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Beenenne. C 1ei1b10 MOBBIICHHS SKCILTyaTal[MOHHBIX CBOWCTB BBIITyCKAEMOW HOMEHKIIATYPhI U3/ICIHI B Ma-
IIMHOCTPOCHHH HCIIONB3YIOTCSl MaTepuaibl, UMEIOIME MOBBIIICHHBIE (U3MKO-MEXaHHYeCKUMH CBoiicTBa. [Ipu-
MEHEHHE TaKMX MaTepHaioB MO3BOJISACT U3TOTABIMBATH M3/EINS MaJlbIX ra0apuTOB, HO OONAJAIOMINX BBICOKUMH
(yHKIMOHAIBHBIMU BO3MOKHOCTSIMH. IIpu 00paboTke TakMX MaTepuasoB IPOMCXOAUT 3HAYMTENIBHBIH H3HOC
PEXYIIEro HHCTPYMEHTA, a NP 00paboTKe M3ENHIl CI0KHOrO MPOpuIIs HEOOXOMMMO TIPUMEHSTH JIOTIONTHNUTEIb-
HyI0 OCHAcTKy. JlaHHbIC (haKTOPBI YBEIMYMBAIOT CEOECTOMMOCTh M3rOTOBJICHMS TOAHBIX M3aenuii. Jlius obpabor-
KM TaKUX M3/IeIMil 11e/1eco00pa3sHo MPUMEHATh IEKTPOPHU3MIECKUE METObl 00pabOTKM, OJHUM M3 KOTOPBIX sB-
JSIETCSl TEXHOJIOTUSI TPOBOJIOYHO-BBIPE3HON DIEKTPOIpo3uoHHOH o6padorku ([IBDD0). Crarbs mocesieHa
TEOPETUYECKOMY M PErpecCHOHHOMY MOJICIMPOBAHHIO BEIMYMHBI MUPHHBI pe3a npu [IBODO TpynnooOpaba-
TBHIBAGMBIX MarepuaiioB. IIpeameramMm McClesOBaHMS SBISIIOTCA: BEIMYMHA MEXIIIEKTPOJHOTO 3a30pa, TOYHOCTh
npu [IBODO TpynHoobpabareiBaeMbix Marepuanos. Llens paboTsl — MOBbIIEHHE TOYHOCTH mporecca [IBDDO
CIIOXKHONPO(UIIBHBIX U3/IEIHIA, BBIIOJHEHHBIX U3 TPYAHOOOpabaThiBaeMbIX MaTepHaioB. MeToabl. DKCriepuMeH-
TaJIbHbIC MCCIICI0BAHMS NTPOBOJMIIMCH MO METOJY KJIACCHYECKOrO SKCIIEPUMEHTA M PErpecCHOHHOro aHammu3a. J{s
HPOBEJICHUS IKCIIEPUMEHTOB HCIIONB30BAIM POBOJIIOYHO-BBIPE3HOH 3IEKTPOIPO3UOHHBIN CTaHOK ELECTRONICA
EcoCur. DKcHepUMEHTBl HPOBOIMINCH HA CPEIHEM pekHMe 00pabOTKM: BpEMs BKIIOYEHHS HMITYJIbCOB —
10 MKc, ko3¢ durmenT 3anoaHeHnst nmmynbcamu — 30 %, Hanpsbkerne — 75 B. B nporecce 06paboTku ucmonb30-
BaJIaCh JIATyHHAas! IpoBosIoKa bercocut (d = 0,25 MM) U ynuCTasi JUCTUIUIMPOBaHHAs Boja. Pe3yabTarThl n 06cy:k/e-
Hust. ITomyuensl TeopeTnueckas U perpecCHOHHast MOJIEIb JUlsl pacueTa IMpUHEL pe3a npu [IBOOO usnennii, BbI-
THIOJIHEHHBIX U3 TPYJAHOOOpabaThiBaeMbIX MarepuanoB. [Toka3aHa 3aBHCHMOCTB NapamMeTpa OT PeKHMMOB 00paboTKH
1 (U3MKO-MEXaHMYECKUX CBOMCTB MaTepHalia. YCTaHOBJICHO, YTO IPU BapbUPOBAaHUM KOI((PUIMEHTA 3aIIONTHEHHUs
T, GyHKIHS OTKIIMKA M3MEHSETCS COIIACHO KBA/IPATUYHON 3aBUCUMOCTH. MakcuMasbHas BEJMYMHA IUPHHBI PE3a
B =350 mxm nocturaeres npu T, = 40 % u BpeMenH BKMoueHus ummyibcos 77 =15 mkc. Hanucana paGouas
IPOrpamMMa, ¢ IIOMOIIBIO KOTOPOH BO3MOXKHO PacCcUMTaTh 3HAYCHHE IIMPHHBI Pe3a, a TAKKE BEIUYMHY KOPPEKIIUH,
BHOCHMOI B pabo4y0 IporpaMmy JiIsl BBITIOIHEHHs TOIHOTO pa3mepa. ObecreueHa TOYHOCTh H3rOTOBIICHHUS €T
«KpaiHWH JMCT cratopa». JlaHHas TEXHOJOIMs BHEAPEHA MPU IPOM3BOICTBE M3/ieinil HedTeno0bIBaroIero 06o-
PY/IOBaHUS.

