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(54) WORK-TANK RAISING/LOWERING DEVICE AND WORK-TANK RAISING/LOWERING 
METHOD FOR ELECTRICAL DISCHARGE MACHINE

(57) In order to solve the problem of reduced opera-
bility due to a work tank getting in the way when raising
or lowering a partitioning plate, in this electrical discharge
machine, the top end of a vertically extending electrode
(10) is supported by an electrode holder (7) so as to be
able to be raised and lowered, the circumferential surface
of the bottom end of said electrode (10) is supported by
an electrode guide (8) that is disposed so as to be able
to move vertically with respect to the electrode holder
(7), and the position of said electrode guide (8) is detected
by a position detection unit (32). This electrical discharge
machine is provided with a work-tank raising/lowering
device. During electrical discharge machining, said work-
tank raising/lowering device raises/lowers a work tank
(17), in accordance with the electrode-guide position (Hg)
detected by the position detection unit (32), so as to set
the distance from a prescribed part of the work tank (17)
to the electrode-guide position (Hg) equal to a prescribed
value (Ha). When electrical discharge machining is not
being performed, the functionality whereby the work tank
(17) is raised/lowered in accordance with the electrode-
guide position (Hg) is disabled.
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Description

Technical Field

[0001] The present invention relates to a processing
tank raising/lowering device for an electrical discharge
machine and a processing tank raising/lowering method
for raising and lowering a processing tank of an electrical
discharge machine having an electrode guide.

Background Art

[0002] Conventionally, there has been known an elec-
trical discharge machine in which an electrode holder
and an electrode guide are provided so as to be moveable
relative to each other in the vertical direction, and the
electrode of a bar-like shape is supported at its upper
end by the electrode holder so as to be movable up and
down while the electrode is supported on the peripheral
side at its lower end by the electrode guide (see Patent
Literature 1, for example). In the electrical discharge ma-
chine according to Patent Literature 1, a partitioning plate
for adjusting the surface level of the machining fluid is
provided so as to be slidable up and down along a cutout
window of the processing tank while the up-and-down
movement of the partitioning plate is mechanically linked
with the up-and-down motion of the W-axis slide that sup-
ports the electrode guide, whereby the liquid surface level
is changed in linkage with the raising/lowering of the elec-
trode guide.
[0003] However, in the electrical discharge machine
according to above Patent Literature 1, since the parti-
tioning plate moves up and down in linkage with the up-
and-down motion of the W-axis slide, the operativity is
deteriorated when, for example, preparatory work for the
electrical discharge machine is performed with the elec-
trode guide remaining at a raised position.

Citation List

Patent Literature

[0004] Patent Literature 1: Japanese Patent No.
4490655

Summary of the Invention

[0005] A processing tank raising/lowering device ac-
cording to one aspect of the present invention includes:
an electrode holder for supporting a vertically extended
electrode at the upper end thereof so as to be movable
up and down; an electrode guide arranged vertically mov-
able relative to the electrode holder to support the lower
end of the electrode on the outer peripheral side thereof;
a position detector for detecting the position of the elec-
trode guide; a processing tank for holding machining fluid
in which a workpiece is immersed at the time of electrical
discharge machining; a processing tank lift for raising

and lowering the processing tank; and, a lift controller
having an elevation coordinating function for controlling
the processing tank lift in accordance with the electrode
guide position so that the machining fluid surface is po-
sitioned at a height over the electrode guide position by
a predetermined distance, and is characterized in that
the lift controller validates the elevation coordinating
function at the time of electrical discharge machining and
invalidates the elevation coordinating function at time of
non-machining.
[0006] One aspect of the present invention is a
processing tank raising/lowering method of raising and
lowering a processing tank for holding machining fluid in
which a workpiece is immersed at the time of electrical
discharge machining, comprising the steps of: supporting
a vertically extended electrode at the upper end thereof
by an electrode holder so as to be movable up and down,
and supporting the lower end of the electrode on the outer
peripheral side thereof by an electrode guide arranged
vertically movable relative to the electrode holder; de-
tecting the position of the electrode guide by a position
detector; and, raising or lowering the processing tank in
accordance with the position of the electrode guide so
that the level of the machining fluid surface is positioned
a predetermined distance from the electrode guide posi-
tion at the time of electrical discharge machining, and
invalidating the function of raising and lowering the
processing tank in accordance with the electrode guide
position at the time of non-machining.

