2017 4F55 51 4 No. 5

71

BREEIHNIAHUESHETHEEFZEHIE

BT, T
P K
FE S AR B AU BE BT B S BE T HEAT 70 AL, WFF T B AL B A [R] BB | PR 2

TSGR O B B~ AR B S R, SR PR [0 1 3 S A 1)~ A8 ) B AR S B o Jy 22 7 BT i T % 0
IR RY P TE R , 2 71 BB A 70 110 A0 S5 B o B s 28 U0 o 5 i

REEIF ] DB BSR4 B A
SMHERAREED: A

hESHES. TG711; THI6!

Influence of Cutting Edge Preparation Parameter on Edge Radius
Zhao Xuefeng,He Lin

Abstract: The cemented carbide milling cutting edge is prepared in the drag finishing. The influence law of the spin-

dle rotation rate ,the edge preparation time,the abrasive size and abrasive ratio on the edge radius is analyzed in the paper.

The math model of the edge radius is set up through the mathematical regression method. The correctness of the edge pre-

diction model is verified by the variance analysis,which lays the foundation for the edge preparation optimization and reali-

zing the high-speed and high efficiency machining.
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Exploration and Experimental Research on Design and Manufacture

Process of PCD Gun Drill
Hu Zechao ,Zhang Wei,Guo Yongjie,Zhu Xufei,Shen Yuliang

Abstract: With the wide application of PCD compact on the cutting tool, already the PCD gun drill already has ap-
peared on the market. However,because of its high hardness, high wear resistance,so processing and manufacturing of PCD
gun drill is still very difficult. In this paper the manufacturing technology of PCD gun drill has carried on the preliminary ex-
ploration, made a PCD gun drill with the carbide gun drill on the basis of the comparison test, verify the feasibility of the

manufacturing process and its cutting performance superiority.

Keywords: PCD gun drill ;manufacturing process ;cutting performance
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