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ABSTRACT: One of the major trends in technology development is the shrinking of items and the procedures
used to make them. In addition to being more durable, responsive, power-efficient, tiny in size, and frequently
considerably less expensive than typical macro components, micromechanical parts also frequently feature
excellent levels of temperature, chemical, and mechanical stability. Devices with a size between a dozen
millimeters and a dozen microns are produced using micromachining techniques. These methods, along with
wafer bonding and boron diffusion, enable the fabrication of sophisticated mechanical devices. The atomic-
scale manipulation of bulk materials is thought to fall under the purview of physics, chemistry, and
nanotechnology. However, in an environment where continuum mechanics is abandoned and the quantum
nature of matter is in play, precision engineering, particularly micro-machining, has emerged as a potent tool
for controlling the surface properties and sub-surface integrity of the optical, electronic, and mechanical
functional parts. In this article, there will be examined the need for a more in-depth physical understanding of
micro-machining as well as the history of micro-machining. The amazing precision of tools, machines, and
controls, one hundred times extra exact than the wavelength of light expanding into the nanometer range is
the cause of the startling complexity of micro-machining.
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1. INTRODUCTION

Engineers use "scientific concepts to build or develop structures, machinery, apparatus, or
manufacturing processes all with consideration to an intended function, economics of
operation, and safety to life and property. When they attempt to make things that do not exist
in nature. Classical mechanics, electrodynamics, and thermodynamics were primarily the tools
that engineers used in the nineteenth century and the first half of the twentieth century. Even
after it became obvious that all the mechanical, chemical, and electronic properties of matter
are a result of the structure and dynamics of the atoms that make up the world around us,
described by quantum laws, engineers did not need to understand quantum physics because
they were not working with individual atoms [1], [2].

Today, industries including optics, electronics, medicine, biotechnology, communications, and
avionics, to name a few, are required to produce mechanical components with produced
features in the range of a few to a few hundred microns. Applications, in particular, include
deep X-ray lithography masks, microscale fuel cells, fluidic microchemical reactors needing
microscale pumps, valves, and mixing devices, microfluidic systems, micro holes for fiber
optics, micronozzles for high-temperature jets, and many others. Numerous micro-
manufacturing processes, including deep reactive ion etching, deep UV lithography, electrical
discharge machining, laser sintering, and X-ray lithography electrodeposition molding (LIGA),
have recently developed in response to this demand. Computer numerically controlled
machining (CNC) [3], [4].

The majority of these methods demand unavailable, pricey, or labor-intensive equipment,
making mechanical machining one of the practical micro-manufacturing methods for adding
three-dimensional features to metals, polymers, ceramics, and composites. Micromachining
makes use of tiny equipment for milling, drilling, and turning as tiny as 10 metres to create
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characteristics at the microscopic scale. Despite the geometric and material potential Evidence
for micromachining has been provided by lack of expertise and understanding of the material's
ability to be machined into tiny pieces has prevented industrial micromachining from being
used.

A micro-system is an intelligent, miniature device with processing, sensing, and/or acting
capabilities. Microengineering describes the methods and techniques used to create three-
dimensional objects with dimensions on the order of micrometers. The fundamental technology
for producing miniature parts and components is micromachining. Micromachining led to the
creation of a large class of devices with electromechanical functioning and micrometer-scale
feature size. These systems are commonly referred to as MEMS (Micro-Electro Mechanical-
Systems). The current development of MEMS is directly related to micromachining
technology. Starting with silicon wafer microchip technology, the development of micro-
electro-mechanical systems and related research spread to industries like automotive,
aerospace, micro-robotics, optical, and biomedical. More consideration is given to the
attainment of high aspect ratios, complicated fine forms, and 3D sculptured surfaces. To
characterise new technologies or improve existing processes, research is underway. ensure the
desired fine precisions and low manufacturing costs to enable a genuine expansion and
challenges in the industrial world [5], [6].

1.1. Micro-Manufacturing:

The collection of design and fabrication technologies known as micro-manufacturing are used
to precisely make and create structures and elements at scales below the range of human
perceptual ability. Although the fabrication processes for microelements are practically as
different as the uses for which they are utilized, they can be divided into two main groups.

1. Micro-machining in bulk.
2. Micro-surface machining
1.2. Micro-Machining:

Bulk micromachining, which refers to a variety of etching processes in which the needed
structures are formed using etching chemicals that selectively remove material, is a subtractive
process, Depending on which face of the crystal is exposed to the chemicals during etching,
concave, pyramidal, or other faceted holes are produced, Because the chemical that severely
erodes the silicon creates shapes that utilize the whole mass of the chip, this process has come
to be known as bulk micromachining. Figure 1 illustrating the micro machining in bulk system.