Jnst nuruposanusi: [lneixos E.C., Abnaz T.P., Mypamos K.P. ObecniedeHre TOYHOCTH TIPOBOJIOYHO-BEIPE3HON AEKTPOIPO3HOHHOI 00paboT-
K1 M37IENNH, BBITOTHEHHBIX U3 TPYIHOOOpabaThiBaeMbIX MaTepruasoB // O6paboTka MeTaIIIOB (TEXHOJIOTUs, 000pyJ0BaHHE, HHCTPYMEHTHI). —
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Beenenne

B Hacrosiiee Bpemst HaOMORaeTCs TEHACHIUS K
YCIIOKHEHUIO TeOMETPUUECKUX (hOPM JIeTalIe, BXO-
JEIIMX B COCTaB MAallMH UM MEXaHW3MOB. M3nenus
M3TOTaBIMBAIOTCSI U3 COBPEMEHHBIX KOHCTPYKIIH-
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OHHBIX MaTepuajoB C MOBBIIIEHHBIMU (PU3UKO-Me-
XaHWYECKHMMH CBOWMCTBaMHM, YTO IO3BOJISET IMOBBI-
CHUTb HAJIe)KHOCTb BCEro MexaHu3ma. B paborax [1,
2] oTMe4€eHO, YTO HOMEHKJIATYpa CIOKHOIPOPHIIb-
HBIX JieTajell yBEeIMYMBAETCs ¢ KaXKAbIM T'OJIOM U B
HACTOsIILIee BpEeMsl COCTABIIET MOpPsAKA TPETH OT
BCEHl 107N BBITYCKAEMbIX U3/IENHUI.

Cnoxnas reoMmerpuueckas ¢opma H3AEIUA
B COYETAaHUM C IMOBBIIIEHHBIMH MEXaHUYECKUMHU
CBOMCTBaMM KOHCTPYKIIMOHHOTO Marepuaia Hakja-
JIIBACT TEXHOJIOTMYECKHE OrpaHUYEHHUs Ha CIOo-
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co6 dopmooOpazoBanus. 3a4acTyr0 HEBO3MOXKHO
MOJIHOIIEHHO HCIIOJIb30BaTh HAKOTUJICHHBIM OTBIT U
TEXHOJIOTUYECKUE PEKOMEH/IAINH 110 00paboTKe pe-
3aHHEM METaJJIOB, YTO BBI3BIBAET HEOOXOIUMOCTH
MIPOBENICHUSI JOTIOTHUTEIIBHBIX WCCIETOBaHUM [3—
8]. HabmromaeTcst mepexo OT TPaJAUIIMOHHBIX JIe3-
BUMHBIX CIIOCOOOB 00OpabOTKH K 3JeKTpodu3nye-
CKHM METOJIaM, TaKMM KakK IPOBOJIOYHO-BEIpE3HAs
aNeKTpo3po3nuoHHas obopabdorka (IIBDD20). C mo-
MOIIBIO TAHHOW TEXHOJIOTHMH BO3MOKHA 00paboTKa
KPUBOJMHEHHOTO MPOoMIIs € 33JaHHON TOYHOCTHIO,
a TaKoKe M3JCINA, IMEIONUX Majible TadapuThl, He-
3aBUCUMO OT (DU3UKO-MEXaHUYECKHX XapaKTepH-
CTUK 00pabaTeIBAEMOTO MaTepuaa.

JluteparypHbIe HCTOYHUKH M TEXHOJIOTHICCKUE
TaOJUIBI YKAa3bIBAIOT HA TO, YTO TPU CPaBHECHUU
MPOU3BOIUTEILHOCTH PA3IUYHBIX METOJIOB 00pa-

OBRABOTKA METALLOV %

OOTKHM MaTepHaJIOB AIIEKTPOIPO3HOHHAST 00padOTKa
M03BOJISIET 00eCTIeYnBaTh CKOPOCTh Pe3aHus, COMo-
CTaBUMYIO C TPaJULIUOHHBIMU JIE3BUHHBIMH METO-
JlaMH, MCTIOJIb3YSl MEHBIINE 3aTpaThl dHepruu [3, 4,
6, 11]. CpaBHeHHE TPOU3BOAUTEIBHOCTH (B JIOTa-
pubMUYECKUX KOOpAMHATAX) JUIsl pa3HOOOpa3HBIX
METOJIOB 00pa0OTKH MPEICTaBIEHO Ha pucC. 1.
OTMe4eHO, YTO NMPUMEHEHHE TEXHOJIOTHHA TH-
poa0pa3uBHOM, JIa3epHOM M TUIA3MEHHOW PEe3KHU
CTaHOBHUTCS S>(PPEKTUBHBIM TPU OCBOEHUU H3[e-
JUH, HEe UMEIOIIMX JKECTKUX TPeOOBaHUN MO TOYHO-
cTH 00paboTku. OxaHako npu 00pabOTKe TaHHBIMU
METOJaMH 3Hau€HHUe IIMPHUHBI pe3a He MO3BOJSET
W3TOTOBJICHUE W TIOCJIENYIONIYyI0 00pabOTKy u3Je-
Ui, UMeronux HeOonpmue radaputel. Ha puc. 2
MOKa3aHO MPONOPIUOHAIBEHOE OTHOILIEHUE HINpPHU-
HBI pe3a mpu 00padoTKe pa3IunYHBIMU METOJaMH, a
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Puc. 1. 3HaueHns MPOU3BOIUTEIIEHOCTH METOA0B 00pabOTKH

