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Study on Electric Discharge Machining

—The Effect of Electrode Shape on Machining of Mild Steel—

Maszki TANIGUCHI and Masafumi SETO

Abstract

It was very difficult to oren holes for hard materials. If electric discharge machining is

used, we can easily finish these metals. This method removes metal by electric spark, and

the electrode consumes at the same time. The melting of metals at an electric discharged

point is one of the most important matters for studies of electric discharge machining.

In this report, the eiectrode shape on machining of mild steel is described. The relation-

ship between electrode shape and machining faculty is found out as follows. It is desirable

that electrode end shape and diamater are changed in accordance with shape and depth of

machining hole.
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Table 1 Chemical composition of electrode

(%)

’ Cu ’ Zn Pb n Fe

7.5¢ | 58.97 | 36.92 3.10 0 54 0.49
9¢ | 60.77| 35.6 2.89 0.71 0.35
12 6 | 60.26 | 36.92 2 69 0 50 0.26
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Fig.12 Electrode shape
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Table 3 Effect of electrode shape on

machining faculty

180°|120°) 90°| 60°

7 56 machining time 4 1, 3| 2
__|consumption ratio| 1| 2| 4| 3

Step |9 ¢ machining time 4, 11 2| 3
1 |___lconsumption ratio | 1| 2| 4 3
124 machining time 4| 1| 3} 2
| |consumption ratio | 2| 3] 4 1
7,50 machining time 1| 2| 3@ 4
__lconsumption ratio | 3| 2| 1| 4

Step |9 ¢ machining time 4 1 1‘ 1
2 |___|lconsumption ratio, 4| 1} 1| 1
'12¢ machining time 40 31 20 1
consumption ratio | 4/ 3! 20 1

Number : Order of machining facuity
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