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A study on remove of deterioration layer on EDM of STD11
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Abstract :

This paper has comparatively analyzed the characteristics of the machined surface of a specimen made by

machining Die Steel STDI1 and a specimen obtained by W-EDM steel. If a press die is manufactured through W-EDM,
products of shapes that cannot easily be made through machining can be manufactured easily. However, the life of the
press die is significantly reduced compared with the press die made through machining. This is believed to be caused
by the deformed layer that has occurred on the surface of the press die that was made through W-EDM. The roughness
of the 2 specimens was measured, and it was learned that the distribution of the roughness of the specimen made through

the 1st W-EDM was rough.
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EDM(Electric Discharge Machining), Heat treatment, Deterioration layer
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Fig. 1. Deterioration layer of EDM
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Table 1. Method of Heat treatment
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