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Mechanical Etching of Micro Pocket by Powder Blasting
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ABSTRACT

The mechanical etching technique has recently been developed to a powder blasting technique for various materials,
capable of producing micro structures larger than 100p m. This paper describes the performance of powder blasting
technique in micro-pocketing of stainless steel and the effect of the number of nozzle scanning and the nozzle height on
the depth and width of pockets. Experimental results showed that increasing the no. of nozzle scanning and decreasing
the nozzle height resulted in the increase of depth and width in pockets. Increase of width results from wear of mask film
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Fig. 1 The micro cracks in indentation process
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Fig. 2 Schematic impression of powder blasting
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Fig. 3 Masking and powder blasting process Table 1 Blasting conditions for micro pocket etching
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Fig. 7 Three-dimensional view
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