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ABSTRACT

From the experimental study of W-EDM for alloyed steel, the characteristics such as Hand Drum Fomn and surface
mughness have been observed and evaluated for various conditions. In square hole, the increase of IP as to made
condition, the calculate high value of surface roughness. Also compare dimensionless square hole with circle hole' graph,
I circle hole, if a value of swface roughness IP 6 in a side of circle it show a 0.4um and in IP 8, 0.6um, in IP 10,
0.7um, in TP 12, 0.8m higher than before.

This figure show the surface roughness is higher than before, because a table move in either X-axis or Y-axis in
suare hole, on the contrary, in circle there table move in X-axis and Y-axis at the same time. hand drum form getting
small when wire tension increase 1000gf to 1500gf, at the same working conditions. the smaller of off time, the maller
cf hand drum form in same condition and same wire tension. but if you compare square hole with circle hole' graph,
hand drum form displayed in maintained term of working condision, on the contrary, in case of square hole variation of

band drum form is more increase than a grow of IP
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Table 1. Chemical composition and mechanical
properties of alloy Tool steel ( STD-11)

Chemical composition (%)

C Si Mn P S Ni
149 | 0.22 | 0.28 | 0.24 | 0.017 | 0.14
Cr Mo % Mechanical pro
11.49 | 0.88 | 0.26 | Hardness (Hs) : 230
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Table 2. Chemical conposition and mechanical
properties of Wire electrode

Chemical composition (%)
Cu Zn Pn Sn Fe
63.04 | 38.86 0.03 0.02 + 0.03
mechanical properties
Tension strength {(kg/mr) 100
Elongation (%) 2
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Fig. 1 The measured Surface Roughness with
tension between the sguare hole and the circle
hole
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Fig. 2 The measured Surface Roughness with
1P between the square hole and the circle hole
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Fig. 4 The measured Hand drum form with IP
between the square hole and the circle hole
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