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PACYET ITPOI'MBA DJIEKTPOJA-ITPOBOJIOKH B ITIPOLECCE
ITPOBOJIOYHO-BBIPE3HOU 3JIEKTPO3PO3UMOHHOUN OBPABOTKH

Abas3 T.P., Makcumos I1.B.
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Pabora nocBsIeHa HCCIeI0BaHHIO TPOLIEecca MIPOBOJIOYHO-BEIPE3HOH IEKTPOIPO3HOHHOM 00paboTku. B paborte
paccMOTpeHa akTyanbHas Mpo0iieMa, CBA3aHHAsI C pacuéTOM BENMYHHBI POrnoda 3MeKTPoIa-IPOBOIOKH B IIPoLECcCe
pe3anus. B ciuty ¢usnueckol CiioxHOCTH 1pornecca 06paboTKH, CBI3aHHOTO CO CIIy4alfHBIM XapaKTepOM BO3HHKHOBE-
HUSI TIPO00S MEXIy B3aNMOACHCTBYIOIMMH MOBEPXHOCTSIMH, B PE3YIbTaTe PE3aHUS AETAIH THOKUM 3IEKTPOAOM-IIPO-
BOJIOKOH BO3MO)KHO BO3HHKHOBEHHUE ITPOOOEB, HAIIPABICHHBIX HE B IDIOCKOCTH PE3aHHs. DTO MPUBOIHUT K ITOSBICHHIO
CHJIBI, IPUIIOKEHHON K HATSHYTOH MPOBOJIOKE B HAMPABICHHUHM, HEPIECHIUKYIIPHOM HANPABICHHUIO PE3a, B PE3yIbTa-
TE Yero B HATSIHYTOH IPOBOJIOKE BO3HHUKAIOT [TApa3UTHBIE MOIEpPEYHbIe KoIeOaH s, IPUBOASAIINE K HAPYIICHHIO ILIO-
CKOCTHOCTH OOKOBOH MOBEPXHOCTHU pPe3a, MOSBICHUIO TEOMETPUUIECKUX OTKIOHEHHH pasMepoB M mpoduis pesa. B
Xozie paboTHI MOIYYEHO ypaBHEHHE ITO3BOJIIONIEE PACCUNTATh BEIMYMHY IIporuda npoBoiokd. [Iponssenen pacuer
BEJIMYUHBI TPOTHOa MPOBOJIOKHU IIPU 00pabOTKe TUTAHOBOH 3arOTOBKHU. BBISBIEHBI OCHOBHBIE IPUYMHBI, BAUSIONINE HA
BEJIMYUHY HPOTruba JIEKTPOIa-IPOBOJIOKH B IIPOLECCE AIEKTPOIPO3ZHOHHON 00pabOTKH.
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Work is devoted to the process of wire- EDM machining engraved. In this paper, the actual problem associated
with the calculation of magnitude of deflection electrode wire during the cutting process. Due to the complexity of the
physical processing associated with the random nature of the breakdown between the interacting surfaces, resulting
in cutting parts flexible electrode - wire may cause breakdowns, aimed not at the cutting plane. This gives rise to a
force applied to the wire stretched in the direction perpendicular to the cutting direction, whereby the wire is stretched
in the transverse parasitic oscillations arise, leading to impaired surface flatness of the side cutting, the appearance of
the geometric dimensions and deviations of the profile of the cut. During the obtained equation allows to calculate the
amount of deflection of the wire. Calculated the magnitude of deflection of the wire in the processing of titanium billet.
The basic factors influencing the amount of deflection electrode - wire during electrical discharge machining process.

