B o8 B Al B 4 S

AR Emd O FRFHL FH#E FFE

(IR R AL TR B, TR 411201)

X H ORA B ZER U RS R B AT AN 8, OF B BB RAEAE AT R, AT T R e A
KTHER T B E LR LB R B EABRILEAN o LR FI st R 4B /) U £ 4h ik 0938
R, AL FH R MG K, RS BRI, 445 = 269 4501 7y 2, b J§ RoF 0 He ol v,
FUABMAARIE T 4b 5k AL AR, JUB R @ ALK AR 0 JL A o 0]

KRR Rea, Arss 40 ), A

B 4 %5 THI6] DOI:10. 12044/j. issn. 1007-2330. 2018. 04. 015

Experiment of Step Drill Drilling of Titanium Alloy

LENG Xiaolong QIU Xinyi NIU Qiulin
(Hunan University of Science and Technology, School of Mechanical and Electrical Engineering, Xiangtan 411201)

LI Pengnan LI Changping

Abstract The drilling experiment of titanium alloy was carried out by using the self — grinding tool and com-
pared with the ordinary twist drill. The drilling force, chip shape, pore size, pore wall surface roughness and burrs at
entry and exit of hole were analyzed under different processing parameters. The experimental results show that the
drilling force decreases with the increase of the spindle speed and increases with the increase of the feed rate. Com-
pared with the ordinary twist drill, the drill force produced by the step drill is smaller, the chip is small and discharge

from hole is smooth, the aperture value is close to the drill diameter, the surface roughness value of the hole wall is

smaller and the burrs at entry and exit of hole are not obvious.
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Fig.2 Changes of drilling force with the processing parameters of two drills
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Fig.5 Comparison of aperture of two drills
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Fig.6  Comparison of hole wall roughness of two drills
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