

AREFMER T UIH R ERZWIN A0 X ERR, R Eor T iRMERTE
MG M E R RE BB M TR AL WS T BRIESS JLET S B I in TR,
Hyitt— SRS n TR AR, TR0 2 AR EBRTE BB HU D B A R SRR 74 3E
SEHRH o
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% 3% A -F DEFORM-3D #14 ?i-ualﬁ,iéf%

3 £F DEFORM-3D Bys5 BT (hEAR

WA B R TCEERTIHIM T, o7 AR VI8 S AT A 8 p #h s R AT 2047,
FIMHILERIE A, VIHIBE. MARNESREZR. Bil, HASEUHINE
BT ¥4, 10 Ansys. MARC. Abaqus fl DEFORM E# A G B IFHFAEER. KigM
JERETIRE, BRI T] R TS 2T B ER . BER YK R
R—MALE R HERERTR SR, ERAFHERTENRSINAEY, RbER
TEANT R T —EMER, T DEFORM-3D BB EE KM HER SRR EF
AR, FHAE=RRHEREINTABETHAERANIIGE, FAUAXXA
DEFORM-3D A PR 7G4 bk 4 53 6 B in T R kAT 05 EL 46

3.1 DEFORM &84y

DEFORM-3D % Scientific Forming Technologies Comoration(SFTC)Z\ﬁJ §7= E}Eg
xR SR BE S BRATEIS T, FRUREMENTZ 21 H3E . DEFORM-3D
B/ R EEKERE, 5P REMALIE S MRS REEHIR S E. R, DEFORM-3D
B 3D JLAHABIEDRE, X 3D I BEAFFEEFEENEX. BELT DEFORM
RELZER—HRIEEBR T EME S, EE R E R EEE R Z S8 A WA
5

7EF DEFORM 3T Et, ATLLRASMERTE. Wk, R4 RE
TREMEHEERE S, LFAEREERAMENEHR AR, AL
RE AR DA R M RHEE AL R B0 55

RSB EREE L, REBRB T E%E, HEHEELERARMER TS ITE
REMXMINETENLEANOIE, KEBAMTRBNE 3-1 Fizx, NFEH,
DEFOEM-3D 3k £ E £ dpi4b . FEM KR GERILE) G 03 = KBt ).

o — HEI R

A |
FEMK#RE  fe— i3
B4R
ERRE—> FLE

| mavsen

3-1 HREATHLHES R

Fig 3-1 The implementation steps of finite element analysis
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BHEEIRFREFEAL

AXERSHRLFUHIERFAFATZSEHER T, XA DEFORM T H &
%, WHEEHIMIEARAT TS, FExtam DM A, (TREFRENE
3-2 iR,

DEFORM-3DH{ 4t 2

y
NARIHEA (¢ SHLERBMRT —>

& X
MRt

»

y RERE
JTIRATHE
Ra# 22

v

ViREHRE

v

AREHRE

<>

YES

Generate database

A 4
DEFORM-3DJ5 b BE

K32 HHITREXREA

Fig3-2 The basic process of drilling simulation

3.2 DEFORM-3D #iBl{F H{&RIE T

B RTER MBS LR R RN R R (LS. HRB RS,
WRMZAR RS BEFENHLERG T -MENEENEE.

a. BEHMIGHRR

JUA R REE R EMITAEJLAER, KHERITMERIGHE RtER
k. &3CfF A DEFORM #RALH T EMERE BRI A R TR ST AR, BRIEES LA R
<HnlE 3-3 . THEHER 012x6mm KA. B 3-4 ARSI =4FRT
i
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#3 i #F DEFORM-3D #46 ) #e T45 KRR

Drill geometry parameters

K: Drill radius 13 mm
W: Web thickness ;1.1 mm

I AN
h: Heliz angle ;26 deg

p: Point angle ;118 deg

U

X: Margin ;0 33 mm

C: Clearance ;0. 16 mm

~Grinding cone parameters -

d shift 13 mm
s shift .,

%1 mm
| B: Cone o
angle  |35.86 v

B33 BRIEHRLART
Fig3-3 The geometric dimensions of the twist drills

N T

B34 =HARTER

Fig3-4 Three-dimensional finite element model

DEFORM ¥R BT i hik B 0 A B HAE, ZERIEMER RTERTEBEN, BN
MEHER AR, B, RHEREIMEERY, HRSMT uIHK RS
TEHEARD), BMEHARBEEERTHNS . NESHEERILFHAE, BRIZHEER
TerHEH AR B TR R IR 1/5~1/3, R T H4HHERRE, iEdRT
BE TS EHER, TIIARAZEE ORI EEERP,

b. HHIFHFHIER

AWTEIEA O6mm KIFRIE, HILERERET 3 4ARANSH (WK 3-1 fin)
3k He ek I P B EEHI D RIS BB BE R R
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BERBIXFMEFEAL

#£3-1 HHHERE
Tab 3-1 The settings of drilling pararameters

R | #HRES | EWMEEn | SNETIEIEE v
e (mm/r) (r/min) (m/min)
1 0.3 2000 37.68
2 0.3 1500 28.26
3 0.15 1500 28.26
c. MExRS

N PR ICHAT VTN I T A5 E A R, TR B AR R4 B —TEER KRB H
K. EHBTEBIIEF, HRIETEREE, LI MEHTERERS, LB IEERA
AT, Eit, DEFORM #ARFAXH AMG (HERMMBERIS) HAK
SREATRIS, SERERERENEEN, KHEFS BaxMNETERRS
M EFNS RS, SERTHERIHEIHR, WRRRAK, BatHRERES
K, i DEFORM %t FH AR50, PhBUR BN, A ORI 4 R i DU T 44
BITRAETER, THME KR AARR MAE RIS KA, Bk MEE0h 25000, size radio &
R 4. BRI EEY EER R — e R MM HIT T LB, AL TR R 5 B LG T
BRI DA, e THRBECH 35000, size radio #4 7. RNk B AR I E R
F, W RRAEEE I DIBIR 2 A LAFMRL R BRI BR 04 BHE B A AT T 4840, F 4 RS
&, i 3-5 1 3-6 Fiw.

K3-5 JIRMREAEL B3-6 THHIMBEAL
Fig 3-5 The mesh refinement of tool Fig3-6 The mesh refinement of workpiece
d. HRRE!

DEFORM-3D B E KM EHE, FIEHERBARIE T E A2 itk X TR &
—Fbbe}, R4 T AN AREMRE T RSN DN L, R E ., ik R
. AR R EERAENRLIZE. TR E S JFHFK, B
HETUIHPRES T MR AR B TR K 2 R ETIA MR AR R RITH, MR L 4
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% 3% % F DEFORM-3D #4454 ho T45 AR R

AR ERC 88, Mackawa ##, Oxley #%IF1 EI-Magd #R%17, fnRmzEk
BHENER REEMARMNSLK, DEFORM-3D F {1 RHE R #2178 £ TA%R S
ZREABHARA, & T REAERIR AT S, A3CfFH DEFORM MBS B H .
BT AR E AR, BTl EMREE DMERA R, AIER WC BERES,
THiER AISI-1045, PHEIAHER, Oxley AL,

e. (ARIZH

7€ DEFORM ¥4, VIBMRELREI ARENNEE, BYIRENHTEESH
SEFEET—MIEKE, mREXMEIK, RESREGENTE 83486 B E K
U8, RRBIRF, EBEGRAMLE, REFAENSKEEHELSSEN 10000 $. 7
R R 25, B 25 BRE—KERISIE. FHEEERENAD, SERBEE T
Ko BHIFEERHA 6mm, HHIFEEREBPRZ —ERIEME L&A, EMEL. &
LT ERR BRI ENGRE, R ETBHAENEANLOMI, XitENKEkX
H4E, MEEREA—EMER, TAFTENNEBRK, ETEIRENREERN
Emgh, FIUERREN—RE, BEHIEBIRART.

f. ARFHNEESHHERE

TRBE-Z Hds, %7 ek, sEashemnmrk, e JANIHMGE
55 AR, FRRBERA 20° , RERERREA 45N/sec/mm/C, Xt 7 H
0.02N/sec/mm/C, PESRRRGEFENSYVIEERE, BEEZ%0.6, WE 3-7Fiw.

r~ Environment
|

Temperature . !20 c
~Coolant
Convection coefficient IO. 02 ¥/sec/mm/C
Load from library Save to library

~Tool— Workpiece Interface

Shear friction factor IO. &

Heat transfer coefficient g45 K/ sec/mn/C

Bl 37 HtrsHinE
Fig 3-7 The settings of other parameters
SFERVIAIME, JJRBTAREIEE usui K-

w= [apVe™" dt G.1)

X w—BEBRWPBER; p—IEES;
V——T fhr A% T VI8 T B R 3 id
av b—RBRE, BFELRMASFIH 0.0000001 71 8551,
h. (FRBLE
BT EHE5ERG, fids Database Generation, #4T Check data, BB T iR/5, Generate
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BEEL KFRAEFARL

database 4 FREE, ATALEBIAER, FIRHETEN. HRETERE, £RFHN DB
3, fEfR R B SRR I EE ISR F MV B KRR, R TR HE . M
FERRN BRI ML .

