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Abstract: This article examines two key aspects — the geometry and terminology of twist drills. The first part is
devoted to the definition and measurement of the side clearance angle oy in accordance with ISO 3002-1:1982 and 1SO
5419:1982 standards. The relationship among the planes Py P, and P, is described, along with the limitations of the
physical measurement of oy at the periphery of the tool. The need to use digital methods such as CAD modeling and 3D
scanning is emphasized. The second part of the article emphasizes the problems arising from the widespread neglect of
the terminology regulated in 1SO 5419:1982 in scientific publications. Angle values without clarity about the plane in
which they’re measured, the method or the source of the data is often encountered. This leads to difficulties in the
interpretation and comparison of results, as well as to limited applicability in engineering practice. In conclusion, the
paper highlights the need for stricter adherence to standardized terminology and for greater transparency in defining
parameters and their origin.
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BBBEJEHUE

['eomeTpusTa Ha pexeIuTe MHCTPYMEHTHU UIpae KITF040oBa poisi B e(eKTUBHOCTTA Ha Mpolieca
psi3aHe, 0COOCHO NMPU MHCTPYMEHTH KaTo BHUHTOBHUTE CBpeEUIa, KOMTO CE€ M3MOJI3BAT IIMPOKO B
MaIIMHOCTPOEHETO U MPOU3BOJCTBOTO. Cpell OCHOBHUTE T'€OMETPUYHU MapaMeTpH, 3aJHUST BI'bJI
Ha pexenus pp0 UMa NpsSKO BIMSHUE BbPXY HAJAEKIHOCTTA U JIBJITOTPAHHOCTTa HA HHCTPYMEHTA,
KaKTO ¥ BbPXY KauecTBOTO Ha 00paboTBaHaTa MOBbpXHUHA. BbIIpeku ToBa, B HayyHaTa JIuTeparypa
U MpaKTHKaTa YecTo ce HalJ0/1aBa HeeJHO3HAUYHOCT NMPpHU JePUHUPAHETO U U3MEPBAHETO Ha TO3HU
BI'BII.

Hacrosimara cratust uMa 3a 1en Ja aHajau3upa JepUHULIMATA Ha 33JHHUS BI'BJI Of CIIOPE]
MexayHapoanute ctangapta ISO 3002-1:1982 (ISO 3002-1, 1982) u ISO 5419:1982 (ISO 5419,
1982), xato ce 0oObpHE BHMMaHHE Ha T€OMETPHUUYHUTE OTPAHUYCHHS 32 HETOBOTO (PU3HUECKO
u3MepBaHe. OcBeH ToBa ce pasriexja MNpoOieMbT C HEAOCTAaThYHOTO M3MOJI3BaHE Ha
CTaHJApTU3UpaHa TEPMHUHOJIOTUSI B HayYHUTE MyOJIMKALMHU, KAKTO M JIMIICAaTa Ha SCHOTA OTHOCHO
METOAMTE 3a W3MEPBAHE Ha 3aJHUTE bIIKM. Ype3 TO3M aHaIM3 ce LENMH Ja ce Hoadeprae
HEOO0XOIMMOCTTa OT IO-CTPOTrO MPHUABPKAHE KbM YTBBPJACHHUTE CTAHAAPTH U TMO-IPO3PAYHO
IIpEJICTaBsHE Ha MOAXOANUTE IPU ONPEAEIIIHETO My B aKaJeMUUHaTa U HHKEHEpHATa MPaKTHKa.
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HN3JIO0XEHHUE

KakBo npexacrapiisiBa padOTHHSAT 3a/1eH bI'bJI Of U 321110 € TPY/AeH 3a u3MepBaHe?

[Tpu onrcanueTo Ha reoMeTpHsITa HAa BUHTOBUTE cBpeasia, cranaapTsT ISO 3002-1:1982 (ISO
3002-1, 1982) BbBexk1a crcTeMa OT CTATUYHU U paOOTHH HHCTPYMEHTAIIHU PAaBHUHU, YpE3 KOUTO Ce
neUHUPAT Pa3IMYHUTE BIVIM HA PEKEIIMS WHCTPYMEHT. PaOOTHUS 3aJieH BI'bJI Of HA BUHTOBO
CBpEIJIO Ce pasriek/ja B cTaTUYHaTa paboTHA paBHUHA Pr— TS e mepneHAuKysipHa HA OCHOBHATA
paBHuHA P; ¥ chabpika BeKTOpa Ha IIaBHOTO JBkeHHe — @urypa 1 (View P). Ha ®@urypa 2 ca
M300pa3eHy ChOTBETHUTHUTE BIVIU.

