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Machining Technology of Micro Channel for Microfluidics Using 30.m
End-mill
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Table 1 Cutting conditions

Cutting method Endmilling

X, Y, Z resolution 5, 5,40 nm

Cutting tool WC ¢30/m Flat end-mill

Spindle revolution 50,000 RPM

Tool feed rate 10 mm/min

Depth of cut(Axial), ap |2, 4, 6, 10/m

Workpiece 6:4 Brass
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Fig. 2 Machining method Fig. 3 Micro end-mill
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Fig. 4 Comparison of machined surface according to a,
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Fig. 5 Comparison of cutting force according to a,
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Fig. 10 Results of machining microfluidics
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