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Effect of the coating type on the flank wear of the slot drills high speed steel
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Abstract
This research aims to compare the wear resistance of the
slot drills with 12 mm. diameter and 2 teeth for metal removal of
steel. There are various different brands of standard slot drills
which the manufacturers can increase the capacity of slot drills

by coating with three coating substances such as TiAIN, TiCN,

and TiN. The result of the study is found that the slot drills have
the different chemical alloys in two types: M41 and M42. The slot
drills studied can be divided into 9-15 degree of rake angle, 10-
14 degree of relief angle, and 24-33 degree of helix angle. The
hardness range of the solid slot drills is between 934-978 HV
whereas the tin film of TiAIN, TiCN, and TiN are different
significantly, that is, 1,644-1,834 HV, 1507-1620 HV, and 1,183-
1,834 HV respectively. The thickness of the coating layer is 1.75-
3.75 pum. The result of the metal removal in the flank wear is
highly different in five times. The ultimate wear resistance and the
least one use the same coating substance, which show that the
coating process makes them different. The slot drills with high
wear resistance and high rate of cutting are high in price as well.
Moreover the machining ability the wear resistance of the cutting
tools and the price which are variable in the save way with only

some slot drills.
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