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CDuHchupoeaHue

BBenenue. Pa3BuTHe COBPEMEHHOrO MAIIMHOCTPOCHHUS BBI3BIBACT HEOOXOAMMOCTH CO3JAaHMS MATCPUAIOB,
00MaJaromuX KOMIIICKCOM TaKHX CBOWCTB, KaK MPOYHOCTb, KOPPO3HOHHAs CTOWKOCTb, TEMIOHNPOBOAHOCTS,
JKapOIPOYHOCTh, U3HOCOCTOUKOCTh W Ap. IIpH M3rOTOBICHHH HOBBIX BHOB M3JCIHIH, OOIaAIOMINX CIOKHBIM
npoduiem, MMPOKOE NPUMEHEHHE HAXOAAT OMMeTaindeckue marepuainbl. J[ns oOpaboTKM Takux H3ICIuit
LEeNeCO00Pa3HO MPUMEHATH EKTPO(UINUECKUE METOABI 00padOTKM, OAHUM M3 KOTOPBIX SIBISETCS TEXHOJOTHUS
KOIHMPOBAJIBLHO-IIPOIINBHOM 3NEKTpodpo3noHHOi 00padotku (KI1950). B nacrosmee Bpemst meron KIID30
SBISICTCSL OJHMM M3 CaMbIX DACIPOCTPAHCHHBIX METOJOB O0OpabOTKM COBPEMEHHBIX MarepuanoB. Crarbst
NocBsieHa noseieHuo 3¢ dexruBrocti KIIDD0 OuMeTamuinueckux MaTepruaoB TUIA CTanb-Meb. [IpeqveramMu
HCCIICIOBAHUS  SIBISIOTCS: HCPABHOMEPHOCTh ChEMa MaTepHaia OOpabOTaHHON ITOBEPXHOCTH, MapameTp
mepoxoBaroct npu KII930 Oumerainnyeckoro marepuana THIA CTalb-MEAb HPU PA3IUYHBIX PEKUMAX
3JIEKTPOIPO3NOHHOM 00padoTku. Llesibio padoThl sBiseTcs MOBbBILICHHE d(D(GEKTHBHOCTH M TOYHOCTH Ipolecca
KII230 cnokHONPOGHUIBHBIX OMMETAUIMYECKUX M3/CNUH 3neKTpogaMu-uHcTpymentamu (OUW) ¢ pas3nuuHbIMH
(H3MKO-MeXaHNYECKUMHU CBOHCTBaMH. MeToabl. DKCIEPHMEHTAIBHBIC HCCIICIOBAHHS MPOBOAMINCE 10 METOLY
KJIACCHYECKOTO OKCIEepUMEHTa. JIsi MPOBENCHHS SKCICPHMEHTOB HCIIONB30BAIN KOMHMPOBAIBHO-IPOIINBHOM
3NIEKTPOIPO3nOHHBIH cTaHok Smart CNC. B kaduecTBe OuMeTanieckoro 00padarsiBaeéMOro U3Aens HCIOIb30BaHa
CTajbHAs TMOJIOXKKA C HAIUIABICHHBIM IMOKpbITHEM. Marepuan ocHOBbI — crans 09I'2C, marepuan HariaBKu —

PaGoTa BbIMONHEHA IPH MOAAEPIKKE
rpanta [Ipesunenta P® mo rocymap-
CTBEHHOH MOIAEPIKKE MOIOIBIX POC-
CHHCKUX yYeHBIX — KaHAUIATOB HAyK
Ne MK-2072.2019.8

Mmens M1. B kayecTBe 31eKTpo0B-MHCTPYMEHTOB MCIONB30BaNu: cTanb 20; nropantomunuii Mapku /[16; mens M2.
Pesyabrarbl U 00cy:xneHus. PaspaboraHa TeopeTnyecKkas MOJCHb, MO3BOILIONIAS PACCUMTATh BEIUYHHY ChEMa
OMMETaTTMYEeCKOr0 MaTeprala CTajlb-Meb B 3aBUCUMOCTH OT pexxumMoB KIID30 u marepuana DU. CxomumocTth
TEOPETHUCCKOH MOZECIH C pe3ylbTaTaMU JKCIEPUMEHTOB cocTaBiaieT 15 %. IIpoBemeHo sKCIepHMEHTAaIbHOE
uccienoanue u3noca DU npu KIIDD0 Oumerauimueckoro Marepuaia CTalb-MeIb B 3aBUCUMOCTH OT PEXUMOB
obpadotku u marepuana DU. Yceranosneno, uro npu KII930 mexnsiv DU Ha pexxumax med m max usnoc DU
muHuMaseH 1 coctasiser 0,03...0,05 Mmm coorBeTcTBeHHO. [IpoBeEH pacyeT mapaMeTpoB MEpOXOBATOCTH U aHAIIU3
00paboTaHHOHU MTOBEPXHOCTH OMMETAIUTHYECKOr0 Martepuaia cTaib-meab KIIDD0 Ha pasHbIX pexnmax o0paboTku
DU ¢ pa3nuuHbIMU 3MEKTPOYUIHYECKUME CBOHCTBAMMU.

Jnsa uutupoBauus: [llrvikos E.C., A6nsz T.P. KOMIUIEKCHBIH aHaNIM3 Ipolecca 3JICKTPOIPO3HOHHOW 00padOTKH OHMMETAITHYSCKOTO
Marepuana cranb-mMens // O6paboTka MeTaioB (TexHoiorus, odopynosanue, HHCTpyMeHTHI). — 2020. —T. 22, Ne 1. — C. 16-26. — DOI:
10.17212/1994-6309-2020-22.1-16-26.