Brief Description of Drawings

[0007]

[FIG. 1] A front view schematically illustrating essen-
tial components of an electrical discharge machine
to which a processing tank raising/lowering method
according to an embodiment of the present invention
is applied.
[FIG. 2] A perspective view of a turbine blade as an
example of a workpiece to which the present inven-
tion is applied.
[FIG. 3] A sectional view cut along a line III-III in FIG.
2.
[FIG. 4] A diagram illustrating a machining operation
on a workpiece by the electrical discharge machine
of FIG. 1.
[FIG. 5] A diagram illustrating essential components
of a processing tank raising/lowering device accord-
ing to an embodiment of the present invention.
[FIG. 6] FIG. 6 is a diagram specifying several set-
tings around the upper end of the processing tank
of FIG. 5.
[FIG. 7] A block diagram illustrating essential com-
ponents of a processing tank raising/lowering device
according to an embodiment of the present inven-
tion.

1 2 



EP 2 894 001 A1

3

5

10

15

20

25

30

35

40

45

50

55

Description of Embodiments

[0008] Referring to FIGS. 1 to 7, one embodiment of a
processing tank raising/lowering device according to the
present invention will be described. In the configuration
of an electrical discharge machine to which the present
invention is applied will be described. FIG. 1 is a front
view schematically illustrating essential components of
an electrical discharge machine 100 according to the em-
bodiment of the present invention. In the description
hereinbelow, for convenience the three orthogonal direc-
tions (X-axis direction, Y-axis direction, Z-axis direction)
are defined as the left-to-right direction, front-to-rear di-
rection and vertical direction as illustrated, and based on
this definition, the configuration of each component will
be described.
[0009] In FIG. 1, a column 2 is fixed upright in the rear
part of a bed 1 as a pedestal. An X-slider 3 is supported
on the top face of the column 2 so as to be movable in
the X-direction (left-to-right direction). A ram 4 is support-
ed on the top face of the X-slider 3 so as to be movable
in the Y-direction (front-to-rear direction). A main spindle
head 5 is supported on the front face of the ram 4 so as
to be movable in the Z-direction (vertical direction). Pro-
jected from the bottom face of the main spindle head 5
is the front end of a rotational main spindle 6. An electrode
holder 7 is attached to the lower end of the rotational
main spindle 6. An electrode guide 8 is disposed vertically
below the electrode holder 7, and is supported by the
lower end of a grip arm 9. The grip arm 9 is supported
by a bracket 4a provided on the right side face of ram 4
so as to be movable in the vertical direction. This vertical
moving axis of the grip arm 9 is defined to be the W-axis.
[0010] Between the electrode holder 7 and electrode
guide 8, an electrode 10 is extended along a vertical axis
CL0 that passes through the centers of electrode holder
7 and electrode guide 8. The electrode 10 is a cylindrical
pipe electrode and is held at its upper end by the electrode
holder 7. The lower end of electrode 10 vertically pene-
trates through the electrode guide 8. The electrode 10 is
supported on outer peripheral side by the electrode guide
8 so as to be able to slide in the vertical direction inside
the electrode guide 8 while its movement (deviation) in
the front-to-rear and right-to-left directions is constrained.
A machining fluid such as water, or the like, is supplied
into the pipe electrode 10, so that the machining fluid is
ejected from the front end (lower end) of the pipe elec-
trode 10. Here, oil may also be used as the machining
fluid.
[0011] A table 11 is arranged in front of column 2 on
the top face of bed 1. Mounted on the top face of table
11 is a tiltable rotary table device 12. The tiltable rotary
table device 12 includes a pair of supporters 13 projected
upward from the top face of table 11 and arranged in front
and rear positions, a tiltable member 14 supported be-
tween the front and rear supporters 13 so as to be rotat-
able in B-axis directions about a pivot CLb extended in
the direction of the Y-axis, and a rotary table 15 supported

