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Abstract Many researches have studied the micro tools
either by simulations or experiments showing that the micro
tools play very important roles in micro/nano machining,
and micro tool geometries have a direct impact on the final
machining quality. Commercially available micro milling
tools are usually simply made from downsizing of macro
milling tools, which may not be able to be accurately
fabricated. Custom micro milling tools have been created
by some researchers, but no design criteria for micro
milling tools have been introduced. The above factors
constrain the development of effective micro milling tools
and consequently constrain the researches on micro/nano
milling. Based on former researcher’s work, this paper tries
to introduce the design criteria for the custom micro
tooling. Firstly, the extent typical micro milling tools are
studied, and their drawback/limitations are summarized.
Secondly, experimental evaluations of the key drawback/
limitations are processed. Thirdly, the design criteria for
custom micro milling tools are proposed, and corresponding
design process is introduced. Then, a new micro hexagonal
end mill has been designed based on these criteria. Finally, a
polycrystalline diamond micro hexagonal end mill with a
diameter of 0.5 mm was fabricated by wire electrical
discharge machining, and the evaluation experiments for
the hexagonal end mill have been processed on a nano

milling center. Experimental results show the newly
designed hexagonal end mill can achieve submicron level
surface roughness and has simultaneously high-accuracy
side and bottom machining capabilities.
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1 Introduction

Among mechanical micro/nano milling processes, micro/
nano milling is the most flexible one to create 3D features
for applications such as MEMS (micro-electro-mechanical
systems) and the die/molds for very high-accuracy glass
products. One of the biggest challenges for mechanical
micro/nano milling is the design and fabrication of high
precision micro milling tools. The reason is that inappro-
priate design and fabrication will result in the long tool
fabrication time and high cost due to the complicated tool
fabrication processes, and even worse, it reduces the
geometrical accuracy of fabricated tools, subsequently with
these tools, it is difficult to achieve acceptable micro
machining accuracy and surface quality. Many studies have
been performed to fabricate or optimize the geometry of the
micro/nano milling tools [1–8]. Although some suggestions
are given based on the specific tool geometries in the
literatures, no guidance criterion has been introduced for
the custom micro tool design. Moreover, the commercially
available micro milling tools are too expensive, and most of
them are simply made from downsizing of macro milling
tools. The above factors constrain the development of
effective micro end mills, and consequently, the researches
on micro/nano milling are constrained, so it is necessary to
introduce design criteria for the custom micro tooling.
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In this paper, based on the study of existing typical micro
milling tools, we summarized the drawback/limitations of
these micro tools and did some experimental evaluations.
Then, the design criteria for micro tooling were introduced in
order to give basic guidance for the design of custom micro
milling tools. Based on the guidance introduced in this paper,
we designed and developed the new hexagonal end mill with
symmetrical geometry, which has two cutting edges at the
bottom and six cutting edges at the peripheral. The new
hexagonal end mill has uniform axial rake angle, axial
clearance angle, radial rake angle, and radial clearance angle,
making the same surface quality possible for both side and
bottom surfaces to be machined.

A polycrystalline diamond (PCD) hexagonal end mill
with a diameter of 0.5 mm has been fabricated by a multi-
axis wire electrical discharge machining (WEDM) machine.
Micro/nano milling experiments on tungsten carbide (WC)
have successfully shown the new hexagonal end mill can
achieve submicron level surface roughness for both side
and bottom surfaces.

2 Summarization of typical micro milling tools

2.1 Literature review

Based on our literature searches, the following literatures
associated with design and fabrications of micro milling
tools are reviewed and summarized.

