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AHHOTANIUA

Beenenune. B pabore npencTaBieHs! pe3yabTaThl HCCIEAOBAHNS IIPIMEHEHHUS IEKTPOIa-HHCTPY-
meHTa (OU), H3rOTOBICHHOTO METOAOM CEIEKTHBHOTO JAa3€PHOTO CIUIABICHMS M3 IOPOIIKA MapTeH-
CUTHOCTaperomei ctan MS1 11 KomupoBaIbHO-MPOIIMBHOM 31EKTPO3po3HoHHON 00paboTku (KIID-
30). Leap padoThl: SKCIEPUMEHTAIBHOE HCCIEAOBAHUE OCOOCHHOCTEH NMPUMEHEHHUS AJATUTHBHO
nzrotoBneHHBIX DU npu KII330 orBeTcTBeHHBIX M3nenuil. MeToabl uccaenoBanus. Msrorosienue
00pasoB BHIMONHAIOCH HA ycTaHOBKe Realizer SLM 50. B xauecTBe HCXOTHOTO MaTepualia MUCIIOb-
30Baics mopomok MS1 cdepuueckoit popmsl co cpenHum pazmepom dactunl 30 MxM. [t oTpaboTKH
peXuMOB H BeIOOpa 0Opa3na DU ¢ HAMMEHBIINM KOJTHYECTBOM IOBEPXHOCTHBIX Ae(EKTOB OBLIO OT-
paboTaHO YEeTHIpe peKUMa U3TOTOBICHHS, BRIOPAH HAMITydIINi 00paser] Al AanbHEeHIIero neeIeaoBa-
Hus. KIIDD0 mpoBoamnace Ha obopynoBannu EMT Smart CNC B cpene TpaHC(HOPMATOPHOTO Macia.
O0pa3ubl OBUTH yCTAaHOBIICHBI B 35KUM NP MPSIMOM MOJISIPHOCTH U MIPUMEHSIINCH B KadecTBe DU, B Ka-
YeCcTBE AIIEKTpOAa-IeTanu ciayxuna iactuHa 12X 18H10T. MccnenoBanue mpoBOAKIOCH ¢ TOMOUIBIO
(baxTOpPHOTO SKCTICpPIMEHTA (THIIA 23) C IEHTPOM I1aHa. BXxonHple 1aHHBIE (aKTOPHOTO IKCIEPUMEHTA —
cuna ToKa I, A, nanpsbkenue U, BT, Bpems BKito4eHus umiyibea 7, MKC. BBIXOAHBIMU apaMeTpamu
SIBIISUTACH TIApaMETp IIEPOXOBATOCTH 1O Ra U y — nu3Hoc DU. V3MmepeHue mapaMeTpa mIepoxoBaToCTH
1o Ra mpoBoAMIOCH HA ycTaHOBKe Mahr Perthometer S2. Pe3yabraThl u 06cyxaenue. Merogom CJIC
H3rOTOBIEHBI 00pa3nsl DU u3 mopomka MS1, BeiOpan Hambonee KauecTBEHHBIH oOpaszer Ne 4 st
KII230. [NomydeHs! SMIMPHUYECKIE yPAaBHEHHUSI, ONTUCHIBAIOIINE B3aHMOCBS3b TapaMeTpa KauecTBa I10-
BEPXHOCTH — ILIEPOXOBATOCTH MO Ra u Y — u3HOca DU, H3rOTOBICHHOTO U3 MapTEHCHTHOCTAPEIOIICH
cramu MS1, B 3aBucumoctu ot pexkumoB KI1920. Ha MuHuMansHOM pesxume mpu cuiie Toka [ =4 A
u "HanpspkeHmun U = 50 B m3noc DU y = 0,0063875 . MakcumansHblii u3Hoc DU cocraBisieT
vy =0,13938 r mpu cune Toka / = 8 A u HanpspkeHun U = 50 B. YcTaHOBIEHO, YTO MPH MOCTOSTHHOM
BPEMEHH BKIIFOYEHHUS HMITynbca 7, = 75 MKC HaMMEHbIIAs IIEPOXOBATOCTh Ra = 2,83 MKM momyde-
Ha npu cwie Toka / = 4 A u Hanpspkennu U = 100 B, a MakcuManipHasi OI€pOXOBaTOCTh COCTaBHIIA
Ra=4,1568 mxm mpu /=8 A u U= 100 B.
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BBenenue

AKTya.]'H)HOCTB IMPUMCHCHU A AAIUTUBHBIX
TEXHOJIOTUWA TIPU M3TOTOBJIICHUM SJIEKTPOIOB ISt
AIEKTPOIPO3NOHHON 00padoTku (2D0) BO3HUKIA
B CBA3U C IMOBBIICHHBIMU Tpe6OBaHI/I$IMI/I K TOYHO-
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CTH U Ka4€CTBY M3TOTOBJICHHS CIIOXKHOMPOPHIBHBIX
m3nenuit [1-3]. YcraHoBiI€HO, YTO OJUH U3 CaMBbIX
palMOHANBHBIX AJJUTUBHBIX METOJOB TOIy4EHHUS
ANIEKTPOJOB-UHCTPYMEHTOB (D) — 3TO TexHOMOTHS
cesnekTuBHOTO JiazepHoro crutasnenus (CJIC) [4-8].

OtmeuaeTcsi, 4YTO NPUMEHEHUE aJTUTHUBHBIX
TEXHOJIOTHii TO3BOJISIET OTYYUTh TpeOyeMble mapa-
METpPBI TIOBTOPSIEMON T€OMETPUU CIOKHOMPOPUITB-
HBIX 2JIEMEHTOB, a TAK)K€ 00€CTIeYUTh OBBIIIICHHBIE
MOKa3aTeIu MPOU3BOJUTEIBHOCTH U cTOMKOCcTH DU
MyTeM MPUMEHEHHUSI HOBBIX COCTAaBOB MOPOIIKOBBIX
MateprasioB. B pabdorax [9—13] ormeueHa s¢ddek-
TUBHOCTH MPUMEHEHUS] KOMITIO3UTHBIX 3JIEKTPOAOB-
MHCTPYMEHTOB, TOJIYYEHHBIX C NMPUMEHEHHEM al-
JTUTUBHBIX TEXHOJIOTHIA.

