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TEOoX LT BN, INDIEY v T DO TFTARSNOBRMNEEZRLZEIZZIETNDLEEZZD
N5, TZTARIETIE, 78—T 4 VI HRAE ZHOEITICBWT, B &ockE)
FZOWTHRE L7z, TERIMTIARMEE LTEE SN TE L M7 RAT A M TIEER &R
REABIZRT D2 L3 L <, ¥ v THimANOUHIKIITH D Fx, Fy ICEHT 52 L TR
fFEREORRED I 2T > 7



22 2y TMID&HA CRaigE

B 21124 » 7 OKHMARE I 5K 2~ GIHZ » 71X, 22 LIRO T A2 (Flute)
BLOYTZ 2 Fland)ZFiH, BfFEE (Chamfer) & FETILD T — R E > TV B AELER
U FRNEIAER T2 2 & T, R L EFMT 5. 7 < A (Rake angle) i IT 4 (Relief
angle), A UAA (Helix angle) 72 &%, THEMELZALATHIEELELTHY, ML
OB I X > TENEN R DMETHEA SN TS, AT U L AIIET WA 10~
15° , KT AT 3~8" NEHFHOHL L SN TWDH[50]. BfF & EBLLEIZ 582 L ER (Full
MkaFiﬂémL%ﬂﬁEL B TN T IRICEW W DR Y DT A RERZ#H -
TW5. BZRIEoRFICE, EFeL, ar=zxe M)y s L )—7, =%kt ) v
IV =T ERHSL. KT i:t/n:%"t/b)/il/) ST = o V) B
V=% LTS, Kt CHWAZ v FlZidaraxtr M) v 7 LU —T7 RS
TEBY, NENDL—#H~—T BRI LNTEY, WNTERITBF T LN TS, £, 5%
AIERITITE T ANy 7 T — SR RIT TN 5.

22124y 7INLKED bV Zmd . Zy 7L T, BAEEOUNABNEIZ/EN L
GIEIWrERE & & BIZ L7 B3N L T <EERRREE ()5 0bL)DXH) 23& 0, A%
TIPEMEXE L ERT L. £, BAEXHEORITITTERLFEANERAER LT < 23]
HIWFRRE DO ZL DR WEFRE ()2 HEOXRE) Bd v, »2Un IEHXME” L EF%
% B EAREIR 2 B B TR ()2 B(A) D K )T, YIHIETmAE L & b vy
X0 ~EWIR LTV, Z o TITICE W CTEYN AER X Ik m a2 L
Wi, M7 OZARIFEI D < FTHEH SO RN el EORETH L. UIHEEE 5 BIOD
7.5m/min TIXEYNAEHKBIZEWNT ML O ERRE STV 5.



Chamfer length
Chamfer angle %

Helix angle of ﬂutef

Shank length Thread length

!
Overall length

Margin

Thread relief

Chamfer relief

Rake angle

Cross-section of chamfer Cross-section of full thread
(Con-Eccentric relief)

Cross-section of full thread
(Eccentric relief)

Fig. 2.1 Schematic of spiral tap
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Torque N *m

N

| 2 5=
s B /L
, =g < = =1
(b) & ©< £ () s
I~ N R & ¢
Workpiece =" _,:\ e
N \ =\
a b
4@ ® © (d:>
|| Workpiece: SUS304 |
Tool: SP AICtN
12 H Lubrication: LB-150mVh |+ vt
V=7.5m/min
10 - V=50m/min<_" T Y R
8 !
6 I
: i
-
0 1 1 1 1 1 1 i A 1
2 4 6 8 10 12 14
Depth of hole mm

Fig. 2.2 Tapping torque of SUS304 at a range of cutting speeds
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2.3 SUS304 M4A v TIIIZH T 5 UEIHEInART
231 AVTMIDE RILY DESIZDONT

23128 y IINTLIZBIT 28 M7 T 25OV TORT. ZRETIS, v
TINTAZEBT S MV T O e LT, 810 FE2ERT D200 Mvy, i mBEEREs
X5 bvr, MNEINTED v, Chippackingload[37]3%5 2 HIL T & 2. AL TIE, A
IRAFIVH T W SUS304 DX TINTIZENT, 2D DFKTDORE Z|ZONT
Batd b2 & & Uiz, IR TSR OFHE T IEOBHETT S .

1. Chip formation torque, T, 2. Torque due to edge force, T,

S
h‘h

\_ |
Tool edge

Workpiece

3. Torque due to friction of flank face, T 4. Chip packing load, T,

Workpiece

Flank face

Fig. 2.3 Components of total torque in tapping
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232 YIYLKTERDEHD RILY

X 2.4 [ZARWFIEICH W= 2 v TORR A, £21ICEEFELERT. ¥ v 7L MI0x1.5 D
3MEAINA T VB 7 (SP,YAMAWA) & V=, iR UvAIL40° , B2 XA1E15° Th
L. TERMITEEHEHH CTH Y, 22 UL AICIN 2—7 ¢ > 7 23E & T 4. AICIN O
FRAEBRAATEIE X 1100°C, A% &% 3050Hv, SUS304 (Zxfd 2 BIEEEMR T 0.62, BM&ERIL
4-6W/(mK)Tho. # v 7ZiT 72080 HK (F/EED 8.6mm OFE) 2360, LRI
ZZNGDUNHNBNER FIUHEHT A2 L TOEDODRALIUDBEERINDS. TLER
OUNHITIE, 1 >OFEGNFTINZ T, #EHH~7 Z > 7 (Leading flank) il 35 L THEVMEI 7 Z
> 7 (Trailing flank)ffllZ 2 DD EIEINV A3 8 5. [X 2.5 (24 G1 K O sl M4 B X 2 =3 4%
Gl o N O3 < WA IZEEIR A OB G R OALERZN TR R D720, SMUlD
UNHZERERMEICRD L SN TEY[51], ERET 2L 10° 225 13° OHHTH-7-

B4 2.6 125 4 I IR 2800 < TAEBBEEDOET LV ERT. AL T v T DT <
WX ERR TR TH 525, 910 < F 2383 Sy T < WEIEE TH D
EGE LT, ZOUINHICK LT, ¥ v 7 THE W Zxih, YIHLEHE M %z, s &
ME|Z72 D Mz ythl 35 TEUNHEZ LML LB REZRE Lz, ZOEBERIZE N
T, FURAETxdS TREORUNAITZTHERI L TWD. # v PINLRIC 3205 I H EE
ROV & FEo T2 BEIM S, < Wi & T L CUIY < FRAERINAD 5. TEH OBEREHIH]
T, Stabler[52]OFEERAIE LTHLNTWS LI, Y10 < FARICHE SINDH=RLF
—DR/NE TR D KO8y < PR AR TR (2 2 TIERTAMAEYET5.) LIEIE%E
LL72B[53]. LInL7Zens, ¥y 7 IMTLIZBITHZENZENOENFIC LD TIXENT &
FRILCTRY, 7a—FMLARETROND X HIZ[54], BYINAIZE > T LENZIED
MEIZE 0 < FOFHEBIHRSND. AL TAX v 7T, ZOMKREIITEWIZ 7>
JEPHEYTHEEZOND. 22T, MLEBEOT S WEH EOHIY) < FEEZBIZ L, U
D F ot AR EHR L. K27 1M LHEOT < Wikl o)y < FEE A =~T. Ko
0 < FEEEOH MG, U0 < FomtTBVIlT T o 7 micin o HmEikoTng
LD ZOHEOEY < FTOMAIE, T WE ETEENA L EA SN 267
THY, ZoFu < FHMAIEA LMY v 7OERTNA LY /S W=D, 10 <F0%
DL 77 7EICHRINBEDBOI/HE L TWD Z ERbn5s.

