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Table 1. Specification of wire - cut clect
~rical discharge machining

Working First cut
condition
ON 6
OFF 15
IP 17
HP 1
M A 16
SV 2
\% 3
SF 6
C 0
W T 0.23
W S 4
WP 5
FS 5.15 - 5.20

1) Heat Treatment of A, B Type before WEDM

Quenched time Sub-Zero Tempered time
& Temperature Treatment & Temperature
1030C
850 -160C-160TC 510C 490T
650°C AN/
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3) Heat Treatment of B Type after WEDM
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Fig 1. Curve of Heat Treatment
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(b) Top view
Fig 2. Microstructure of A type
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“(a) Cross section

(b) Top view
Fig 3. Microstructure of B type
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