In [1], a kind of simple oblique-cut micro mill (Fig. 1a)
was fabricated and evaluated by grooving and spider-
pattern machining on the workpiece made of aluminum. In
[2], a kind of single-edged micro milling tool was
developed to avoid possible problems prompted by multi-
edged micro milling tools with insufficient micro tool
fabrication accuracy (Fig. 1b). Milling tools with diameters
of 300 and 45 μm were used for the grooves machining in
order to verify these designed tools. In [3], the two-flute
helical end mill has been optimized based on the dynamic
load and strain analysis by finite element method (FEM).
The optimized helical end mills made of WC coated with
TiAlN were tested to cut the PMX190CrVMo20 with the
hardness of 52HRC and 62HRC. In [4], a kind of two-flute
end mill was created by the integration of WEDG and FIB
sputtering (Fig. 1d). The fabricated micro tools were used
to mill micro channels on polymer and average surface
roughness Ra of 80 nm can be achieved. In [5], super finish
ball-nosed end mill (SFB) and super speed ball-nosed end
mill (SSB) are created (Fig. 1e). The SFB has a very simple
no-flute unchamfered cutting edge with a large negative
rake angle of approximately −45°. The SSB has the same
cutting edge as the SFB but its rake angle is approximately
−20°. Both tools made of CBN are tested to cut the die steel

SKD11 (60HRC) and hardened stainless steel STAVAX
(52HRC). The best surface finish achieved by the SFB and
SSB has approximately an Rz of 1.8 and 1.0 μm,
respectively. In [6], Δ-type and D-type end mills are

(a) SOC mill (b) Single-edged end mill 

(c) Optimized helical end mill (d) Two-flute end mill 

 

(e) SFB & SSB (f) -type and D-type end mill

 
(g) 20µm end mills (h) 20-edged end mill 

 
(i) Two-flute end mill  (j) Hexagonal end mill 

Δ

Fig. 1 Micro milling tools from the literatures
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created based on the FEM analysis (Fig. 1f). The end mills
made of WC are evaluated by cutting brass. The best
surface roughness Ra of 100 nm can be achieved. Experi-
ments show that the Δ-type end mill is not appropriate for
the machining of brass because of its large negative angle,
which made the machined surface worse. The D-type end
mill has both higher rigidity and better cutting perform-
ances. In [7], based on the Ф20-μm WC cylinder, four
types of micro end mills were created by grinding method
aiming at micro grooving on duralumin. By the experi-
mental results, this paper gave three suggestions to the
optimal tool shape for micro grooving, and the type e was
created and tested to achieve a higher surface quality and
longer tool life (Fig. 1g). In [8], a 20-edged micro milling
tool made of PCD is ground and polished with diamond
wheels (Fig. 1h). The experiments show that the micro
aspherical mold and the micro lens array mold obtained
were less than a P-V of 100 nm and an Rz of 15 nm. In [9],
two types of micro end mills are created by WEDM. One is
the two-flute end mill used for very high-quality surface
machining and another is the hexagonal end mill used for
high-efficiency micro machining (Fig. 1i, j). Thin walls

with a thickness of 3 μm and height of 30 μm were
successfully machined, the side wall was machined by the
Ф0.2 mm hexagonal end mill and the bottom is finished by
the Ф1.0 mm two-flute end mill. The surface roughness
with a P-V of 35.5 nm and an Ra of 2.8 nm for the bottom
surface has been achieved.

From the above literatures, the micro milling tools are
mainly randomly designed and fabricated without guiding
criteria. Even though some good micro machining results
have been achieved, the geometries and fabrication process
for these micro end mills cannot be claimed as very
effective. In order to efficiently guide the design of micro
milling tools, the drawback/limitations of micro milling tool
design are summarized.

2.2 Drawback/limitations of available micro milling tools

& Downsizing of conventional macro milling tools
Some available micro end mills are made directly

from macro tools by downsizing. One of the typical
ones is the two-flute helical end mill. Fig. 2 shows a
brand new one of the commercially available two-flute

Fig. 2 Commercially available
micro two-flute helical end
mill (Ф0.1 mm)

(a) Before machining (b) After machining 

Chips 

Radial rake face Axial rake face 
Fig. 3 Chips pasted to the rake
faces (tool: PCD, workpiece:
WC)
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helical end mills with the radius of 50 μm. Area A in
Fig. 2 shows that the side helical cutting edge has been
overcut by the grinding wheel around 6 μm of length
in axial direction. At this area, the axial and radial
rake angles are different from that of cutting edges
outside area A, which makes the cutting conditions
changed and machining results varied along whole
cutting edges in micro/nano milling processes. More-
over, the weak-point analysis showed that the simple
downsizing of the conventional macro two-flute helical
end mills is not appropriate for the type of load they
have to withstand [3].

