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Study on Ultrasonic Machining of Ceramics for Jig Grinding Machine
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Table 1 Experimental condition of electrical
discharge machining

Cemented carbide
¢ 6 mmxH3 mm

Work material
Work size

Electrode material
Electrode diameter

Cu
¢ 0.2mm, 40.4mm

Current 1.5A
Frequency 16 kHz
Amplitude (P-B 2~3um
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Fig.1 Experimental setup of electrical
discharge machining
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(b) Electrode ¢ 0.4mm

Fig.2 Electrical discharge machining time
and depth of holes

With vibration Conventional
(a) Holes of cemented carbide
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With vibration
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Fig.3 Entrance of holes
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Fig.6 Analysis result of magnetic flux density
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Fig.6 Relationship amplitude and current of coil
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