on the left endface of tiltable member 14 so as to be
rotatable in A-axis directions about a pivot CLa perpen-
dicular to the pivot CLb. The rotary table 15 is equipped
with a chuck 16, which supports a workpiece 20. An el-
evatable processing tank 17 is provided around the table
11, so as to enclose the whole of table 11 and tiltable
rotary table device 12. The chain line in FIG. 1 depicts a
machining state where the processing tank 17 has been
raised, whereas the processing tank 17 is moved down
as depicted by the solid line and set in the non-machining
state when performing preparation work such as attach-
ment or removal of workpiece 20.
[0012] Though not illustrated, the electrical discharge
machine 100 of FIG. 1 includes: an X-axis driver for mov-
ing the X-slider 3 in the left-to-right direction; a Y-axis
driver for moving the ram 4 in the front-to-rear direction;
a Z-axis driver for moving the main spindle head 5 in the
vertical direction; a main spindle driver for rotating the
rotational main spindle 6 about the axis CL0; an arm driv-
er for moving the grip arm 9 in the vertical direction; a B-
axis driver for tilting the pivotable member 14 via the pivot
CLb; and an A-axis driver for rotating the rotary table 15
via the pivot CLa. The X-axis driver, Y-axis driver, Z-axis
driver and arm driver may be configured of a ball screw
and a servomotor for rotationally driving the ball screw,
for example. The main spindle driver may be configured
of a spindle motor, for example. The B-axis driver and A-
axis driver may be configured of a DD (direct drive) ser-
vomotor, for example.
[0013] With the above configuration, the electrode
holder 7 and electrode guide 8 can relatively move in the
X-axis direction, Y-axis direction and Z-axis direction with
respect to the workpiece 20. Accordingly, it is possible
to machine the workpiece 20 into a desired 3D shape.
Raising and lowering the grip arm 9 by the arm driver
enables adjustment of the distance between the elec-
trode holder 7 and the electrode guide 8, and therefore
it is possible with the electrode holder 7 and the electrode
guide 8 to support the top and bottom ends of electrode
10 during machining even though the length of electrode
10 changes due to consumption of the electrode 10.
[0014] Provided on the front face of ram 4 is a position
detector 31 such as a linear scale or the like for detecting
the Z-axis position along the vertical direction of the main
spindle head 5. Based on the signal from the position
detector 31, it is possible to detect the position of elec-
trode holder 7, or the position of the upper end of elec-
trode 10. The bracket 4a of grip arm 9 is equipped with
a position detector 32 for detecting the W-axis position
along the vertical direction of grip arm 9 relative to the
ram 4. Based on the signal from the position detector 32,
it is possible to detect the position of electrode guide 8
relative to ram 4.
[0015] There is a fixed relationship (known value)
unique to the machine between the Z-axis position and
the W-axis position. The position detectors 31 and 32
detect the position of electrode holder 7 and the electrode
guide 8, respectively, as a distance from the reference
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position in the machine coordinate system. Accordingly,
based on the signals from position detectors 31 and 32,
the distance D between the lower end of electrode holder
7 and the upper end of electrode guide 8 can be calcu-
lated. When the distance D is equal to or shorter than a
predetermined value D1, approaching motion of the elec-
trode holder 7 to the electrode guide 8 is stopped by
force. As a result, contact between the electrode holder
7 and the electrode guide 8 is prevented. Although not
illustrated, an electrode magazine is provided at the side
of the arm 9. A plurality of electrodes 10 for replacement
having a known initial length are stored in the electrode
magazine, so that electrodes 10 can be exchanged be-
tween the main spindle 6 and the tool magazine by an
unillustrated replacing means.
[0016] Examples of workpiece 20 include turbine
blades and vanes used for gas turbines, jet engines and
others.
[0017] FIG. 2 is a perspective view of a turbine blade
as one example of workpiece 20. FIG. 3 is a sectional
view cut along a line III-III in FIG. 2. For example, a Christ-
mas tree-shaped supporter 20a is formed at one end of
a turbine blade 20. In the assembled state of an engine,
the supporter 20a is attached to the peripheral side of a
rotatable rotor. The turbine blade 20 is formed by a lost-
wax casting process, for example.
[0018] As shown in FIGS. 2 and 3, a cavity 25 is formed
inside an airfoil 21 of the turbine blade 20. The airfoil 21
has an interior surface 21a facing the cavity 25 and an
exterior surface 21b exposed to high-temperature gas.
The airfoil 21 has cooling holes 22 formed penetrating
therethrough at multiple positions in the peripheral direc-
tion of airfoil 21 and aligned in large numbers in the height
direction (in the direction of arrow A in FIG. 2) of airfoil
21. Cooling air is supplied to the cavity 25 from the rotor
side and discharged from individual cooling holes 22.
With this arrangement, a film of cooling air flows along
the external surface 21b to cool the airfoil 21.
[0019] FIG. 4 is a diagram schematically illustrating a
machining operation of cooling holes 22. As shown in
FIG. 4, in machining a cooling hole 22, the workpiece 20
is held by the tiltable rotary table device 12 in such a
machining attitude that the central axis CL1 of the cooling
hole 22 is oriented in the vertical direction. Further, a
move of the electrode guide 8 along the W-axis is in-
structed by the machining program so as to move the
electrode guide 8 to the electrode support position B
above the machining start point P on the workpiece 20.
From this condition, the electrode holder 7 is moved down
so that the electrode 10 moves down, whereby the work-
piece 20 is machined with the tip of the electrode 10 by
electrical discharging (the broken line in FIG. 4).
[0020] During machining, the grip arm 9 is fixed relative
to ram 4 in order to position the electrode guide 8 at the
electrode supporting position B regardless of downward
movement of the electrode holder 7. By this arrangement,
the upper and lower ends of electrode 10 are supported
above the workpiece 20, whereby it is possible to sup-