ZORERFEPLGY < FTREN R FRASIRE L TWD 072 51380 < FTWrmRIR» 5
B AWAZHET L 2 ENAREE 2D, T LT, AT AN ESR S D UIHIH R~
7 MAVEIOEY < FHHEHEN7 MV Z2ETemPIicis VT, ZIRITIFIZ K Sio &
BETHE, AW E T WEDDOEY EV D LRUNITAINEDD DFEBIZ BV TES5 )
dF I3 X()THET L2 2 LN TE 5.

dbh —
aF, — _Todbhcos(B =) 0
Sln‘PeCOS(‘pe + B - Ye)
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T, toldt AWTEE AWIE ), MIEIHIES, B 1T < WEEEA, y XA
A, QJIAEAMATEHD. AT WA Y, 3 WITEIENZ I TYIHIEEE J7 1 & 1)
LTI EETENICE T 2FENRT S WAICHEY L, BET WAy, EHRAI
BLOGY S FHRHANAZ L > THRQ)TEHAT L2203 TED. FEEZRATDHE, A2
TV Y524 D267 Einolz.

Ye = sin~(sinisinn, + cosisiny,cosn.) 2)

T <WHBEERABITT < WIHIC/EH T 2 BES) LR DN LR SN DETH L. Y]
HIMMTIZRB W T S WEH O BEREZ R THRIE L S5, ERRBEISHICE > TEE
PERRTEIFE 23 221 OB RS & 12T % L < 725 T D HEIRD B 7 — 1 v OIERI RN T 2
fEI % & T e RO 2R BRI R AL T & B T [55], 1@ DEEERER 2 ST B R LTk
LTV, 2078, GIHHRELO TR < W EEEA 2 F 2 555 1210l i [ — O 4%
MEGNAZRLT < WA R EOUIHIGF 2 S TN L7 OHRgt ) b & L2 ENH
WHILD. LU D, KIFSEICEWTEY v 70T < AR KE L, FH—0Hl%k
iz TT S VHBEAZRET 5 Z EBRREETH 72728, Henderer OAFFETHW S
iz =45 L LTIELT.

AW WIS DT 1, BAWIRIZB T 28 AMNE ) OFHETH 5. — I T
HIZZ T T O 2, Uﬁ&@&,mrfwm%ﬁﬁé&énfwéﬁ,m@%%ﬁmMIﬁ
LT D L AWEE ABICNTIZE —EDE L 72 5 & i 7TV 5[56]. Henderer |
Kobayashi 5[57]D — /kjl:@]ﬁJ@T 2 % T, ZRoeHIEINC Té’@h%ﬁﬂ”/\/[ﬁm
1% BIEIVHAMER LEIHIE & b Bl IR S I 2 b 2 # » 7Nk L Chii AT RE
EDMIIMFES LTV, — 5T, &y7MI®i9ﬁMI@Eﬁﬁ<ﬁhmﬁ®mE#
RWEAE T TIE, EAWIEE AWISNEOT HAOHLDOEENR LA TH DL L INTn5. £
LC, ITRRCZF 20T AIFHEH S 2800 < T OHIZEFEL, TURMEIOE S & e o
THND LW FEEND, NI < T (Hy) EINLREOW AWEE AW T,dD
BAFR(3) & BH & AT L7 [58].

Hy, = Ct, [kg/mm?] 3)

ZIZTCIE522015 DEETH D AL TIE, & v T ITEREOX AW A Wis ) %,
B0 L FHEEOREIIHX 3) ZHWTHET I L L L. X 2.8 12810 < T ERIE
DT A &R, Xy TIMLHEOEYN N0 < F 2 LT, 2 L7-R
BHIXT L TE 1 — Al SRR 21T o 7. BB E X 100gf & L7z, K810 < Folrmic ks
WCETM E BB EDOMEOECE > TS ONTRICEZTZ0FR) B8E55L
ATREMEN B 2 728, AWk kT L CIRNZ /R T &L D I PUREFS L OV R - FEoFLo 6 fETIC
EREZfT 72, &5, 720U NTRTOYY < FIZOWTHSHEEFT->72. K29
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AU TOE Yy H—RAEZEZRT. FUNNOUY K FTOMIITEL 2R HDHHD
DFENFNOELEITRFE —TH Y, 7 5DOU) < FOVHETH 5 442Hy & % v 71N
TIZRBT U0 < FHEDREMEE Lz, SUS304 D10 < FHEIT L= > T, K3)»1H
A TN LREO - AW A WS 715 833MPa & 72 % . SUS304 DY)V < AL 130 T 5%
DELTe D3, HL[58)1X 416Hy, 5IHI[59]i% 433Hv, FIL[60]1E 441Hv & LT 5.
PLEXY, Bt AWARRENL, FUNHAOESNEZHET L LN TS, A
AL, I HAOFEZT < WABLOEHIKIZE > TR THEINS.

Cycosy,

t =t 1€
e =71 Chcosy,

(4)
UINFHEGANZIE S ORI 52 » 7T TIEEI0 < PRI Z RO 511X < T OWrm
TERBEEE 702, G910 < TWrE IR ZBG 3 572012, # v 7INL#kOE 0 < 2 fiEH
DLz, 2O, 910 < T oMM GICEE R Bm R A BlET 572012, 810 < F o
FFREREWEICEE & 72D KO IZHER L TER O 21T o 7. 2.10 (28] v < FiE & 8]
HiIr g O REfR A2~ 7. GIEIWTmEE & 810 < TWmiRIEXG) THET L 2 N TE 5.
b, cosn,
¢ __>lc 5
b cosi ®)
ZIEY, BUNIHIEEEdD XN Y < FHEREIRdb AZFE Y T 5. U NIHIE R 3
FLOEIC, B EHE S AL, K@D AT AMANGRICL > TRED. ok, U
BIHNMBEFURIC B W CHHIE S X, BIRT 5 X9 IO R Lz FhicE S h, 20/AEe
TR (O)TREA SN, TOMEIF13° 25 15° ThoT-.

€y (e; X (vc X ez))
ley|le, x (ve x e,)|

cosO = (6)

ZIT, v FEY S FURE A M OHALAR T ML, e Ty i F R OHMLAT BL, e,ldz
S M OBALR7 ML Th D, AT LT, 810 < FREIZFHT 2 HmE T < WiEiLE#in
ERRTAE w34 535 Thotz.

