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Micro Groove Machining for Electrochemical Micro-Machining

Y. M. Kim (Mecha. Eng. Dept. INHA Univ.),

E. S. Lee(Mecha. Eng. Dept., INHA Univ.)

ABSTRACT

Electrochemical micro-machining(EMM) is used to achieve a desired workpiece surface by dissolving the metal

workpiece with an electrochemical reaction. This machining method can be applied to metal that is difficult to machining

using other methods. The workpiece dissolves when it is positioned close to the tool electrode in electrolyte and current is

applied. This aim of this work is to develop electrochemical micro-machining(EMM) technique for micro groove shape by

establishing appropriate electrochemical parameters of machining.
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Fig. 7 Optimal case of groove machining
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