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[ABSTRACT] Due to more and more micro holes are used in the acrospace parts, this paper explores the evolution of

non-traditional machining method (NTM) for the processing of micro holes. Key features of each machining methods are

summarized and the development trends of these methods are prospected.
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Fig.2 Micro hole on PCD piece by EDM
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Fig.3 Effect comparisons of holes machined by RC-type
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Fig.4 Groove array in the micro hole
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Fig.5 Micro hole drilled with minimum taper
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Fig.6 Holes drilled in brass combined ultrasonic vibration
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