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Table 1 Drilling conditions used in the experiments
Workpiece SUS304
Nominal spindle revolution min 50000
Drilling speed m/min 15.7
Feed speed mm/min 50, 100, 150, 200
(Feed mm/rev) | (0.001,0.002, 0.003, 0.004)
Hole depth mm 0.5 (Blind)

Step feed mm 0.01, 0.02, 0.03
Coolant Cavitation, Wet, Oil mist

IV [

§i
=
= S——

=

|
wL bﬂMw WlNT?

50mm/min
100mm/min L.
Cavitation
N on off
P o
200mm/min

Fig.1 Relationship between feed speed and thrust force
Hole depth;0.5mm, Step feed;0.01mm/step, G83 code

Table 2 Drilling numbers when varying step feed and feed speed

Hole depth Step feed Feed speed Drilling
mm mm mm/min numbers
50 337
0.01 100 503
200 1000—
0.5
0.02 50 50
200 199
0.03 200 51
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