[Tpunnun rexnonorun CJIC 3akntodaeTcs B pas3-
OMBKEe M3/ETUs Ha CIOM U MOCJEAYIOIeH MedaTH
U3JENNA ¢ UUKINYECKUM MOBTOPEHUEM OTeparuil.
[ToBbIIeHNe TpeOOBaHM K TOYHOCTH, KA4€CTBY U
HAJEKHOCTH M3TOTOBJICHUS U3JENUl TpeOyeT mpu-
MeHeHHsI DU BBICOKOTO KauecTBa, MOBTOPSIOIIMX
npod b MOBEpXHOCTH. Tpebyemasi TOUHOCTh pa3-
MEpOB U3JeNHi, o0padareiBaeMbIX MeTogoM 290,
BappupyeTcs oT 12-1o 10 6-r0 KBaauTeTa, a Tpely-
eMas mepoxoBarocth o Ra — ot 3,2 10 0,8 MKM.
[ToBpiieHHBIE TPEOOBaHMSI K TOUHOCTH U IIEPOXO-
BaTOCTU CBSI3aHBI C AKCILTyaTAallMOHHBIMU OCOOEH-
HOCTSIMU; 00pabaThiBaeMble TOBEPXHOCTH HAXOIAT-
Cs B COMNpPSDKEHHWU C KUHEMAaTUYeCKUMHU Y3JIaMU U
MeXaHHU3MaMHU.

B pabortax [14-18] paccmarpuBaeTrcsi MeTOn
CJIC nnst mosty4eHusl METaJUIMYECKUX AJIEKTPOIOB-
MHCTPYMEHTOB. ABTOpPHI OTMEYAIOT, YTO MpHUMEHe-
HUE aJJIUTUBHBIX TEXHOJOTHH N7 BbIpAalIUBaHUS
DU 1mo3BOMSIET HE TONBKO OOECIEYUTh TpedyeMble
napaMeTpsl MOBTOPSEMOM T€OMETPUH CIOXKHOIPO-
(GUIBHBIX AIIEMEHTOB U3/IENUN, HO U TOJIYYHUTh MO-
BBIIIICHHbIE [IOKa3aTeld MPOU3BOJUTEIBLHOCTH U
crorikocti DU myTem npruMeHEeHHUsI HOBBIX MOPOII-
KOBBIX MaTEpUaJIOB.

OcnoBHble tapameTtpsl nponecca CJIC — morr-
HOCTh Jla3epa, CKOPOCTb CKaHWPOBAaHUS, THUIl U
paccTosiHUe IITPUXOBKH, TONIIMHA CIIOS U Xapak-
TEPUCTUKHM TOPOIIKAa — BIUAIOT HAa 0Opa3oBaHUE
nedextoB B mporiecce BoipammBanus DU. [lopu-
CTOCTb SIBJISIETCS] HanOoJIee YaCThIM U CJIOKHBIM Jie-
(bexToM I yCTpaHEHHs MPU CEeIEKTUBHOM Jia3ep-
HOM cIuIaBieHnd. Ha oGpa3oBanue mop oka3bIBaroT
BJIMSIHME CBOMCTBA MCXOJHOTO MOPOIIKOBOIO Mare-
pHuaa, napaMeTpbl yCTAHOBKH U PEKUMBI BBIPAIIIN-
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Banwus [19-21]. Eme oqun aedexT, mosBIsSIOMMIACS
IpU MPUMEHEHHUH MOPOUIKOBBIX aJIUTUBHBIX TEX-
HOJIOTHM, — HECIUIaBJIEHUs, KOTOpbIe BO3HUKAIOT
IIPU HEJOCTATOYHOM MEPEKPHITUU €TUHUYHBIX J10-
poxek Jipyr ¢ Apyrom. HeBepHo nmogoOpaHHbIe pe-
KUMBI ISl OTPEETICHHOTO0 MaTepHaia MPUBOAST
K MOBBbINIEHUIO nopuctocTu. [Ipu Hemocrarounom
3HaueHUn MomHocTu B mpouecce CJIC mopomi-
KOBBIM CJIOW HE MOJHOCTBIO PACIUIABISAETCS, 3TO
BBI3BIBAET dP(HeKT chepoan3anvi WK HECIUIaB-
JIEHUE C MPEAbIAYIIUM CJI0EM U3-3a HaJIU4YUs B J0-
pOKKe HecIuiaBieHHbIX yacTull [22]. [ToBeimenne
3HAYEHUS MOIIHOCTH TPHUBOJUT K HHTEHCUBHO-
My HCMIApEeHHI0 MaTepuana uiu Haubolsee Jerko-
MJIaBKUX KOMIIOHEHTOB IOPOIIKA, YTO BBI3BIBAECT
obOpazoBanue nop. Hanmume momoOHBIX AedEKTOB
CIIOCOOCTBYeT HWHTEHCH(UKAMK  pa3pylIeHUs
DU B nponecce 930. Hannune HECTaOMIBHOCTH
B CTpyKType DU MoXKeT Takke cka3zarbcs Ha (op-
MHUPOBAaHUHU CTAOMJIBLHOTO TIporecca HCKpooOpa-
30BaHMUSl TIPU KOMHPOBAJIBHO-MPOIIMBHON D30
(KTI2320), uto HeraTUBHBIM O00pa30oM OTPA3UTCS
Ha KauyecTBe 00pabOTKH.

