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Research on Processing Conditions for Small-Diameter Hole

by Electric Discharge Scanning
MURAKAMI Kohei™? , FUIMOTO Masayoshi?

In die production, further minute processing techniques are demanded these days. In this study, we
investigated a processing condition of aspect ratio in processing of a small-diameter hole. As a result, we
understood that processing of high aspect ratio was enabled in what we changed the spindle rotation
speed, machining fluid pressure and a condition of processing feed distance into. We introduce a
processing result for cemented carbide.
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Fig.1 Effect of machining fluid pressure on machining ability.
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Fig.2 Eliminate of sudge by machining fluid pressure.
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Fig.-3 Effect of spindle rotation speed on machining ability.
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Table 3 Processing conditions.
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Fig.4 Relation among machining time, hole depth

and feed distance.
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Fig.5 Relation between the distance of entrance to exit
and the diameter of the exit / the entrance.
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Fig.6 Effect of hole depth on the eccentricity of pipe-electrode.
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Fig.7 Through-holeformed by electrode of diameter 0.1mm .
(thickness of 5mm)

Fig.8 Through-holeformed by electrode of diameter 0.1mm .
(thickness of 10mm)
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Fig-

9 Mold model for experiment.

Table 4 Processing conditions.
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Fig.10 Work section by changed in feed speed to x-y axis.
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Fig-11 Relation between the depth of work and eccentricity.
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