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Fig. 1 Selected configuration of desktop-dry EDM machine
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Fig. 2 3D solid model of desktop-dry EDM machine
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Table 1 Machining conditions for dry EDM experiments

Open gap Air Diameter of  Work- Electrode
voltage pressure  electrode material
25V 0.3MPa 1.8mm Brass Copper
AA EE7Fe 2ol A 50, 100, 150 um/s 2] 3 7}A)
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Fig. 4 hoto of spark in dry EDM experiment
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(c) f=150 um/s

(a) f=50 um/s
Fig. 5 Photos of dry EDMed slots
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Table 2 Surface roughness (R,) of dry EDMed slots

Feed rate 50 um/s 100 um/s 150 um/s

Ra 4.4 um 3.8um 3.7um
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