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Abstract 
 
The machining characteristics of electrical discharge machining (EDM) directly depend on the discharge energy which is transformed 

into thermal energy in the discharge zone. The generated heat leads to high temperature, resulting in local melting and evaporation of 
workpiece material. However, the high temperature also impacts various physical and chemical properties of the tool and workpiece. 
This is why extensive knowledge of development and transformation of electrical energy into heat is of key importance in EDM. Based 
on the previous investigations, analytical dependence was established between the discharge energy parameters and the heat source char-
acteristics in this paper. In addition, the thermal properties of the discharged energy were experimentally investigated and their influence 
on material removal rate, gap distance, surface roughness and recast layer was established. The experiments were conducted using copper 
electrode while varying discharge current and pulse duration. Analysis and experimental research conducted in this paper allow efficient 
selection of relevant parameters of discharge energy for the selection of most favorable EDM machining conditions.   
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1. Introduction 

Electrical Discharge Machining - EDM is a method for ma-
terial removal which is suitable for all kinds of electro-
conductive materials, regardless of their physical and 
metallurgical properties [1]. It is used for machining complex 
geometry workpieces and difficult-to-machine materials, for 
which conventional methods are not applicable. The use of 
EDM is especially essential for the accurate production of 
forming tools, prototype parts, micro parts and other highly 
specialized products [2, 3]. 

The important machining characteristics of EDM are pro-
ductivity, machining accuracy and surface integrity [4-6]. In 
EDM, productivity is expressed as the material removal rate. 
Machining accuracy is defined as tolerances on dimension and 
shape of the workpiece. Surface integrity is expressed through 
surface roughness and surface layer properties. The impor-
tance of these characteristics is relative and depends on 
machining conditions and the desired function of parts. 
Together with machining costs, productivity determines the 
overall cost-effectiveness of the machining process, while 
accuracy and quality impact the functional value of product. 

The machining characteristics of EDM primarily depend on 

the physical principles on which the material removal is based. 
In EDM, material is removed through periodical electrical 
discharges between the tool and workpiece. Within a small 
volume of the discharge zone, electrical energy is transformed 
into heat. A plasma zone is formed at temperatures as high as 
40,000°C, while the workpiece surface reaches 10,000°C [7]. 
Such high temperatures cause local heating, melting, evapora-
tion, and incineration of workpiece material. The disruption of 
current supply annihilates the discharge zone, causing abrupt 
cooling, which results in an explosive flushing of molten mat-
ter and solid particles off the workpiece surface. A series of 
discharges result in a number of small craters with relevant 
surface roughness. High temperatures also produce recast 
layer, electrode wear, thermal dilatations, etc. [8, 9]. 

It is evident that EDM is complex and stochastic in nature, 
and involves a combination of several disciplines such as elec-
tric, magnetic, thermal, mechanic, dynamic or hydraulic. A 
number of attempts to model the process have been reported 
in the literature based on electro-thermal concepts. Thereby, 
analytical [10, 11], numerical [7, 12, 13] or empirical methods 
[14-16] with different characteristics and approximation re-
sults are used to solve the models. 

As previously mentioned, efficiency of EDM mostly de-
pends on generation and distribution of thermal energy within 
the discharge zone [17-19]. The generated thermal energy 
depends on the power and duration of heat source, while the 
distribution of thermal energy depends on heat sinking charac-
teristics. In practice, efficient EDM control implies variation 
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of discharge energy parameters. 
This paper takes a different approach towards effect to the 

discharge energy on machining performance in EDM, using a 
simple empirical concept. Based on the previous investigation, 
discharge energy characteristics are identified. Analytical 
dependence of heat source parameters was established. Theo-
retical analysis is based on the electro-thermal model. As the 
proposed method uses an empirical concept, it requires ex-
perimental results. For that reason, an experimental investiga-
tion was conducted for the influence of heat source parameters 
on machining characteristics in EDM. 

 
2. Analytical approach 

EDM requires the tool and workpiece to be submerged into 
a liquid dielectric at a small depth, and they must be connected 
through an electronic switch to a DC power source. Upon 
establishing the voltage, a strong electric field is established 
between the tool and workpiece. There is a chain reaction in 
which a large number of negative and positive ions are 
produced. The ionization initiates creation of an electro-
conductive zone between the workpiece and tool, thus causing 
electrical discharge. Between the periodic discharges, the 
products of machining are evacuated from the discharge zone. 

