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A. ﬁk 7‘575 it A (Mechanical Processes)

Def: 1% 3 i# e 3 g% /in §8 r4 & 5, i 4k (erosion) +4 L
REE A LT o (RE: I

BBy A
42 § /4 4r 1 (ultrasonic machining, USM)
o B vf 544e 1 (abrasive jet machining, ATM)
o B inds 4 1 (abrasive flow machining, AFM)
e -k 7 4v 1 (water jet machining, WIM)
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=3 2D ib r 1L #/75’7’ (Electrical Processes) | .
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1 Electrochemical Machining (ECM) &E{LEn T

2 Electrochemical Grinding (ECG) &E {2

3 Electrochemical Discharge Machining (ECDG)

4 Electrochemical Deburring {ve21x58 ECEHEEVE

5 Electrochemical Honing {2k

6 Shaped Tube Electrolytic Machining (STEM)

7 Mechanical Principles Applications ~ *AEERINIL
8 Electrochemical Mechanlcal Pollshlng (ECMP)

9 Electropolishing AR Y




3.1 Electrochemical Machining (ECM)
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Figure 3-1. The ECM cell. (Caurtesy, SME Tool & Manufacturing E

Handhook, dth ed. ) If# ( E*% )

3-1 ECM Ef248 ( 8138 B SME & Manufacturing Eugineers
Handbook + 4 k)
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Principle of ECM
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The physical principle of
electrochemical machining (ECM) is
based on high-speed anode
dissolution of metals and alloys
under the electrolysis current of high
density in the flowing electrolyte at
small interelectrode gaps. Thus
according to Faraday's law, weight
of the material removed from the
workpiece is proportional to current
density and processing time.
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Micromechanics/micro-system technique, Micro fluidic, Micro tools,
Microelectronics
Micro gear pumps, Micro sensor housings, Micro valv

punching tools, injection moldings
Medicine and dental technique
chirurgical Instruments
Automobile industry
Injection systems (injection nozzles)
Hybrid drives
Fuel cell
Aviation and aerospace industry
turbines, cooling cannels
Engineering industry
spinneret
Tooling- and tool-making
Tools and moldings
Stamps
- Electrodes
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