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ABSTRACT

The aim of work is to compare powder materials for producing different types of
electrodes processed by powder metallurgy and electrophoretic erosion processes. The three
types of electrode materials consist of Copper (Cu) electrode materials, copper-titanium nitride
(Cu-TiN) electrode material, and copper-titanium carbonitride (Cu-TiCN) electrode material were
all samples into a sintering process at 1050 °C. Experiment results by adjusting the current
parameters found that only the electric current affects the work efficiency and surface quality
of the samples. This experiment spark with tungsten carbide was started with a current of 9, 15
and 25 Amp. Using 9 Amp gave the lowest average surface roughness resulting in a maximum

removal rate of 0.0047 g/min of copper-titanium nitride (Cu-TiN) electrode material, and highest
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the electrode wear rate. The lowest surface roughness was 33.72%), as well as the results of

the surface roughness experiment to obtain the lowest mean surface roughness of 9.76 pm.
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ladsmanvesdianinsaudazviawuitian
didnnsavianeuaalnnionlulase (Cu-TiN)
TehanuiSeuRaedsiidanegi 9.76 um dna
wndutandianinsnvdaneauns (Cu) dauian
dianinsaviianaswastnniiouaSlululasad
(Cu-TiCN) TiranuiFeuvesingsiign Ae 12.18

um
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