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(a) Side-insulated electrode

(b) Single bubble formation
Fig.4 Single bubble formation using side-insulated electrode
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(a) Conventional electrode (b) Side insulated electrode
Figure 6 Micro-channel fabrication

4. Ultrasonic-assisted electrolyte

A A7FgoA e 233 A F7](spark generation
frequency)= Ta27|A AAe] ¥4 AlZH(hydrogen film

building up time)ol °ja A4t dA%} IS Wk
T8 82 T SR 2 ¥E0Y] 31 AYHEE 5
T Atk & ATelMs ol wW AZHE Bk A&
Al SF538k7] fleiM 1" 7 3 o] defjef el x5t
WEAs =Qataleh 253 el o T 24 H
EE9 Ao a9 d4 ARt @57 29E B
Atk 2 A 23ka B FUE STV EAC B
o gk A FAaTA A gAS FET 5 AT
£ A5 Tk bFelA Y] Sl o we R A2
deffof el ave 7Iid = gl

-

294

Ultrasonic inducing

-

artists sy

Bubble vibration

—

Acceleration of
bubble coalescence

9p0J199|3

9p04199|
w14 uaboapAy uiy L

Fig.7 Acceleration of hydrogen bubble coalescence using
ultrasonic vibration in the electrolyte

Figure 8 Micro-channel fabrication with ultrasonic-assisted
ECDM process
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