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Experimental Study on the WEDG Characteristics of WC-Co
-Relationship between Surface Integrity and Dielectric Conditions-
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<Abstract>

In this paper, Wire electric discharge grinding(WED
G) method for manufacturing the micro shaft was introdu
ced and the machining characteristics was investigated.
From the experimental results, it was concluded that high
surface integrity could be obtained by use of dielectric

fluid spraying method and small capacitive condenser.
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Fig. 1 Schematic illustration of WEDG method
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Fig. 2 Schematic illustration of Micro-EDM

Fig. 3 Photo view of Micro-EDM machine
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Fig. 4 Photo of dielectric supply device
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Table 1 Expernimental set-up and WEDG conditions

T SN

| Electrode | Brass wire (¢250/m)

| Workpiece ]L WC-Co alloy ($600um)

| Dielectric EDM oil / De-lonized water

1

| .

i 1 N

_ Fluid (Temp. 157TC)
Voltage 120V
Resistance 1.2kQ (10W)

EDM circuit
1000075000/

Capacitor

L 1000/100pF

i Spindle speed 1000rpm

LWire feed speed 60mm/min
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Fig. 7 SEM view of difference of discharge crater
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