Fig. 1. Processing performance values

Puc. 2. llupuHa pe3a npu pa3IudHbIX BUAaX
00paboTKH:

1 — ma3MeHHas peska; 2 — nazepHas peska; 3 —TuapoadbpasuB-
Has pe3ka; 4 — 2JEKTPOIPO3UOHHAS 00paboTKa
Fig. 2. Cutting width for various types of processing:

1 —plasma cutting; 2 — laser cutting; 3 —hydroabrasive cutting;
4 — electric discharge machining

TaKKe, YTO HAMMEHBIIYIO IIMPUHY Pe3a MOKHO 00e-
cneuuTh ¢ nomoibio Merona [I1B220. Ognum u3
(bakTOpoB, BIUSIOMIMX HAa 00ECHEYeHHE TOYHOCTH
npu [IBOD0O TtpyaHooOpabaTeiBaeMbIX MaTepua-
JIOB, SIBJISIETCS BEJIMYMHA MEXAJIEKTPOAHOIO 3a30pa.
[TorpemHocTh MEX3JIEKTPOJHOIO 3a30pa 3aBUCUT
OT HEOJHOPOJAHOCTEN CTPYKTYP JIEKTPOAA-UHCTPY-
meHnTa (OW) u 06pabdaTeiBaeMOii 3aTOTOBKH, a TAKIKE
cBoiicTB pabdoueii xunkoctu (PX).

KonunuecTBo ynanseMoro ¢ 3aroToBku MeTaiia
U pa3Mepbl IEKTPOIPO3UOHHBIX JIYHOK 3aBUCST
or cienyromux (akropos: cBoiictBa PXK, dusu-
KO-MEXaHWYECKHE CBOMCTBA 3arOTOBKH, a TaK¥Ke
napametrpsl 00padboTku (puc. 3). COOTBETCTBEHHO
npu [IB2320 TpyaHooOpabarsiBaeMbIX MaTEpPHAIOB
Ha TIOBEPXHOCTH 3aroTOBKM 0Opa3yroTCsl JIyHKH,
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Puc. 3. ®axrtopsl, BIustomue Ha TOYHOCTH [IBOD20

Fig. 3. Factors affecting accuracy of EDM

UMEIOIIUE pa3IndHble pa3Mmepbl. JlaHHBI (akTop
CYILLIECTBEHHO YCJIOKHSIET MPOTHO3UPOBAHUE 3HA-
YEeHMsI MEKIIEKTPOTHOTO 3a30pa, a TAKXKE COOTBET-
CTBEHHO coOmonenne TouHocTu [IBDDO [8-10].
Ha puc. 3 moka3aHo, 4TO Ha TOYHOCTH 00pabOTKH
BJIMSIET COBOKYITHOCTD PA3JIUYHBIX (PaKTOPOB.

Ha ceromusimamii 1eHh CyIIECTBYEeT MOTPEO-
HOCTb B pa3pabOTKE TEOPETUUYECKUX MOJAEIEH,
KOTOPBIE TO3BOJISIIOT HAXOMUTh IapameTpsl oOpa-
6otku nns nporecca [IB30 TpynHooOpadarkiBa-
eMBIX HW3IETHH, 00eCIeYHBAIONINX HEOOXOIUMYIO
TOYHOCTH [11-14].

AKTyaJlbHOH 3ajjaueil ABISETCS MOJyYEHUE Te-
OPETHYECKON M AMIIMPUYECKOW 3aBUCUMOCTH BIIH-
SIHASL TIAPaMETPOB AJIEKTPOIPO3UOHHON 00paboT-
Kd, (PU3NKO-MEXaHWYECKUX CBOMCTB MarepHaia |
TOJIIIMHBI 3arOTOBKH Ha (POPMHUpPOBAHHE TOYHOCTH
[IBO50O moBepXHOCTEH CIOKHOMPO(DUIBHBIX H3-
JIeNui, BBITIOJIHEHHBIX U3 TPYAHOOOpabaThIBaeMBbIX
MaTepHuaoB.

Ileab paGoThbI: OBBIIIEHHE TOYHOCTH MPOLEC-
ca [IB230 cnoxHONpOGUIBHBIX U3EINUN, BBITION-
HEHHBIX U3 TPYJHOOOpabaThIBaeMbIX MaTEPHAIIOB.

8 Tom 22 Ne 3 2020

3agaun

1. Pazpabotarh TEOPETUUECKYIO ¥ IMITUPUIECKYIO
MOJICTIb JUIsi pacdera MmmMpuHbl pe3a npu [IBODO
W3/IENUi, BBIMOIHEHHBIX U3 TPYAHOOOpaOaThIBaEMBbIX
MarepuasioB. JlaHHbIe Monenu oOecriedyar MPOrHO3M-
pOBaHME TOYHOCTH OOpabOTKH, OCHOBBIBASICH HA (U-
3MKO-MEXaHUYECKUX XapaKTePUCTUKaxX oOpadarhiBac-
MOT'0 MaTepHaa, a TakKe PexKuMax pe3aHusL.

2. Berancnute HE0OX0AMMOE 3HAUYE€HHUE KOPPEK-
UK TpaekTopuu nBwkenus DU paboueii mporpam-
MBI, o0ecrieunBaroiee 3aannyto TouHocTs [IBOOO
MPU W3TOTOBJICHUW W3MAEIHS THUNA «KPAWHHUM JINCT
CTaTopay.

