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ABSTRACT

THE PURPOSE OF THIS RESEARCH IS TO UTILIZING THE GAP CONTROL ON THE ELECTRIC DISCHARGE OF

SCANNING PROCESS ALLOWED THE ELECTRODE TO AUTOMATICALLY COMPENSATE ITS SYSTEM RATHER

THAN CALCULATED ITS COMPENSATION FOR EACH SINGLE ENTRY. FIRST OF ALL, A ED-SCANNING

PROCESS OF SERVO CONTROL HAS TO BE IN SEQUENCE. 1. DISCHARGE GAP CONTROLLER：THE

CONTROLLER CAN RECEIVE THE GAP SIGNALS FROM THE DISCHARGE GAP MONITOR AND GENERATE

THE COMMAND OF Z-AXIS TO CONTROL THE ELECTRODE ALONG THE MAIN AXIS. IT CAN COMPENSATE

THE ELECTRODE WEAR AUTOMATICALLY AND INCREASE THE ERODING PERFORMANCE. 2.

INTERPOLATOR：IT CAN GENERATE THE COMMANDS OF XY AXIS ACCORDING TO THE PRESET FEED

RATE AND THE DIMENSION DEFINITION. 3. POSITION CONTROLLER：ACCORDING TO THE COMMANDS

FROM THE GAP CONTROLLER AND THE INTERPOLATOR THE CONTROLLER CAN DRIVE THE ELECTRODE

TO THE POSITION PRECISELY. THE ED-SCANNING PROCEDURE WILL DEPLOY STAGE BY STAGE UNDER THE

SMALLEST ELECTRIC PARTICLE FOR ACCUMULATION, SUCH ACCUMULATION HAS TO BE IN

UNALTERABLE STAGE IN ORDER TO BE A STANDARD MODE HOLE SIZE. ALSO IN OUR RESEARCH SHOWS

THAT, BY UTILIZING THE GAP SERVO CONTROL METHOD WHEN THE ELECTRODE MOVES

HORIZONTALLY, IF CAN ALSO BE REGULATE TO COMPENSATE THE WEAR ALONG Z-AXIS, FOR THAT IT

CAN BE GUARANTEE EACH LEVEL OF ELEVATION MEASUREMENT STANDING CONSISTENT. LAST OF ALL,

WE HAVE ALSO ATTEMPTED TO ENHANCE A ROUND CONE SHAPE. THE EXPERIMENTAL RESULT, IT IS

VERY CLEARLY THAT THE CONE SHAPE WAS FORMED, IT CAN BE VISUALISE AND DISTINGUISH THE SHAPE

WAS NOT COMPLETELY FORMATTED. OUR STUDIES DEMONSTRATE THAT BY UILITILIZAING THE ABOVE

CONTROL STRATEGY, THE RESULTS HAS REACHED IT ESTIMATION.
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