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Study on Forming Machining Technology of EDM Grinder
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[ABSTRACT] EDM forming machining for outer
profile of circular pieces is realized by functional devel-
oping and technology researching on EDM honeycomb
grinder. This technology is a new and unique machining
process,it breaks through the traditional process of EDM
honeycomb grinder that only grinds the inner wall of ring
part honeycomb piece, it realizes low-cost and high-effi-
cient grinding and forming machining for workpiece outer
profile, and solve many technical problems, for instance,
the material is difficult to grind, the surplus of the special
surface structure is difficult to decrease and so on.
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Fig.1 Forming electrode
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Fig.2 Sectional forming machining process

Ca ) J L (b)MTIG

B3 mENImAmIERRERER
Fig.3 Test pieces before and after forming machining
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