33 IRERSH

F A RITE AR & B YIHI#ATESL 7T IR 2 5 3 B EERETHR S
i, it — PSR IR AT R H B T A EHR A SCATT IR, RHERE. G
HASRUBAFFEERNENL.

33.1 YIBAEER

& REIMIRER ERETTENTH I F B —AM TR, ISR R,
HA R —HFEERIERE. 5 RS ES, B E R EER BT R%N
A RIS DIRER IR . 7 DEFORM %M AR E T — & MIBERAED, B mns
BB 7RI T T 2k T ) B TESRA L S M B A2 Y, 1 3-8 R
RAEHHIBEON d=6mm, n=2000rpm, /=0.3mm/r K& FYIBITMHALIE, TIUEH,
EATE 10000 SR, —HAHIE ELHE,

1782

o

4

& ‘§
465008 “y |
<4 2

B 3-8 —SHRAVIBERLRE
Fig 3-8 The chip formation process of No.1 program

332 WRAMBERSH

SR TR THRTHE, ABTHIMARMI&MH TR#HEH, BIREA
EXEHIDREmE, URTTHIRERARER. SRS R R MR R g
SEWHHERE, XSRS RS, R RS/ R U4 fR HEE
BRI TREVB=F2ZHAMAKMIER, NTHEFEEmEERY, %
BRULRR T, BEEISIRMEAT, S50 0. SEHIE B RIVINIR MR AR S & R AR
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% 3% £ DEFORM-3D #4545 ¥ e T45 AAFR

WP, @RI AT RO AR, TS BRI TR . HERR S
AL .
& 3-9 Binch 2 Sh KRBTSR P o R B EHIT AR,

Load Prediction

ZLosd 00 Load Prediction ZLoad (N)
2.67e4003 e ey
e | R S SR B

1.4844002

11264009 }I i’;?‘;: __!_,,_ ‘E_ - d
il S i%iz‘}/f?h&; » ; ]

0000 0201 0401 0602 0803 100 151 182 173 134 195 200
Stroke (sm) Stroke (mm)
@ )

B 3-9 B ABEEEITRMZRL
Fig3-9 The axial force change with drilling depth

ME 3-9a FTLLE H: BEETIRZHUIALNY, Him &8 LA, SBHBEAIRE. B
3-9b AILAEH, FEEHHIREREM, HhEh IR, BASNIEES NERR
WIRK, BRI, RARERURL, B RAR 2k B {28 R i 2 1) =
ERMEBKOINS, SBEN N d&ESHRA, Frt, EEUTBRAN R EiE RN
215y, BRMEHEFRZIG—NER. BT H—FL LR BTN, LAk
BURTIVIA LA JE 15 B BUah 1) 1 B PR EAE A i T BRI B A S R .

B 3-10 4304 1. 2. 3 SRR &R RN B3R H £

Load Prediction Load Prediction Load Prediction
. Zload (N) Z Load (N) : I Load (N) .
2.56e4003 2.47e4003 1.51¢4003
¥ ¥ ¥ 14 ¥ Y v
2054003 -~~~—:-»:foo|wwnjﬁ~—-3 IR ‘_,t""""w"_"f'_j;"_' 0] e |

'
904 4
1.02¢4003 o3

§12 30

0000 00199 00399 00598 00767 00997 0.000 00203 00535 00803 0.107 0.134 00D 00334 00667 0.100 0.133  D.167
Time (sec) Time (sec) Time (sec)
@1 SHE ®2E5HE ©385HE

B 3-10 =ForRHmAHHEL
Fig 3-10 Axial force change of the three options
MHE 3-10a F 3-10b FATLAE HVINIAEIRERE, REHRIHESIK. #—PN
HESRF LSRN htm XHEFRENFHT R HHELER, B 1 SHRM
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BRI RFHREFHERL

5] EME R 1548N, BT 2 5755 H 1633N. AT, PIHIEEEX V1K) M ms N, 3
BREEINEERK, B RAMIER . I 3-10b A1 3-10c 77 LAE HETHILE]
BER, 2 SM 3 SHEMANHEERK. 3 SHRMANEEREE, HHEA 1054N,
o[, #A B HREREERK, AT VIHIEEHEAMEREE, i ERE
BB, HHlH s ERm.

State Variable
Torque (N-mm) ‘
4314004 0

3.45e4004

2.59e+004 '

1.72e4004

8.62e+003

¥
0152 |

0000 00913 0.183 0274 0365 0.457 E
Time (sec)
B 3-11 2 SRR L

Fig 3-11  The torque curve of No.2 program
B 3-11 5 2 SHRMMEMRLIE. TUEY, AFE-BELAERIRE, XEE
RE AR, SN &AM, RN, SR BE TSR, R
W, HE—EAE LRSS ERER EFSRERRHIL T BOREE), BT MEMEL S
XRS5 R RIR R R % E KD, AT ETIN NS SYHE
—/NBUR T LR AP ME, AT RABE 4R
@3u%rﬁﬂﬁ3ﬂﬁ$%ﬁﬁiﬁ§ﬁiﬁ*ﬁ%ﬂ%

State Variable Sl te Variable State Variable
V“‘ . orque (- "w( men)
Torgue (N-mm) v 3 2 7«.004 Te sl
2254004 Vi) e
1 g v'uo-w ~Workpiece
e 4004 ol f? 216es004 [ I 5 1.18e4004 e
. :
1374004 7 1020004 | 8464003
7
083 10664004 55064003 .
z 54 By
PP O B 4, SRR
T Al e T aad
ABele) sepy fFEE S 29664003 { 6 Ad N
g 0

0331 0246 0381 037 0301 04S %

?Szﬂﬁi mib3%ﬁ%
K312 =Ry RMOFAEMZE

Fig 3-12  The torque curve of the three options
Bl 3-12a A1/ 3-12b PATLLE S, MBEMERED, TR, VIHIERENHERNZRE
RN, XSS ML 2 5/ 3 SHEHEMERK, REHESENTIARZH
R, LR RLT K T VIHI X AR M Wi, SoAh A R I ke B K,
7] BB AR K o
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% 3% %-F DEFORM-3D #4948 ho 245 A HF K

3.3.3 HHIRERSH

PIEIAA B E R R HIRE R & B YIS D EENYERE 2 —. LIHIR
(IEEEL 97%—99%5 i iAs: KEMVINNEAINKEET S, HEEns A
MAEGNTAMMIEERRARE: Fit, SRSHERER e eReEEEs W,

B 3-13 S} =R YA R IR B 0 T MR S B . DDMe 4 po B 3k
BFAHS, —HR MBS ETR AR, B—84 = T8 51Tt g
FIFi=4. £EMIN, BRZINFEREEERIRYBRESBHRZIZR, S8
BRAREENAR. AE 3-13 F@REFHTUED, B0EESTIH0RE, X
WHEFRBIE RS, KBSOREBEIBEE, THORBEE S EAHEILIR
BEAKEBN, XFEROTRIGKESRSERZEMEE, W EE SIS
BEEFERERMAE.

Temperature (C)

5% l
519 |

g

Temperature (C)

634
4 I

a1

QISR ()2 5H%

Temperature (C)

197
175'
| ]

©3FHE

B3-13 =R REEMH RS HIRER ) TAHHRE SR

Fig 3-13 The temperature cloud map of workpiece in the same drilling depth
tE3 3-13a. 3-13b BIA 3-13b. 3-13c EITTLUEH, VIHEEMSAEBIIGR, H4
SEUINRER T, I BT BE VIHIE B R MR T K—&, X S XHIH| i
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HEEIREAE LR

WRREAMR . BLEEHTTRERR TREM IR, NESKALFRMEFT, &
FBRMtAE, KWERXOVIBIEEEER.

