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ABSTRACT

The purpose of this study is to examine and propose a high quality blade manufacturing method by
applying ELID grinding technology to machining the tungsten carbide blade edge for MLCC sheet cutting. In
this study, experiments are performed according to the abrasive type of grinding wheel, grinding method and
grinding direction using the non-stop continuous dressing ELID grinding technology. By comparing and
analyzing the chipping phenomena and surface roughness of both the blade grinding surface and the
processed surface, a method for machining the tungsten carbide blade for cutting MLCC sheet is proposed.
From the analysis of the surface roughness and chipping phenomena, it is confirmed that the use of diamond
abrasive is advantageous for the blade machining. In addition, it succeeds in the machining of 6/m fine blade
without any chipping, by using the grinding wheel #4000 with the diamond abrasive.

Key Words : MLCC(AZS M2l ZHIA), Tungsten Carbide(ZXZ&r=), ELID Grinding(ELID 914}), Blade
Machining(gtM& 7+&), Nano-surface(-H=E M)
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Fig. 1 Structure and fabrication process of MLCC

Table 1 Specification of experimental equipments

Machine YGS-63A
Abrasive c¢cBN Diamond
Grinding | Mesh No. | #2,000 | #2,000/#4,000
Wheel Bonding Cast iron
material
Power Supply K-ELID
Grinding Fluid CG-7
Jig angle 18°
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Fig. 2 ELID Grinding system for experiments

(b) Diamond abrasive

Fig. 3 Measured results of ground surface according
to abrasive type
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Fig. 4 Measured results of ground surface according
to machining angle
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Fig. 5 Measured results of ground surface according
to bidirectional and unidirectional cutting
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