AHAJIN3 KAYECTBA OBPABOTAHHOM MOBEPXHOCTHU JETAJIUA MOCJIE
IJNEKTPO3PO3MOHHOU OBPABOTKH
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B crarbe paccMOTpeH MpolLece MPOBOIOYHO-BBIPE3HOM IEKTPOIPO3UOHHOIT 00padoTku. M3yueHo kauecTBoO 00-
paboTaHHOM MOBEPXHOCTH M M3MEHEHUS CTPYKTYPHI 2IEKTPOAA-HHCTPYMEHTa B X0fie 00pabOTKM Ha Pa3HBIX PEXKH-
Max 00paboTku. B kauecTBe 0OpabaTbiBaeMoii 3aroToBKH BhiOpaHa ctajib Mapku 651" mo TOCT 14959-70. O6paboTka
3arOTOBKH INIPOXOJMIIA HAa MPOBOJIOYHO-BRIPE3HOM IEKTpo3po3noHHOM cranke Electronica EcoCut mpu pasnmaHbIX
pexumax pe3anus. Pexnmbl ObUTH BBIOpAHBI UCXOZAS M3 YCIOBHUI CTaOMIBbHON 00pabOTKH JaHHOTO MaTepuala Mpu
MaKCHMaJIbHOH, MUHUMAJIFHOM M CpemHel JOMyCTUMBIX CHIaX TOKa. B kadecTBe aneKkTpona-mHCTpyMeHTa ObIIa BEI-
Opana saTyHHas npoBosioka quamerpom 0,25 mm pupmsr Hando. M3mepenue mepoxoBatoct 00paboTaHHO# MOBEpX-
HOCTH TIPOBOIMIIOCH Ha mpoduiromerpe Mahr Perthometer S2 mo 'OCT 2789-73. YcTraHOBICHO, YTO IPH YBETHICHUN
CpeqHeil CHJIbI TOKa JIEKTPOA-MHCTPYMEHT IO/IBEPraeTcsi ASHCTBUIO CHIIBHBIX pa3pylIaomunX (pakTopoB, TAKHX Kak
BBEICOKAs TEMIEpaTypa B 30He HCKPOOOPa30BaHMUS 1 BHICOKAsI SHEPTHsl HMITYIbCOB.
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This paper proposes an integrated approach to the study of the process of wire- EDM machining engraved, is
to examine not only the changes of the treated surface, but also changes in the structure of the electrode - tool in the
processing of different treatment regimen. As the workpiece is selected steel grade according to GOST 14959-70 65G. Of
the workpiece held on the wire and a wire EDM Electronica EcoCut at various cutting conditions. Modes were selected on
the basis of a stable processing conditions of the material at the maximum, minimum and average allowable amperage. As
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a tool electrode has been selected brass wire diameter of 0.25 mm firms Hando. Measurement of surface finish conducted
on profilometer Mahr Perthometer S2 according to GOST 2789-73. Found that an increase in the average current EI
exposed to strong destructive factors, such as high temperature zone of sparking, and high energy pulses.
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O06paboTKa 3ar0TOBOK, BBITTOTHEHHBIX M3 BRICOKOTBEPBIX IUNIEKTPHUECKIX MATEPHAIOB C BHICOKOI TOTHOCTBIO, SBIISIETCS aK-
TyaJIbHO# IpoOiieMoid MatHocTpoeHwst. [IpuMeHeHve JUTst STHX 1iesieil METOIOB MIEKTPOIPO3UOHHOM 00pabOTKY TpelyeT CO3naHMs
OTIPEJIENIeHHBIX YCIIOBHH, TIPH KOTOPBIX CTAHOBUTCS BO3MOKHBIM (DOPMUPOBAHNS KaHATA TIPOOOS MEKTY MTEKTPOTIOM-UHCTPyMEH-
TOM 1 00padaThIBaeMOi 3aroToBKoil. J{aHHast padoTa MocBsIeHa aHaIi3y COBPEMEHHBIX TEXHOJIOTHI TPOLIecca AIeKTPOIPO3HOHHON
00pabOTK! TVRIEKTPHYECKUX MaTepraioB. OCHOBHBIM MPHHITMIIOM (h)OPMHPOBAHHS KaHAIA IPOOOST B PACCMATPUBAEMBIX TEXHOIO-
TWSIX SIBIBIETCS METOIMKA CO3IAHMS MCKYCCTBEHHOM MPOBOMMOCTH MarepHaia. Hasmare TOKOmpoBOISIIMX MPOTYKTOB SPO3HH B
MEKWIEKTPOITHOM 3a30pPe CTIOCOOCTBYET CO3AHUIO AEKTPIHUECKOTO Paspsiia, KOTOPBIA B CBOIO OUePe/Ib HAYNHAET BEIOMBATH MAKPO-
TIOPLIMK Marepualia C OBEPXHOCTHU JIMANIEKTPUUECKOI 3aroToBKH. V3 aHasi3a CyIecTBYOIMX METOIMK CletyeT, uto it 920 -
JIEKTPUKOB HEOOXOIMMO CO3/IATh TIOTPAHMYHBII-TPOBOAMMBII CITOH MEXKTY 00pa0daThIBAEMOI 3ar0TOBKOU 1 ATEKTPOIOM-HHCTPYMEH-
TOM. PaccMoTpeHHbIe MEeTOIMKH JTOKa3bIBAlOT BO3MOYKHOCTH 0OpaOOTKH AMRIIEKTPHKOB METOZIOM AIEKTPOIPO3HOHHOH 00pabOTKH.