& Rake angle and cutting edge radius
Most of the micro tools mentioned above didn’t

consider the rake angles and cutting edge radius for the
specific workpiece materials. As shown in the previous
researches [6, 10, 11], the rake angles and tool edge
radius have significant relations to surface quality and
cutting forces in micro/nano machining. They should be
varied for ductile and brittle materials considering the
different material removal modes.

& Critically small geometry features
Theoretically, the larger the micro milling tool is, the

easier it is to fabricate the critically small geometry
features, and the smaller the micro milling tool is, the

harder it is or even impossible to create the critically
small geometry features on the tool. For micro/nano
milling, larger tools sometimes are inefficient or
impossible to cut small features on the workpiece.
Usually smaller-sized micro end mills with the diameter
from 1 mm to several 10 μm are preferred in micro/
nano milling. Micro tools shown in Fig. 1c, d, e, h, i,
where SSB is presented in subpanel e, have size
limitations because the rake face, one of the most
important tool features affecting the tool performances,
which on these tools is harder or impossible to be
created by the original authors’ machining methods due
to the size limitations of the grinding wheel or electrode
wire when the tool size becomes to several 10 μm.

& Unsymmetrical cutting edge geometries
As mentioned in [2], due to the manufacturing

tolerances of ±10 μm on a micro tool, sometimes, only
one cutting edge is engaged. This results in increased
tool wear, increased cutting forces, minor surface
quality, and a high risk of milling tool breakage, so
the single-edged end mill is developed in [2]; however,
the centrifugal load and deformation when the tool is
rotating more than 100,000 rpm cannot be neglected,
especially for micro milling tools with comparatively
larger sizes. This will result in the chattering of the tool

20
µm

 

(a) Front view (b) Side view 

Cutting edges 
Unnecessary contact 

peripheral area 

Fig. 4 Two-flute end mill
(Ф0.9 mm)

Unnecessary contact bottom 

areas 

Cutting edges 

(a) Top view (b) Side view 

Fig. 5 Hexagonal end mill
(Ф0.5 mm)
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and, consequently, worsening the machined geometry
accuracy and surface quality, so the unsymmetrical tool
geometries mentioned in the literatures are preferred to
ultra small-sized tools.

& Unnecessary contact between the tool peripheral and the
workpiece

During cutting, the contact between the tool periph-
eral surface with the same radius of the radial cutting
edges or the bottom surface with the same length of the
axial cutting edges and the workpiece is called the
unnecessary contact. Cutting forces increase obviously
with the increase of the unnecessary contact between

(a) Cutting depth = 20µm (b) Cutting depth = 35µm 

Fig. 6 Surface roughness by the two-flute end mill (feedrate=0.2 μm/tooth, Ad=1 μm)

(a) Machined surface (b) Before cutting (c) After cutting 

Fig. 7 Milling experiment by the hexagonal end mill (feedrate=0.2 μm/tooth, Ad=1 μm)
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the tool peripheral and the workpiece, and also the burrs
become more serious while the soft material is
machined as mentioned in [7]. The tools shown in
Fig. 1a, d, g, i, where types a, b, and c are presented in
subpanel g, have such drawbacks. The larger the above
tools are, the larger the unnecessary contact area and the
worse the cutting situation are.

