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ABSTRACT

In this paper, the electro-chemical-machining characteristics of Ni-Ti Shape Memory Alloy(SMA) was investigated. From
the experimental results, the optimal electro chemical machining conditions for satisfying the machining quality(fine surface
& high recovery stress)might be confirmed. And it was concluded that optical electro chemical condition for Ni-Ti SMA
could be obtained at approximately 100% current efficiency and high frequency pulse current.
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Fig.6 Variation of the Surface Roughness [R,]
without or with machining
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Fig.7 Change of the Surface Roughness [R,]
in various pulse current
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