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A Study on Machinability of SM55C for Deep Hole Dirilling

C. I, Lee, S. G, Chang, E. C., Jeon

Abstract

The purpose of this study is to analyze how
tools, guide bush type and the change of
cutting speed have effects on the diameter of
cutting hole, surface roughness of workpiece
and roundness during the deep hole machining
of SM55C with solid BTA drill by using BTA
drilling system through experiment.

Conclusion reached is as follows. (1)The
diameter was expanded for 254#m at the first
section and then was reduced Ogm and 15¢m
respectively at the 10m and 20m section
comparing to the diameter of tool with respect
to the variation of cutting length. (2) It was
proved that roughness was below 12S for the
whole section of cutting length. (3)The
roundness has been below 12xm. Regarding
the polygon phenomenon, it has bee proved
that not only uneven number of angle but also
even number (quadrilateral, elliptical) of angle
were made. (4)Variation of diameter, surface
roughness of workpiece and roundness turned
out to be the best at 70m/min of cutting speed,
0.15mm/rev of feed.

Key Words: Deep Hole Drill(4#7}#), Surface
Roughness(¥¥ A3 7]), Roundness
(FY =), Hole Over Size
(38U %)
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Table 1. Chemical compositions of the
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Table 2 Mechanical properties of the workpiece
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Fig. 2 Shape and dimensions of the workpiece
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