 
2.1 Discharge energy 

During an electrical discharge, there exist voltage and 
current impulses which vary in time (Fig. 1). Electric impulses 
are determined by the following values: Uo - open gap voltage, 
Ue - discharge voltage, td - ignition delay time, te - discharge 
duration, ti - pulse duration, to - pulse off time, tp - pulse cycle 
time, Ie - discharge current, and Ia - average current. The 
derived values are: f=1/tp - pulse frequency and τ=ti/tp - duty 
factor. 

The most important parameter of EDM is the discharge en-
ergy. The discharge energy is the mean value of electrical 
energy per one impulse which is transformed into heat, and 
can be expressed by the following equation: 

0
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et
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In proper machining conditions, electrical discharge occurs 

instanteniously and is independent from other electric values. 
In this case, ignition delay time can be neglected, td≈0, i.e. the 
discharge duration is equal to pulse duration, te≅ti. The final 
expression for discharge energy now takes the following, 
more practical, form: 

 
e e e iE U I t= ⋅ ⋅ .

 
 (2) 

 
As can be seen from Eq. (2), the discharge energy is 

influenced by the discharge voltage, discharge current, and 
pulse duration. Their influences are interconnected and 
depend on the rest of the machining parameters. 

The discharge voltage depends on the paired tool and 
workpiece materials. It ranges between 15 and 30 V [6, 20]. 
Inherent to the electrode materials are thermal properties and 
the speed of recovery in the discharge zone, so that for every 
electrodes combination there is a corresponding discharge 
voltage. On this value cannot be influenced under the given 
machining conditions. 

The discharge current directly impacts the discharge energy. 
However, the impact of the discharge current is limited by the 
current density at the electrodes. If the current density 
oversteps the limit for the given machining conditions 
(approximately 10÷25 A/cm2), the stability of the impulse 
discharge will be threatened [4, 8]. This process initiates con-
tinuous current flow and occurrence of arcing or short circuit-
ing. This lengthens the time required to deionize the discharge 
channel, thus reducing the efficiency of EDM. 

The pulse duration is another parameter which allows direct 
control of discharge energy. However, here too the 
independent regulation of process parameters is limited. It is 
known from experience that pulse duration must be limited for 
a particular discharge current. Otherwise, electric arcing 
occurs, damaging both the tool and workpiece. 

 
2.2 Thermal state 

The thermal state of the EDM discharge zone can be 
defined by heat sources and sinks [17, 19]. The generated heat, 
which is the result of a transformation of electrical energy, 
acts as a heat source. The heat source is established immedi-
ately and is extremely intensive and transient. The tool, work-
piece and dielectric act as heat sinks since they allow the de-
veloped heat to be evacuated from the discharge zone. Shown 
in Fig. 2 is the electro-thermal model of the EDM. 

The heat source characteristics are judged by the type, di-
mensions, shape, duration and power. The heat source has a 
fixed location and its effect is immediate. The heat source is 
classified as an internal heat source as it is generated in a rela-
tively closed space between the electrodes. 

 
 
Fig. 1. Characteristic values of voltage and current impulses. 
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Besides being defined by heat quantity Q, the heat source 
power is more often expressed by means of heat flux density q. 
The heat flux, as the amount of heat transferred across a 
surface of unit area, S, in a unit time t, is: 

 
Qq

dS dt
=

∫ ∫
.
 

 (3) 

 
Analytical definition of discharge heat considers the fact 

that in EDM the heat quantity is equivallent to discharge 
energy: 

 
eQ E≅ .

 
 (4) 

 
By substituting Eqs. (4) and (2) in Eq. (3), an expression for 

discharge power per one impulse is found: 
 

2
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 (5) 

 
where re is the discharge radius. 

The heat source duration of a single impulse is identical to 
discharge duration, and for the sake of simplicity, is 
considered equal to pulse duration: 

 
e it t≅ .

