~ A 7 aisT > T T O eI T2 B9 AR

20154 3 H

= Ko






TER S
T R = - 1
1.1 WO L ORERIFZE OREEE oo 1
LL1 ~A7uifiihTF v 7OBEE HGHHEL e 1
1.1.2 AH=HN - U ITT57 BIEFROIRLE e 7
L1L.3 AD=An VY777 4 BOENOMERE - 14
1.2 KHFED BRI LG STORERR oo rerre e 18
FREETLHR oo e e 21
%2 W wA vz y R IVOINTRIEICHEES NI MEEE: - 25
0.1 BE D e 95
2.2 kB~ A Y OFART v SEFIOBIYE ST oo 26
0.3 AREEDMEEL oo v et 29
0.4 EERIEEEFS JTURGME oo 29
2.5 JAEMEBIS L INTTEE v e et 33
2.6 HIMIAIHIICIS T DI TR ME oo 35
2.7 HIEIMEEEIZRE D T HEEEEE - oo 47
0 T 1 EBRLE e 47
0.7.2 FEBRFEEIS FUEEL o vvven e 47
2.8 AT BTy RINADNTEMEDREFERF <o, 51
981 VA ZHEHTLY RINLTDOT A RMIT. wrrvrrrermnnreeeennanen. 51
2.8.2 ML LMEDTRIEEEEE <o 52
I = 53
FREETLHR oo e e 54
B3E TIAF v IR, s ufihTF v TR oSN 56
3.1 BB S e 56
3.0 AEEDRETL o et 56



3.3 BCHITEDMIETGRICE T DRSS oo 57
3.3.1 FBRFIE ot 58
3.3.2 FEBEREF R TNEEL o 60

3.4 A7 0Ty RINDOTEEIBICET AR, oo 62
3.4.1 A 70Ty RINDTLTEEFO TR oo 69
3.4.2~A 70y RINOINEF - IEMNOLIHIS oo, 62
3.4.3  WRHIAS (SUS316) DECOIMIHRHT < v ove e 65
S.4 4 TERIBEDRITE <o 63

3.5 wA 7wz NI VO TEENREY PNOHIREIC RIES R - 71

3.5.1 2 MHx» FINOTERNEDY BEE-HECESHE - -72

3.5.2 THIENEY BNEIEIICRIFTEE oo 76
3.5.3 T HIRIED DSHGMER S ML S Ic g 80

3.5.4 TERENEYOTEEFE~OBE ... 8]

3.6 %% ........................................................ 83
FREETLHR oo v 84
W4 oA I RFRTy TG ATLD BN « T e 36

R - T I 36

4.2 AREEOMEEE o ]7

4.3 W TVagRAINTAS KL 58V S84 - TRKGROER oo 88

4.3.1 FEBUEBI L OUME oo 89
4.3.2 YIHIMIMIC R 2 EE R v 7-vav AN Lo TEsE - 90
4.3.3 FyET7—varEHANTICEY L TREFR - 93

4.4 THIENEY OBEEBORBIFE 96

4.4.1 =2 FIVINTOTERMIFAE E TERERY OBR - 96
4.4.2 TERNEVEEEBOZRIE e 99
4.5 <A 270 TEOFERTBRHITTEE ooy 105
4,6 <AV OFART » FEFUDIRNE e 106

_ii-



4.7 }ﬁf% ........................................................ 1153

BRI TTHR v 114
H 5 AT AR~ A7 a ik T Y TIPSR OREEAT 116
Bl S o 116
5.2 MEEALH<w A 7 afikT v FeROBE 116
5.3 AREEDOHEEE oo 119
5.4 JAIEHIEBIOUER o 120
5.5 FFHIFROREL - 121
5.5.1 %%ﬁ%ﬁjﬁi@%ﬁ: .................................... 121

5.5.2 FIU NAOWFENRBE~DEEE 126

5.6 XA VEL REBEIADERE v 130
5.6.1 T.ERIMED TEIEB~DEE 130

5.6.2 A AXTEL RERRIODRIEE oo 132

5.7 MBEEALOIFEARIITFEIEME oo 136
5.7.1 TLEXEEOHHE~OHE 136
5.7.2 YPEABEOHFEIEE~DEEL oo 138

5.7.3 R EEEHOBFEIERE~OEE 139

5.7 WFHIEREICEE D BRAEEEE - o v 139
B.8 FEEE et e e 141
B THR o 143
G EE AEEA 145
6.1 ARHFIZOFER DR oo 145
6.2 AFFIEDO T FM, THERITEFE v 148
i T T R 149
T T T T T T I 154

- iii -



A NUREABRE [um?]

Aq BT ENAZ R [um]

B MEIKHEFE [um?]

B, : 2NV mfE [%]

. LHEAL [mm]

c LHEIRNE Y FEOIEME [um)]
: IR b & [um)

/o BEAIREEL [He]

3%V 3 [mm/min]

D EA K MOYIEIZ )T [N]

: TEZEY Fmouidlsyr /1 [N]
: Wl 5 O BIHEISy ) [N]

: IR X [um]

R RUJUE S [um)

D IRAERER S [um]

: FLUIHIHEPL [GPa]

: IITE [mm]

t : TEHAE [Mm]

: GIHIEERE [m]
 Fd#hEEEEL [min]

: THEANHK

: LHAERE [mm]

AT v U [um]

e o BORMEHE [um]

. ST TREOFEEES [um)
N LBHARREOIE B2 [um]
: HEREH S [um]

o LHEIRIE Y REER GG o
wo oI [um)]

d
F
F
F

d
d
A
F.
h
h
[
[
r

=

<

(3]

H
K

L
N
NT

©

S

t

<
=

R
R
R
R
R
R
R
R

AR ETPIRZE bR [um]

S BRAEEmRE [mm?]

S, 1 AM¥Y¥ ViKY &E [um/tooth]
t o ERAYNAZ R [um]

T LEMIHEIN/um]

Tmean: IEIEJIH\§® Ilzi@ﬂﬁ[N/um]

Taw: 1 ELRIME O 5 KA [N/pum]
Tin: LERIMED fz/IME [N/um]
V. YIHIEEE [m/min]

VB : T HKT HEEFENE [um]
Vs: WA JEHEE [m/min)

X . THEMZRE [um]

Z’ : JNTHEZR [mm’/min]

EELS

[nm]

-iv-

a b ]

G+ LHERdRA []

0 ¢+ LEIRNIEY E[um]
07 [RLLEE[um]

e IR S A E[um]
g T LAL ]

A ¢ TEESTAE [

V2R IR A TR A S]E3 295

7 FILMAL ]

w o A E/IMEFEM IR [um]
Q. A ERKRIEEMINE [um]



1.1 BFEOEFB L OBERMF 7 DOBEE

L11 <A 7 aiffkF > FOBE & TiEHHE

UTAE, BUER < LR « ALHEOREEI IS ATRE R~ 1 7 itk T v 7 PR &
TW%. ~A 7 ajfiffkF ~ 7%, MEMS (Micro Electro Mechanical Systems: 1/ e &bk
VAT DA A G LTI THAR &> TRk L 721838 10 2> 5% 100 pm FREE O
BE(~ A 2 RN ThE % 2L PRS0 HT A ATRE & 72 H0E4K 10 mm FRE DO FMR CTh %
P E e, oM g, WK SREE S T LUV TELG - AT S A0~ A
7 BRI, R, SVT, B EOR L I~ A 7 aiEE R ERTRETH
0, ALFFERR, SWTEEOKIERZ T YA DU TIRAREEEZ bND. Fin, AT
YA DU TOEFNCH, BISZEHRBNCH D Z Enb, BOSKHHINIERIE S, 3K
- BEREOHIBCRR R B CONMTATRE CH D, T bDFND, MR/,
DNA DO53#T, FEROGHEE, E¥ - LT - BEFOSBHTH LI AT L L LT,
WIFEDMTHOITUNS. NEDO TiE~A 7 gl « AFEV AT A7y =7 MIFET 5
BRBFZEI A4 10 RO TR A & UE 21T T g . (RE7eplE LTiE, K
B0 7RO MR A L LT, B OB C B TR R R IR O
%17 2 % POCT(Point of Care Testing)’ 2020 FFEHOEAULE HIF L THIZES LTV 5.
F7z, 1EROESREMER Y AT e~ A 7 afilhT v FI@E Mz, GRIITERHEZ K
BEICHRE T 23 b e STV D . Fig 11", /57 ) o P—(CBEE LU= EH, -
INA A ACHES B O BFRIHTEAE OBUR & PEE R . 2010 4E £ THE, A AR
HEELO 9 G, VLR < BRR LTV A INEEERC, 3R &/ kb L7 bhE
W Z OHGOHL T o723, 2030 FF TITIE A A BREPG LAY, AH 1 JKHLL

FOTGRD RIAEN TN D,



~A 7 afRTF 7L, BRI TN O TN Lz~ A 7 2N TG,

FIVE DALHRAE « AT - PEEATH T A ThH D, 2D X5 b inifiih a4 5
WL, ~A 27 v 74T 47 AMicrofluidics: #UINRIK TH) LS ND. 2D X972
W INTRIAR R AR D AT 1970 RIS A Z > 7 4 — FRFETEYES Lz o ) = U BER
RSN R T v~ 87T 7 4 —="IRZORIFETH D, T O, 1990 F Ui,
Bz (b oL, MEMS Hiffiath & U7 Beiin TR 2 A S H72 p-TAS(Micro
Total Analysis Systems)<® Lab-on-a-chip DEESATER S 41, 4 HIZE D £ Tk 7emF7ens
RENTWS., <A 7 aififEF v AL, ZO~A 7 aTNAT 4 7 A A L%
MRS 24 2 DALFIMT « BT S ZADHTH 5. 4 A TIE, DNA F v 7oL A
7Ty T NS T ERARET A ASCERKEN T v T VERERE S TERY,
ES #li(Embryonic stem cells: JEPERHIIE) OBFFE~DOISH b EIFF S Tung D,

1200 ¢

Drug medicine Bio-related product u Cosmetic
1000 |

800 |

N .

400

Market scale(Billion ¥/year)

200 |

2000 2005 2010 2020 2030
Year

Fig.1.1 Market trend of the related product of nano-technology on chemistry

Fig 12"z, b EAN R~ A 7 aifilhkF v 7 DO—2>Th 5, Y Tk O

&R I8 10~20 mm BEOREIE LI, Y TR~ A 7 v, Ko, ST



SV 2iATBY, 2 7ol EELZTEAL, PROFE TRISSE, &
IR B B S, RO TRA~EH%T S, £72, Figl3", ~A 7 aiiiks
v e~ A TR O—FlERT. v A 7 B iRgix Fig 130T &L 9 2RI,
F I O T, JHEIE - RS 10~ 100 ym FRETH H. T ORI
BN TEAEZATO FICL D~ A 7 vk TF v 7 OFERFEL, UTIZE LD TRT.
(@QUINZEE CROGDMT AL D T2, FARE Lo ftmiE), RO L
TRELRDT12D, BUSKFHE A FEF 1T,
OYIHTDOEE, HWLRENHIH TE D720, I A MU UNTE, BREDK
AN
(C)FEHE N DWARDAEFEN /N ST, BREEOINEL - mAEIe, EEFHNES.
(d)fE SR D FEBR AL E CIIEBIREE /R BB COEBRMNATRE. 72 & X IXERNIZIT
IRBEC B D LIRAY 7 AL & % Ff > 72 EBREREE .
(VEE RO A XW/NS L, BE) - BRNES.
(HFE S E TRED BB LA FTHE.
~A 7 afiikT o XD X D RfEEND, FE - A, BRI - 8E, LFE0%
OFETICHPHIFRF STV D, RO FHEEILE &~ A 7 a ik TF v 7Ok
% Figld (R T. 7723 - E—h—EZ OmBEHA, TNETNBRIEELT
IERDILF IR L ITERR Y, ~A 7 afitfhkTF v 7 TlE, 1 BOBEHRET, ka7
BEEAT O ENARETH D, BlE LT, EROEREE T, KEK A L/KEIK B
ZEOS S, AR LT BRAERY AB 2T 2556 %, Figld4@Ilrnd. (1)2#K
KE ©——CRE - J6EH, RICQIEBATRICHHEE 2 N2, e 2RE
179 . QVRA LIIRA R A HE L, fhbssih i chhit &7z B4R AB %43
RT5, EOWIBERKNETHD. ZHICKH L, A 27 aiiikF v 720554
I%, Fig.l4bNIRT LI, TbDOEEZ, (6)iiis T2 MRS - KIST 5,
(MBI R A AT S, BEAERY AB ZHiHEE Fichit 925, (8)



FRZ S3BE L, FRHIABET IS S iz B ERM AB % 53 Hid 2 — O E R
I DI ETITOENTE D, Tz, MBICEKEZEVIATLZ LT, O)RIEDE
MM Cc&, MKE2L—VRETRATMIICA)MEAT I Z L AETHDL. Zhb
e IREA AR DOED Z EICX Y, Bkx &R DO~ A 7 v itk T v 7k T
5. ERMEE LR, B, BR2E, KPR 7 ) —= 77k Eofks,

Ak, By, EY, MEFOSFICBT 5591, H5WIHMEEMDERK,

W ENBT oD, FRZERSE T, BRI, FERTEZBERE LT,
FRETOMMG RAEC, AECFWEDOEOEFR L%, HA L)L CHEIZTT
2 L/ENKROENTNS., L, BUR, v~/ 7 vk y 7oL a A Mis
<, FIAZFIZ OB E > T\, BURO~ A 7 o ififkF v 7 OWFFEEH
FIZIE, R CREBAEENS FTRERIE SR RO LN TND. v A 7 afitksF v 7
OMEIL, EZHT A, TT7AF v 7, PDMS(RU U AF LvvaxHr: v a—
I LD—FE), U 3 TH Y AFINTHIIK T 4 b D E T TR Y% 4
IRFMEZOMTHEPREINTND, TTATFT v 7B F T 2B~ A 7 a ik
F v T OFELREHE L REEZ LI TIORT.

Optical tiber
o 10~20mm

Glass - Plastic

Micro channel

1
Connecter 4' ' §
3 g

Sensor

R Valve (NEDO)

Fig. 1.2 Application of micro channel chip module

Width @ 120pm

Depth : 451m

(a) micro channel chip (b) micro channel

Fig. 1.3 An example of microchannel chip and micro channel



3) Separation
(2) Percolation leaching (G ondediien

‘ I
(1) Mixture Reaction I ' = (5) Heating
. I i

{a)Conventional chemical experiment set up

(7) Percolation leaching (8) Separation (9) Condensation

(6) Mixture Reaction

(b)New chemical experiment with microchannel chip

Fig.1.4 Conventional chemical process and micro chemical prosess

WT T AF v 7~ A7 ajiksF 7
BUIE, 77 AF v I~ A7 aififhT v 7%, FHEEIC L 527 R&AE
PEINFIRETH VD, W THBROMKT v FITHRA S TS, BlfE, 77X
Fo o~ A7 aiiihTF v TOREBAEICHND@HIE, HiEGLT ) a2
B LT, 74 NIV I7 I 70 5T LEN TS, £O—fFlE LT, Fig.l.5
R VVANMIED T4 MY VT T 7 sV~ 7 vl T v 7R 0
AT AR OO % SR

(@) Si V= —TMETS.



(b) Si ¥ = —/~ BT Cr % piiid 5.
(c) VYA NEBA LS ED.
(d) ~A 7 BifiEDOLAT T hRE =V E/E L2 7+ b~ A7 2RV, SE5MR

AN 5.

@ HIEEHADL YA FERVRE, Tx—nLIZVY A MRE—2 BT 5.
) ERETyF 735,
(g) VYA MEFHBETS.

Fig.1.6 |2, 77 AF v 78~ 7 afilkF v 7O—fHlL LT, ~VATTF
v TRt T ANV AT Ty T, MRE D DR E MK A EREL L, pH,
Nat+, K+, Z/va—=R, RFEFZBUM), 7 L7 F=r R EDRFE~—T 2K
- BRI L C, BEEREEZET 5T v U AT A THD. Figlb [T ~L
AT F v 7NE, MEEOK TIRICEXIRIEIEOF) R 7 ERIT TS, Fu7
SVCAR 2 7 R B A B2 A0l U Cl A ISR &, kA U FRA L7 EARR 100
um FREOWHIE ITIEASND . 20k, Fv 7 ECEODBEZTT > TEZ g
PR (A A 7 T EEAT LA 4V BUSERE N T P A Z(ISFET)
IZHALT, pH, Nat, Kt A A ZWETH. ZOTATLEZMHNDZET,
EETHEE - GBICMEITEITOENTED. L, ZOF v Fi3fEn
BColD, M KEAEERFTRER]IES AT AR KRD LN TND.