[Ipu M3TOTOBIICHWW HOBBIX BHJIOB W3JIEIHA, 00Ja-
JAIONINX CIIOKHBIM TIpoduiIeM, MUPOKOe TpHUMe-
HEHHUE HAXOIAT OMMeTauTMuecKkue Marepuainsl [1].
Takue MaTepuabl U3rOTABIMBAIOTCS COCTUHEHUEM
Pa3HOPOIHBIX METAJUIOB B CIWHYIO KOMITO3HUIIUIO,
COXPaHSIONIYIO HAJIEKHYIO CBS3h 2, 3].

[Ipu TpanuunoHHOMN Ne3BUITHON 00paboTke Ou-
METaJUTMYCCKUX H3ACIUN CIOKHOTO MPOPWIS He-
M30€XKHBIM SBJISCTCS HAIMIKME YIApPHBIX HAIPy30K B
30HE PE3aHbs, YTO MPUBOINT K CHIDKCHUIO Ka4eCTBA
00pabOTaHHOW TTOBEPXHOCTH M YBEITUYCHUIO U3HO-
ca MHCTPYMEHTA. 3a9acTyI0 TBEPIOCTh HEKOTOPBIX
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OMMETasIOB, B TOM YHCJIC HAIUIABJIEHHBIX TOKPHI-
THAW, TPEBBIMIACT Tpeaea Ux o0padaThIBaeMOCTH
JIE3BUHUHBIM HMHCTPYMEHTOM, COOTBETCTBEHHO HX
00paboTKa TpaAUITHOHHBIMA METOJJAMU CTAHOBHUTCS
HEBO3MOXKHOM [4—6].

Jnst pemieHuss JaHHOW TIPOOIIEMBI BO3MOXKHO
MPUMEHEHNE KOMMUPOBATHHO-TIPOIIMBHON AJIEKTPO-
apo3uoHHOM 00padotku (KIID20) [7]. B macto-
smee Bpemst meton KIIDD0 sensgercs ogHuMm u3
CaMBIX PpacCIpOCTPAaHEHHBIX METOIOB OOpPaOOTKH
W3JIeTNH, BBIMOTHEHHBIX W3 COBPEMEHHBIX OnMe-
Tammdeckux marepuanos. [Ipu KIIDD0 uznennid,
BBITIOJTHEHHBIX U3 OMMETAINTMYCCKUX MaTepUalioB,
¢dusnyeckue mpoliecchl, MpoTeKarole Ha oOpa-
OaTpIBaeéMON TOBEPXHOCTH, OTIMYAIOTCS OT TIPO-
IIECCOB, XapaKTEePHBIX MPU 00pabOTKe U3MENTUN W3
onmHopoaHoro marepuaina [8—10]. Dto cBs3aHO C
TEM, YTO KOMIIOHEHTHl OMMETAINTUYECKOTO MaTEPH-
ana o0najgaroT pasHbBIMH (DU3UKO-MEXaHUYECKUMU
CBOWCTBAMM U DIEKTPOIPO3HMOHHON 00pabarThiBa-
eMocThio. B pabore [11] ycraHOBi€HO, 4TO cunTas
AJIEKTPOIPO3UOHHYIO 00OpabarbiBaeMoCTh ctanu 40
3a €IUHUITY, MO)KHO TIPHHATH 3JIEKTPOIPO3NOHHYIO
00pabarpIBa€MOCTh JIPYTHX METAIOB B CIIEIYIOIIEM
COOTHOIIIEHHUH: TBeP/IbIH crutaB — (,5; Bombdpam — 0,3;
tutad — 0,6; mens — 1,1; naryns — 1,6; Hukens — 0,8;
ATIOMHUHNN — 4; MarHuii — 6. B cBsi3H ¢ 3TUM niporiecc
KII220 cnoxxHOMpOohUIbHBIX W3, BHITIOTHEH-
HBIX U3 OMMETAJUIOB C pa3uYHON 0OpabaTbiBaeMo-
CTbIO, OyIeT MPOTEeKaTh HEPABHOMEPHO.

B cBs3u ¢ TeM 4YTO ANEKTPOIPO3UOHHAS CTOM-
KOCTh DJIEMEHTOB, BXOIAIIMX B COCTAaB W3JEIHS,
BBIMIOJTHEHHOTO U3 OMMETANIMYEeCKOro Marepuala,
pasnnuHa, B npouecce KIIDD0 snekrpon-nHCTpy-
MeHT (OW) moaBepraercs HEpaBHOMEPHOMY U3HOCY
[12—14]. B mponiecce KIT920 mnaBuTcs HE TOIBKO
oOpabatbiBaeMblii OMMeTaNInYeCKUid MaTepua, HO
Y HETIOCPeICTBEHHO caM DU, 4yTo BEAET K HEpaBHO-
MEpPHOMY €T0 M3HOCY TpH 00pabOTKe TaKuxX H3Jie-
muit [15]. HepaBHoMepHbiit n3HOC DU npuBOoauT K
CHIDKEHHIO KauecTBa 00paboTaHHON MOBEPXHOCTH,
YMEHBIIIEHUIO TPOU3BOJUTEIHFHOCTH W TOYHOCTH
[16—18]. B Hacrosiee BpeMst He 710 KOHIIA U3yYEH
BOIIPOC AIEKTPOIPO3UOHHON 00pabOTKH OmMMeTa-
JMYECKUX MaTepuasoB.