 
 (6) 

 
Heat sinking characteristics depend on the EDM conditions 

as well as the thermal and physical material properties of the 
workpiece, tool and dielectric [10, 21, 22]. Considering the 
efficiency of EDM, the heat quantity evacuated through 
workpiece is of most importance. The ratio of the heat distri-
bution in workpiece qw and total discharge heat qe is defined 
by the heat distribution factor, which is expressed by the 
following equation: 

 
w

q
e

q
q

ω = .
 

 (7) 

 
The heat source characteristics (Eqs. (5) and (6)) and the 

heat distribution factor (Eq. (7)) impact the efficiency of melt-
ing, evaporation and combustion of the workpiece material, 

but they also affect electrode wear, machining accuracy and 
surface integrity. 

 
3. Experimental procedures 

Experimental investigation was conducted on an EDM 
machine tool ″FUMEC – CNC 21″ in South Korea (Ie=0÷100 
A, ti=0÷1000 µs, to=0÷100 µs, and Uo=0÷100 V). The work 
material used in the experiment was manganese-vanadium 
tool steel, ASTM A681 (0.9% C, 2% Mn, and 0.2% V), 
hardness 62 HRc. The tool was made of electrolytic copper 
with 99.9% purity and 20×10 mm cross-section. The dielectric 
was petroleum. Due to small eroding surface and depth, 
natural flushing was used. 

The machining conditions included variable discharge 
current and pulse duration. The range of the discharge current 
was Ie=1÷50 A (current density 0.5÷25 A/cm2), while the 
pulse duration was chosen from the interval ti=1÷100 µs to 
accomodate the chosen current. The rest of the parameters of 
electric impulse were held constant, according to the 
manufacturer's recommendations (Uo=100 V, τ=0.8 and 
positive tool electrode polarity). 

The experiments were conducted according to the specified 
experiment plan. Input parameters were varied and the 
resulting machining parameters of EDM process were 
monitored and recorded. Measured parameters were material 
removal rate Vw, gap distance a, and surface roughness Ra. 
Metallographic examinations of the surface aspect were 
conducted on several specimens. 

Material removal rate (ratio of removed material volume 
and the effective machining time) was measured indirectly, by 
monitoring the machining time for the set eroding depth. The 
depth and time of eroding were monitored using the machine 
tool CNC control unit. The machining accuracy of EDM was 
monitored through the change of side gap distance. Gap 
distance was calculated as the half of difference between the 
tool and workpiece contour dimensions. Measurements were 
conducted using electronic callipers (precision: 0.001 mm). 
Surface integrity was assesed by measuring surface roughness 
and research of the surface layer properties. 
″PERTHOMETER S5P″ of Mahr, Germany was used to 
measure the arithmetic average deviation of the assessed pro-
file (ISO 4287). Metallographic examinations of 
microstructure and microhardness were performed on an 
optical microscope ″ARISTOMET″ of Leit, Germany with 
200 x magnification. 

 
4. Results and analysis 

As analysed in the analytical approach, the machining 
characteristics of EDM predominantly depend on the thermal 
state which is defined in the discharge zone. Moreover, the 
thermal state is influenced by the discharge energy, which can 
be modulated by the discharge current and pulse duration. 

 

 
 
Fig. 2. Electro-thermal model of the EDM. 
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4.1 Material removal rate 

Fig. 3 shows the influence of the heat source parameters 
(discharge power qe and discharge duration te) on the material 
removal rate. The diagram shows that the increase of dis-
charge power (by discharge current Ie=9÷50 A) results in in-
creased discharge energy for steady discharge duration 
(te=const.), which ultimately leads to a higher material re-
moval rate. Moreover, it is evident that the increase of dis-
charge current is limited by the current density. When the 
current density oversteps 15 A/cm2 (Ie=30 A) the material 
removal rate decreases. Also, Fig. 3 shows that for steady 
discharge power (qe=const.) there exists an optimal pulse du-
ration (ti=7 µs) which results in maximum material removal 
rate. 