Assumed direction of primary motion

Selected point on cutting edge

Intersection of P, and P,

®urypa 1 — IHCTpyMeHTaTHU paBHUHU B CTaTMYHA KOOPAMHATHA CUCTEMa — BUHTOBO CBPEJIO
(ISO 3002-1, 1982)
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®urypa 2 — 'brau B craTiyHa KoopAuHaTHA cuctemMa — BUHTOBO cBpeaio (ISO 3002-1, 1982)

Cratuynara paboTHa paBHHMHa Pr ce aeduHHMpa Kkaro paBHHHA, NpPEMHUHABAIlla Ipe3
parnexjaaHaTa TOYKa, JIeKalla BBPXY BEKTOPHTE Ha TJIABHOTO [BIDKEHHWE HA ps3aHe U
MOJIaBaTeTHOTO JBMKEHHE (KOTraTo MMame I[0/IaBaTelHO JBIKEHHE M paboTHa KOOpAWHATHA
cucremMa — Pr).

Cnen xato Pre nedunupana, KbM cucTeMaTa ce 100aBs U 0COBaTa MHCTPYMEHTAIHA PaBHUHA
P,, KosiTO € meprieHANKyIsipHa KakTo Ha Py, Taka u Ha Py, 1 cimy»ku kato pedepeHTHa IpH onpeaensiHe
Ha pa0OTHHUTE 3a]JHU BIJIM.

PaGoTHuAT 3ameH Bruj of ce (QopMmMHpa MeEXIy AonupareiaHara KbM TIJIaBHaTa 3a/iHa
MOBBPXHUHA Ha peXeus pb0 B ToUKa, Nexama B Pru Pp. B ISO 5419 (ISO 5419, 1982) To31 Br'ba
e onucan 1o Touka 3.42 xaro side clearance of the major cutting edge (durypa 8) u ce mocouna,
4e [0 MPUHIUI Ce M3MepBa B nepudepusita Ha UHCTpPYMEHTAa. B Ta3u Todka briioBaTta CKOPOCT €
Hall-BHCOKa U TE€OMETpUATA € Hali-IT0Ka3aTeIHa 3a paboTaTa Ha CBPEIJIoTO.

Ha mpaktuka obaue BB3HHKBaA IMpoOieM: B mepudepusra Ha CBPENIOTO, B paBHUHATA Pr
ChILleCTBYBa caMo e/lHa Touka (Purypa 3) u TumncBa peaiHa riiaBHa 3a/iHa MOBbPXHUHA, KOETO MTPaBU
JUPEKTHOTO U3MEPBAHE HEBB3MOKHO U3IT03JIBAalKM IIO3HATUTE METOU. B TO3M cirydail ce n3non3na
TEOPETHYCH pabdOTEH 3aJieH BI'bJ, ONMpeJeiieH upe3 reomeTpudeH mojen (Purypa 4), 6a3upan Ha
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pedepentaute paBauHu criopen ISO 3002-1, unu upe3 3D ckaHupaHe Ha MCTHHCKO, 3aTOYCHO

CBpPEIIO.

@urypa 3 — MHcTpyMeHTanHa paBHUHA Pr B mepudepusita

BRT

DHWHIDA DHloQDA

®durypa 4 — CAD mojien Ha BUHTOBO CBPEJIO ¢ eprHUpaHN paBHUHHA U U3MEPEH 3aJI€H BI'bJ B
nepudepusra

IIpo6/ieMu ¢ TEPMUHOJIOTUSATA M JIMIICATA HA ICHOTA NPU Ae(PUHULIHMATA HA TeOMETPUATA

B HAYYHHU MYyOTUKANNA
HabmronaBa ce TeHAeHIMs B HayyHaTa JIMTEpaTypa, CBbp3aHa C FTEOMETPHUATA Ha PEXKEIIUTe

