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MeXaHHYeCKHe M (pU3MYECKUe CBOii-
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Bgenenne. ITommvepHbie koMmnozuTHeie Marepuaibl (IIKM) ucnonb3ytoTes Juis TMOBBILICHUST MEXaHUYECKUX
CBOWCTB ¥ YBEJIMUEHHUSI CPOKOB IKCIUTyaTAl[MU TOHBIX M3aeanid. s oOpaboTku u3nenuid, BoinoiaHeHHbIX U3 [TIKM,
1eJIecO00pa3HO MPUMEHEHHUE IEKTPOPU3NIECKUX METO0B 00paboTKu. OHUM U3 TAKUX METOJIOB SIBIISIETCS KOIIH-
POBaJILHO-NIPOLIMBHAS AIEKTPO3po3noHHas obpadorka (KI1330). [Ipumenenune Takux metoqoB odpadorku [TKM
00yCITOBIICHO MX BBICOKHMH (DH3MKO-MEXaHHYECKUMH CBOHCTBAMHU U CIOKHOCTHIO 0OpabOTKH JI€3BHUHBIMH METO-
namu. Beuny Toro, uro oxHuM u3 snemeHtoB IIKM sBisercs csasyionee — MOKCHAHAs CMOJIA, KOTOpasi B IPoO-
LIeCce BIEKTPOIPO3UOHHOI 00pabOTKH pa3pylIaeTcs Ha KPOMKAX IOJy4aeMbIX OTBepCcTHi 1 na3oB, [IKM MoxHO
cuuTaTh TPYAHOOOpabaThiBaeMbiM MarepuasioM. Bo Bpems KII330 orsepcruii B nznenusax uz [IKM npoucxoaur
MOBBIIICHHIE TEMIIEPATYPhl, 3a9aCTyIO BbI3BaHHOE HEA(D(HEKTHBHBIM OXJIaXACHHEM B 30HE 00paboTku. CTaThs 1mo-
CBsIIIIEHA TEOPETUUECKOMY MOJICTMPOBAHUIO B ITaKeTe ANSyS, I03BOJIAIONIEMY OLICHUTD BIUSHHE CII0C00a IPOMBIBKH
Ha adpexrrBHOCTS KITDD0 n3nennit n3z [IKM Ha 0CHOBE YHCICHHOTO MOICITHPOBAHMUS B TIPOTPAMMHBIX CHCTEMAX
KOHEYHO-3JIEMEHTHOTO aHayu3a. L{esbro paboThl SBISETCS MOBBILICHHE MPOU3BOANTENbHOCTH Mpouecca KIIDD0
uzaenui, BoinoaHeHHbIX U3 [IKM. MeToabl. DKcriepuMeHTaIbHbIE HCCIICIOBAHUS POBOIMINCH 110 METO/LY KJlac-
CHYECKOT0 HKCIIEPUMEHTA Ha KOTIMPOBAILHO-TIPOIIMBHOM 3JIEKTPO3p03HOoHHBIM cTanke Smart CNC. 3arotoBka rnoj-
Beprajnack 06paboTKe NpH nocTosiHHOM Hanpskennn U= 50 B, Bpemenn Briouenus ummyisca 7 = 100 mxc 1 cuie
Toka / =10 A. JI1st TEOpETHYECKOro MOJEIMPOBAHUS OTOKA UCIIONB30BAIOCh NporpaMmuoe obecrieyenne ANSY'S
CFX 20.1. MozenupoBaHue pacrnpe/esaeHus IOTOKOB IPOBOIMIIOCH IIPU TPEX 3HAUCHUSX 1yOMHBI 00paboTKu (2,
10, 15 MM), a TaKke NMpU Tpex 3Ha4YEHMSX yriia HakioHa (opcyHok (15°, 45°,75°). Pe3yabrarhl U 00CY:KAeHUS.
AHaNu3 NOTyYeHHBIX JaHHBIX MToka3ai, uyto npu KI1320 IIKM creayer yauThiBaTh yroi pacioiokeH s GOpCyHOK
IIPOMBIBKY JIsl yBEITHUEHHUSI IPOU3BOIUTEILHOCTH 00pabOTKM NTyOOKUX IIIyXUX OTBEPCTHH. YCTaHOBIEHO, UTO HAaU-
GoJIblee 3HAYCHNE TPOU3BOUTEILHOCTH JOCTUTACTCS IPH PACTIONOKeHUH HOpCYHOK mox yrioMm 15°. [Ipeobnanaer
JIaMHHApHOE ABIDKeHHE. Ipi HaHHOM pacronokeHnu (pOpCyHOK 3HAaUYCHHE JABICHHS XKUIKOCTH M BBIBOJ ILIaMa
SABIAIOTCS cTaduIbHBIMU Kak nipr KII330 TTKM Ha niryOuny 2 MM, Tak 1 ipu 00padoTke Ha nryouHy 15 mm. Otmeue-
HO, 9TO JUTsl 00paboTKH OTBepCTHil yOnHON 10 MM 1 60JIee CTOUT YUIUTHIBATH YTOJ HAKIOHA (OPCYHKH TPOMBIBKH,
Juist 3G deKkTUBHON 00paboTKU M3 3a30pa HEOOXOAMMO YIAJIUTh SPOANPOBAHHBIE YacTHIIbL. B mporecce nposeieHus
9KCIIEPUMEHTAIBHOTO CCIIEIOBAaHUS 1TPpU 00paboTke oTBepCcTHi ITyOMHON 15 MM HaOII01aIMCh HAIMTIAHKS [IU1aMa
HA 3JIEKTPOJI-MHCTPYMEHT, a Takxke 3aMbikaHue npouecca KIIDD0, BO3HUKHOBEHNE BTOPUYHBIX Pa3psiJiOB B 30HE
00paboTKH, YTO BBI3BIBAJIO OCTAHOBKY Hpoliecca 00paboTKu.