press oscillation of the electrode 10 during machining. In
FIG. 4, H represents the height from the lower endface
8a to the upper endface 8b of the electrode guide 8 (the
full height of electrode guide 8). In the embodiment, the
height position of the electrode guide 8 in the Z-axis di-
rection of the mechanical coordinate system, i.e., the
electrode guide position Hg, is represented by the posi-
tion of the bottom endface 8a of electrode guide 8.
[0021] In the electrical discharge machine 100 of the
present embodiment, the electrode guide 8 has been set
beforehand at an optimal height, i.e., a height position
close to the workpiece surface but out of contact there-
with in accordance with the machining attitude of the
workpiece 20 by the machining program, and the position
of the W-axis is changed in accordance with the machin-
ing attitude. Therefore, if the height of the machining fluid
is fixed regardless of the machining attitude of the work-
piece 20, there is a risk that the rotational main spindle
6 is immersed in the machining fluid when the electrode
guide position Hg has been set at a low point and the
electrode holder 7 moves close to the electrode guide 8
in the course of hole machining. When the rotational main
spindle 6 is immersed in the machining fluid, the machin-
ing fluid penetrates into the interior of rotational main
spindle 6, inducing failures. Even though the rotational
main spindle 6 is not immersed into the machining fluid,
immersion of the electrode holder 7 in the machining fluid
scatters the working liquid over the area around because
of jagged external configurations of the electrode holder
7, degrading the working environment. On the other hand
if the electrode guide position Hg is set at a height point,
an aerial discharge that occurs when the machined part
is not immersed, takes places, making machining unsta-
ble.
[0022] For this reason, it is preferable that the height
of the machining fluid surface is changed depending on
the electrode guide position Hg so that the rotational main
spindle 6 and the electrode holder 7 will not be immersed
in the machining fluid or an aerial discharge will not take
place either. For this purpose, it may be possible for ex-
ample, for the electrode guide 8 to be mechanically con-
nected to the processing tank 17 so as to make the elec-
trode guide position Hg in linkage with the height of the
processing tank 17. However, this raises the processing
tank 17 without fail to a higher position when the electrode
guide 8 is moved upward. As a result, the processing
tank 17 stands in the way in preparatory work for attach-
ment and removal of the workpiece 20, in replacement
work of electrodes 10 and the like, possibly degrading
operativity. Taking account of this aspect, the processing
tank raising/lowering device in the present embodiment
is configured as follows.
[0023] FIG. 5 is a diagram schematically illustrating a
configuration of essential components of FIG. 1, depict-
ing main constituents of a processing tank raising/lower-
ing device 50 according to the present embodiment. FIG.
6 is a diagram specifying several settings in the proximity
of the upper end of the processing tank 17. As shown in

5 6 



EP 2 894 001 A1

5

5

10

15

20

25

30

35

40

45

50

55

FIG. 5, the processing tank raising/lowering device 50,
in addition to the aforementioned electrode holder 7,
electrode guide 8, position detector 32 and processing
tank 17, includes a lift 51 for moving up and down the
square-shaped processing tank 17, a fluid level detector
52 for detecting the level of liquid, and a machining fluid
pump 53 for supplying a machining fluid into the process-
ing tank 17. Interposed between the inner peripheral side
of processing tank 17 and the outer peripheral side of
table 11 is a seal 56, which seals the inner peripheral
side of processing tank 17.
[0024] The lifting mechanism 51 includes a rack 511
formed on the outer peripheral side of the processing
tank 17 and a pinion 512 engaging the rack 511 and a
servomotor 513 for driving the pinion 512, and moves up
and down the processing tank 17 by rotation of the ser-
vomotor 513. The servomotor 513 incorporates an en-
coder for a position detector 514, hence can detect the
height of the processing tank 17 from a reference posi-
tion, based on the signal from the encoder. Hereinafter,
the height of processing tank 17 (processing tank height
Hk) is represented by the position of the upper endface
17a of processing tank 17 as depicted in FIG. 6. The
position detector 514 may also be configured of other
than the encoder.
[0025] As illustrated in FIGS. 5 and 6, the processing
tank 17 has a drain port 57 that is opened at a position
a predetermined distance S1 below from the upper end-
face 17a of processing tank 17. The machining fluid flow-
ing out from the drain port 57 is collected in a tank 59 via
a return pipe path 58. Accordingly, the height of the sur-
face of the machining fluid in the processing tank 17 is
limited, hence will not become higher than the drain port
57. When the processing tank 17 is moved up and down,
the level of the machining fluid surface also moves up
and down.
[0026] The fluid level detector 52 is attached on the
inner peripheral side of the processing tank 17. The fluid
level detector 52 is a float switch that turns on when the
machining fluid reaches the fluid level detector 52 and
turns off when the liquid surface is located below the fluid
level detector 52. The position of operation of the fluid
level detector 52 is set somewhat lower than the drain
port 57, or a predetermined distance S2 (>S1) below from
the upper endface 17a of processing tank 17. Turning on
and off of the fluid level detector 52 enables detection of
whether the height of liquid surface rises up to the prox-
imity of the drain port 57.
[0027] The machining fluid pump 53 is a volume-vari-
able pump that can provide two, high and low, selectable
pumping volumes, so that the discharge quantity of the
machining fluid into processing tank 17 can be varied by
selection of pumping volume. Alternatively, the pump 53
may be configured to be able to select rotational speed
between high and low modes, so that the discharge quan-
tity of the machining fluid can be changed by selection
of rotational speed while the pumping volume is fixed.
The servomotor 513 and the machining fluid pump 53