PlbEXy, KIZHEHEZRAT DL E, BUNNOEGNBRED. G0 < FTHAERDZD
DRI, FBORAOESNCHDOE— A R (GRS O EOE & TGO O
FEEE) 20T, ZRH0RMICE>TRMNDOEIITKRED. 2770, nid% v 7oun A
O¥ZEFRL, AFFETHNZH v 7L FTREOHAEETlEIn = 7TH 5.

n
Tp = Z FHi . rpi (7)
i
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/ M10x1.5 Spiral tap

Helix angle
. of flute

Chamfer angle

Workpiece

B ke

Trailing flank

Main cutting edge

Leading flank

Fig. 2.4 Tool shape of spiral tap used in this study

Table 2.1 Tool specification

Tool 3 flute M10 X 1.5 tap
Chamfer angle 15°

Helix angle of flute 40°

Rake angle 10°-13°

Depth of cut 0.13 mm
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Fig. 2.5 Cross section of each cutting edge of spiral tap

Rake face

Trailing
flank face

Surface
constraint

\ Cross-section of cutting area

Fig. 2.6 Chip formation model of 4 cutting edge in tapping using spiral tap
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3" cutting edge

Fig. 2.7 Scratch mark on rake face of 3 and 5™ cutting edge after tapping
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Acrylic resin

Indentation

Cross section of chip

Fig. 2.8 Procedure for measuring hardness of chips

600
z S0 8 - 8
7 © A - 2
ARERERE
= @, ()
SRR R
=
5wl 3 8 8 é @

300 [ 1 [ 1 [ 1 [ 1 [ 1 [ 1 [ 1

0 1 2 3 4 5 6 7 8

Number of chips generated each cutting edge

Fig. 2.9 Chip hardness of each cutting edge in tapping
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Cross-section of chip

Cross-section of cutting area Cross-section of chip

Fig. 2.10 Relation between width of cut and width of chip
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233 HAEXAITKD MY

— AN, UIHIE & Z24R2 2 SE7256, UIHIE S 4 0 £ THME L T b UIHIIREUE
0 12X 72 B2, ZOUHHRELIT N6 [62] Ll S vTW\Wd . M iTin
HNBEOHKOKE SITIKFEL, TABEICE T 2MEIOERICET L8055 T
LD < FAKD =D OEPL L 1T TH D & STV 5. Henderer 13, ¥ v 71 LEF
O bV OBEFRIFHRME L ERJ ML OFEIHNENCED MV THDH EEZ, A XD
Hip B8 T ERWZ MY OEPHE SUINAE S Y720 OFS D t2HFEL, i
Z7Bdge force”t L7z, L L7 b, ZOFETITFIEMEZEE LT X TOHEH ~ry
DR ERNTENE L THELTLEY Z &, & & LY Henderer 1T HE 1 DO =4
IR A EARGE L TWB 3872 DR L N NITFEBOUINHNE S Exfit LT 2
DOEAED D, NI 225 THEE LTV D STV WDEED, T8I R O FUBE O AT
THETHD EENTWEHTD, KIFFFETIE, ¥ v 7 ERBEOTN ABO KL FHT S L
BERWTHEIINTZ4T5 Z 2T, Xy 7INTICBT D NENEHE L. 4 v 7O8hH
BRI L% 10um Tho7-. EHIHO TEZ , v a— MNEEOA > — K F v

(TCGW110201, SUMITOMO) {Z AICIN O a—7 ¢ > 7 % fii L= b Oz L. Fedln T
DA Y — b F v T OREIN A O NEHRIL 15um ThH o7, D72, NIEHBROIRIZE
BEZTHARTNIELLOMTIETHLRBE THD & PTRIND. FEdn TixinH ek
(LS450, OKUMA)ZfEH L7z, A - — FF v 7% T AR/ X (STGCR2020-11, SUMITOMO)
WZHUSH T, AvZ & ® )5 (9257B,KISTLER) (Z[EE L7z, BIHIEEE 1T 40m/min, B1AZE
0.5mm (ZFRE L, & v 7L & REEIC MQL(S0mI/h) DSt TN L 247 - 7=, YIHEE 1XIT &
A EFEL RN E SFLTND[61]43, MR EL D & FFER RN A Z 2L ST
LEO7ew, U0 < FEEOBER L OO O REEHERE > DRERL R JE234E ©TunZen
BIHHE 28 E L.

211 12% Y &2 2 b S W72 SUS304 OBEAIN LI 5 F 0 1z md. FE5T1&%ED
EOBRIIMNRMETHY, BV EEX 0 FIMELESLGEDOESTNT 125N ThH D, UhiAZ
N 0.5mm TH2DHOT, GNHE Imm 4720 OHNESf 1L 25N TH5H. K212, 2212
FUNHAOUNANESBLOZOREMLE & TEESEOERN (t—22 FEX) 277, &
TINHOESINTONHE S OFc; & AN NE S Y720 DAL fOFFIZ L > TRE
. ZLT, Xy TRIKTOANRINCED MA21E, FUNHDOEDZNE—A L MRS,
LT, FUNNOBRIME L HZETRR)DLIICEHEENS.

T, :Zn:fe'ci'rei ®)
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250
Tool: TCGW110201 / AICrN coated
225 | Depth of cut: 0.5mm
Workpiece: SUS304

200 |~
175 |~
150 |~
125 1
100 I~

5 I~

Principal force N

50 I~

Edge force =25 N/mm

0.02 0.04 0.06 0.08 0.10 0.12 0.14

S
S
(]
[e)
o

Feed mm/rev

Fig. 2.11 Principal force in turning of SUS304 at different feed rates

Table 2.2 Tool specification )
Tool axis

Moment arm  Length of cutting edge i

1 435 mm 0.394 mm !
1
2 4.39 mm 0.898 mm "Moment arm!'
3 4.50 mm 1.058 mm ' Tei |
4 4.62mm 0.952 mm i !
! |
5 4.73 mm 0.784 mm | !
6 4.85mm 0.617 mm E L
7 497 mm 0.413 mm ' R A
Length of cutting edge

Fig. 2.12 Length of cutting edge and
moment arm of edge force of each cutting
edge
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234 RIFEERIERIZED MUY

INFETITONIETIE, ¥ vy 7 LICBW GRFEOBEEIC X 28tk v vs o
120/ E LTERBIND Z EnD7< 2w, T.Cao H[37)1%, HKiFHE OPERSRIZ X 2
FEBRPL 2 BT L722Y, TR OBMENR T > R E&kic bl > T—HTh 5 2 & Opxfil
REN~v—V UV EITHYT 5 2 & EOREIFBEN TR .

213 124 v ML T 2 HBEEIRPUC L 5 bV 27 IZBE3 2 & ErBItR 2 7”7
KBS [631IC K 5 &, BIT T OB CIIAHIM T ABIBERRIE L 725 TNV D . 2 D729,
HF R K D BEEIKHTC K5 My iE, SR m kD, L K OMEHIRS O VB R B
Nl Lo TRODEDICHET D ENTE L. L, n i3 ¥ vy TR A O Z K.

n

Tf = Z beiliCOSﬂ ' Tfi (9)

4

AWFZETIE, b TEEZRAWT, ¥ v 7T # 0K EOEEE 2 B crlgds2 L
THEUINHORT HHEMER 2 L7z, X 2.14 124 v PO TEOFENH O KT mEH
IRORREZ R, I N I 72 7 BN R L 7=k i R X 0%, SOnNick-TEn
ZNERZRY, GREO 1,2 O TR R X <, ZRUBEOBII A TE R 0 /NS WEE 72
ST, BITHEEME SI3RKR TS 60um TH o 72, WEIE, < WE O TlE, B9
(AT WES X BRMEE TR S NA BT OR S L0 H 12 005 13 THBH[641 & 5ot Tn
D. O, AL THW X v 78 LOWHIM O Cik, BT meEfRic X 2 BT
X720 /NS, 2RO MY EEDZEEL IS b ThorEILND. 22T, K
BFZE CIIak I BRI X D M Vo O FEIX T o 7.
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S f—
— Y A=
E— _/_11&' -
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./ :.JJ

Tool axis

Fig. 2.13 Torque due to friction on flank face

: ring edge
&

5% cutting edge

Fig. 2.14 Scratch mark on flank face of cutting edge after tapping
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235 ERAE

