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Proposal of Generating Method of the Electrode for micro-EDM

Opfhtlie—", Z=Fngst?, [Umm =2, =i —°

*Ryuichi Naruoka', Hwa-Soo Lee? Takazo Yamada’, Kohichi Miura®

Since the machining force in electrical discharge machining (EDM) is very small, EDM is suitable for the micro-machining.

However, EDM for the manufacturing of electrodes takes a lot of time. On the other hand, in previous study, the turning method of

micro shafts has been proposed. From such a viewpoint, this study aims to fabricate the micro electrode for micro-EDM using

proposed turning technology. In this paper, generating method and machining performance of turning micro electrode are discussed.
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ﬁ : Thrust force occoved on nosepart
ﬁ : Thrust force occoved on side cutting edge
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Figure 1. thrust force Relationship
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Figure 3. EDM machine

Figure 2. Lathe
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Table 1. Turning condition

Table 2. Machining condition

Open voltage V 100
Circuit current A 0.9
Condenser capacity pF 100
Circuit resistance  Q 1000
Spindle speed min™ 10000
Normal

Polarity

(Negative tool electrode)

Spindle speed min™ 2000
Feed rate  mm/rev(mm/s) 0.0036(0.12)
Excrescence quantity mm 24

Initial diameter mm 4
Finished diameter mm 0.1
Nose radius of tool mm 0.1
Tool approach angle deg -8

Rake angle deg 14
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Figure 4. The diameter of the shaft
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Figure 7. Machining time
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