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Development of tool geometry to rifling control in small-diameter deep hole drilling process by resin material
Tottori Institute of Industrial Technology, Takahiro SATO, Naigai Seiki Kougyo CO., LTD., Shinichi HASEGAWA and Makoto NAKAMURA

Recently, the requirement for high quality hole machining is increasing, such as a nozzle for
chemical-analysis machines, and a medical instrument. However because the stiffness of the drill for the
small-diameter and deep hole is low, the hole is easily to generate rifling. As a result, the hole wall 
roughness is easy to be worse. In the present paper, the tool geometry to rifling control in small-diameter 
deep hole drilling process by resin material was developed.
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