215 |[ZEBISEMX A RS, K 23 ISP/ LEFEE 24 128 v 7N LS54 %R
T X2y T~ > = 7 & > Z (MPA-V45, MITSUBISHI)IZ 35V T G84 D& E A
INVEFEH LU TIT ST AL TR T IEXT Xy V7 a—T 4 7% v 7R VH(BT40-
ADC20-150, SHOWA)WZHfHi)C, FEENCREE L=, #EHIF I3 25mm @ SUS304 O L
PHES 13mm (ZH)0 LT L7z, #HIMIEY 7 &2 L CKEEEXE) /) F1(9365B,
KISTLER)IZ[EE L7z, @It EHWTE v 7INTRO 7 BLOARAT A MEFHEIL, #
DIEFEF v — 7 > 7 (5073A, KISTLER) CHAlE L 72, 7 ¥ ¥ VA4 1 A 22— 7 (DL-750,
YOKOGAWA) Citgk L7z, Y7V o ZJEEEIL 10kHz & L7z, 7 ¢ V& JEH0E 500Hz
ICRRE LTz, # y TINLOFNTLE LT, (@RS K OHERY I LE21TV, FEOE 8.6 D
TiCN =2—7 > R HSS RU /LT RANMLEZITo 72, UIHIEER L% X, Ebbbehn®
A 10m/min, 0.14mm/rev &i%E L, MQL & F T LAIT o7, & v ZANLRHZIIAE
(LB-1, Blube) % 50ml/h Dt & CUIHIR A~ TS U7z, GIEERE L, Mkt e e
Sm/min [ZFXE L2, 708, AEBRIZEWNTH v 7 IILO FREBE LTHEH L 8.6mm I3,
JIS B1004:2009 72U F/RARIZT 6H D Hia UNEROFFRRA-HENICH 5.
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Tap

Workpiece

I\T Axial floating tap holder

Charge amp.

Digital
Oscilloscope

Fig. 2.15 Experimental setup for measuring torque in tapping

Table 2.3 Cutting condition in drilling

Table 2.4 Cutting condition in tapping

Tool
Drill diameter
Cutting speed
Feed

Lubrication

TiCN coated HSS
8.6 mm

10 m/min

0.14 mm/rev
MQL

Tool
Workpiece
Cutting speed
Feed

Lubrication

AICrN coated HSS
SUS304

5 m/min

1.5 mm/rev

MQL (50ml/min)
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23.6 FEMILY EERMLY DR

4 2.16 1IC81 0 < FAHMBIFEEZ, X217 18500 HAOTY < FWrEmkz =3, 1o <F
W R Z N 7R3 K D I EBRAE S5 Smm 7225 7mm OfLE THRAS L7Z. 8910 <378k
HHRABIC K o TUIY < FWrmE R b LD 2 rlRetER b o 7272 . BIHIWTE A2 bl iy R &
W 2 MHE S IO < F1E, IMLOREES TRERD—AREER>TWND, #%
I TIERRNEL R D= RTFE—E L > TWA. G910 < PRz s &,
ﬁ”\f®@N%¢¢fémﬁﬁkitwﬁﬁﬁﬁﬁﬂﬂ:@01W\é:eﬁwmmé.iﬁ;iﬂ%ﬁ&
JEHE OB T A EITIFIER—TH Y ZTOAEIL 56° Tholz., ZOAEIITET I WEED
ERNDIOBIE| ww77/7ﬁ#ﬁﬁﬁff%b Gl < FRBVHITZ T 7 I K o TR S
NTWDLZEDOMIETHD. 5 1 UINHALE 2 U N0 < FWrmkiE, wrmic
L TRETIH RS, HIZEB L OESNELL Tz, 810 < FEEOHRTHIUEE AW
AOEPFRKE LTHEZONLD, IV FELETH L TWDLZ &b, ZOEBTD
NHOEINFAOUHINEFRENZL L TVl EZRIB LTS, 1 BIOE 2 U X
TUNTHE 2 8IH9 % 72, YRR O T A O BIHHKTIO 7 T o 2SI &
TALL2 LEHORLOMEE, FAROMLFEOETNOEERELZITTLE). 20D
%1ki0%2@ﬂﬁ®ﬂw<#mﬁ%hi,K@%mwfﬁﬁ_;ofiﬁﬁmkio
TARBENLHEIND TEYHIEICHEYE 280 < PEOMHZ TS LZ. Zhbodly
< PR L OB R AN N O v < FWrmE R &2 E L

218 ([ZE BN AN OF T AW A OFHFAEZ R~ 9. BRI IR S R ONLE 2R L,
eI AT AWM Z R LT D BT AWTAIE, FENHANIN T2 278> TV 558
TIHIEIE B E R U0, ERM7 77 mB XIONBVMAI 7 Z > 7 m & AI4ET 2 EIY)
NHAOFDIZBNTIRERMEE -7 B 1 05E S U NICBO T, FUhANTes
THE WA 200TH 0, BTN HEH NS > THZIE AR RS LTV 58
PHIZHE D REIERV. —FH T, FUNAARESITH L CRITINHAR S OFEIGRREVE 6
BLOE 7 U0 NICBNTIE, EUANEETHEEABAIL 20080 H037 0 K& <,
RIEIN KN OEENRE N2, BIRE LTHENEAMA N —EDEI S0,
2.19 ([ZUIHIEEEE Sm/min T v 7L L7 SWOEH] ML 7 388 KX OERFED FEIZ X
STHELEZ MLV 23T, U0 S PAERDOTZOD V271 66N m THoT-. £72, H
TNZED IV TIX 06N m Thote. — KT, ERLE My OREBERLD &, T
ERAEIE LT, TRTOUWNAPEAIMIAEH L72K ST 73N - m Th o7z, D% HHE
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Fig. 2.16 Appearance shape of chips of each cutting edge when tapping at cutting speed
of Sm/min

| 0.25

Fig. 2.17 Cross section of chips of each cutting edge in tapping at cutting speed of Sm/min
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Fig. 2.18 Effective shear angle of each cutting edge calculated from the cutting ratio when
tapping at cutting speed of Sm/min
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Work: SUS304
Tool: Spiral tap
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i
i:L Chip formation torque
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o :L Acting only chamfer thread N
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Fig. 2.19 Comparison of calculated toque and measured torque when tapping at

the cutting speed of Sm/min
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Fig. 2.20 Relation between restraint state of chip and chip shape
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|| Work: SUS304
| Tool: Spiral tap

Torque N - m

Fig. 2.21 Effect of restraint state on the torque when tapping at the cutting speed

of 5 m/min

Hole depth mm
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Tilt

Calculated
00 =1~2°
Measured
60 =0.15°

Miss alignment

L L+02=L"
L L AL=0.2
28¢ N 28¢ — 02
tan60° = tan15°
28 = 0.046mm
d¢ = 0.023mm
Roundness
L+02=L

L L AL=0.2
or N or — 02
tan60° = tan15°
or = 0.046mm

Fig. 2.22 Relation between cross section of chip and geometry error
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Pilot hole diameter
o

Pilot hole diameter |

Gap S~

—

Cross section A-A

Fig. 2.23 Contact state between pilot hole and cutting edges at beginning of tapping

15° chamfer

Fig. 2.24  Effect of chamfer angle of pilot hole on contact state between pilot hole and
cutting edges
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(a) Chamfer angle 45° (b) Chamfer angle 15° (c) Chamfer angle 15°
Chamfer depth 0.7 mm Chamfer depth 0.7 mm Chamfer depth 1.7 mm