Jost muruposanusi: [lnvikos E.C., Abnaz T.P, Mypamos K.P. Teoperrmdeckoe MOJCTHPOBAHHUE MPOLECCA MPOMBIBKH MEXKIIEKTPOJHOTO
MIPOCTPAHCTBA MPH KOMHPOBAIBHO-TIPOIINBHON 3JIEKTPOIPO3NOHHON 00pabOTKe W3/ENHi, BBINOTHEHHBIX U3 ITOJMMEPHBIX KOMITO3UTHBIX
marepuanos // O6paboTka MeTayuIoB (TEXHOJIOTHs, 000pyI0BaHNe, HHCTPYMEeHTHI). — 2022. — T. 24, Ne 2. — C. 25-38. — DOI: 10.17212/1994-
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Beenenue

BHenpeHue HOBBIX MarepualioB, WHHOBAIIU-
OHHBIX TEXHOJOTUH U O0OpYIOBaHUS HAIMPIMYIO
CBSI3aHO C Pa3BUTHEM OTpaciieil COBPEMEHHOTO Ma-
IIMHOCTPOCHHUSI, B TOM UHWCJIe aBUAIMOHHON U He-
¢drerazoBoil. AKkTyanabHa pa3pabOoTKa U MOBBILICHHUE
3G (HEeKTUBHOCTH TEXHONOTUH 00pabOTKU HOBBIX
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MOJTUMEPHBIX KOMITO3UTHBIX MarepuanoB (I[IKM),
a Takke popMupoBaHue TpeOyeMbIX (PU3HKO-MeXa-
HUYECKUX CBOMCTB M3/I€NNH, BHIOJHEHHBIX U3 JIaH-
HBIX MaTepuayios [1].

Ha cerogusmHuii [1€Hb CyHIECTBYET pa3HO-
obpasznas Homenkinarypa [IKM, ogaumMu U3 KOTO-
PBIX SIBJISIFOTCSI HOBBIE MEPCIEKTUBHBIE MaTepUalIbl
Ha OCHOBE yIJIeIuiacTuka, pazpadorannsie B OI'VII
«BUAM». OgHuM U3 TakuX MaTepUaIOB SIBIISACT-
cs mpemnper ymiemactiuka mapku BKY-39/BTkY-
2.200. JlanHbI MaTepuas U3TOTOBJIEH Ha OCHOBE
paBHONPOYHOUN yrepogHor Tkanu BTkY-2.200 u
cszytomero BC3-1212. lng oOpaboTku u3nenuii,
BbINOJIHEHHBIX U3 [IKM, B ToM umnciie u3 ymiemnna-
ctukoB tuna BKY-39, nenecoobpazno npumeHeHrE
ANMEKTPO(PHU3NIECKX METOMOB 00paboTku. OgHUM
U3 TaKMX METO/OB SIBISETCS KOMUPOBAJILHO-IIPO-
IITUBHAS AJIEKTPOIpo3uoHHas 0opadoTka (KI1230).
[Ipumenenue Takux wmetonoB oOpadorku [IKM
00yCJIOBJIEHO WX BBICOKUMU (DPU3UKO-MEXaHUUECKH-
MU CBOWCTBAaMU U CIOKHOCTbIO 00pabOTKH JIe3BU-
HBIMH MeTOoaMU. BBuay TOro 4to OfHUM U3 die-
MeHTOB [IKM siBrisieTcs cBsizyromiee — 3MOKCUIHAS
cMoOJia, KOTOpas B MpPOLECCe 3IEKTPOIPO3HOHHOM
00paboOTKH pa3pymiaeTcss Ha KPOMKaxX MOJTydaeMbIX
orBepctrid U na3oB, [IKM MoxHO cunTats TpynHO-
oOpabatbiBaeMbIM MaTepuaioM. Bo Bpemsa KIID30
orBepcTri B m3nenusax u3 [IKM nmpoucxoaut nosbl-
[IEHHE TEeMIIepaTyphbl, 3a4acTyl0 BbI3BAaHHOE HEd(-
(heKTHBHBIM OXJIKJICHUEM B 30HE 00paboTku [2-3].

B pab6orax [4—6] npencTaBieHbl METOBI U OCO-
oeraroctu KIIDO0 TTIKM. Ha ocHoBe maHHBIX pa-
00T mokaszano, yto uzaenue u3 [IKM mpu KIT920
MOJIBEPraeTcsi BO3ACHCTBHUIO DJIEKTPUUECKUX HM-
MyJIbCOB, B pe3yjibTraTe KOTOPOTrO0 BO3HUKAET IjIa3-
MEHHBIN KaHall, 00Jagaronuii BHYTpEHHEH TeMIIe-
parypoii nopsaka 9000...9500 °C, uyTo npuBOIUT K
cmeHe cocrosiHus marepuana [IKM. I[Ipoucxomut
(bazoBbIi IEpexol U3 TBEPAOro MaTepuaia B mapo-
o0pa3HO€e BEILIECTBO, YTO BIOCIEACTBUH MPUBOJUT
K Tomy, 4to napsl [IKM u pacrmaBneHHbIe KyCOUKH
nurama sekTpoaa-uHcTpymenta (D) 3arBepaeBa-
IOT [TPU OCTHIBAaHUH M 00Pa3yIOT MPOAYKTHI 3JIEKTPO-
APO3MOHHOTIO [IJIaMa, HETaTHBHO BIUSIOLIET0 Ha Ka-
4ecTBO U nponsBoauTenbHOCTh KITD20 [7, 8].

CkoruieHre 3p03MOHHOTO IIJIamMa U APYTUX MPo-
IyKToB 3po3uu B 30He KIIDD0 wm3nenuit uz I1IKM
BBI3BAHO IIJIOXOM IIPOMBIBKOM IMTPOCTPAHCTBA MEXKTY
OU u obpabarpiBaeMON 3aroTOBKOM IMpH MOIydYe-
HUU TIIyOOKHX OTBEPCTHH, a Takke MUIUIEBBIX U
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LITOHOYHBIX Ma30B. J[aHHOE sIBJIeHHE MPUBOJIUT K
BO3HMKHOBEHUIO BTOPUYHBIX JI€HJIPUTHBIX CTPYK-
Typ Ha OBEepXHOCTH DU M 3aroTOBKM M, KaK CJIe/-
CTBHE, CHIDKEHHIO KauecTBa M MPOU3BOJUTEIb-
Hoctu KIIDD0 m3nenwmit u3 [IKM [7].