)T A~ A J a kT v 7

TIAF w7 MO~ A 7 afilikTF v X, AT, KREAEELAIT I F
NTE, ENETIZHmL 2, HT7 AL RS 5 L mtEE, SRS, SR
MRS > TND. @IROMEAE LB L T 2 FOMEEEIT 2 HaSe, AEAI%Z
WD BURR, R — Bl &, e a0t VT8l 417 5 581203,
HI7ARD~A 7 afifhTF v TRNEL 2D, ALFEEROE—I—T7 T 22

-6-



WZCHWHITWD AR VEERE T 7 AL, EWE - iSRS ICERLTBY, <A1
JajikF v 7E LTHWLGEAIZE, todatEnmm<, RN EFIH L
BHNES TH Y, BRUKEIE W2 BT 5 BRI, BERIREBRDPLE L
THRAET D720, WMERODBENIERIITX 5. BT A~ A 7 ks v 73,
TIAFy s~ 7 vl Ty TR LRI, T+ N YT T T 4
WL T T\b. Figl7 (2, A7 A~ A 7 ok v 70—
LT, BE—XgHEAv S T v TA L) T v HO~A 7 aiiikTF v 7
OO BB IO AZ R, A L T A TR EOPUR & 72—
t—DRUEPEE o THEEGT 2 4 L 7 B DRSO EW Ay T-ike 2 R A L= %y
MiETHD. BFEII~A 7 uaZ A —T 1L —FEMENLRY v—BRGROR
MR D D MIHURIE R 52e) 2 B EL Lot 225, UG KRFRELHE S,
HEL~DRENRD HTWA. Fig 1.7 IR T~ A 7 aifiikF ~ 7 (70 mm X
30 mm)iE, SOGEEEEME D7D, HE 100 pm OGRS AR Y ~ — RO HkL
F(E—R) &AL, £OXRE TR —HFUASISZIT . F/z, BT AEMICE
—AZMEX LD DT DH LRGE S 90 um)DOREEZ LT\ 5. HIESRY % E
BETHHMTL— B ERWS720, ZOREKICE, BFHEEDRDRL,
kG L DR DS W RE 72 T T AR SN T WD, T O D K 9 7eBeE
DHLWEREE, 74 NV YT T7 4 FXTHE, ZBEEOT TS RLETH
D, BEHEAEICELS D, Tk, RYEMMOmEHE 2GR
HREBRENARD TN 5.

112 A =H)N « YU I T 5T 4 FROBR
(WVIERD~ A 7 ik T~ 7 M EE 1k

~A 7 uitiiF v TEMOREIZE, FEFRE T v A THOOND 7 4



I
== ) = )
(a) Grinding (b) Cr under-layer coating (c) Photo resist coating
- ) ] )

(d) UV exposure (e) Developing (f) Etching

) = 4

(g) Photo resist removal

Fig.1.5 Manufacturing process of a micro channel die by photolithography

Reference electrode

Positive electrode

Negative electrode

Injection needle

A U-capillary column
Electroosmotic flow pump

ISFET: Ion Sensitive Field Effect Transistor

(a) Photograph (b) Schematic view

Fig.1.6 The plastic micro chip for healthcare chip

70mm
|> 30mm
;_;i)'etectlon Outlet

' " 100pm
Polystyrene beads(¢25-45um)

Inlet I b r'rl\
=
;

(a) Photograph (b) Schematic view

Fig.1.7 The glass micro chip for immunosorbent assay
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NU YT 7 4 BB —ICANLITWD. 2T, FEFICHMA T %
192 EMARETH D, LinL, TRENZ W0, SREWEHRNEWV &V )i
5. Flo, 7+ NI YT T 7 4 %2475 BT, AOIRAR, IREOZEE
MM AZ DB o DT, EROWH7 V— 2 b— AORE « #ERFIZZ K=
ARNBRETD. £, 7 NIV VT T 7 ORBAHEKLEMTHD.

AW TIL, ~A 7 vk TF v P2 (K2 2 h CRFFMICRNE AT e 780N T
B L CRRE 21T 2. IR E O 7D OSBRI TFE L L TEX LN
JitE%, Figl 8 1Tmd 20 2Bl T HECH B 23 FTRE 22 fie /NI T AT
WZEV, TOMITHEOHEKREZ~ vy B 7 LTINS,

BE, ~A 7 vk TF vy 78RO T, — i RE ARG TRTHWLND
TA MR T by F U T EHEDEE T A NI YT T LI ER T
5 IR T LIS, v A 7 a i IER S 2 10~% 100 pm F2E OMAIE TH v,
7+ N YT T T 4 TINLARERY A XD 10~100 (ERREDIRS TH 5.

—J7, ZOWRESD~A 7 afilkz RN TE D REEOBEWINTEE LT,
~A IV T A7 alffflie EO~ A 7 aEBIN LA 55, Figl.9
2, ¥ 7 STy FEROMTIfEb Wby F o7~ A 7 afgnLT
DI EZRT. =y FUTITREEFEI vy b=y F U 7L, RGO T A %
o oAy F LU Indsd. Thth, FhHhoyF 7RGy F 70
2FEN DD, FHMET y F 7 TlE, HERETHERS AR CHETINLE
028, O)&(MITTT LI RHEHEREGEOND. £, FIAZyF 7T
I8 L CREICA 4 250 2 EERE T v F o 72 L0 )R
THEEZ, vy by T U 7T, =y F U7 HEORSEGEEZRH LR
R y F U T TR TERIEEZ ZNENGEL Z ERARETH 5. N L
([ZFBWTIE, LREOEHIRZ D F EHHM T SN 5720, FlZIE, R—n

9.



T RINEHWTOHBIELZ, A7 27T RINVEHWTHDOHERIEEZED
ZENTE D, ERATRERIED 2 r— B LT, /T EZeI0 pm D=2 N
INABLEA=INLHRESNTEY, v/ 7 LTryoy hmyF 70O
Koy e, RIA Ty F o 7 O—HEREDAr—/LTNMLNARETH 5. ML
FIZBE LTI, RIA =y F U7 0B&ERT nm/min, YTy Ty F U 7 HRHEK 1
um/min F2ETH DL DI L, ~A 7 BN LITERE SRR S X 22838~
100 {5 DEE THREMLNITZ D EEZBND.

ARBFFETIX, ZO~A 7 ol T C~A 7 aifiihF v 7&B &2 N T3 5 Hik%,
WRkOT7+ NIV TT7 40 FRICKH LT, AA=Dn-V V7T 7 ¢ R EMFRT

L. ZOAB=AN VYT T T 4 GRON, @ROIMTITEICE L THET 21T -

10um

Size and accuracy I
of microchannel iYAG laser i

lum

?!51 SR

| EDMI(WEDG:Hole, Shaft) |
!' Electroforming ; |

---9--

100nm

Excimer Laser
Lapping
Mechano-chemical polishing

10nm i PVD-CVD i

EFocus ion beam machining |

Etching
Lithography

Removal scale unit

STM EDM: Electrical Discharge Machining

ALE LIGA: Lithography Galvano formung,

Abformung

STM: Scanning Tunneling Microscope

ALE: Atomic Layer Epitaxy

100pm L1l L L 11l I T I I WA
100nm lpm 10pm 100pm 1mm

Size (Hole diameter, Shaft diameter or Groove width)

Inm

Fig.1.8 Positioning of micro patterning processes
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Size (Groove width) [um]

0.001

i
C

| 1
E : Wet etching i
it | e
g R B
3 —
9 —
o
& | (c) Anisotropy etching (wet) (d) Isotropy etching

~ (wet) Machining

1000
1

—————— — — — —————— ———— s e ]

(e) Ball endmill (f) Square endmill

Fig.1.9 Comparison between etching and machining process

Q)~A 7 a BN TIC L D~ A 7 aifiikTF v 7 &RRE ik

~A 7 aEBINTIE, BUR, T4 =B VDA Y = T BSOS
T, YU RO~ A 7 a kb PP, AV ey TV ED
UL PNZHW BN TWS., TEE LTE, BNy —/L(#k) & BT EER),
E£290.03 mm £ TOMEAER T FIAEZRIELTEY, TEZP0.0l mm D 1
BAHEFERTATES P FIABEBINTWD, A 7 oL T, v A
JuafitikT T ERETHHIELE LT, T AF v 700 T RAEOFIRT » 7 FEMN
HEZNMLL, ~A 7 0ifihF v 72 AET L HEGZEZ NS, BERRIEE
W E D, KT v T ORFERREHART H7oODTEy R r M A BV
JREL LTHIZENMTDIR TG P23 il o 2 b3 < REAEEZITH 2

-11-



LlxTERY. —F, WMT A ROREAELZBANE LT /A7 R
V757 4 PVEORENRESNTEY, #1100 nmx200 nm OFEFRAY 1 um
R ORIE TSI L TSR E2 SBEREIC L 0B LoD Z L BRHE ST
W5, Ry R RE PIRAEE PO K 2 ERIBIROEET b ATRETH B .
AWETIE, ~A 7 vl LT~ A 7 ufiikF v 7&MAZ T L, 08z H
WT, v A 7 afitihTF v T a2 REAET L HECE L TRET 5. v 7 2iiikF
v TR h~ A 7 o BN T CRLET 2R R A LU FIORT.

(a) @RRLE TREN D2, BETRICET ML R H7, BYE

HIFOEME D FRETH 5.

b) ~17uI—U27, w47 afffliicHWLIT#IEL, 7+ )V TF77 ¢
FHROBGERE &, ZTh 5.

()% A 7 miii ECIXREIRNNIC X DM EBNT /2 D72, SFUFEED ]
AN EL RN, 74 N V7T 7 0 FRTIEEBNE e, Hx Al isw
PR 218 B0t N SRS O M LA TTRED V), Ui ME O HiIE1 A3 7T AE
B 5.

(d) 74 bV Y7 T77 4 FREW®AN, GRUNTROENIRE- 27V — 2 EOEH
WEGTHD.

() BEBEABED 7+ NV V7T 7 42K HILHEE L WE&RIBEHT & H 7]
RELEEXOLND.

TIAFy 7B~ A 7 vk Ty T ORIEHERIC WS, IMEMEICENTZ AT
> U AHHSUS316) R O LA FICHI 5. Fig1.10 12, ~A 7 vk F v 7
SRIOM T TREZERT.

MOIZ, (a)FRREEHSUS316)ZMFEE L, RIZ(b) LEALGl mm LLF O~ K
I~ A 7 RI)b, Fig L1l (Z—BZ2 =42 FHv TRl 2 I L THIE

-12-



WERIEL, TORENIELIZMMBIRO Ni A X U RGREZRIED. 74 R
V75T 4 AR TR HIRIC D RN T2, &N 2 2 k& &R L, AR
MZEMTE D, TDD, kO T7+ N Y777 0 FRE N, Hix RPN
B— R U TS D BAENRS L7 5.

F72, OITBWT, @REREZ, HAF—ZRELYBRICN T2 &
T, Ni 24 RETREZER LT, @RERRTE5. £/, @BRO~A 2
2HATF v ORI PP L ME SN TRBY, HBINTT, &MAEENTT5 2
EHAEETH D.
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Fig. 1.10 Manufacturing process of a micro channel die by the micro milling

Fig.1.11 An example of micro end mill
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Fig. 1.12 Form of a micro channel
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Fig. 1.13 Comparison of recommended cutting conditions in 2 tool makers
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(b) Worse surface roughness on
side walls and bottom surface

(c) Deterioration in channel sectional area

Fig.1.14 Research subject on micro-groove milling
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Fho1/10 BEICHIEAEE B2 65, L, ZohRIciE, MEmERKEZT
9 Fig.1.10(b)D TFRIZE T, Fig. 114 [T ERERH H. LLTFICA T =H 1 -
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VY7o 7 4 SEFROBRRSHREE R~
O HEA Y DI

T NV TTT7 4 KT, o F ok, MRS L Si K
WIS CE 2208, HMIBN TOSAE, BERBIZ S ML Th b0 »1,
BRI DBBET DL, ~A 7 vk TF v 7 ORE TRRIZB VT, MOl 2
B LT L— R =T 2 TENDD. TORE, SROEREHO /Y 33
T DH~YA 7 viithT v FITIFE I TWD &, A ARARPEZ S, ZoMEY
FRT D72 DIT1E, SRS TRRIC N BRELRZMINT 2 0ER’ S 5. MAEE
AU OBREHFIEL LTS, BIAITER Y B SOHENRT 550, ZOkkE
TREOMMZEY, SRREEAE Y, MEa X AN 5. UkoZ &
NG, NYOREZRIMERT 5 Z ENERENATVD.
O - Al OREH S oM k-

7+ MUY T 7 4 F TR S AVZIEE 100 pm 2 ORGIE ORI - K1
1Z, 0.5 um FEED 5 0 BEAETHENZ N Y. —F, BN TICX > TER S
NHREMSIE, =2 FINVOYINAHATBIRPERE S, £ORE SITIMLEFIC X
DWEALT D, RIFZE TG E Licmy RINVNMLICE T 2HmEH 0T VA
Fig.2.1 |-, = FIVINTLIZET HifEm O Hamm i 1302 1), Mmoo
AL S 1IN Q2-2) TRO LN DHEIT v 7oy MAl, —iFZF T T M. K (@2-
DEY, EBEEHOMHmEAIIE, 1 AYTVEVESz ET0LLAICIVRESN
L. T LAMNEAmE S DOENORKT M) (T2 KILVOUINHARRICEY E
F570, HEmmEmAA S, 1 AEZV XY & Sz AL TET S, L, E
T CiE, THER, TEEERSICED, EONRdn»LARELT L0, %
BRoFREMHI ITHEwmEMS LB 25BZ2 000, REMINERTLE, v 7
PN OIRIR DN EZLET 2 B2 N5, KEHI OM ERNKLETHS.
F 7z, BOMIE ORI ORI X &, Al 3R i S E T B E
THLZELITRWEETH D, £ 2T, MWomiEAIE OZ L S 2 E w672 I E J71E DB
ENMLETHD.
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@ W AE DML

T OWWEREN T D L, ~A 7 0 i &2 ML D IRIEORENET S, 7
+ "V Y7 T7 4 5KTIE, 74 b~A7OIRE T v F o T, YR UK
FEOBWITEDTEIIRE 1S5 Z L WARETH 528, M LTI LREOERE, K
H, 2%, TERENREDY Z2EICX0EFERIIE s s. 22T, b 2 T
HMLEMEOBREEHPLETH S,

Feed direction

Ry, (side)

————— Path of edge!l =+ =+=-=Path of edge2

Ry (bottom)

Ru(bottom) =S, tanf « v v-- 2-1)
S 2
R, (side ) = +2 ..... (2-2)
S(r +—S, J
T

Ru(bottom): Theoretical surface roughness on

S.: Feed per tooth [pum/tooth] aroove bottom [ym]

0 Concavity angle["] Ru(side): Theoretical surface roughness on

r: Tool radius [um] side wall[pum]
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PLEDOBEICK LT, RETIE, v~ 7 v FIVINLIZET D05
DI IAG I T T B = a3 5.

2.3 KREDOHE
~A 7Ty RIVINTICET 289G 1307, LR FORER# b AP TH
L. £TT, AETIE, v 7 RIVINTOUAEY, EEmEmi S,
URAER & W o T HARPIN THRHEICE LT, IR TO~@0 FNE CTHEBRIZHE!
ATV, I TEMEORER 2 ERT 5.
ORI 31T 2 FAHIIN TR
ARFFECIE, BIHIEREE, | A0k &, sy mbhAs&oM TR, Y
71, WEEm ORI, NUIEAERE Vo IR TR EIC KT TR
WTC, ZTRENERCHELZITS. £z, BURTITE &N I TW2RWIE
MimREHSICEL T, MEHFEEZERL, MLETEOZEEZR ENTT D.
@UIAIRRE L 5 T REREOHER
OQOFRNCFESE, NUREOHEN FIRRIRFMET, ~ A 7 kT v 74
RO TA I AR B 7o U HI BERfE L=20m & TiElfpeblEl L, T HEEFEDRRIS AT
REZR N LA 2 HRET 5.
@~A 7 vy FI NI TOMITRNEIC IS N TABERE# O ER
D, @THFEMAICKESE, vf 7y RIANMTIZBIF AN RERL
T HEEREDOARIRAS FTREZ2 N LA OB EFR S 2 AFRL L, = OE A FERET 5.

2.4 A3 KON T4

Table 2.1 (2R T M THIS KON TEGEEZHWT, ~f 7= RIAVINTLE{T-
. INTREIZIE, Fig2 2 \IZRT/NENC 7 7 A AN TR HRERTRL MCX-01)

ROV, XY-ZEOT =7 MEn—7—RZNE ) =T E—ZEE X THY, &

fie b A e —2 100 mm, f/DOMREEIX 0.1 um THDH. F7-, FHHZIE, Kavo

ORI A 2 BV Typed041 % FAV V-, F KEHEE 1T 50,000 min™ Té5. Fig.2.3
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2, MIEOM A RT. BT 5~ 7T RI V% Z 5 aIc AR &
A FTUNAL, IO T —7 V% Y B MICEY, v~ 7z RIVINLE
179, £ TH, IAMATL—a2=y N "—a A MD-1)ZHV, YIHITK
fiefs 2 X v & UIENE (K B 21 mm’/h) 2 " %3 %5 MQL(Minimum Quantity
Lubrication) A5 77 A ERH L, 10 HAZED 1T bivic =43 @) /15 (F 2 7 — il
9251A) CUIHI I DRNE ZAT > 7= #HEHIMIZIX, BRI AT L, SHEE

CEDREAPEZRAT O I2OIL, v A 7 viithF v 7 OSTRICER S DM, 38

JEIBENT-MENCTd D SUS316 &l L 7=,

Fo, ERITHEND, v 7= RIANMLIZENT, 1 HYVEDE S|

B AN T D ERRAURS EE GEFRIIR) DMIE A 1T > 72, Fig2.4 12, BIHIH
EETR Yy o 7HORARY OFFRZRT. ZOKNG, TRy 7 HOENL
[0 1%, T EA0.5 mm TUIHEE 16~78 m/min( LA HAEL 12,500~50,000 min™)
IZBWT, MIRET02um AT ERIFTHLEERD.

wiz, R T EOUINAFIRE, Fig2s (Ond a7 4 — B VEEMEE (L — P —

7w 78 H-120002 HWT8IZE Lz, UIHITREIZIE, THEA90.05 mm, ¢0.1 mm,
$0.5 mm D _MHN AT =T =2 RI V(BN — V(BRI Z vz, Fig2.6 12,
$0.5mm O THFEDIEREEART. THME KR ORI %Z Table 2.2 12577, TH
OME IR B A4, = —T « > 7X@ A O TS5 L 7= TiSiNGT, ik
FRTNA30°, T<WATe, TMhLASTHL. £z, LESEAHNOUIN AT
v Y R OPEZEATo T Bl A= > ¥ R JIED—Hl % Fig.2.8 12, T.EA:$0.05 mm,

Table2.1 Experimental equipment and conditions

Machine tool NC milling machine (MCX-01 : WAIDA)

Workpiece SUS316 W4xL20xH7 mm

Tool Carbide end mill(¢0.05, 0.1, 0.5 mm 2NT : Hitachi tool )
Cutting speed V:  8-79 m/min

Cutting condition Feed S.:  0.5-10 pm/tooth

Axial depth of cut 4,;  5-200 pm

MQL equipment (MD-1 : EVERLOY)

(Flow rate = 21 mL/h, Air pressure = 0.1 MPa)

Cutting fluid (Unicut jinen MQL : JX Nippon Oil & Energy
Corporation)

Lubricating system
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(Unit: mm)

Fig.2.2 Photograph of NC milling machine (MCX-01)

Spindle (Max. speed 50,000min™")
Lubricant supply nozzle

Tool

Workpiece(SUS316) -

Dynamometer
(3-component force sensor)

Fig. 2.3 Experimental setup of micro end milling
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025

?)

