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ABSTRACT

The study to use the fuji electric’s open architecture controller prescribed in Structured Text program to develop Deep-sinking

EDM CNC which has high speed Drilling EDM function . In order to erode a blind hole , the wear compensation is necessary . The

occurate depth can be obtained . After deep-sinking eroding , the finishing for the wall can be , and executed through a vector

motion . In order to achieve the working goal , it will establish the controller in the OPLC which includes the gap sensor , electrode

compensation , interpolator , position control , parameter transmission I/O logic control . In order to obtain the algorithm for the

wear to compensation , the using taguchi’s statistical analysis is need to analyze process error . On a personal compute , establishes

the operator interface using Visual Basic let to allow the picture for operating the EDM , which can transfer the block parameters to

OPLC . Finally this control system equip on the deep drilling EDM , and actual processing and the functions an test . The final

results shows the dimension and roughness of the deep hole can be obtained .
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