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Influence of the Copper Electrode Surface Roughness
on Super-finishing EDM of Mold Steel
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Fig. 1 Photograph of the copper electrodes finished with
four different mesh size sand paper

Table 1 EDM parameters for experiment

Pulse on time |Pulse off time|Peak current| No Load |Electrode

(usec) (Usec) (Amp) |Voltage(V)| Polarity

step 1 1.51 7.5 1.2 180 Negative
step 2 1.12 6.5 1.2 180 Negative
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Fig. 2 Photograph of electro discharge machined surface
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Mesh #80 A}Z = <dnl 91z} 3717} ¢k 170 pm AEZ A7) Fig. 5 Enlarged view of surface texture machined by electrode
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Fig. 6 Enlarged view of electrode(mesh #80 sand paper finished) surface
texture after EDM. (a):without planetary motion, (b):with planetary
motion
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Fig. 3 Photograph of electro discharge machined surfaces

(without planetary motion of electrode)
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