Fig. 2.25 Chamfer geometry

ﬁ Axial floating tap holder

Tap
Workpiece

Charge amp.
1
Digital

Oscilloscope

Fig. 2.26 Experimental setup for measuring 3 components cutting forces
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Fig. 2.27 Effect of chamfer angle and depth on torque in tapping
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) Depth 0.7
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0 2 4 6 8 10 12 14 16
Hole depth mm

Fig. 2.28 Fx and Fy in tapping with pilot hole of which chamfer angle is 45 deg and depth
of chamfer is 0.7.
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40F Chamfer 15°-
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Fx,Fy N

Fx,Fy N

0 2 4 6 8 10 12 14 16
Hole depth mm
Fig. 2.29 Fx and Fy in tapping with pilot hole of which chamfer angle is 30 deg and
depth of chamfer are 0.7 and 1.7.
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Fig. 2.30 Effect of chamfer angle and depth on Fx-Fy lissajous in tapping
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MELNE WS FFRNH L. KREAFEIZBIT HREENRD b D BB HESE e & CrIEag
PERIE 2 Fl\ 72 CFRTP 2343 & XU TV A3, CFRTP T3 1 v b Z 7z ik e R
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HEINTWDH72H CFRP L0 b REFEMMEOEHLRL &L T 5 2 LA TE THRECHME=RIX
CFRP &L L CEAUT ERE B 700,

CFRP [I—F M E72IEZ H MICHIRAAENTIRERME LRI DT 7 2AF v 7 B3aIrirte
HETH 0, REMAEC K DR LR TE 2 OISR T OB TH S 720, FrEo
BEWAORFME & 72 D X O ICHEE R 2 T S ICEkET T D M ERN H D . RFEWHMEITEEMELE L
THIESNDHNTEFE LT Y 7L 70 (—h s, ko, #ikv), Favy 777
A N—Tp EOHEEN & UTRIE SN D . M ORI T EIE, 4 — b7 L— T REIE, Resin
Transfer Molding [}JEE, 7'V ARIBE, N~ RUAT v 7TlIGIER ERH Y, BE b
JECIXFEICA— M7 =TI RV B S 4L, BFTEBMRIECIIA Yy M7 L ALV i S
no.

CFRP OMEMREME & LCiE, Fes®EE, LR, BostERm <, SRR/ NS Wizdt
IELENED & <, TS A - MHEEREME « WHHE 57 M - IS S M - X fdaim e 7e SIEN TV 5.
—J5C, MEDRRDMENEE L T D 7 ORI E & 037\, BHEE O EEEE 2
FEBSAOR Y, IRFBAIRHEDS TN IZ DN T T LU TERN S S, BRIANKREECH D Z L
DEFIN D 5. CFRP OB EHRFEDO—E1E, BB LRFIZ B W Tl < oA 5| &
TR E R D708, —MRENCEERIAMEE L THOFE STV [80].

313 CFRP ORNMIDWHEH

CFRP Z b DM ELE UL THEMT %584, Filament Winding 3572 E12 X 5 5] X H X iz dn
IRE LT, A= b7 =T 7 E T ARG AT O BHEZR I L O BB 21, RETIRICE)
Wi LAMTH4L D 2 &0, FEERRASCRBIIE OWE D 7= D12 CFRP ORI 115 % R
THIZOIZ MY DINE TS, 72, Uy ANV M ETHLEEAT D7D DR
LR EEEL 72 D70, CFRP ORIEZICITEE 2 WIN LA S TWD, ST TIERY
JUANT., Abrasive Water Jet (AWI) AIT[81], L—¥—IITAREBHNLNE. ZhHOMT
HEORBIILL TO X 91272 5.

RU N LIE— A HN OGN DML HETH S, LEOBMA 2 T L > THE %
BRETZMIETH L7720 TRERIZL S ax MR, BAMETE 0T 7 Ix— 3
YRUIVEZE LR EOIMTIYMONERR 2 E 2 UESE L 2 LN E SN TS, AW] I
FEEA] (#80-120 DH —F v N) ZEATERITEKEES T HIMTHIETH S, IILRITHEE
NFEE LN L0, ILEICADEENETIC WD LR EDREND DD, RIEEIN G
fliCTd o Z &CRERIICRENH D, £, BlT 2 0ENH 2O T LAREZR IR DN
RINDEDHETHD. L—PF—IILIE, @ETHNLTELZ EBFETH DA, AW &
[FRRIZ AR B DS Bl T 5 Z & OMBIOZERUC X 2 BRAOMES, M1 Lo MR-
HHEINTND.
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3.14 HEk®D CFRP OBMMTICEAT 8%

CFRP O TIZ A3 27818 CFRP 25ME ] SAUiG O T2 1970 FE T A BIEE v, #E
ELTERGWENR S 5720 Z R TUIHISCHERIIN T.72 1280 THI 0 < 374 plobi o T 2L BEHE
(2B % BAER 7 R D A S 4T

Everstine[82] 3 A4 B OB TIZ 31T 5 I FHIRR 2 010 TiT - 7=, Bl RSEiRICEs
T DHREIM O EEREE R W OMUE L, T OZEIRRER L O OB RS &= IS
THZOWTHET L 72, Koplev 583, 84]i%—J71m#f® CFRP @ _RItUIHNZI T A4 Eif i
B L OEIHEEHUC OV T IR 22 BF 22 24T - 7=, #HEST 18 23 GIHI 5 1816 L CRE 2 A
EFATRGEITOW TN, ATRGE I BT EIRTE L Y, BERGEIIEM BT
EIERE STRNTRRE & 72 B L L7, &4L[85-87]1% CFRP @ —kItHIHZF1) 2 YA
ERE L LTI < PIRRE, (1 B AR I SOV CREI R GE 21T~ 7. — M o T
I AE RS IZ DUV T, Koplev B K0 b EEMIS, #kKETT M 2NGIEIDT A6 LT 07 ,45° ,90° ,
135° ODAFEOHZHICOVWTHE L. £/, BIEMEONTICB N THEETH LT
DB OWT G IRHIPHIC D0 ER AT o7, iERF M EFT<VAIZE - T, 81 <Fo
AR, DERFBOY, iMERZIEY, iiHERRTZ O 3 SOBRBE T Z L b E
o7z D)EMRBER LA MR T RIAZ, AT TS 2 & THRIRDEI Y < 234
R E AL Cd D i) R BT 13 R SE A7 CIERME S v il g 23 e Jm U, e BRI &
D HITWLETEY < TONEENEC28ETH Y, 10 <3 BLEO Z o3k
EEIE AN RE AR HATH Y, 07 25 90° DAL, i)l E OB & 72 5.
L%, TRIFVENPRE OB OOMHENR B ST < FNRELD. £z, 90°
PLETIIRE RENARAET D720 HE OUHNIIAR AR TH L Z L 2R Lz, £z, U1V 5%
LEEE D TOEMBEEIC KT 52 EE2HALMNT LIz, 512, ALK T A O
WL W T2 RETRAR DB OV TR, RIT A OBRITEI Y 5% L &0 /) 2 i S
BHAHN, KTFTANRKENESIIN THEIZIASN=AERANES R VR E D2 ZHLMNCL
7. Fio, ZWOTUHNC B W CTUIHHRELZ TS 7 L OFREMN STV H[88].