MeTonuka uccjie1oBaHum

B kauectBe 00pabdaThIBa€MbIX MaTEPUAIOB 3ar0-
TOBOK HMCIOJIb30BaJId 3aKkalieHHY10 cTtayib 30XI'C u
ctanb 40X ('OCT 4543-71), a raxxe Tutan BT-01
('OCT 19807-91). TonmuHa oOpabaTbiBaeMbIX 3a-
TOTOBOK COCTaBIIsLIa 3 MM.

Ob6opynoanne — I[IBDD cranok Electronica
EcoCut. B kauectBe 3nekTpona nHctpymeHTa (1)
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BbIOpaHa JIaTyHHas MpoBoJoKa Mapku BercoCut
nuamerpom 0,25 MM, a B KauecTBe paboueit )KHIKo-
CTH PUMEHSIOT YUCTYIO TUCTUIIIMPOBAHHYIO BOAY.
Jnis u3MepeHus: MHUpUHBI pe3a B (MKM) HCIHOIb-
30BaH Mukpockon Olympus GX51, yBenuueHue
100 kpar.

B paborte mnpexacraBieHa perpeccHOHHas 3a-
BUCUMOCTb, IMOJYYEHHAasi C IMOMOILBI0 (aKTOPHO-
ro IUIAaHUPOBaHUS OJKcrepuMeHTa. /[[ns oueHku
ONTUMAJIBHOCTH  INPUMEHAIOCH  OPTOTOHAJIBHOE
LEHTPAJIBHOE KOMIIO3UIIMOHHOE IUIAHUPOBAHUE.
OproroHaibHOCTh 00€CIeUMBAET OLEHKY BCEX
K03(ppHUIIMEHTOB perpeccuu He3aBUCUMO JAPYT OT
apyra [13—15]. OxcnepuMmeHTanbHas 4acThb 1O OC-

OBRABOTKA METALLOV %

HOBHOMY Iu1aHy nposeneHa it ctainu 40X (TOCT
4543-71). Pacmmpenue MaTpuubl Uil CTajlIH
30XT'C u tutana BT-01 ocymecTBisuioch myTem
MIPOBEJICHHS BHIOOPOYHBIX 3KCIIEPUMEHTOB B IEH-
Tpe IUIaHAa U MOCJEAYIOIUM PacuyeToM IOIpaBoy-
HOTO KO3 UIMEeHTA.

BxonubsiMu (pakropamu BbiOpanbl: U — Hampsi-
kenue, B; T — Bpemst AEHCTBUS MMITYJIbCA, MKC;
T — k03 PUIMEHT 3aN0JHEHHS UMITYIIbCAMH, Y.

KonupoBanHble mapaMeTpbl IPEACTaBICHBI B
Tabn. 1. BeIXOIHBIM mapaMeTpoM SBISETCS 3HaYe-
HUE IIUPUHBI NIEKTPOIPO3UOHHOIO pe3a. [lupuna
pe3a BKitodaercs B ceds quamerp DU u BennuuHy
OOKOBOro 3a30pa.

Tadbnunpa 1
Table 1
KonupoBanue napamerpos
Parameter Encoding
DAKTODEL Hwxnauit Bepxuuii Cpennuit Hwxnee Bepxuee
p YpOBEHB YPOBEHB YpOBEHB «3BE3[THOEY IIJIEUO | «3BE3JIHOE) TLIEYO

U,B 50 100 75 40 110

T ,MKc 5 15 10 2 20

o /0 10 50 30 5 60

Kaxxaplid SKCIEpUMEHT JIsI TOCTOBEPHOCTH T10-
BTOPSUICSL 10 TpU pasza. Marpuua MmIaHupOBaHUSA
SKCIIEPUMEHTA € YYETOM «3BE3HOr0» Iuleya MOoKa-
3aHa B Tab. 2.

[IpoBepkr OMHOPOMHOCTH U AJIEKBATHOCTH MO-
JIeJIH TIpeicTaBiIeHbI B padote [16]. 3HaUMMOCTh KO-
3¢ (ULIHMEHTOB OLIEHNBAJACh C MOMOLIBIO KPUTEPHS
CrprofeHTa. AJIEKBaTHOCTh MOZEIH MPOBEPSIIACH
1o kpurepuro Pumepa [16].

Pe3yabrarsl U HX 00CyKICHUE

B cBsI3M ¢ TeM YTO TEXHOJIOTHUS POBOJIOYHO-BBI-
PE3HOI BIIEKTPOIPO3ZUOHHON O0OPAOOTKH SABISACTCS
OCCKOHTAKTHBIM METOJOM PE3KH, IPHU IPOCKTH-
POBaHUM IOJyYEHHs] TOAHOTO M3ICIIUS U pacuere
HIMPUHBI pe3a CTOUT y4uThiBaTh pazmep DU (2R),
BEJIMUMHY MEXIIEKTPoaHOro 3a30pa (MD3) u BHO-
CUTh KOPPEKTUPOBKH B YIPABISIOUIYI0 Pabovyro
nporpammy (puc. 4). [IpaBuibHasE KOppEKIUs TO-
3BOJISIET 00eCcIeunBaTh HEOOXOIUMYIO TOUHOCTH 00-
pabOTKH.

