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1 INTRODUCTION 2 EXPERIMENTAL WORK
Hole making in medical devices is a common Materials Equipment
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quality, so that the function to be performed is

not compromised, it is necessary to adjust the Experimental setup

manufacturing method. Compared to Helical milling Drilling

conventional drilling, helical milling offers the

economic advantage of being able to drill holes

of different diameters with the same tool [1].
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occurrence of adhesion of the material to the
tool. This results presents a clear advantages of

Helical milling test parameters Drilling test parameters
this milling in terms of tool life and less burr both
Test (N.) Vc(m/min.) Vf(mm/min.) ap(mm) T (s) Test (N.) Vc(m/min.) Vf(mm/min.) T(s)
at the entrance and at the exit of the hole, which . 100 113 001 " . " 7 a1
removes the need for finishing operation such as ) 100 318 0.08 222 2 50 562 154
reaming or countersinking [2], [3].The objective 3 100 318 0.12 148 3 50 749 115
of this work is to be able to compare the quality : 100 037 008 e
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of surfaces in terms of Ra, Rt and Rz (DIN)
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generated by drilling and helical milling in two . 100 o5t 004 128
titanium alloys in a series of tests with different 8 100 955 0.08 74
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3 RESULTS HM : Helical milling tests
D: Drilling tests
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Ti-6Al-7Nb 0,64 0,67 0,7 0,77 0,68 0,68 0,76 0,94 0,84 0,71 0,85 0,87 Ti-6Al-7Nb 5,55 6,49 6,28 5,61 6,81 5,89 6,63 7,84 7,53 6,67 8,07 8,38 Ti-6Al-7Nb 3,77 4,22 4,28 4,6 4,23 4,21 4,71 548 5,3 4,16 502 5,18
Ti-6Al-4v 0,76 0,87 0,94 0,64 0,81 0,71 0,77 0,92 0,88 0,65 0,85 0,92 Ti-6Al-4v 7,22 7,01 6,83 6,21 5,48 6,74 597 7,95 6,71 5,61 8,06 6,93 Ti-6Al-4V 4,75 4,82 5,03 4,6 4,23 4,44 4,25 509 5,3 4,05 502 5,04
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evaluate and compare two different hole making methods, helical milling
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