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Study of Micro Punching Technology Based on Micro EDM

LI Dongping', ZENG Zhijie', YANG Xiaolong', YU Zuyuan', FAN Yun’, LI Jianzhong'
(1. School of Mechanical Engineering, Dalian University of Technology, Dalian 116024, China)
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[ABSTRACT]

In the self-developed micro EDM-micro punching machine tool, micro molds are fabricated online by

wire electrical discharge grinding (WEDG) technology, 3D micro EDM milling and reverse micro EDM. In addition, the

alignment of mold and punching can be accomplished. Special-shape punched hole and blanked part have been fabricated

on T2 copper, H62 brass, 304 stainless steel and 3J21 alloy successfully.

Keywords: Micro punching; Micro EDM; 3D milling; Reverse micro-EDM

Vit £ 3)
2017 4555 3 0] - DG RA 45



