- HUHIE -

AERF - AR E e 4R AT T 2 P2 2R

DOI:10.19344/j.cnki.issn1671-5276.2022.01.016

VIHI R EAM EWMEEXN TINZL PR ZERIF

AR, EEE? 5 EwE
(1. KERHEAE UM TRR%E, LA KE 030024; 2. ILAERKAZE 2535, L7 K& 030001)

B E.PREEAFNABAR TN TR, TR TR EH 0K, HAFRbrH
ek B Am £ AR 3T MR P R A W W, R R Bk B AR 24T 45 M AT T TR LRk,
X R A R K E o 2 bkt st 2 £ A Hoh, £ 100 o/min 9 452 T 2R
YIHAERE A 2.5 mm 0 L2ERAT IR TRARBEG T RELZ, A FEGFREZGRDMIAE —

AL B Z AL A A 25 pm 12 pm A= 10 wm, fh@ P2 £ 87 AMEA 9 um,
KSR AR TR R R sk PR E

B 5K S: TG506 XHkERERD ;A

XEHS.1671-5276(2022) 01-0061-04

The Influence of Chamfer Length and Spindle Speed on Pitch Diameter

Difference of Thread in Dry Tapping
REN Jie', LI Tingting”, MENG Yu', YAN Xianguo'
(1. School of Mechanical Engineering, Taiyuan University of Science and Technology, Taiyuan 030024, China;
2. School of Pharmacy, Shanxi Medical University, Taiyuan 030001, China)

Abstract. The difference in pitch diameters, as an important parameter for evaluating the quality of internal threads, has a great

influence on the processing quality of internal threads. To study the influence of chamfer length and spindle speed on the internal
thread pitch diameter difference, a dry tapping test was carried out on 45 steel with a high—speed steel straight flute tap. The test
results show that the chamfer length and the spindle speed have an effect on the pitch diameter difference. At a spindle speed of 100
r/min, the best pitch diameter difference can be obtained by using a tap with a chamfer length of 2.5 mm,among which minimum
radial pitch diameter difference from the first thread to the third one is 25 ym, 12 um and 10 um, and the minimum axial pitch diameter

difference is 9 ym.
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