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Study of Shaft Electrical Discharge Macbining
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Fig.1 Machining process in SEDM
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Configuration of SEDM

Fig.3 Wire path in SEDM
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Fig.4 Relation between machining area and mean

working voltage in SEDM
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Fig.5 Effect of machining feed rate and work

rotation on working voltage in SEDM
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Fig. 6 Changes of working voltage for machining
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Fig.7 Images of machining velocity
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Fig.8 Machining velocity
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(a) 3D Shape

(b) Rod, ¢ 60um, Llmm

(a) (b)
Material INCONALT718 Copper
Machining time 150min 7.5min
Shape of Base material | $10mm, Shaft | ¢5mm, Shaft

Fig.9 Samples of SEDM
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