YcTaHOBJEHO, UTO JIBM)KEHHE IIIJlaMa BO BpeMs
KII220 wuznenuit u3 [IKM Hampsimyro 00yciioB-
JIEHO TporeccoM oOpa3oBaHMsI U ABMXKEHUS Ta30-
BBIX My3bIpeil B 30He 00paboTku [8—11]. B cBs3u ¢
TEM, YTO AMAIEKTPUK (KaK MPaBUIIO, MUHEPAIbHOE
WK TpaHc(OPMaTOPHOE MAcIo) SIBIISETCS BA3KUM,
3JIEKTPOIPO3UOHHBIH IIJTaM MOKET EPEMEIaThCs B
o0osouke ra3oBoro my3sips. B pesynprare uccneno-
BaHWM, IPOBEJICHHBIX B padorax [8—11], cranoBHT-
sl BO3MOXKHBIM BH3YyaJIbHO MIOKa3aTh Ipolece mnepe-
MEUIEHHSI SPO3UOHHOTO IIIJIaMa B MEXAJIEKTPOAHOM
npoctpancTBe. [Ipennaraercs BapbHpoBaTh mHapa-
MeTpamu BbICOTHI oabeMa DU u3 3061 KI19320, a
TAKXKE CKOPOCThIO mobeMa anHoro JU. OnHako B
JAaHHBIX Pa0OTaxX OTCYTCTBYIOT MPAKTUYECKUE PEKO-
MEHJAIHH JJIs1 YBEIMYEHUS TPOU3BOAUTEILHOCTH U
s dextuBrocTr KITID0 uznenuit uz [IKM.

CrpoeHue 3p03MOHHOTO 1IITaMa, TTOJTYYEHHOTO B
pe3yabrare paspyuienus DU u marepuana 3arotoB-
KH, TTIOKa3aHo B pabotax [12, 13]. DnekTpospo3noH-
HBIN 1w1aM, nonydaemslid mpu KII990 3arotoBky,
obpasyetr cdepuueckue M momychepuuecKkrue ua-
CTUIIbI, OKa3aHHbIE Ha puC. 1, a. B mpouecce ocThI-
BaHUs MCIIAPEHHOIO MaTepuaja 3aroTOBKU IMPOUC-
XOJIUT HENoCpeACTBeHHOEe (hopMupoBaHUEe (HOPMBI
yacTull B Bujie cepsl. bonbias yacTh NOIy4eHHBIX
chepuueckux U nonychepruuecknux 4acTHIl SPO3U-
OHHOTO IIIJITamMa 00JiafiaeT IeHAPUTHONU CTPYKTYpOii,
YTO FTOBOPUT O HU3KUX CKOPOCTAX OXJIaKIECHUS MPO-
necca KII950. ObpazoBanne 3p03UOHHOTO IIIJIaMa
13 pa3pyumeHHoro DM npoucxonnuT myTeM TepMuye-
CKOTO BbIKpamuBaHus (puc. 1, 6).

YacTuipl 3JIEKTPO’PO3UOHHOTO IUIaMa TOA-
BEp>KEHbI pa3pylIeHn0. MokHO Ha0oAaTh, Kak ¢
yBEJIMYEHUEM 3HAYEHUsI SHEPTUU UMITyJbCca Ha T0-
BEPXHOCTHU C(hepUUEeCKUX YaCTHUIl MOSIBISIOTCS Tpe-
UIUHBI, BMSATHHBI, a TaK)K€ 30HbI BBIKPAILIMBAHUS U
paspyuienus (puc. 2).

JloxanbHBIN HarpeB oOpabaThIBa€MOT0 MaTepu-
ajia BbI3bIBAECT TEPMUUECKOE pa3IoKeHHEe OOPUIHOM
(ha3el u audIEKTpUYecKoit cpensl [14, 15]. lannas
TUBJIEKTpUUecKasi cpeia 00pabOTKM HaxXOIUTCS B
COCTOSTHUM JIBUKEHHS U TIOCTOSIHHOM LIUPKYJISIUH,
YTO MPUBOAMT K oxyiaxkaeHuro DU m marepuana
3arotoBku. OIHaKO MOTOK MAapOB CTAHOBUTCS TYyp-
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Puc. 1. DnexTpospOo3NOHHBIN UIaAM:

a — C TIOBEPXHOCTH 3arOTOBKH; O — C TIOBEPXHOCTH AJIIEKTPOIa-HHCTPYMEHTA

Fig. 1. EDM sludge:
a — from the workpiece surface; 6 — from the surface of the electrode-tool

0
Puc. 2. TloBepxHOCTh yacTul nuiama chepuieckoid opMbl IPH Pa3pyLICHUH:

a — ipu Macmtabe 5 MKM; 6 — Ipu MacIITade 2 MKM

Fig. 2. The surface of spherical sludge particles after destruction:

a —at a scale of 5 um; 6 — at a scale of 2 um

OyJICHTHBIM U MOXXET pacrajaThCs Ha MaJICHbKHE
yacTU—(paKn, TA€ KaXKIas 4acTh MOKET KOHJICH-
CHUPOBATHCS B KUIKOCTh U, KaK CIEACTBUE, B TBEP-
JI0€ COCTOSIHUE.

Kamns sxunkoro merania, CKOPOCTh OXJIaxjie-
HUSl KOTOPOM CHMIKAIOT Mapbl paboyeil *KUAKOCTH,
CIOCOOCTBYET CPepOUTH3AIIH U JCHAPUTHON JTHK-
Baruu vactuil. CHIDKEHUE Coiep)aHus pabdoueit
JKUJIKOCTH M TTApOB METAJIA MPU HU3KOW BXOIAIIEH
SHEPTHH TPUBOJUT K YMEHBIICHUIO KOJUYECTBA
YaCTHUIl C MEHBIIUM CpeIHUM pazMmepom. [lpu He-
BBICKOMX 3HAYEHHSIX YHEPTUU UMITYJbCA IIJIaM Obl-
cTpee 3arBepaeBaet. [Ipu 3ToM MOTOK MapoB mare-
puana u pabodeil )KUIKOCTH YBETUINBACTCS BMECTE
CO 3HAYEHUSMHU BXOJIHOM MUMITyJIbCHOU 3HEpruu [ 14,
15]. Tak xak OBW)KEHHE YACTHI] IUTaMa SIBIISICTCS

TypOYJIEHTHBIM, TO TIPOUCXOIUT UX CTOJKHOBEHUE,
B pe3yJbTaTe 4ero oOpa3yloTcsi TPEHIMHBI U BMS-
THUHBI Ha TOBEPXHOCTH YACTHIl JAHHOTO ILIaMma,
a TaKKe BOZHHUKAET CTPYKTypa BKIOYEHHI. PopMu-
pOBaHME AIEKTPOIPO3UOHHOIO IIJJaMa CYIIECTBEH-
HbIM 00pa3oM BIIMAET Ha CTaOMJIBHOCTH Mpoliecca
KII220 wu, xak cienctBue, MpOU3BOAUTEILHOCTD
00paboTKwu.

