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ABSTRACT

This paper deals with the effect of static and dynamic cutting force and
the behaviour of drill life in drilling process. The experiments are performed
with cemented carbide drills and high speed steel drills of 10mm in diamecter
and in an annealed SM45C.

The conclusions are as follows
(1) Dynamic cutting force is varied with the dept of hole.

{2) Dynamic cutting forces of torque and thrust are increased with the increase
in feed and cutting speed.

(3) Chipping influence the dynamic cutting force of thrust than torque, and
in the case of thrust, the amplitude is 3-7 times large than ordinary cutt-
ing state.

(4) Prediction of drill life can be obtained from more easily the amplitude of

static cutting force than that of dynamic cutting force.
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