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Fig. 3 Micro-hole machining process
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Fig. 10 Micro groove in micro shaft : @50
Fig. 7 Micro hole : @ 20um X 50um (m ; pitch 200um

Fig. 8 Ink jet printer nozzle : )
@ 100m; pitch 204.m 100 Lm

Fig. 11 Polygon hole

Fig. 9 Micro end mill : @300m X 500m;
WC alloy; 4 flutes

Fig. 12 Micro Cavity machined by MEDM
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Fig. 14 Machining flow chart
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Fig. 16 Micro Hole
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Fig. 17 Lateral shape of machined hole

Fig. 18 Machined surface with 4~8um slurry
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