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The Coating Materials of Electrode Materials
on Machinability of W-EDM
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ABSTRACT

The characteristics of wire electrical discharge machining (WEDM) are governed by many factors such
as the power supply type, operating condition and electrode material. This work deals with the effect of
wire electrode materials on the machining characteristics such as, metal removal rate, surface
characteristics and surface roughness during WEDM. A wire’s thermal physical properties are melting
point, electrical conductivity and vapor pressure. One of the desired qualities of wire is a low melting point
and high vapor pressure to help expel the contaminants from the gap. They are determined by the mix of
alloying elements (in the case of plain brass and coated wire) or the base core material(i.e. molybdenum).
Experiments have been conducted regarding the choice of suitable wire electrode materials and influence of
the properties of these materials on the machinability and surface characteristics in WEDM, the
experimental results are presented and discussed from their metallurgical aspect. And the coating effect of
various alloying elements(Au, Ag, Cu, Zn, Cr, Mn, etc.) to the Cu or 65-35 brass core on them was
reviewed also. The removal rate of some coated wires are higher than that of 65-35 brass electrode wire
because the wire is difficult to break due to the wire cooling effect of Zn evaporation latent heat and the
Zn oxide on the surface is effective in preventing short circuit. The removal rate increases with increasing

Zn content from 35, 40 and Zn coated wire.
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