B nacrosiiee Bpemsi chopMUpOBaHHBIE TIOAXO-
Ikl K TIPOSKTHPOBaHWI0 KoHpurypamnu DU u Ha-
3HAYEHUIO PEKUMOB OOpaOOTKM TMOJArarTcs Ha
METOAMKHU TMPOEKTUPOBAHUS HArpyKEHHBIX OTBET-
CTBEHHBIX M3Jenuil. JIaHHBIE MOAXOAbl HE BKIIIO-
4alT B ce0s 0COOEHHOCTH (DU3UYECKON CTOPOHBI
npornecca 230. CneayeT onTUMU3UPOBATH pa3Me-
pel 1 hopmy DU HE TOJIBKO C YYETOM MAcCCOBBIX U
MEXaHUYECKUX XapaKTePUCTHK, HO TAK)Ke C YUETOM
ero (U3MYECKHX CBOMCTB (IEKTPOCOMPOTHBIIE-
HUS ¥ BO3MOXXHOCTH (DOPMHUPOBAHHUS CTAOMILHOTO
KaHalla HWCKpooOpa3oBaHusi). VcxomHble mMmapame-
Tpel DU OKa3pIBalOT BIWSHHE Ha (HOPMHUPYEMYIO
MOBEPXHOCTh M HEMOCPEACTBEHHO Ha pacxon OU.
CrpykTypHble AehEeKThl WHTCHCHU(PHUIUPYIOT TMPO-
necc pacxoaa DU B mporecce KITD30. Ha nomy-
yeHue TpeOyeMOoro KayecTBa MOBEPXHOCTH OKa3bl-
BaeT BJIMSHUE WIEPOXOBATOCTh O HE TONBKO 110
KII930, Ho u B camom nporiecce. Mcxons u3 3Toro
YCTaHOBJIEHO, YTO OOecCIeueHue MNpeabIBICHHBIX
TpeboBaHuil kauecTBa DU ABIETCS aKTyaIbHOU Ha-
YYHO-TEXHOJOTUYECKOH 3a/1a4ueH.

Lenvto pabomut ABISIETCA SKCTIEPUMEHTAIBHOE
HCCJIeIOBaHNE OCOOCHHOCTEH NpUMEHEHUs ajJu-
TuBHO u3roTtoBieHHbIXx DU mpu KIIDD20 otser-
CTBEHHBIX W3lenuid. JlJIsi JOCTHMIKEHHST yKa3aHHOU
1eJI1 OBLITN MOCTaBJICHBI CIEAYIONINE 3a0ayu.
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PazpaboraTh panmoHaIbHYIO METOIWKY H3TO-
TOBJICHHUSI 00Pa3IOB AJIEKTPOJOB-MHCTPYMEHTOB U3
MapTeHCUTHOCTaperwnien ctanu MS1 metogom ce-
JIEKTUBHOTO JIA3€PHOTO CIUIABJIICHHs. DTU 00pasibl
IODKHBI 001afaTh MHHHMAJbHBIM KOJIHYECTBOM
CTPYKTYpPHBIX JeeKToB s ganbHeimen KI1330.

YCTaHOBUTH IMIUPHUYECKYIO 3aBHCHUMOCTH TTa-
pamMeTpa KauyecTBa MOBEPXHOCTH aJJUTHBHO H3TO-
TOBJIEHHOTO DU M3 MapTEeHCUTHOCTAPEIOLIEH CTaIN
MSI1 B 3aBucumocTu ot pexxumoB KII230.

YCTaHOBUTH AMIUPHUYECKYIO 3aBUCUMOCTH H3-
HOCa aJIIUTUBHO M3rotoBiieHHOro DU u3 maprten-
CUTHOCTaperome craiu MS1 B 3aBUCMMOCTH OT
pexumoB KIID30.

Ouenuts Biusinue pexxumoB KIT930 nHa kaue-
CTBO MOBEPXHOCTH AJIIUTUBHO U3roTOBJIEHHOTO DU
13 MapTEeHCUTHOCTaperomiei ctanu MS1.

MeToauka uccjaeaoBaHuil

WccnenoBanust npoBogwinch Ha 0Oa3e LEHTpa
KOJIJIEKTUBHOTO MOJIb30BaHus «LIeHTp aaiuTuBHBIX
TexHoJoru» I[lepMCKOro HalMOHAIBHOIO HCCIIE-
JIOBATEJIbCKOTO  TOJIMTEXHUYECKOTO YHHBEPCHUTE-
Ta. M3roroBienne onbITHEIX DU OCYIECTBISAIOCH
MeToAoM agauTuBHbIX TexHosorui (CJIC). DU us-
TOTaBJIMBAJIUCh M3 TOPOIIKAa MapTEHCUTHOCTape-
fomeit cramm mapku MS1. YacTumsl mopormika o0-
naganu cpeqauM pasmepom 20...40 MKM U UMeNu
chepudeckyro (opmy. MapTeHCUTHOCTAPEIONTUE
CTaJii — 3TO YHUKAJIbHBIE HU3KOYTJIEPOIUCTHIE Map-
TEHCUTHBIE CTaJId, KOTOPBIE MOJIYYarOT MPOYHOCTH
3a CYET MHTEPMETAINIMYECKUX OCAJKOB, 00pa3yro-
HIMXCA B TPOLIECCE TEPMHUECKOW 00pabOTKU Mpu
crapennn. Huskoe conmepkanue yriepona obecre-
YUBAET XOPOIIYI) CBAapPUBAEMOCTb, a 3HAYUTEIIb-
HBIE JIETHpYIONe 100aBKHU IMO3BOJSIOT TOOUTHCS
BBICOKOW MTPOYHOCTH 32 CUET MEXAaHU3MOB 3aKaJIKU
B BuJie ocaakoB. B npouecce CJIC Bo3HMKAIOT Clie-
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nyromye 1e(eKTsl: TPEeUIMHbI, TOPhI U J0CTaTOYHO
rpy0asi TOBEpXHOCTh C HATMYUEM MPUILIABICHHBIX
YaCTUYEK MOPOIIIKA.

Heob6xoauma npopaboTka pexkMMOB CILIaBICHUS
Ha nanHoM mopormike MS1. [IpoBeaenue npoOHBIX
PEKUMOB TTO3BOJUT MONYy4UTh OV ¢ MUHUMATBHBIM
KOJTUYE€CTBOM /1€ (PEKTOB.