Spindle run-out [pum]
o

0 20 40 60 80 100
Cutting speed V' [m/min]

Fig. 2.4 Influence of cutting speed on spindle run-out

200mm

|

Light equipment Microscope

a objective lens

Fig.2.5 Color confocal microscope (H1200 ,LaserTec)

Table 2.2 Tool material and shape
Tool material | Carbide
Coated material | TiSiN
Helix angle 30°
Rake angle 7°

500
= Concavity angle | 5°
Fig.2.6 Micro end mill
10um /
/
/
P
/’///’
Cutting edge R
— ]

(2) Cutting edge image of (b) Cross-sectional profile
confocal microscope of cutting edge

Fig. 2.7 Measurement of cutting edge R
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LA
1

n=20

o
T

a2
T

Cutting edge R [am]
(3]
HOo—

[e—Y

_55

0 0.1 02 03 04 05 06
Diameter of tool [mm)]

Fig.2.8 Distribution of cutting edge R

$0.1 mm, $0.2 mm, $0.5mm D A7 =7 = R I )LDYNHT v R ORIER R %,
Fig2 8 IR T . 4FEFH 20 KD~ A 7=y RIAVEFHELZ. ZHUHDRMND,
PN ATy Y RIF0.6~39um LIXHOETRH Y, TEENNIWIZE, U=
vV R B/NSL RLMARRDOOND.

2.5 PIEREE R L OGE

I TN TR E~OREZ RETT 2 72, ML OEIEI), YIH| S -
IO - I OREH S, HEH Y OREZIT 7. MEEE R L OHE
FIEIZOWTLLUTFIZART.

(1) GIHEI75HE

FEBRIZ TN TR T2 o0 e K [BIHR 500X 50,000 min TH Y, 2 = RIv
rHWIzSa, I 2L OHRADIHIE RS 1670 Hz, 1 A O K OUIHIZEHE)
2B L Lo LTS, T 0EEOEREE TOAMENLEL LD . 2L,
TR O GIHI /T RELEE Tix, 1 AL VORI ORER#H L. £ 2T, mWERE
ZJETE /OB ERE (A T —# 8 3 plisr 1t oY 9251A) &R R
MAATE Fig2.3 IR TOIHIDHIER EEZRIEL .. ZORERRORIEM, HE
IRENE, WA Table 2.3 127”89, £72, Fig2.9 (2, HEIMLTEOUHIET VAR
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I XV iE F, Whima 1% F, MEIZEATT 25O NE F.E L, Th
53 ERE L.

Table 2.3 Properties of tool dynamometer

Calibration Natural frequency Damping ratio
x: 0.18 V/N x: f=11 kHz x: (=5.4x107
y: 0.19 V/N y: f=11.5kHz y:  (=4.6x107
z: 020 V/N z: =27 kHz z: (=1.8x107

Tool rotation

/’

NGt -
: I
G | ‘I >
T * e
”
“-__ _,“
Workpiece

Feed direction

Fig. 2.9 Definition of cutting force component

100mm
<>

Motorized column

Traversing unit

rrrrrrrrrrrr

Fig.2.10 Surface roughness measurement instrument (Form Talysurf 120 , Taylor Hobson)
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(2) i S HIE

AWFETIE, — AR~ A 7 aiithF v 7OERmMMAS L RIF L RDREHAS 0.5
umRz Z HFE & LTV 5 IEIET ORI S 1, Fig.2.10 (2R3 st AR ml < 5H(7
—Z—7R 7 8 Form Talysurf 120)% i\, I T U721 % T H26 0 5 aICHEIE L=,

Q)EJE RN U AR DOHIE

PN AR BT B L IO N T 4% o BRI A i & SEM( B 7 B4R i
S-2380N)IC L W BIZR L=, BISERO %, Fig2 11 [T d. e >V ick s &,
S FIANCFEAT B8 VAT, WG AT AT 230 O35 Z & BB ST
WhHTes, 2T, AN & Rl bEE L. IEOUIANEE B 16 23N Y g
A DR A/B=]Y [HiFE Br) &R T=. £, EHRGAETAY ZERERRE/RN
Umfgkt 5 %A T2 BIEEE L7z,

§ B

A
| -4‘/ \~A
N

R\ 4 B

200um
>

Fig. 2.11 Photograph of burr
2.6 SUHIFIEAIZ ISV 2 0N TAFE

v A 7 uxy RIVOMLEMAGEOM LEE~DOFBOMGFHIEE L, (X U HIZUIH]
WEEV, 1 NM DR &S, Wm0 iALg A, 22 2T, MLYHICKIT 5L
Sl LN TR E DR B A 4R L7-. INTIZIE, JEWEIEEERFE A5 570, LA
0.5 mm D~vA 7Ty RIVERAWE. 15450 OUEIERLIZ04 m TH

BN
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5.
(1) YIHEEOUIEI S, IKEOREH S, AU RER~OPE

1 MYk &S, % 5.5 pm/tooth, 7 MULIAZL T 4,% 10 um & —EIZ L, GIHI
W V % 31 m/min 25 78 m/min £ T X CEHUIHISG ) Fy, Fy, F., &RESH
S R, NV EFEE B, Z2HIE LT,
(a) CIHLEEE D UIHIT)~0D 5%

Fig.2.12 12, YIHIEEEE & OIHI ) O BtR & ~d. BIHIEEEE ¥ % 31 m/min 225 78
m/min &IMSHE TS, BIHIS ) F138 0.10 N, BIHI43 7] F, (3% 0.06 N, HIH|
371 F 3 018N LIEIE—EThHh o T-.

(b) BIHIREE DR R S ~D %R

Fig.2.13 |2, BIHIHEE &S ORERH S OBRZ =3, GIHLEE V % 31 m/min
226 78 m/min EHPMEETH, EmMOREI S RATE TES RN H 5
25, GIHNREE v & ORICHRVABIZER O e,

(c) LIHIHEE DN Y B B~ D

Fig.2.14 1T, OIHIEE & AN RABORERRE T, ZOMBEND, KRER
DOFRFHANTIL, BIHLEE & XY 384 EICHE 2 ERNIERD b ivZewny., 723
HFELLIL B, =5 % &, BABEISIEVMEN S Hivie. £ 72, Fig.2.15 I BIHLEE V=31,
79 m/min (2B DNV BIEFELZ R, GHBEENK 2 f5&72->TH, NUD
FAMRBLUTBAE 22 B TRE D H 7R,

U EDOFERNS, CIHLERE V O¥INIEIAIT) Fy, F,, F., BEmROFREMES R,
NS B I KREREEE RIS W EEZD. £ T, AW TR, @R
72N TN AT REZR BIHIEEE 78 m/min ZER M 5.

(2) 1ALV XY BEOYHIT, KRS, NUREE~DRE
BIHLEREE V % 78 m/min, S5 MITNAT A;% 10 pm & —7EIZL, 1 YD EDY
& S, % 0.5 um/tooth 705 9 um/tooth £ TE LI H, 1 HH Y EY ENUIHI), K
mH S, NUBAERIIKITTEELZRET L.
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(@)l AL DEY
2, 1 HEY %

F %1 A%k
L%, BRG] Fyl
FH YLD &S, OENNIZEN,
PHCIFA 0.11 N &1

BOYHI ) ~D 5%

Fig.2.16 (Z

F—EE7D.

0 & LUEI ORISR A R,
D& S OHEINZEVEEI L,
IR LTIk & 22 ki

ZoXXY, GEIGT
S.=9 um/tooth ® & =9 0.20 N

IO LR, YIRS ) Fid ]

S=4 um/tooth & THEAN L, S.=4 um/tooth D

025
O F, ~F, OF Feed S,: 5.5um/tooth
: g * Edge R: 3.5um
0.20 | Axial depth 4, 10um
&
& 0.5
8 Y
=]
g
5 010} O——O0—-—0—
&}
0.05 | A,/A‘A—"’A
1 1 1 | | |

0
20 30 40 50

60 70 80 90

Cutting speed ¥ [m/min]

Fig. 2.12 Relationship between cutting speed and cutting force components

N
n

»
o
.

—
w
T

—
(=]
T

A/ﬁ\ﬂ/A

Target: 0.5umRz

g
W

Bottom Surface roughness R, [pm]

R, (bottom)=0.44um
0 1 1 1 1 1 1 1

20 30 40 50 60 70 80 90
Cutting speed ¥ [m/min]

Fig. 2.13 Relationship between cutting speed and
bottom surface roughness
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Fig. 2.14 Relationship between cutting speed
and burr area ratio



200um

(a) =31m/min (b) V=78m/min
Fig. 2.15 Comparison of burr at different cutting speed

(b) 1 N4V %0 BOREHH S~ FE
Fig2.17 12, 1 W% k0 & L IKEOE M S OFRZ /R, {EIKEHOH iR
ML S Ry, Fig33 1R L2 L 91T, Ry=S.-tanfL 1 YV £V & S, (2B
T4, BIMTICENTS SO, #8014 %, £72, S=1 pm/tooth (Z
BT, R SIEH 0.7 umR, & FHEfE X 0 B4 5.
()1 NHVEY EDNY FEABE~DE
Fig.2.18 |2, NUFABENORD T ANVEELE, | AH0EVEEOBRERT.
ZOMNG, 1 ABOEYEPIEINT HEANVFAE IR THIEN 00D, F,
S.=3 um/tooth FiPH C/RUMFELLIL, 9 4.7 %& BEEEZ ETHZL083bins.
Fig.2.20 12, 1 A%ViXD & 5.=0.5, 9 um/tooth TOHHIM ORmBILZE HEZRT .
S.=0.5 um/tooth THAL TU=/\UD3, §=9 um/tooth TIZFAA EFRD LI/,

UL EORERNG, 1 HB0EDEXEINTHE80H1 7)), KSR, U A s
IR T AEENCHDES 2D, £T2, Fig2.17 O KESHE R, OBMEIAE, S=3
um/tooth Z 5\ 8720, S, =3 um/tooth D% PH CIX LR EHLE Ry, OHENNEIA UK
EMODD. ZHIT, Fig2.18 KO NUERE L S,=3 um/tooth T TREMERL, TDHIE
E—ETHDHEE D, ZTNOLOHRE, U NTyY R OFE 292 PDchs, ok
BCHERLIE~ A7 RIVOUINHATYY RIX 2.6 um THHH, 1 AHBVEDE
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20¢

025
-o-F, ~F, O-F, Cutting speed F: 79 m/min
- ' Axial depth of cut 4,4 10 pm

0.20 | Edge R:2.6 ym
&
8 0.15 |
£
g
g 0.10
Q

0.05

0 2 4 6 8 10
Feed S, [um/tooth]

Fig. 2.16 Effect of feed per tooth on cutting force components

R,=0.0835z+0.94

40

30

E

& L)

3 X

¢ o

£ .5 -

g 171 R=0.2882+0.37 =

o =-

2 E o | B,=-9.2S,+30

& 10} R,(bottom)=0.09Sz 2

= ©

2 e 2

g 05 | _ ////// Target: 0.5umRz é 10 B=-0208,+4.7

jg — - / Target: 5%

- T ‘HEFW - S
0 2 4 6 8 10 0 2 4 6 8 10

Feed S. [pm/tooth] Feed S, [um/tooth]

Fig.2.17 Relationship between feed per tooth and
bottom surface roughness

N

N

200um

<>
{(a) 5,=0.5um/tooth

Fig.2.18 Relationship between feed per
tooth and ratio of burr area

| ]

200pm
<>

o~

(b) S,=9.0umftooth
Fig. 2.19 Comparison of burr at different feed rate
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Temperature [° ]
190

122
X[mmj

(a) Analysis

1.0 0.8

0.6

04

1.6 14
Z.02 i
g
@]
€ 0.1
g

0 0.1

03 04

Time [ms]

0.2

Fig.2.20 2D analysis by AdvantEdge®

Table 2.4 2D analysis conditions

Y[mm]

Material of work piece SUS316

Material of cutting tool Cemented carbide

Height of work piece [mm] 02

Length of work piece [mm] 0.8

Cutting edge roundness [um] 30

Rake angle [deg] 7

Relief angle [deg] 15

Length of relief [pum] 375

Length of rake face [um] 75.0

Tool maximum mesh size [mm] 0.1

Tool minimum mesh size [um] 3.0

Coefficient of friction 0.8

Feed rate [um] 1 2 3 4 5 7
Cutting width [mm] 0.5

Cutting length [mm] 0.9

Cutting speed [m/min] 78

Analysis mode High speed mode
Maximum element size [mm] 0.1
Minimum element size [um] 1 3 3 9 9 9
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Cutting force F,, [N]
o o
(a8 ] W

e
—
T

0 2 4 6 8 10
Feed S. [pm/tooth]

Fig. 2.21 Relationship between feed per tooth and cutting force (FEM analysis)

S:=3 pm/tooth DFEFHTIEEZNT<WABAMERD, IR O /=20 783
IMRELI2DHEE Z LS. Fig.2.8 X0 T EAZ$0.5 mm = FIUIZEITHUI Ny R
DI KAEITAT 4 um THY, NURAERZRISE, REHSOREZ A TEEE T 572012
(X1 AYYEYE S, >4 um/tooth OFLFH T LEMHEZRETHIENEFELNES 5.
F7o, WERORREHLE RACBIL T, 1 A%0%E0E S2=0.5 um/tooth (233 C HAZ R
HEALS 0.5 umR, Zfii &3228, ZORM T TIE, NUIBNRETDH. 22T, v A7/ajiik
OEIHIREIZIE, ®IDIZ, NUFEORIAN ATREZe, 1 4V KD & S.>4 um/tooth D54
THIN LEITV, NURBAEZE L7 EC, 5.=0.5 pm/tooth DZRMET, £ EiF N Ta4T
W, IR OR IS, NV EHIC AEZEZR TE5.
(3) I A= ¥ R OUIEI ) ~D %

AR L7z X oic@nHT vy R)=(1 HNHE VLY & S)&5E L LTI LEFE]
T 5. EmOERmMAS, NURBEROFET Fig2.17, Fig2.18 XVfHEHETE 5
5, BIHINN, YAy ¥ R & OBMRBARMEICIZRD by, £ 2T, I
a2 lb—3a Y7 b AdvantEdge® % AV, YIHIICRT 8N v P R DRE
AT L7=. AdvantEdge® D= RIVMLY 2 o bL—3 g UTICEEL, 2 %RkoT
BIHI TSR D 72, fRFTIRIL D —1B1 % Fig.2.20 1237
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A5 % Table 2.4 (2R d. I A=Yy P RIF3um &L, 1 AYVEVES &
1 um/tooth 7>% 9 um/tooth F TEAL X7, 1 HY 0 kv & L R KUIHID ORIR %
Fig2 21 IZR9. ZOED, 1 AY Y EY & S, =4 um/tooth Z8E & L CTHIHEISS /)
F, D¥MEIENELT D Z ENGND. 2T, ~4 78z RI 0T Wk
TOLEOEBREDEICE 2 bDEEZLND. ATy P R)Z(1 HY Y
BV ES + 1 umDOFEAETE, UEAT< Wl 2B, BEINBAEL, %
DFER, I OEIMEE N ET D B2 6 5.
(4) #hT )0 IAZEOYIAIS), RS, NUREER~DRZE

3.0
O-F, Cutting speed ¥: 79 m/min
25} A F Feed S, 5 um/tooth
_D_F} Edge R: 2.6 pm
20} x
Z sl
§ 1.5
€ 1.0¢
ah
£
g 05
Q
0 1 1 1 1
50 0 200
0.5} Axial depth of cut A, [um]
-1.0t

Fig. 2.22 Effect of axial depth of cut on cutting force components

2.5 40
g
= 2.0+ ey
' 230t
a Y
Q
5 A——-A/A\A\A\A/A i
g S 20|
=
g 1.0} ca
E Taget:05umRz S 10
et: 0. h= r
E 0S5t —————————————————————— S
£ Target: 5%
A R, (bottom)=0.44pm o
0 50 100 150 200 0 50 100 150 200
Axial depth of cut 4, [pm] Axial depth of cut 4,;[um]
Fig. 2.23 Relationship between axial depth of Fig. 2.24 Relationship between axial depth of
cut and bottom surface roughness cut and ratio of burr area

4D



200um

() 4,/10um (b) 4,~200um
Fig. 2.25 Comparison of burr at different axial depth of cut

UIHEEE V %2 79 m/min, 1 AV X0 & S, % 5 pm/tooth & —iEIZ L, #hH Y)Y
& Aq % 10um~200 um ¥ TEfb Y, UIHID I Fy, Fy, F., sRRKEIHMI R,
N U EFEEL B, ~ DR E FRIHET L2, ZORRELLTIORT.
(a) Hh 7 M GIA B E DY ) ~D %
Fig.2.22 (2, $i 5 WY 0 iAA & A, & YIE ) OBIR Z27~d. il 5 YA 2 B
Ag DI, GIEERRE SN 272, BRI F, BIEISY ) F) i34
SRIINT 2. LaL, YIHIS T FoUL, $l5muhAZ & 4, ORI MED
WL, w7 mUhAZ B 4760 pm THKI ON & 72 5. AZEERTIE, Fig2.11
AT L DITHIVIABRTT WD S % 1E, ROV IABTG WD 28 s LTS, Z
D NG, WG MELALE A~60 um 1T F, ® 5 D3] 0 AL T 0D 5
RNV AL TN L TV D EFRD.
(b) Hl 75 1A GIA A B DI TR D R IHHL S ~ D
Fig.2.23 |2, 7 MUNAZ & A, & IEJEm ORmH S OB Z =T, HKiE
SHL S R IF#ER S YA AR 4,10 pm 2>5 200 um F TH 1.3 pmR,, & 1FFE—
ETHD.
(c) Hh T IEYLA T D /R Y [HIAE HL~ 0D B2
Fig.2.24 (2, W7 mULAA & Ay &3 AR O BMRZ 7R3, #ili 7 m1B1A Zx
5B Ag ORI, AV EET I 2 @m0 b s, AREROH
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FHNTIE, BIEE B.=5 %%l e 3 5 O3l 7 mbiA & 4,10 pm O T
o7, Fig.2.25 (2, $li 7 MYA A& 4,10, 200 pum TOHLHIA D3 8 2355
RETT. 4710 pm TIHIFZEAENUFEDGTRD HILRNDS, 4,200 pm TiFEN
UDFAERNRDOOND. ZIUE, 7 MUHA S EOHINIAEWEIYJE RS540
THEOTHD.
VLEORER XY, Iy, N UREREMT 27201, S iAs &
whS< L, MEREBIORELZ/ NS TOMERDHDLLEERD.
(5) WA O FR AL S (ZBET 2 it
INETIL, A7 vz RUVIILIZET 29817, BERORES, NV #E
HAZBI L TR 21T 272, 22T, A £ THIFEIRE Y S TR VG R O3
FLSITB U Tt 27 9. TEIREC 100 pm, PRESHC100 pm ORGHRERE DR Hir S 2 fil
# SR SH CEBEIET S Z LIIREECTH H. 2 CTAMFIETIL Fig2.26 (IR
FRBREATV, WO ORI S ORE a1 T 7.