MTBIAR= 558 RAOTTIHIEEANRS B YHEE N EW. S EHR
HIZ&HET, VIRERRIR/DN, REETELALE B A VIRREIM 2D, Bprr fE N )RR A
PEBL, EEMVERAERNIER, =ENTHARSHE, EHBEAR.
YIRS R R, YIBHEERR, YN B TR B RERTHET]
B, —H VIR RE, NRET VINIEE. BRI AN RKTHRIE
WERRE, FUBELEVHEERARN. EUNEEARNEGT, SAR0MX,
B RN K S RUIRES M, EADHREL, DNBREAR. #ERIBANRN,
AR REHEN, BAYIRRRATIHFER TR R,

34 FEE

% DEFORM-3D H R TS AT F AN, X REEIBROMEHER ., FigRlaD.
RREEEXREERETTRE, EHEMERIT 45 PHHEENTRTER, HHE
FERRMT:

(1) BT AEVIH A& T RIEHSH I T8 fsE R,

(2) AHEEHE R A D AR T B AR B $hHU 45 e, YTHIRI xR A
FHLRE R R R — B . VINIERDR BRI MR RV, J BLBEE VIHIE R rE
K, #rhBE RS REENEHINNEWEENE, BELSBNEX, M
LIS N

(3) XHHIRBENSTMT IR, RETIEERL RS B R Ha S BUEH
BEF R, BUIBIEBNHNEREEEK.
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% 4F RBEMARRT &

4 RBFHRRETZ

SR, S DR R —HEBRRREAR . HHIRADRU TR HIHLE
BABENMER, SRR RN RO HRERE TR, FIR T U, Bk
B S
4.1 RIEE IO R R

RR B A A 25125 STREK, EHMATHREBGE, B E 20000min. By (Bl
B S 455 MBEAIRER Kister9271A RUEHRAHIAIAN, URSZAHR
2111 Kistler-5006 R ATBOCBA BITTF RIS REAL, 557 SHUB Btk DI 382
. RRIGHEE W 4-1 FiR

B41 ARAFHKRE
Fig4-1 Test devices of test site

TR BAES SR RLEFRRRES, HEARALRE Y TTAG T THE
I, B ms N E SR E S, EAERA AR ESAEEBS L, KRR
BBENE SN RE NS, BRI AR REKE, BRI UMENBERS,
RAFIBIRRERT, RERERTEIIE SHERFESMAZIHEN, BERTH
ERERACEIR IR EHUT o P RAE B BARHATREEE, RIAT/3 3B e J R
IR, B 4-2 BN IR FEE, B 4-3 40 H0E RER T E. HTEHEH
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BEBILXFMAEFEHL

TIRMVINItE R R ikt FTLUERZH TRRRBRM=K, BULFHSHE.
|

w MRERXNA AL

7 xmsn
wysay

k]

30
&% wow
P N

EIREE N SR S SR
X 5 . :

AU I R B I R R B R B
¢ X 3 %

I
i
BRB —q ]

B42 HiElHAREE
Fig 4-2 The testing principle of drilling force
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Fig4-3 The data acquisition interface of drilling force
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Fa-l EEATIAMLT RS SR
Tab 4-1 Main chemical composition and mechanical properties of HSS used in test
LM% PLbk e
15354 a 600°CHt
HRC | MI/m> | HRC

C w Mo Cr \' Si Mn

0.80~ | 5.50~ | 4.50~ | 3.80~ | 1.75~ 0.30~ 47~
<0.40 | <0.40 | 60~63

0.90 | 6.75 | 550 | 440 | 2.20 0.40 48

# 42 CrAlTiN 245t
Tab4-2 The coating characteristics of CrAITiN
BE | BE | VHEE | WREH | FHERE | THE | RREE
e | /pm | /HV /N /m’N'm? | RK| /T
CrAITiN | 3.59 | 2838 60 2.56x10™ | 0.60 ~900

4.2 R

THHRER S BBV AR, FARRHG IR RRER,
BEERT, THAERERE. BEUARBHESEFREYRS, ENeHegaE, mT
SEPHUINE RS, ERTAERS™E, FRFMRE, TR REMAERYIH I
THER:, —fLL 45 S EREPY. UGREN T B 2T AL RN S, EIERAY
¥} 45 8 EBRE S 4 210207 %8 HT200. LY 12 SRS R0 0 Tk 32 EC AR AN 8540 1 CrI8Ni9Ti,
BEREH 30CtMnSiA LAREKE & Ti-6Al-4V (TC4), MRHILERS SRS
RNk 4-3. 4-4 F1 4-5 iR

& 43 LYI12 F1 ZL207 BIL ¥R SN S
Tab 4-3 Main chemical composition and mechanical properties of LY12 and ZL207 used in test

RS % YL RE

MH / Al
Cu | Si {Mn|Mg| Fe|Cr|zn || % &/
MPa | WmK)' | %

3.8~ 03~ | 1.2~ 120
LY12 4.9 <0.5 0.9 1.8 <0.5 | <0.1 | <0.25 205 10
HB
3.0~ | 5.50~ 66~67
71207 010 | 1.0 230

40 | 6.50 HB
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F 44 MROAERS SRR

Tab 4-4 Main chemical composition and mechanical properties of materials used in test

F A % YN RE
M o,/ | Al | &/
C| S | Mn | C | P | S | N |®E& ,
MPa | WmK)"' | %
0.42~ | 0.17~ | 0.50~ 207
45# <0.25 | <0.04 | <0.04 | <0.25 610 45 | 216
0.50 | 037 | 080 HB
25~ | 1.0~ | 025~ | 0.05~ | 0.02~ 185
HT200 220
40 | 3.0 1.0 0.50 | 0.20 HB
17.0~ | <0.03 8.00~ | 156
1CrI8Ni9Ti | <0.12 | <0.8 | <2.00 <0.03 580 60
1900 | 5 11.00 | HB
027~ | 0.90~ | 0.80~ | 0.80~ | <0.03 | <0.03| . |37~41 ,
30CrMnSiA 1100 - (210
034 | 120 | 1.10 | 1L10 | 5 0 HRC

£ 45 HEE Ti-6A14V LS SEHUR TG

Tab4-5 Main chemical composition and mechanical properties of Ti-6A1-4V used in test

R % PRt RE

o,/ / ./

Ti | Al { V | Fe C N o} ®iE | o, A s
HB | MPa | MI/m®’ | %

o | 5.5~ | 35~

RE 675 | 45 <0.30 | <0.08 | <0.05 | <020 | 350 | 903 | 039 | 10

PHASHTHELED. BER. WEWR. WER, SHMET. FFREEHAZSR
R RS, MR, EMARES T SUR K N A Bk BEZ .

B EEFS MBI B, HRE. REBENINMITHE) R4~
F. RAMESMA, EMRNART ZHMEZ—. HT200 BRKFRTH—F, FE
FAFRE. 55, Pk, e, k. 18, R—BIURKSGHPEES (8MPa L)
BER. M. HREE.,

LY12 4R E A B H A 2A12 584K, ST LY1R2 88, T2 N T4 (BB
B, MR, BIES). 9147, NG, FERR. BRXuEREMEMEHME.

1CrI8NiOTi J& T R KRN, EHRER (>450C) THARRE®RE, Fityr
ZNATHZHMR. L. A ERAERFTUHITEAEEED. ZRPAFRR
W MR, EXREEMEN P B REFWM LA S, FFREFRRUMAZRE N
TR ERE. —fRE, ABEREANRIEIMIERRENERME, 1CHI8NITI
AFEWI AR, 545 WL, HAMNTEHER D 03~0.5, BT REMHEMNTHE.

30CtMnSiA R —FHRAK Cr-Mn-Si RHRFARN, BER, FEUREE, #
REARBRERENLSHEINE, BELHEE. B, W LEOREHSHDEIINLE,
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F 4% KB RREF &

PLEHIGERRAE. ek, OB, BERUR—SEENERSAFACHE. BAHt, KA
B2 BRI MBI TR 80%. ERZRFIM L, 30CMnsiA WEFARNA, Wk
SHleth . ESHEF.

