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A study on the micromachining of multi-layered material
using abrasive waterjet
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Fig. 1 Schematic diagram of abrasive waterjet system
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Fig. 2 Parameter of Abrasive waterjet

Thickness
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2 Cu 12
9 PPG(Glass F/Epoxy) 50
Total Thickness 448

Fig.3 Structure and formation of multi-layered material
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Fig. 4 Kerf width and taper ratio with respect to standoft distance
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Fig. 7 Simulation results of single-layered material process by

abrasives, (a) Pressure 1000bar (b) Pressure 2000bar
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