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A Study on the Micro-machining Technique for Fabrication of Micro Grooves

J. W. Park(ERC/NSDM, PNU), E. S. Lee(Dept. of Mech. Eng. Division, IHU), Y. H. Moon(Dept. of Mech.
Eng. Division, PNU)

ABSTRACT

Micro-machining, one of the non-traditional machining techniques, can achieve a wanted shape of the surface

using metal dissolution with electrochemical reaction and can be applied to the metal such as high tension, heat
resistance and hardened steel. The workpiece dissolves when it is positioned close to the tool electrode in electrolyte
and the current is applied. Traditional machining has been used in the industries such as cutting, deburring, drilling
and shaping. The aim of this work is to develop Micro-machining techniques for micro shape by establishing

appropriate machining parameters of micro-machining.
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Fig. 3 Shape of pattern
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Fig. 4 Relationship between machining time and
groove depth
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Table 2 Comparison of Electrolytes
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Fig. 6 Comparison of patterns
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Fig. 7 Photographs of various groove patterns
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