& Unnecessary contact between the tool bottom and the
workpiece

In micro/nano milling, the feedrate per tooth is in
micron or sub-micron level, so the length of cutting
edges or the area of bottom faces of the tool are
preferred to be as small as possible in order to avoid the

friction and re-cut of the machined surfaces. The larger
friction force between the bottom surface and the tool
may cause the breakage of the tool, for example, when
the micro PCD tools are used, where usually the cutting
portion is made of PCD and the PCD is brazed to other
materials such as WC, the brazed portion is more
possibly broken. Also, when the air turbine spindle is
used for micro/nano milling, the larger friction force
may cause the spindle stop. Considering the above two
points of tool breakage and spindle stop, grooves have
been cut for the hexagonal end mill in [9] in order to
avoid as much as possible unnecessary contact between
the tool bottom and the workpiece. The tools shown in

Fig. 8 Design and development
process for micro end mills

(a) Top view (b) Side view 

Fig. 9 New hexagonal end mill
(Ф0.5 mm)
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Fig. 1f, g, j, where types a, b, c, and d are presented in
subpanel g, have such drawbacks.

& Low chip disposal space
In micro/nano milling, the chips usually have the

submicron-level dimensions, which make the disposal
of chips very difficult even under flood fluid con-
ditions. Figure 3 shows the chips are pasted to the
axial and radial rake faces of the micro milling tool
under flood fluid conditions, which were encountered
by the authors. Even worse is that some micro/nano
milling operations need to be finished without cutting
fluid at all, so the dilemma is how to maintain the
balance between a good chip disposal space on the tool
and a good stiffness of the tool. Roughly, the tools

shown in Fig. 1b, d, h have the low chip disposal
spaces.

& Machining efficiency
The ideal tool has multi-process capabilities, for

example, only by one-time tool setup, the micro tool
can machine the thin wall with both good surface finish
on the side and bottom. The tools shown in Fig. 1i, j
can only be used separately when micron-level thin wall
features and sub-micron bottom surface finish are
needed. The machining efficiency is lowered, and tool
change errors will be introduced. For the same reason,
tools shown in Fig. 1a, d, f have the similar drawbacks.

3 Experimental evaluation

Single-slot milling experiments are designed to evaluate the
unnecessary contact effect. Figure 4 shows a successfully
developed high-performance top surface milling tool, which
has a larger unnecessary contact area while the cutting
depth is larger than 20 μm. Figure 5 shows a successfully
developed high-performance side surface milling tool,
which has large unnecessary contact areas at the bottom.

(c) Max. deformation (new) (d) Max. Mises stress (new) 

(a) Max. deformation (previous) (b) Max. Mises stress (previous) 

Fig. 10 FEM static analysis

Table 1 Material properties

Material WC PCD

Density ρ (kg/m3) 11,900 500

Elastic modulus E (GPa) 534 850

Poisson’s ratio ν 0.22 0.08

Transverse rapture strength Kc (GPa) 2.94 2.5

Grain size (μm) 0.8 0.5
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Both end mills are made of PCD and fabricated by a
dedicated multi-axis WEDM machine [9, 12]. The work-
piece material is WC. The cutting experiments were done
on the nano milling center AZ150 [9] and on machining
conditions with feedrate=0.2 μm/tooth, Ad (axial depth of
cut)=1 μm, and spindle speed=120,000 rpm; flood fluid
and the micro tool are fully engaged during machining.

Figure 6a, b shows the surface roughness by the two-
flute end mill when the cutting depth is 20 μm and 35 μm,
respectively. When the cutting depth is larger than 20 μm,
the unnecessary contact area becomes larger and surface
roughness getting worse. When the cutting depth is larger
than 40 μm, the noise can be heard, and spindle stops due
to the friction forces. Figure 7 shows the bottom surface
finish is very bad, and tool bottom wear is very serious due
to the unnecessary contact at the bottom.

The experiments show the unnecessary contact is
harmful to micro/nano milling and may cause bad surface
finish, serious tool wear, and spindle stop.

4 Design criterion and process for custom micro milling
tools

4.1 Design criterion

Based on the drawback/limitations mentioned above, the
following design criteria are summarized in order to give a
basic micro milling tool design guidance.

& High stiffness
Stiffness plays a critical role in micro/nano milling.

