WERAELRE 20005 E KEEH A AR TE pp.243~246

L S EojAe] HA EM 3

ZAS, AE, o|EW(Fa), AMS(FHAI|A A7),

KSPE 00F056

1z

Analysis of Cutting Characteristics in High Speed Tapping
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IH. Ahn{Pusan National University)

ABSTRACT
Productivity of tapping has been increasing through the technological advances in synchronization between spindle
rotation and feed motion even in the high spindle speed. However, not much rescarches have been conducted about

tapping process because its complicale cutling mechanism.

In order to investigate the characteristics of the tapping process, this paper concentrates on the analysis of cutting
torque behavior during one cycle of tapping. As one complete thread is performed through the whale chamfer cutting,

cutling torque increases highly in chamfer euiting, but smoothly in fufl thread cutting functioning of the threads
guide. Cutling torque in backward cutting is smaller than in forward cutling due to only friction force n against
between the tool and workpiece. And torque behavior of a periodic Sine ripple-mark was identified during one

revolution of a tap.

Key Words . FHigh Speed Tapping(T< ¥1%), Synchronizing{%~7|3}), Forward cutting{H L7H8), Backward
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Fig. 5 Behaviour of cutting torque and spindle
speed during one cycle of tapping
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