MODERN TECHNOLOGY OFELECTRRICAL DISCHARGE MACHINING
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Workpieces made of highly rigid dielectric materials with high precision engineering is an urgent problem. Use for this method
of electrical discharge machining requires the creation of certain conditions under which it becomes possible to form the breakdown
channel between the electrode - tool and the workpiece. This work is devoted to the analysis of modern technology process of
electrical discharge machining of dielectric materials. The basic principle of channel formation breakdown in these technologies is a
technique of creating an artificial material conductivity. Availability of erosion products in the conductive electrode gap contributes
to the electric discharge, which in turn starts microportions embossing material from the surface of the dielectric piece. From the
analysis of existing techniques that for EEE dielectrics need to create a border — held layer between the workpiece and the electrode-
tool. The above techniques prove the possibility of processing dielectrics by electrical discharge machining,

MOBBIIEHUE TEXHOJOTMYECKHUX BO3MOKHOCTEM
SJIEKTPO3PO3UMOHHbBIX CTAHKOB
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B pabore paccMOTpeH Mporece MeKTPOIPO3HOHHON 00paboTKK MaTepraioB. PaccMoTpeHa KOHCTPYKIIMOHHAS CXe-
Ma TPOBOJIOYHO-BBIPE3HBIX ¥ KOMHUPOBATHHO-IIPOIINBHBIX 3JICKTPOIPO3HOHHBIX CTAHKOB. OCHOBHBIMH ILIE/ISIMH PaOOThI
SIBIISIFOTCSL. @HAJIN3 COBPEMEHHBIX YCTPOMCTB, MOBBIMIAOIINX TEXHOIOTHYECKYIO0 A()(PEKTHBHOCTh MPUMEHEHUsSI METO/Ia
AIIEKTPOIPO3HOHHOM 00paOOTKU MPH M3TOTOBJICHUH JICTAJICH CIIOKHOTO MPOQUITS, M pa3paboTKa MaHHUITYIISITOpA JUIS PO~
BOJIOYHO-BBIPE3HOTO IEKTPOIPO3UOHHOTO CTAHKA. B X071 MCCIe10BaHs POAHATM3HPOBAHBI PAa3pabOTKU BEYIIHX MHPO-
BBIX IPOM3BOIUTEIICH AIIEKTPOIPO3UOHHOTO 000pya0oBaHws. [Ipe/UIoxkeH MPOSKT MaHUITYIISITOPA, TI03BOJISIIOIIETO H3MEHUTh
HapaBIeHNe TIO/Ia9H ICKTPOIA-MPOBOJIOKH. [laHHast pa3paboTKa MO3BOIUT MPOU3BOAUTE 00PAbOTKY 3ar0TOBOK HA MPO-
BOJIOYHO-BBIPE3HOM 3JICKTPOIPO3HOHHOM CTAHKE B TOPU30HTAJIBHON IUIOCKOCTH. B OCHOBE KOHCTPYKIIUHM MaHHUITYJISATOpa
JIeKAT HATPABISIONME (HHITBEPbl ¥ HAIIPABIIIONING POIMKH IS JJICKTPOIA-IPOBOIOKH. Braromapsi cBoeil KOHCTPYKIHN
MaHHITYJISITOP MOKET OBbITh HACTPOCH YISl 00PaOOTKH Pa3MyuHBIX TUIIOPa3MEepOB oOpabaThiBacMbIX JeTajicii. Peann3anus
MPOEKTA MO3BOJUT PACIIUPHTH TEXHOIOTHIECKHE BO3MOYKHOCTH IPOBOJIOYHO-BBIPE3HBIX JIICKTPOIPO3HOHHBIX CTAHKOB.
IIpumeHeHne MaHUTTYIIATOPA TO3BOJIUT 00padaThIBATh HE TOJIBKO BEPTHKAIBHBIC, HO M TOPH30HTAIBHBIC TOBEPXHOCTH.
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The article discusses the process of electrical discharge machining materials. Considered construction scheme of EDM. The
main objectives of the work are the analysis of modern technological devices enhance the effectiveness of the method of electrical
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