&4 Ti-6A4V (TC4) RAFHALBENERBEMME, CHED (LHREK
—¥) , BEE (5EEFHNRE) , HEAREBES. ®EMARKEFFE. 8
o, ESZNATRE. FH. &M TSI, kAR —FRMIAR, #AT

BUARZR™E, TTRBEREMR, RER of HKESE (0 TCH HERHIMIHEEE—
o

=0

4.3 R FH*

KHAEENETR N, BdKESEAR, A SENRERIEE R AR
BRI B R T MR ERARZRRR, RS MIEERXEES Ghlim
FAHME) M mAE, REERREARNEM LHIT=RE=KFHIELRRR. EX
R B R —F D> LR KB 75 i, LR PITIAEEAR RN, TiREd ELRx
SLRHATIRENZHE, FRRPE-REMEROARKEEFHRAMNERAY, ANE
KAARFREERN K FHERERE. EREAZER S, AEXRAZHNRRTER
HREYE, TUBLEHREAREENRK AR EREEO RS R FILHIER
RB B FEFTMOERABBRADT, BRREBEIRIERNLERD. HER
REFBEEER L EEFE, Bl EREREUN FERIA R TR AL, BiTENE
EIRAYT, BIAHLXEM RN PERINERER . BT TAZRAE, BERETRE
BAYEES. RIETHSBMHEUHRAETFR, REHHRRSEKFWE 4-6 Fix,
LR F IR ve. AR SAHKER d REWMR 4-7 Fi7n, HHI70ERIEZAR
HREWEK 4-8 Fin, U ERRIRAGFHERE M HSS BRIEH .

K46 LIGYEHRARSEKFRE
Tab4-6 The parameters level settings of L9(3") drilling test

e | YIHIEE v (m/min) HEEE f(mm/r) i3k B d (mm)

AR 1 2 | 3 1 2 | 3 1 {2 | 3
45 4 10 | 20 | 30 | 0056 | 0.112 | 0.224
1CHi8NiOTi 8 | 12 | 16
0.056 | 0.112 | 0.16
30CMnSiA | 6 | 10 | 16
Ti-6AI-4V 8 | 12 | 16 6 | 8 | 10
71207 15 | 25 | 35
0.056 | 0.112 | 0.224
LY12 15 | 25 | 35

HT200 15 25 35
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#4717 BREARTR
Tab4-7 Single-factor test program
. PRI E ve (m/min) #eE f(mm/ ) )
B R HiLH7 d (mm)
(f~0.112mm/r, d=6mm) (d=6mm)
0.056.0.112,0.16.0.224,
v =20m/min,
45 % 10, 15, 20. 25. 30 0.315
S20.112mm/r
(v =20m/min)
0.056. 0.112, 0.16. 0.224 V¢ =12m/min,
1CrI8Ni9Ti 8. 12, 16. 20
(V¢ =12m/min) S50.112mm/r
0.056+ 0.112, 0.16. 0.224 Ve =10m/min,
30CrMnSiA 6. 10, 14, 16
(ve =10m/min) f20.112mm/r
0.056. 0.112, 0.16. 0.224 v, =10m/min,
Ti-6Al-4V 8. 10, 12, 16
(v =10m/min) f0.112mm/r
0.056.0.112,0.16.0.224. | 6. 8. 10
Ve =30m/min,
21207 15. 20, 25. 30. 35 0.315. 045
f~0.112mm/r
(V¢ =30m/min)
0.056.0.112,0.16.0.224,
Ve =30m/min,
LY12 15, 20, 25. 30, 35 0.315. 045
f20.112mm/r
(Ve =30m/min)
PIEIZEAE ve (m/min) H4 & fimm/r)
HT200 f0.112mm/r, d=10mm d=10mm, v, =25m/min Ve =25m/min,
0.056.0.112.0.16.0.224. f=0.112mm/r
10, 15, 20, 25. 30. 35 0315

32

F 48 LIG)HHBIHMERLHE
Tab4-8 The test program of L9(3") drilling force measurement

5 | VBEE v, | #0RES | $kEHRd
1 1 1 1
2 1 2 2
3 1 3 3
4 2 1 2
5 2 2 3
6 2 3 1
7 3 1 3
8 3 2 1
9 3 3 2




£4% RBAHARRA S

BEHSLIEH SRR T, %A ©10mm i) CrAITIN EEHMRIES: (Fi#R CrAITiIN
BB, £ 49 HERFRRAE, HEEZAKPHEEIRRAKTFEEMRARTRUE
4-10 #1 4-11 Fi7Ro

%49 CrAITIN BREHKRRFARTTR
Tab4-9 The single factor test program of CrAITiN coated drill

. YIH|EE v, (m/min) AR f(mm/ 1)
R
(f=0.112mm/r, d=10mm) (d=10mm)
1CrI8Ni9Ti 0.056. 0.112, 0.16. 0.224
8. 12, 16, 20 ,
Ti-6Al-4V (Ve =12m/min)

0.056. 0.112, 0.16. 0.224.

HT200 10. 15, 20. 25, 30. 35
0.315(v =25m/min)

£ 410 CrAITIN REHLFRE =K FHRTRE R
Tab 4-10 The setting of two factors and three levels of drilling test on CrAITiN coated drill

g | V1B v, (m/min) BHAR fimm/ 1)
ERER L] 1 2 3 1 2 3
1CrI8Ni9Ti
8 12 16
Ti-6A1-4V 0.056 | 0.112 | 0.224
HT200 15 25 35

£ 4-11 CrAITIN REHLFIERE =K PHB AR AR TR
_ Tab4-11 The test program of two factors and three levels of drilling test on CrAITiN coated drill
| | e | oy | RS o
1 1
1 2
1 3

—

ot

O (00 |2 [N [ & W N
W W W N NN
W I

13
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4.4 FENGE

AEXFEGTUTHALEHIAR:

(D) MATRARIBPHEABORE. KENTIR, RRAELERS . B2
PURIE BB R TS, LA R M B IR

() #HTEZRRMEE, REARMEOERE, RERRRRRTR, MERX
RRFHIAKTFET T BE.
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F 5% SHHRBREREDH

5 HHIARRERS

LRI T, RO XA STIRITMAR, BhE e
KM BEIER, KA RREEER—L. EENARMMEN, ERTHIRAE
TixX—REBRHEN. S8 L0 XM LTS MBI, #E O NEELRRERE,
BEESTLAGEE R, 45 0. ZL207. HT200 A1 LY12 ¥ HRAERZB A, T
1Cri8Ni9Ti, 30CtMnSiA K& Ti-6A1-4V BaIHXTEK, HEFARHIERAES, FHRE
EAHEERAN, RANAAUE, XTER TR PRS0, A0
R R ) F, FARAE M, B9 A BIRa e R RT, BIBE DR E 01 T3 v i) 44
palioR LR

5.1 #EIABMMIERR T HHRXHhE hR R

Wil R BN EEER I SHI KA, FHERUNIM IR, EEERGENHL
HRfsm, %X, YIHEEA R, JIREGME, 7JREEaRE. Hik, HRH
HIF BN R W, 3 L B AN A &, HREN AR A AR EENE N

5.0.1 SR E xR N RN

a. YIELEE DX ME

B 5-1 B AR R TP R e, 4hH0 I BEYIRIEBE M. NEPELIES, 4
R&HT, HiahmiEnElaiEr—B.

FEREH 45 MRS, BEEVIMIEBERER, AR TRNES (BS5-1a) .
XRETRBENGEE, FIRMLFEAMKR, VIBIERRE, MTEREHHES T
B, push, mTFIHLEREEK, BERRE p W, R, PIHIEREAR, BT
BRAEFIBERE PRI, RTINS I

7E 1CrI8NI9Ti fESHIEREH, 2 ve>16m/min B, £iHI /BT REHE (B 5-1b) ,
FERFEN 1CHSNIOTI FEHRMTERE, HidEhEIAsIaES=LHEHE,
FENEEBETEKRIE A, BANTYBNER, F4HINTE.

7 HT200 fYIRIERES, #HANMHEEENEENEX—EE2THES (B
5-1g)  XEERFABEAMESE, HRBEE, BHERAD, YIBSH RN
BEER D, DT X A A K

TR HADATELET, B AHEREE IR ISR, HIEE KGR/ MIER,
ZEBEMANS . XRFEE. BERY. VHEERTTABRSEASERNER.
HEKKRE, BENEENEX, MrhMAEENCENRK), LR, IHEE
ST F1 B /N
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Fig 5-1 The change of the drilling force with cutting speed



75 ¥ SR ARBRERENM

F 5-1 M7 EREHIAET, SRR RS R D AR MES BAEMHER
o wFHEN, BMEBRXEAEROHRTF 7.5%; MTHE, BMISEXEM
EBOH 94%. #—LRAYNEERSH A EEES. SR, XES5FALRATE
MEEBEAR, BUHEmEENRRER, SR MEBRXEEASHEAREE.

