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INVESTIGATION OF SURFACE ROUGHNESS WHEN DRILLING OF
INDUSTRIAL PLASTICS
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Abstract: The paper presents the results of cryogenic hole machining experiments of polyethylene material. The
tests contained the shape of the removed chip, the accuracy and surface roughness of the machined hole. As a
result of machining at -
the hole reduced, and the accuracy increased.
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vc1=6,78 m/min (n1=180 ford/min);
f2=0,62 mm/ford.; T2=-

vc1=6,78 m/min (n1=180 ford./min);
f2=0,62 mm/ ford.; T1

vc2=18,85 m/min (n2=500 ford./min);
f2=0,62 mm/ ford.; T2=-

vc2=18,85 m/min (n2=500 ford./min);
f2=0,62 mm/ ford.; T1

vc1=6,78 m/min (n1=180 ford./min);
f1=0,32 mm/ ford.; T2=-

vc1=6,78 m/min (n1=180 ford./min);
f1=0,32 mm/ ford.; T1

vc2=18,85 m/min (n2=500 ford./min);
f1=0,32 mm/ ford.; T2=-

vc2=18,85 m/min (n2=500 ford./min);
f1=0,32 mm/ ford.; T1
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f2 vc1

L/D=2,5 L/D=2,5
T=-35 T=-

f1=0,32 mm/ford;
vc1=6,78 m/min

0,065 0,035 7,076 3,388

f2=0,62 mm/ford;
vc1=6,78 m/min

0,054 0,046 4,148 4,961

f1=0,32 mm/ford;
vc2=18,85 m/min

0,087 0,031 7,616 3,075

f2=0,62 mm/ford
vc2=18,85 m/min

0,055 0,022 4,872 3,849
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vc2=18,85 m/min; f1=0,32 mm/ford vc2=18,85 m/min; f1=0,32 mm/ford

vc2=18,85 m/min; f2=0,62 mm/ford vc2=18,85 m/min; f2=0,62 mm/ford
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