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Design and Analysis of Stainless Steel Twist Drills
Li Zhengwei

Abstract: To raise the working efficiency of the stainless steel material drilling and the working life of the twist drills,
this passage is to study the targeted geometric parameters design, including spiral flute, drill point and pointed angle. The
twist drills can effectively overcome the problems of poor cutting performance and it is hard to process. The stainless steel

twist drills use high performance high speed steel. By using the comparison and verification of the cutting experiment, this

passage analyzes the reliability of the new design stainless steel twist drills.

Keywords: stainless steel ;twist drills ; geometric parameters ; cutting performance experiment
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Roughness Analysis of Aluminum Alloys Machining Based on Orthogonal Experiment
Chen Daixin, Wei Qin, Cong Yiping,Zeng Jinhua

Abstract: Direction-paralleled machining is one of the common processes in NC machining. The paper focuses on the

roughness analysis of aluminum alloys structural parts based on direction-paralleled machining parameters. Experiments of

different cutting line speed and fede rate are analyzed. The results show that with the increase of scallop-height, surface

roughness will keep to a certain extent, higher cutting feed and lower federate can guarantee better surface roughness in the

experiment condition.

Keywords : direction-paralleled machining; surface roughness; machining parameters
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