are controlled by a control unit 60 (FIG. 7).
[0028] FIG. 7 is a block diagram illustrating a control
configuration of the processing tank raising/lowering de-
vice 50 according to the present embodiment. The control
unit 60 is a computer including a processing unit formed
of CPU, ROM, RAM, other peripheral circuitry, etc. This
control unit 60 is built in an NC unit (Numerical Control
Unit) that controls diverse components of the electrical
discharge machine 100 based on the predetermined ma-
chining program. The machining program is written in the
form of M codes with various pieces information such as
an electrical discharge machining start command for in-
structing the start of electrical discharge machining, an
electrical discharge machining end command for in-
structing the end of electrical discharge machining and
the electrode guide position Hg (the electrode supporting
position B in FIG. 4) corresponding to a machining point
P.
[0029] The control unit 60 is set in advance with a target
height Ha of the machining fluid surface. As shown in
FIG. 6, the target height Ha is set as the distance from
the electrode guide position Hg to the machining fluid
surface. The relationship between the electrode guide
position Hg and the processing tank height Hk is given
as illustrated. The electrode guide position Hg plus the
known distance S1 from the upper endface 17a of
processing tank 17 to the drain port 57 and the target
height Ha amounts to the processing tank height Hk. The
target height Ha may be set to be not more than the full
height H (FIG. 4) of electrode guide 8, for example, set
to be equal to H or about one half of H.
[0030] As depicted in FIG. 7, the control unit 60 re-
ceives input of signals from an input unit 55 through which
various instructions relating to processing tank rais-
ing/lowering control are given, the position detector 32,
the fluid level detector 52 and the position detector 514.
The control unit 60, based on these input signals, exe-
cutes predetermined processing and outputs control sig-
nals to the servomotor 513 in the lift 51 and the machining
fluid pump 53. The control unit 60 includes a lift controller
61 and a pump controller 62 as functional components.
[0031] The lift controller 61 has a function (elevation
coordinating function) for controlling the servomotor 513
in accordance with the signal from the position detector
514 so that the distance from the electrode guide position
Hg that has been detected by the position detector 32 to
the machining fluid surface (drain port 57) will become
equal to the target height Ha. When reading an electrical
discharge machining start command from the machining
program, the lift controller 61 validates the elevation co-
ordinating function to control the servomotor 513 so that
the distance from the electrode guide position Hg to the
machining fluid surface will be equal to the target height
Ha. The target height Ha is equal to or shorter than the
full height H of electrode guide 8. With this setting, the
machining fluid level will not become higher than the elec-
trode guide 8 at the time of electrical discharge machin-
ing, so that it is possible to prevent the rotational main
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spindle 6 and electrode holder 7 from being immersed in
the machining fluid.
[0032] Thereafter, when reading an electrical dis-
charge machining end command, the lift controller 61
invalidates the elevation coordinating function. In this
case, the controller outputs a control signal to servomotor
513 so as to control the processing tank height Hk to a
predetermined position regardless of the electrode guide
position Hg. For example, the machining fluid in the
processing tank 17 is drained while the processing tank
17 is lowered to the lowermost position to set the process-
ing tank height Hk to the lowest position. Thereby, the
workpiece 20 is exposed outside of the processing tank
17. Accordingly, the processing tank 17 will not stand in
the way, and therefore it is possible to easily perform
preparatory work such as attachment and removal of
workpiece 20 as well as replacement of electrodes 10.
[0033] The elevation coordinating function may also
be invalidated not only when an electrical discharge ma-
chining end command is issued but also when an elec-
trical discharge machining stop command is output by a
switch operation. It is also possible to provide such a
configuration that the processing tank height Hk is held
at the height as it is when the elevation coordinating func-
tion is made invalid. It is also possible to provide such a
configuration that the processing tank height Hk after the
end of electrical discharge machining can be adjusted
by a switching operation or the like in a state where the
elevation coordinating function has been invalidated.
[0034] The input unit 55 includes a pump starting
switch. The pump starting switch is turned off when pre-
paratory work or replacement work for electrodes 10 is
performed. When the pump starting switch is turned off,
the pump controller 62 outputs a drive stop signal to the
pump 53 to stop pump 53 driving. When the processing
tank 17 is raised after preparatory work or replacement
work of electrodes 10 and the pump starting switch is
turned on, the pump controller 62 outputs a drive signal
to the pump 53 to start the pump 53.
[0035] When the pump start switch is in on-state, the
pump controller 62 switches the pumping volume in ac-
cordance with the signal from the fluid level director 52.
Specifically, when the fluid level detector 52 is off, the
pumping volume is set to be high; when the fluid level
detector 52 is turned on, the pumping volume is set to
be low. With this arrangement, when, for example, elec-
trical discharge machining is started after preparatory
work, the pump 53 ejects a high volume of machining
fluid until the fluid level detector 52 is turned on (rapid
injection mode). As a result, it is possible to supply the
necessary amount of machining fluid into the processing
tank 17 quickly, whereby the working efficiency is im-
proved. After fluid level detector 52 is turned on, the
amount of ejection from the pump 53 is cut down so that
the machining fluid can be constantly circulated in the
processing tank 17 during electrical discharge machining
(circulation mode). This makes it possible to remove for-
eign substances (dust) in the machining fluid from the