[Ipu TeopeTnyeckoM MOJETUPOBAHUM ILIUPHUHbI
pesa paccmarpuBaeTcs (u3MuecKas Mojararouas
npouecca [IB230. CyTth maHHOro mnpouecca 3a-
KJIFO4aeTcsa B TOM, 4To Mexay DU u J]1 BozHuKaeT
SHEpPrusl paspsijia MCKpbI, KOTopas MpeodpasyeTcs
B TEIUIOBYIO 3Hepruio. Ilepenoc sHeprum crnoco0-
CTBYET pa3pylleHHI0 U cbEéMy Marepuaina. Komu-
YEeCTBO CHSTOrO MaTepuaja C 3aroTOBKU 3a BpeMs
NEHCTBUSL €IUHUYHOTO UMITYJIbCA OLIEHUBAETCS KO-
s punmenTom crema matepuana Material Removal
Rate (MRR) . Jlannbpiii k03hHUIIMEHT MOXKHO pac-
caurarb 1o ¢opmyne [15, 17-18]

MRR =" (1)

on

rne T,, — BpeMs IEHCTBHS €IUHHYHOTO MMITYIIbCa

(Mkc); m — Macca marepuana (Kr).

AHanu3 auTepaTrypHbIX JaHHBIX [2, 15, 18-21]
mokasaj, uro MRR 3aBucuT OT Belqu4yuHBl MD3 §
(M), nuHEHHOM ckopocTH 00pabdotku Q (Mm/c), du-
3UKO-MEXaHMYECKUX CBOWCTB 00padaThiBaeMoOro

Vol. 22 No. 3 2020 9
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Tabnuma 2

Table 2

Mannua OPTOroHAJBHOI'0 HEHTPAJBbHO-KOMITIO3UIIMOHHOI'O IIJIaHA
Planning matrix
Nem/m | X, (zf B) (]; :(;H(C) (7153% )| A | XX XXX X! X¢

1 +1 -1 -1 -1 +1 +1 +1 0.27 0.27 0.27
2 +1 +1 -1 -1 -1 -1 +1 0.27 0.27 0.27
3 +1 -1 +1 -1 -1 +1 -1 0.27 0.27 0.27
4 +1 +1 +1 -1 +1 -1 -1 0.27 0.27 0.27
5 1 -1 -1 +1 +1 -1 -1 0.27 0.27 0.27
6 +1 +1 -1 +1 -1 +1 -1 0.27 0.27 0.27
7 +1 -1 +1 +1 -1 -1 +1 0.27 0.27 0.27
8 +1 +1 +1 +1 +1 +1 +1 0.27 0.27 0.27
9 +1 -1.215 0 0 0 0 0 0.746 | —0.73 -0.73
10 +1 +1.215 0 0 0 0 0 0.746 | —0.73 -0.73
11 +1 0 -1.215 0 0 0 0 -0.73 | 0.746 -0.73
12 +1 0 +1.215 0 0 0 0 -0.73 | 0.746 -0.73
13 +1 0 0 -1.215 0 0 0 -0.73 | -0.73 0.746
14 +1 0 0 +1.215 0 0 0 -0.73 | -0.73 0.746
15 +1 0 0 0 0 0 0 -0.73 -0.73 -0.73

Marepuaia, a TakkKe BhICOThI 0OpabaThiBaeMoil 3a-
TOTOBKH /1 (M).
Koa¢dduument crema mareprasa BIYUCISEM 110

bopmyine
MRR =2(R + S)hpQ,(q, h), (2

rae R — paauyc DU (m); S — MEKIIEKTPOIHBIN 3a-
30p (M); p — TUIOTHOCTH 00pabaTbIBAEMOTO MaTepH-
ana (kr/M’); h — BBICOTA 3arOTOBKH (M); 0.(q, h) -
JTUHEWHAsI CKOPOCTh 00PaOOTKH.

DHeprus, BeIIEIsIeMast BO BPeMsl IPO0O0S MEXK Ty
OU un OJl, coracHO 3aKOHY COXpaHEHMsI SHEPTUU
MEPEXOUT B TEIUIOBYIO SHEPTUI0. DHEPrusl UM-
nynbca W, (JIk), Kotopasi BBIIEISETCS B MEKIIIEK-
TPOJIHOM 3a30pe, pacupeneinsiercs Mexay DU u D1,
obecrieunBaeT ymaleHUEe MeTallia ¢ 3arotoBku [1].
DHEpPruro UMITYJIbCa PACCUUTHIBAEM 110 (POpMyIIe

tu
WI/I = IUIdTona 3)
0
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rne U — nanpsbkeHue Ha siekTtpoaax, B; [ — cuna

TOKa, A; T — BpeMs JICUCTBHUsI HMITYJIbCA, MKC.
Jlns obecrieyeHUsT MMOCTOSTHCTBA 3HAYCHHMM JTaH-

HBIX BEJIMYHMH YpaBHEHHE (3) MOXKHO 3aIicaTh B BUJIC

W, =UIT,,. @

PaBHOMEpHOE popMHpPOBaHHE HCKPOBOTO pa3psi-
71a TIPU NEKTPOIPO3UOHHON 00pabOTKEe 3aBUCUT OT
psna dakropos. [y MOBBIIIEHUS! TOYHOCTH YpaB-
HeHHst (3) BBOIUTCS MONPABOYHBIA KOA(PPHIIMEHT,
YUUTBIBAIOMIMKA JIOJIO TOJIE3HOTO HCIOIb30BAHUS
sHeprum ummnyisca 1, [1, 15]. Jlannbii kosdduny-
€HT MOXXHO PacCuuTarh 1o GopmyIe

