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ABSTRACT

Drilling operation is such an important machining process,

which has been wildly applied to the industry,

occupied over 30% of whole industry. However, there are many aspects of drilling process should be improved,

such as increases of thrust force, surface roughness, and roundness, ect. In this study, we are aiming to reduce the

thrust force, surface roughness, and roundness in drilling process. For this purpose, multi facet drills (MFD) of three
types that are modified from standard drill (STD) are developed. The first type is multi stair drill (MSD) with shape
of stair on relief plane. The second type is rough facet drill (RFD) with shape of round on relief plane. The third
type is rough flute drill (RFLD) with shape of round on flute plane. For three types of MFD, we were carried out

performance evaluation from the perspective of thrust force, surface roughness and roundness of machined hole.

From obtained result, we could confirmed that performance of rough flute drill (RFLD) type is most excellent.
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Table 1 Experimental conditions

Items Conditions
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