processing tank 17.
[0036] According to the present embodiment, it is pos-
sible to obtain effects as follows:

(1) The lift controller 61 is configured to have an el-
evation coordinating function for controlling the
processing tank 17 so as to rise and lower in accord-
ance with the electrode guide position Hg so that the
height from the electrode guide position Hg detected
by the position detector 32 to the level of the machin-
ing fluid surface will correspond to the target height
Ha, validate this elevation coordinating function at
the time of electrical discharge machining, and in-
validate the elevation coordinating function at the
time of non-machining such as at the end of machin-
ing, during discharging the machining fluid from the
processing tank 17, during preparatory work of work-
piece 20 and during replacement of electrodes 10.
As a result, in preparatory work and the like, the elec-
trode guide position Hg will not link with the process-
ing tank height Hk, so that preparatory work and re-
placement work of electrodes can be readily done.
(2) Since the lift controller 61 controls the servomotor
513 so that the processing tank 17 is set at the low-
ermost position at the time of non-machining, the
workpiece 20 is exposed outside the processing tank
17, hence the processing tank 17 will not stand in
the way in preparatory work, replacement work of
electrodes and the like, improving work efficiency.
(3) The lift controller 61 validates the elevation co-
ordinating function in response to a command of the
machining program for starting electrical discharge
machining and invalidates the elevation coordinating
function in response to a command for ending elec-
trical discharge machining. Accordingly, it is possible
to make the elevation coordinating function valid and
invalid at appropriate timing.
(4) The fluid level detector 52 is arranged on the inner
peripheral side of processing tank 17. When a com-
mand for starting electrical discharge machining is
given by the machining program, the pump controller
62 performs such control as to set the pumping vol-
ume high until the fluid level detector 52 detects a
rise of the machining fluid surface to the predeter-
mined level slightly below from the drain port 57, and
performs such control as to set the pumping volume
low when the rise of the machining fluid to the pre-
determined level has been detected. With this ar-
rangement, a large amount of machining fluid is sup-
plied into the processing tank 17 right after the elec-
trical discharge machining start command is given,
whereas a small amount of machining fluid is sup-
plied when the surface of the working liquid comes
close to the drain port 57. As a result, it is not only
possible to quickly create an electrical discharge
machinable state from a state where no machining
fluid is stored in the processing tank 17, but also
possible to circulate the machining fluid without sup-
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plying machining fluid more than needed, after the
necessary amount of fluid is pooled in the processing
tank 17.
(5) When the processing tank 17 is under the raising
and lowering control, The target height Ha, from the
electrode guide position Hg to the machining fluid
surface, is set to be equal to or lower than the dis-
tance H (the full-height of the electrode guide), from
the lower endface 8a to the upper endface 8b of the
electrode guide 8, it is possible to prevent both the
rotational main spindle 6 and the electrode holder 7
from being immersed in the machining fluid at the
time of electrical discharge machining whereby an
aerial discharge is prevented.