#5-1 RRMESEH N BMISBAEIHEERRL

Tab 5-1 The difference between minimum and maximum drilling force on experimental materials

F,MN) e M, (Nm) me

R - -
BAF,WN) | BAFRN | BE | B MNm) | BAMNm) | BE
45 858.87 984.42 12.8% 1.89 2.26 16.4%
1CrI8Ni9Ti 1311.24 1855.13 29.3% 4.05 4.85 16.5%
30CrMnSiA 1569.08 1795.04 12.6% 2.31 2.55 9.4%
Ti-6Al-4V 693.52 785.86 11.8% 1.52 2.28 33.3%
ZL207 349.86 378.21 7.5% 0.68 0.8 15%
LY12 547.99 621.48 11.8% 0.94 1.04 9.6%
HT200 491.64 567.6 13.4% 2 2.28 12.3%

b. HARIEHHKIEM
A 52 B A S EIAR TAFERIN, Bl hBEd s Rk,

2000 —— 1 e ] 5 2500 : — i ) —e— M .
] 16
1500 | 4 2000 - |
13E = 150 148
%“m I d=6mm % g d=6mm 13 &
e v=20m/min 125 T ey ve=12m/min _23 )
500 11 500 |
{1
0 : 0 0 = 0
005 01 015 02 025 03 035 0.05 0.1 0.15 02 025
(a)45 W (b) 1Cri8Ni9Ti
—— 1200 ——
200 —— $ii1 ) ——H5E s 0 ~—Hi1 S —— 5 3
2200 |- Iy 000 26
ol - 20 | 122 F
2 1800 | 1278 % Z
& 1600 | d=6mm -ugk‘m' e 18 8
_ . 7w L mm
1400 - ve=10m/min v~=10m/min 14
1200 | ¢ l.9 m L K
1000 ' s 15 500 1
0.05 0.1 0.15 02 025 0.05 0.1 0.15 02 0.25
flmml) fmee
(c) 30CrMnSiA (d) TC4
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Fig 5-2 The change of the drilling force with feed rate
AILLE N, EXNAREMHETHNIN, MEESBIEX, MR HRERLEHX
. IRETEVHEEAZNART, #ABIOEX, EONEEEK, THIERY
K, MR E S R K.

5.1.2 S EEHEH DT
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5-3  ESHIAEME L ERMARL
Fig 5-3 The change of the drilling force with drill diameter

5.1.3 TH# R 7 8RN

M LT H R B SKE R SN 7 i SR R IR AT LUE Y, AR SRR &1
T 1CrI8Ni9Ti. 30CrMnSiA F1 TC4 HIEGHI 7138 A T HAM RS HID . XEEditie
A GBI SIEN, TRV R B L E R MERAL T E.
—AER T, MR RERERS, VN8, ERE. BEEMEMERT, MR
WM GEMRE) MR, TIHIEK. BTFENHKENMERLRES, FERRH
TR ZI RN TRE, FIE )8 50077 H A e e, BreAvinl 8K, X

39



BEEIXFAEFEAX

PR AR RNGERRS, FUUIEhhER. SRR LA,
BERERARERENTERERKEH, #EaIE N8R,

B CAKAREEAR 1CrISNIOTI BAREFE AR, ERERG GEMER 45 W 415), 4
HIZRK, YIBASYIEAFE, VIBRRAERNIIEE, SElMEX, vIBHEHE
A, HEPHEIHEE, WA K. BTNRT, SIS RERIRAITE, T
LREESBRED, BE “HE” ¥k, FEREBARK. VIBZHHHEHIIFTI-LH
FiieA R AR K S fe B Ry RE, VINIEEFE, M2 1Cr18Ni9Ti AEHMF
HEE (RREABY 45 918 13), VIHIXKRHERERE HRMIA&M4T 1Cr18Ni9TI
FIVTHIR T EL 45 18 200°C-300CAL), KEVIHIREFTFUNIRMT-BRAE L. &
RIVIBIE R 1Cr18NIOTi M S HAMBKNLY (W TiC) Tk, HHMKER™HE,
H— PR TN . Besh, 1CrI8NIOTI MITEAAZERETE, BIMHEERS5IR
BEERAMERS (ELEEELEREERS 1.422 15), HERHEHIHXKER.

ME 4-4 PV B B SHUREERERT LLE Y 30CrMnSiA. =58 i e
BHEEHERTEHALEME 458, XFHNi. Cr. Mo, Mn. V. WETEXET
WEIHItERE, EMEEENEEAKRE: R, Si TRNOFENFEMEE SRR
AE, FHALER SO, XM A, XEMEHTIRNTHEEE, A5HENIRAK
HEER R, UIHIEERAZ AE;: # Cr. V. Mo ZEAEF, VAl Mo BAA IR
B4k SRR EI KRR R (E=AN e E R MPUR RS, DI TR E,
Fe5 R P RIBT R SRR XS ST R R R E KBkt , 8] B TIHIHE
BeASBTEZ, 0 CrC R VC [T TIA 2094HV, ZEESHIINTAT, JIERIRBER, ERIR
KEGEIHIAE, RBoh, BHIMBILER 30CtMnSiA BHEE, SHMEMLEE, Ml
i K ERIVIE S R, HEFENTNMIE, ERBHOTISIERE, JJRERME, #
BYIHI S8R

TC4 YIHIMIIN B ER S RER AL, BIET 1, VIBAERIE LIgZ R HRE
WK, FEASEHIHREEBD (RANST 45 WM U5~1U7), EHIEREPIEIARE
e, REEFUIHITIMERMEDMCEA, FRUERRERE (ZATIE 45 818 2 1),
JIRESMR. 2 TC4 hEFENR, AERS™E, BHEE N SEEEXMR
R KT ¥ RGEE AR, }

LY12 FUERES & ZL207 (R, VIHIAATDN, (KR, FUATIIm RS, 4
BIAB . BTHGREMME, BHERA, WIEKA, FhsEEMEERE mT
IR BEIE, AT TIE B /, BTk, Bk, Sl Bis A GEXTHmE) .

52 $HINZBR AR

ZRRENAR ZRRTAM T IR ERREAXRGERER, BRERMA BRI
EETE. EHRRSETTURERELHERKE, RERIEENGERE, 446H
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BT, BUSREHRERANGE. 45 PELRKREH N WRBEDR 52 PR,
#52 45 WHELZARRREGHAWEE

Tab 5-2 The orthogonal experiment table and drilling force measurement values of 45 steel

[E | oEEE | #AR | HLES | mEan | HE

K V¢ (m/min) f(mm/r) dmm) | F;(N) | M;(Nm)
1 10 0.056 6 639.10 1.22
2 10 0.112 8 1228.34 3.56
3 10 0.224 10 2530.48 9.32
4 20 0.056 8 731.29 1.92
5 20 0.112 10 1482.85 5.04
6 20 0.224 6 1543.58 3.7
7 30 0.056 10 994.42 2.98
8 30 0.112 6 858.87 1.89
9 30 0.224 8 1668.08 523

521 EESHT

% TEFHAF IS, FERRNSESMEAZEBAERR, BITKHZTH
HMHE, REIYH D ETIESEZ BNXR. FARSEARASIRE: —KEE
BAR: —REFBATINABITHE. EERHIP ZRABHAXEANTIHIAINEG
BA AR, RRTLVHSEXMEAERAE. FRAMREAXMEL A,

F=Cd" fiv 5.0
Kb C——BBn AR S & PTHRE;
| Xe—HikEAR d R |
—HGE R
Ze—— I HERE v IR
LRI 2 o5 ar LUE i BlR  f 5ER 2

ERRRE A EHXHERERATR, BATE AL hiEHAN, FUNRE
AR, NAZTRERIRBMATTIE.