HHCTPYMCHTU — aBTOPUTC YCCTO IMOCOYBAT KOHKPCTHU CTOMHOCTH Ha pasiinii reoOMCTpUYIHU
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napamMeTpH, HO He YTOYHSBAT KaK TOYHO ca MOJIyYEeHU Te3W CTOMHOCTH. B MHOTrO ciy4anm nurca
uH(pOpMAaIKs 33 KOU BbI'bJl CTaBa BBIIPOC U NAJTH JAHHHUTE Ca Pe3yJTaT OT GU3NUECKO U3MEPBAHE UJIH
TEOPETUYCH MOJIEIL.

Ha ®wurypa 5 e ganen npumep ¢ pe3tome ot uscieasane (Saputro et al., 2020), cBbp3aHO ¢
BIJIUTE HA BAHTOBO CBPE/IJIO. TEpMUHBT, U3I0JI3BAH 32 BI'bJIBT, KATO BXOJICH TApAMETh € twist drill
angle, X0eTO € KpailHO HeJOCTaThYHO. UMTaTenss MOXe Ja ce OPHUEHTHpPA, Y€ CTaBa BBIIPOC 3a
[JIABHUSAT yCTaHOBBYCH BI'bI K, (Durypa 6) eAMHCTBEHO 110 MTOCOYCHUTE CTOMHOCTH.

Abstract. The purpose of this research is to determine the effect of twist drill angle variations
and spindle rotational speed on the surface roughness of S45C steel in the drilling process. The
method used in this research is the experimental method. The independent variables used in this
study are variations in twist drill angle (118°, 122°, 125°) and spindle rotational speed variations
(1036 rpm, 1340 rpm, 1630 rpm). The dependent variable used is the result of surface roughness
in S45C steel. While the control variable used is a feed rate of 0.18 mm/round. The results
showed the highest surface roughness was obtained at 125° twist drill angle variation and spindle
rotational speed of 1630 rpm with a roughness value of 8.590 um, while the lowest surface
roughness value was obtained at 118° twist drill angle variation and spindle rotational speed of
1036 rpm with a roughness value of 2.898 um. This research can be developed to find standards
from other aspects that affect the results of the drilling process.

durypa 5 — Pe3tome ¢ HeerHO3HauHa TepMuHoiorus (Saputro et al., 2020)

®urypa 6 — I'naBen ycraHoBbueH bI'bl K 3.41 (ISO 5419, 1982)

EnmHu oT Ba)KHUTE BIIIM MPU PEXKEIIUTE UHCTPYMEHTH Ca TE3U, KOUTO OTBEXKIAT CTPY)KKaTa.
Te3u BIM ca MO3HATH KAaTO b2/l HA CIPYHCKOOMBEHCOaHe WITA Hal-ueCTO CPEIIaHo — NPeOHU belu.
B ISO 3002-1 ca nedunupanu 4 ocHOBHU BUIa — tool side rake yr (®urypa 8), tool normal rake vy,
(®urypa 9), tool back rake y, n tool orthogonal rake y,, B 3aBUCUMOCT OT paBHUHATa, B KOATO C€
parnexnat. IIpu BUHTOBUTE CBpeiJia T MOTaT Ja Ce pasriiekJaT B OpTOrOHalHATa paBHUHA Po,
paboTHarta paBHUHA Pr 1 HOpManHaTa paBHUHA P

Ha ®urypa 7 e nmocoueH npumep ¢ U3MO3JBaHETO Ha rake angle, kKaTo (hakTOp HaMassIBaIl
pa3Mepa Ha yeraka. B ciyyas He ce nemHMpa B KOSl paBHUHA CE PA3TIIekaa H KOJIKO € yIIOMEHATHS
BI'bJI, KaK € H3MEPEH U KaK Ce CTUTa JI0 U3BOJia, Ye TOW BJIMsIE Ha pa3Mepa Ha Jeraka.
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[CUuLcu reulal kavly.

Tool angle, workpiece angle and other cutting
conditions were found [12] to influence on burr
dimensions while drilling aluminium alloy Al6061-
T6. Increase in rake angle reduced burr dimension.
Many researchers explored different ways to reduce
burr size in drilling and also effects of various
cutting conditions of drilling burr size [13-15].

