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Research on Electrical Discharge Machining of Aviation Precision Workpiece

Miniature Square Window
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[ABSTRACT]

ing parameters is very important. The correct selection of

In EDM, how to select the process-

electrical parameters could machine excellent quality prod-
ucts. The influencing factors include electrode material,
workpiece material, machining area, surface roughness,
discharge gap, electrode wear, machining speed etc. This
paper is to determine the electrode material, discharge gap,
processing speed and other parameters, and the method can
be extended.
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Fig.1 A certain workpiece of fuel regulator
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Fig.2 Shape of the axis part
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Fig.3 Diagram of electrode machining
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Fig.4 Structure and size of rough and finishing machining
electrodes
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