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Micro-Hole Machining Using MEDM According to Machining Depth
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ABSTRACT

In order to make a deep and precise micro-hole, electrode wear and clearance between the electrode and the

workpiece are important parameters using micro-electrical discharge machining. In this study, experiments were carried

out to show the characteristics of electrode wear and radial clearance with respect to the depth of machined hole.

Electrode wear varied with respect to the depth of hole. With deeper machined hole, bigger clearance was observed.

Also it was found that the diameter of electrode influences machining characteristics of deep holes.
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Fig. 1 Electrical discharge circuit
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Fig. 2 Electrode feed with respect to time
222 U=

Fig 3 & gold AF# 7Hgel A8 A3
7Y g7tk 7R AL 8sum olm 1
& 1oum olth. e FHAA 23 A7)E 7Y
o $42 FAsHE o YolA FA Stk
e wraslE AR Fo FL T Y Y
oz WEHEY 73 o7t Ae4% AT ¥
2717 ol wAeAl Bk o © 3 Apolel 4
2 3 o] WAse] e Tt o= ARA
AR A% ANA Ak wekd A7 A7) &
7o AZnck 27 Aol welst 471 @iol
e 7yold o A%g & Aok ohe Aol
1% A A Qolol BE v P 23 W
B}e 4¥e Bol dolun vk

3.4 % &1



o

=
2
r-g(:
Hu
>
ot

-y
i
ol

=y n3esA] H20d AT75

31 AY e 9 =A

A8 Aol B AR Al gE AF
S golr7] M AT F olFHFE G
2 BE7bEA Z gAet Ao mr 7y
/A, 7AFAL T AU AFY viRF

2
o jo ox

o

de AFom ANA AEE AR W Fol A
g 24a3. 48 ZAL Table | 3 2T 34}
stg T e 34 ATe oF 5%l
Fig. 3 Example of hole and electrode
Table 1 Machining condition

Electrode wC

Workpiece 304S5S,t=1 mm

Voltage 100V

Resistance 1 kQ

Dielectric Fluid Kerosene

Capacitance 1000 pF

Feed rate 1 um/s
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Fig. 4 Electrode feed with respect to time
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Fig. 5 Electrode wear according to machining time
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Fig. 6 Wear and feed of $65 um electrode
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Fig. 7 Machining depth according to machining time
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Fig. 9 Electrode wear according to machining depth
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Fig. 11 Radial clearance variation with machining depth
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