Eram literature _curvew 1t __wwacg found that
®durypa 7 — YacT ot ab3a1 OT cTaThs OTHOCHO BIUSHUETO Ha rake angle (Saha, n.d.)

93

w
(]

|

®durypa 8§ — 'brua Ha cTpy)kkooTBex1aHe (cTpaHuueH) 3.39; paboreH 3aneH brua 3.42 (ISO 5419,
1982)

®durypa 9 — Hopmasien sroa Ha ctpyxkooTBexaane 3.40 (ISO 5419, 1982)

Ha ®urypa 10 e nocouen npumep ot usciensane (Nacer et al., 2023) ¢ usnon3panero Ha axial
rake angle of the chisel edge. Cvrnacuo ISO 3002-1 u ISO 5419 takaBa gepuHUIHS HE CHIIECTBYBA.
MoxeM caMo J1a TIPEIIOI0KHM, Y€ CTaBa BBIIPOC 3a MPETHUTE BIVIM HA HAIPEUHHST pexken] pbo,
HO T10 CTaHJapT CHIIECTBYBA CaMO BI'bJI Ha HANIpeuHUs pexent poo (durypa 11).
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1 be used as a foundation for drill wear detectis
ough their finite element simulations and smal
irtance of the chisel edge axial rake angle wher
of the axial rake angle of the chisel edge, the ¢

®durypa 10 — Yacr ot ab3a1r oT CTaTHsi OTHOCHO pasrIekKIaHus brbll axial rake angle of the chisel
(Nacer et al., 2023)

@urypa 11 — broa Ha Hanpeunus pexent pso 3.44 (ISO 5419, 1982)
ToBa cb3gaBa CepUO3HH 3aTPyIHEHHMs INPH HMHTEPIPETAlUss U CpPaBHEHHE MEXIY pa3IuyHU
u3cienBanus. bes scHOTa OTHOCHO KOHTEKCTa Ha H3MEPBAHETO, YMCIIAaTa IYOsT CBOATA TPAKTHYECKA
ctoiiHocT. Hanpumep, paboTHUAT 3aJieH bI'bJI MOXKE /1a BapHpa 3HAYUTEIHO B 3aBUCUMOCT OT TOBA
B KOSl TOYKA OT PEXEIMUAT PO € M3MEpeH — HO aKo TOBA HE € MOCOYCHO, CTOWHOCTTA CTaBa
HeeJHO3HAaYHa.

JlonbIHUTENHO, TepMHUHOJOTUATA, BbBeAeHa B [SO 5419:1982, kosTo mnpennara TOYHU U
MOCJIeTIOBATETHU Je(OUHUIINH 32 KOHCTPYKTUBHUTE €JIEMEHETH U TEOMETPUYHUTE XapaKTEPUCTUKU
Ha CBepeIaTa, PSAKO WM BhOOIIE HEe ce M3MoN3Ba. BMecTo ToBa ce cpemiar onucaHus ¢ OOIIH
TepMuHU Kato “drill angle”, ,relief angle®, “rake angle”, 6€3 Bpb3Kka C KOHKpETHAa pPaBHUHA WU
ctanaapT. ToBa Boau 70 pa3MHUBaHe Ha 3HAYCHHUETO W 3aTPYy/IHABA KAaKTO HAyyHATa KOMYHHKAIIHS,
TaKa u MPaKTUYECKOTO MIPUIIOKEHNE Ha pe3yaTaTuTe.

3a J1a ce MOCTHTHE MO-TOJIsIMa TOYHOCT B ChIIOCTaBHUMOCT, € H€O6XOJII/IMO ABTOPUTE 1A IMMOCOYBAT HE
caMo CTOﬁHOCTHTC, HO U IIPpAaBUJIHO [1a ,[Ie(l)I/IHI/IpaT PABIIICIKIAHUTEC IMapaMCTPU.

