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Effect of EDM Conditions when Wire-EDM for Titanium Alloy
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Abstract
Titanium alloy conducted in this
experimental study has superior corrosive

resistant and is mainly used in aerospace,
automotive and petro-chemical industries. It is
also treated with important of
domestic goods due to improvement of the
standard of living. In this study specimens
were processed the wire EDM after
annealing, solution treatment and aging.
Results obtained through repeated
experments of main rough process and finish
with the of

parameters. Processing characteristics such as

materials

in

were

process change process
surface hardness, surfaces roughness, shape of

processed and components were
measured. The results confirmed that the
above mentioned elements were improved in
accordance with the number of process.

Therefore, the optimal wire EDM condition in

surface

accord with processing characteristics is

proposed in this experiment.

Key Words : Titanium Alloy(Eels ¥#+), EDM

(Electric  Discharge  Machining BA 7R,
Annealing(£%), Solution treatment(&A]8k3)2)),
Aging(A ZA &), Surface  hardness(EHR %),

Surface roughness(EH#A 7)), Shape of processed
surface and components(C+ad 4 2 34 AH)
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