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Tab.1 Experimental conditions
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Fig.1 The variation curves of f and R with

electrode machining time
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Fig. 2 Device for observing the movement of

bubbles and debris in bottom gap
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Tab. 2

Experimental conditions for observing

bubbles and debris movement

L/ V 75
W LI/ A 9.8
WK FE/ s 114
Jik 181 / s 80
A N TR A /s 0.24
#6717 B /mm 2.4
AR H 42/ mm 19.98
fLE % /mm 20. 38
fLIR /mm 3.0
CiRERE L] +EVA
TAEW A, AE T

AR LA F S 06 2 2R R HL AR T T ] 3 A K
THCHEL B AR A S R LB T S5 40T

JBCHR T A6 I 96 DA IR THT (i) B2 i 000 T ) B 4
P72 Bl H BRI 20, BE 6 4 DR e R T (8] B PN A
T JF 000 i ) B I LR 1 (] B P 0 TR
VA JRE P 394 T R A A X A B B JE T I B A T

VR0 260 25 0 P e AN ™ Al R L B LA
RORCH R AR

e
JLgERy =

() 2,=0.12's (d)7,=0.24s
K3 H&pedBETERMIEMIA
Hy 15 3

Fig. 3 Bubbles and debris movement in bottom gap

during consecutive discharge machining
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Fig. 4  The change of effective discharge frequency

1000

with the increase of electrode machining

time
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Fig. 5 The relationship between accumulated effective
discharge frequency and electrode machining

time
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Research on influence rules of electrode machining time on EDM efficiency
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Abstract: The research on the influence of electrode machining time on electrical discharge machining

(EDM) efficiency can provide important theoretical basis for controlling the electrode machining time

on the purpose of improving EDM efficiency. Firstly, the machining efficiency is found to increase

firstly and then decrease along with the electrode machining time through measuring the effective

discharge frequency under different electrode machining time in the electrical discharge machining with

electrode jump. Then, through observing the movement of bubbles and debris in gap, it is found that

the debris concentration in the bottom gap increases along with the electrode machining time. Based

on such observations, the relationship between the machining efficiency and electrode machining time

is proved to be deterministic.

Key words: electrical discharge machining (EDM) ; electrode machining time; bubble; debris