One reason for micro tool run-out is low stiffness. In
micro/nano milling, tool run-out may cause only one
cutting edge to be engaged during cutting. Consequent-
ly, the force variation increases significantly, the tool
wears more quickly and probably results in tool
breakage. Simply downsizing of conventional macro
tools may cause this problem. During custom micro tool
design for the specific micro machining purpose, it is
necessary to make the stiffness of the custom tool equal
to or higher than that of other similar-sized successful
micro milling tools.

& Rake angle and cutting edge radius
Micro milling tools usually have a rake angle

equals to or smaller than 0° due to the stiffness
reasons. Experiments showed that smaller negative
rake angle made the machining quality poorer in
micro/nano milling of soft materials [6]. But for a
brittle material, in order to achieve the ductile mode
machining and higher machining efficiency, highly
negative rake angles are preferred [10, 11]. The cutting
edge radius is related to the tool material grain size
and the tool fabrication processes. Sometimes it is
hard to be accurately controlled and can only be
passively measured and used for the calculation of
machining parameters. In ultra-precision micro/nano
milling, the axial depth of cut and the feedrate per
tooth are sub-micron level, which makes the edge
radius to form the effective rake angle, so for soft
materials, smaller edge radius and larger rake angles
from negative to 0° are preferred. For hard and brittle
materials, larger edge radius and highly negative rake
angles are preferred.

& Critical small geometry features
Critical features need to be considered according to

the machining capability, accuracy and efficiency, for
example, the size of the smallest grinding wheels and

(a) Front view (b) Side view 

Fig. 11 New hexagonal end
mill made of PCD (Ф0.5 mm)

Table 2 Tool wear measurement

Radius (mm) Length (mm)

Before machining 0.25072 29.15579

After machining 0.25064 29.15940

Tool wear 0.00008 0.00361
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the thinnest electrode wire should be taken into
consideration for smaller concaves in the micro tools.

& Symmetrical tool geometry
With the advantages of more precise machine tools

and more optimal machining processes, cutting edge
variation error of ±3 μm has been achieved for a SFB
with a radius of 500 μm in [5], radius error of 1.6 μm
has been achieved for a hexagonal end mill with a
radius of 250 μm in [12], and cutting edge variation
error of ±2 μm has been achieved for a newly designed
ball end mill in [13]. That makes it possible for
fabricating micro milling tools accurately with symmet-
rical geometries. Considering good balances under very
high rotation speed, symmetrical tool geometry is
preferred.

& Avoid unnecessary contact
Clearance angles, tool peripherals, and tool bottom

surfaces should be considered to avoid unnecessary
contact.

& Chip disposal space
Chip disposal space before the rake face needs to be

considered especially under severe cutting conditions as
no cutting fluid and high-pressure air.

& Multi-process capability
Micro milling tools with single-tool multi-process

machining capabilities are preferred to achieve high
machining efficiency and accuracy by reducing the tool
change time and errors.

4.2 Design process

Based on the above micro milling tool design criteria, the
design process for custom micro milling tools is proposed
as shown in Fig. 8. Given the workpiece information such as
the geometry features, dimensions, and material properties,
micro milling tools are designed. Then, the FEM analysis
is processed to verify the stiffness and transverse fracture
possibilities. If the stiffness is commensurate with similarly
successful micro end mills and if no transverse rapture
happens, the designed micro tool is fabricated and experi-
mentally tested. Otherwise, it is modified until the require-
ments are satisfied. Mainly, the surface quality and tool wear
are tested in the experiments. The process is repeated until
the required custom micro end mill is created for specific
micro/nano milling purposes.

(a) Bottom surface (b) Side surface 

Fig. 12 Surface roughness of the slot (feedrate=0.2 μm/tooth, Ad=1 μm, total cutting depth=300 μm)
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5 Development of a new micro end mill

5.1 Geometrical design

Geometrical feature on the workpiece is slot with submi-
cron surface finish requirements for both side and bottom
surfaces; the dimension of the slot that is length×width×
height=5.0×0.5×0.3 mm, and the material is WC. Based
on the design and development process shown in Fig. 8, the
corresponding designed micro end mill is shown in Fig. 9,
which is derived from the hexagonal end mill shown in
Fig. 7 satisfying the design criteria proposed in this paper.
The material for the micro end mill is PCD, diameter is
0.5 mm, radial rake and clearance angles are −60°, axial rake
and clearance angles are −60°, and cutting length is 0.5 mm.
The properties of WC and PCD are shown in Table 1.