Too! rotation

Separated workpieces

Taper cl: i
with close contact v e g

Fig.2.26 Schematic view of observation method of side face

2 O PEHIRA R 2% 205 7 mm) %7 —/37 7 U ARRTREEL, D& Ay
[C~A 7 axy RIVTHEEIN T 2175 . = OREIM 22 58 m I I R B 4
ATV, PEFE A B SRR < B ST TSI 2 IR0 4L, TR LT3
ORIE B U, EORER % Fig2.27 (ot HOMEICIZ T AR ~—7 &
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Ex HIVH THEY i & EATRONGRPBIEE TE 5. ZOREROMREIZIES >E )
HoHN, UIEORUHNCELY, TEOWMEENLT-OTHL EEZ NS, £z,
ANPINEHNOM NEREN R G ST 2 B2 bid. £z, R EkonllEsE (e
JEHERL, NH-3S)Z FHVy, T HIX Y J51a & [FRRO AN ERm SHLE R ORIEZTT 72,
REHL S ORERZ Fig2.28 I~ T. LLEOHEZHNT, | MV %D &, #Fmuv
AT B DM ORI S I RIT TR OV TERIICHE 21T o7z, 72, L
HESFEDORBAEER L, 1 NI Lot THRZ V-,
(2) 1 Y 050 EOFERIE OR A S ~DR 2

Fig229 12, 1 NE VXY & S LiglmoRimi S Otk Z 7. YIHIEE /=78

m/min, FTMAIE] Y AT & A~50pum OFAFET, 1 FH 0 25D & Sz 4 3 pm/tooth 7

Measurement direction

- a : 100um
Esoun_:: Feed dlrectlon—b
Fig.2.27 Microphotograph of side face Fig.2.28 An example of side face profile
25r
-E- B Up-cut I+ Down-cut Cutting speed ¥: 75m/min
S Axial depth of cut 4, 50pum
& 20
8
&
g s}
g
@ Fracture
Q
£ 10f
g P
g ,"/ D
E 0.5 = . I:r_','::—""'
Rith(side) = S,%/2000 pm
| M fommmmmm == p===m====---- | i 1 1

Feed 5, [um/tooth]

Fig.2.29 Relationship between feed and side surface roughness
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251

Cutting speed ¥ 75m/min

— —A—Up-cut  ——Down-cut Feed S;: Spm/tooth
E 20}
=

(5]

Q

& 15t
L

=

w

=

S

w
Erof
)

=

e

g

8 05
=

D

R (side) =0.0125 pm

0 ittt - r-— - - ------------ 1 J
20 30 40 50 60 70

Axial depth of cut A, [um)]
Fig.2.30 Relationship between axial depth of cut and side surface roughness
5 10 pm/tooth OFIFE CHGMEIN T 41T >7=. 1 X0 %D & S=3, 5, 8 um/tooth ®
T CIETEICRE e KABITFRD S -7223, 1 HHV%ED & S~10 pm/tooth
IZBW T TEXE I A Lz, TEIZRENFEAE LT 1 MYV IED & S~10 um/tooth
DEMFZERFIE, 1 AHDEDE S AL T, EERmHSIZZETRID b,
T 7Ty M, By Ml B2 R=0.5umR, Tho7z. £z, FRIC LG
DIVABER A S &, R S ITIIRE RENRO LD, ZHud 1 HE VKD
B ST, TERN pm IHEDRRESHEEL WL EEZ NS, 20
F0, 1 HAH VXD &S DRI ORI S (TR S
(b) BTGV IAA B DOHEAE DT S ~D %

Fig.2.30 |2, $57mhAZ & 4, LR ORI S ORIRZ R, UIHEE /=78
m/min, 1 RV ED & S=5 pm/tooth DT, HlFMEID IAZE 4, % 30 um 225
60 um DOFEPHCZ b S BAHNENIN LA 1T > 7=, S5m0 AR 4, 32 L LT, ##
MIEH ORI IIZEZTBO LT, Ty 7Ty Mil, ¥y MilE HI28 0.5
umR, ThH-o72. Fig2.19 DFRAER LRI U<, FBRIZ L > TH DAV REM S & B
EHLSIIERE RN B DAY, SFMEIY AL 4, HHEIENIEOREH SIS IE
B % EUNYAY
PLEDORER LY, M OR M S IO LEF & OFEEIEE5<, R.=0.5 umR,
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ThY, HimHIS L RE<S<E2-oTWS. ZniE, 1 um LT TEEASNT
B OEBIEE, TEONERR YOS EREEDRRTHLEEZLND.

2.7 EUHIMERRIC A 5 T EBERE
2.6 f#iC, LTFIZRT~A 27 nxy RFIWZ X D800 ToUEIFIIc ks T %
INTRHEZ I SN2 LTV D,
(1) BIALEEE VIZOJEN ), RS, ANV EEICKRE REEE KT S R0,
)1 AEDEY ESBEDT DL, HIKEORTMAS XI5,
(B) (1 ALYV EYES)>EINHT Y Y RDOZETMT 2479 Z & T, NUREED
[RIAFRETH 5.
(4) Hh YA B Ay DEEINZAEYY, AU AN 268 mIcH 5.
(5) PSAMEMIE ORI S I1X, MLEEICEDLT, £ 05umR, THDH.
INDHORRERE X T, TEFMEZE LM LAMFORERH G522 %
HAEJIZ, BIHIRKRECHE > THEERE, ERmOREMHS, N EELEOHEBROHFHEZ

117~

2.7.1 EBRG&MH

~A 7 aiRTF y TSRO TS, SRELEIC B L IS UIEIFERE 20 m
ET, NUDORAE, WEROBND W LN NETHD. £ 2T, A%
T, MLRER—EOERNT, ATy R LV RER 1 AHVEVE S=5
um/tooth & L, #liJ7mIELHAZ & A, 228 0 S, YIHIEERE 20 m £ TUIAI 2 #ke L 7-
Yot O LAHrE 2 FEBREICHES U7z, BSR4 Table 2.5 1R $. 1 A D DY
& S. % 5 um/tooth, M THESR Z'%Z 5 mm’/min —7& & L, GIHIEEEE L=20 m £ THIHI
FRaATY, THERE, K@ SHS R, NV EEL B 2HE L. B TR
FEIZ, Fig.2.32 1”3 & D I LESNE AN ORKT 1 ERE VB % HIE Uikl L7z,

2.7.2 EBRERBIOERE
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(1) BIHIERE (0 5 THEROHES

Fig.2.32 12, YIHIfkeE e > TEEFIEOHERE 21, Z oK L 0 UIHIEEE O 4
TORFIZBNT L=0.4 m OFPHTHIBHEERENFAE L, T EIE F T h EEFEE
VB DN 2 Z L 23ind. £z, UIHIEERE L>0.4 m OFMHIZIWT, 4,720, 40
m [ FUIEIEREE L 2ME L T TREERNE VB ICRE & kiTR onewn. —77,
A~60, 80 um CTITUIHIEEEELS L=10.6 m (28T, THEEFENR VB N K& <L
TW5. Zhux, YIHIEEEED L=10.6 m T3 —7 ¢ > 7 OREENRKAE L2720 TH
5. —MIZ, L/D=0.1 L EOMLTIZEI Y IEOHFEENC L2 a—7 ¢ v 7 HEES 4%
DAFEAE LG\, Fig.2.33 ([ZUIHIBERE L=20m (Z81F D &5 T sbJE Nk i oo T A
BIREHZ Y. ZORNG S, BT MU0 AL R Ag DI, THEERE VB
LIS 2 Z L3025, FRZETRYNAZ & 4,60, 80 um DSMETIE, THA
AN Ta—7 0 7T OHBENRBEL, REREBEEIRBOOND.

Table 2.5 Experimental conditions

Axial depth of cut | Cutting speed Spindle speed Feed per tooth Edge R
Ag[pm] V[m/min] N[min™] Sz[um/tooth] [um]
20 72 46,000 5 2.8
40 39.2 25,000 5 3.1
60 26.2 16,600 5 4.0
80 19.6 12,500 5 2.1

20pm
<>
. N ﬁ

(a) Before cutting (b) After cutting

Fig. 2.31 Micro photographs of tool wear
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A=80um
307 /
25t
'EIZO_
= 'T A4,7~60um
= 15l
8
% 10
E
o

W

5 10 s 20 25
Cutting distance L [m]
Fig.2.32 Effect of cutting distance on flank wear

Fig.2.33 Microphotographs of flank wear

2.5
— 2.0
S
=
&
g 1.5
-gb A/20pm
e /
‘g 1.0 Target 1lumRz
3 A~80um
g
8
5 0.5 ~60um
M

A~40um
0 5 10 15 20 25

Cutting distance L [m]

Fig.2.34 Relationship between bottom surface roughness and cutting distance
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25

a\'? / \

< 15 AT A,780um

[+

[F]

E /

g 10 > o

2

i N _

= /O/ ol A=20pm A740um
5 O/ Target B, =5%
0 5 10 15 20 25

Cutting distance L [m]

Fig.2.35 Relationship between area ratio of burr and cutting distance

(2) GIHIHERE A O I O R ML S OHER

Fig.2.34 (2, YIHIMERCICE DI ORI S R, MR Z 3. ZO)G, bl

IR ROV R I S RAXIAD T 223580 S, YIHIEEEE L=6 m O T
A740 pm O TEMAFIZBNT, BEEE 0.5 umR, 272 LT\ 5. 2T BIEks:
(ZFE, A 7 eIy RIAOENPERL, ET 0 LANED Lizzw *T
H5.
(3) BIHIFkAEITE S N U R OHERS

Fig.2.35 12, GIHIAKGCPE D N ) I OHERB 27T, 20N G, NV migk
ITUIHIRkGE I PR, N A BImIch D L 52 5. BAE B.=5%% 2 LI-Dik
UIHIEERE L=0.4 m, $h5 MELAAE 4,720 pm DRIFEDIHTIH o7z,
VLEDFER I, AFEBRSEM T TIE 4,540 pm OFMET L=192 m £ TIEF 2T
MTE, THEREZKHTEXSEE45H. LML, NUmMELICEL TIE, BEME
B, =5 %% i & L7c DIXUIAIEERE L=0.4 m, )7 MYEIAZ & 4,20 pm OFEAFED AT
bV, BRDHNVMEFGIEOBRNLETHD.
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28 ¥ A 7Ty KINOMIEM4EDERERS
IHNETORFHERLY, 1 HYVEY & S)>EINHT v ¥ RO T/ 5
ABNED L, 7 mYNAR R 4,240 pm DO SAETIEL L=19.2 m £ TIEH 22001 LA
AEEEEAD. INOLOHAEZE LD T, NURAEL THEREOEHZ HAE L
TEIMTLEMED~A 7 nxy FINVOBRERHEZER L.

2.8.1 INT&EORERS
S FETOMRFHER LY, Fig2.36 IR /3Y FAEDKR & THEFEOMSH 2 B /Y
E LTt oEFRH 2 1Ek L.

1. Feed: S.=R /tan®
R.: Bottom surface roughness[pum]

0: Concavity angle[® ]

¥

2. S.[um/tooth]= Cutting edge R(0.5~4um)

|

3. Spindle speed: N=V/nd
Feedrate: F=N"-S.-NT
Axial depth of cut: 4,=0.1d
V: Cutting speed
d: Diameter of end mill
NT: Number of tooth

Fig.2.36 Guideline for determining cutting conditions

Fig.2.36 DN L0 EFINAZ LL IR

O BEREmKREMAI R, LETHLAOLD 1 NEVEVES ZIRDD.
Q@OEVHBELNIEINEV R ES.DUNNT Yy PRUTTHD Z & 2MERT 5.
© CIHIHEE ¥ & THER d 20 FEEEE N %R0, FEiEEE N, @& e T
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51 HNEVEYES, ETHAKNT »oEVEE F 25005, 5 muLAL &
Aq % TEERD 1/10 LT O TRIET 5.
FREOFNECEMRERE N, E0IEE F, S MULAR R 4, EDDH & T,
N SR, THEBEOKREAA ATRER M LA 2 E®ETE 5.

282 vA 7y RINVTOT A MIT

Fig.3.26 IZ”" ¥ L 912, M LEHORER#H 2 /ER L7z, T LEAZY0.5mm
T RIMIEDFERFEROBNLEEHLIZBDOTHD., £Z T, TRNETHDS
NIz, 67 5/MET o R IV Tom Al eEMEZ M3 572, T.HA££$0.05,
$0.1 mm = > R I /UZ X DPGHIEIN T217Vy, THAG0.S mm = FI /L& DhNT
FER L Ll U7e. T4 % Table 2.6 129, Tdlilalfistk N 2 00 THE O e Klnlds
¥TdH5H 50,000min, 1 ALV EVES ELTUE, ETEOUNNTY PR LY
HREEEZRH L=, F72, Fig3.26 XV, @iFmU0ALBEITZEN T LELE
D 10%E L7z, 184 mm OHHIRIZARETI0 R T DX T T 44— Fa 52T
HRN T ATV, (I ES)=(1: )DOEE ZNEERK LTz, Fig2.3712, ZD%EER
2B DHHIM O 27— VBRI K A BIERER AT, N RAERIL, %
NENERIFCB T HIERN R D 2 L A2BEL, YHIE 180 um X4 0 OFF Y
[HAE T L7, Fig2.37 £V, TEHZ$0.5 mm (28T 53V mFEIT 4.7%T, 2.6
HiCTOFERR L FKIC BIFEE B.=5 % &lie 5. iz, FTLEETONY mE%
9% & $0.05 mm, ¢0.1 mm =2 F I /L TONY EEIL, ZHE4 1,143 um?, 1,432

um® TH Y, $0.5mm =2 K I /L TONY EFE 1,650 pum> L D /N EWEE 2 5.

Table 2.6 Experimental conditions

Tool diameter Feed Edge R Spindle speed Axial depth of cut
d [mm)] S. [um/tooth] [um] N [min™] Aq[pm]
$0.05 1 0.7 50,000 5
$0.1 2 1.1 50,000 10
$0.5 5 2.3 50,000 50
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Feed direction

Feed direction
Feed direction

Burr area: 1,143 pm? Burr area: 1,432pum? Burr area: 1,650pum?
(B, =4.7%)
(a) $0.05mm (b) $0.1mm (c) $0.5mm

Fig.2.37 Observation of fine grooves
LLEDZ Eont, Figl3.26 DM TEMAREREHZHWD Z & T, NUBEELK
HMTEHLEFRD.

2.9 fEE
KRETIE, FI7AF v 7~ A7 afiihF v 7RI HSR(SUS316 #)D A 1=

VY777 4RI KVIMNLEIT) ETRBEE RS, v~ 7z FILD

INTZpEOREREOMERE BINE LT, EBRIICHF L, UTOMREEE-.

(1) GIHIRIHINC I D UIHIEEE, 1 N 0ED &, 85 mULEA A & O LA 8IE] ),
KIS, NVEELE O TRV RIET B OWTIHE, oaiTo7. 205k
B, 1 AGEVEN T HOYINHT Y R LORENSEMT, U@L B EET
5D 5%LL T & e HZENTE, 1 AYUDED & §2=0.5 um/tooth DT, KR
DOREHIZ B THS 0.5 umRz LL FIZTEAZEEHLNIZLT.