Mu :(I_Kl)(l_KZ)s (5)

rae K, — ko3(Q(GUUMEHT, yYUTHIBAIOIMA MOTEPH
SHepruu npu Harpese u ucnapenun PX; K, — xo-
3GOUIMEHT, YYUTBHIBAIOLINA MOTEPU HEPTUU TPHU
Harpese AIEKTPOoJa-UHCTPYMEHTA.
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Puc. 4. DopMupoBaHue BEINUUHBI KOPPEK-
1uu J ¥ MIMPHHBI pe3a B B TUIOCKOCTH 00pa-
6oTku XY:

R — pamuyc DU (m); DU — aneKTpoa-MHCTPYMEHT;
MD3 — MexaneKTpoaHbId 3a30p (M); D1 — snek-
Tpon-neraib; J — Koppekuus (M); B — mupuHa
pe3a (M)

Fig. 4. The formation of the correction value J
and cutting width B in the processing plane XY:

R is the radius of the electrode tool (m); EI —

electrode-tool; MEZ — interelectrode gap (m);

ED — electrode-part; J — correction (m); B — cutting
width (m)

Jnsa nnaBnenust O]1 Ha ero MOBEPXHOCTH MOAA-
eTcs ompeieNieHHoe KoimuuecTBO TernoTsl O (k).
DTO Tero0, UCIIONIB3yeMOe ISl HarpeBa, a COOTBET-
CTBEHHO U IJIABJICHHUS U MTOCJIEIYIOIIEr0 UCTIapEHUS
maccsl I/, onpenensiercs no ¢popmyie

O =m(Cz AT + Ay +7), (6)

Ijle m — Macca 3aroToBKH, KT; ¢ — yICHbHAas Te-
IUIOEMKOCTh Marepuajga B TBEPAOM COCTOSHUM,
Jlx/xr-K; AT — pa3HOCTh TemnepaTyp HadaJIbHON U
KOHEYHOM TOYKM Harpena, K; XH — yaenbHas TEIUIOTa
IUIaBJIeHUs Marepuana, J[x/Kr; » — ynenbHas Terio-
Ta napooOpazoBanus, JHK/KT.

Ecmu K = (crpATyy + Ay + C ATy +7) ,THE C

— ylenbHasl TEIUNIOEMKOCTh Marepuana B KHUJIKOM
cocrostanm, JIx/kr-K, Torma cTaHOBHTCS BO3MOX-
HbIM K3 ypaBHeHMH (4) u (6) BBIpa3UTh 3HAYEHUE
BpPEMEHH JCHCTBUS UMITYJIbCa U Macchl MaTepuaa.
[ToncraBnsiem naHHbIe 3HaYEHUS B BeIpakeHue (1):

On,UI _ n, Ul
KW, K

MRR =

(7)

OBRABOTKA METALLOV %

VYpaBHuBanueMm BoipaxkeHuil (2) u (7) cTaHOBUT-
Cs1 BOBMOXKHBIM BBIYUCIIUTH BEIMYUHY MO3:

_ n, Ul B
K -2hpQ;(q, h)

B xauectBe D1 Ha IPOBOJIOYHO-BBIPE3HBIX JIEK-
TPOIPO3UOHHBIX CTAHKAX HCIIOJIB3yeTCs MPOBOJIO-
Ka, oOyafaromas pasinyHbM auaMeTpoM. CaMbIM
pacnpocTpaHeHHbIM BUioM DU sBisieTcst TaTyHHas
npoBosioka, uMeromas auamerp 0,25 mm. UtoObl
paccuuTarh 3HaUYE€HUE KOPPEKUMHU J, HYy’)KHO K 3Ha-
YEHUIO MEKAIEKTPOIHOro 3a3opa S (8) npubaBuTh
BEJIMUMHY pajinyca MPOBOJIOKH , a AJIs pacyera In-
pUHBI pe3a B — BEIMUMHY JUaMETpa IMPOBOJIOKHU:

_ n, Ul N
K -2hpQ;(q, h)

JlanHast TeopeTUyecKas MOJEIb IO3BOJISET pac-
CUMTaTh 3HaYEHHE IIMPUHBI p€3a U COOTBETCTBEHHO
BEJIMYMHY KOPPEKIUU [JIi W3MEHEHHS YTPaBIIs-
oiei padodeir mporpammbl. BHeceHueM maHHOU
KOPPEKIIUU CTAHOBUTCS BO3MOXKHBIM TMONyUEHUE
TOJIHOTO pa3Mepa.

VYpaBHenue (9) rOBOPUT O TOM, UTO HIMPUHA pe3a
U 3HAUEHUE KOPPEKLIUU BapbUPYIOTCS B 3aBUCHUMO-
CTH OT (PU3MKO-MEXaHUUYECKUX CBONCTB 00pabarhI-
BaeMOro MaTepualia, BEICOTHI 0OpabaTbiBaeMoi 3a-
TOTOBKH, a TAaK)KE PEKUMOB PE3aHUS.