IIperJien Ha roJisiMa 4acT OT CTAHJIAPTHUTE, OTHACSIIU Ce 32 BUHTOBH CBpe/Jia
= IS0 3002-1:1982 — Ocrosru senuuunu npu psazare u waugosane — Yacm 1: I'eomempus na

AKMUBHAMA YACM HA pedceujume UHCMPYMeHmMuU — 00uwu mepmunu, CUCmemMu Om PaeHUHU,
veau Ha uHcmpymenma u pabommu beU.
CranmaptsT AeuHHpa yHHUBEpcallHa TEPMHUHOJOTHS M KOOPIMHATHU CHUCTEMH 3a
reoMeTpHusiTa Ha BCUYKM BHJOBE pPEXEIIM HMHCTPYMEHTH. BKirouBa ompeneneHus Ha
MOBBPXHOCTH, pekelin prooBe, pepepeHTHr paBHuHH U pIH. (ISO 3002-1, 1982)
= IS0 3002-2:1982 — OcHosnu senununu npu psazane u waugosarne — Yacm 2: I'eomempus na
akmueHama uacm Ha pedxcewume uncmpymenmu — Obwu gopmynru 3a npeobpaszysame
MedHcoy UHCIMPYMEHMATHU u pabommu beU.
Cpappka MaTeMaTHYEeCKH 3aBUCHMOCTH 3a MPEBpbBIIAHE Ha BIVIMNTE HA WHCTPYMEHTA (,,B
pbKa“) B paboTHU BIIH (,,B TIpolieca Ha psa3ane’ ‘) u ooparno. (ISO 3002-2, 1982)
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= ISO 5419:1982 - Bummosu cepeora — Tepmunu, Oeunuyuu u munose.
[IpencraBs kmacudukayss Ha BHHTOBUTE CBpeAjia IO KOHCTPYKTUBHU THUIIOBE U
TeOMEeTPHUYHU MapamMeTpu. BkiItouBa TEpMHHOJIOTHS Ha IIECT €3HMKa U € TACHO CBBbp3aH ¢ ISO
3002-1. (ISO 5419, 1982)

= DIN 1414-1:2006 — Texnuuecku u3UCK8aHus 3a GUHMOBU C8Pedla Oom Ovp3opexcoaua
cmomana — Yacm 1: H3uckeanus.
Ormpenens TEOMETPUYHU MapaMeTpH, OMYCKU, MaTepuaiu U TBbpaocT 3a HSS cepenna.
BxirouBa m3MCKBaHUS 3a CUMETPHsI Ha ChbpIEBUHATA, BIH, MOBBPXHOCTHA 00paboTKa U
mapkupoBka. (DIN 1414-1, 2006)

= DIN 1414-2:1998 — Texnuuecku usuckeanus — Yacm 2: Komwmpon u uHcnexyus.
Honbasa DIN 1414-1 ¢ meTroau 3a mpoBepKa Ha ChOTBETCTBHE, BKIIIOUMTEIHO U3MEPBAHE Ha
reoMeTpusi, TBEpAOCT U oTkiIoHeHus. (DIN 1414-2, 1998)

= DIN 1412:2001 - <@opmu Ha pexcewama yacm HA  BUHMOBU  CEpelIld.
Knacudumupa paznuunu tunose (Form A, B, C, D, E). (DIN 1412, 2001)
= DIN 1836:1984 — [pynu mHa npunodxcenHue Ha  pedcewy  UHCMPYMEHMU.

CranmaptsT JepuHHMpa  KiIacu(UKaLus HAa  HUHCTPYMEHTUTE  CIOpPE]  TAXHOTO
npelHa3HauYeHNe, BKIFOUMTETHO BUHTOBH cBpeaa. (DIN 1836, 1984)

* DIN 6581:1985 — Tepmunonocus na cmpysckoomnemanemo — Peghepenmuu cucmemu u
el Ha pedicewjama uacm.
Pasmmpssa ISO 3002-1 ¢ noapo6HU nedhUHULIMK HA PaBHUHHU U BIJIM, W3MOI3BAHU MpPU
aHaJIM3 Ha T€OMETpUATA Ha PeKeIus KIuH. BKIroyBa KakTo ,,MHCTpYMEHT B PbKa‘“, Taka 1
»AHCTpYMeHT B pabora‘“ cucremu. (DIN 6581, 1985)