[ToBbIlIeHNEe TPOM3BOAMTEIBHOCTH TIpoIiecca
KII330 MmoxeT ObIThb JOCTUTHYTO HE TOJNBKO IIy-
TEM YBEIIMYCHUSI YHEPTUU UMITYIIECOB, HO U 32 CUET
WHTCHCU(UKAIIMA BBIBOJA TPOIYKTOB JPO3HH H3
MEXIJIEKTPOHOTO TIPOMEXKYTKA. YBETMUYEHHUE PO-
W3BOJIUTEIFHOCTH TPOUCXOIUT TIPH dPPEKTHBHOM
MIPOMBIBKE M CIIOCOOCTBYET HMHTEHCHBHOMY Yria-
JICHUIO M3 3a30pa 3pOoaupoBaHHbIX yacTuibl [TKM
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n OU. [IpoMbIBKa TakKe MPUHOCHUT YUCTOE TPAHC-
MHCCHUOHHOE Macjio B 3a30p W oxjaxaaer DU u
[TKM. Yem riyGke oOpaboTka, TeM TpyaHee obe-
CHEUUTh HAJJIEKAIL[yI0 IPOMBIBKY 30HBI 00pa-
00TKH. DTO, B CBOIO OYEpE/b, YBEIUYUBAET BPEMS
00paboTKH, YTO HETATUBHO CKA3bIBACTCS HA MPOMU3-
BOJIUTENBbHOCTH. [Ipu onpeneneHHbIX YCI0BUIX 00-
paboOTKH 3pOAMPOBAHHBIE YACTHUIIbl HAIIABISIIOTCS
Ha uznenue u3 [IKM. D10 npuBOAHUT K HEpaBHOMED-
HOCTH 00paOOTKH M CHUKEHHIO MPOU3BOAUTEIIHHO-
CTH WJIM BOBCE K €€ OCTAHOBKE.

[IpoMbIBKa  HIMPOKO  HUCIIOJIB3YeTCS  MpHU
KII320 rnybokux OTBEpCTHil, B TOM YHCIE MPHU
KII293 wu3nenuit n3 [IKM. Henocrarounas mpo-
MBIBKa CHUXaeT 3(PQPEeKTUBHOCTH YyJajeHus Ma-
Tepuaja, Tak Kak MaTepuall, KOTOpPbI OCTaeTcs B
OTBEPCTHUH, TTOBTOPHO pacIljIaBisieTcs B MOCeny-
IOILEM UMITYJIbCE U HAIUIABIISIETCS HA TIOBEPXHOCTh
AIIEKTPOIOB.

WNuTtencudukanus npomeiBku npu KII390 cno-
coOCTBYET YBEITMUEHHIO CKOPOCTH CheMa MaTepua-
Ja, 0OCOOEHHO B ITYOOKHX M Y3KHX MOJIOCTSIX INPHU
KIID20. B paborax [16, 17] ycraHoBieHo, 4TO
MIPOMBIBKA TIOAJIEP)KUBAET CKOPOCTh 3BaKyalluu
Matepuaia rnociue paspsaa. B padore [17] uccneno-
Bajics 3pdexT ckauka DU, KOTOpBI HCIIONb3yeTCs
JUISL 3BaKyallidl 3pOJUPOBAHHOTO MaTepuana IMpu
MOTPYKEHUHU 1101 aBieHrueM. CKOpOCTh IBUKEHUS
AIIEKTpOJIa BIMsIIA HA paclpeiesieHue 3poupOBaH-
HBIX YaCTHI], a aMIUTUTY/1a IBM)KEHUS BIIUsIIA Ha KO-
JIMYECTBO YUCTOTO JUDJIEKTPHKA.

B paGore [18] moka3ano majeHune 1aBIeHUS TU-
AIIEKTPUYECKON KHUJIKOCTH Ha IITyOWHE OTBEpPCTHS
U BIUSHUE TITyOMHBI OTBEPCTHUS Ha IaJicHUE JaBlie-
HUA. D70 Obuta motepst 15 % mnuHbl U3 HabmMIONA-
eMbIX 25 MM. YcTaHOBJIEHA Takke 0oJjiee BbICOKas
KOHIIEHTpAI¥s SpOAUPOBAHHOTO MaTepuaja B yrity
00pabotaHHOTO OTBEPCTHS (pHC. 3).

CrpyiiHass unu OOKoBasi MPOMBIBKA OCYILECT-
BJISIETCSl TPyOKaMU WJIM NMPOMBIBOYHBIMU COILIAMH,
KOTOpbIE HAMPABJISAIOT JUAIEKTPUUECKYIO KHUIKOCTh
B 3a30p, KaK MOKa3aHo Ha puc. 4.

OddextuBHOCTh IPoMBIBKH TTpu KII9D0 my-
6okux orBepctuil B [IKM mnpu cinoxHol reomer-
pPUHM KaHAJIOB MPOMBIBKH AJIEKTPOJIOB MPAKTUUECKU
HE uccieaoBaHa B mojHOM mepe. CyliecTBYIOINe
Monenu ipu 00padotke KIT930 ITKM moryT ObITh
MOJTyYEHBI C MOMOUIBI0 TEOPETUYECKOTO MOAEIH-
pPOBaHUS B MPOTPAMMHBIX CHUCTEMaX KOHEUHO-3JIe-
MEHTHOTO aHaJIu3a, B TOM 4YHciie Ansys.
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Puc. 3. YacTuuHas TpacCUPOBKA B 3a30p€ MEXK]Y SJICK-
TpomoM M 3aroroBkoil. CpenHee 3HAYEHHE CKOPOCTH
YaCTHII COCTaBIseT nMpuomm3uTensHo 0,75 m/c

Fig.3. Partial tracing in the gap between the electrode
and the workpiece. The average particle velocity is ap-
proximately 0.75 m/s

7

Puc.4. Cxema cTpyiiHoii nim OOKOBOI TPOMBIBKU

Fig.4. Scheme of jet or side flushing

AKTyaJIbHOH 3ajjaueil ABIISETCS MOJIy4EHHUE Te-
OpPETHYECKON MOJENH, MO3BOJIAIOIIEH OLIEHUTH
BIMSHUE CIIOCO0a MPOMBIBKA Ha 3(PQPEKTUBHOCTH
KII230 wuszpenuit n3 IIKM Ha oCHOBE UMCIEHHOTO
MOJIEIIMPOBAHMSI B IPOTPAMMHBIX CUCTEMAX KOHEU-
HO-3JIEMEHTHOI'O aHAJIN3a.

Llenv padompr: OBBILIEHUE PON3BOIUTEIBHO-
ctu npouecca KII930 uznenuii, BBIMOTHEHHBIX U3
ITKM.

