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Fig. 1 Micro electrode machined by WEDG (wire
vibrated, @ 80 um, 1 mm length, tungsten
carbide)
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Table 1 Machining parameters

roughing

9300 um —
100 um

6800 pF

finishing
@ 100 pm —
50 um
500 pF

target size

capacitor

voltage 100 vV

100 V

feed stroke (block) 290 pm

electrode feed 1150 pm
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Fig. 2 Block electrode after tool-machining (Cu, 500

Fig. 3 (a) block electrode without taper (b) micro tool
electrode machined using taper-free bock
electrode (WC, @ 55 um, 1mm length)
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