M (5.1) e, BIRAITE, A

log F=logC, + X logd +Y, log f +Z_logv, (5.2)

HTHEHE, BHTHNEENRE.A logF=F', logC=C; » logd=d', logf=f"»
logve=v, , B=JL&MERFTTE:

F'=C+ Xpd'+Y f '+ Z.v, (5.3)

%t 52 PRI BURBOY B8 K 5-3.
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#5345 WHEXARKROXHE
Tab 5-3  The logarithmic of 45 steel orthogonal experiment

KT A% log v, log f logd log F, log M,
1 1 -1.2518 | 0.77815 2.8056 0.08636
2 1 -0.95078 | 0.90309 3.0893 0.55145
3 1 -0.64975 1 3.4032 0.96942
4 1.301 -1.2518 | 0.90309 2.8641 0.2833
5 1.301 -0.95078 1 3.1 0.70243
6 1.301 -0.64975 | 0.77815 3.1885 0.5682
7 1.4771 -1.2518 1 2.9976 0.47422
8 1.4771 | -0.95078 | 0.77815 2.9339 0.27646
9 1.4771 | -0.64975 | 0.90309 3.2222 0.7185

BB/ —RERATIE, THF EEA R

[2.8056 1 0.77815 -1.2518 1 ]
3.0893 1 0.90309 -0.95078 1
3.4032 1 1 064975 1 ,
2.8641 1 0.90309 -1.2518 1.301 Cr
F'=|3.1711 A=l 1 095078 1301 p=| X
3.1885 1 0.77815 -0.64975 1301 Y
2.9976 1 1 -12518 14771 Zr
2.9339 1 0.77815 -0.95078 1.4771
,‘ 132222 |1 0.90309 -0.64975 1.4771]
FIAZK:
A"AB=A"F' (5.4)
T Matlab T E Kk B
2.9515
| 0.9530
| 0.6348
-0.0989

REEARERHEK (53 $5:
logCr=2.9515, C;=894.3345, X3=0.9530, Y;=0.6348, Z¢=-0.0989
BEEXESHFHA G.D +4:
F =894.334"" f*%y *! (5.5)

F R 5 T AV SR AR M,
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[0.08636] 1 077815 -1.2518 1
0.55145 1 0.90309 -0.95078 1
0.96942 1 1 064975 1 ,
0.2833 1 0.90309 -1.2518 1.301 Cu
M'=0.70243 A=[1 1 -0.95078 1.301 B=| v
0.5682 1 0.77815 -0.64975 1.301 !
0.47422 1 1 -12518 14771 Zu
0.27646 1 0.77815 -0.95078 14771
07185 | 1 0.90309 -0.64975 14771
FIRAAR:
ATAB=A"M' (5.6)
ifid Matlab & it HHHKF-:
02504
[1.8178
[ 0.7819
0.0924
B: logCy=02504, C,/=0.5618, Xy=18178, Fy=0.7819, Zy=-0.0924
BRI 45 RHLENZR A
M =056d" """ CGD

522 BEMHRE
HTRFFBERARKERYE, EEFRK. FREEBREFFAMER, HEMNE

HHRRRERATENEEE. FHANSHAL:
ZO’ -7y ‘Z(y, -y +Z(y -3y . ‘ (5.8)

i=1 i=]

S y.-—ﬁﬁ%ﬁff%ﬂ’]%r‘]jﬁxﬁﬁ
¥ — R T ST BN B A9
y—mR (5.2) HHABNE:
S (-5 —BFH, FHSST;

i=l

Z<y _yp—EEEHA, FFRSSR:

S0 5 —BREFIA, MHSSE,

=1

SEHPAHRERTLAR S A: SST=SSR+SSE, H b SSR £mi[EHFREHEH, ik
EEBERMEZTIER, SSERTEEH BREMBINE, £t HHERZIMIRME
HIMEESRN. XH, BEIRFHAEKR, ERAZRBLT.

R (5.2) #1T F %R, H P logCr=2.9515, C.'=894.3345, X¢ = 0.9530, Y5=0.6348,
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Zp=-0.0989, it 5-3 HHAEMTFHIHEITEE:

SST=Y(y, - 5y =0.29466 (5.9
i=l

SSR=Y' (7, ~7)2=0.28992 (5.10)
i=1

SSE=Y"(y, - 7, =0.00472 (5.11)

=1
REENUKFa=001, HiFHENHERTE DR S-457R
% 5-4 HAAEIAERTTEMTR

Tab 5-4 The variance analysis table of axial force regression model

FEXRWE | BEE | FHM | B | FHE | FuBS)
Epa] 3 0.28992 | 0.09664 | 102.373 |  12.06
BxE 5 0.00472 | 0.000944

Syl 8 0.29466

HE 5 TLUEH F=102373, NEEFERRPEF 2MRBRAE Foo(3,5)=12.06
F=102.373>F,01(3,5)=12.06, FrilBEMIEHAR . 73 B S 73 st LUK,
2R N EELE .

W, @i AR HHER FRE T ZEMR, R 5-5 PR, BERGAEEHE. 7

R L % e R RE R B R N S BRI DA, BRLA (5.5) A1 (5.7) #FEsK.
#5-5 MR MR

Tab 5-5 The variance analysis table of torque regression model

NEXE | BEE | FHIM | B FM | Fou(3.5)
@3 3 0.58063 | 0.19354 | 381.559 | 12.06
B2 5 0.00254 | 0.00051

¥l 8 0.58318

o Sy @ EAaY

1800

1600+ ve=20m/min
d=6mm

O K @ A

v=20m/min
‘ d=6mm

1400+
1200
’zV‘ 1000¢
M

< 800r
6001

0056 0112 016 0224 0315 00056 0112 016 024 0315
f(mm/r) f(mm/r)
(2) (b) Hi%E

Bl 54 45 EESHI A RRDA 0 S S0 b i

Fig 5-4 Drilling forces comparison of the model regression and the experimental values in 45 steel
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% 5% HHHRBERESH

B 5-4 % 45 GIEEHI HAEREIAME SR 4 ROLERE, TUEHERARE &R
®AMRERE LS. ,
FIEER, ARIEILAAM RS E ) E2T R B A A 2R AR, 2HWT:
(1) BrEE4 71207 B HER AR
F =809.1d"" f'* ¥ (5.12)
M =02276d"" v °" (5.13)
EREASZL075 N R A 5 9 R Ee B an B 5-5 7 o

1800( o S50 m [EH0 3r S W [l
1600F 7
1400
1200+

2.50 ve=30m/min
d=6mm

ve=30m/min
d=6mm

0 0.056 0.112 0.16 0224 0315 045

0.056 0.112 016 0.224 0315 045
Jf(mm/r) £ (mm/r)

(a) #hm 5 (b) A
B 55 fBEEAE Z1L207 B HEEIRAE S TR A

Fig 5-5 Drilling forces comparison of the model regression and the experimental values in ZL207

(2) %% HT200 &5l hE R AR :
F — 1386.1d0.511fl.03vC0.035 (514)

M — 0,183dl.91f088vc0.019 (5.15)
P RkHT200 55 DI R I8 5 SE R B L B an B 5-6 BT s

L S @ B O R @ EEE
¢ st _ )
- ve=25m/min ‘ dezf&/lr:qm
1200 d=10mm |
/Z: 1000
g 8007
600F

0412 016 0224 0315 0.056  0.112 0.16 0224

0315
f(mm/r) f(mm/r)
(a) Hhm) (b) HIHE

B 5-6 ik HT200 &l DR E A 5 SRR AR

Fig 5-6 Drilling forces comparison of the regression and the experimental values in HT200
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(3) W LY #BIHER A

F = 979.49d0]2f|.05vt0.11 (5'16)
M =024d" " " (517
LY 12584565 Hl A4 R [R5 0 5 SE 308 t s o B 5- 7T 7
- 3 B
o B S A . *Qi% -/u_ms.
i ve=30m/min 25¢ e
12001 a=6mm ol
il 3
& 800t 15t
600" !
400
200 o
b= 112 016 0224 0. . oliE — Gl 0228 HBI5
f(mm/r) f(mm/r)
(a) Hhim) 1 (b)
B 5-7 LYI12 BEEEEIERRIAE S SRR A
Fig 5-7 Drilling forces comparison of the model regression and the experimental values in LY 12
(4) BEAASED 1CrI18NIoTi Hil| hZ2 K AR
e 734.51do.s9fossv£o.u (5.18)
M =0.784"" f °‘“vc°'2' (5.19)
1Cr18Ni9Tifk | 7R ]9 8 5 SE KB X R Wn B 5-8 B .
LAY W[ A
50001 0 UG E @ [)A{E 7 ve=12m/min
i ve=12m/min d=6mm
2500‘, d=6mm

0.056 0.112 0.16 0.224 0.112 0.16
f(mm/r) f(mm/r)

(a) H 5 (b) 4
5-8  1Cr18Ni9Ti &K AR EIAE &5 L0 1 ik
Fig 5-8 Dirilling forces comparison of the model regression and the experimental values in 1Cr18Ni9Ti

(5) FRAEHR 30CrMnSiA B A& AR
F =284.84d " f*%y (5.20)

M =025d"" "y " (521)
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éﬁs:%: 4H| Ak R 50
30CtMnSiA & HI AR [RIRE 5 5050 4 A n B S-9FT 7

KRG W [a]

3400 SEEE W [Pl 4r v=10m/min

S ve=10m/min . 5f d=6mm
d=6mm o

2000+

00,056 0112 0.16 0.224 ~0.056 0.112 0.16 0.224
S (mm/r) f(mm/r)
(a) Hhm A (b) %

8 59 30CrMnSiA Hill AR RPAE 5 LR fE HR
Fig 5-9 Dirilling forces comparison of the model regression and the experimental values in 30CrMnSiA

(6) k&4 TC4 B HZ KA.

