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Abstract

The BTA(boring and trepanning association) deep hole machining has an increasing de-
mands because of its wide applications and its good productivity.

The main feature of the BTA tools is that the tool cutting edges are unsymmetrically loca-
ted on the boring head. This provides a stabilizing cutting force resultant necessary for self
guidance of the boring head. The BTA tools are capable of machmmg for having a large le-
ngth to diameter ratio in single pass.

A study of the accuracy and surface finish of holes produced would reveal quite useful
information regarding the process. This study deals with the experimental results obtained
during BTA machining on SM55C, SM45C steel under different machining conditions.
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