PaznopoaHOCTh M3/eNHiA, BRIMTOTHEHHBIX U3 OH-
MeTa/NINYeCKUX MaTepuasoB, HE MO3BOJSET B MOJI-
HOM Mepe MpOTrHO3UpPOBaTh IMOKA3aTeNIH KauecTBa
U TOYHOCTH Tpu pazpaborke TexHonoruu KIID20
TaKUX W3JCITUN C TPUMEHEHUEM TPaJIUIIHOHHBIX
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TexHojornueckux Tabmuil [18]. B cBsa3u ¢ stum
JIOCTAaTOYHO CJIOKHO BBIIEPKUBATH KPUTEPUH Ka-
YecTBa MPU BBICOKMX [OKa3aTeNsixX IPOU3BOIU-
TEIBHOCTH, YTO MPUBOIUT K YBEIMYEHUIO BPEMEHU
OCBOEHHUS HOBBIX W3JIEIUNA U MOHIKAET 3PPeKTHB-
HOCTB TIpon3BocTBa [ 18-22].

AKTyallbHOM 3ajadeld SBIAETCA MOJy4YeHUE
TEOPETHUYECKOW 3aBUCUMOCTH BIIUSHHS PEKUMOB
KII220 Ha npou3BOAUTENBHOCTD MPOIIECCa, a TaK-
e Ha (opMHpoBaHME MTOKa3aTesel kauecTBa 0opa-
OOTaHHBIX TMOBEPXHOCTH W3/EJIHH, BBIIOIHEHHBIX
13 OUMETANTNYECKUX MaTeprasosB.

Ilenv padomer: moBbILIEHUE >PPEKTUBHOCTH
u TouHoctu mporecca KIIDD0 Oumerammmaeckux
U3JENUNA AIIEKTPOJaMU-UHCTPYMEHTAMU C pa3iny-
HBIMH (PU3UKO-MEXaHUYECKUMHU CBOMCTBAMHU.

3aoauu

1. PazpaboTaTh TEOpETHYECKYIO MOIENb, II0-
3BOJISIFOIIYIO OMHCATh B3aUMOCBSI3b TPOU3BONIU-
TEIBHOCTH ChEMa OMMETaJUIMYEeCKOro marepuasa
CTajJb-Me/b B 3aBUCUMOCTH OT pexknuMoB KIID20 un
Marepuaina JU.

2. DKCIEpUMEHTAIbHOE HCCIIEIOBAHUE H3HOCA
OU mpu KIIDD20 Oumeramnyeckoro mMarepuaia
CTajb-Melb B 3aBUCUMOCTH pexumMoB KIID30 u
Marepuaia JU.

3. IlpoBecTn aHanM3 MapamMeTpoOB KauyecTBa M
pacdeTr mapaMeTpoB IIEPOXOBATOCTH 00paboTaH-
HOM MOBEPXHOCTH OMMETAJIIMYECKOTO0 MaTepuaja
ctanb-Meab KII930 Ha pa3HbIx pexxumax 00padboT-
k1 DU ¢ pa3nu4HbIMU 37eKTPOYU3NUECKUMH CBOM-
CTBaMH.

MeToauka uccJie10BaHui

B kauectBe Ommerammmueckoro odpabarbiBae-
MOTO H3JICHS MCIOJb30BaHA CTAJIbHAS TOIOXKKA
C HaIIaBJICHHBIM TIOKPBITHEM. MaTepuan OCHOBBI —
cranb 0912C, TOCT 19281-89. Marepuan Harias-
ku — meap M1, T'OCT 859-2001.

O0paboTKy OMMETaUIMYECKOH 3aroTOBKH OCY-
IISCTBIISIM Ha KOMUPOBAJIBHO-TIPOLTUBHOM DJIEK-
Tpo3po3uoHHoM ctanke Electronica Smart CNC.

B xauectBe DU ucnonwzoBanu: crans 20 'OCT
1050-88; menp M2 I'OCT 859-2001; mropanromu-
Huit J[16 T'OCT 4784—74. lnametp DU cocrapisin
8 MM; 3aanHas ryouHa oOpaboTku — 5 MM. PaGo-
yas xkuakocth (PXK) — tpancdopmaTopHoe macio
EDM Oil — IPOL SEO 450. B Ta6n. 1 mpencrasie-
HbI pexxuMbl KIT920.
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Tabnuma 1
Table 1
Pexumbl KIT990 OumeTaninyeckoro Marepuasia

Processing modes bimetallic material

Pexnm T, MKC Ip, A U,B
MuHUMaTEHBIN 1 0,5 50
MenuanHeIi 100 3 50
MakcumanbHbIi 750 20 50

UccnenoBanne penbeda oOpabOTaHHBIX MO-
BEPXHOCTEH 00pa3IoB MPOBOIUIN HA CKAHHPYIO-
ieM JJIEKTpOHHOM Mukpockore (SEM) Phenom-
WorldG2 ProX mnpu yBenuuenusix x500-4000 wu
yckopstouiem HanpsbkeHun 15 kB. IllepoxoBarocTth
nosepxHoctH nociie KITD30 onenuBanu ¢ nomo-
IO JIA3EpHOT0 CKaHUpYIOLero Mukpockona Lext
OLS4000 ¢pupmer Olympus Ha 3D-moznenu n3obpa-
JKEHUsl TOJYYEHHON MPHU TMOMOIIU MPOTPAMMHOIO
moxynst 3D Roughness Reconstruction.

N3noc DU 3amepsiin Ha KOOpAUMHATHO-U3MEPHU-
tenpHOM Mamuue Carl Zeiss Contura G2.