3aoauu

1. IIpoBecTH TEOpETHUUECKUI aHAIU3 BIUSHUS
NPOMBIBKU (DOPCYHOK pabodeild KUAKOCTH Ha Mpo-
necc KIIDD0 wuspenuii, BeimoHEHHBIX 13 [TKM.

2. IIpoBecTH 3KCIIEPUMEHTAIILHOE HCCIIENO0BA-
HUe npousBoauTenbHoCTH pouecca KIT920 usne-
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nuii, BeimoiaHeHHbIX u3 [TIKM, u Bepudukanuio teo-
pernyeckoit Mozenu npoussoaurensHoct KITD30
W3JICTINI, BRITTOJTHEHHBIX 13 [IKM.

MeToanka uccjie1oBaHui

DKCIepUMEHTANIbHBIE HCCIEIOBAaHUS TPOBEE-
HBI 110 METOJIMKE, ONTMCAaHHOM B padorax [4, 5, 19].
Jlns mpoBeneHus SKCIEPUMEHTOB BbiOpaH DU u3
Mmeau M1 IT'OCT 859-2001. 3aroroBka BBIIOJIHEHA
n3 [IKM mapku BKVY-39. 3arotoBka noasepranach
00paboTKe Ha KOMUPOBAIHHO-IPOIIMBHOM 3JEK-
Tpo3po3uoHHOM cTtaHke Smart CNC npu nocrTosH-
HOoM HanpsbkeHud U = 50 B, BpeMeHM BKIIIOUEHUS
umiynsea 77 =100 mke u cune toka: [ = 10 A [4,
5, 19].

Jlis  TeopeTHueckoro MOJIENUPOBAaHUS TOTO-
Ka UCIOJb30BAJIOCh MPOrpaMMHOE oOOecrieueHue
ANSYS CFX 20.1. s BbIYUCIEHUS OCHOBHBIX
HaMpaBICHUI MOTOKAa U PaCIpeleleHUs] CKOPOCTH
B MEX3JIEKTPOIHOM 3a30pe BBIOpaHO TpaHChopMa-
topHoe macno (Engineer oil). Temneparypa macna
3aJaHa CTaHAapTHasI, paBHas 25°. J{71s Bcex ciryvaes
JlaBlIicHUEe paBHO 2,1 Kr/cMm® = 0,205 MIIa. Mone-
JUPOBaHUE pACIpeeTICHHs] TOTOKOB MPOBOAMIOCH
IpU TpeX 3HAUYeHUsAX MIyOuHBI 00padoTku (2, 10,
15 MM), a Takke IpU TpeX 3HAYCHUSIX YIJIa HaKJIOHA
dopcynok (15, 45,75°), cMm. puc. 2-4.

Henpro MomenupoBaHUsS SIBISETCS IMOJNy4YECHHE
TEOPETUYECKON MOJENIM paclpeaeseHus] MOTOKOB
paboueil )KUJIKOCTH B 30HE 00pabOTKH MpHU YCJIO-

TNEKITPOG UHCITIYMEHITT

Dopcyrra 1

OBRABOTKA METALLOV %

BUM M3MEHEHHMsI yIila MoJlaud MPOMBIBKU. s mo-
CTHKEHHUS 3aJ]laHHOW B paboTe 1eTu HEeoOXOIUMO:
MIOCTPOUTH TEOMETPUIO pacueTHOM 00JIacTH, 3a/1aTh
IpaHUYHbIE YCJIOBHS pacue€THOW MOJENH, MPOU3Be-
CTH pacueT MOAeNH /sl TTyOuHbl 00pabotku 2, 10,
15 MM 1 pacnionoxenueM popcynok 15°, 45° u 75°
OTHOCHTEJILHO OCH MHCTPYMEHTa (pHuc. 5).

Kak mnoxaszama »SKCIIepUMEHTANIbHAsT YacThb,
npoBefieHHast B paborax [4—6], uznenus uz [IKM
B nponecce KIIDDO CKIOHHBI K HaIlIaBICHUIO
nutaMa Ha 00pabOTaHHYIO MOBEPXHOCTh. JTO CBS-
3aHO C HEpalMOHAJbHBIM pacrnoiokeHueM ¢Gop-
CYHOK TPOMBIBKM M OOpa30BaHHEM 3aBUXPEHUI
B 30HE 00pa0OTKH.

MogenupoBaHue BBINMOIHIETCS MOCIE 3aJlaHus
MMEH TpaHUYHBIX TMOBEPXHOCTEH: CTEHOK JeTalH,
OU u ¢opcynok npombiBkH. [ns obpabotku 10
n 15 MM orpaHW4YeHus1 TEOMETPUM CXOXKH, OTHAKO
MEHSIETCSl TOJIBKO YTOJl pactojiokeHHsl (HopcyHOK
(puc. 6).

C uenbto 3amaHusl yCIOBUH g (OpCyHOK
npombiBku B karajore Ansys CFXPRE BrwiOpana
pabouas )KMIKOCTb — TpaHCPOPMATOPHOE MAacio
(Engineer oil). Temneparypa macna 3ajaHa CTaH-
JapTHasi, paBHas 25°.

Ha puc. 7 npencrasiena pacuetHas cetka. J[us
MIOCTPOEHUSI CETKHU 33JaéM MHHHMMAJIbHOE U MakK-
CUMaJIbHOE€ 3HAauY€HHE €AMHUYHOTO BOKCEa: min —
1 MM, max — 5 mMm. UgentuuHo nemaeM W JUIS
OCTaJIbHBIX pacyeTHhIX ciydaeB. [Ipu moxpenupo-
BaHUU TMPHUHATO, 4YTO (hopcyHKH OymyT paborarh

Popcyrka 1

Popcyrka 2 \ %

Poprypra 3 e \

i / Popcyrka 2

. " Popcyrka 3

s VAT L._,/_/J—ZA’_L/

=
\ Fexmpod dema/ib

Puc. 5. Monens 06pabotku, rae H — rimyonHa 00paboTku

Fig. 5. Processing model, where H is the depth of processing
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DIeKTpOoa HHCTPYMEHT

DIIEKTPOJL JETAIH

Puc. 6. 3ananne reoMeTpHUUECKUX OrpaHUYEHUI

Fig. 6. Processing model, where H is the depth of processing

3ona 0OpaboTkn ¢ max
pasMepoM Bokcena 4 MM

=
=

3onHa 00paboOTKH ¢ min
pasmepoM Bokcena | mMm

Puc. 7. Moaenb ceTku JJis pacyeTa

Fig. 7. Mesh model for calculation

C OIMHAKOBBIM JIaBJICHHEM M yTJIOM PACIIOJIOKEHUS
OTHOCHUTEIIBHO OCU WHCTpyMeHTa. [ Bcex ciy-
YyaeB JaBJICHUE WACHTHYHO U paBHO 2,1 Kr/em® =
= 0,205 MlIla.