[IpopaboTka peXMMOB CIUIABJICHHS MPOBOAU-
nach Ha yctaHoBke Realizer 50 (puc. 3, a), koTo-
pas paboraet no texunosiorun CJIC u ucnonbzyercs
MPEUMYIIECTBEHHO JMJII M3TOTOBJICHUS MEJIKOTa-
OapUTHBIX JeTajell W3 MOPOLIKOB PA3IUYHON HO-
MEHKJIATypbl. YCTaHOBKa OCHAI[eHa HMITYJIbCHBIM
BOJIOKOHHBIM JIa3€POM C BO3MOKHOCTBIO PETYIHNPOB-
KU TPaeKTOpHUU TEepEeMEIICHHs JIyda, a TaKkxkKe IMpo-
JOJDKUTEIIFHOCTA 3acBeTKH. OIHMM M3 OCHOBHBIX
noctonHCTB ycraHoBKH Realizer SLM 50 sBistercst
BBICOKas JeTaIn3anus u3aenui. B kayecTse 3amur-
HOTO Ta3a JAJs CIEeKaHWs MpUMEHsuICs aproH. J{is
nony4yeHus DOV HCMONB30BaIUCh YETHIPE PEeKUMA
(Tabm. 1) crutaBneHus MOPOIIKOBOTO Mareprana MS1
1 OB BRIOpAH HAMITYUIITH 110 Ka4eCTBY oOpasell.

[TapameTpsl, BapbuUpyeMble TPU HM3TOTOBICHUU
DU u3 mopomka MapTeHCUTHOCTAPEIOLIEH CcTaiu
MSI1 meronom CJIC: Bpemsi 3aCBETKM Ka)KIOW TOY-
KU — t, MKC; pa0oyas cuia Toka — [, MA; pacCTOsiHUE
MEX]ly TOUKaMU TPAeKTOPHH ABIKEHHMS Jiazepa — S,
MKM; CpEIHsSI MOIIHOCTH JIA3EPHOTO H3Iy4YeHUS —
Pcp, Br; miar 3anonseHus1, MKM; TOJIIIMHA €IMHAYHO-
TO cJosi — /i, MKM; CKOPOCTh CKaHUPOBaHUS — V, M/C.

OO0pa31bl U3roTOBJIEHBI B BUJIE Mapalieenure-
noB aiuHoi 30 MM u cedenuem 5x5 mm. Ha puc. 1
MIPEICTABJICHBI TIOTYYCHHBIE 00PA3IIbl Ha IMTOIJIOKKE
JUISL BBIPAILUBAHUSI.

Bricokas motHocTh 3Hepruu B npouecce CJIC
MPUBOANUT K YPE3MEPHOMY HCIIAPEHUIO MaTepuasa
u 00pa3oBaHWIO OpBI3L, H3-3a 4Yero ooOpasyercs
Oonbiioe konuyecTBo nop. Ilopsl cHMXkaroT ycra-

Tabnumma 1
Table 1
TexHOI0THYECKHE PeKMMBI M3roToBJeHus1 U
Technological modes of manufacturing the tool electrode
Ne t, MKC 1, MA S, MKM Pcp, Bt IHar Bir:l?;;HeHHH’ h, MKM V, m/c
1 40 1400 20 35 0,05 30 1
2 40 1400 30 35 0,05 30 0,75
3 20 1200 20 30 0,05 30 1
4 20 1400 20 35 0,05 30 1
Vol. 26 No. 32024 137
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Puc. 1. O6pa3upl 31EKTPOIOB-NHCTPYMEHTOB

Fig. 1. Samples of tool electrodes

JIOCTHBIE XapaKTEPUCTHKU U MEXaHUYECKUE CBOM-
CTBa MOJy4aeMbIX H3/ETUil, JeMCTBYS KaK KOHIICH-
Tparopbl HampspkeHUd. TpeluHbpl Ha TOBEPXHOCTH
uznenuid, noiaydeHHbIXx MetonoB CJIC, BbI3BaHBI
OONBIIMM TEMIEPATYPHBIM TPATUCHTOM MEXITY
BaHHOM pacIjlaBa W 3aTBEPACBIIMM METaJIOM.

OBOPYZIOBAHHME. MHCTPYMEHTBI

Ha o6pasuax Ne 1-3 (puc. 2, a—6) OpUCyTCTBYIOT
Xa0THUYECKH PACIOJIOKEHHBIE TMOPHI TUAMETPOM
40...65 mxMm. IToBepxHOCTh 00pa3ua Ne 4 xapakre-
pu3yeTcs HAMMEHBIIUM KOJIMYECTBOM CTPYKTYPHBIX
nedekToB (Mop, KOTOpbIEe B TUAMETPE COCTABISIOT
20...28 MKM, U TPELIMH MHUPUHON 10 2...3 MKM).
[Ipu uccnenoBaHUM MOYYCHHBIX 00pa3lloB Ha Ha-
auare 1e(eKToB (MOpbl, MUKPOTPEIINHBI) YCTAHOB-
JICHO, YTO HanboJee mpuroaHbIii oopazer 1 KI19-
20 — o HomepoM 4 (puc. 2, 2).

KonupoBanbHO-IpOLIUBHASL  3JEKTPOIPO3UOH-
Hasi 00pa0OTKa MPOBOAMIACH HA YCTAHOB-
ke Electronica Smart CNC (puc. 2, 6) B cpene
TpanchopmaropHoro Macia. OOpabarbiBaemast
3aroTOBKa BBINIOJIHCHA W3 HEPIKABEIOIICH CTaIu
12X18H10T. 3HaueHus U MHTEpBaa BXOJHBIX Ma-
paMeTpoB mpencTaBieHbl B Tadn. 2. s oueHkH
mapamMeTpa KadecTBa IOBEPXHOCTH IO Ra WucC-
nosb3oBascs npoduinomerp Mahr Perthometer S2
(puc. 2, ). OueHka MpoBOIMIIACH COTIIACHO METO-
nuke 'OCT 2789-73.