[0037] (Variational Example)
[0038] In the above embodiment, the lift controller 61
having an elevation coordinating function controls the lift
51 so that the distance from the drain port 57 to the elec-
trode guide position Hg becomes equal to the target
height Ha. However, as long as the distance from a pre-
determined position to the electrode guide position Hg is
defined as a target height, the place to be defined as the
target height is not limited to that described above. For
example, the distance from the upper endface 17a of
processing tank 17 to the electrode guide position Hg
may be set as a target height. Though the target height
Ha is set to be equal to or lower than the full-height H of
electrode guide 8, from the viewpoint of preventing fail-
ures of the rotational main spindle 6 the target height Ha
may be set, at least, equal to or lower than the height of
rotational main spindle 6. Accordingly, by detecting the
height of the rotational main spindle 6 based on the signal
from the position detector 31, for example, the target
height Ha may be set in accordance with the detected
height of the rotational main spindle 6.
[0039] The lift controller 61 validates the elevation co-
ordinating function by regarding an input of an electrical
discharge start command as the period of electrical dis-
charge machining and invalidates the elevation coordi-
nating function by regarding an input of an electrical dis-
charge end signal as the period other than electrical dis-
charge machining. However, validation and invalidation
of the elevation coordinating function may be performed
based on other instructions that present correlation be-
tween the start and end of electrical discharge machining.
Though the start and end commands of electrical dis-
charge machining are issued by M codes of the machin-
ing program, these commands may be output by other
than M codes. Though the control unit 60 is configured
of an NC unit, the control unit may be configured of, for
example a CAM unit (Computer Aided Manufacturing
Unit), and the machining program generated by the CAM
unit may be adapted to involve the target height Ha.
[0040] Although, in the above embodiment, the posi-
tion detector 32 detects the position Hg of electrode guide
8, the position detector may have any configuration. The
processing tank 17 for holding machining fluid in which

the workpiece 20 is immersed during electrical discharge
machining, may be given in any configuration. Though
the lift 51 is configured of a rack-and-pinion mechanism,
but the configuration of processing tank lift is not limited
to this. The electrical discharge machine 100 may have
any configuration as long as it includes a bar-like, verti-
cally extended electrode 10, an electrode holder 7 sup-
porting the upper end of electrode 10, and an electrode
guide 8 that is arranged under the electrode holder 7 so
as to be vertically movable relative to the electrode holder
7 and that supports the peripheral side of the electrode
10 at the lower end so that the electrode 10 can move
up and down. Although the pipe electrode 10 is used, the
solid electrode can also be used.
[0041] The fluid level detector 52 may have any con-
figuration as long as the fluid level detector can detect
rise of the machining fluid surface up to the predeter-
mined position a predetermined distance below from the
upper end of processing tank 17. Although the machining
fluid is supplied into the processing tank 17 by the ma-
chining fluid pump 53, the machining fluid supplier may
have any configuration other than the pump. Accordingly,
the supply controller may be formed by other than the
pump controller 62 so as to supply machining fluid at a
predetermined flow rate (first flow rate) until the machin-
ing fluid surface rises to the predetermined position and
supply machining fluid at a second flow rate lower than
the first flow rate after when the machining fluid surface
has reached the predetermined position.
[0042] The processing tank raising/lowering method
for raising and lowering the processing tank 17 for holding
the machining fluid in which a workpiece 20 is immersed
at the time of electrical discharge machining may have
any configuration as long as the method includes the
steps of: supporting a vertically extended electrode 10
at the upper end thereof by an electrode holder 7 so as
to be movable up and down, and supporting the lower
end of the electrode 10 on the outer peripheral side there-
of by an electrode guide 8 arranged vertically movable
relative to the electrode holder 7; detecting the position
of the electrode guide 8 by a position detector 32; lifting
up or down the processing tank 17 in accordance with
the electrode guide position Hg so that the distance from
a predetermined part (drain port 57) of the processing
tank 17 to the electrode guide position Hg detected by
the position detector 32 becomes equal to a predeter-
mined value Ha at the time of electrical discharge ma-
chining, and invalidating the function of raising and low-
ering the processing tank in accordance with the elec-
trode guide position Hg at the time of non-machining.
[0043] Though, in the above embodiment, a turbine
blade is used as an example of workpiece 20, the elec-
trical discharge machining method of the present inven-
tion can be applied to a case where another workpiece
is machined. Accordingly, it is possible to apply the elec-
trical discharge machining method of the present inven-
tion to a case where the machining attitude of workpiece
20 varies, other than the case where cooling holes are
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machined.
[0044] According to the present invention, at the time
of electrical discharge machining, the processing tank is
moved up or down in accordance with the electrode guide
position so that the distance from a predetermined posi-
tion of the processing tank to the electrode guide position
becomes a predetermined value, whereas this elevation
coordinating function is invalidated at the time of non-
machining. Accordingly, the electrode guide position and
the processing tank height will not operate in linkage with
each other in preparatory work, etc., it is hence possible
to easily perform preparatory work and replacement of
electrodes.