[TokazaHo, uro B obmacTu 0OpabOTKH M B rpa-
HUYHBIX OOJACTSAX CETKa MPHUHSIA MUHUMAJbHBIE
3HAYCHUS, YTO YBEIWYUT TOYHOCTH MOJEIUPOBA-
Hus. OnHoda3HbI MOTOK padoyel KUIKOCTH Mac-
J1a MOZAETMPYETCS C UCIOIb30BaHUEM CTaHIAPTHON
MOJIENH TypOyJIEeHTHOCTH (puc. 8).

30 Tom 24 No 2 2022

l'eomeTpuueckue TaHHBIE MOTOKA Macia COOH-
paroTCcsl C MOMOILIBIO0 YBEIMYEHHOTO M300pa’keHus
MIOTIEPEYHOr0 CEYEHUsS IEKTPOJa U YIPOIIAOTCS
JUIsL YMEHBIIEHHsI BpeMEeHU BblunciieHui. Komnue-
CTBO 3JIEMEHTOB TETPAdIPUUECKON CETKU BapbU-
pyercs ot 7,8 10 6,4 MJIH 3JI€MEHTOB B OTBEPCTUU
3arOTOBKH COOTBETCTBEHHO T€OMETPUU OOBEMHOTO
MIOTOKA M3-3a HEOOJBIINX TEOMETPUIECKUX 0COOEH-
HOCTEel BHYTpHU 30HBI 00paboTku. PacueTsl nmpoBo-
nstest B Mmoayiie Ansys Fluid Flow.
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v (6@ Mesh
> @ cRx.cmdb
1 Connectivity
v (@ Simulation
v & Flow Analysis 1
® Analysis Type
v [/]6 Default Domain
[P inlet
[ inlet2
V1P outlet
MIie wal1
£ wall2
wall3
wall4
¥ Interfaces
v Solver
2™ Solution Units
£ Solver Control
1l Output Control
& Coordinate Frames
4] user Locations
[ Transformations
> Materials
[8] Reactions
v (%] Expressions, Functions and Variables
(% Additional Variables
Expressions
User Functions
User Routines
v (@ Simulation Control
[3 Configurations
> [ case Options

Puc. 8. JlepeBo OCTpOCHUS pacdeTa ¢ KOHETHOU MOMIEITHIO
monyinst CFXPRE

Fig. 8. Calculation construction tree with the final model
of the CFXPRE module

PesyabTarsl ux 00cy:Ka1eHue

Ha ocHOBe MoiTy4eHHBIX TaHHBIX YCTAaHOBIICHO,
yTo 1pu 0Opaborke obpazua uz [IKM nHa rmyOu-
HY 2 MM BIMSHHE yIJIa PacloNIOKeHUs (HOpPCyHOK
Ha 3((HEKTUBHOCTH MPOMBIBKU HE SIBIISIETCS CyIIle-
ctBeHHbIM. Ha puc. 9—11 nokasano, 4to mpeobma-
JlaeT JJAMUHAPHOE TCUCHUE JKUKOCTH.

an i Labrerue M)
ar
ar
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20 0
Haxonnerrel Bpererrod taz

a

ITpu rny6une obpabotku 10 MM ycTaHOBIIEHO,
4yT0 A7 (OPCYHKH, PACHOJIOKEHHON MOJ YIVIOM
15°, mpeobnagaer naMHHApHOE IBM)KEHHE pado-
yeil xuakoctu. TypOyneHTHocTh oOpasyercs B
30He 00pabOTKH, IJIe CTAJIKMBAIOTCS MOTOKU JIBYX
¢dopcyHok. OT™MeueHo, 4To UIsi GOPCYHOK, pacro-
JIOKEHHBIX 1MOJ yraMu 45 u 75°, TypOy/leHTHOCTh
o0pa3yeTcss B MEXIIEKTPOJAHOM 3a30p€ U BIEYET

Puc. 9. TnyOuna 2 MM, yron pacnoioxeHus GopcyHok 15°:

a — pacyeT JaBJICHUA pa6oqe171 KUOKOCTH, 6— MOJCIIN PACIIPCACIICHUS TTOTOKOB

Fig. 9. Depth 2 mm, nozzle angle 15°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 10. Tnyouna 2 MM, yroJ pacroiioxkeHus GopcyHoK 45°:
@ — pacyet AaBJeHHUs pabouei KUIKOCTH; 6 — MOJIEIH PaCTpe/IeNeH s TOTOKOB
Fig. 10. Depth 2 mm, nozzle angle 45°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 11. I'myObuna 2 MM, yron pacrnonoxeHus popcyHok 75°:

a — pacueT JaBleHHs pabodeil KHUIKOCTH; 6 — MOJICTH PACIIPEeTICHHIS TOTOKOB

Fig. 11. Depth 2 mm, nozzle angle 75°:

a — calculation of the pressure of the working fluid; 6 — flow distribution models

3a cOOOM HE3HAUYUTENIbHOE CHMYKEHHE JIaBJICHUS.
BoiBog nmama u3 30HBI 00paOOTKM 3aTpyiHEH
(puc. 12-14).

Ha puc. 15-17 noka3zaHno, uto npu riayOuHe 00-
paGotku 15 MM 1 OpCyHKH, pacHONOKEHHON
noJ ymioMm 15°, maMMHapHOE IBHKEHHE PE3KO Iie-
pexoaut B TypOyneHTHoe. B 30He 00paboTku, rae
CTaJIKMBAIOTCS ITOTOKH JABYX (POPCYHOK, ITOJIHOCTBIO
npeoOnagaer TypOyJIeHTHOE JABMXKEHHE. YCTaHOB-
JIEHO, YTO IpU 00pabOoTKe OTBEPCTUH AAHHOW ITy-
OMHBI U BBIIIE PACHOIOKEHHE (POPCYHOK O] YIIIOM
45 1 75° OTHOCHUTEIBHO OCH MHCTPYMEHTA HELEIle-
co00pa3HO B CBSI3U C BBICOKOM TypOYJIEHTHOCTBHIO

32 Tom 24 No 2 2022

MIOTOKA M HOTepel JaBiieHHsl TPaHC(HOPMATOPHOIO
Macia B 30He o0pabotku (puc. 15-17).