= ISO 235:2016 — Bunumosu cepeonra ¢ yuiunOpuyHa uiu KOHYCHa onawka — Paszmepu.
Ornpenens pa3MepuTe Ha BAHTOBH CBpeJIjia OT THI jobber, stub u morse taper — B mm u inch,
¢ TabauIM 32 IBIDKUHU cripsiMo nuameTrbpa. (ISO 235, 2016)

= DIN 338:2006 — Buumosu cepeora c¢ yuruHopuuna onawxa — Kwca cepus.
Cranmapt 3a Hal-pasnpocTpaHeHHMTe jobber cBpeiia, BKJIIOYBALIM TOYHU JOMYCKH,
JTBIDKUHU M reoMeTpust Ha ciupannute kananu. (DIN 338, 2006)

= DIN 340:2006 — Bummosu cepeora ¢ yuiuHOpuyna onawka — J[vaea cepus.
[IpennaznaueHu 3a AbIO0KO MPOOKBaHE, C U3UCKBAHMS 32 IPABOJIMHENHOCT U YyCTOMYUBOCT.
(DIN 340, 2006)

= DIN 345 - Cepeona c KOHYCHA onawka - Morse taper.
Omnpenenst pa3MepH U JOIYCKH 3a cBpeasa ¢ koHycHa onamka (DIN 345, 2006)

= ISO 3292:1995 - MU3svHpeoHo Ovieu GUHMOSBU C8pedIA C YUIUHOPUYUHA ONAUWIKA.
Cranpapt 3a cBpeasia ¢ appkuHa 10 400 mm, u3noa3BaHu npu aba00Kko npodusane. (ISO
3292, 1995)

= ISO 3438:1975 — Cepeona 3a npedsapumenno npobusame npeou Hapsssamne Ha pe3oq.
Ornpenens reoMeTpusiTa Ha CBpesia 3a OTBOpH Ipenu MeTunkoBu omeparuu. (ISO 3438,
1975)

3AK/IIOYEHUE

I/ISCHGI[BaHeTO Ha I‘eOMeTpI/I‘-IHI/ITe HapaMeTpH Ha BUHTOBHUTC CBpCI[JIa 1 IOo-CIICIIMaJIHO Ha
pabOTHHMSI 3aJIeH BI'bJ Of, TTOKAa3Ba HEOOXOAMMOCTTA OT SICHO JAeUHUPAHU CTAaHIAPTH U METOIH 3a
n3MmepBane. Cranpapture [SO 3002-1:1982 u ISO 5419:1982 npenoctaBsT HaJaekIHA OCHOBA 3a
TCOMETPHYHO OIMCAHWE, HO B HIKOHM CIIy4ad TAXHOTO IPAKTUYECKO MPHUIOKCHHE H3UCKBA
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U3I0JI3BAaHETO Ha ChBPEMEHHHM LU(GPOBU TEXHOJIOTMH, OCOOCHO KOraTo Ce€ ThPCH TEOPETHYHO
orpeneneH paboTeH 3a/eH BI'bI B nepudepusTa, KOWTO HE MOXe 1a Objae u3MepeH (U3NIECKU
[IOpaJiy JIMIICAa Ha peaJiHa IJ1aBHA 3aJHa HOBBPXHOCT.

B cpuioro BpeMe, aHaiu3bT Ha HaydyHaTa JUTepaTypa pa3KpuBa CEPHO3HH IPOIYCKU B
U3I0J13BaHETO Ha CTaHJapTU3UpaHa TEPMUHOJIOTUS U MeTonoiorus. Jlumncata Ha sICHOTa OTHOCHO
HauyMHA Ha U3MEpBaHe Ha KOHKPETHU BbIJIM BOJIU J10 3aTPYAHEHUS IPU UHTEPIPETALUS U OTpaHUYaBa
Bb3MOKHOCTTAa 32 CBHIOCTABUMOCT MEXAY pa3IMYHHM HM3CJIEABaHMA. 3a Ja ce MPEeoJoJesT Te3H
npobiieMu, € HeoOX0JUMO MO-IIMPOKO MpUJIaraHe Ha perjaMeHTHpaHaTa TEPMUHOJIOTUS U T0-
CTPOro JJOKYMEHTHPAaHE Ha U3MEPBATEIHUTE MOAXOIU B HAyYHUTE Iy OJIMKALUH.
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