Figure 1: lllustrating the micro machining in bulk system [Google].
1.3. Micro-Surface Machining:
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It is known as surface micromachining because it deposits a thin silicon coating that can be
used to construct beams and other structures. Surface micromachining works by covering the
device's structural components in layers of a sacrificial material while it is being made. The
spacer material, also known as the sacrificial material, is subsequently dissolved away in a
chemical etchant that spares the structural elements. "Release” refers to the last phase of the
sacrificial layer's breakdown. In a surface micromachining process, these are the two main
elements: structural layers, which serve as the foundation for final microstructures; In the last
stage of device fabrication, sacrificial layers which divide the structural layers and are
dissolved are removed. Surface micromachining entails adding, taking away, and patterning.
Figure 2 shows the micro-surface machining process [7], [8].
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Figure 2: Shows the micro-surface machining process [Google].
2. DISCUSSION

The medical and semiconductor industries' growing need for smaller and more complicated
parts led to the development of micromachining as a method in the late 1990s. In response,
precision engineers started to experiment and create methods to machine smaller components
using smaller tools. It was particularly difficult to get the appropriate equipment and tools to
produce results on such a small scale. Low RPM machines with small cutters could only
provide mediocre results, and laser cutting couldn't produce the necessary clean edges. It was
crucial to upgrade to machines and spindles that could produce smaller components at higher
speeds. Today, precision engineers employ Swiss-type lathes with live tooling and high-speed
air spindles in addition to higher RPM machines to apply their micro-milling capabilities.
Prototypes and small quantities of turned pieces that still need some machining can be made
using Swiss-type lathes.

To produce a great degree of geometrical precision that would otherwise be impossible, minute
(or "microscopic”) amounts of material are removed using a technique known as "micro-
machining." Micro-machining is especially appropriate for the production of micro-structures
and micro-parts since the amount of material removed locally during a micro-machining
process is quite tiny and removal rates are frequently very low (table 1). Large workpieces may
be machined using a micro-machining technique if extremely fine figure and roughness
tolerances can be accomplished. These applications are typically denoted as “precise
machining" or "ultra-precision machining" depending on the accuracy attained. The transition
to nano-machining, a crucial area of nanotechnology, occurs as the amount of material removed
gets smaller and smaller [3]. Electron beam and X-ray lithography, chemical etching,
electroplating, and molding (LIGA) are enabling technologies for the production of
microelectronics and microsystems.

According to the physical characteristics of the removal process, micro-machining processes
can be divided into physical, chemical, and mechanical categories. Mechanical machining is
almost general and has a long history, but physical and chemical machining is restricted to
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certain uses. This is because a wide range of surfaces with optical, electrical, or mechanical
capabilities can be produced by processing a vast class of technical materials (metals,
semiconductors, ceramics, optical glasses, and plastics). Cutting and abrasive machining are
further divided into mechanical micro-machining, with diamond turning and milling
dominating the former and precision grinding and polishing the latter [9], [10].

Diamond turning and milling have developed into quick and dependable methods for producing
complicated optical surfaces that cannot be made in any other manner, at least not affordably.
Products like a computer mouse, DVD players, pocket camera, smartphone, barcode scanner,
reflective tape, or contact lenses are all around us and need diamond machining for the
manufacturing of at least one of their components. All of these components are mass
manufactured via hot isostatic pressing for glass lenses, injection or compression moulding for
other components, or both, depending on the quality of diamond-turned metal moulds. Figure
3 shows the machining processes classification.

laser beam machining

physical
ion beam machining

diamond turning
cutting

) diamond milling
mechanical

reactive ion etching
chemical < i ini
electrochemical machining

precision grinding
abrasive machining <

polishing
Figure 3: Shows the machining processes classification [Google].

Devices including laser beam guiding, lighting systems, sensors, scientific instruments,
displays, laser scanners, projection systems, medical and military equipment, and many more
require diamond-machined optical components. These products display a wide variety of
surfaces, from freeform and structured surfaces with Fresnel or prismatic features to
rotationally symmetric aspheres. Depending on the machining settings and the material's
qualities, diamond machining can produce surfaces with finishes between 1 and 10 nm Sa. The
resulting figure accuracy can range from 0.1 to 1 m peak-to-valley based on the dimensions
and form of the workpiece.

CONCLUSION

In the history of technology, invention has frequently been the result of an immediate need.
Sometimes an invention like the laser or, seeing back in time, the steam engine has brought
about a large amount of change. It is challenging to think of an idea that would have
revolutionized precision machining today. Nearly undetected, the development of the computer
accomplished this twenty years ago. Of course, pressure to enhance the accuracy, effectiveness,
and dependability of diamond machining methods will continue to come from the optical and
microelectronics industries. Mid-frequency spatial mistakes might be more effectively
controlled. Perhaps one day there will be high-speed cutting accessible. routine nanometer-
scale accuracy achieved in the workshop today and the tremendous level of geometric elasticity
afforded. Precision grinding is an exception to this rule. Even though ELID grinding has made
significant advancements in Precision ground hard and brittle materials' surface roughness and
sub-surface integrity, the wear issue with fine-grained diamond wheels have not yet been
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resolved, making it impossible to deterministically grind surfaces larger than a few square
centimeters. Precision grinding is seen to have a bright future if the wear problem can be
overcome, maybe with a new kind of grinding tool, and if ultra-precise grinding machines and
spindles can be built at greater speeds and high stiffness.
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