5.2 Evaluation

First, comparison of FEM evaluations are done for the
previous hexagonal end mill and the newly designed end
mill. The mesh type is C3D4, and 0.3-N forces in X and Z
directions (Fig. 9) are applied to the tip of the cutting edge.
Simulation results are shown in Fig. 10. The newly
designed micro end mill has almost the same stiffness as
the previous one, and the difference between the two
maximum deformations is only 9.07 nm. The maximum
Mises stress is within the transverse rapture strength, and
no tool chip-off will happen.

After the FEM evaluation, the newly designed micro end
mill was fabricated by the multi-axis WEDM machine tool
ASX350L [12] and is shown in Fig. 11. Then, the micro/
nano milling experiment was done on the nano milling center
AZ150. During cutting, the cutting edges are fully engaged.
Machining conditions are that feedrate=0.2 μm/tooth and Ad
=1 μm, so the total machining length is 1.5 m. Tool wear
was measured by the Blum measurement system integrated
on the nano milling center AZ150 and was shown in Table 2.
The radius wear is smaller than that of the length wear. The
possible reason is that the machining parameters are not
optimum, and the sharp bottom cutting edges are more
vulnerable to wear than side cutting edges. These possible
factors will be studied and verified in the future companying
with micro/nano milling simulations. The finished surface
roughness is shown in Fig. 12, which shows that the bottom
surface finish achieved by the newly designed hexagonal end
mill is commensurate with that of the two-flute end mill as
shown in Fig. 6. The side surface roughness is higher but the
P-V still follows in submicron level. One of the possible
reasons for the rougher side surface is that the side surface is
machined layer by layer with the height of Ad=1 μm, based
on the machining processes mentioned above. Another
possible reason is that the side cutting edge has a kind of

line cutting effect instead of point cutting effect as that of the
bottom cutting edges. Possible solutions include the mod-
ifications to the machining process and the tool geometry.
For the tool geometry, the ideal side cutting edge should be
similar to the bottom cutting edge, but it will decrease the
tool stiffness and increase the possibility of chipping off of
sharp tips at the intersection between the side and bottom
cutting edges. This research is in process now.

From the experiment, the new micro end mill developed
based on the design and development process is successful,
which conforms to all the design criteria proposed in this
paper.

6 Conclusions

Micro milling tool is one of the most important aspects
affecting the successful application of micro/nano milling;
however, no systematically study has been made about the
design for micro milling tools. Based on the analysis of the
extant micro milling tools, the drawbacks or limitations are
summarized. Then, by the authors’ and other researcher’s
experimental and simulation experiences, the design criteria
and corresponding design process of micro milling tools are
proposed as guidance. Based on the design and development
process, the hexagonal end mill is modified, and a new micro
end mill is created and fabricated. The micro/nano milling
experimental results show the sub-micron level surface
roughness can be achieved for simultaneously both side and
bottom surfaces, and show the successful creation of the new
micro end mill by the design and development process.

Open Access This article is distributed under the terms of the
Creative Commons Attribution Noncommercial License which per-
mits any noncommercial use, distribution, and reproduction in any
medium, provided the original author(s) and source are credited.

