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A Study on Step Feed Working in Drilling

Jeon Eon - Chan*

Abstract

By use of the machining center, step-feed drilling was operated under the variety
of conditions as to materials, tools and cutting conditions. Based on this study
the following conclusions can be drawn

1) The cutting force can be diminished by utilizing the step-feed working; specially

the most effective was it for the brass among the carbon steel, the brass,
and the cast iron.

2) Tool life can be enlarged more than double when three-step-feed working is

used. _

3) For the constant cutting-depth (30mm), the most optimal number of stepping

is 3.
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8 : chisel edge angle L : over all length

D : diameter 2 flute length
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e

A TR PEORHEEA RS (SM45C), #
$6 (BsBM) o £MREFEC0) T AMEEY A
st es, Il Zels Drill @igel 3
siel 30mm= —EsHA st FEEE nrskch
YIHEE S 10~45m/min, & 0. 1~0. 45mm/r
evZ $MEAIFIZ ¢IMhes AEYE  Emulsionims
BIAAA RS el @A stch

26

Tablel. Materials, angles and dimensions of drill
used in experiment

a) Materials and angles of drill

8 4 g
32° | 12° | 130°
38° | 10° | 130°
32° | 12° | 130°
30° | 12° | 130°

Drill
A

Material a
SKH9 118°
SKH9 135°
SKH9 118°
SKH9 118¢

B
C
D

b) Dimensions of drill(mm)

D
10
10
10
10

L | £
130 95
130 95
118 | 58

891 43

Drill
A

Wt
1.54
0.69
1.54
1.54

H,
3.0
2.1
3.0
3.0

W,/W,
1.24
1.95
1.24
1.24

B
C
D
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