JInst mOATBEPKJIEHUST TEOPETUUYECKOW MOAENIn
npoBeieH (PaKTOPHBIN HIKCTIEPUMEHT M0 U3MEPEHHIO
BEJIMYMHBI LIMPUHBI pe3a. COornacHo NpoBEIEHHOMY
SKCIEPUMEHTY, a TAaK)KE€ COMYTCTBYIOIIEMY perpec-
CHOHHOMY aHajHu3y IOJIydeHa pEerpeccUoHHas 3a-
BHUCHMOCTbD, TO3BOJISIONIAs PAcCYUTATh BEIHMUUHY
OOKOBOTO MEKAIEKTPOTHOTO 3a30pa:

(8)

R ©9)

Y =1(0.03+0.0003U2 - 0.003T,, -
—~0.003U +0.00017,,T,,, —
— 0.0014T,,, —0.0003T2, +0.01T,, ),  (10)

rae / — 310 K03 (HULIMEHT, MOTyYEeHHBIH yTEM BbI-
OOpOYHOIrO IOBTOPEHMsI HKCIIEPUMEHTOB B IIEH-
Tpe miaHa 11 marepuana cranu 30XI'C u turana
BT-01 wu yuwuThiBatoumii (U3MKO-MEXaHUYECKHUE
CBOICTBA JaHHBIX MaTEPUAJIOB

Ha puc. 5 npeacrasieHsl pe3yabTrarsl KCIEPH-
MEHTA 110 3aMepy LIUPHUHBI pe3a Ipu 00paboTke 3a-
kaneHHbIx ctajerd 30XI'C u 40X u TMTaHa MapkKu
BT-01 (dakTopsl COOTBETCTBYIOT 3HAUCHHSIM IICH-
Tpa IUIaHa).
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387 MKM 385 MKM (385 MKMm

\

362 MKM

320 MM

200 e

Puc. 5. lllupuna pe3a npu obpadorke natyHHbIM DU amamerpom 0,25 MM
Pa3INYHBIX MAaTePHAJIOB:

a —3akanenHas cranib 30XI'C; 6 — 3akanenHnas crainb 40X; ¢ — Tutan BT-01

Fig. 5. The width of the cut when processing brass EI with a diameter
of 0.25 mm of various materials:

a — hardened steel 30KhGS; 6 — hardened steel 40Kh; 6 — titanium VT-01
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AHalu3 JaHHOW PErpecCUMOHHON 3aBUCUMOCTH,
BBINIOJIHEHHOM /17151 3aroTOBKM U3 cranu 40X, ycra-
HOBWJI, YTO HA 3HAYEHHE LIMPHUHBI Pe3a BIUSIET CO-
BOKYIHOCTb BCEX BXOIHBIX (hakTopoB. J{7s Harmsa-
HOTO PACCMOTPEHHUSI PETPECCUOHHOW 3aBUCUMOCTHU
MPE/ICTABIIsIEM €€ B BUJIE TUIIEPIIOBEPXHOCTH (pHC. 6).

N3 puc. 6 MOXHO clienarb BBIBOJ O TOM, YTO
TIpY BapbMpOBaHKUH Kod(uumenta 3anonnenus 7,
(GyHKIMST OTKIIMKAa M3MEHSETCS COINIAaCHO KBaJpa-
THYHOM 3aBUCUMOCTHU. MI3MeHEHNE BEIUYNHBI JIJIH-
TEJBHOCTU HMITyNbCa 1) TPOXOAUT MO JTHHEHHOU
3aBHCUMOCTH. YCTaHOBJICHO, YTO HAauOOJIbIIIEE 3HA-
YeHHe LIMpUHa pe3a, paBHoe 350 MKM, TOoCTUTaeTCs
npu I, =40 %, T = 15 mkc. Ilpu ucnonb3oBaHuu
JIAHHBIX PE3YJIbTaTOB CTAHOBUTCSI BOBMOXKHBIM KO-
pexTupoBath pazmep DU u obecrieunBarh mokaszare-
1nu TouHoctu [1IB220.

Ha puc. 7 noka3zaHo pacxokJI€HUE BEIMYHUHbI
HIMPUHBI pe3a, PACCUUTAHHOE TEOPETUUECKUM Me-
TOJIOM, PETPECCUOHHBIM AHAIM30M M MOJIYYEHHOE
B pesyiabrare skcnepuMenToB. C yBenuyeHuem ¢u-
3UKO-MEXaHMYECKUX CBOWCTB Marepuasa (B JaHHOM
Clly4yae TEeIUIONPOBOJHOCTH, TEMIIEPATYPHI IIaBIIE-
HUSI) YMEHBIIAETCA BEIMYMHA MEXKIICKTPOIHOTO
3a30pa. DTO MOATBEPKIAETCS MOTYYEHHBIMU 3KC-
NEPUMEHTAJIbHBIMU JAHHBIMH.

N3 puc. 7 Takke BUAHO, YTO PACXOXKICHHUE TEO-
PETUYECKON MOJIENIN U PErPECCUOHHON MOJEIH CO-
crasnsieT He Oonee 10 %, 4TO rOBOPUT 00 a/ieKBaT-
HOCTH 3THUX MOJEJIICH.

