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Spray micro EDM of Tungsten Carbide
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Fig. 2 Schematic diagram of spray-iEDM
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Fig. 3 The spray apparatus for micro ED-milling
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Fig. 4 The measured waveform of voltage and current at the
machining gap

Table 1 Machining conditions

Electrical conditions
Frequency 125 kHz Capacitor 250pF
Duty factor 25% Voltage +40 V/-10 V
Material
WC-Co WC-Co
Electrod Workpi
SClrode (Co 8.0 wt.%) orkpiece (Co 10.5 wt.%)
Working fluid
Deionized water Alr pressure:
Waterjettype | (Specific resistance: | Spra: 0.3, 0.5 MPa
Jettyp pectiic resistance: pray type Water flow rate:
1.6 MQ cm) .
1, 60 ml/min
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Table 2 Injection conditions

Water jet type
Flow rate 170 ml/min
Spray type
Condition No. Air pressure Water flow rate
#1 0.5 MPa 1 ml/min
#2 0.3 MPa 1 ml/min
#3 0.5 MPa 60 ml/min

(d) Spray condition #3 (air: 0.5 MPa, water: 60 ml/min)
Fig. 5 The results of machining
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(c) Spray condition#2 (d) Spray condition #3
Fig. 6 Surface roughness of machined portion
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Fig. 7 Machining time according to injection types
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