References

1. Aoki I, Takahashi T (1999) Micropattern fabrication by specially
designed micro tool, Proceedings of SPIE. Int Soc Opt Eng
3874:365–372

2. Fleischer J, Deuchert M, Ruhs C, Kuhlewein C, Halvadjiysky G,
Schmidt C (2008) Design and manufacturing of micro milling
tools. Microsyst Technol 14:1771–1775

3. Uhlmann E, Schauer K (2005) Dynamic load and strain analysis
for the optimization of micro end mills, CIRP Annals. Manuf
Technol 54(1):75–78

4. Ali MY, Ong AS (2006) Fabricating micromilling tool using wire
electodischarge grinding and focused ion beam sputtering. Int J
Adv Manuf Technol 31:501–508

5. Jin M, Goto I, Watanabe T, Kurosawa J, Murakawa M (2007)
Development of CBN ball-nosed end mill with newly designed
cutting edge. J Mater Process Technol 192–193:48–54

532 Int J Adv Manuf Technol (2011) 53:523–533



6. Fang FZ, Wu H, Liu XD, Liu YC, Ng ST (2003) Tool geometry
study in micromachining. J Micromech Microeng 13:726–731

7. Ohnishi O, Onikura H, Min SK, Aziz M, Tsuruoka S (2007)
Characteristics of grooving by micro end mills with various tool
shapes and approach to their optimal shape. Mem Fac Eng
Kyushu Univ 67:143–151

8. Suzuki H, Moriwaki T, Yamamoto Y, Goto Y (2007) Precision
cutting of aspherical ceramic molds with micro PCD milling tool.
Annals of the CIRP 56:131–134

9. Cheng X, Nakamoto K, Sugai M,Matsumoto S,Wang ZG, Yamazaki
K (2008) Development of ultra-precision machining system with
unique wire EDM tool fabrication system for micro/nano milling-
machining. CIRPAnnals-Manuf Technol 57(1):415–420

10. Blake PN, Scattergood RO (1990) Ductile regime machining of
germanium and silicon. J Am Ceram Soc 73(4):949–957

11. Liu X, Devor RE, Kapoor SG, Ehmann KF (2004) The mechanics
of machining at the microscale: assessment of the current state of
the science. Trans ASME V126:666–678

12. Cheng X, Wang ZG, Kobayashi S, Nakamoto K, Yamazaki K
(2009) Development of a six-axis wire electrical discharge
machining machine for the fabrication of micro end mills. Proc
IMechE Part B: J Eng Manufacture 223:121–131

13. Cheng X, Wang ZG, Nakamoto K, Yamazaki K (2009) Design
and development of micro pcd ball end mill for micro/nano
freeform machining of hard and brittle materials. J Micromech
Microeng 19(115022):10. doi:10.1088/0960-1317/19/11/115022

Int J Adv Manuf Technol (2011) 53:523–533 533

http://dx.doi.org/10.1088/0960-1317/19/11/115022

	A study on the micro tooling for micro/nano milling
	Abstract
	Introduction
	Summarization of typical micro milling tools
	Literature review
	Drawback/limitations of available micro milling tools

	Experimental evaluation
	Design criterion and process for custom micro milling tools
	Design criterion
	Design process

	Development of a new micro end mill
	Geometrical design
	Evaluation

	Conclusions
	References



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Gray Gamma 2.2)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (ISO Coated v2 300% \050ECI\051)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.3
  /CompressObjects /Off
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Perceptual
  /DetectBlends true
  /DetectCurves 0.0000
  /ColorConversionStrategy /sRGB
  /DoThumbnails true
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams true
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts false
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /Warning
  /DownsampleColorImages true
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 150
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 150
  /GrayImageMinResolutionPolicy /Warning
  /DownsampleGrayImages true
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 150
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.40
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 1.30
    /HSamples [2 1 1 2] /VSamples [2 1 1 2]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 10
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 600
  /MonoImageMinResolutionPolicy /Warning
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 600
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile (None)
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName ()
  /PDFXTrapped /False

