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Prevention of Electrolytic Corrosion on WC-Co Surface during ED-drilling in Water
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Fig. 1 Process to make a lead frame die ; (a) ED-drilling (b) a start hole
(c) insert wire electrode (d) wire EDMing
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Fig. 3 Schematic diagram of ED-drilling
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Fig. 4 Electrolyzation during EDM in water
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Table 1 Machining conditions

Items Conditions
Electrode Cu

1.0 mm
Workpiece WC-Co (Co 2.5%)

10 mm thickness
Working fluid Tap water
Electrical Voltage : 100 V
conditions Peak current : 30 A
Cover plate 304SS

0.3 mm thickness
Bonded by silver paste

—
(® (b)

Fig. 6 EDMed Holes ; (a) Machining with original condition,
(b) Machining with cover plate

3mm
]

Fig. 7 Lead frame die using Fig. 6(b)
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Fig. 5 Experimental setup
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