Description of Reference Numerals

[0045]

7 electrode holder
8 electrode guide
8a lower endface
8b upper endface
10 electrode
17 processing tank
20 workpiece (turbine blade)
32 position detector
50 processing tank raising/lowering device
51 lifting mechanism
52 fluid level detector
53 machining fluid pump
60 control unit
61 lift controller
62 pump controller
100 electrical discharge machine
Hg electrode guide position
Ha target height

Claims

1. A processing tank raising/lowering device for an
electrical discharge machine, comprising:

an electrode holder for supporting a vertically
extended electrode at the upper end thereof so
as to be movable up and down;
an electrode guide arranged vertically movable
relative to the electrode holder to support the
lower end of the electrode on the outer periph-
eral side thereof;
a position detector for detecting the position of
the electrode guide;
a processing tank for holding machining fluid in
which a workpiece is immersed at the time of
electrical discharge machining;
a processing tank lift for raising and lowering the
processing tank; and,
a lift controller having an elevation coordinating

function for controlling the processing tank lift in
accordance with the electrode guide position so
that the machining fluid surface is positioned at
a height over the electrode guide position by a
predetermined distance,
characterized in that the lift controller validates
the elevation coordinating function at the time
of electrical discharge machining and invali-
dates the elevation coordinating function at time
of non-machining.

2. The processing tank raising/lowering device for an
electrical discharge machine according to Claim 1,
wherein the lift controller controls the processing
tank lift so that the processing tank is set at the low-
ermost position at the time of non-machining.

3. The processing tank raising/lowering device for an
electrical discharge machine according to Claim 1,
wherein the lift controller validates the elevation co-
ordinating function when a command of starting elec-
trical discharge machining is given by a machining
program and invalidates the elevation coordinating
function when a command of ending electrical dis-
charge machining is given.

4. The processing tank raising/lowering device for an
electrical discharge machine according to Claim 3,
further comprising:

a fluid level detector for detecting whether the
surface of machining fluid has risen to a prede-
termined position a predetermined distance be-
low from the upper end of the processing tank;
a machining fluid supplier for supplying machin-
ing fluid into the processing tank; and,
a supply controller that, when a command of
starting electrical discharge machining is issued
by the machining program, controls the machin-
ing fluid supplier to supply machining fluid at a
first flow rate until a rise of the machining fluid
surface to the position over the electrode guide
position by a predetermined distance is detected
by the fluid level detector and supply machining
fluid at a second flow rate that is lower than the
first flow rate when the fact that the machining
fluid surface has risen to the predetermined po-
sition from the electrode guide position, is de-
tected by the fluid level detector.

5. The processing tank raising/lowering device for an
electrical discharge machine according to Claim 1,
wherein the electrode guide position is represented
by the lower endface of the electrode guide, and the
height of the machining fluid surface is set to be equal
to or lower than the distance from the lower endface
to the upper endface of the electrode guide.
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6. A processing tank raising/lowering method for an
electrical discharge machine to raise and lower a
processing tank for holding machining fluid in which
a workpiece is immersed at the time of electrical dis-
charge machining, characterized by:

supporting a vertically extended electrode at the
upper end thereof by an electrode holder so as
to be movable up and down, and supporting the
lower end of the electrode on the outer periph-
eral side thereof by an electrode guide arranged
vertically movable relative to the electrode hold-
er;
detecting the position of the electrode guide by
a position detector; and,
raising or lowering the processing tank in ac-
cordance with the position of the electrode guide
so that the level of the machining fluid surface
is positioned a predetermined distance from the
electrode guide position at the time of electrical
discharge machining, and invalidating the func-
tion of raising and lowering the processing tank
in accordance with the electrode guide position
at the time of non-machining.
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