  /Description <<
    /CHS <FEFF4f7f75288fd94e9b8bbe5b9a521b5efa7684002000410064006f006200650020005000440046002065876863900275284e8e5c4f5e55663e793a3001901a8fc775355b5090ae4ef653d190014ee553ca901a8fc756e072797f5153d15e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c676562535f00521b5efa768400200050004400460020658768633002>
    /CHT <FEFF4f7f752890194e9b8a2d7f6e5efa7acb7684002000410064006f006200650020005000440046002065874ef69069752865bc87a25e55986f793a3001901a904e96fb5b5090f54ef650b390014ee553ca57287db2969b7db28def4e0a767c5e03300260a853ef4ee54f7f75280020004100630072006f0062006100740020548c002000410064006f00620065002000520065006100640065007200200035002e003000204ee553ca66f49ad87248672c4f86958b555f5df25efa7acb76840020005000440046002065874ef63002>
    /DAN <>
    /ESP <>
    /FRA <>
    /ITA <>
    /JPN <>
    /KOR <FEFFc7740020c124c815c7440020c0acc6a9d558c5ec0020d654ba740020d45cc2dc002c0020c804c7900020ba54c77c002c0020c778d130b137c5d00020ac00c7a50020c801d569d55c002000410064006f0062006500200050004400460020bb38c11cb97c0020c791c131d569b2c8b2e4002e0020c774b807ac8c0020c791c131b41c00200050004400460020bb38c11cb2940020004100630072006f0062006100740020bc0f002000410064006f00620065002000520065006100640065007200200035002e00300020c774c0c1c5d0c11c0020c5f40020c2180020c788c2b5b2c8b2e4002e>
    /NLD (Gebruik deze instellingen om Adobe PDF-documenten te maken die zijn geoptimaliseerd voor weergave op een beeldscherm, e-mail en internet. De gemaakte PDF-documenten kunnen worden geopend met Acrobat en Adobe Reader 5.0 en hoger.)
    /NOR <>
    /PTB <>
    /SUO <>
    /SVE <>
    /ENU (Use these settings to create Adobe PDF documents best suited for on-screen display, e-mail, and the Internet.  Created PDF documents can be opened with Acrobat and Adobe Reader 5.0 and later.)
    /DEU <FEFF004a006f0062006f007000740069006f006e007300200066006f00720020004100630072006f006200610074002000440069007300740069006c006c0065007200200037000d00500072006f006400750063006500730020005000440046002000660069006c0065007300200077006800690063006800200061007200650020007500730065006400200066006f00720020006f006e006c0069006e0065002e000d0028006300290020003200300031003000200053007000720069006e006700650072002d005600650072006c0061006700200047006d006200480020>
  >>
  /Namespace [
    (Adobe)
    (Common)
    (1.0)
  ]
  /OtherNamespaces [
    <<
      /AsReaderSpreads false
      /CropImagesToFrames true
      /ErrorControl /WarnAndContinue
      /FlattenerIgnoreSpreadOverrides false
      /IncludeGuidesGrids false
      /IncludeNonPrinting false
      /IncludeSlug false
      /Namespace [
        (Adobe)
        (InDesign)
        (4.0)
      ]
      /OmitPlacedBitmaps false
      /OmitPlacedEPS false
      /OmitPlacedPDF false
      /SimulateOverprint /Legacy
    >>
    <<
      /AddBleedMarks false
      /AddColorBars false
      /AddCropMarks false
      /AddPageInfo false
      /AddRegMarks false
      /ConvertColors /ConvertToRGB
      /DestinationProfileName (sRGB IEC61966-2.1)
      /DestinationProfileSelector /UseName
      /Downsample16BitImages true
      /FlattenerPreset <<
        /PresetSelector /MediumResolution
      >>
      /FormElements false
      /GenerateStructure false
      /IncludeBookmarks false
      /IncludeHyperlinks false
      /IncludeInteractive false
      /IncludeLayers false
      /IncludeProfiles true
      /MultimediaHandling /UseObjectSettings
      /Namespace [
        (Adobe)
        (CreativeSuite)
        (2.0)
      ]
      /PDFXOutputIntentProfileSelector /NA
      /PreserveEditing false
      /UntaggedCMYKHandling /UseDocumentProfile
      /UntaggedRGBHandling /UseDocumentProfile
      /UseDocumentBleed false
    >>
  ]
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [595.276 841.890]
>> setpagedevice


