BEHE T SRE 200145 F KEBMAARILE pp.953~956

U= 0|

e (So) ietel JAXtEXSE

TS

KSPE 01F230
£49
), Eirtd (B4 JIAXSAS S

A Study on the Micro Hole Machining Characteristics in WEDG method

T.H. Jung‘(Sch. of mech. & automotive Eng., Grad. Sch., UOU), K. Y. Park(Sch. of mech. & automotive. Eng., UOU)

ABSTRACT

Micro drilling characteristics by EDM method was investigated. In detail, Micro tool electrode for EDM drilling was
machined by use of WEDG method and micro hole was drilled using the machined tool electrode in SUS plate. The
machining accuracy and time was compared in a different dielectric fluid. As a result, it was convinced that this method
could be utilized as a fabrication technology of micro mold or micro 3 dimensional parts.
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Fig. 1 schematic illustration of micro drilling by EDM
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Fig. 2 Photo view of Micro-EDM machine

3.2 gy

Table.1 experimental set-up and electric conditions

‘Wire electrode Brass wire ($250 pm)
Tool electrode WC-Co alloy ($500 tm)
Workpiece SUS plate(t: 100 zm)
Dielectric EDM oil/ Pe-ionized water
(Temp. 157C)
Voltage 100V
EDM circuit Resistance 1 kQ (20W)
Capacitor 10000/100pF
Wire feed speed | 50mm/min
Spindle speed 600/ 100rpm
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a) electrode (b) oil (c)de-lomzed water

Fig. 3 view of drilled hole shape in different
dielectrics
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Fig. 4 view of drilled hole shape in de-ionized
water
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Table.2 comparisions of drilling characteristics by

EDM fluids

Classifications De-ionized water Oil
Specific resistance low High
Unit pulse duration short Long
EDM energy high low
Breakdown voltage low high
Clearance long short
Drilling time short long
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Fig. 5 dnlled hole sample in de-ionized water
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