This efficiently precludes us from unambiguous determina-
tion of the influence of the discharge energy on material re-
moval rate. The analytical considerations presented in this 
paper show that the increase of the heat source parameters 
increases the material removal rate. The discharge power (Eq. 
(5)) increases with the increase of discharge current, and the 
discharge duration (Eq. (6)) increases with the increase of 
pulse duration. However, the experimentaly established 
optimal influence of the heat source parameters on material 
removal rate does not agree with the analytically expressed 
influence. In real conditions, discharge current and pulse dura-
tion cause enormous concentration of removed material, as 
well as the increase of gas bubbles in the discharge zone. Due 
to impaired evacuation of machining products, a portion of the 
discharge energy is spent on re-melting and evaporation of 
solidified metal particles. Also, larger portion of discharge 
energy takes place in a gaseous environment, and is thus 
irreversibly lost. Such impaired process stability affects EDM 
productivity. 

Fig. 4 shows the graphical and analytical influence of dis-
charge energy on the material removal rate. For optimal 
machining conditions (ti (opt)), the analytical relationship 
between material removal rate and discharge energy has a 
high coefficient of determination, R2. The coefficient of de-
termination is a measure of how well an analytical model is 
likely to predict future outcomes. The coefficient of determi-

nation is the square of the Pearson’s correlation coefficient 
between the observed and modeled data values. This correla-
tion coefficient is calculated by dividing the covariance of two 
variables by their standard deviations [23]. 

 
4.2 Gap distance 

Fig. 5 shows the influence of the heat source parameters on 
gap distance. The diagram shows that the increase of dis-
charge power and discharge duration results in increased dis-
charge energy, which ultimately leads to higher gap distance. 
Moreover, the discharge power (discharge current) has a 
somewhat larger influence on the gap distance. 

Graphical and analytical relationship between gap distance 
and discharge energy can be seen in Fig. 6. It is evident that 
the gap distance follows the discharge energy in order to 
maintain the stability of EDM. Otherwise, the deionization of 
the discharge zone would be affected, which could result in 
either low or uncontrolled material removal rate. The 
experimental results confirm the analytical assumptions. 

 
4.3 Surface integrity 

Fig. 7 shows the influence of the heat source parameters on 
surface roughness. The diagram shows that the increase of 
discharge power and discharge duration results in increased 
surface roughness. Moreover, the heat source parameters have 

 
Fig. 3. Influence of the heat source parameters on material removal
rate. 

 
Fig. 4. Dependence of material removal rate on discharge energy. 

 

 
Fig. 5. Influence of the heat source parameters on gap distance. 
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a uniform increase on the surface roughness. 
The relationship between the surface roughness and dis-

charge energy, for finishing and roughing, is shown in Fig. 8. 
As the discharge energy increases, so does the thermal energy 
concentration on the workpiece surface (Eq. (5)), which 
results in larger craters, i.e. greater surface roughness. The 
analytical relationship between surface roughness and 
discharge energy has a good coefficient of correlation. Shown 
in Fig. 8 are images of machined surfaces at various 

parameters of discharge energy. The EDM surface consists of 
a number of craters of various dimensions, while the 
roughness is even in all directions. 

Metallographic investigations show that there is heat af-
fected zone and a recast layer (white layer) at low and high 
discharge energies, Fig. 9. The recast layer manifests through 
uneven thickness, microstructure transformations and a modi-
fied microhardness compared to the bulk material. That means 
that for all cases of EDM, for longer or shorter intervals, the 
surface layer temperature exceeded the temperature of 
previous tempering, which equals 520°C for the tool steel 
ASTM A681 (62 HRc) examined in these investigations. 

Table 1 shows recast layers thicknesses of the tested speci-
mens. In principle, the increase of discharge energy increases 
the recast layer thickness. The pulse duration has a more 
prominent influence on the hardened and tempered layer 
thickness, while the discharge current is dominant in the 
melted layer. Generally, the layer thickness is more influenced 
by discharge duration (Eq. (6)) than its discharge power (Eq. 
(5)). Fig. 10 shows the dependence of recast layer thickness on 
discharge energy. The analytical relationship between the 
recast layer thickness and discharge energy has a high inter-
connection. 

The analysis of typical metallographic photos reveals four 
characteristic layers: melted layer, hardened layer, interface 
layer and tempered layer (Fig. 9). The melted layer is a sludge 
of lightly welded particles, which is a residue left after the 
ejection of melted material from the crater. The hardened layer 
consists of martensite, residual austenite and cementite. The 
interface layer consists of martensitic-austenitic grid and 

 
Fig. 6. Dependence of gap distance on discharge energy. 