(2) WA DR S OWE FIEZHTICERZL, v~ 7nx RV
L7z, ZRUZ I Mim oR S, IERFIBRDL TR 0.5 umRz THHEH
BT,

(3) BIEHIENC BT B~ 7 ooy F IO TEEOBFHESIC LS X, g8k
TR PE D BT AL R L, THEFEOMBEZ ERICRAE L7-. ZO/RE, K
EBRO ST TUL, ST 1A B Ay=40 um THIHIKEE AL D T HEEFE 2 (KR
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AEETHLH D Z &, i mMUhALEIZERD BT ORI LY, Y S
Wn+sZ L 2H 6N L.

4) L ~Q)DOREHER NS, BH O RI VML CIIREE 2520 H
Ty VROEEEEE L L~vA 7y FI V(TR 0.05~0.5 mm)DN 544
DREFRE A VERR L, BN T2 W T, MTEEOm ERAETHL L%
FRRE L 7=,

5% 3R

2-1) ARRaAEER, dbS9h—, Mgk, PAEHER], AFF: SRR v I TH/NE
A= RINVORRAFE . OOV IRENZ I 2R W I T o RTREME, ARRL
INL2425E, Vol.50, No.2, (2006), pp.96-101.

2-2) SRARAESE, ALESHA—, MLz, MAA R ST 0 I TR/ MER —/Lx=

RIVOBRF @ 5 28 : TtbhhiEd TEREREZEZELINITIECLD
AN T 3EH, AR 52255, Vol.50, No.8, (2006), pp.460-464.

2-3) Muhammad Arif, Mustafizur Rahman, Wong Yoke San: An experimental investigation
into micro ball end-milling of silicon, Journal of Manufacturing Processes, Vol.14,
(2012), pp.52-61.

2-4) Jan C. Aurich, Ingo G. Reichenbach, GuidoM. Schuler: Manufacture and applicatopn
of ultra-small micro end mills, CIRP Annals — Manufacturing Technology, Vol.61,
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2-5) TRIBME ., MEEFHIG, e — ERAMEZd% e Lio/MEx=r FIVIA
(2 K DTG TIZ R 2428, 2009 4FEEAG 3 Ly AbRefE B S i 6
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FIE FIRAFy I/l A aifiiETF v TN
ST O THEAH

3.1 ¥#5

B2 E T, v~ 7 rnx FIVOREAR I TRMEC B9 2 BRIy e Mt 21T
U, N A b T ELEERE 2 (R S B B 72 0 O A R IEFE R & VB L 72 RIS,
AT=IIn VY7577 4 FRIZK D~ A 7 mifiihTF v 7&RRLEIZ 61T % BRI
BE LT, BERBEORBEEMOBRRBIC LY, WEWmEEEL 1%L T
THVLENRSHDH. 20O, HERmEZ LR OBRBUCE LTI, oK E 5 T A
WEROTH], TEER, TANEXKBOKBENLEEEZOND. 2, <A
suaxy RINEZFERET L7020, 1 HE D OULALEDNE um SN TH D
ZEmb, mEOTY FIVNLTIEREICR 520 um BBE O T EIRAFEY &
BRETOHMLENDDEEZEZOND. vA 70 RIAITIZEWT, TERNME
D BIN LIS G 2 58T, A4 F TICEOn0iEHs 3039 2Hy, oL
FEEE « M0 T MRIC R & e B % K IET 2 LITEMRIICE HIL TV D0, T
FihE THRLVABIRa Ly N Fy v 7 OBSHTEEOM B, IWAEO SR
V7 aby MBI 2 LERNEY ORBAFETR o Ty, KETI,
INHAI=IN - VY 757 4 BETRTUREL 2D M LEN BT 5.

3.2 AREOWE

~A 7 nx s RV X DB 2 W13 e < NS O IRG
OB L UIERICEL DI BRBER R STV, 22T, K&
TUX, RS OTARIEE OREFTEERE L, MLEEORREE~DOZEIZB L
TEBRMICHET 21T o 72,
@ WHmEOWE AR B3 5 it

v A 7 uxry FIVINTLIZ X DiE0WmEERIE, TAEER, THERE, THEHE
KRBPICEVET 2 B2 BND. RIFFETIE, MliEW EORE G IEEERL,
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1 AE 0 EY &, @7 mUNAZ BEOTEETHFE & ORISR Z EERAJICHRETT 5.
@ ~A 7 uxy FILOLEERICET 5K

BRI A BT 2 ER O —o2 L LT, MLHO TEOFEERRET Hh
5. LinL, TEOBMERSCHMMER IR OZIZ BT 2 ERI 00T A+
b5, I TARETE, OOBRFFERIZESE, ~f 7 nxy RILOTHEOHME
ERO TG EZRE L, TORMMELEHERET 5.
@ LEIRNE Y OWAE R~ 58

UK, —M o~ A 7 v THOM A FTREZ TAEMMIZIE, MTATH pm BEO
TEBRNEY BDFET D, ~ A 7y RIMZEAIMTICENTIE, 1 HY Dk
D B pm R L/ NS, ZOTHERE Y (ZUIENCK & R s RIET .
ZOFBIZE LT, W OPIEHED 2 STV 5208, TEIRLE Y O
I MRS T HBEFEOHER B LTI, H 72 i M Thh T, ARFZET
X, TEARNIE Y O THRME~DEBIC OV THREEZIT>72. — 7, & ym BED
THEIRNEY 2B bR, T Z @RS E T 272 DIC S KRB E N LS T
W5, TERAR Y RBO 7D OB L IRE SN TV DD, B ~DOE AL
TIERV. £ 2 TR TR, EMMRTERAEY ORBHEZREL, TOA
A RRET 5.

3. 3 PRIV D WTE AR B3 2 1t
~A 7 ufiikF v ORI, HEEOREEDAT, DR E OBRER LE
FEhi FTREIC T D 7o OIS AL R 1 %A T ARO 5N TS, v~ 71
THIZ, THEEMPEMENZZD, FEPRE AL, IMTEEOHER LT
v, ISTEIEMNRELEZV TS Y. RN TEEOIICHZ-T, E, %
EAEL10 2> 52K 100 pm FEEE ORI O Wi R %, BEEIES 2 2 & IXWREECTH
D ZAE, KR ERTEHERE WD &, RSO o — 5 TRELE AR
AL, EMREREZRET 2 Z ILTE RV, £ 2 TRIUETIE, RS Ht pm
ORGHFEWTE OBLZE, WEFELZREL, 1 AY XY &, f#hmuUhiAAEOZ
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& MW AR D BEAR 22 RIRBI TG 5.

3.3.1 FEBRFIE

~A 7Ty FIVINTIZET HiEORmERIE, TEOMEZER, THREX
BPEERIC L VBT D& N5, Fig3.1iZ, ~A4 70 KILDOFT VA
BEHERO—p 2T, UHIWHICUE OBOHIFIC L > THRETHEEZILND
RO R, MITMGICHE > THERIC LY, THREBRIIE T S, Zhic
R, BErERR BT 5B 6ND. ~A 7 aiithTF v ZIIERTE IR O 2
b3 d> % &, PREKEAE N2 T 2 72, WYl &0 INEE L 72 5. £ 2 T,
Z OB EOZB AT 5 2 LA BN, v A 7 e RIVIILOMITA
T OIETPNEE ~ DB A LT,

Z OE ORI A, BEERET S Z LIIREETH D, & 2 TR TIL,
Fig3.2 (R T 2 K DWHIM &2 T — 2 5 o A ATEE L, > Ab iz ®E )
PG T U 72 %ISR 2 0 S L, TEMNEDO AT Y T D= —F
R, LHEPLOME OAEaZzJIE LTz, KRR a)% 227 +— 2 VEARE TH
E L7l %, Fig3.312R 3. & DO G E % FEI MRS a3 7 5 ORI %,
Fig.3.4 IZ7~”7". Fig.3.3 OIEWrm IR ORI 280 L, B m % 2 512k L,
HHRAZEH L TS, U EOFEEZHNT, 1 HMOED &, fFmg)0iAs
B0, WHIERm R~ DRI OV TEBRMICHRF 21T - 7.

20pm
<>

Fig.3.1 Photograph of tool chipping
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Tool rotation Tool
Q ‘Workpiece

Taper clamp jig

Fig.3.2 Schematic view of observation setup on micro-groove geometry

200um

-

© Workpiece -3 <t =

e - e

Fig.3.3 Photographs of a side view in micro groove

Down-cut

>: [{ilt angle o

Fig.3.4 Measurement of a side view on micro groove (depth:width=2:1)

-59-



3.3.2 EBRFERKRVEBZR
(1) 1 F8 D 2% 0 EOWHRIE OET R~ 0D 58
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Fig.3.5 Relationship between feed and tilt Fig.3.6 Effect of feed on corner Ry

angle of side face
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Fig.3.7 Relationship between axial depth of Fig.3.8 Effect of axial depth of cut on
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F, . A X: Tool deflection
iyl Ul B LR (3-1) _
2E1 4 a. Tilt angle
2 3 F ™
EI = F (zt3_M+AL) )
3X 4 16 Az Axial depth of cut
T 5 3.°4, A
=—( -—4+=1) --(3-2) I, Flute len
TAETS ! gth
K:Specific cutting force
T
F=K—8,-4, «vevvus (3+3) '
T: Tool stiffness

Fig.3.9 Schematic view of tool bending

ZAT>72. 2.6 HiD Fig.2.22 (29 & 518, YIHIG 71 Fz 13571008 0 iA A & 4,~60
um ZEC O FRNENL L TWD. i, Figl 10 [T X 9102, EANBIHEHI
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TGV IABTTRD ) DRNENET DO TH L. £ T, HEHNEIEND
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Cutting force by peripheral cutting edge
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N\, Tool rotation
\
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‘Feed direction
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! Cutting force by end cutting edge

h-’orkp lece

Fig.3.10 Schematic view of micro end milling

Thickness 60-200pm
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Fig.3.11 Photograph of workpiece

O Tool rotation

Tool

Workpiece
Feed direction

Axial depth of cut A, 7" |
"’,’;’9 "‘ L H
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Fig.3.12 Schematic view of cutting method on cut-off cutting
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Cutting force [N]
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Fig.3.13 Cutting force of groove milling and cutting milling
0.4
F[end cutting edge)=0.00024, + 0.16
0.2} Y O o et
O—
0 1 1 1
100 150 200
Axial depth of cut A, [pm]

F,(cutoff) =-0.00294,

g.3.14 Cutting force of peripheral cutting edge and end cutting edge
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Groove width

| S, Fymax

£

8

g /\

g N
o Cutting direction

Fig.3.15 Schematic view of chip thickness on end milling

Groove width

h | ZZES ...... (3-4)
T

F
K=elx _ .... (.

Cutting direction

—

Feed direction

Fig.3.16 Schematic view of average chip thickness on end milling

Table 3.1 Experimental conditions

Tool diameter d [mm] 0.05 0.1 0.5
Spindle speed V' [min-l] 48,000 48,000 48,000
Axial depth of cut A, [um] 5 5 5
Feed Sz [um/tooth] 2-4 2-4 3-9
Cutting edge R [um] 0.8 0.6 2.7

O ESTZEE e T, EPREBTIE I HEVEVE S LFLIRD. 2
DY B 02 LEIRNOFET, UHI) F 38 kT 5. weERimix, bl
HIBRLA, & TEICE T BB OUHINC L > TEED LW HRE TO0H 50, A
HiCIZEIEIEI) Fe & 0 iEGURHA 2 IR 3 5 HIEICBE L Tt e 1T o 72
Fig.3.16 (R T X 9 1ICRG-4 L 0 PHUIE Y ES h &Ko, h & ERINTKR DT
B T) Fe 2 HGB-5) 2 VT, eI K 25k 7o, ZBREAtF % Table 3.1 (2

9. LE££90.05, 0.1, 0.5mm D~A 7 x> KILZ2H, SN L2147 -
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[&]
=
8 2|
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0 0.1 0.2 03 04 0.5

Tool diameter 4 [mm]

Fig.3.17 Experimental formula for specific cutting force on SUS316

7=, INTMITFnFNn EfhEEEE A 48,000 min™, #7AIULIAZLEA 5um & L,
UNHT Yy PV RICK D EZZTROVHEHAT I ALk B2 b SE. T O
K% Fig3.17 12, 1 HE VXY & LD UIHRTIORERZR~T. 2O,
FEUIHIRE Y, DB AR IC N ICER T 2B &, T OHERED HRD B LK
HAWREDOE)TH Y, ETMEHEAOMMHIETH D Z &b, THEROENY]
HIFIEA O LEYIHIRHTIE —E TH Y, SUS316 47 D LLUIHIHPTIZ K=5.1GPa & 5 2. 5.

3.4.4 TERIMOHIE

Fig.3.18 |2, T EMIMHE OHEXIX 2777, Fig3.18@)Ilarnd L 9 1C, Bifle st
EREONA AROHR LA T~ A 7 mnxmy RIVEIAHTE 2 L, ZEFREOREZ
BEICBUT T 728 5 CRIE L, ZDORFO TEAREEZE L~ A 7 1 A —F THIE
L7-. ¥7-, Fig3.18(b)iZ LEA0.5 mm D2 K HA~A 7 nx FILOEH Hk
KEE 477, Fig3.18(b) LV = R I VIHEMRWEIRE LTW\Wb, hi
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ZFHHECEY, MENELRT S EBbns T 22T, AT,
Fig.3.18(b) DX D A~C ® 3 J5 )T LEMIPEZHIE L7-. Fig.3.18 DEERIZ XL 0 #5
SN E TEEAREORR % Fig3.19 123, ZOXMNG, A~C O EDORIE
FICERWTH, RO, BRI ZTE M L, fTEA 25 N~28 N
OFPHTHIR L. £, KPR ORIV A %279, Fig.3.18(b) Dl
ESM A, B, CO3 8%k LT, TEOMMEX 0.31~0.33N/um & K& 72550

ITRD B o7z, 2O K IV Fig3. 18I T IkE LT\ 528, 30°

Tool

Feed direction

‘: Electric micrometer
i

7
! i
: )
gy \
\ i
\\‘\ E
. Pusher -1x
{(High-speed steel) i
Dynamometér Base

(KISTLER 9251A)

(a) Schematic view of experimental setup (b) Direction of measurment
on examination of tool stiffness examination of tool stiffness

Fig.3.18 Experimental examination of tool stiffness

100
80+ Tool fractured at Fx =25-28 N
E
=
S 60}
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.8
8
3
_8. 401
H
X Tool breakage
20 —— D) (o) ——@(B)
——@)(C) —&— @A)

0 5 10 15 20 25 30
Load Fx [N]

Fig.3.19 Relationship between load and tool deflection
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Tilt angle a [° ]

0.5

Tool stslsﬂiness T [Igpm] o
R w i =N

=]
—

H=

1.0
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Tool deflection X [um]

Fig.3.20 Relationship between tool deflection and tool stiffness

—O— Experimental Value

Cutting speed ¥: 75m/min
Feed Sz: Spm/tooth

30 40 50 60 70
Axial depth of cut 4, [pm]

Fig.3.21 Comparison of the experimental and theoretical values of the tilt angles
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HORE I X Fig3.23@IcB W\, 1 HY YL &S, TEZI»D, X(B-6)L
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Fig.3.22 Model of tool run-out
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Fig.3.23 Groove generation model with a two-tooth end mill
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2F (1 % of tool diameter )
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Fig.3.25 Effect of tool setting angle on groove width
A'=Ad? + 82 +2dSCOSA  vrrrrrrrrrrrrareaaeaaann (3-9)

Target: d’<lum
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Tool setting angle A[° ]

180

Fig.3.26 Relationship between tool setting angle and groove width deviation
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LEATo 7 I LHICIERICEA T S B I3 COIHI) Fx, Fy 220 EhlliE L
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Micro end mil

Tool rotation
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Fig.3.27 Schematic view of experimental method of tool run-out
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mm/min, 1 A Y XV & Sz % 5 pm/tooth, Fh T MYENAZ & 4, % 50 um & —JEIZ L,
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T AEA=0°, Fig3.29(2A=90 ° DA O TH 1 R4 Y OUIHI) F, F, 2%
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Fig.3.28 Change in the cutting forces component Fx and Fy during one rotaion (A=0 °)
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Fig.3.29 Change in the cutting forces component Fx and Fy during one rotaion (A=90 °)
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(d) Tool run-out §=9.5 pym

Fig.3.30 Loci of the end of cutting force vector(A=0 °)
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Fig.3.31 Loci of the end of cutting force vector(A=90 ©)
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»

Tool run-out & [pum]

Fig.3.32 Effect of tool setting angle on deviation of groove width
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Fig.3.33Relationship between tool run-out and surface roughness
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Fig.3.34 Effect of tool setting angle on tool wear
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(b) Tool run-out §=2.1ym

(a)Tool run-out §=0.2um (c) Tool run-out &= 4.3um (d) Tool run-out §=9.5um

Fig.3.35 Photograhs of tool wear at pripheral cutting edges (A=0" )

20um

(a)Tool run-out 6= 0.4um (b) Tool run-out §=22um  (c) Tool run-out §=4.6um  (d) Tool run-out §=10.8pm

Fig.3.36 Photograhs of tool wear at pripheral cutting edges (A=90° )
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(a) Photograph of the equipment of
ultrasonic cavitation

(b) Schematic view of transducer of
ultrasonic cavitation

Fig.4.1 Equipment of ultrasonic cavitation
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Fig.4.2 Schematic view of experimental setup of ultrasonic cavitation
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Cutting force [N]
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L5F

Cutting speed ¥: 75m/min

Axial depth of cut 4;: 50pm

Cutting edge R: 2.8um(MQL milling)

1rs 3.2pum(Bowl feed milling)
—F, & F, &F MQL milling 2 4pm(Ultrasonic cavitation milling)
o-F, & F, 8 F, Bowl feed milling

~©o-F, & F, B F,  Ultrasonic cavitation milling

Feed S, [um/tooth]

Fig.4.3 Effect of feed per tooth on cutting force components

Bl )

Opm_ - 20pm, |

“ o

(a) Before cutting (b) MQL milling

20pm
<>

(c) Bowl feed milling (d) Ultrasonic cavitation milling

Fig.4.4 Microphotographs of end cutting edge

100pm 100pm 100um
(a) MQL milling (b) Bowl feed milling (c) Ultrasonic cavitation
milling

Fig.4.5 Micro photographs of chips
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Fig.4.6 Relationship between feed and ratio of burr area
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Fig.4.7 Relationship between feed and average friction coefficient on rake face
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um/tooth L FIZEBWT, NUREEEZK 3% LA TE TS, BEERY v T —
Ta UEMINL T, BRSO 2 T2 W b, BN R KA 38
Mg %72 4 FZh S WANEAMR L ARDIMTEMETY, YN H ORGSR ) ]
EL7EEEZOND. 22T, Figd3 OUIEIZING, RHNT Eo3 < wvim FEEE
BEEFEE L, 1 Y00 &L 4 < WimPEEEEAEOBIfHR % Figd.7 (OR7.
ZORMNG, Fx BT =9 CREAIMNTLOVEHEESED, MQL T & H~T 0.3
FBRERD L TWDEND, NEOEEERM EL TS EEILNS.