Puc. 2. TloBepxHOCTH 00pa3noB:
a-Nel;6—-Ne2;6—Ne3;2—Ned

Fig. 2. Surfaces of sample:
a—No.1; 6 —No.2; 6—No.3;2—No.4
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TaO0numa 2
Table 2

Pe:knMbl KONMPOBAIbHO-NIPOMIMBHOI 3JIEKTPOIPO3NOHHOI 00padoTKHU

Modes of copy-piercing EDM machining

Pexnm Cnia Toka I, A Bpews simouenns Hamnpsoxenue U, B
umnyibca I, MKC
MuHNMaNbHBIA YPOBEHD 4 50 50
Cpennuii ypOBEHb 6 75 75
MakcuManbHEIN YPOBEHB 8 100 100

Penred moBepxHOCTH 00pa3lioB M KOJIMYECTBO
Ne(EeKTOB Ha TOBEPXHOCTH OIEHUBAINCH C TIOMO-
MIBI0 HMHBEPTUPOBAHHOTO METaJLIOrpaduIecKoro
MHKpPOCKOTIa HAay4HO-HCCIIEI0BATEILCKOTO Kiracca
NIMO900 (puc. 3, 2) npu yBenuuyerusix X300 u x500.

C menmpio ompeneneHus 3aBUCHUMOCTEH (op-
MUpPOBAHUS TapaMeTpa IIepoXoBaToCTH No Ra, a
Tak)ke u3Hoca padoueil nosepxuoctu DU, U3roTos-

8

JIEHHOTO W3 MapTeHCHUTHOCTapermei cranu MS1
U ITOJTyYE€HHOTO C IPUMEHEHUEM TEXHOJIOTUHU CETIEK-
THUBHOTO JIA3€PHOTO CIUIABIEHUS, IPOBEAEH IOIHbBIN
¢axTopublii skcnepument (I1PI) tumna 2’ ¢ uen-
TPOM IUIaHa. 3HaueHUs (PAKTOPOB 3aKOIMPOBAHbI
B MarpHily ¢ MOMOIIbIO0 KOOpAMHAT IpeoOpa3oBa-
Hus. MaTpuna IIaHUpOBaHUS SKCIEPUMEHTA I0-
KazaHa B Ta0x1. 3. BeIXoqHBIMU MTapamMeTpamMHu sIBIIS-

2

Puc. 3. YcraHoBkH JJI TPOBEACHUA SKCIICPUMCHTA U OLICHKU PE3YJILTATOB!:

a — ReaLizer SLM 50; 6 — mukpockon NIM900; ¢ — KonupoBajIbHO-ITPOIIMBHON 3J1€KTPO3PO3UOHHBIH
cranok Electronica Smart CNC; 2 — npodmtomerp Mahr Perthometer S2

Fig. 3. Facilities for conducting the experiment and evaluating the results:

a — ReaLizer SLM 50; 6 — NIM900 microscope; 6 — Electronica Smart CNC copy-piercing EDM
machine; 2 — Mahr Perthometer S2 profilometer
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Tab6numa 3
Table 3
3akonupoBaHHASI MATPHUIA MIIAHUPOBAHHS
Coded planning matrix
No ombiTa X, X, X, X, XX, XX XX, XXX,

1 1 -1 -1 -1 1 1 1 -1
2 1 1 -1 -1 -1 -1 1 1
3 1 -1 1 -1 -1 1 -1 1
4 1 1 1 -1 1 -1 -1 -1
5 1 -1 -1 1 1 -1 -1 1
6 1 1 -1 1 -1 1 -1 -1
7 1 -1 1 1 -1 -1 1 -1
8 1 1 1 1 1 1 1 1
9 1 0 0 0 0 0 0 0

10TCsl mapameTp mepoxoBaroctu DU mo Ra, MKMm,
uuzHoc DU vy, .

ITonpoOHnas mMetonuka nposeaenus [IDD npen-
craBieHa B paborax [23, 24]. CormmacHo naHHOU
METOJIMKE TIPOBENICHO JIEBSITh KCIEPHUMEHTOB U TIO-

Jdy4yeHbl pe3ynbTarsl (Talnm. 4), oTpaxamlmue 3a-
BHUCUMOCTh IiepoxoBatoctu DU mo Ra m u3HOCca
anekTpoaa ot pexxumo KIID20 ¢ ucnons3oBanu-
eMm DU, usrorosienHoro no texuonorunu CJIC u3
MapTeHCUTHOCcTaperoulei cranu MS1.

Tabnuna 4
Table 4
Matpuna pe3yabTaToB IKCIIEPHUMEHTOB
Matrix of experimental results
Ne omeITa Ra, Mxm v, T
1 2,9475 0,0062
2 4,33693 0,01
3 3,0374 0,0059
4 3,34163 0,0172
5 2,8057 0,0082
6 3,8035 0,0021
7 3,016 0,0161
8 4,6673 0,0156
9 3,50183 0,001

Pe3yabrarsl H HX 00Cy:KIeHHE

B pesynbrare npoBeaeHUs MOJHOTO (aKTOPHO-

ro SKCHEPUMEHTA TMOJY4YEeHbl SMIUPUYECKUE 3aBU-
CUMOCTH, KOTOpbI€ YCTaHABIMBAIOT B3aUMOCBA3b
MEX/1y BBIXOJTHBIMU ITapaMeTpamMH U pexXKuMaMHu 00-
pabotku. B pabote npeanonokeHa TUHEHHAs CBS3b
MEXKJly HE3aBUCHMOW TEPEMEHHOM M BXOJIHBIMU
dakTopamu. DMnupudecKas MOJAETb 3aBUCUMOCTH
napamerpa m3Hoca DU oT pexuMoB 00pabOTKH
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(cuna Toka I, A; Hanpsbxenue U, B; Bpems Bkitoue-
HUS UMIynbea I, MKC), UMEET CIIEAYIOIUM BU/L:

y = 0,002997 + 0,002143257 + 0,00010806U -
- 0,000272487,,, — 0,000054251U +

+ 0,00000289927,,U + 0,00003276IT,,. (1)

ITo xputeputo @umiepa Oblia BHIIOIHEHA TPO-
BEpKa a/ICKBaTHOCTH MAaTEMaTUYECKON MOJIEIIN:
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S2
eKB
Foacu = a;_z < Fragn; (2)
y
Fpacu = 0,003 < Fra, = 3,24, (3)

rae Fpacy M Frap; — 3Hadenus kpurepus Oumepa
2
(COOTBETCTBEHHO PAaCYeTHOE U TAOINYHOR); Syreks —

2
JUCTIEpCHs aJleKBaTHOCTH; S} — JIMCTIEPCHs BOC-

MMPOU3BOANMOCTH.