 

 
 
Fig. 7. Influence of the heat source parameters on surface roughness. 

 

 
Fig. 8. Dependence of surface roughness on discharge energy. 

 

 
Fig. 9. Metallographic photos of recast layer for tool steel after EDM. 
 
1 - melted layer; 2 - hardened layer; 3 - interface layer; 4 - tempered 
layer; 5 - bulk material. 
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cementite, where the ratio of austenite diminishes with the 
distance from the tempered layer. The microstructure of the 
tempered layer is tempered martensite and cementite, which 
gradually phase into basic microstructure consisting of mart-
ensite with fine globular cementite. 

Compared to the bulk material, the hardened layer has 
higher microhardness, while the tempered layer has lower 
microhardness (Fig. 9). Higher microhardness of the hardened 
layer is the result of the austenitic-martensitic phase transition, 
while the lower microhardness of the tempered layer occurs 
around the highly tempered grains in the martensitic-austenitic 
grid. 

 
4.4 Discussion 

Based on analytical and experimental investigation it was 
established that machining performance of EDM directly de-
pends on the thermal energy, which is the result of a transfor-
mation of electrical energy. As analyzed in the theoretical 
approach, the machining characteristics of EDM predomi-
nantly depend on the heat source parameters (discharge power 
and discharge duration) and thermal properties of the electrode 
materials. In practice, the heat source parameters can be 
changed by the discharge current and pulse duration. 

Analytical approaches of influence of the discharge energy 
on machining characteristics in EDM are investigated through 
experimental verification. The result of experimental investi-

gation influence of the heat source parameters on material 
removal rate does not agree with the analytical influence. On 
the other hand, experimental results confirm analytical influ-
ence of the heat source parameters on machining accuracy and 
surface integrity. 

The theoretical analysis and experimental results show 
some good information which could be used by future re-
searches for optimal control EDM machining conditions. 

 
5. Conclusions 

The conducted analytical and experimental investigations 
yield the following conclusions: 

•  Efficiency of EDM directly depends on the power and du-
ration of the discharge energy which is transformed into 
thermal energy in the discharge zone; 

•  The increase of discharge energy increases the material 
removal rate. However, there exists an optimal discharge 
energy which yields maximum material removal rate. For 
an optimal discharge duration (pulse duration), the mate-
rial removal rate increases with the increase of the dis-
charge power (discharge current); 

•  When the discharge energy is increased, either through 
discharge duration or discharge power, the gap distance 
exerts greater influence on the machining accuracy of 
EDM. Moreover, the discharge power is more significant 
than discharge duration; 

•  Surface roughness directly depends on the discharge en-
ergy, so that the discharge power and discharge duration 
cause a uniform increase of surface roughness; 

•  Heat affected zone is present at all levels of discharge en-
ergy. The increase of discharge energy increases the 
recast layer thickness. The formed recast layer is influ-
enced by heat source parameters, while the discharge du-
ration has a more pronounced influence on the recast 
layer. 
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Table 1. The recast layer thickness of tool steel in EDM. 
 

Machining conditions Recast layer thickness 
Level Discharge 

current 
Pulse  

duration 
Discharge 

energy Melted layer Hardened layer Interface layer Tempered 
layer 

Recast 
layer 

(No) Ie (A) ti (µs) Ee (µJ) White zone 
(µm) Light zone (µm) Black zone (µm) Grey zone (µm) h (µm) 

1 5 2 200 15 5 - 5 25 

2 9 5 900 25 20 - 25 70 

3 13 10 2600 30 50 10 65 155 

4 20 7 2800 30 30 5 35 100 

5 30 10 6000 115 45 10 70 240 

 

 
 
Fig. 10. Dependence of recast layer thickness on discharge energy. 