4.3.3 ¥ ¥ T —va VEANTICRIT 2 THERE

WIZ, 52 BOIMLAEMEERRE L U ROTZUIHNEE V=75 m/min, FHhEFEEL
N=48,000 min™, T —7 /L0 #E F=480 mm/min, 1 % V%V & S=5 pm/tooth,
7 T ENA 2 B A,~50 pm D SAET, YIHIFERE L=19.6 m £ TUIH| Zf#fi L 7-. Fig.4.8
(ZENZENOHME ST A TO THAE N OBER K2 RmT. 206, MQL IIT,
WML THECRERRBD NN, ¥v 7 —va VERANMLTIERE X
(TR B2V, Figd.8(b)L=19.6 m T/~ & 5 (ZHME Mk i EERENE VB 2 & L
7z. Fig4.8 \Z8T 2 GIHIRKSEZ 1 © FME Nk IT i ERENR VB D22t % Fig4.9 [ TR
T GIHIBEREO RN PE, OISR TS L=2.4m £ THHBERET 228, £
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Flank wear VB [pum]

251

[\>]
S

—
wh

—
<

20mm

<>

(a) MQL milling (b) Bowl feed milling (c) Ultrasonic cavitation milling

Fig.4.8 Microphotographs of flank face

-0~ MOQL milling
Bowl feed milli Cutting speed V:75m/min
R owl feed mulling Axial depth of cut 4,:50um

@ Ultrasonic cavitation milling Feed §,: Sum/tooth

@ @ @ -@

5 10 15 20
Cutting distance L [m]

Fig.4.9 Relationship between cutting distance and flank wear
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-8~ MQL milling

20 o Bowl feed milling
-@- Ulfrasonic cavitation milling
10 ¢
gl
S
ml.
8 6}
= Target B,.=5%
5
L
‘.6 4 I M
2
=
-2
2t
0 5 10 15 20

Cutting distance L [m]

Fig.4.10 Relationship between cutting distance and ratio of burr area

(a) MQL milling (b) Ultrasonic cavitation milling
g g
5] 5!
o} O
. : = -5
Cutting distance | —© LS
L=0.4m bS] 3
o o
~ A~
100um
8 &
I3 k5
= =
Cutting distance | o S
L=20m 3 3
o o
A~ F
100 gm

Fig.4.11 Relationship between burr generation and lubricating method
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VBRI R E 72 VB OZE(LITRD bRV, Ty BT — a VAT, MQL N
T, WPILE AN TR R TE TV, 2k, SEHHtEom Rz X
D, GIHIFIICE T 2 TEXKIZMHE CE 272 EBEx 605, ZOMNG, YIHI
FEEEDOEINIZEY, EOFESMFETY =24 m £ THIHIERET 525, ZLRERITKR
72 VB OEITRO bR, Fx BT — g VEMINTE, MQL L, #EF
INT & R THIMIBERE A CE 5. 2, YIEgEHEOm Bz kv, SIEIF
BT 2UEOFUAIZRRK E L TEXBLEZNH TE v tBZxoN15.
Fig.4.10 [ZOJHIAERECE S N Y mfEtk 02 b Z 3. ZOH)SH, MQL T, &
HANT T, L=19.6 m (2B W T HARMED N Y A 5 %A T A2l CE 20N &M
bind, Lrl, BEESY 7T —a VEAMT T, YIHIRKGE IS S
PRIEETFHOMT 228, HIEME TH ANV mfdlk 5 %l Fa2fe T& 5. Figd.ll 1
MQL, B&FH ¥ v 7 —va VERANTZNEO NN BAERNOBIERGTEE 2R
9. MQL I CiX, YWIHIRIHEI ) SFE T 08 FAENRD v, UIHIIEEE L=19.6 m
TiE, BETHRUBHERLTONDLZER™0ND. —F, BEkExyEeT—va v
AT T, BIHIENCI35R &N ) OFAR R OoNT, YIHIERHE L=19.6m TH,
WD BEONYRELPBD LR, U EOX I, BEEFyET—2 2 V8
INTAZHESR D MQL AN T CTHIME & 72 > TW = BIHIIHIC 351 5 F S KRB0 ikt
IZRED NU AR E W I A R ATHETH 5.

4.4 THIENE D OBEEEBOBR%

4.4.1 =Y FIVNIZOTERME & TERNED OBELR
BIETHALIEL I, v/ 7y RIVICEDAITIZE W T LEREDE
um FREOHNE Y X, WA, TABEZESELM, 2 KNy RIL
e, TEHERMAEZ > v > 7 ka0 OBBRZ 3 U TR (4135 2
&C, EORBORBERIKEA AR THL. ~A 7 rr RIVTET 2 KATH
575, LTHA 1Tmm Ox > FIVTE3IHEH, 4 BHAOEELARETHD. £ 2T,

I AR A L T35 6 O TR A AL Fh T HA &’ ORI OV THRET 217
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Sl U n NOFE LT, 3BT RIVO TR 4EORKXZ, 2
ATy RI e & HIT Figd 12 1R 7. o NAEE D ORI & LT
BAMIZID AT SN TV HREE TRERMSAEI0 °L 3258, EONKTH, H
Se D REEF O e KB IEA=0 ° T (T B4 d+ THIRNM Y &) LR KICR D, £z,
FNENOREOT L R I/ZEBIT 5 LRI (17 M4 L & EAT TR & DORRIE
KU@-Dr6ROBND. A& COBBRO—FIE LT, TEELJ=500 pum, LEIEN
[ 8510 pm (2T 5, 28K, 3KHA= FI Ao LTERMAE L ZAERLOD
H DN DOEFED R % Fig.4.13 [T~

Rotation center

Rotation center

Locus of tool center

Tool center
Tool run-out &
Tool run-out & — 00" Tun-ou
i - Tool diameter d -
< Tool diameter d - < >
o~ -
(a) Two-teeth end mill (b) Three-teeth end mill

Fig.4.12 Reducing model of tool run-out

d*:\/aﬂ + 62 +2dé‘cos{/1+ 2”(”_1)} (4-1)
NT

(d: THER, o LHEERNEY & A TEITAE, nBE0=n=NT), NT: ¥ )
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E 515 'E 515
= —Edgel —Edge2 = —Edgel —Edge2 —Edge3
80510 & s10
@ w
§ 505 8 505
Fy iy
3 500 4 500
(5]
2 g
G 495 5 495
8 5
2 40 g 490
h 485 L L L L L ! E 485 L 1 1 1 1 J
0 60 120 180 240 300 360 0 60 120 180 240 300 360
Rotation angle [* ] Rotation angle [* ]
(a) Two-teeth end mill (b) Three-teeth end mill
Fig.4.13 Relationship between rotation angle and tool diameter
310 A=30°
A=36 d'=508.6
E 508 |
E 506
3
8 504 |
:
5 502 t
500 ¢ 1 1 ]

Number of tooth

Fig.4.14 Effect of tool setting angle for each end mill

FNENORIZIE, =2 RIAEFNEFNONEIZHY T 5 NTEOMERRH Y,

[l A BE D ZALIZ Y,
TiE, 4=90°,

IE S L

THAITRNERDFENTND.

270 °(90 °+180 °)C Edgel,

2B LTV 5.

Edge2 @
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EORCTRXRTOHNOERN —FT 5AEITES, 2260 °, 180 °(60 °+120 °),
300 °(180 °+120 °) TN T HARIT A/ 505.1 um & 72 5 HEN 05 . [RERIC 6 #H
T RINVETOFETERE COF/IME L TORFO THRMAEAZ RO, £D
R Figd 14 (3. ok, ERTHEDR &L 70D THEU A 13 A=(180/NT)
P1T&H 5. K&V, NEOEI Y, /o FER T REITHIML, TR A
DRI ES 72D T D505 . 68CH TIF20%FEE DARHRN R 5B B 5.
L2, 2N RINVOgGEE, LERAENY B0 A $199%KE 65 T &
D, REBRDRPHFTE L.

4.4.2 THEENE DV EEEBEORIE

UboXHc, 2= FINVMTIZBW I T ERMAEIZ 90 L35 2
& T, LRERNEY ORELZ KIEIKBATRETHD. LrL, = FI LD TER
DAHTAEIZEET 20T nE TITONTE T, T ECTTRERY 1745
ERHEBETITFERLERSN TV, £ 2T, AFZETIE, Y TIRKOET L5
ZRIET2ICHEL, TERMAEZFET 272 00EEEEZRIEL, 200K %
FRFEL7c. THEARALZ & LTE, SlET, SEUEIRC b S ENER T,
= TR BEFEITE R LTV D 2 AL Z (HSK(Hole Schaft Kegel: H1227 —
2Ry AR U=, £7-, Figd15 (Cakel, 3ELZIENE 0 EEREE O
FHhOWEXKZ R, ~=2T /7 T 7SR THSK mALZ%XH A, B TRE
NDH 2R THHRT D, £7z, A RAv 7 MEERITHEEST Y v 7 TRESN
TRY, EHERERNAARETHD. e U ZETERICEE L, TAE
EY ORIE, BIEZ1TY. LERERNAFVEEEEDOE Y 7 v 7 RIL% Fig4.16
9. LTEYy 7 HOEREIYZEF~A 72X —ZTHEL,
CCD(Charge-Coupled Device)~ A 7 7 A =1 — 7T T HEAM B OBILE, EEZ1T.
T BB S IE DR D —B % Fig4.17 12+, £72, Fig.3.26 (- LEIEN
[B1) & 10um ([ZBITF DT v 7 TEHRY MFAELE N T AR SORRRNS, 4
S5°0FPANT, EFTEROBMEIZ 1 um AT L2252 083005, HE ki
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ForINTEHFoOL—F 2R, TERENEIY &E5~10 pm OFRF, 1EEHEINE 1 um
UTuBDZEDTELTHEAE 90 °+5 *OFPHICHE 5. RIZ, Fig4.16
DIEIEZEE 2 IV, TEEUSS A EEIEZAT 5 RO D 3K URSEE 2 1@ L7z, THEE
A EAEET DEICIE, EE A FEE L, TR M0 EEEER LT A
JUxTy RINET 7707 L, BNAEZZLSED. £OE, HSK R4,
A7V 7 aby NEOMERRNPEILT 5 &, IRial v BR324 5 2 &R 4R
ENDHW, HSK AR Z, A7V 7 al y hOMERGRE 2L S8 TR
HAEREET D2 UNEND S, Figd 18 IC THERMAEEEOK IR UEEIZB L
TRT. HSKARNVY, 27V 7 alby hET, ¥4 2782y RINVDOLZEFRS
H, TEHY Y 7HORNEY 2B~ 27 A—2T2 BHIELZ. ZOKXK
v, RRZEHEIPHIFE0.5 um INTH D, 7o, HIE L7 TEIENAFEY i RO ET
THEAMAAEIZEOO FREROMETH 7. Lo Z &b, HSK HAVF %
Wi THRAMAEOEEIEHSAEEE B2 bivd. Loz, 2o TERMAEEE
B O EHNIHENE T pm FRE L 22 DIRNVEID 2R o TRV, IRALE D& IEE
B ECBTD Y Y 7 HOENEY X, HSK ALy, 27V 7aby b, ~vA
yuxTy RINVORFEIZEDIRNEY &, BEIEEEFHORNEY OMTH D & HE
265, ENHLOERNEIY X, HSKALY, AV Taby b, vf7ax
v RIVOREIZ L DIRNENY OIRIES 4, 2B FEOWRNE Y ORIEE B, AriH
Sk pl LT, EEAKOENE Y OL(bolt, o-dAsingtBsin(fp) & FE 5. p=0,
DG, EEEAROIRNE Y OAAIEL HSK A& LAz A FiD. £ 2T,
p=0b L<In& R DAEZ KD, LEAKROIRNEID B i/NE 725 p=nDNLEIC
Buftir, @925, 0=, HSK A4, HEE EHiEIC Figd.19 (2R XL 912
p=DONLEIEYERR 2 T =, £72, AF V7 alby hd, HSK HILZ DALE
B G HIC—EICTDRENDH L0, A7V 7 aly MOb RBEONE I T
MERTT, TNOORERZH NS Z LT, LTERMAEOEENAETHS.
LIRS AL CRAZE L 72 R4V El 0 (B ELE & O FIRZ 7~ 7

OTLEZEfTT - HSK LA L Ay R R IEERN BT D L9107 77T 5.
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Fig.4.15 Design drawing of spindle

LCD microscope

Tool

HSK holder

Fig.4.16 Experimental setup of adjustment on tool setting angle

Tool

200L.m

Fig.4.17 Photograph of micro end mill
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< o ¢ 600000
50,0 0,0 0 Q0 <

Tool run-out & [um]
(T3]

0 5 10 15 20
Number

Fig.4.18 Operating position repeatability

Base point line

Spindle

Fig.4.19 Photograph of base point line

B~ A 70 A—2 T H Yy 7HICEEL, CCD v 7 Aa—7%
WCHIER E TEPLOA—ER R D X OHET 5.

@EF~A 7 aA—ZOEPRRICRHAEE TEMA RIS TS,

D~A 7 2a—=TDE=ZFZDNL—TFDRZRETLERLR—HT LI~ A
7 uAa—7DNEEZFHIESTD.

® ~A 7z FINOFKGEZRED 2 N B IVORN Z ik SEBRDPV—F
DR E =BT DL ICvA 7y RINEZRERSE, FO~vA 7oz

-102-



RINVEBEET D, O, A7V 7 alby b, HSK ALK, Effio kL
MaE—HIED.

U EOFIECTERMAEDEELZITH Z LT, TERMAZ 90 ICRET D Z
EMNTE, HEICBIT2ENEY OKIERKHS FETHD.

W, ZOEEREEEZ AV, INTEREZIT 72, FREE S L ORI % Table 4.1
(R, INEAE X Fig.4.20 (2R EASE MO TH%(Zu-3500, ==~ NTC)Z H\,
WEdEE, ~A47axy RIV, #HIbE 2, 3EEFEETHD. MTAMET I
[F]#5 %K 28,000min™, GIHIIHEE 44 m/min, 1 124 Y 3260 B33 Kl AT EZR 5 pm/tooth,
T A B S0um & L7-. fRinlel v EEEE A2 v, LRI AEA=90 °
AR L7, E7z, IRNUEIVEELEE &[RRI, IO FfioRnm Y & HSK
RV OPNENY & —F =7, LERM%, Figd.20 Z-7 K912, CCD ~A 7
mAa—7, Bf~vA A X RICREL, TERMAEI=90°THLZ L
EHERL, MLEIT-o7=. 728, #ETOTHE Yy 7RNAEY &35 pm TH
STz MTEHZIE, EEICEY T bnzgh Ak CUIEI 2 HE L. Eiof
e THE 1 [BliRY 0 OYIE| 1A 8O X Sy % Figd2l 277, 20N, 3.5
um O LEIRNEY ERHDIZHEOLLT, v 7 R 1 HERT 5 /I
KKKIEND 2 ODWHNRBOLND. ZOHENS, 2T FIALDEALTH
DHMNPFERRICINTZIT > TWD Z R nd. ZORNEI W EEEE A H T, Mk
B AEREEST D2 LT, TERENEY OFEERE KT ENTHETH 5.