Pa3zpaboTka TeopeTnyeckod MOAENU IMPOBOAU-
JaCh COIVIACHO METOJIMKE, TPEJCTaBIEHHON B pa-
6ore [11]. HauanbHble yCI0BUS U AOMYIICHUS TE€O-
peTHUeCcKoi Mojenu: oTcyTcTBrue nuddy3noHHOTO
cios, OV ogHOpONIEH U COBEPILAET MOCTyHaTelb-
Hoe ABMXeHue, cBoiictBa PXK onnHakoBbl 1o Beei
JUTMHE 3a30pa Mexxay DU 1 3aroToBKoii.

O6pabareiBaeMble TOBepXxHOCTH DU 1 3aroToB-
KM MOTYT OBITH 3a/IaHbI TAKUMHU HESBHBIMU (DyHK-

USIMHU, KaK:
Fyy(x, y, z+h, h) =0,
1
F, (x,y,2 h)=0, ()

TJE X, V, Z — AEKapTOBBI KOOPJAUHATHI TOUEK, PACTIO-
JIO)KEHHBIX Ha MOBEPXHOCTH OW M 3aroToBKH;

h =L§ Vout(dt) — paccrosaue, npoiinennoe DU

BJIOJIb OCH z; Vg (1) — ckopocTh nepemernerus DU

B Iporiecce 00paboTKu; ¢ — BpeMs.

Pe3yabrarsl HX 00CyxKAeHUE

Tak kak ciaou OUMMETAIUIMUYECKUX W3IEIUN
pa3IUYaAOTCS MO CBOMM (PU3UKO-MEXaHUUYECKUM
CBOWMCTBAM H TIO JJICKTPOIPO3MOHHOW o0Opabda-
THIBAEMOCTH, TO O HCTEUYECHUHU OIPEIEICHHOTO

18 Tom 22 Ne 1 2020
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BPEMEHU C KaXKJ0M 4acTu yAaisieTcsl onpeeseH-
HOE€ KOJMYECTBO Marepuajia. MUHUMalbHas Be-
JUYUHA MEXDJIEKTPOJIHOIO 3a30pa Ha OJIHOM H3
MaTEepHAaJOB MPEBBHICUT BEIUUYHHY, HEOOXOAUMYIO
Uit Ipo0osi, YTO MPUBEAET K HEPAaBHOMEPHOCTH
uzHoca DU [3]. B mpouecce KIIDD0 mnosepx-
HocTU DU U 3aroToBKM OyAyT MpUOOpETaTh SPKO
BBIPAXKEHHYIO CTyII€HYaTy0 OpMY CO CKpPYyIJIEH-
HBIMH yTJIaMH TTPOQUIIS.

N3 ¢opmyst (1) BEIBOANM ypaBHEHHS W3MEHE-
HUS MTOBEPXHOCTEN 3aroTOBKM U3 OumeTamia u U
B Ipotiecce oopadoTku [3, 9-15]:

oF. oF.
—qkV, rad F; 24 U _ ),
akVoso | eradfoy [ +=2, %+ 200
2
oF (2)
V50 |gradfF, |+—==0,

oh

TJIe ¢ — OTHOCUTENbHBIN 00beMHBIN H3HOC DU; k —
K03 UIMEHT, KOTOPBIN yUUThIBaeT KpuBu3Hy ON);
V350 — ckopocTh chema MeTasuia. JlaHHble ypaBHe-

HHA IMMOKa3aHbl Ha pHUC. 1 1A cliydass OJHOPOJAHOIO
Marcpualia 3aroToBKH. 3ameHseM NCPECMCHHBIC!
TBI/I (x,y,z+h) = FBI/I('x’y’ Z+h, h)_h,

3)
E(x5y7z) = F;(xaya Z, h)_h

3aBucuMocTH (3) CBOAMM K YpaBHEHUSIM THIIA
JUKOHAajA:

1 oT
dFyy |= M
| gra ou | quaao ( a(Z + h))
| 4)
| grad Fyy |=
590

VY4uuTeIBas IpOBEACHHBIE TOMYIIEHUS, TEOPETU-
Yyeckass MOJeNb MPUHUMAET BUJ CHCTEMbI ypaBHe-
HUH (4) 11 KaKI0H 4acTH 3aTOTOBKU:

0Ty,
dz+h))

1
lgradFy, |= (
M gk Vano,

1

= b
Vaso,

+ T 5y
oz+h))

| grad Fy |
(5)

1
rad F, =
. o | 9kV350, (

1

| grad F; | = ,
: V3902
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FaF;: 1

Puc. 1. I3ameHeHne MOBEPXHOCTEH:
1 — obpabarpiBacMasi 3aroToBKa; 2 — SJIEKTPOA-UHCTPY-
MCHT, 3 — Ha4daJIbHas MOBECPXHOCTD DJICKTPOJA, 4 — U3-
MCHCHHAaA NOBCPXHOCTH DJICKTPOJA, 5 — Ha4yaJibHasd I10-
BCPXHOCTb 3aroTOBKU, 6 — HU3MCHCHHAsA MOBCPXHOCTH
3aroTOBKHU

Fig. 1. Changing the surfaces:

1 — blank; 2 — electrode tool; 3 — the initial surface of

the electrode; 4 — a modified surface of the electrode;

5 — the initial surface of the workpiece; 6 — changed
surface of the workpiece

UHJACKCH | U 2 KOppenupyrTcs ¢ y4yacTKaMH 3a-
TOTOBKH M3 Pa3HOPOJHBIX MaTepHUalioB U COOTBET-
CTBYIOIIUM yuyacTkam DOU.