NESTEE ©5[89]1%, CFRP OSEHIMN TIZH W T P fll, K, CBN, #A1 YvE> FTEOMRE
fEt L7z, CFRP BIHIRF O THEEFEIEREIZEIHEE 15mm/min 75 300m/min £ TELE LT
TTVVTERETHY, XA YT FLANERHZE L CUNLTE 525k LETHLZ
EAERLIZ. AR S [90, 9171, CFRP <° GERP DM TIZH61) 5 T EEEFEIC 695 T
HAMBEORBEZFRAE L. THMMEE L TPHE, MHE, KM, E9Iv7, =Xy D
PEREZ A L 7. CFRP OANLIZIIT 2 THEEREIL GFRP (23 L TEUE L. b BEFES I L W
b, THEREL TEMEIOME X OMBEEZHA LI Lz, MR 5[92, 93113 T EERESCH: 1
FHESEICHEL BT ERTH DM TIRE O 21T 72, BVENEIC X D FHTIX
200m/min % 8 % 2 e GIEIE EE I COIEI AR OIREEIE 500°C CRfnd MM 2 /R L=, fIgD
T AGNREE 2 B % TN 52038, IILHEE FCIRREILT 7 AGAHRELL FTHh Y, Tt
MELOBYRER MRN8 TH D EHELR L TV 5.
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CFRP OUIHIINITIZHWT, TEEREIIRKTHOT 7 LV TERENP R THDL Z L b,
SRAEJN G941, AL S 5% 5325 2 & CLROSH S 243 2% CFRP GJHI T &
DR AT T=.

R UV Z W& RAELO SN TiX, AEriFIcAE L L2EBEROK/NMNILY, ROA
- DRSS Y 242 U 5[95128, CFRP O UM T.OHA, MEMEEDOE N NS T Vb v
N7 7ANRRLT T IF—2 a7 EORMBENRELD. 2D O TARRIIHMERE DK T
EWL T2, TG EOR EIZFE B Lz TERRORGHCHHIN T EORENHZ% <
wEINTE T

CFRP O 7UMTAZIE, — MY A A R R AR RI L9608 HW LTS, KU
VI CIE R U VO Seimf 3 TH OISV TOEI ) &b OFIRE R D 5 Z & [97]X°
GIHEHTOER G 1m[98] 72 LI E L TV, MIROERICLV T I Ix—Ta v OREL
I TE H[99-101]Z EBRFESNTWD. £, T7IF%—TaryDOREAI=A L%
Bz 72 RU VIR OB DN 7 7 v T HAT o T2 HA IOV CHGRINE R 21T - 7241
Hocheng[102]X°, KU VI TAZH T 2 UIHHRILO > 2 = L—1 3 > 72 E[103] O FERR ARG 2
TN TW5A. &5, CEFRP ® RUNITIZEBWNT S, UM FANEERD 7 F o 7 BEFEN
KTHDHIZD, XATYEL Ra—T 47 RULOFYMERN L OEsE TV 5[104].

Fz, BEO RV IVTIERO M A CREINED & BZICRET D 2 LRV ELLT
FIx—varyOREEEEZEZ L, TEBRKE LR EZEICENT 5 X5 2ikon
— Y IR R VOFMERRGES N, =Y I RYILERNCONT 5 &, @ioy A
AR RULED SR OEHOMHEO BRI HITIFE A ERIERICBIGRBEDRDBED
721105,

— T, CFRP ODRGBIFMTTIEa7 RUMCEBMTARESIN TS, 27 KU,
THHLNHZE L 725 TE Y FEAANT X o THEE S VTRARLIC L > TROSERD I %
TNCBRETHMIEETH L. — i RU VI L el U CHER A9 2 W fE A3/
S, TIIF—varOREEMEITLZENTED LW K235 5. Hocheng H[106-
108]1%, =27 RUABEEMEOTIMNTIZBNWTYA AN RIALEID T I7Ix—v a0
MHNCIREN S D Z L2 ERICE > ORLTE. a7 RUART 7 I 52— a Ol
LTEMTHAHEBE LT, YA AR ATIIRFLMIIRERZATZ MREF LTINS
IR LTaT RYUATIEAT A MBRIIMNATIZ ML TWAHIeHThDH LB L.
6T, TT7Ix— g UWE T B Critical thrust force” 28 L, T 7 IR — g L AT
A MZOWT R BB A2, £/, 27 RUAZAWEAINTICEB N T
THHETEBIOMTEEB AT A MIBRIETHBIIOWTHE L. 27 2 FOEHIC
a7 KU LVOERL, BRELO KL, X0 OO NEITHLZ EEHLMNI L. 72
THIRKARTR b RERER TH D Z & Z24E4Hi L. Park 5[109]1%, CFRP O UMTLIZIW
Ta7 RUAZERWES, BHEOXY TIIREE VI TR T TE 2<% 2
Enb, TEZAERE & HICEMICK L TRAIEIEL~Y BV T EITo7. ~Y VT
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TIZHEE O EEAERAET, @WEVOMIT LY L BHRINT NGB & Wi
L.

315 AEDAEWL

PLED X 912, CFRP O/UNTLIZHB W T/GRE D EZRHTa T R LOBEHNEES
NTER, BEERRICE > TINLEITY 27 FUATIINLEHFOREEIZ L > THES
FVEELL2E, MMIMERICED < TOHHREPRZ KRR B2 ET 2 &3 bho
TW5b. ARWFETHE, =27 RULOMTHEZR ESE5 XL, FElEaY Y O FARRIIN
THRMEARAE L, 810 < PP A L SE 2 FikEmat Lz, 27 RU VoM TRMEE LT,
BRI L OME R S, R RSB, TR0 < FAERRER SICER L.
FFRM T TO/INTIZB W TN THEROHEE L Hiza7 R LERAWMTIZE T
LG e N LA OREZIT o7
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32 a7 FYILOMIFES LTI T77 VR FOHR

AEITIE, BELAYEL a7 RUALOERWINTHEEZY A AN RULE EHITH
HL, IMTHEREOM EE L THRETHLIWY S THHMEZ =T 7 2 B LOLEBRD
BArbUETHZ L2l A, ITMEE & L CUIHREL, 7NN S 36 L OVWTH D RE
78 E DB AT o 72

321 EEBRAE

3ICEBREEOMIKX Z/RT. FU M Taly FBLXOEALELZN L TIHHAT 714 A
EQUMC, Brigd TAn O Ffic BT TINTL 247572, =7 7Y A b2 HAWAITicsn
TEMZEL N TAICEEDT — 2R 737 —0W5| 2+ 5702, Fa—=FRiL
MIBBARAEH T Tr—F ) —Yadf ML, n—2 )V —YaAfrhaiLTar
TV o EIRERBKAE SRV, =7 —DIRNEH SO, aby FBXOWERAL AR L
DORREIEY— U T TENE., =7 —OHHTlEa 7 Ly T 0.55MPa THbRG L7z,
TT =% WHT D5 A I ES AR~ — Ny 7 7 U — 7, Rk TEKRAS )%
AWTITo 72, #HIRIEA— b7 L—7ETHIE LTZEE Smm @ CFRP Bk 2 L,
50mm X 50mm (ZH) 0 L, ¥ 7% L CEIEH(9365B, KISTLER)ZEE L7, B JFHI &
STMLEED LT BEOAT A N &G L. #2HIM 138 S 0.22mm OF4k Y o7V 7' L
7' (F6347B, TORAY) % 23 fftifE &, E X Smm ([ZHEME SN T\ 5. [REMHED SR D
8 X3 3538MPa TH Y, AFERIL 56% ThH 5.