 
 



 M. Gostimirovic et al. / Journal of Mechanical Science and Technology 26 (1) (2012) 173~179 179 
 

  

Nomenclature------------------------------------------------------------------------ 

a : Gap distance 
Ee : Discharge energy 
f : Pulse frequency 
h : Recast layer thickness 
Ia : Average current 
Ie : Discharge current 
q : Heat flux density 
Q : Heat source power 
qe : Discharge power 
qw : Heat distribution in workpiece 
re : Discharge radius 
Ra : Surface roughness 
R2 : Coefficient of determination 
S : Surface of unit area 
t : Time 
td : Ignition delay time 
te : Discharge duration 
ti : Pulse duration 
to : Pulse off time 
tp : Pulse cycle time 
Ue : Discharge voltage 
Uo : Open gap voltage 
Vw : Material removal rate 
ωq : Heat distribution factor 
τ : Duty factor 

 
References 

[1] W. Konig, Fertigungsverfahren, Band 3 Abtragen, VDI-
Verlag GmbH, Dusseldorf, Germany (1979). 

[2] B. Ekmekci1, A. Sayar, T. Opoz and A. Erden, Geometry 
and surface damage in micro electrical discharge machining 
of mocro-holes, J Micromech Microeng, 19 (2009) 1-16. 

[3] K. Liu, B. Lauwers and D. Reynaerts, Process capabilities of 
Micro-EDM and its applications, Int J Adv Manuf Techn, 47 
(2010) 11-19. 

[4] Y. Y Tsai and C. T. Lu, Influence of current impulse on 
machining characteristics in EDM, J Mech Sci Technol, 21 
(10) (2007) 1617-1621. 

[5] Y. C. Lin, L. R. Hwang, C. H. Cheng and P. L. Su, Effects 
of electrical discharge energy on machining performance 
and bending strength of cemented tungsten carbides, J Mater 
Process Technol, 206 (2008) 491-499. 

[6] K. Liu, D. Reynaerts and B. Lauwers, Influence of the pulse 
shape on the EDM performance of Si3N4–TiN ceramic 
composite, CIRP Ann-Manuf Techn, 58 (2009) 217-220. 

[7] S. H. Yeo, W. Kurnia and P. C. Tan, Critical assessment and 
numerical comparison of electro-thermal models in EDM, J 
Mater Process Technol, 203 (2008) 241-251. 

[8] J. C. Rebelo, A. M. Dias, D. Kremer and J. L. Lebrun, Influ-
ence of EDM pulse energy on the surface integrity of mart-
ensitic steels, J Mater Process Technol, 84 (1998) 90-96. 

[9] F. L. Amorim and W. L. Weingaertner, The influence of 

generator actuation mode and process parameters on the per-
formance of finish EDM of a tool steel, J Mater Process 
Technol, 166 (2005) 411-416. 

[10]   R. Snoeys and F. S. Van Dijck, Investigation of electro dis-
charge machining operations by means of thermo-mathematical 
model, CIRP Ann-Manuf Techn, 20 (1) (1971) 35-37. 

[11]   A. Singh and A. Ghosh, Thermo-electric model of material 
removal during electric discharge machining, Int J Mach 
Tool Manuf, 39 (1999) 669-682. 

[12]   N. B. Salah, F. Ghanem and K. B. Atig, Numerical study of 
thermal aspects of electric discharge machining process, Int 
J Mach Tool Manuf, 46 (2006) 908-911. 

[13]   B. Izquierdo, J. A. Sanchez, S. Plaza, I. Pombo and N. 
Ortega, A numerical model of the EDM process considering 
the effect of multiple discharges, Int J Mach Tool Manuf, 49 
(2009) 220-229. 

[14]   P. J. Wang and K. M. Tsai, Semi-empirical model on work 
removal and tool wear in electrical discharge machining, J 
Mater Process Technol, 114 (2001) 1-17. 

[15]   N. Tosun, The effect of the cutting parameters on perform-
ance of WEDM, J Mech Sci Technol, 17 (6) (2003) 816-824. 

[16]   S. S. Mahapatra and A. Patnaik, Parametric optimization of 
wire electrical discharge machining (WEDM) process using ta-
guchi method, J Braz Soc Mech Sci Eng, 28 (4) (2007) 422-429. 

[17]   J. Marafona and J. A. G. Chousal, A finite element model 
of EDM based on the Joule effect, Int J Mach Tool Manuf, 
46 (2006) 595-602. 