F - 369.06d I,I8f0449v“‘0.l4 (5'22)
M =029d """y (5.23)
TCAREH| AR BlF M 5 L L 5- 1057w .
0 % @ : 0 5% i W
12007 ve=10m/min g ve=10m/min
d=6mm 2.5+ d=6mm ,

—_— 0
0.056 0.112 0.16 0.224 0.056 0.112 0.16 0.224
S (mm/r) /(mm/r)
(a) Hm S (b) MK

B 5-10 TC4 HhEI AREAIIAE S ERE R

Fig 5-10 Drilling forces comparison of the model regression and the experimental values in TC4

I 5-4 B 5-10 PATLAE 1, 1Cr18Ni9Ti MAEHI R AE 5L REE —E M
E5%, HitMEnaBERS. XEERHTEEREMN, SHERERH & ERMIE
#F 1Cr18Ni9Ti KIYIHIEEE L 45 4EH 200°C-300C A ), HIZ 1Cr18Ni9Ti ANEE4N I
SHtEE (SRR 45 8100 1/3), KREVIBIALERR, £PTUHIK, F545KE8
FURLR, E5HI MM KA. 1CrI8NITI EMMIRARE, WREHBEEZRBEAN—
ANERE. 7EM 1Cr18NI9TI MERHISEIRRT, BIERMFM =KL, FrilErsHNHBE
BKEE, HikHRMBSERKNAIEMRE.
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53 ENHINSENHEH D TR RERS S

AT BFR A HRRIEES F DIE 70 S8 7000l ) ) FIHLAE I STk K/ LAEHE] @10mm 24
Bl HE T W T HENAL, % 02mm.®4mm.O6mm Fl O8mm FR{E4E45HL, )5 H ©10mm
BRIEESY A, MEH R HMAE, FS5EER 010mm ARIEEHILN S RILE . A HH
Bl A 45 SR HT200 %%, SHI%MER: 2H1 45 #, DIHER v=20m/min, H4E
F0.112mm/r; 45H) HT200 %2k, IHIEE v=25m/min, #AE £0.112mm/r. &RNF

5-6 A1 5-7 Fi5i.

K56 45 HHHILR
Tab 5-6 The results of 45 steel drilling

at:la) ¥ 4T PRIRAE
nT 44

FEN) | M;(Nm) | F, M,

Hi 0107, | 148285 5.04
" A2 | 53167 | 455 |65.10% | 11.39%
10 J&FL 4 | 353.90 374 | 79.43% | 32.49%
A L6 | 21830 | 272 |87.54% | 46.84%
&L 8 | 101.13 1.57 | 94.94% | 71.86%

F 57 HT200 HEREEHIGR
Tab 5-7 The results of HT200 drilling

HHI A BEH) 0T PR AR
T4

F,(N) | M;(Nm)| F, M,

CEEDI0F, (53893 237
" JEFL2 | 188.07 2.1 64.15% | 9.72%
10 B 4| 110.86 16 76.13% | 25.79%

1

A KfL6| 67.14 126 | 85.29% | 46.03%
JEFL 8] 27.28 | 0667 | 93.18% | 68.85%

B UIHIRE T &, HEAH K/t A R s AERE DI 70 L 92,
BT LR LA R V1B AR LR R AR . AU ERRFATLUES, HEFERH
EVHIZIFER, Ad 80%, XEBAETHITEK, YITHIEES, HTEX, M
BRIIKERME, AEHMR 10%Eh. BRENETZ MG ATERN, Bl b
K i 50%-60% (NMEERD); XK 7T AR HL L 40%. X5&RIIHRE

DR BB R B R R AT,

BT SR H S K TR SN T AF R, B A0 AHRAE )l B i K, JLeh i 7K
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5 5% SR ARBERESH

MIER E iR —Lt, BREARI Y BT, BATHEDN, BHFENTIHS & 28
I S7% kR, TEFPEMEERLRE 8%.
W 5-6 F 5-7 PHTMBHLRIGER—S AV, BHA ©10mm KIFERTEHE 45
M. Fk LETLE, BB 71T SEHI MBI, R 5-8. 59 Fir.
#5-8 4B 45 Mt H WA VIHI T BT & EEHI A LB (v =20m/min, f<0.112mm/r)
Tab 5-8 The proportion of the drilling force of various parts of the cutting edge on 45 steel

VI 7] L R B kR
B (& B4 70) (mm) e
0~1 (AZBAHTD 65.10% 11.39%
1~2 14.33% 16.88%
2~3 08.11% 18.57%
34 07.40% 25.02%
4~5 (M) 05.06% 28.14%

%59 HEHIEIE AR TR G EE R (ve=25m/min, f<0.112mm/r)
Tab 5-9 The proportion of the drilling force of various parts of the cutting edge on HT200

P10 7] | s B0k L ik
R F,REE | &M, H0EE

EE (& BIHI7])(mm)
0~1 (B&EARET 64.15% 9.72%
1~2 11.99% 16.07%
2~3 09.14% 20.24%
3~4 7.90% 22.82%
4~5 (BT 6.82% 31.15%

ME 5-8. 5-9 FALLEH, TWRARN 45 WERHNIER, X Famh, EUHE
71k B OT S A S BRI, TR KRS M. FERBKE, #EHN
24t Be YT 70 & B4 BT AR B D I B KW, X FARRMKKME, B
S TR A BEEE AR R . BURIE DR % R x5 F L@k 45 SR IR
GH4169. NEEAAEk A SATHHARM B M. EUIHI 7] LREEHI 7 LBl B REIZ 45
#, KR GH4169, BRAENEN, BEEKEEML.

5.4 {BERTI X HI RS0

FRAERRTE RS S L AL BT TR0 A S S I R TV K, ZE DI A2 R P A B U B
B RYVE SRR B R . SO ERLENE, MEERAD, hELTE, HiE
BIBFIRFE, SREHORTDE RO TG fa il STR-RAERANE TS
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AIH, XRERELHMEDRKOEBEREY. B, EHLEES, Hnhn—
U ERBETIAR, MR, BHELSE, EEGELIE. TRRNEERLE
EMER, BB ERTIBSEREH IR RN R, KA ¢=10mm iz
HERRIERE B TIHEAT S BUBIE (EERRIPSTFTYIEHD J5, %I 45 HHAIFEK HT200 HEATHIH)
e, SR NAERZANE. B 5-11Firk S REBRRIIREE.

Bs-11 BESERITER
Fig 5-11 The schematic diagram of grinding chisel edge

1400
1200
1000
800
600
400
0 &=10mm  v~20m/min  ~0.112mm/r 200 d&=10mm v~30m/min f=0.056mm/r
@ (b)

B 512 ARYERRIERSTESEBRT. JEENM) 45 MR 4EHIH B TKE
Fig 5-12 The waveform of the drilling force before and after grinding of standard twist drill on 45 steel

700 1300
650 1200 , T
600 ¢l | 5 B 1100 L . [ W ‘
500 YNk 1k %0 f
5‘450 i '2‘ 800
400 | 700 - BES
Sl - A
300 500 |
ﬁ | g=10mm v=25m/min f=0.112mm/r 400 T ge10mm v=25m/min £=0.224mm/r
300
(@ (b)

5-13 FRMERRTESEAEBEBERT. BN GBI B R
Fig 5-13 The waveform of the drilling force before and after grinding of standard twist drill on HT200

50



% 5% SHHRBERESHM

B 5-12 A1 5-13 MARMABRIEETEBBSRT. J5, 3 45 ARMBERETHNGRAR, HHlH
TERENROBEE. NEFTUENY, SRERERETRIBEE, LR HHED
FREBEMHEA S, FEHRNBEREETRAD. SR, BERDANEETHK
B, TiEBERANGAETAERENA, KKBET SIS, Rz, SRR
APk BE RO R I, BAH RIFMEAREE, MEREIY LR . XE
EREY S HEBE A EBHRLTARAD, BIGAKMK. Fril, s HEEHLEHT
R, :

Y5 B T RRILEE 5 RS B AR HERRIE AR B0 B P D BT X LG, TR 5-8 BT, BB
BET0JE (s o B B/ TARMERRIE RS R0 0 7, (B R AR, R h TR
B, B7IRAB—/MESHRE B%EL).

