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Research on Electric Discharge Scanning
Effect of Processing Conditions on Processing Form and
Machining Time, and Applications to the Processing for

Minute Geometric Models
MURAKAMI Kohei™ and FUIIMOTO Masayoshi™?

The influence which diameter of electrode and power supply used which is the main processing
condition exerted on processing form and machining time was evaluated about electric discharge
scanning. As a result, it has been understood that the surface roughness and the processing changing in
quality layer greatly receive the influence of the processing power supply. Moreover, the machining time
is influenced by the difference of the processing process.

Then, minute geometric models were processed by CAD drawing based on the obtained finding.
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T a b | eMe&uring apparatus and observation equipments.
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T a b | eProBessing conditions and machining time of minute
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