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The Effect of Drill Built-Up Edge on the Torque
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{Abstract>

In drilling, torques acting on the main cutting edges are calculated under the conditions with

and without the built-up edge on a drill respectively and by considering the percentages of these
values to the total torque, the ratios of the total torque of the former to the total torques of the
latter are computed. The result is obtained that the total torque computed by the real effective
rake angle with the built-up edge is about 5% and 10% less than the total torques by the effetive

rake angle and the normal rake angle without the built-up edge.
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