IITapHHA pe3a, MEM

OBRABOTKAMETALLOV ~ CM

Ha ocHOBe nosry4eHHOM TEOPETUYECKOU MOJIe-
JM HalycaHa yIpasisoolas padoyas mporpamma,
o0ecreunBaroas U3rOTOBICHUE H3JEIHS «Kpaii-
HUN JIUCT cTaropa». [l M3roTOBIEHHS TaKOTO
U3JEIUsl  UCIOJB3YeTCs IPOBOJOYHO-BBIPE3HOMN
JJIEKTPOIPO3UOHHBIN CTAHOK C CUCTEMOM YHUCIIO-
BOT'O NMPOTrpaMMHOTrO0 ynpasienus Elcam. Marepu-
an n3genus — ctainb 40X.

OO0paloTKa MPOBOAMIIACE HA PEKUMAX, MPE/ICTaB-
JIEHHBIX B METOIMKE MCCIIENOBAHMSA: BPEMS BKIIFOUE-
Hust umInyibea 70 = 10 MKc; koo duumenT 3amosme-
aust umitysibcamu 7 = 30 %, nanpsokenue U =75 B.

[Tonb3ysach AaHHOW TEOPETUYECKOU MOJIEIBIO,
MOYKHO IIOCUHUTaTh 3HAUEHUE KOPPEKLHUU TPAECKTO-
puu J = 0,165 mm. [Ipu ob6xone pabouero KOHTypa
U3JEIUs «KpaWHUU JIUCT cTaropa» Koppekuus 1
BHOCUTCSl B YIPABIIIOILYI0 IIPOrpaMMy € IIOMO-
b0 komanabl G41 j = 0,165. TpaekTopus nBHxe-
HUs NpoBoJoYHOro DM u rotoBoe uspenue «kpam-
HUH JINCT CTaToOpay MpEACTaBICHBI Ha puUcC. 8.

VYnpassromas pabodasi mporpaMma ¢ 3a1aHHON
TOYHOCTBIO TMPU 00ECIEUEHNH CTaOMIBHOCTH IPO-
necca [IBO350 no3BonisieT nony4uTs U3A€aue TUIa
«KpamHUH JIMCT CTATOPA».

BeiBOABI

1. [onmydeHsl TeopeTHyecKas U perpecCUOHHas
MOJIENHN JUIsl pacueTa upuHbl pesa npu [IBO20 us-
JIeNui, BBITIOJIHEHHBIX U3 TPYAHOOOpPaOaThIBaeMBIX

| | m 340-350
= 270-340
| = 90-280
= 80-210

B 70-140

Ton, mrc

Puc. 6. 'unepnosepxnocts npu U=75B
Fig. 6. Hypersurface at U=75V
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400

N PerpeccHoHHAR MOJRTE

350 A

300 -+

250 A

200 A

150 -+

Hlnpuaa peza, J, MM

100 A

30 A

0 -

JOXI'C

B TeopeTHueckan MOJEIE

BT-01

40X

Puc. 7. PacxoxJieHue BEIUYHHBI IIUPUHBI PE3a, PACCUUTAHHOE TEOPETUYECKUM
METOJIOM U PErPECCUOHHBIM aHAJIU30M

Fig. 7. The difference in the cut width, calculated by the theoretical method and
regression analysis

T paekmapis

[Tomysaersi noogus
demany

dbuxerya

o

Puc. 8. Tpaexropust nemxenus OU (a); u3nenne «kpallHUI TUCT cTatopay (0)

Fig. 8. Trajectory of the ET (a); stator margin plate ()

marepuaioB. lloka3aHa 3aBUCHMMOCTH Mapamerpa
OT PEKUMOB 00paOOTKH M (PU3UKO-MEXaHUICCKUX
CBOWCTB Marepuaja. YCTaHOBIEHO, YTO MPH BapbH-
poBanuu ko3 punuenta sanonuenus I QyHKIus
OTKJIMKA M3MEHSETCSI COTNIACHO KBaJpaTWYHOH 3a-
BUCUMOCTH. MakcuMaibHas BEJIIMYMHA I[TUPHHBI
pesa B = 350 mxm jpocturaercs npu 1, = 40 %,
T =15 mxc.
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2. Ilomy4yeHo 3HaUEHHE IIUPUHBI pe3a, a TaKkKe
BEJIMYMHBI KOPPEKIMH, KOTOPYIO HEOOXOAMMO BBI-
MOJIHUTB YIS TIOJTy4eHHs TomHOTrO pazmepa. Obec-
NeYeHa TOYHOCTh M3TOTOBJICHUS JETAH «KpaiHUH
JHCT cTaTtopay. /laHHasi TEXHOJIOTHSI BHEIPEHA TIPU
MIPOU3BOJCTBE U3/EIHNi HedTen00bIBaIOIIEr0 000-
PYAOBaHUA.
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on state assignment FSNM-2020- cutting width B =350 pum is achieved at 7, = 40 %, 7! = 15 us. A work program is written, which gives opportunity
0028. to calculate the value of the cut width, as well as the amount of correction introduced into the work program to

complete a suitable size. The accuracy of manufacturing the “stator margin plate” part is ensured. This technology is
introduced in the production of oil-producing equipment.

For citation: Shlykov E.S., Ablyaz T.R., Muratov K.R. Ensuring the accuracy of wire-cutting EDM processing of products made of hard-to-
handle materials. Obrabotka metallov (tekhnologiva, oborudovanie, instrumenty) = Metal Working and Material Science, 2020, vol. 22, no. 3,
pp. 6-17. DOI: 10.17212/1994-6309-2020-22.3-6-17. (In Russian).
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