W3 npencTaBieHHbIX PUCYHKOB MOXHO CIeNaTh
BBIBOZI, YTO IPHU PACIOJOKEHUU (POPCYHOK O]
yrioM 45 u 75° npeobnanaeT TypOyJIeHTHOE JIBHKe-
HUE, KOTOPOE BJIEYET 32 COOOM CHIKEHHE JIaBICHUS.
3HaueHue JaBineHus i GOPCyHKHU B 75°He NPEBbI-
cuio 0,07 MIla, B To BpeMs kak ¢opcyHka B 15°
obecrieynsia pallMOHaIbHOE JIaBICHUE B 30HE 00pa-
ootku ot 0,1 g0 0,2 MIIa.

[Toka3zaHo, 4To pacnosiokeHue (POpCyHKH IOJ
yrioM 75° st 00paboTku oTBepcTuii rry6oxke 10 Mm
YMEHBIIIAeT JaBlieHHE B 30He 00padOTKU B /1Ba pasa.
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Puc. 12. T'my6una 10 mm, yroin pacnonoxenus (GopcyHOK 15°:
@ — pacyeT AaBICHHS paboyeil JKUAKOCTH; O — MOJEIN PACIIPE/ICIICHHUsI IIOTOKOB
Fig. 12. Depth 10 mm, nozzle angle 15°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 13. Tnyouna 10 mm, yroi pacnoioxeHus GOpcyHoOK 45°:
@ — pacyer AaBJeHuUs pabouei JKUIKOCTH; 6 — MOJIEIH PAaCIpe/IeNeH s TOTOKOB
Fig. 13. Depth 10 mm, nozzle angle 45°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 14. Tnyouna 10 mm, yroi pacroioxenus GOpcyHoK 75°:

@ — pacder JaBleHHs paboUei KHUAKOCTH; 6 — MOZICIH PACIIPE/ICIICHHS [IOTOKOB
Fig. 14. Depth 10 mm, nozzle angle 75°:

a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 15. Tnyouna 15 mm, yroa pacnonoxkeHust popcyHok 15°:
@ — pacueT JAaBICHUs padoyueil >KUAKOCTH; O — MOJIEIN PACIIPE/ICIICHNUSI IIOTOKOB
Fig. 15. Depth 15 mm, nozzle angle 15°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 16. I'mybuna 15 MM, yrou pacrioyioxenus (opcyHOK 45°:
a — pacyeT JaBieHuUs paboyel KHUIKOCTH; 6 — MOJICIH PACIIPEACIICHNUS TOTOKOB
Fig. 16. Depth 15 mm, nozzle angle 45°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
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Puc. 17. Tnyouna 15 mm, yroa pacnonoxeHust popcyHok 75°:
a — pacueT AaBICHUs paboyueil >KUAKOCTH; O — MOJIETIN PACIIPE/ICIICHNUSI IIOTOKOB
Fig. 17. Depth 15 mm, nozzle angle 75°:
a — calculation of the pressure of the working fluid; 6 — flow distribution models
Tom 24 Ne 2 2022
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Jlist o6paboTku oTBepcTUit mIyOke 15 MM pacmo-
JnoxkeHrue (HOPCYHOK IMOA YIIoM 75° KpPUTHUECKH
BJIMSET Ha JaBJICHHE, CKOPOCTh paboyei KUAKOCTH
U 3BaKyallMy 3pOAMPOBAHHBIX YaCTHIl U3 30HBI 00-
pabOTKH, YTO HEraTUBHO CKA3bIBAETCS HA MPOU3BO-
JUTEIBHOCTH.

Jlis yTOUHEHHS TEOPETUUYECKOr0 MOENINPOBa-
HUSl TPOBENEHBI AKCIEPUMEHTAIbHbIE HCCIIEI0Ba-
HUS 110 U3MEpeHHIo npoussoautenbHoctu KIID20
uznenuit uz [IKM (puc. 18).

OpPOHIBOIHTEIBHOCTD, Q, MM/MHE
2

OBRABOTKAMETALLOV ~ CM

2. YcTaHOBJEHO, YTO IpHU yOuHE 00paboTKU
2 MM pacnojoxeHue (GOpCyHOK He BIMSAET Ha Ka-
YECTBO IPOMBIBKH U Ipon3BoauTenbHOCcThE KIT920
I[IKM BKYVY-39. IIpeobnasaeT 1aMMHapHOE T€UEHUE
AKHUJIKOCTH.
3. Ilokazano, yto npu KIID920 IIKM BKY-39
Ha mryouny 10 u 15 MM pacnonokeHue (popcyHOK
BIIUSIET HAa Ka4€CTBO IIPOMBIBKH M IPOU3BOJUTEID-
HocTh KIIDDO0 TIKM BKYVY-39. Haubonbuiee 3Ha-
YeHWE MPOU3BOJUTEIBHOCTH JOCTHraeTcs IpHU
pacronoXeHuu (GOpPCyHOK IO

yrmom 15°. Jlns oGpabGoTku OT-

18

BepcTuii myonHou 10 MM u Oosnee

16
14

IT0J HAKTOHA

1.2

dopcvaOR

CTOUT YUYHUTHBIBATb YIOJ HaKJIOHA
m]s5°

1

s dopcyHku npombIBKH. s ad-

08
06

750 (dexTrBHOI 00pabOTKH W3 30HBI

04
02
a

rayouHa
obpaborrn 2 MM

raybuHEa
obpadorkn 10 MM

raybuHaa

Puc. 18. 3naueHus BeTUYUHBI IPOU3BOUTEIBHOCTH

Fig. 18. Performance values

[Tokazano, yTo mpu 00pabOTKE OTBEPCTHI ITy-
OMHOI 2 MM 3Ha4Y€HHUE yIJIa HAKJIOHA (POPCYHKHU IPO-
MBIBKHU HE BJIMSAET Ha MMPOU3BOAUTENIBHOCTE DD0.

