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Effect of machining conditions and bit materials of micro drill on
PCB machining characteristics
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Fig. 1 Experimental set up of micro drilling
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Table 1 Machining conditions of micro drilling
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Machining condition Condition 1 Condition 2
Spindle speed (RPM) 120,000 80,000
Infeed (mm/sec) 45 25
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Table 2 Mechanical properties of bit material

Material . Young's K1C
(Co, Grain (Iﬁ,s) Hv ]?ge/nsﬂt)y modulus | (MNm®
size) a cm (GPa) i)
A (No.2)
(6%.0.6pm) 3500 2017 15 664.7 10.2
B (No.31)
(6%.0.5um) 3600 1854 14.8 575.5 9.8
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Fig. 2 Moment of micro drilling.

Table 3 Results of machining

Machining condition
1 2
Material A (No.2) 2100 hit (survival) 187 hit (broken)
ateral | B(No31) | 1999 hit (broken) | 462 hit (broken)
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Fig. 3 Life test result using machining condition.
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