OBRABOTKA METALLOV %

Cxkopocts KIIDD0 3arotoBkM MOXKHO paccuu-
TaTh I10 3aBUCUMOCTHU

Vaso = CoLT* W, f, (6)
rae C — TemI0eMKOCTh MaTepuala; P — INIOTHOCTD;
A — K03(UIMEHT TEIUIONPOBOAHOCTH; 1 — TeMIle-
patypa IuiaBjieHus; W _— SHEprus UMILyJIbCOB; f —
4acToTa CIeI0BaHUS UMITYJIbCOB.

CornacHo 3aBUCHUMOCTH (6) KOJIMYECTBO Mare-
puaa, yIaJeHHOTO 3a BpeMsl OJJHOTO UMITYJIbCa, TI0-
MHUMO HEPTUU UMITYJIbCA 3aBUCHT €IIIe U OT TeIUIO-
¢bu3nUecKux cBOCTB 00pabaTpIBaEMOro Marepuaa
TaKuX, Kak TeMIleparypa IUIaBIeHUs, TeIIONPOBO-
JHOCTbh, TETJIOEMKOCTh U MJIOTHOCTh. 3Hasl JaHHbIE
CBOMCTBa KOMIIOHEHTOB OMMETaJUIMYECKOTO Mare-
puaia, BO3MOXKHO paccuutTarb ckopocth KII9D0
JUTSL KQKJIOTO M3 KOMITOHEHTOB MaTepHara.

B tabn. 2 mpencraBiieHbl pe3yibTaThl pacyeTa
OTHOUICHHUsI CKOPOCTH paspyuienuss DU mpu obpa-
00TKe OMMETATMYECKOr0 MaTepuaja TUMa CTajlb-
Menb; 1 — yuactok DU, COOTBETCTBYIOUINI CTallb-
HOM 4YacTu (CKOpOCTh V3301); 2 — yuactok DU,
COOTBETCTBYIOLIUI MEIHOW YacTHU 3aroTOBKHU (CKO-

ocTh V. .
’ 3Ha;133312§12{eHHe cxkopoctu KII930 yuactkoB DU
U3 pa3jMyYHbIX MaTepuanoB oOpabaTeiBaeMoOl 3a-
TOTOBKH U CUUTasi BpeMsi 00pabOTKH MOCTOSIHHBIM,
CTaHOBHUTCSI BO3BMOXKHBIM PAaCCUUTATh PAaCCTOSHUE,
npoitnennoe DU nns kaxmoro yyactka [3]:
t

h= [ Von(dr. (7)

B Tabn. 3 mpexacraBieHbl pe3ylnbTaThl Teope-
TUYECKOro pacuera chéMa Marepuana mnpu odpa-
00TKe OMMEeTaNINYeCKOro MaTrepuaia CTajab-Meb.
HepaBHomepHOCTh chéMa MaTepuajga MOXKHO pac-
CUMUTATh KaK Pa3HOCTb PACCTOSHHUS, MPONHIECHHOTO

Tab6auma 2
Table 2

OTHoOLIEHNE CKOPOCTH Pa3pylIeHusI y4aCTKOB 3JIeKTPOI0B

The ratio of the destruction rate of the electrode sections

Hropanessiit OU CransHoit OU Mennsiiit OU1
Pexxum 06paboTkm
Vasol/ V9302 Vaaol/ V3302 V9301/ V3302
MuHHMaIbLHBIN 0,08 0,4 0,1
MenuaHHbIN 0,53 0,53 0,02
MaxkcuMabHbII 0,4 0,33 0,06
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Tabnuma 3
Table 3

PacuyeTHble 3HaYeHNsI HEPABHOMEPHOCTH CheMa MaTepHaJjia npu o6padoTke

OMMeTa/LIHYeCKOro MarepuaJia CtTajib-Me1b

The calculated values of the unevenness of material removal during processing
of steel-copper bimetallic material

Hropanessiit D1 CranpHoli OU Mennbii OU
Pexxum o0OpaboTkn
hCTaHL - MeIb CTaJlb - Meb cTalib - MeIb
MuHuMaIbHBIN 2,1 1,3 0,6
MenuaHHBIN 1,6 1,5 0,3
MaxkcumanbHBIN 1,8 1,4 0,1

ANEKTPOJOM TPH 00pabOTKE CTaIbHOW YacTH Ou-
MeTajuIndeckoro Marepuana (h__ ), U paccrosi-
CcTalib
HUsI, TIPOHJEHHOTO JJIEKTPOAOM TIpu 00paboTkKe
MenHou vactu (A ).
Me/b

VYeranosneno, yto npu KIID20 megneim DU
HEPaBHOMEPHOCTh ChEMa MarepHalia HauMEeHbLIas
1o cpaBHeHUIO ¢ apyrumu DW. Jlyis mpoBepku Te-
OpETUYECKONH MOJENU TMPOBEIEHBI SKCIIEPUMEHTHI
0 MCCIIeI0OBaHNI0 M3HOCAa DU 1 HEpaBHOMEPHOCTH
créMma Matepraa npu KII320 6umeTammmaeckoro
Marepualia TUIMa cTajb-Mellb pa3HOpOoAHbIMU DU.

Ha puc. 2 nokazaHa HEpaBHOMEPHOCTh ChEMaA
Marepuana npu oopadoTke Tpems Bunamu DU: mro-
paJieBbIM, CTAIBHBIM U MeIHbIM DU Ha cpeHeM pe-
XKuMe, rie H — BenTuurHa HepaBHOMEPHOCTU ChEMa
Marepuana.

