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#1 INTEME
Machining center Three-Axis Vertical Machining Center
Axial-directional
USv 70 kHz/3.5 pum
Cavitation device 42.5 kHz/2-3 pm
Dynamometer Piezoelectric
Tool Diamond-coated drill (¢0.22)
Cutting fluid Soluble type
Rotational speed 8000 min™!
Feed rate 6.0 mm/min
Step feed rate 0.01 mm
Hole depth 1.0 mm
#2 THHEMRR
Conventional drilling 12
Axial-directional USV drilling 40
Cavitation-aided drilling 56
Hybrid drilling 69
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Conventional drilling

150x 66.62m WOEZ0.2nm 5KV, Z0HD/10/09 14:14:26 S

Axial-directional USV drilling

\, Decleasing chip adhesion Decleasing chip adhesion
150x 66.6 2 m WO e SR 0/ 10/00 17:02:33 S 150x 666 2 m WD SoZErEes 10/09 17:54:22 S

Cavitation-aided drilling Hybrid drilling
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