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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.
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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,
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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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