Tool-life Analysis of Crankshaft Oil Hole Drilling and Optimization
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Tool-wear Patterns Comparisons between Non-Optimized and Optimized Drills
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Tool-wear Comparisons between Non-Optimized and Optimized Drills

Diameter Reduction Projected Flank Wear

% . " # 6 ## “ "
et T S /
Grain Structure and Microhardness at Different Stages of Drilling B :
nn s BN i) i, s
gl | | - 3 » g
) . RN - - # 8:6 et :mno,,m,m pomeratres
T N e S e P % % . T # CEE—
i : ' # 86 t, #- , #- v, #-
Average Microhardness Bavd ]
s _ | =T Y H# # - Tool-life and Cost Saving Improvements in Crankshaft Deep Oil Hole Drilling Process
By . ] Pr - CPU: Tool & Scrap
S0 st fE‘_ E,; . sos0q  s0se . =
i TR o0 s0ason FCISSC
: : s e g # %" % . wolew N
e e w , i om0 T
. B 7 i .
Original cutting Alignment + Chip owmwnc-um.vy‘opnm\msnum-w e
TN ecommonoaion I
Wit B - % Wttt 1
Project Accomplishments
oot + #55 c4 0 * % 544D0 % # -
# % "
* * % # + 0 # E%
R #8<: # @ #
* % % F<;0444 % %'t % H# # > " HH
& . ( - B )
" # % 0 % * # &
* " # # C#
* & % % % # > " i & (
) & 1+ 0 ( )




