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Parametric Study on Machining Speed in Micro ECM
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Fig. 1 Schematic diagram of electrochemical machining system
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Fig. 2 Machined surfaces according to pulse amplitude
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Fig. 3 Machined surfaces according to duty ratio
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Fig. 4 Machined surfaces according to pulse on-time
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Fig. 5 Machined surfaces according to electrolyte temperature
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Fig. 6 Machined surfaces according to electrolyte concentration
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