Hcxonst u3 Toro, uto Fpacy < Fragy , Ipu ypos-

He 3asucuMocty o = 0,05 MOXHO clienarb BBIBOJ O
TOM, YTO MOZEJb YIOBJIETBOPAET KPUTEPHUIO AJEK-
BaTHOCTH. [lomyueHHass maremaTuyeckas MOJelb
JIOCTOBEPHO OTPakaeT 3aBHCHUMOCTb BBIXOAHOIO
napametpa (u3noca D) ot pexxumon KI1330.

Ha puc. 4 npencrasieH rpaguk TUIeprnoBepx-
HOCTH OoTKJIMKa. Ha rpaguke ycraHoBineHa 3aBUCH-
MOCTh BXOAHBIX JaHHBIX (peXUMOB 00paboTku /[
u U npu nocrosanoM I' = 75 Mkc) Ha uzHoc DU
(y). YcTaHOBIEHO, YTO Ha MMHUMAJIBHOM pPEXHME
npu cuie Toka / =4 A u Hanpsbxkenuun U = 50 B us-
Hoc DU cocrasnser v = 0,0063875 r. IIpu cune Toka
I = 8 A u nanpsoxkenun U = 50 B 3adpukcupoBan
MaKCUMaJIbHbI M3HOC DM, KOTOpBIM COCTaBISET
v = 0,13938 . ®usnueckre 0COOCHHOCTH XapaKTe-
pa paspylleHHs MaTepualia B pe3yJibrare BO3/eH-

OBRABOTKA METALLOV %

ctBus D00 HanpsAMYyIO 3aBUCAT OT BEJIMYMHBI SHEP-
TMM €IMHUYHOIO paspsaa. 3HAu€HUE BEJIMYHMHBI
SHEPrUM HMITyNbca (pa3psaa) pacTeT MpsIMO MPO-
MOPLIMOHAJIBHO € MOBBINIEHUEM CHJIbI TOKa. Jlanee
MPOUCXOAUT AIEKTPOIPO3UOHHOE paszpyuieHue DU.
[Ipu BBICOKMX 3HAYEHMSIX CHJIBI TOKa TeMIepaTypa
B 30HE UCKPOOOPa30BaHMS MOBBIIIACTCS, YTO TAKKE
IIPUBOAMT K UHTEHCUBHOMY M3HOCY DU.

OMIupuyeckas MOAEIb 3aBUCUMOCTH IapaMe-
Tpa KadecTBa IOBEPXHOCTU — LiepoxoBaroctu DU
mo Ra — oT pexxumMoB 00paboTku (cuia Toka I, A;
Hanpspkenue U, B; Bpemst BKIFOUeHUs umiyibea 1),
MKC) UMEET BH/]I

Ra = -0,7004 + 1,0703004157 +
+0,03421764U + 0,04854912T,,, —
~0,01065171U - 0,0006473216T,,U —
— 0,01304028/T,, + 0,00017387041T,,U. (4)

Ha puc. 5 npencraeieHn rpaduk rumneprnoBepx-
HOCTH, TOKa3bIBAIOIIMN BJIMSHUE TaKuUX IapaMme-
TPOB, KaK HalpspKeHUe U CUila ToKa, Ha (hopMUpOBa-
HHUE KaueCTBa MMOBEPXHOCTH. YCTAHOBIIEHO, YTO MPHU
IIOCTOSHHOM ~ BPEMEHHU  BKJIIOYCHHS  UMILyJbCa
T’ = '75MKC HauMeHbLIas MIEpoXoBarocTbh OU

Ra = 2,83 Mxm nonyueHa npu cuiie Toka [ = 4 A
n nHanpsoxkenun U = 100 B, a maxcumanbHas

Puc. 4. I'nneprnoBepXHOCTh PErpeCCHOHHON MOl u3Hoca DU mpu MOCTOSHHOM
BPEMEHHU BKJIIOYEHUs uMmItynbea I, = 75 MKC; ¥ — uzHoc DU, r; [ — cuia ToKa, A,
U — nanpsixenue, B

Fig. 4. The regression model hypersurface of electrode flow rate at constant
pulse duration 7/ = 75 us; y is a tool electrode wear (g); I is a current (A);
U is a voltage (V)
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Puc. 5. TunepnoBepXHOCTh PErPECCHOHHOM MOJIENIN LIEPOXOBAaTOCTH ITOBEPX-
HOCTH OW TIpU MOCTOAHHOM BPEMEHM BKIHOYEHHUs UMIyibca 1) = 75 MKc;
Ra — napameTtp wepoxoBaroctu, MkM; I — cuna Toka, A; U — Hanpsikenue, B

Fig. 5. The regression model hypersurface of the TE surface roughness at
constant pulse on time 7, = 75 us; Ra is the roughness parameter (um);
1is a current (A); U is a voltage (V)

IepOXOBAaTOCTh TOBepxHocTH OW  cocraBuia
Ra=4,1568 mxm ipu /=8 A u U= 100 B. 3nauenus
BEJIMYMH Pa3MEpPOB MapaMeTPOB JTYHOK M3MEHSIOT-
Cs1 C I3BMEHEHHEM MOIIHOCTHY €MHUYHBIX Pa3psilioB,
JEHCTBYIONINX B MEXKAIIEKTPOTHOM 3a30pe. Popmu-
poBaHue OoJiee TOYHOM M YUCTOI moBepxHOCTH DU
MPOUCXOIUT P MHHUMAIBHOM 3HAY€HUH MOIIHO-
CTH Pa3ps0B, KOTOPBIE 3aBUCAT OT BEJIMYHHBI CHIIBI
Toka. [lOBBIIIEHHWE CHIIBI TOKa COIPOBOXKIAETCS
YBEIIMYECHUEM TITYOUWHBI JIYHOK M TIOJTy4eHUEM 00-
nee Tpy0oit mepoxoBarocTu nmoBepxuoctu JU.

