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Improvement of Super Drill EDMing speed with Specific Electrode Shape
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o] Fig. 2 Shapes of (a) a original-type A; and (b) a single cut-type
B; and (c) a double cut-type C
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A On-time 50 us Material SKD11
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Fig. 1 Schematic diagram of super drill EDM Thickness
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Fig. 3 Number of short according to electrode type
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Fig. 4 Machining time according to electrode type
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Fig. 5 Electrode wear according to electrode type
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