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Fig. 1 Processing workpiece
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Fig. 2 The relationship between thickness and the cutting

speed
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Fig.3 Processing effect contrast with different fluid
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Fig.4 The processing result of different material
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A study of Nd-Fe-B material machined by the electrospark wire-electrode cutting

LU Zhi-meng, ZHU Xi-jing, CHENG Quan, ZHAOQO Liang
(College of Mechanical Engineering & Automatization , North University of China, Taiyuan 030051, China)

Abstract: After researching the factor when wire electrical discharge machining (WEDM) processing the

N35 permanent-magnet material, it indicated that along with the increase of the processing work’s thick-

ness, the cutting speed reduces gradually; with the identical working fluid, the cutting speed is quicker,

the N35 surface is rougher; when the working fluid is emulsion, the cutting speed is quick than that of coal

oil, but the surface quality is worse. With the contrast test of wire electrical discharge machining process-

ing N35, AZ91D and AS31 and turning and milling N35, comparing with the tradition processing method

of turning and milling, it is confirmed the superiority of wire electrical discharge machining processing N35.
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