Ha puc. 68 npeacraBieHbl CHUMKHU [TOBEPXHO-
ctu DU nocne CJIC u nocne KITD20-06padbotku

a

Ha MHUHMMAJIBHOM M MaKCUMaJlbHOM pexumax. Ha
nosepxHoctu DU (puc. 6), N3roTOBIEHHOTO U3 Map-
TeHcuTHOCcTaperome cramu MS1 meronom CJIC,
HaOMIOMAIOTCS yYacCTKH MPOIUIABIICHHBIX €IUHHIL
nopouika MS1. YcraHOBIIEHO, YTO MPOIIIaBIECHHBIE
YUYACTKH PacToararoTcs XaoTUYHO Ha IIOBEPXHOCTH
DU, a Takxe HAOMIOAAIOTCS MOPHI MKy MPOILIaB-
neHHbIMU yuacTkaMu. [Tociie KIT390 noBepxHocTh
DU npuobpeTtaeT IaaKyo 1 pOBHYIO MOP(HOIOTHIO.
I[Ipu KIIDD0 Ha MakcHMaibHBIX PEXHUMax IpHU
I=8A,T =100 mxc, U= 100 B dpopmupyrorcs
BIIQ/IMHBI U XAOTHYHBIE TPEUIMHBI, COMPOBOXKIAc-
MbI€ 30HaMH pacriuiaBa Matepuana (puc. 7, 8). [Ipu

o

Puc. 6. IloBepxHOCTS 2NeKTpona 10 00padoTku (mocie 3D-mevatn) npu yBenuaenuu X500 (a) u X300 (6)

Fig. 6. Electrode surface before machining (after 3D printing) at magnifications of X500 («) and x300 (6)
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o

Puc. 7. IloBepxHocTs 3nekTposna nocie KITD30 Ha MUHUMATBHOM peXUMe TIPY YBETUUEHUU
%500 (a) u 300 (6)

Fig. 7. Electrode surface after electrical discharge machining at minimum mode at magnification
%500 (a) and x300 (6)

a

o

Puc. 8. IloBepxuocTs amekTpona nocite KIIT320 Ha MakCHMaTbHOM PeXUME TIPH YBETHUICHUN
%500 (@) u x300 (6)

Fig. 8. Electrode surface after electrical discharge machining at maximum mode at magnification
x500 (a) and %300 (6)

KIID50 /=8 A, U=100Bu T = 100 mkc ycra-
HOBJICHO HAJIMYME XaOTUYHBIX TPEIIUH HIMPUHOMN J10
1...3 mxMm (puc. 8). Tpemmabl Ha moBepxHOCTH DU
BO3HHUKAIOT M3-3a OBICTPOro HAarpeBa MOBEPXHOCTH
(C MOBBILLIEHUEM BEJIMYUHBI CUIIBI TOKA U BPEMEHH
BKJIIOYCHHSI MMITyJIbCa TOBBIIIAETCS TeMIepaTrypa
B 30HE 00paOOTKH) M OBICTPOTO OXJIAKICHUS JIHD-
JEKTPUUECKON KUAKOCThIO0. BriaguHbl Ha moBepX-
HocTu DU nocine KIT930 cBsi3aHbl CO CKOIJIEHUEM
nuiaMa oT MPOAYKTOB pa3pyiieHus marepuana DU
u snekrpoaa-getanu (31). C moBblIeHHEM CHIIbI
TOKa U BPEMEHHU BKIIFOUCHUS UMITYJIbCA IPOUCXOIUT
MHTEHCHU(HUKAIMSA Tpolecca pa3pylieHus. 3O0HbI
pacmiiaBa marepualia BO3HUKAIOT C YBEIMYECHUEM

SHEPTUU €IUHUYHBIX UMIYIbCOB (C MOBBIIICHUEM
CHJIBI TOKA).

[Ipouiecc 31€KTPOIPO3UOHHON 0OpPabOTKHU CO-
MIPOBOXKJIAETCS BEICOKHMMH TeMIIEpaTypaMu B MECTE
po6os. BeICTPEI HArpeB U MOCIEAYIOMINE [TUKIIBI
OXJIAXJCHUS BBI3BIBAIOT TEPMHUUECKUE HampsKe-
HUSl Ha MOBepXHOCTH DU, KOTOphIe CIOCOOCTBYIOT
oOpasoBaHuiO TpemuH Ha nmoBepxHocTH DU. [lpu-
CYTCTBHE MUKPOTPEIIUH U HHBIX MMOBEPXHOCTHBIX
nedeKkToB NMPUBOIUT K MakpoaedexTam IMoBepX-
HOCTHOTO CJIOS M CHHKEHHIO SKCIUTyaTallMOHHBIX
cBoicTB mMcnonb3yeMbix DU. Penbed obGpaboraH-
HOW MOBEPXHOCTH AJIJUTHBHO BbIpailieHHOro DU,
MIPEJICTABICHHBI Ha pUC. 7, @, MPU yBEIHUUYEHUU
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%500 moka3bIBAE€T, 4TO AJIS HUCKIIOYEHMS MOBEPX-
HOCTHBIX JedexkTtoB DU Tpebyercss mpuUMeHEHHe
MuHuManbHoro pexxuma KII920 mpu cune Toka
1=4 A n nanpsoxkenuu U = 100 B.
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BoiBoabI

M3roToBieHpl  ANEKTPOABI-UHCTPYMEHTBI  Me-
TOJOM CEJEKTUBHOIO Ja3€pPHOIO CIUIABICHMS W3
IIOpOILIKa MapTeHCUTHOCTaperwumen craimu MSI.
YcraHoBieHo, uTo obOpaszen Ne 4 conep HUT MUHU-
MaJbHOE KOMM4YecTBO Top u TpermmH. Obpaser; Ne
4 wusrotoBieH mpu paboueit cuie Toka 1400 MA,
BPEMEHM 3aCBETKM €AMHMYHOM Touku 20 MKc, pac-
CTOSIHMM M€Ky Toukamu 20 MKM, CpeIHEH MOIIIHO-
CTH JIa3epHOro u3nyuyeHus 35 BT, mare 3anonHeHus
0,05 MxM, Tonmuue cnost 30 MKM U CKOPOCTH CKa-
HUpoBaHus 1 m/c.

