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2), Stainless Steel(Z=E|1#2~ 7)), Step
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Hyung-Kook Kim, Kyu-Hyun Yon, Seung-Jong Song
Abstract

Micro Hole(P] A7), Micro Drill(7] Al

A Study on the Micro Hole Drilling of Stainless Steel
Feed(2~®10]%), Guide Drill(7}o]= =)

On this study, technical aspects were reviewed to drill a series of micro holes ($0.10) over 200
within a few micron tolerance in diameter and position on the stainless steel material. Dedicated tools

& jigs were designed and manufactured and optimum cutting conditions were found. On this micro
indicated that most holes are distributed within a few micron tolerance in diameter and position

hole drilling process, guide drill and step feeding were applied to help chip discharge, prevent drill
intervals.

breakage and finally improve the accuracy of positioning and roundness.
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Table 1 Micro Hole Drilling Target

Hole Diameter mm 0.10
Hole Pitch mm 0.90
Hole Depth mm 0.30
Material SUS 304
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Fig. 1 Micro Structure with Micro Hole
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Table 2 Cutting Condition

Cutting Speed m/min 6
Feed Rate mm/rev 0.002
Step Feed mm 0.02
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Fig. 4 Micro Structure with Micro Hole

Fig. 6 Enlarged View of One Hole
(1) Top View (2) Bottom View
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