CBoniHBIC TaHHBIEC TIO BCEM peXHUMaM 00paboT-
KM JUIsl Pa3HOPOJHBIX DJIEKTPOIOB MPHUBEACHBI B
Tabun. 4.

[TIpu KIIDD0 DU u3 mropanu OuMmeTaiinde-
CKOTO Marepuajia TUIa CTajb-Mellb HauOoJblIast
HEpPaBHOMEPHOCTh ChEMa Marepualia JOCTUraeTCs

8
Puc. 2. HepaBHOMepHOCTh ChEMa MaTepuaiia ipu o0paboTke TpeMs Bujgamu DM Ha cpeiHeM pexume:

a — mropanesbiit OU; 6 — cranbHO DU; 6 — MeaubId DU

Fig. 2. The unevenness of material removal during processing with three types of EI in the middle mode:

a — duralumin ET; 6 — steel ET; ¢ — copper ETI

TaoOnuma 4
Table 4

HepaBHoMepHOCTH chéMa MaTepuaJia npu o0padoTke pasHopoaunsiMu U Ha Tpex pe:xkumax, H, Mm

Uneven material removal during processing with heterogeneous EI in three modes, H, mm

Marepuan OU | H, MUHUMaJIbHBIN pesxuM | H, MEAMaHHBIA PeKUM H, MakcuMaNbHBIA peKUM
Hropaib 2,4 1,3 2
Cranp 1,5 1,8 1,7
Mens 0,9 0,1 0,2
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Ha MMUHHUMAaJIbHBIX U MaKCUMAaJIbHBIX PEKUMax U CO-
crasisieT 2...2,4 mMm. Bo Bpems KIID20 nropane-
BbIM DU IpOMCXOINUT €ro MHTEHCUBHBIN HU3HOC. JTO
CBSI3aHO C TE€M, YTO 3JIEKTPOIPO3UOHHAS CTOUKOCTh
ME/IM BbIIIE CTOMKOCTH aJIFOMUHUS.

[Ipu o6pabotke GuMeramIMyeckoro odpasia
ctaibHbIM DM MakcuMaibHass HEPABHOMEPHOCTH
chéMa MaTepuasia JOCTUTAeTCsd Ha MEIUaHHOM
pexume u cocrtasuaser 1,8 mMm. MuHumanbHas
HEpaBHOMEPHOCTh cbhEMa MarepHuaja COCTaB-
asger 1,5 MM U gocTuUraercs Ha MHHHMAJIbHBIX
pexumax. DT0 MOKHO OOBSICHUTH TE€M, YTO MpHU
00paboTke MarepuanoB, oOJamaroOIMUX BBICOKON
TEIIONPOBOJHOCTHI0, HEOOXOAUMO MOAOHpaTh
MUHHUMaJIbHBIE PEXHUMBI 00pabOTKH, MPHU KOTO-
PBIX TEIJIO paclpeaenseTcs paBHOMEPHO 10 BCe-
My 00bEMY oOpabaTbiBaeMOW JeTalu U HE TMPU-
BOJUT K €€ Meperpeny.

[Ipu obOpaboTtke MeanbiM DM HambonblIas He-
PaBHOMEpPHOCTh ChEMa Marepuaja JIOCTUTHYTa Ha
MakcumanbHOM pexume KIIDD0 wm cocrasiser
0,9 MM. MuHUManbHas HEPABHOMEPHOCTh ChEMa
Marepuana — Ha MeIUaIbHBIX U MaKCUMaJIbHBIX pe-
)kuMax, oHa coctapisteT 0,1...0,2 Mm.

[lemecoobpa3zHo oOpabaTeiBaTh OHMMeETANITYE-
CKUH MarepHuall THUIAa CTallb-MelIb Ha MEAHMAHHOM
U MakCUMaJbHOM PEXHMMax U IMOJIy4aTh MPH ITOM
HAaUMEHBIIIYI0 HEPABHOMEPHOCTH 00pabOTKH.

CpaBHEHME 3HAYEHUN HEPABHOMEPHOCTH ChEMaA
OMMeTaIIMUYecKOro MaTepuaia CTajb-Me/b, MOy-
YEHHBIX TEOPETUYECKUM METOOM, U 3HAYEHUH, TI0-
JYYEHHBIX MPAKTUYECKUM METOJIOM, ITOKa3aslo pac-
XK IeHue mopsiaka 15 %.

[Tomrmo OuMeTaNTUYEeCcCKOro Marepuana THIla
cTanb-Melb 00pa3oBaHHE HEPABHOMEPHOCTH IpPO-
ucxomut Takxe Ha OU. Ha puc. 3 npexacraBiena
cxemMa 00pa3oBaHUS HEPAaBHOMEPHOCTH Ha Jtopa-
neBoMm DU nipu 00paboTKe HAa MEAMAHHOM PEKUME,
rme h — "HepaBHOMepHOCTh m3Hoca DU. CBomHbIe

OBRABOTKA METALLOV %

O6paboTka
cramm

O6paborka
Menu

Puc. 3. HepaBHomepHOCTh M3HOCa DU mpu 00paboTKe
nropainieBbiM DU Ha cpeiHeM pexume

Fig. 3. Uneven wear of EI during duralumin EI
processing in medium mode

JlaHHBbIE W3HOCA Pa3HOPOJHBIX DU Mo BceM pexu-
MaM 00pabOTKH MPUBEECHBI B TA0M. 5.