ITomyueHa perpeccMOHHasi 3aBUCUMOCTb MEXY
pexxumamu KIT930 u uznocom DU nipu 06paboTke
OU n3 mapreHcutHocTaperouei crtanu. Ha Mmunu-
MaJIbHOM pEeXHUME Npu cuie Toka [ =4 A u Hanps-
xeHun U = 50 B u3HOC 31€KTpoa MUHUMAJIbHBIN
u cocrapisieT Y = 0,0063875 r. MakcuManbHbINA U3HOC
ANEKTPOJa-UHCTpyMeHTa cocTtaBisieT ¥ = 0,13938 r
npu cuie Toka / = 8 A u Hanpsxkenuun U = 50 B.

ITosmyueHa perpeccMOHHasi 3aBUCUMOCTb MEXIY
pexumamu KIIDO0 u nmapamerpom kauecTBa IO-
BEPXHOCTH ILIEPOXOBATOCTH AJJUTUBHO BbIpAILlEH-
Horo O u3 mapreHcuTHOcTaperouiei cranu MS1.
IToxa3zaHo, YTO NIPU OCTOSIHHOM BPEMEHU BKJIOUE-
HUst UMIyabca 1) = 75 MKC HAUMEHbIIAs! MEePOXO-
BarocTh DU cocrapiseT Ra = 2,83 MkM, oHa ObLIa
II0JIyu€Ha Ipu cuiie Toka [ = 4 A U HanpssKeHUU
U = 100 B, a makcumaisbHas 1epoxoBarocts DU
Ra=4,1568 Mmkm —npu /=8 A u U= 100 B.

YCcTaHOBIEHO, YTO HA MOBEPXHOCTU aJUTHUB-
HO BbIpaleHHoro O nu3 MapTeHCUTHOCTaperoLEen
ctany MS1 npuCyTCTBYIOT XaOTMYECKH pPacIolio-
JKCHHBIE TOBEPXHOCTHBIE Ne(EeKThl (MHUKPOTpEIIH-
HBbl, BIAJAWHBI, BBIPBIBbI U 30HBI IIE€PEIUIaBa), CHU-
JKAIOLIMe MPOYHOCTHbIE XapakTepuctuku JDU. Jlns
UCKJTIOYCHHUSI TIOBEPXHOCTHBIX Ne(PEKTOB U (HopMu-
pPOBaHUS OJHOPOJHON IOBEPXHOCTU CJIENYET HC-
I10JIb30BaTh YHCTOBBIE PEKUMBI CO 3HAUYEHUEM CHIIbI
Toka / = 4 A, Hanpsbxkenuss U = 100 B u Bpemenu
BKJIFOYCHHS UMITylibca I, = 75 MKC. YCTaHOBICHO,
YTO C MOBBIILIEHUEM CHIIBI TOKA A0 8 A B MEXDJIEK-
TPOJHOM 3a30p€ IPOUCXOUT YBEIUUEHUE TEMIIEPA-
TYpbl U BETUYHHBI pa3psija UMILYJIbCOB, UTO IPUBO-
JIUT K CTPYKTYPHBIM J€(PEeKTaM.
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ABSTRACT

Introduction. The paper presents the results of a study of the use of a tool electrode (7E), manufac-
tured by selective laser alloying from MSI maraging steel powder for copy-piercing electrical discharge
machining (EDM). Purpose of the work: experimental study of the features of the use of additively
manufactured TE in the EDM of critical products. Research methods. The specimens were prepared
using a ReaLizer SLM 50 system. The starting material was spherical MSI powder with an average par-
ticle size of 30 um. To test the modes and select a TE sample with the least number of surface defects,
four manufacturing modes were tested, and the best 7E sample was selected for further research. The
EDM was carried out on EMT Smart CNC equipment in a dielectric oil environment. The specimens
were installed in a clamp with straight polarity and were used as 7E; a 0.12C-18Cr-10Ni-Ti steel plate
served as the workpiece electrode. The study was conducted using a factorial experiment (type 23) with
a central design. The input data of the factorial experiment is the current / (A), voltage U (W), pulse
on time 7 (us). The output parameters were the roughness parameter Ra and tool electrode wear vy.
The roughness parameter Ra was measured using a Mahr Perthometer S2. Results and discussion. 7F
samples were made from MS7 powder using the SLS method; the highest quality TE sample No. 4 was
selected for EDM. Empirical equations are obtained that describe the relationship between the rough-
ness parameter Ra and tool electrode wear y, depending on the EDM modes. At the minimum mode
with a current / =4 A and a voltage U =50V, the tool electrode wear is y = 0.0063875 g. The maximum
tool electrode wear is y = 0.13938 g with a current / = 8 A and a voltage U =50 V. It is established that
at a constant pulse on time 7 = 75 ps, the smallest roughness Ra = 2.83 pm is obtained at a current
of /=4 A and a voltage U = 100 V, and the maximum roughness is Ra = 4.1568 um at / = 8§ A and
U=100V.

For citation: Ablyaz T.R., Blokhin V.B., Shlykov E.S., Muratov K.R., Osinnikov 1.V. Features of the use of tool electrodes manufactured by
additive technologies in electrical discharge machining of products. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal
Working and Material Science, 2024, vol. 26, no. 3, pp. 135-148. DOI: 10.17212/1994-6309-2024-26.3-135-148. (In Russian).
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