BIEEE T 31 m/min (T HAME 8.0mm, [FIHEEL 1240min™!) (ZREE L7=. 250 1L 0.011,
0.045mm/rev (14, 56 mm/min) & L7z, RUJVINTIZETRIA ML TiTo72. K32ica7
RUNLBIOYA RN R ALVOIMITEEZRT. 27 R VO TRMEL T 5 72912
CFRP INLH DY A X F RUMZ LD LE{T>7-. U/ (DCDCF800, NACHI) |3R:44
B CRENIZZ A YEY RRa—F 4 o7 ERTW5. LHBIRIE, 4% 8.0mm, Sl
£ 90° , R UNMA3S Tho.

HI33IZEEXAYEL FaT R AORIRZ RS EAE T B TIEoME 8.0mm, A% 6.0mm
DOHZEMERR OB (S45C) DR ERIs L OWMEE - WE O SE52> 5 3mm O 53 12hL
FE#H200 DX A Y E L RERRIAY Ni IZ XV EH I TS, Ni iTEEAlE L CTRIMESEYRE
RIENTWD. £, MTRKOa7EE ) oz B E LT, B40h22MfEE % E
(2K L C 0.025mm f > SE7-TH (LLF, fWOTHE Etool) 2L, X512, WOHT
BT 1.5Smm RS Smm O AU M & JE RICEMRET 4 o372 TRECLT, ®mOAY >
FTH : E.S. tool) &M/ L7=.

INTHEEE LT RV BLORT X N, (BT S, S OEREE, T HAME O Hhihi
MEiTo7.
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Rotary joint
Draw bolt

Spindle
head

holder

i Collet
Core drill M

| : CFRP plate

Dynamometer\ | Jig
T

Fig. 3.1 Setup of experiment

Point angle 90° P £ Helix angle 35°

(a) Diamond coated twist drill
Electrodeposited diamond grain

E?l—

Base metal (S45C) —

(b) Core drill

Fig. 3.2 Appearance of (a) twist drill and (b) core drill
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Fig. 3.3 Tool appearance shape and geometry
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322 ZEI7 FYIILOMIESE
(@ FLIBLURFR K

B 3.4 IZIEERRO a7 RULEY A AN R LERWZINLIZEBIT D ML7BEIOA
T A NEoRd. BRENIIN T RS &, I A7 A M EIX bV 2R LTS, ZAERAIR
DOaF7T RIALDATA MBI M7 TN TBMBERZICEE LT, ZO%MKT 5 H#% %
RUT. =0T, VA A RUAOSGEINLREGE DR A TGN L, 2.5mm OPFES T
K E 720 ZDOBEELITID Lz, 60D 0.045mm/rev DA, 27 RULDAT A NI
600N, hLZIX1INmIZELTL. YA ARRYALDAT A NBLO MT XFR—F&HTE
NEN N3 REOEEZRLTZ. z?FU»@xixk%;@kw&m,%@%ammmmv
WICRETDHZETYA AN NIV EIRZFEREFEORE S AR LI, 20X, 27 R UZ
/4%%%)w;@%MI#5MEE#méwm%%b%fﬁ%@@wm#%iut z
ix, BEERRO =7 FUAOE) < FHEEMEMENZDIZE 0 S FEEE D BET TV D
TEMNFEKELTEZ LN, EBICMTHO TENEICHEM O a7 RNiEE 288N E T
TUW=.
(b) NHNEME

35 1I2a7 FUABIOYA RN RYAVEFEHLZNTICET 5 ANEOH: B
SBLORHEOHONABEEART. RNEOMIE=27 FUALEDEY A AN RU LR
MRV /NSVMEZRLTZ. 27 RULOGE, (BT EHE S 3260 MRS ﬁﬁ@jﬁnk%b\
EZRTHERE o7, R A OB TIE, VA AN RUAZANTIL LIEHAICKRE
REI R LNEO LN, —HFTa 7 RULVOMTIZEBWTIE, 730 %324%73%66%
Ni=bOD, BINL-T-H10 5 U S137e < iR BAF 2 /0 O EREE 2 S S vz,
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a £=0.045 mm/rev
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2
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&
Core drill
= 200 f=0.011 mm/rev
0 o AN WFT4fTYY
0 1 2 3 4 5
Depth of hole (mm)
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Core drill
=0.045 mm/rev
‘e 1.0}
% Core drill
O =0.011 mm/rev
505
—
3 MW
=

Twist drill (f=0.045 mm/rev)

0 1 2 3 4 5
Depth of hole (mm)

Fig. 3.4 Torque and thrust force in drilling with twist drill and core drill
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Core drill (Feed=0.011 mm/rev)

Core drill (Feed=0.045 mm/rev)

Twist drill (Feed=0.045 mm/rev)

Fig. 3.5 Surface roughness profile of the internal surface of the hole and appearance of exist of

the hole when normal core drill and twist drill are used
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323 BEOF RYNNIZKDBRTY TMIDHE
F—F&FETaT7 RUARYAZAR R VLD REREHLARLI-OIFEY < FEiE

MFEKE L TEZ LN, S5, L& T KU VNEIZIZEEIR O =7 2388 E 12 [E 25
LTEGFELTNDZ ENbholz. 22T, a7 ik ) O 2 R4 5 ER A EERIRO
a7 RUAERAWT T, it~y =27k % (MPA-V45, MITSUBISHI) (23 C,
Imm YJAZ, 0.5mm %k S W HEEZEVIKT NC 717 T AMZX > TAT v 7N LEAT
Sfe. NI EIEERE 31 m/min, %0 I 0.045mm/rev [ZFXE LTz, & AT v 7 ORIl
20 M EE L, Imm LT 5 T &2 RUVPEICHEIM O 27 235845 L Tenin
R L7,

@MLIBEURT R+

BI3.6 ICAT v TEVIZBITHATZAMBIWN MY Z-T. BEXY OMLTIX LY
BEIORT A MIMNTHZITEIE LRI 282 R L2oix LT, 27 v 7L
WCEDATARBLIO M ZIE, AT v 7 T EI00EM L TR Z7R L, Szt
HEHFEYVOMLEY S RERMEEZR L. @BFEY TRLIZBIORT X NN TZIZH
WHE A 2 7R U2 JRIRNION TR R A LB L2 I ok chr B2 oD, —F
T, A7 v 7ML T TENLIRT 2B THEIM OEE MK T L, MERE ORIE
BLOIMT U7 ROMENTIUE Lo 2 & C, BHEED OMT LY R RAFEHREIA A T
LEZOND. aTEEVN3 AT v FTHOMIZICHR S, LLEO S0 HIEEERR
D7 RULOMTHERITES, 90 < FHHMEom Eea7shE 0 201k 5 %R 25
CHUENRDD.
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Fig. 3.6 Effect of step feed on toque and thrust force in drilling CFRP
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32 BEOF RYNNIZKBITT7LRAFDOHE
@ FMLYVBELURTR

1o < FHEHEPER BB IO a TS 0 IflZ By E LT, BEERRO =7 R LonL
R I T~ EET T — O E 721305 24T - 7.