ITpu KII200 nropanessiMm DU Ha MequaHHOM
peKUME MOXKHO HAOIIOIaTh 3HAYUTEIBHOE pas3py-
menue DU. [Tporcxonuny nocTostHHbIE OCTaHOBKH
KII9320. [lanHOe sBieHHE OBLIO BHI3BAHO HMHTEH-
CUBHBIM HaJMIIAaHWEM IIJJama, O0Opa30BBIBAIOIIE-
rocsi U3-3a HU3KOW 3pO3UOHHON cToikoctn DU u3
JAHHOTO MaTepuasa.

KII220 cranpubiM DM nokazana OTHOCHUTEIb-
HO paBHbIE pe3yabraTsl M3HOca DU Ha Bcex pexu-
Max. [ToMUMO HEpaBHOMEPHOCTH ChEMa MaTepHuasa
MOXHO YBUETh HapocThl Ha DU. JlaHHbIE HAPOCTEI
3HAUUTENIFHO YXYIIIAIOT KadeCTBO 3JIEKTPOIPO-
3MOHHOI 00paboTku. Paspymenne DU B mepsyio
odyepelb 3aBUCHT OT TEIUIOPU3UUECKUX CBOMCTB
MaTepuaia — TeMIepaTypbl IIABICHUS U TEIIONPO-

Tabnuma 5
Table 5

HepaBHoMepHOCTH H3HOCAa pasHOpoaAHbIX DU npu 00padoTke Ha Tpex pe:xxumax, H, Mm

Uneven material removal during processing with heterogeneous ET in three modes, H, mm

Marepuan OU | H, MUHUMaNbHBINA pexxuM | H, MenuaHHbIi pexuM | [, MAaKCUMaJIbHBIA PeKUM
Hropaib 1,6 2,6 1,2
Cranb 1,8 1,6 1,5
Mens 0,7 0,05 0,03
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BomHOCTH. HarpeB oOpabarbiBaeMoil TOBEPXHO-
CTH OMMETAINTUYECKOTO MaTepuasia, 00J1aJarolero
OOJBIICH TEIIOMPOBOHOCTHIO TIPH  OJIMHAKOBOM
BEITMYMHE SHEPTHHM HUMITYJIbCA, MEHBIIE, TaK KakK C
OO0JIBITICH CKOPOCTHIO OH YXOJIUT BHYTPh MaTepuara.

Mennbie DU mo3BONSIOT 00ECIEUNUTH BHICOKYIO
npousBoauTebHOCTh KIIDDO0 u crabunbHOE Te-
YeHue 3Toro mnpouecca. [Ipu 351eKTpo3po3noHHOM
00paboTke mMeaabiM DU Ha MeIMaHHOM W MaKCH-
MaJIbHOM pexuMax u3Hoc DU momyumiicss MUHU-
ManabHEIM H coctaBiister 0,03...0,05 MM cooTBeT-
cTtBeHHO [15].

B HacTose crarbe MpoOBEIECHO HCCIIEN0BaHUE
napameTpa ImepoxoBaTOCTH 00pabOTaHHOM TOBEPX-
HOCTH OMMETAJNTMYECKOTO MaTepuajia CTallb-MeIb
nocie o0paboTku pasHopomHbiMu DU Ha Tpex pe-
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KUMax. Pe3ynbTarel M3MepeHHsl MIePOXOBATOCTH
MPEICTABICHBI B Ta0IM. 6.

Ha puc. 4 npencrasnen penbed oOpadoTaHHON
MMOBEPXHOCTH MaTephalia CTali Ha MEIUAHHOM pe-
KUMe 00paboTKu Tpems pazHopoaHbIMU DU.

OTmuuTensHOM YepToit 00paboTaHHOM TOBEPX-
HOCTH CTaJId OMMETAJTMYECKOrO Marepuaia siBisi-
FOTCSl MUKPOTPEIIMHEI IO TpaHuIiaM 3epeH. [1pu 00-
paboOTKe CTAJIbHOTO CJI0 HauOoJbllee KOJIMUYECTBO
MUKPOTPEIINH HAOMIOIaeTCs IPH 00padOTKE CTaTb-
HbIM DU, O6paboTka cTambHBIM U topaieBbiM DU
MPHUBOIUT K 00Pa30BaHHUIO CKOJIOB M YBEITHUCHHIO
pasMepa MUKPOTPEIIMH Ha 00paboTaHHOU MOBEPX-
HOCTH.

[Tocne o6paboOTKM TOBEPXHOCTH CTadu OuUMe-
TAJUTMIYECKOTO Marepuaia MeaHsiM DY BUIHEI clre-

TabOnuma 6
Table 6

I[MapameTp uepoxoBaToCcTH OMMETANINYECKOT0 MaTepHaJia npu o6padoTke pasHopoagHbiMu DU

Ha TpeEX pekumMax

Roughness parameter of bimetallic material when processing heterogeneous ET in three modes

