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Fig. 1 Electrode wear during EDM processes
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Fig. 2 Tape EDM system: (a) A schematic diagram,
(b) A machining system on a EDM machine
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Table 1 Machining conditions used in the study

Material Electrical
Electrode Copper | Voltage 150V
-Width 10 mm | Peak current 240 A
-Thickness | 0.07 mm | Pulse-ontime 3us
Workpiece | STS304 |Power type AC
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Fig.3 Machining results of Tape EDM: (a) The
images of machined portion, (b) the profile

182

P)E AR AhEEa gk 34
5 o] vhEs} wAR 59 PARgs g
A e Do) ZhguAo] At e s
EAR9le] YFA 0w s} whgsilch 2
Tl olel @ BANS AMFIA 7]
A7VBAA AGHY BEAT oAl wlolx AT
2 ol g3 71 A2 ARSI, Holx 4
& BENT EUGES A AHH O o] F
7] upo] AR Ql5te] Phig R
2 hwsA) e Az EHow gAR
olel R A E ol g3te] 71F AW LA v}
ZEQEsnY FAE AT PR A% BT
Bz nAelt FA, g AT WA glo]
shpel FHo® A4 FE s 4T
o 2 QA Algke Holx $HEE 5
AFvhE g melsha fob 7] mEe] b
PANTEE AGAA 2F A bl A g

AT 20129 AR (LS5 Al
o7 FIFATAHNo. 2012-0000348)8] A LS
ol = ¥ 5
Anes
1. Singh, S., Maheshwari, S.
Investigation into the Electric Discharge

and pandey, P. C., "Some

Machining of Hardened Tool Steel using Different
Electrode Materials," Journal of Materials
Processing Technology, 149, 272-277, 2004.

2. AEA, o) FE, AT Ao W& e 5
ol g AT AU T FATE
3] =54, 569-570, 2006.

3. Guitrau, E. B., "The EDM Handbook," 46-48,
Hanser Gardner Publication, Cincinnati, 1997.

4. S REN, BT Tk, BaE NEOL, 85K (2 I, "l
W T 7 ORI T, 19-22, Hifl e, Tokyo,
2010.