Table 4.1 Experimental equipment and conditions

Machine tool | NC milling machine (Zp-3500 Komatsu NTC)

Tool dynamometer (type9251A KISTLER)
Charge amplifier (Type5011 KISTLER)
Recorder (ORM1200 YOKOGAWA)

Measurement

equipment

Cutting tool |Carbide end mill (¢0.5mm, 2NT Hitachi tool)

Workpiece |SUS316 B4 X L20 X H 7mm

Cutting | V=44m/min N=28000min™’
conditions |Sz=5um/tooth A4;/~=50pm
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HSK holder Electric micrometre

Tool

LCD microscope

Fig.4.20 Measurement setup of tool setting angle

Spindle speed V: 44nm/min Tool run-out & 3.5um
Feed S,: 5pm/tooth Tool setting angle A: 90°
5| Axial depth of cut 4, S0pm
Z 4t
-
g 3
&
227
=
o 1F
0 1 1 1 1 1 J
760 120 1807 240 300 360
-1r Rotation angle [ ]
oL

Fig.4.21 Change in the cutting force F in one rotaion
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4.5 v~4 7 v TEORAGMBERH

v A7y RIWVICEBINTEITD ECRIEE 22 5% um FREOY) 0 IAHRGA A
B L TR E1T o7z, 5 2 ETOMRHIR LD, TEHED 1/10 LA Lol mb)
VIABBETIMLAEITD &, ~A 7 kT v 725 UET 5 L THE L 72 5 U)H|
FEEE 20m ARG C LEANE AN 2 —TF 4 T OHBEDRHAEL, NU BN KREISREET S.
72, BIETORFHFERLY, #HG MUY AL BEORII Y, THRBAKE
D, ~A4 7z RIUWZ X DI To7 bl 0 ALK EICIE, £1 pum LR
PVELENTWS. @HEOT Y RIVMTTIE, =2 NI A2 HEIRMIcEmMm sS85,
EHEHEIY 247 9 O HETHEAH UM ERIE) 217523, v~ 7 rx s FIL
X T ERNGEDORIENMEN -0, TEHRENBELLRWEEH TIN O OIEEEZITH 2
CIEREETHD. —, ~A 7 v LREOARMBEREEE LT, b—FREIZX
HIFEENFBE SN TWDEN, A7 =7 = RKI WL TEIEM 72 EDMT 272
V. ZIUBLDMEIZEY, v A 7y RI MK HAINTICET 2 HeEE X
REEREE L o TV D, UL, #HIML T RO+~ un DY)
VIABRRZAEDE Z 572, MNEMEREITHBEIITOLERNH L. £ 2T, K%
TlI~A 7 v TEOHNEMER T FTIEDRE E1T > 72, Figd. 22 I[Z LS EM
HEOMRKIX 2R3, £, 7R hS—% AW TR o & HIR K m o &
EDXEDz ZRDD. FOWH%, v A 70 TEEZHESEMN Y o IcHEmmSE, £2
D Dz £ CHEE Z FICBEISE 5. S5, S5 mUhALE 4, F TREEH
IELZ LT, iTMUNALRLZRET D, RIZ, ZOHEZHNTULIALEZ R
ET DA O IR LFAZEIZE L THE T 72,

ef st Bl B P |l RI i ~ B, Fim B
LI B> 4 BhE TR 2 Mk U72FE (=17 [0]) TN v L HIb £
fODES D7Dz ZHIE L, 11EHOBMAEZ 0 & L, 2 EHLUEONEE DEL
RO A L7 LT/ IRINC 7 F A A MCX-01(/MESHAL0.01 pm) TH 5.
Fig.4.23 IZEEBRAER 279, KR T & 91T, UhAA G RO 0 & UHIERE13+0.4
um Th O, SRRE~OUNALNEEL0S pym ZfEE TEDH T ENmnDd, T Ok

-105-



0 N
bt \ /_
/i
7/////%////// ///////////////////////////I(/////////
Contact sensor Dynamometer

Fig.4.22 Schematic view of measuremental method

Q1 t

“ n

= 0 i I - -."'l'l.lnu
R 2 4 6 . B 12 14 16 18
-g' Number

a2t

Fig.4.23 Result of measurement of deviation of D,

JE TG R ONLEIRO P ATREL A 5.

4.6 ~A 7 afifkF v SR ORE

AW CTHIEE LTWAB~YA 7 afitikT v 7 OET VERIORIEZIT - 7. AR
78Tl Figd.24 \RT, A= U7 T77 085E Rk b~A 7 ik
v 7OMLEBEE L TWD., ZOKIZART IO, MEIZMEL, mEBIkE~
A7 u TAETERTD. Z0#%, Ni AZ L STRIREESEL, £8E+5.
SRNI NI AZ NI K-> THRB%, @Ml s. —J, MWASITIZOE 68
ELTHWAEN N, MEHIES EBIHIN T 2 TRCTMIAREETH L5720, B
72 5 BTIBERIF & 2 2 R ORI FTEETH 5.
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:’ Micro end mill
i Workpiece

—%— Workpiece
=

Fig.4.24 Manufacturing process of a micro channel die on the micro milling

(1) MR T TR
MBI ZE DOTIRZBIRIRICIRE T 5 2 & T, ~ A 7 v ik F v 7 O REAPED
AIRETH 5. BIREZERE T 5 5k e LTI, BE AR BIER S O REAEICH
WHNDFHHERBLOIENZ Y, Ay hmUARRESTFT I/ ATV NIV T T T 4
EPBEISNTWD. Ay PR RAEE, £5%RECWERTHY, S /140
TV NI YT TT7 4 TIE 10 nm A —F ORE —VERERA[EETH 5 LA S 1
TW5D. Z 2T, (FREEMEXZES)=100 um X 100 um), £ 11 mm O Y T %
~A 7Ty RINVEHAWTRIELR. Figd25 (IZRET 2 Y TRESA ORI E
797, Table 4.2, Table 4.3 (241 T TARIZ I T DM T4 %, Fig4.26, Fig.4.27 12T
HR 23, B, SkEOMMAEIEIEY, RENFEEY, FEaLEFOBMELE
LTV 5. #HIFF 13X SUS316(5&: 20 mm X i 4 mm), I THEIT 4.4 §i THYN7Z Zp-3500
Ths. LT~~~ A 7 viifksF v 7R ofhEFIRZ2 R~
(a) mH L, bEmEimT
TEZ Imm Oy KILEHAV, a3k N=30,000 min”, 1}V %D &
S=5 pm/tooth, 7 FAIGIIAZ & 4,50 pm DA THEIF O LR OEH L2175 .
(b) AN L
TEZ Imm Oy KILEAV, AR N=30,000 min™, 1} 0 %D &
S.=5 um/tooth, HliJ7FMYIIAI & 4,~50 pm DSAFTHEE EiE, JEm, Al oML
5

1
Y
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(c) f T 1

TEF0S5Smm O KI L&AV, F#El#EzE N=30,000 min™, 1 H%40 %D
& 5.=0.5 um/tooth, Bl 5 [HIYIAFx & 4,~50 pm DS CTHels b, JEm, kot
RFEIT .
(d) fEEFIT 2

REICHAETHHIVE L ZRETHD, TEHEZOLI mm o= FI/LE A,
T ElEE % N=30,000 min™, 1 F4 D 260 & S=0.5 um/tooth, T EIR2 A 3 ° D~
U AN LAELTY, REOM BTN E1T 9.
(e) MimER A >

fh EFINTRHC, THEROZETHTHRET S LBEZXLNDNEE D S 12
D ZBRETHSHNT, TEAO0LI mm DTy FIZHV, FlhE#EE N=30,000
min”, 1 I V%V & $~=0.5 pm/tooth, DFAE Tl MULAAE AL BT ENS 1
um VFETORETHE A2 ey 5.

1Tmm

N\
4

(1 e

Fig.4.25 Form of a micro channel
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Table 4.2 Experimental conditions

Manufacturing Tool diameter Spindle speed V Feed S. Axial depth of cut
process [mm] [min'l] [wm/tooth] Az [um]
(a) 1 30,000 5 50
(b) 1 30,000 5 90
(©) 0.5 30,000 5 45
(d) 0.1 30,000 0.5 (angle of
approach: 3°)
(e) 0.1 30,000 0.5 0

a) Face cutting

(c) Finishing

(2) (WL 477

(d) Helical cutting
Fig.4.26 Processing of micro channel chip die (')

&R, Ni AX /N TIRIRZEEE L, R oRLEZ1T 9 1E0, D F F SUS
Wl fr7a@mEkTFy 7ELTHWASZEBAETHD. e

MW, A7 FIVZXYINT L.

> TR O LFINAZ R~
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(a) ML, E@inT

LA L RIS, TEZ 1 mm O FILE2 MG, E#hE#ERE N=30,000
min™, 1 H% Y %Y & S=5 um/tooth, 7 HEEHAIE 4,50 um O THHIFS
O_LEoOmEHLZ1T 9.
(b) HLIIT 1

TEF0.08 mm O KL AV, F#El#EE N=30,000 min™, 1 1Y 0 %
D & S.=5 pm/tooth, HEAF 3 ° DT, Y FHEHE O FIRE AL 5y 2 Hn L
5.

(c)-1 ML 2

TEF0.08 mm O KL% AV, E#fEl#EE N=30,000 min”, 1 1Y 0 %
Y & S.=2 um/tooth, /7 AILIAZ & 4,8 um DS T Y FHEE B O FIN L
2179 .

(c)-2 fE L

TEF0.08mm O KL% AV, EdEl#EEE N=30,000 min”, 1 K4 0 %

¥ & $.=0.5 um/tooth, BT M EIAZ & 4,78 pm DG TR AR O RIF I T2

/

\_Sv

T
(d) MiEE s> k

fEEFINTERC, THERORETETRET D LB LN DBAEED 5
Y ZRETHHENT, LAl mm O K I va v, EfiEHE5 N=30,000
min™, 1 FY Y %0 & S.=0.5 um/tooth, DSk THlST MEHA L& 24 FIF D
lum EE72RECHmEEe Ty N 5.

Table 4.3 Experimental conditions

Manufacturing Tool diameter Spindle speed V' Feed S, Axial depth of cut
process [mm] [min] [pm/tooth] Az [um]
(a) 1 30,000 5 50
(b) 0.5 30,000 5 (angle of
approach: 3°)
(©) 0.08 30,000 2 8
(d 0.08 30,000 0.5 5
(e) 0.08 30,000 0.5 0
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(b) Helical cutting

a) Face cutting

(c) Groove cutting o (d) Finishing
Fig.4.27 Processing of micro channel chip die ([M])

Fig428 \ZHUWEL7Z Y TR ET VAR ONE %/~ T. Figd29 lZa 7 4 —Hh)L
BAMEBEIC L 5 FHOBETELZRT. EHLL08BIZEALTYH, N U ORAEITRE

BeinoTz. Figdl30l a7 4+ — A /VBEEE THIE L=, Y - MIASR RS S
AT 1 pm DINOREETH 5. IEHF AN L TiE, MAIE 1 um LINOREE TH
05, (RITK 110 pm FRE L BYL L2, CHIF T EERORELEZ NS, E
7=, Fig431 \CIEEH O R S OBERER O — G 27 TR O R S XM

U239 0.10 umRz, (A3 0.21 um F2E & BAEAE 0.5 pmRz % i & L7=.

10 mm

Fig.4.28 Photograph of microchannel chip die
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(a) Concave die

(b) Convex die

Fig.4.29 Microphotograph of trial model die

108.2pm | 102.5um

\
&k\\ R bjmxm\\\\w

109_7um 1003],1111

99.5um

99.4um
Zizz

(a) ™ profile (b) [ profile

Fig.4.30 Schematic view of trial model dies

Fig.4.31 Sueface roughness of trial model dies
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Fig.5.1 Manufacturing process of a micro channel die with mechanical lithography
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Fig.5.2 Diamond electroplated wheel

Feed direction

<= } Groove

Measurement direction of surface roughness

Fig.5.3 Direction of feed and bottom roughness measurement
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|\ 4 mm /! Workpiece _
(a) Deviationof ~ (a’) Schematic view of (®) D::lzh(;’: c:}f
groove shape groove shape and depth groove dep

Fig.5.4 Measurement method of form accuracy of a groove
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Tool Workpiece

(a) Conventional grinding (b) Tilt grinding

Fig.5.5 Shematic view of conventional and tilt grinding
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Fig.5.6 Schema of experimental equipment of tilt grinding
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Table 5.1 Experimental equipments and conditions

Machine tool NC milling machine (TG-10A WAIDA)

$0.52mm

Grain size: D#700 Grain diameter: 25um
Grinding wheel|  Concentration: M

Bond: Electro plated coating

Shank: SCM
Cemented carbide W4xL20xH7mm
Workpiece Mean grain size of WC 0.4um

WC: 92vol.%, Co: 8vol.%

Spindle speed N=150,000 min™'
Grinding Feed F=0.75mm/min

conditions Depth of cut =50um

Tilt angle n=-45~45°, Up-cut, Down-cut

Measurement Tool dynamometer(Type9251AKISTLER)

equipment Charge amplifier (Type5011 KISTLER)
% Working wheel
oc,/ Maximum speed| area
¥ L
) Fied direction _
Wheel — /“I?\- Minimum speed
. 76\\\& , 7
Workpiece % ’ /_/
N o,

(a) Tilt angle = -45° (b) Tilt angle = 0° () Tilt angle = 45°

(d) Up-cut(n=45" ) (e)Down-cut (n=45° )

Fig.5.7 Grinding method of tilt grinding
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Surface roughness Rz [um]

307
Spindle speed N: 150,000min’!
Feed F: 0.75mm/min

2571 Depth of cut £ SOpm

201

15T

1.0

051

Tilt angle n=45°  Tilt angle n = -45° Upcut(n =45° )  Downcut(n =45° )
Grinding method

Fig.5.8 Effect of tilt angle on surface roughness
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% 3
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(a)Tiltangle = 45° (b)Tiltangle = -45°
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= 2 ‘
\ .f/r
Lt N ’ \\‘ ra |
£ \ . - ,J N E, e —J
D S o 2 oY ~ /
25um 25pm o
(c)Up-cut (d)Down-cut

Fig.5.9 Photographs of grinding surface and groove shapes
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Spindle speed N: 150,000min’! 1.4
Feed F: 0.75mm/min
Depth of cut #: 50um
1.2
El
=
1.0
<
1
_gb 0.8
g
0.6
5
[72]
0\
>-f__'°\<>—_o
02}
45 -30 -15 0 15 30 45

Tiltangle n [° ]

Fig.5.10 Effect of tilt angle on surface roughness

Feed dirgction

1\

£

(2)Tilt angle = -45°

/

25um
(}i))Tilt angle = -30°

25um .
(c)Tiltangle=-15

25um

(d)Tiltangle = 0°

25pm 25um

(e)Tiltangle= 15°

(HTilt angle = 30°

25pm
(a)Tiltangle = 45°

Fig.5.11Groove shapes and surface roughness on concave ground surface
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\/ Feed direction

Tool rotaion
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i |

Workpiece

Fig.5.12 Schematic view of tilt grinding method

Undeformed-chip thickness
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h =2 -_ — | EEEEEEEEEEE®N L]

Wheel working surfacc arca

S=m 2 HQ-wf(@+®) =+ +(5:2)

Wheel peripheral speed
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=27N®  (Minimum speed) G

N: Spindle speed t: Depth of cut
£2: Maximum radius of tool

x Minimum radius of tool

H: Grinding wheel width v :Cutting point spacing F: Feed speed
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Spindle speed N: 150,000min"!
Feed F: 0.75mm/min

G 300 Depth of cut #: 50um
Expérimental range .
€ > Maximum speed
250 l/
200

Minimum speed

Wheel peripheral speed ¥s[m/min]

50

. 1 1 ]
-60 -40 -20 0 20 40 60 80 100 120
Tilt angle 7[° ]

Fig.5.13 Effect of tilt angle on wheel peripheral speed

Spindle speed N: 150,000min"!
Feed F: 0.75mm/min
Depth of cut £ S0pm 025

Experimental range

v

I

— 0.2
E
g
~
7 X oi1st

Undeformed-chip

-60 -40 -20 0 20 40 60 80 100 120
Tilt angle 77" |

Fig.5.14 Relationship between tilt angle and undeformed-chip thickness
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Spindle speed N: 150,000min™?
Feed F: 0.75mm/min
Depth of cut £ S0um 030

Experimental range

a
>

0.25r T

e

MHn

0.20F /

Ve

0.151

N

0.10f

/heel working surface S [mm?)]

o
N

-60 40 -20 0 20 40 60 80 100 120
Tiltangle 7[° ]

Fig.5.15 Effect of tilt angle on grinding wheel face area
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BORIEEIZBI L C, B O THAZREL, EBRICHRF 21T o 7.

5.6.1 TERMMERSTEERICRITTEE
FIU MAFEICIE, gREIM R m Iz U A 2 TN L2175 72, LEO#
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PEZETE SR S KBS RIE T2, B O HNCH AR KR ELS D, 22T, &l
PETHAZRMEL, dilkdn &MIM:, UHARREEDEZ1T 572, Fig.5.16 (2l &
RIE L 7ZmRiE 2 A 7 OS2 89. Vv 7 &, BARRITIZIERETH D
2, @IS A XT3 EmEL 52 ETHIEEZ & TWD. Figs.17 IR d
HIET, TNFNO TEMPEZEIE LZ. Fv - 45 c O s Z2 80 )5+ & L7

1.6
= 1.6
| b
i
| - ! -
SRO.26 SR0.25
(Unit: mm) (Unit: mm)
(a) Conventional type (b) High stiffness type

Fig.5.16 Conventional and high stiffness type grinding wheel

Feed direction

Cemented carbide—]

Dynamomete:
(KISTLER 92514)

Base

Fig.5.17 Schematic view of experimental setup
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Fig.5.18 Stiftness of a mounted wheel

AATEEER RIS UM, SR F 2RET 2 & &b, AL E X %,
AV RVICEESINTCEF~A 78 A—% THIE L. Figs. 18 IZfiALmE X &
I E F OBRE RS ZOK LD, mlES A 7 O ORIPEE 6.4x107
N/pm TH YV, HRAIZ K 8 DRI SV, WL D 2 % v 7 ORI
DIRJENFIEETH S, Z 0 2 FEHEO THEHWT, IMTLEREZIT-7-. Fig5.19
(Z TR & Rk S, IEIRECEAR, U1V 5% L EeD R 2 m3 . Rk I,
WTNOTETH BEMETH S 0.5 umRz 2 /E L TW5D. £, HRIRELEAR
X, ERIEZ A 7 OETREA2Y 1.2 pm (2% L, @EEASG T 5.8 pm & .
72, UIDE LR FRRIS, ERIWESY A 7 OIS 1.8 um (2xF L, 3@ dilf
B8 3.5 pm S L TWAD. ZOJRKIE, WIPEMEWE A T, TR
TP U272 Th b, Yoz Lond, EHlES A 7 O s 2 EH4 5
Z T, BBIRE(LEAR, UIVKLEeE BICRIFICRDEF XD,

5.6.2 XA ¥ E L NEERLDRIE
—HREZ, BEAA ORCRZRLEE SV ME ENTReR X m E9 25, IMITEEIXIK T4
B, W, RRRCRLEE DN E REH SIIBRB I T A0 EBEEN KE W EEbh
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TWo. BAEREOFTYH, BOSNBHAET DL L, HoemEmIiacx3, o
HIBET DFRIRIC 720, R S OETPRE(CED (LT 2. 72, EAEA DR
JBix1/E<chy, BAERNNMEFTE RN &b, BZIENREAET D &, KA
FEMPRREIKRTTH. 22T, IRRRORLREERAICLY, BESEEZINT
L 7= ORFHIEE 2 EBRIVICHRFT L7z, FL M 45°2B8 1 5 4 A Y& RESK
ORGP IR S 1322100 um FEETH Y, A vE L RRENKRETED L,
I 24T 5 80 OEES MR D2 b, £, B98Ik 5L, ¥4 YT
¥ R TOBEEE SN TIZHB W T, U2 10 pm LLF D54, WFEIE & 40 mm
FREETC, BRI L VRRIENHEET A Z EniESnTns. 22T, ERITIT,
SRS 12, 15, 25 pm O @2 A 7 Ok A A H L7, Fig.5.20 12, #FH|
fil, %O DA EE T OBRMBIBIEH 2~ 7. Fig.5.21 12, FHREE L
Fm S ORELR, Fig5.22 12, KRB E AR, BRI ZILE ¢ OBRERT.