[18]   S. K. Hargrove and D. Ding, Determining cutting parame-
ters in wire EDM based on workpiece surface temperature 
distribution, Int J Adv Manuf Techn, 34 (2007) 295-299. 

[19]   K. Salonitis, A. Stournaras, P. Stavropoulos and G. Chrys-
solouris, Thermal modeling of the material removal rate and 
surface roughness for die-sinking EDM, Int J Adv Manuf 
Techn, 40 (2009) 316-323. 

[20]   J. C. Ferreira, A study of die helical thread cavity surface 
finish made by Cu-W electrodes with planetary EDM, Int J 
Adv Manuf Techn, 34 (2007) 1120-1132. 

[21]   P. Shankar, V. K. Jain and T. Sundarajan, Analysis of spark 
profiles during EDM process, Mach Sci Technol, 1 (2) 
(1997) 195-217. 

[22]   S. N. Joshi and S. S. Pande, Development of an intelligent proc-
ess model for EDM, Int J Adv Manuf Techn, 45 (2009) 300-317. 

[23]   R. G. D. Steel and J. H. Torrie, Principles and Procedures 
of Statistics, McGraw-Hill, New York, USA (1960). 

 
Marin Gostimirovic received his B.S, 
M.S. and Ph.D. degrees from the Uni-
versity of Novi Sad, Serbia, in 1982, 
1989 and 1997, respectively. He is cur-
rently an associate professor at the Fac-
ulty of Technical Science at University 
of Novi Sad, Serbia. His research inter-
ests include advanced machining tech-

nologies - cutting techniques, nonconventional processes, heat 
phenomena and artificial intelligence. 



<<
  /ASCII85EncodePages false
  /AllowTransparency false
  /AutoPositionEPSFiles true
  /AutoRotatePages /None
  /Binding /Left
  /CalGrayProfile (Dot Gain 20%)
  /CalRGBProfile (sRGB IEC61966-2.1)
  /CalCMYKProfile (U.S. Web Coated \050SWOP\051 v2)
  /sRGBProfile (sRGB IEC61966-2.1)
  /CannotEmbedFontPolicy /Error
  /CompatibilityLevel 1.4
  /CompressObjects /Tags
  /CompressPages true
  /ConvertImagesToIndexed true
  /PassThroughJPEGImages true
  /CreateJDFFile false
  /CreateJobTicket false
  /DefaultRenderingIntent /Default
  /DetectBlends true
  /DetectCurves 0.1000
  /ColorConversionStrategy /LeaveColorUnchanged
  /DoThumbnails false
  /EmbedAllFonts true
  /EmbedOpenType false
  /ParseICCProfilesInComments true
  /EmbedJobOptions true
  /DSCReportingLevel 0
  /EmitDSCWarnings false
  /EndPage -1
  /ImageMemory 1048576
  /LockDistillerParams false
  /MaxSubsetPct 100
  /Optimize true
  /OPM 1
  /ParseDSCComments true
  /ParseDSCCommentsForDocInfo true
  /PreserveCopyPage true
  /PreserveDICMYKValues true
  /PreserveEPSInfo true
  /PreserveFlatness true
  /PreserveHalftoneInfo false
  /PreserveOPIComments false
  /PreserveOverprintSettings true
  /StartPage 1
  /SubsetFonts true
  /TransferFunctionInfo /Apply
  /UCRandBGInfo /Preserve
  /UsePrologue false
  /ColorSettingsFile ()
  /AlwaysEmbed [ true
  ]
  /NeverEmbed [ true
  ]
  /AntiAliasColorImages false
  /CropColorImages true
  /ColorImageMinResolution 150
  /ColorImageMinResolutionPolicy /OK
  /DownsampleColorImages false
  /ColorImageDownsampleType /Bicubic
  /ColorImageResolution 300
  /ColorImageDepth -1
  /ColorImageMinDownsampleDepth 1
  /ColorImageDownsampleThreshold 1.50000
  /EncodeColorImages true
  /ColorImageFilter /DCTEncode
  /AutoFilterColorImages true
  /ColorImageAutoFilterStrategy /JPEG
  /ColorACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /ColorImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000ColorACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000ColorImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasGrayImages false
  /CropGrayImages true
  /GrayImageMinResolution 150
  /GrayImageMinResolutionPolicy /OK
  /DownsampleGrayImages false
  /GrayImageDownsampleType /Bicubic
  /GrayImageResolution 300
  /GrayImageDepth -1
  /GrayImageMinDownsampleDepth 2
  /GrayImageDownsampleThreshold 1.50000
  /EncodeGrayImages true
  /GrayImageFilter /DCTEncode
  /AutoFilterGrayImages true
  /GrayImageAutoFilterStrategy /JPEG
  /GrayACSImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /GrayImageDict <<
    /QFactor 0.15
    /HSamples [1 1 1 1] /VSamples [1 1 1 1]
  >>
  /JPEG2000GrayACSImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /JPEG2000GrayImageDict <<
    /TileWidth 256
    /TileHeight 256
    /Quality 30
  >>
  /AntiAliasMonoImages false
  /CropMonoImages true
  /MonoImageMinResolution 1200
  /MonoImageMinResolutionPolicy /OK
  /DownsampleMonoImages true
  /MonoImageDownsampleType /Bicubic
  /MonoImageResolution 1200
  /MonoImageDepth -1
  /MonoImageDownsampleThreshold 1.50000
  /EncodeMonoImages true
  /MonoImageFilter /CCITTFaxEncode
  /MonoImageDict <<
    /K -1
  >>
  /AllowPSXObjects false
  /CheckCompliance [
    /None
  ]
  /PDFX1aCheck false
  /PDFX3Check false
  /PDFXCompliantPDFOnly false
  /PDFXNoTrimBoxError true
  /PDFXTrimBoxToMediaBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXSetBleedBoxToMediaBox true
  /PDFXBleedBoxToTrimBoxOffset [
    0.00000
    0.00000
    0.00000
    0.00000
  ]
  /PDFXOutputIntentProfile ()
  /PDFXOutputConditionIdentifier ()
  /PDFXOutputCondition ()
  /PDFXRegistryName (http://www.color.org)
  /PDFXTrapped /Unknown

