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ABSTRACT

As mechanical components require size minimization and high precision, micro die machining technology has
been developed in many fields. To machine a micro die by EDM, sometimes, a polygonal electrode is used.
Machining corners by MEDM shows special characteristics. Physically, electrons are concentrated in sharp region and
a high potential level is established in this region. Also, the electrode can't be rotated when machining a polygonal
cavity, and machined debris can not drawn off easily. Discharge concentration in corners and 2nd discharge by
machined debris result in distortion of corner shape. This phenomena can be improved by shaking the electrode. This
method is also shown to be effective in improving surface roughness by circulation of machining fluid resulting from

movement of the electrode.
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Fig. 2 Cavity Bottom Surface
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Material SUS304
Tool WC
Voltage 100V
Working Fluid Kerosine
Depth 1002
Capacitor 3000pF (Roughing),
100pF (Finishing)
Shaking Frequency Hz

Table 1 Machining Condition
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Fig. 3 Shaking Method
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Without Shaking Shaking

Fig. 4 Corner Geometry without and with Shaking
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Fig. 5 Bottom Surface Texture without and with Shaking
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