MuHUMaNbHBIA PEKUM MennaHHbIH pexuM MakcuManbHBIA PEKUM
Marepuan
M Ra na menu, Ra Ha cranu, Ra na menu, Ra na cranmu, | Ra na meau, | Ra Ha cranu,
MKM MKM MKM MKM MKM MKM
ropans 1,8 0,8 2,7 1,3 3,6 1,9
Cranb 4 1,9 6,1 3,2 8,9 4,4
Menp 7 3 9,1 4,6 12,2 6,1

a

o

Puc. 4. O6pa60TaHHa;1 TMOBEPXHOCTH CTAJIbHOI'O CJIOA OMMeETAaIHIECKOTO marepuala:

a — mopanessiit OU; 6 — crampHON OU; 6 — MenubIil DU

Fig. 4. The processed surface of the steel layer of bimetallic material:
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Ibl 3acThIBIETO Matepuana DU, Takue HamnaBneH-
HbI€ YacTHUIIBI MeTHOTOo DV MOKPBIBAIOT CTAJIbHYIO
MOBEPXHOCTh HEPAaBHOMEPHO. MOXKHO 3aMEeTUTh
(dbopMupoBaHUE MUKPOTPEIINH Ha 3aCTHIBIIEM Ma-
Tepuase »JleKTpojaa-uHcTpyMenTa. [lpucyrcTBue
TaKMX MHUKPOTPEIIUH Ha MOBEPXHOCTU CTAJIbHOIO
CJIOSl MOKET IPUBECTH K BOSHUKHOBEHUIO MaKpo/ie-
(eKTOB TaHHOTO CJI0S1 ¥ TOHMKEHUIO SKCILTyaTalu-
OHHBIX CBOMCTB JIE€TaJIM, BEITIOJJHCHHON M3 JTJAHHOTO
Marepuana.

Ha puc. 5 npencrasnen penbed oOpadoTaHHON
MOBEPXHOCTH MaTepuaja MeIu Ha MEIUaHHOM pe-
JKUMe 00palboTKHU Tpems pazHOpoaHbIMU DU,

OmmuutensHON YepToil 00pabOTaHHOW MO-
BEPXHOCTU M€Y OMMETaNInuecKoro Marepuaa siB-
JsieTcs HaJuYue MUKPOHEPOBHOCTEH, 00pa3yroIIUX
OOIIYI0 CTPYKTYypy IOBEPXHOCTH pa3pylIeHHs B
¢dbopme nayTuHbI U 00bEAMHEHHBIX KPYITHBIX JIYHOK,
UMEIIMX KyOmdeckoe crtpoeHue. OOpa3zoBaHue
MOIOOHBIX DJIEMEHTOB Ha METHOM MOBEPXHOCTH OH-
Metamia nocie KIIDD0 HoCUT KOMIUIEKCHBINA Xa-
pakrep.

[Tokazano, uto oOpaboTka MeTHOTO OMMeTa-
JUYECKOTO CI0sI IfopaieBbiM DU nmpuBOaMT K 00pa-
30BaHHUIO CTPYKTYpbl 00paOOTaHHOW MOBEPXHOCTH
B (hopMe MayTUHBI U 00pa30BaHUIO0 00BEAMHEHHBIX
JYHOK MaJlbIX pa3MepoB, HMEIOIIUX KyOHueckoe
crpoerune. OOpaboTKka Ha JAHHOM PEKHUME CTallb-
HbIM DU MpUBOMUT K YBEIIMUEHUIO Pa3MEPOB 00b-
eIMHEHHBIX JTYHOK. Hambonbine pa3mepbl Takux
JYHOK Ha 00paOOTaHHOW TMOBEPXHOCTU MEAN MOXK-
HO HaOII0/MaTh Tocie 00paboTku MenHbIM DU,

OBRABOTKAMETALLOV ~ CM

BoiBoabI

1. Pazpaborana TeopeTryeckas MOAEib, MO3BO-
TISIOIIAs PACCUUTATh BETUUMHY ChEMa OMMeTasinie-
CKOT'O MaTtepuaia CbéMa CTallb-Melb B 3aBUCUMOCTH
ot pexxumoB KI1930 u marepuana 1. CxonumocTh
TEOPETUYECKON MOJEIH C pe3yiIbTaTaM 3KCIIEPUMEH-
TaJbHBIX HCCICA0BaHUM cocTaBiseT 15 %.

2. IlpoBeneHo 3KCHEpPUMEHTAIBHOE HCCIEA0BA-
Hue u3zHoca DU mpu KIIDD0 Oumerammnyeckoro
MaTrepHaa CTajab-Me/b B 3aBUCUMOCTH OT PEKUMOB
KII930 n marepuana OU. YcTaHOBIEHO, YTO NpU
KII220 meansiMm DU Ha pexxumax MEOUaHHOM U
MaKCHUMaJIbHOM M3HOC DM MUHUMAJIEH U COCTaBIIS-
et 0,03...0,05 MM COOTBETCTBEHHO.

3. [IpoBeneHHBIN pacyeT W aHAIU3 Mapamerpa
KadecTBa 00pabOTaHHOW MOBEPXHOCTH OMMeETall-
JUYEeCKoro Marepuana craib-menb KIIDD0 Ha
pasHbBIX pexumax o0pabotku DU ¢ paznuyHBIMU
ANEKTPOPU3NIECKUMU CBOMCTBAMU YCTAHOBUII, YTO
BO BpeMsi 00pabOTKH CTaIbHOTO CJIOS HE3aBHCUMO
oT marepuana DM oOpa3yroTcst MUKPOTPEIIUHBI O
TpaHUIlaM 3€peH, a BO BpeMs 00pabOTKH METHOTO
CIIOSI TIPOMCXOJUT OOpa30BaHHE YKPYMHEHHBIX -
HOK. J[aHHBIE SIBIEHUS TPUBOAAT K YXYALICHHUIO SKC-
TUTyaTalMOHHBIX CBOMCTB 00pabaThiBaeMoOM IeTaNH.
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a — mopanessiit OU; 6 — cransHoit DU; ¢ — Mennbiil DU

Fig. 5. The processed surface of the copper layer of bimetallic material:

a — duralumin ET; 6 — steel ET; ¢ — copper ETI
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