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Improvement of Wire-EDMed Surface Roughness via Electrochemical

Process
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Fig. 1 The machining processes in this study
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Table 1 Electrochemical process conditions
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Brass Voltage 50V
Electrode Diameter:
$250 um Current 03A
SS304 Feedrate | 500 pm/min
Workpiece | Thickness: Working Deionized
15 mm .
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Fig. 2 The variation of the surface roughness according
to the gap distances

(a) Initial

(c) 100 pm
Fig. 3 The magnified SEM images of machined surfaces
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