Bulletin of the Tomsk Polytechnic University. 2007. V. 311. N2 2

UDC621.9.02

SEARCH FOR OPTIMAL DESIGN OF SECTIONAL DRILLS
WITH REPLACEABLE MANY-SIDED PLATES AT RAILWAY RAILS DRILLING

A.A. Bakanov
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E-mail: alekbakanov@yandex.ru

The power analysis technique of sectional drills with replaceable many-sided plates at railway rails drilling has been offered. It allowed inc-
reasing tool working capacity. The technique is based on summation of specific cutting force component by the length of working areas of
plates cutting rims. The increase of working capacity is achieved due to decreasing cutting force radial components of each of the plate.

The new standard SS R 51685-2000 «Railway rails»
(general specifications) is put into operation on December
18", 2000 instead of SS 24182-80 (ST SEV 4983-85) «Ra-
ilway rails of broad gage of types P75, P65 and P50 of open-
hearth steel» (specifications). In this connection metallur-
gical plants of Russian Federation started producing volu-
me-hardened rails the web hardness of which reaches 388
HB. This results in using sectional drills with mechanical
clamping of replaceable many-sided plates (RMSP) of
hard alloy for drilling rails. General view and diagram of
spacing such drill plates are given in Fig. 1, 2. However at
rails field drilling which is fulfilled by rail drilling machines
of the types CTP-1, CTP-2, 3023, 3028 the stated drills re-
veal low working capacity. In this connection the increase of
these drills working capacity is the urgent task.
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Fig. 1. General view of the drill RMSP
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Fig. 2.  The diagram of RMSP placing on the drill

To discover the reason of low working capacity of
drills with RMSP the analysis of cutting plates geomet-
ric parameters was carried out. It was stated that the
drills under study have unfavorable geometric parame-
ters for drilling process: static hook y,, back «, angle and
slope angle of cutting rim A, [1-3].
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Then the analysis of forces effecting in drilling pro-
cess was carried out for estimating the reasons of low
working capacity of drills with RMSP. For calculating
cutting force components the technique based on sum-
mation of specific forces effecting on the length unity of
drill cutting rims was used [3, 4]. The data on specific
forces are taken from the experiments in turning proper
materials by the tool with the geometry found at geo-
metrical analysis of drill cutting plates. According to this
technique plate cutting rims are divided into areas of
equal length (Fig. 3) and for each area the magnitude
and action direction of cutting force component are de-
termined subject to static geometrical parameters.
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Fig. 3.  Partition scheme of plate cutting rim for defining cutting
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Sum components of cutting force over the whole
length of cutting rim were determined by the formula:

n
P = Z Pyi COS @y, -SmMy, — E, -cos Vi
i=I

P, =P, cosg, cosy, +P, -siny, .
i=1
where P, P, are the radial and tangential cutting force
components respectively in toolroom coordinates fal-
ling on length unit of cutting rim; ¢, is the cutting edge
angle in toolroom coordinate system; ¥, is the frontal
angle of RMSP orientation.

As geometrical parameters and cutting speed are dif-
ferent in each point of cutting rim it is necessary to
know the values of cutting force components subject to
their parameters and cutting speed i. e. to have the de-
pendence P, and P, for defining P=fct,,y.,A., V) and
P=fla,y.,A,V). To determine these dependences the
number of experiments in turning hardened steel 40X
with hardness 368 HB by the tool with geometrical pa-
rameters corresponding to sectional drill parameters
was carried out.
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Using the results of these experiments it was stated by
calculation that at drilling with the drills of the construc-
tion under consideration a significant unbalanced radial
force occurs (diagrams of distribution P, and action di-
rection are presented in Fig. 4) which causes drill vibra-
tions and high wear of its cutting plates in the conditions
of low hardness of technological system in rail drilling
machine. By the results of experimental investigation the
cutting force components influencing the drill were obta-
ined: P=196 N, P=869 N, P>=890 N. It is obvious that
it is necessary to trend to the fact that unbalanced radial
force equals to zero for increasing drills working capacity.
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Fig. 4.  Diagrams of distribution of cutting force component P,
by the length of working areas of plates cutting rims

The analysis showed that radial force may be mini-
mized by the following ways:

+ reciprocal plates moving-out along drill axis;
* reciprocal plates turn in drill body by the angle v;

+ change of plate cutting rims shape and drill body
construction.

Reciprocal plates moving-out along drill axis. For
compensation cutting force tangential component P, in-
fluencing the drill it is necessary to measure the width of
the layer cut by each plate. At constant geometrical pa-
rameters and drill construction it may be achieved by re-
ciprocal moving-out of plates Ax along axis X (Fig. 5).
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Fig. 5.  Reciprocal moving-out of plates along axis X

As a result of the analysis it was stated that at
Ax=0,12 mm cutting force tangential component P~0.
In this case radial force decreases not less than by 10 %.

Reciprocal plate turn in drill body by the angle y. For
minimization of sum cutting force influencing the drill
it is necessary to turn the plates reciprocally by the an-
gle v (Fig. 6). To determine the value of angle v at

T
which P*—min, it is necessary that % =0 [5].

