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Mechanical Characteristics of Electrical Discharge Machined Product
due to the Different Wire Electrode
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ABSTRACT

Electrical discharge machining is the method of using thermal energy by electrical discharge. Generally,
if the material of workpiece has conductivity even though it is very hard material and complicated
shape which are difficult to cut such as quenching steel, cemented carbide, diamond and conductive
ceramics, the EDM is favorable one of possible machining processes. But, the process is necessarily
required of finish cut and heat treatment because of slow cutting speed, no mirror surface, brittleness

and crack due to the residual stress for manufactured goods.
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Fig. 1 Overall view of wire cut EDM(SP-100A)
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Fig. 2 SEM photographs of machined surface
for different wire electrode
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for different number of cut
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Fig. 5 Yield strength for different number of cut
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