Fig.5.21 775, R £130.12~0.31 pmR, & W31 s BAEE 0.5 umRz L F CTH 5.

10 AN=3 Spindle speed N: 150,000min™
8.0 =3 Feed F: 0.75mm/min
. Depth of cut # 50pm
0.9 OConventional type )
O Conventional type
OHigh stiffness type T0F
08 O High stiffness type
—0.7f 6.0 T AR =R, - R,
g
- = N \Rs 15"/
‘j 0.6 ;E:SD -
"Eb 05 Target R, = 0.5um g
g % 40} 1-
Q a
804r l
cg 30
3]
03 T T
2.0 —|_
02r l l T ‘
01r 1.0 —1- L
: Targpt AR &|& = 1.04m
0 I 0
(a) Surface roughness (b) Groove shape 4R () Groove depth ¢

Fig.5.19 Relationship between stiffness of the wheel and grinding accuracy
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F72, Fig522 L0, IEBIRE(LE AR X, ¥R 12 um TAR=1.9 um &K
Th VY, FHIRSEILE e 1T RIAL 12 um Te=0.6 pm &R KRICR 5. Z DJRKIE,
SEHPRIEZE DN/ NS W T B TIE, Fig5.20 1233 K 912, WFEIREGE LS A RRRL L 23 7%
HELlzlHEELZLND.

b @

(a) Grain sizel2um

(b) Grain sizelSum (c) Grain size 25um

(Mesh size #1,200) (Mesh size #1,000) (Mesh size #600)
After grinding

: 2R
Shedding area S

Shedding area

(d) Grain sizel2pm (€) Grain sizel5um (D) Grain size 25um
(Mesh size #1,200) (Mesh size #1,000) (Mesh size #600)

Fig.5.20 Microphotographs of the working area of before and after grinding
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Fig.5.21 Effect of the grain size of the grinding wheel on surface roughness
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Fig.5.22 Relationship between grain size of grinding wheel and grinding accuracy
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VLD Z L6, SEEPRIFE 25 um OFRFHSA THHIIN T 247 5 2 & T, REH &,
AR, WIRS AL EL BICRIFIZRDLEZXD.

5.7 R A & O B ARKBHI R

5.5, 5.6 BT~ L HIZ, BHEAEEZIN LT HERCIE, T MITAIT) 2 &
T, BREREESDL LN TES. LML Figs19 IR T X 912, HIRRE,
RS ZITBEME AR L., £2C, TRXYHE, YhiALg, A )EHE
DIEARIBFEIGAT 22 S, mRERIEEZS DI D&M &2 ERIICHF Lz, —
BRIC THX D #HEE, BTEDLERGE DD hpe /NS 720, BRRIBEHIM OF
Mz B30 L, IMTHWREITHETHABET D. , W EDE My WREL 7R
D BRI AR 200, BRRIBE DJRIN & 72 5 >, UhiAARE, THEREY HE &
[FERI, NS TEDE by DN EL RV IMIHOERE T EFTRY L, UK DHE
HIFZ A= RLTLE S, WIS, UIABBENRRETED L hyu PRELRD,
BRI HIAIC TR < BV VA, BRRIBLIE 2 LV R OF M AR T &85 7.
FIRAEUE, KT E D & A DR E HEEIRT X UIRA D3RS 20 AEM L, BRRZBL
DIFR & 725 WY XD EHHIBVE R S, INTM A~ E A —T % B 2
5 b THEXEEE, UhAALE, BCA RS OFEISIEDS, B o %
LS, RS MT T RIS O W TERIITHF 21TV, Bl LA 4% e
Lic. 7o, ~A 7 viftfkF v 72 IMLT 570H120%, 200 mm FEEE OBFHIR D
HCThDH. TR TIE, BRAFMICEAL THREEZITo 7.

5.7.1 TEXV EEOHHIFE~DRE

Fig.5.23 12, TREXV HE L RIS, WHIPIRELE AR, RS2 e DR %
9. Fig.5.23(a) 5, THXV #E % F=0.8 mm/min 2> 5 28.1 mm/min & ¥ S

5 &, F S IREAL T AMHEAFRO B, FFIZ, F=28.1 mm/min O & X, FEtH
1349 0.6 umRz & BAEME L 0 V. E 72, Fig.5.23(b) DR R OEND R L
TR LB AR 1E, 25V 3#E F=28.1 mm/min T AR=48um L HxKTH Y, #
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Surface roughness R, [pum]

Surface roughness R, [um]

Spindle speed N: 90,000min"
1.0 Depth of cut £ 50um 10 -

S
20
T
oo
T

=1 Groove shape AR
~>-Groove depth £

S
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T

Target R,< 0.5um /O

02} 5 L //
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1 1 1 1 1 ] I I I I I I

o
I
Deviation [um]

0 5 10 15 20 25 30 0 5 10 15 20 25 30
Feed F [mm/min] Feed F [mm/min]
(a) Surface roughness

Fig.5.23 Effect of feed on grinding accuracy

Spindle speed N: 90,000min"!
Feed F: 0.75mm/min

10 10 - AR=R-R
N RO \\ //
x £
0.8 g8 F
— 1 Groove shape AR
'E' -O—Groove depth £
0.6 =6 -
£
Target R, = 0.5pm -E
04} A 4+
02l W__O//Q 1
| <
1 1 1 1 1 | 1 | 1 1 )
0 10 20 30 40 50 60 0 10 20 30 40 50 60
Depth of cut ¢ [um] Depth of cut ¢ [um]
(a) Surface roughness (b) Deviation of groove shape and

groove depth

Fig.5.24 Relationship between the depth of cut and grinding accuracy
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Feed F: 0.75mm/min
Depth of cut # 10um

1.0~ 10 - [PR=R-R
R!l o \\ //
Sy 7 &

0.8 8L
‘s —} Groove shape AR
El
= =) ~-Groove depth &
=06 s
g Target R, = 0.5um g

w
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E 04r O\\ g 4l
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=
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0-2 _ X\\ 2 D———D\

Target AR & £ = 1 Opn:D\
0 ] ] ] ) 0 O\O\O_ \E
20,000 40,000 60,000 80,000 100,000 20,000 40,000 60,000 80,000 100 000
Spindle speed N[min] Spindle speed N[min!]
(a) Surface roughness (b) Deviation of groove shape and
groove depth
Fig.5.25 Effect of spindle speed on surface roughness
I E e ld, F=28.1 mm/min Te=25um &K ERD. ZORKIE URES

ERRKENZ &ET, BRI TN LAWK T 5720 Th D, £, %0l
FE7S F=0.8, 3.8 mm/min & /N S WK, IS EEIX R AT Cd 2 035, ILRER MR .
Uboz g, 2603EE F=7.5 mm/min TNT2179 2 & T, MTRER, FmkH
S, WK, RS bR E BICRIFICRDOEFE R D.

5.7.2 BIiA B B FEI RIS R T R

A [E 5%k 2 N=90,000 min', T E%V #HEIXIREREROB LN F=15
mm/min & —EIZ L, YHIAHZE =5~50 pm & 2 X CTHFHIRHE~ DB Z A LT,
F£72 Fig.5.24 12, UliAAE RIS, BRI E AR HERIAELE ¢ DR
5T, Fig524() LV, UBAZE %2 5um 75 50 um EHM L TH, Fk S
$1027umRz & —ETHDH. YD D, UHALE I3REH SITBEE LN
EEZD. F£T7, Figs524b) O EROEN SR LR ELE AR X, Y]
AHE =50 um TAR=32 um & ik, RS EbE e ld, A50 um Te=1.2 um &
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WRRKERD. ZORRIE, UHABENRKENI & T, IRKUIHNDAMBEEKL,
HIIENWDNHEE LI THS. £z, UALE =5 pm O & SRR E A T
LR BRAE, UHAHZENNSTED &, BMROUBES AN 20, B
DBRPFEEL, UINAOERGIFENES Kol EZ 5.

bz Lind, Y10iAZE =10 um T LZ1TH Z & T, REH X, EERENL
®, U0ELELLICRICRDEEZD.

5.7.3 IR BIERECOHHIREE I RIE 35

Fig.5.23, 5.24 £V, Blif7efEROG O TEE Y #HE F=7.5 mm/min, YJiAZ
B =10 pm & —EI2 L, A EEEE N=30,000 min™ 725 90,000 min™ & 25 2 THF
HIRHE~ DB 2 Gt L7z, Fig5.25 12, MR & RimH S, WBIRELE AR 18
RS E ¢ DEMRE T, Fig.5.25(a) & v, EHEEEAY N=30,000 min” 75 90,000
min” & BT HITFEV, FKEHL S 135 0.44 pmRz 705 0.15 umR,, & 45, £7-
Fig.5.25(b) & v, HRPZOENSEE L-IERIRE(LE AR X HHE N=90,000
min” TAR =0.57 um & e/, R SZELE & 13 N=90,000 min"' T £=0.23 um & #ix
N ZOFRRNE, BAEEEZE< T2 8T, BKORRIEBES he
WS 720, BEMEE SN2 ThD.

LLED Z &5, [Al#EER N=90,000 min” T L2175 2 & T, Rk &, #RIR,
RSB EL BICRIFICRDEERS.

5.8 BFHI OREREIZ £ 5 BEA EERE

— 72 Y FRIERE O~ A 7 v il T v T O R S0, £ 200 mm & ST
%720 22T, AWFZETIE, WFEIE L=200 mm F TOMAEEREIC SV TERAIC
AT T,

FEBRGEMIL, INETOERMER TR D BAFR/HRNE O 72 A BERE

N=90,000 min™', T.E.%VEFE F=7.5 mm/min, YHALE =10 pm Z278E L, HFHIE
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Fig.5.26 Relationship between grinding length and surface roughness
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v
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Fig.5.27 Relationship between grinding length and deviation of groove shape
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% L=200 mm £ CEREI1T-o7=. £7=, Fig.5.26 [ZHHIMER LS REH S Rz O
#eR%, Fig5.27 12, MWFHIFEGZ E O AR LR AR DR & TR S 2 b B eD BfR
T, WFEIE % L=20~200 mm EHNSHTH, REMES Rz 1%, BIEETHD
0.5 umRz Z i/ LT\ 5. Fig5.27(a) & ¥, #hZRPEEROZENDEH LIZERIRE L
BAR 1IHFEI OMGIEWNEIN L T 5. Z ORI, BFEIAEGIC L 0 BRI
HEAMBEEML, RIEINHAOBEFENFE LD EEX NS, £, Fig5.27(b)
£ 0 IR S B e b AFHIKS
UL EORER S, WFEIE L=200 mm F CO®PHIZIWT, A EEREL N=90,000

i

]

(s

(ZFEWNEIN L TV 5.

min”, TH% Y HE F=7.5 mm/min, YHAZE =10 um & —EDFRMAETMTELT 9
LT, 05 umRz LN OREM S AHOND05, IR EITR 10 pm & K&
K7D, ZOZEnD, REIETEAZHLONOO LML, 1 RIT W2 i3
Z LTk, WIIRENEAR, UV L Eex 1 yum LRIZTAMERHDH EF X
5.

59 5
ARETIE, 7 AR~ 7 0ifihTF v TE&UOAX =N VYT T7 ¢ 8

KICLDMTEHNE LT, XA Ve REAKRAIZ L ZBEA S T.OWFHE| R

2B 2 RETZATV, DL ORERZ 7.

(1) A4 YES NEEEAICLDBBEASSOERKE, RN LEITo 720D, L
D THhAE T D F L MHFEI(F L b f-45~45)B X7 v Ty b, B
v FTTHIHIUN T 21T > /2. ZORER, SHEMHIG D 55, Fv -4 45, -45°
OB R 22 LT, REMI1T 0.5 umRz AT & RAFIC/R D 2 &35
Mmol=. L»L, Ty vy b, XUy NTHE, INLmEICHEISIED R D
Hiv, FILA45° , 45 ° OBFAITTAE ik L CERmH S 2358, Fu M
45°C BAF e N TREFE 245 5 2 RN, S RUIBUE X030/ & <, iR fE 3£ i,
RABEHEENRENWTEDEFZD.

(2) EFEF v MFENC W TR E RREIZ 72 5 TR & 2 A Y& 2 RERRL DKL
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FEIZBE L CEBRIMRE 1T o7z, @l Y A 7Ot a 2 H9 25 2 & T,
A YR ZZTE 23 Il S 4L, R S 25489 0.2 umRz, 1EIRZLEDKT 1.2 um,
REY D IABLENS DELEIK 1.8 pm &, BE X A T OIRA I TR
HIFESEE 2450 Z LN TE D, E£2, XA YT RiEKA O TR 12~25
um OFPIZISNT, EEPRIPR 25 pm OHLRIARA 1, ARRIBLE 2 IR C &, KA
HLE 239 0.2 umRz, ERIRZE(LEDK 0.3 um, RS ZLENK 02 um & BAF
IIFHIEEE 2152 Z LR TX 5.

(3) @AEY A4 T DA X' REEA & AW T 0 NFHEI O B 22 5 H R
PEICBI L TR 21T o 72, Z0RER, k0 dHE4 F=0.8 725 28.1 mm/min O [H]
TS5 &, Rmf SITH 3 6%, =PRI 1T 2R L& 4 65,
RSB EITR 8 MFICENLT . £, UhAHLEZ =570 50 um ([ZHEIN X
5L, mFEEROENGRE LB A EITK 6 £F, 18RS 2L EITK 3
FIZEBAET 50, REMSIHIIF-ETHDH. £, EAREREE N=30,000 />
£ 90,000 min" LIS D &, REHL S 2/5, HIRE(LREAR, HRSE
el HITKI 13 ERIF L5,

72, TNOORREEE AT, WHHIAGICHE S, BREHS, BRIREEO
HIE 21T - 72, BEAEERE N =90,000 min™!, T.H2%Y 3 F=0.75 mm/min, YA
F 8 =10pm & —E DRI THHAIRKGE 217 5 2 & T, RAF2RHEH 4 0.3 pmRz
DEGND. LL, EREMEITN 10 pm ERES LD D, KA
BAZ A BTN AT O MER B D
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6. 1 AHFFZEDRERDEHY

UTAE, SR (LS00, bR ORGE IS AR Ze~ A 7 a itk T v TN ER &
NTW5b. <A 7 aifiikF ~ 7%, MEMS (Micro Electro Mechanical Systems)$%1i7 &
FDCHRLE L7208 100pm FRE OWEEN TIREROGZ R L, i OLF#E, 4
e, WIEZITHEETH Y, K 10mm O F 5 AF v 7 1213 H T 2k Lo b
FREEAEML LIV AT LA TH D, —fRIC, Z ORI 8 RENE TR TH
WHNL T+ MY YT T 4 FATRIESRE Si -G AEHA I TWS. Ln
L, mffizzikifi &< oE TRAVEL T2 2oL, MEa X FodlE s,
U— K& A LOREMENEZERIZANT EBFRE L& 7> T 5.

Z ZCAMIETIE, 1EEK 10~%% 100pm OBGIEZ ~ 1 7 2 #IN T CRAT 5
AH=ZHN VYT T7 4 FREREL, A7 2 VA, BEAE&EMOSROEHE
R 72 MR 2~ A 7 0 TRICEVEEN LT 28 AME L. 20
TAMFZEBRBEER Y, O ~A 7Ty NI LOUEIREICIES <IN T4 E
e, @~ A 7 mxy RINMZ LD AT v L ZABLeTI 4 fl3E4 % - CRIgE &
75 % G B WT AR AL ORI DB, 7' 7 A F v 7 B~ A 7 a ik F » 7 %4
EL72 Y FEEET VAR ORIEIC L DB EM OGO TR, @F 7 A~
A 7 a iR T > TR AR o8& 2 U 72 S OGN THEAF o4 T
H5H.

1% [Tl T, BURO~A 7 vk » 7REGTXORE L, AuFsEnse
BTDAD=HIN VY 7T 7 4 BEHFXOR R, FFEHEEELRL, FROER L
Tt I LTV 5.

HwogEl~v A 7 R I LVOYHEIEMIC S < INTEMEe e OB T,
A= VI TT77 4 FRICKDERINTORABHFETHD, v~ 7K
INVOMTEMEOERERFHCE L CThREta To 7. UIHIEEE, 1| YV £ &,
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il 7 7] G0 3A 7 B DN LA 23 B AR B U HI R 12 I E TR 2B L C, L HEA
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