D¢ dexr BusSHUS yIiia HAKIOHa (GOPCYHOK TPO-
apisiercs npu KII920 wa miyOuny 10 u 15 mm.
HaOmromaercss CHMKCHHWE BEIUYMHBI  3HAYCHHS
npousBouTesbHOCTH Tmponecca KIIDD0O B cBi-
3U C 3aTPyIHEHUEM MPOMBIBKHA MEXKAIIEKTPOIHO-
ro NpOCTpaHCTBa OT nuiama. OTMedeHo, 4To s
00paboTku oTrBepcTuil ryomHou 10 MM u Gomee
CTOUT YYUTHIBATH YroJ HakKIOHa (DOPCYHKH TPO-
MBIBKH, a JUIsl 3PEKTUBHON 00pabOTKH U3 3a30pa
HEOOXOAMMO YOAIUTh SPOAUPOBAHHBIC YaCTHIIBI.
B nporecce npoBeaeHus IKCIEPUMEHTAIBHOTO UC-
ciefoBaHMsl MpHU 00pabOTKE OTBEPCTHM ITyOMHOM
15 MM HaOMIOOAIMCh HAIMIAHUA HiIama Ha DU,
a Takke 3ambikanue npouecca KII920, Bo3HukHO-
BEHHE BTOPUYHBIX Pa3psA0B B 30HE 00pabOTKH, 4TO
BBI3BIBAJIO OCTAHOBKY Iporiecca 00padoTku. [Tomy-
YEHHbIE SKCIIEPUMEHTAIbHBIE IaHHbIE TTOATBEPK/Ia-
0T Pe3yJIbTaThl TEOPETUYECKOTO MOJICIIMPOBAHUS.

BoiBOABI

1. [Tony4ena TeopeTndecKkast MOJIENb, OTIMCHIBA-
o1as npouecc npoMbIBKU 30HbI KITDDO0 s pas-
JMYHOU ITyOMHBI 00paOOTKH U pacnoiaoxeHus ¢hop-
CYHOK IoJ1aul paboueil >KuAKOCTH.

obpadoTku 15 MM

00paboTKN HEOOXOIUMO YNAJATh
3poaupoBaHHble YacTulpl. [lpu
o0OpaboTtke moj yrmioM 45 u 75°
BO3HHMKAET TypOyJleHTOE TEeUeHHE
JKUJIKOCTH, & TaKXKe BEPOSTHOCTh
BTOPHUYHBIX pa3psA/ioB. DKCIEpH-
MEHTAJIbHO TMOATBEPKAEHO HaJu-
MaHue NuiamMa Ha MoBepXHOCTH DU U BO3HUKHOBE-
HUE 3aMbIKaHUA U, KaK CJIEJICTBUE, HECTAOMIIbBHOCTH
nponecca KIIDD0 wmzpemuit uz IIKM BKY-39.
s 06paboTku oTBepcTHil TryOuHON 15 MM pac-
MoJiokeHne (HOPCYHOK MO YIIoM 75° KpUTHUECKH
BJIMSIET Ha JaBJIEHUE, CKOPOCTh paboyeil HKHUIAKOCTH
Y 3BaKyallio pOJUPOBAHHBIX YACTHUI] U3 30HBI 00-
pabOTKH, YTO HEraTUBHO CKA3bIBAETCS HA MPOU3BO-
JUTEIBHOCTH.

4. [IpoBenieHHbIE 3KCIIEPUMEHTANIbHBIE HCCIIE-
JIOBaHUS TOKA3bIBAIOT pabOTOCIIOCOOHOCTh TOMY-
YEHHOW TEOPETUYECKOM MOJENIN. YCTaHOBJEHO,
YTO MpU 00pabOTKe IITyXHX OTBEPCTHH IITyOHMHOM
nopsiika 15 MM HE0OXOIMMO YCTaHABIIUBATH YTOJ
(dbopcynkun Ha Benmuuuny 15°. Ilpu manHOM pactmo-
J0KeHUU (POPCYHOK 3HAUEHUE AABICHUS KHUIKOCTH
Y BBIBOJI IIJIaMa SIBJISIFOTCSI CTa0MIIBHBIMU, obecrie-
YUBAETCS HaWOOJIbIIAs MPOU3BOAUTEIBHOCTD TMPHU
KIT220 riybokux oTBEpCTUN B M3ACIUSIX, BBIIIOJ-
HeHHbIX u3 [IKM BKYVY-39.
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Introduction. Polymer composite materials (PCM) are used to improve the mechanical properties and increase
the working period of products. For the processing of products made of PCM, the use of electrophysical processing
methods is standard. One of these methods is copy-piercing electrical discharge machining (EDM). The use of
such methods for processing PCM is due to its high physical and mechanical characteristics and the complexity of
processing by blade methods. Considering the fact that the PCM element is a binder — epoxy resin, which is destroyed
at the edges of the resulting holes and grooves during EDM, PCM can be considered difficult to process. During
the EDM of holes in PCM products, the temperature rises, and inefficient cooling often occurs in the processing
zone. The paper is devoted to theoretical simulation in the Ansys package, which makes it possible to evaluate the
impact of flushing method on the efficiency of the EDM of PCM products based on numerical simulation in finite
element analysis software systems. The aim of the work is to increase the productivity of the processes of EDM for
PCM products. Methods. Experimental studies were carried out according to the method of a classical experiment
on a copy-piercing electrical discharge Smart CNC machine. The workpiece was processed at a constant voltage
U= 50V, pulse on-time 7. = 100 ps and current: / = 10 A. For theoretical simulation of the flow, the ANSYS CFX
20.1 software was used. Flow distribution simulation was carried out at three processing depths (2, 10, 15 mm), as
well as at three nozzle inclination angles (15, 45, 75°). Results And Discussion. The analysis of the data obtained
showed that in the case of the EDM of PCM, the angle of the location of the flushing nozzles should be taken
into account in order to increase the productivity of processing deep, blind holes. It is established that the highest
performance value is achieved when the nozzles are located at an angle of 15°. The laminar motion prevails. With
this arrangement of the nozzles, the value of the liquid pressure and the removal of the sludge are stable both with
the EDM of PCM to a depth of 2 mm, and when processing to a depth of 15 mm. It is noted that for processing holes
with a depth of 10 mm or more, it is worth considering the angle of inclination of the flushing nozzle for effective
processing, it is necessary to remove eroded particles from the gap. In the process of conducting an experimental
study, when processing holes with a depth of 15 mm, sticking of sludge to the electrode-tool was observed, as well
as the closure of the EDM process, the occurrence of secondary discharges in the processing zone, which caused the
processing to stop.

For citation: Shlykov E.S., Ablyaz T.R., Muratov K.R. Theoretical simulation of the process interelectrode space flushing during copy-
piercing EDM of products made of polymer composite materials. Obrabotka metallov (tekhnologiya, oborudovanie, instrumenty) = Metal
Working and Material Science, 2022, vol. 24, no. 2, pp. 25-38. DOI: 10.17212/1994-6309-2022-24.2-25-38. (In Russian).
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