B4 3.7 ITKEEHERIRD 27 RU AL E W7 7 A R &S SUNTICEIT S M7 B X
AT A MRt 27 =D ZIT 1256 ML 7 B OA T 2 MIBIRIZHED Lz, —
5T, =T —DOWBI T2 HAIIE, =T TV A MR LOBAELITEALETRD LN
mofe. i, =TT VA MR LOGEITIIFEERRO =T RV VTMLIT 5 & 1 ERON
TCariEE O nNELER, =77 A MW ESAIZ3RRREM T LA a7 i E
DITERD BTz
(b) ZWNHNEHEEH KLU OERREE

B 3.8 (TR D 27 RULEHWZZT 7 A N &L SONTICEH T 5 RN EH S
BIXORMOHEELZRT. =7 =W NERANEA S ICIRIE e A BT LIS
TYARRLOHELRBRETH T, =7 —HHOEEITITNNER S AL, Bk
EVHEIV RSN LD RBiF 2 — 7 BEE Aoz, 61, =7 —HOFEMETITN
HAEICRERDVELLT 7 Ix—va R EORKMMBAETTZ.

(c) TENE

39ICHTHOaT RULOAEEEZRT. =7 —H-Ho THAESICIZ=2 T KU L
WCEE LA APEY FIRRINZEEH L TWD Z ENMRTE 5. — 5T, =7 —WK5Ic Xk
STIMLLZa7 KU LVOANEEE CERP O]V < FCiRiEemnEdbh sy, ¥4 v
T NERRINE & A ERER TE R,

UboXyicer7—mitiz b7 BE AT A b & KIBICED S50, RNEH S
RIS ETH o7z, —FH T, =7 =R NIAFHIIRSS JOVONE S I2EIE & A
CWBE G2 o T,
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Fig. 3.7 Effect of air assistance on toque and thrust force in drilling CFRP
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Core drill with air drawn out (Feed=0.045 mm/rev) 4 mm

Fig. 3.8 Surface roughness profile of the internal surface of the hole and appearance of exist

of the hole when normal core drill and twist drill are used

(a) Air blowing in (b) Air drawn out

Fig. 3.9 Appearance of the core drill after drilling with air blowing in and being drawn out
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328 I77 VR MERATCOIERKOEEDOHR

BETHETII=T 7 v A MKV UIHIEEGIOERRDGR O H A28, SO REIciET 7 2
F—=a UPELD, ANEHS b REWVEE o7, a7 VMEEZENE L-ROT A
BXOMEHLAY v hTEZHWEZMTIZENTC, =7 7Y A A LYY < FHEHED
M EVREREE L. =7 722 M&#A L2 ToWEISM: & U CHIHEE X 31 m/min
(CEAME 8.0mm, [AIHA%L 1240min) (ZF%E L7z, 2V 3 0.045mm/rev (56 mm/min) &
L.

@ FILIBEIURTR
H3w*:7PU»%%mtRMI BiF3 LERROEELZRT. FOHLETTZY —

DOHHEIT-T25E812E, AT A MBI MV ZIZENF R T 450N, IN'm /R L,
EHERRO a7 K ) JIWERIBRECH-oT7-. — T, HWOLERBIOMMFELAY v hLATZT
— DB ZIT>T28A8121%, AF A B 150N, hLZ 03N-m CHHOLMMT/NEL otz F

t,MIﬁ@%ﬁ@%%iAﬁé_ﬁLTMIﬁ%#% FEEFHERoT, ZOLIIT, =
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O TENEIZ 27 OEENRRD b,
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¥ 3.11 1227 KU VE W=/ L 5 RNEHL S 8 KO D ERE 2 R4, 129
R OLE L RERIZ, =7 —Z M U7 S CIERNN L S TR R & <, BRRIAMERE L
Lok —r 26875tk LT mE o7, =7 —%WH| LIESMATIE, SN S 30
DS, RLTEIY SHEOAY v N THOGTN X VIS BEZett B m
Lpole, RBARIET T =S TIEBEPNLLORAERRLOLN DD, =7 =51 54T
XTIy F 77 ANRRT T I x— a VI S, BRERLTH D Z ERbns.
(c) TE4ER

X 3.2 I THOTEOREEZ ", =7 —HE2{To2mOTEEZ RS, TH
SMETE O RAHEIZEI Y < FRETAE L TV DD, mmﬁ4%%yk@mﬁﬁ%%mb
TWDHZENHERTE S, L, =7 —W3|05HA101E, TEAERIXITERRY Y < §°
WCEDNTED XA YT NIRRLDAHER TE 20, fMbAY v I\I,Eﬂ)f'a/\i X, =7 —W
FILTEHATHREI LIZZ A YEY R HZ < o, 910 < THEHIRENR R TH
Sl Z LR END.
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Fig. 3.10 Effect of tool shape on toque and thrust force in drilling CFRP
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Eccentric core drill with air blowing in
(Feed = 0.045 mm/rev)

4 mm

Eccentric core drill with air drawn out
(Feed = 0.045 mm/rev)
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Eccentric core drill with slits with air drawn out

(Feed = 0.045 mm/rev)

4 mm
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Fig.3.11 Surface roughness profile of the hole and appearance of the hole when the eccentric
core drill with or without slits was used with air blowing in or drawn out
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a) Eccentric core drill b) Eccentric core drill

(Air blowing in) (Air drawn out)

(c)Eccentric core drill with slits

(Air drawn out)

Fig.3.12 Appearance of eccentric core drill with and without slits after drilling with air blowing
in and drawn out
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Fig. 3.14 Effects of tool shape on chip evacuati
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Gap

a) Normal core drill b) Eccentric core drill

Gap

¢) Eccentric core drill with slits

Fig. 3.15 Cross section of cutting area of core drills used in this study

3 mm 3 mm

a) Eccentric core drill b) Eccentric core drill with
slits

Fig. 3.16 Workpiece cores when drilling is done using the eccentric core drill with or without
slits and air being drawn out
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Fig. 3.17  Experiment setup for wet core drilling
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Fig. 3.18  Tool shape used for wet core drilling
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Fig. 3.19 Thrust force when drilling with different shapes, grain sizes and
electrodeposition height tools

[ (\®) (O8] N

Surface roughness pum

O

Fig. 3.20 Effects
roughness Ra

L3
[tk }

r
J | T
| T
- 1
Normal E.S. E.S.C. E.S.C. E.S.C.

#100L1 #100L1 #I00L1  #200L1 #100L3
(V: 31 m/min, f: 0.045 mm/rev)

of the tool shapes, grain sizes and electrodeposition height on surface

72



Normal#100L1| E.S.#1001.1 E.S.C#100L1 | E.S.C.#200L1 | E.S.C.#100L3

AR

Bottom

Side

Fig. 3.21 Influence of tool shapes on chip adhered areas after drilling
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Fig. 3.22 Transition of thrust force at different cutting speed conditions
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Fig. 3.23  Effects of the tool cutting speed on surface roughness Ra
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Fig. 3.24 Influence of the cutting speed on chip adhered areas after drilling
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Fig. 3.27 Influence of feed rate on chip adhered areas after drilling
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Fig. 3.28 Profile curve of electrodeposited area of the E.S.C.#100 and #200 core drill
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Fig. 3.29 3D image of bottom of the E.S.C. (a) #100 and (b) #200 core drill
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L7, Fize TEBROBEL, =7 7 VA MBI —F 0 N 2 — N TORER %R
L7,

%2 ECEH LBELEFEC L TEMEHBMMER L TV D RO4 MV 2T
DERD R Lz, U0 < PAERDTZOD R L7 13T EEATRSCHEE L 7= B G
MORHE LTz, AN X A7 by s HEE L, lIFmBEEESIC L S v 2 i, K
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AREBRICBNTIE, Zouh < FHPHICET S5 ML 7 I3 KR TR ML 7 O 20%I1E 81278 -
7o F7z, Z vy TINLROERY i X OmERY &S OEEIZL Y B EMm Loz g
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