  /Description <<
    /ENU (Use these settings to create PDF documents with higher image resolution for high quality pre-press printing. The PDF documents can be opened with Acrobat and Reader 5.0 and later. These settings require font embedding.)
    /JPN <FEFF3053306e8a2d5b9a306f30019ad889e350cf5ea6753b50cf3092542b308030d730ea30d730ec30b9537052377528306e00200050004400460020658766f830924f5c62103059308b3068304d306b4f7f75283057307e305930023053306e8a2d5b9a30674f5c62103057305f00200050004400460020658766f8306f0020004100630072006f0062006100740020304a30883073002000520065006100640065007200200035002e003000204ee5964d30678868793a3067304d307e305930023053306e8a2d5b9a306b306f30d530a930f330c8306e57cb30818fbc307f304c5fc59808306730593002>
    /FRA <>
    /DEU <>
    /PTB <>
    /DAN <>
    /NLD <>
    /ESP <>
    /SUO <>
    /ITA <>
    /NOR <>
    /SVE <>
    /CHS <FEFF4f7f75288fd94e9b8bbe7f6e521b5efa76840020005000440046002065876863ff0c5c065305542b66f49ad8768456fe50cf52068fa87387ff0c4ee575284e8e9ad88d2891cf76845370524d6253537030028be5002000500044004600206587686353ef4ee54f7f752800200020004100630072006f00620061007400204e0e002000520065006100640065007200200035002e00300020548c66f49ad87248672c62535f0030028fd94e9b8bbe7f6e89816c425d4c51655b574f533002>
    /CHT <FEFF4f7f752890194e9b8a2d5b9a5efa7acb76840020005000440046002065874ef65305542b8f039ad876845f7150cf89e367905ea6ff0c9069752865bc9ad854c18cea76845370524d521753703002005000440046002065874ef653ef4ee54f7f75280020004100630072006f0062006100740020548c002000520065006100640065007200200035002e0030002053ca66f465b07248672c4f86958b555f300290194e9b8a2d5b9a89816c425d4c51655b57578b3002>
    /KOR <>
  >>
>> setdistillerparams
<<
  /HWResolution [2400 2400]
  /PageSize [545.000 394.000]
>> setpagedevice


