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Deburring process using Micro Electrical Discharge Machining
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2. Experimental setup

g, e, d 5 AF
7hE sttt Al Aol A
Y 7tE 7heds &8t
F3} A (200pm, 100um, 50um)

Au)
=z
)

3 Al
=3

o o)
=

T2

=2
NN

3
t]

-

O 2 N o,
(x ofl g of

o N oy
g:& i
jgloj—‘
>
[e3

£

267

oAl B 7he 2 e vlAl B 7FE71(SX200, SARIX)

2 olgstgion], AT 200um A HaEl AFL o
g3ttt Figl & wAl B 7 71E o] &S T T
He BolFa gl
Tool electrode
(dia.: 200pm)
Tool path
Burr
200um  100pm \ 50pm
Micro wall
Fig. 1 Experiment setup
3. Results
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Fig. 2 Relation between breakdown voltage and gap distance
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Fig. 3 Burr formation after milling process
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(a) 200pum Copper (b) 200um Steel (c) 200pm Aluminum
Fi.g.4 Deburred surface using micro electrical discharge
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Fig. 5 Comparison of the cross section between before and after
deburring (200pum Steel)
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@60V

(b) 90V
Fig.6 deburred surface according to the applied voltage

(c) 120V

(d) 150V
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Fig.7 Deburring time according to the breakdown voltage
(length: 2mm)
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4, Conclusion
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