#58 FRERRIEESTEBIERT. SR 45 WA B HT200 M A965HI A BUE
Tab 5-8 The drilling force values before and after grinding of standard twist drill on HT200
e | BERA | BN | M(Nm) | VIEIRA | BERR | FN) | M;(Nm)
454, EHERT | 148285 | 5.044 | yrogo, BB | 51770 | 237
ve=20m/min, | BEF | 92031 | 491 | y=25m/min, | BERF | 357.96 | 225

FON2mmr | RRRIERE | 37.94% | 2.66% | SO.112mm/r | FREGERE | 30.86% | 5.06%

454, BEERT | 99442 | 298 HT200 BEERT | 104921  4.00
ve=30m/min, | BEF | 53135 | 282 | v=25m/min, | BEF | 654.25 3.88
JRO056mm/r | FRHERE | 46.57% | 5.37% | f0224mm/r | FRREH | 37.64% | 3%

WUETSH, B TR EEN, AR T RE BT RERTINEG, HHh
BN, MEEHLREME, &R HRBEHEHTTHRE

55 ABRHEHH AREBERE S

BEEETHRZEEENRE TR BRI EBHIBARRBER—NEEST [,
FREBIER I BA BEE R B, LB0RE. IEURENRHE, FE0NTIR
MEAEER AR —F MR, XERETRENR. BETRTLRDTIRER,
K TIEFEM, KEFEHEIRNTRE, BEREHTINIERE, eRBIBATIRERE
B EHERRH.

ARRETAINIEET, H CrAITIN R B4 L0 K% % HT200. 1CrI8Ni9Ti A
TC4 HATHHIRE, AN AHER.

5.5.1 #% HT200 B EIAREER

B 5-14 Xa5H1% % HT200 (BEFE 185HB) B, K% B 5 CrAlTiN & E#ik (¢=10mm)
Bl BRI E EASR A B HEN.
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1800 6
55 r
1600 |
5 -
1400 | 4s b '
L ~ 4l P 3737
1200 *%E g 4 |
gmn— €35t
] 3 CrAITIN® 2
800 CrAITIN# 2 25 |
600 5 L
400 T 5 |
200 1
005 01 015 02 025 03 035 005 01 015 02 025 03 035
S (/1) S(mm/r)
(a) v.=25m/min
600 ; _
//iﬁﬁ 3 .
500 /;;::t:: 25 ¢ *~ﬁ¢£;_ﬂ__k\‘
CrAITIN® 2 '—'\-‘7_,\
400 + 2t
3 T CrAITING B
& 300 - Z 15}
200 i 1
100 | 0.5 (
0 1 1 1 1 t 1 ] 0 1 R i
5 10 15 20 25 30 35 40 s 10 15 20 25 30 35 40
Ve (m/min) Ve (m/min)

(b) £=0.112mm/r
[l 5-14 CrAlITIN 3B SRR B kBl Fe gkt 451 0 BETIHI A 2 r0ft
Fig 5-14 Drilling forces change on CrAITiN coated and uncoated drills with the cutting parameters in HT200

ME 5-14a TELEH, RIRES CraAITIN SR EHKRH A 5 F, MR M, SRR S
BRI AT K, EHRZGTREMENZAMERRAD, BEHLENER, WEH
HZAMERBHT K. iRRATA, $7&B—LL ERBR S, EU8I7744 80%
HE, AHEKTIBARLAS MR, FUTBIRERTFHEET, CrAITIN #iRE
ERRAHENER TR,

. M 5-14b ATLLE i, RIRIES CrAlTIN 3R HSK K5 ) F, A5 M, 9B 1M
BRI KTORN, (B4 DR R MR EIR A, BLREHI ke, YIHIER R
mARHER MM, 5P REREARERF.

BAELEKRE, RRES CAITIN SREH LRI ) F, M M, ZR80, #ENH
BNEEARR 5%, HENBRDMEERL 10%, XAFER B TH%E TR, B
AR/, BA RFEVIRIN T, KA@ML D2 A LB T RN
I, FEEHN ERANEERD) |/, CAITIN BEHKIRBRER S HEEDL XK.

%t d=10mmCrAITIN ¥REHKHHI% 5 HT200 MR EIRALERERE RS T
FREEZRAR:
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F =4702.20""v "™ (5.24)

M =15.06f"v "™ (5.25)

B 5-15 & CrAITiN ¥} EZ4h K ShHI Sk 451 DR R 5 e R R, WTLUE
HEBR ARG SRR SHMEEE LR,

[ O 9864 [
1600 SR W S m I
i A ESEL 5t AITING 2553
10 CrAITING EHi sk Cr Ti mz;_iﬁjk
L =25m/ . v:-—25m/m1n
1200 v=25m/min il iomn a
’i 10007 g 3
Lz 800' = :’i
600f ol
400+
2(X)h {'/f ‘ P . |
i i 3 . ] — . 8 Iy
0 0.056  0.112 0.16 0.224 0.315 . 0.056 0.112 0.16 0.224 0.315
f(mm/r) f(mm/r)
(a) 'ﬂﬂ[’ﬂj] (b) mﬁﬁ

B 5-15  CrAITIN $/2 4 Sk b I e gk it B R D AR AL A M 5 5K 6 EL AR

Fig 5-15 Drilling forces comparison of the model regression and the experimental values in HT200

5.5.2 BETHN 1CrI8NioTi BIsh Y hikie &R

& 5-16 Bz A I B KARARE4 1CHSNIOTI 4R}, CrAlTiN 225 KiGEH LK%
HI 1 BE DT 2 AR

WLLEH, WF CAITIN BEHLERRERLT S, VINIEE Si#ABNHHES
R RARN . ZEEH R KARBNAE N SES, CrAITIN REH kK%
HEHENTRRE, HAEHIEERMSAER KRN, RBEELHE. HHA CAITIN
REHSK R AR B LB AN A B ATHL, MESHILRETSE.

XtFHIE S, BAAE B S 50%~60%, EYIHITIZI%&E 40%EH . FRHERR
EEBETIARKNFAMH, BHIRBETISREENHFEER, EREXKHET, mZ
RERAREHAE KB, KRASE, MTEMRAZ ™ ESE S, FEsy i IrE
HEEME. TIHDK. VIBIEERS. JJRESTESNE. T CrAITIN REHKLHH
R, ERETIMEDIHI 7L EBRREAN FIRERES/NMEZ, H CrAITIN RE
Hisk R T ERREMNERN, FHRAE—ENEGERIER, BEREZHEL, VIBRVE
&, HEMAXIG. XERXNEAER, €8 CAITIN RERSLHH RN HEMTFX
BREM.

MNTHEME, FELHEMBNFAEN, &EHER 80%A4. T CrAITIN ¥
BHEE R, BR8N BRI, Rl fReFER], # CrAITIN
WEHSLKHER ER/DTRIGERL, M2, CAITIN BEHLB/MIRABEERES
FAERER, ERERMEEASRD, BigHEZENNZAEEN, ZEXERE,
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EBENTRBE L, HERD.
m -

CrAITiINI 2

0.05 0.1 0.15 02 025 0.05 0.1 0.15 02 0.25
S(mny'r) S(mm/n)
(a) v, =12m/min
3300 13 r
3100 1+
2900 %
00 t i
Z 2500 | z10r
N
& 200 | S 9t CrAITING 2
2100 F CrAITIN® /& gl
1900
1700 | 1T
’jm 1 1 1 41 6
6 10 14 18 y2) 6 10 14 18 2
ve (m/min) Ve (m/min)
(b) £0.112mm/r

Bl 5-16 CrAlTIN BRES5KBRBEELEHI 1CA8NIITI B 258 A BEVIHI B & M3k
Fig 5-16 Drilling forces change on CrAITiN coated and uncoated drills with the cutting parameters in
1CrI8Ni9Ti
ME 5-16b ATLAEH, Ligk CrAITIN R EHk, TRRREHL, UVIHIEE v
7E 8~20m/min Z [A]&, V111 1 B VIHIE E KT K, TXEF d=6mm HISRHERRTESS,
LYIBIERE ve /DT 16m/min B, VIKIABEEVIHIEEKBRTER, ERLUIHIERE v,
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