Fig. 6.  Reciprocal plates turn for minimization of sum cutting

force on the drill

It follows from Fig. 6:
(P*)' =(P;) +(P),
where
P’ =P - P! siny + P -cosy
{Pf =P"—P"-cosy — P/ -siny ’

here P/, P'u P/, P! are the radial and tangential com-
ponents of cutting force on peripheral and central plates [6].

For base drill construction at plates turn by the an-
gle w=23°12’ radial force decreases from P*=890 N to
P*=90 N.

Change of cutting rim form of the plates and drill bo-
dy construction. Low hardness of technological system
also negatively affects the plates working capacity in the
process of cutting. As it is seen from Fig. 7 in the process
of cutting-in the drill is influenced by resulting cutting
force P* changing by module and direction which res-
ults in drill vibrations and deflection from cylindrical
shape of the obtained lead-in hole.
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Fig. 7. Dependence of cutting force components of both plates

of standard drill on cutting-in depth

To decrease vibrations of resulting cutting force it is
necessary that condition P*—min is fulfilled at each
elementary working area of cutting rim. For this purpo-
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se it is necessary to form angle /, (in cutting plate) at
each elementary working area of cutting rim (area
length is 0, 2 mm) to fulfill the condition (Fig. 8)

P,+P,-sink, -cos 4, =0.

1 . 2'Pw'
/”tm:—?arcsm 7

Hence

It follows from this equation that radial cutting force

may be equal to zero on condition that P,<0,5-P,. Then

it is not difficult to find proper profile of plate face.
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Diagram of force influence on elementary area of cut-
ting rim inclined on-the-miter A

Fig. 8.

At drill cutting-in there are areas of cutting rims of
RMSP which operate nonsimultaniously (radius area of
peripheral plate and central area of central plate the
most projected along axis X) and operating simultan-
eously (straight portions of both plates).

At the areas operating nonsimultaneously P* should
be minimized due to reciprocal plates turn by the angle .

At the areas operating simultaneously at each ele-
mentary area of both plates (placing at the same level
along axis X) angle A4, should be formed in such a way
that P*—min (in this case value v is determined at the
previous step). For this purpose at first we search out va-

dP*
h d

lue y at whic v =0 at the areas operating nonsi-

multaneously (4,=0). Then at each elementary area (on
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z
both plates) we search out value A4, at which apr” 0

i
(here PZ:f(Py”9Pz”J Pyua Pz”’ Waﬂ’m’))'

According to the given technique the form of cutting rim
of both RMSP of sectional drills was determined (Fig. 9) al-
lowing minimizing resulting cutting force both at cutting-in
and in steady-state drilling condition (Fig. 10).

Fig. 9. Cutting rim form and plate reciprocal orientation at
which resulting cutting force is minimal both at cutting-

in and at drilling by total width of cutting rims
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Fig. 10. Dependence of cutting force components of both drill
plates on cutting-in depth. Drill parameters: Ax=0,12 mm
(central plate is advanced along axis X), y,=5°. Both plates
are on the axis. Reciprocal angle of turn of plates w=7°

Thus, the ways of construction improvement for inc-
reasing working capacity of sectional drills with replaceab-
le many-sided plates are stated. Working capacity increase
is achieved due to decreasing radial components of cutting
force from each plate both at cutting-in and at steady-sta-
te drilling process. It is especially important when opera-
ting at the machine with nonrigid technological system.

4. Bakanov A.A. Defining cutting force at drilling with drills with
RMSP // Fundamentalnye issledovaniya. — 2006. — No 6. — P. 49.

5. Gevorkyan P.S. Higher mathematics. Fundamental of mathematical
analysis. — Moscow: Fismatlit, 2004. — 239 p.

6. Polyahov N.N., Zegzhda S.A., Yushkov M.P. Theoretical mecha-
nics. — The second edition revised and enlarged. — Moscow: Vyssha-
ya shkola, 2000. — 592 p.

Received on 24.11.2006




<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Warning
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize false
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 300
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 300
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages false
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000500044004600206587686353ef901a8fc7684c976262535370673a548c002000700072006f006f00660065007200208fdb884c9ad88d2891cf62535370300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef653ef5728684c9762537088686a5f548c002000700072006f006f00660065007200204e0a73725f979ad854c18cea7684521753706548679c300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /DEU <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020b370c2a4d06cd0d10020d504b9b0d1300020bc0f0020ad50c815ae30c5d0c11c0020ace0d488c9c8b85c0020c778c1c4d560002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken voor kwaliteitsafdrukken op desktopprinters en proofers. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents for quality printing on desktop printers and proofers.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /NoConversion
      /DestinationProfileName ()
      /DestinationProfileSelector /NA
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure true
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing true
      /UntaggedCMYKHandling /LeaveUntagged
      /UntaggedRGBHandling /LeaveUntagged
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [612.000 792.000]
>> setpagedevice




