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OpurnHaaHU Hay4HY paf

YTUIIAJ ITAPAMETAPA PE3AIbA HATYBUTAK MACE
ITPY1 OBPAIM IIJIOYE UBEPUITE AWJC METOJOM

CPBAH CBP3UR!
MAPVJA MAHIVR
TPAJIVIMUP TAHOH

MsBop: Texnonornja odpasie BofeHMM M1a3oM ca adpasusoMm (Abrasive Water Jer Cutting
-AWJC) mpencras/ba edukacaH BUL MeXaHMUKe odpafe ApBeTa M KOMIIO3UTa Ha Oa3u
npBerta. Beoma BakHa ocoduna AWJC je ta Aa je mponmpak Koju HacTaje mpu odpamn (y
pajny M3paXkeH IPeKO MOMYKHOT I'yOUTKA Mace) M3y3eTHO Mali Te Cy IyOMIu MaTepujana
muHuManuu. Iocnente cBojctBo AWJC je BeomMa BaKHO IIpM KpoOjery II04a Ha dasu
ApBeTa pajyi ONTUMATHOT KaBHTUTATUBHOT MICKopyInhema cTaHAapAHNX GopMaTa IIoya.
Y 0BOM pajly aKIleHaT je CTaB/beH Ha CTAHJAPAHY TPOCIOjHY MBepuny fedmpuHe 18 mm.
Jedbnnucann cy mapaMeTpy pesarma: pafHI IIPUTHCAK (p), pacTojarbe OF BpXa M/Ia3HMIIe
10 ropme HoBpIINHe npenMera odpage (h) u dpsuHa nmomaka mmasHuie (u). [IpomeHOM
IapaMeTapa pe3arba IO0CTaB/beH j€ MaTeMaTUYKI MOJE/I KOjU YKa3yje Ha 3Ha4ajHOCT YyTULaja
II0jeAMHOT ITapaMeTpa Ha I'ydMTaK Mace 1o [Y’KHOM MeTpy MaTepujana. IIpuMereH je MeTof
BUIIeAaKTOPHOT eKCIIePUMMEHTa ca TpM IpOMeHe IocMarpaHux dakropa. Kopmmhena
je OTOroHajHa IUIAH MaTpuIa 3a cMameme Opoja ¢akropHux komdOmuaumja. Iydurax
Mace je ofpehyBaH rpaBMMeTPUjCKOM METOLOM 3a PeNPe3eHTATUBHY BIAXKHOCT y30paKa.
YcraHOBIEHA je Moryha aJeKBaTHOCT IIPEIJIOKEHOT MOJe/a, Kao M 3HAYajHOCT yTHI[aja
MOjeMHIX [TapaMeTapa pesarba.

Kpyune peum: rydurak Mace, pesame, BOJEHM MJIa3 ca adpasuBomM, BuIIeaKTOPHM
eKCIIepVIMeHT, I/T0Ya MBEPNIA, MATeMATIIKI MOJIeT

EFFECTS OF CUTTING PARAMETERS ON THE MASS LOSS IN MACHINING
PARTICLE BOARDS USING AWJC METHOD

Abstract: Abrasive Water Jet Cutting - AWJC technology presents a highly efficient method
for machining wood and wood-based composites. A very important property of AWJC is
the reduction in the cutting kerf generated during the process (in this paper expressed as
longitudinal mass loss), which minimizes the resulting wood waste. This property is of great
importance in achieving the highest quantitative yield of standard board dimensions when
cutting wood-based panels. This paper is focused on the conventional three-layered 18 mm
thick particle board. The following cutting parameters were defined: working pressure p,
distance between the nozzle tip and the upper surface of the board h and cutting speed u.
By varying the cutting parameters, we established a mathematical model, which showed the
effect of each parameter upon the longitudinal mass loss, expressed in grams per meter. The
Multifactor Experiment Method was applied to these 3 factors with 3 levels of their magnitude.
The orthogonal plan matrix was used to reduce the number of factorial combinations. Mass
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loss was determined by gravimetric method for standard moisture content of the specimens.
We determined the potential adequacy of the model and the significance of the cutting
parameters.

Keywords: mass loss, cutting, abrasive water jet, multi-factor experiment, particle board,
mathematical model

1. YVBOJI

Y mwby paumoHanHujer kopuinhema fpBeTa U IpoK3BOfA Ha das3m pBe-
Ta mocedaH aKIleHaT MOXe Ce CTaBUTU Ha CMamemy OTNajia KOju ce jaB/ba
OpM IpolecuMa MeXaHM4Ke odpaje pe3ameM. JefHa Off IIOTEHILMjaTHO
IpUMeH/bUBUX MeTofia je ynoTpeda AWJC, pe3ame MaTepyjaia BOLEHNM MIa30M
ca CyCIIeH/IOBaHMM 4YecTuIlaMa adpasmpa, Koja ce y TeXHOJIOTMjaMa 3a Ipepany
IipBeTa IojaBjbyje y MOCIeN/BUX HeKomnko roguHa. [Topehemem oe mMeTone ca
KOHBEHLIMOHA/IHMM THUIOBMMa o0pajie yodaBajy ce IpPeJHOCTM Kopuirhema
AWJC y Buny: 1) moryhHocTM pe3ama 1o dumo KakBoj KpUBOj KOHTYPU YaK U
MajiX IpeYHMKa KPUBUHE; 2) pe3ama ca BeoMa BEeNIMKOM TadHoinhy u do/pyum
KBa/IMITETOM IIOBPIIVHE pe3a; 3) elMMIHaLIMje TOM/beba U Kp3amba MaTepyjaia
U 4) cMamema KOIMYMHE NpoHmbKa 1 3arahema pajgHe cpefyHe JpBHUM
gecTuiaMma.

Ha ocHoBy pamoBa IyOnImMKOBaHMX Of CTpaHe [pyrux ayropa (Bryan,
BL., 1963, Haris, HD., 1970, Franz, NC., 1970), gowio ce 1o 3aKJ/by4Ka
0 mapaMeTpyuMa pe3ama Koju Ou Morau fa Oymy of IpecyfHOr 3Hadaja 3a
VICHUTMBaWbe IIOAY)XXHOT T'yOuMTKa Mace Ipu oBoM Bupy odpasme. Ha ocHoBy
uctpaxuBamwa King, G. (2002), gouto ce o 3ak/pydka o Moryhem cMamemny
JIPBHOT OCTAaTKa y TeXHOJIOTUjI MVIAaHCKe IIpepazie apBerta. Ty ce Takobhe nsHoce
OCHOBe Teopuje pesama gpBeta AWJC u npepaxke ce moTpedHa onpema 3a lbeHO
kopuirhemwe y muaancKuM ycnosuMa. [Ipegykiimony Mozien 1ydyHe eHeTparyje
BofieHOT Mia3a ko AWJC npu pesamy nonuMepHe MaTpuile pa3punu cy Wang,
Guo (2002). ITpenioxkeHo je fa MaTeMaTUIKM MOJIENT MOXKe Jja IIPY>KI OBOJBHO
nodpo mpensubare 3a norpede MIaHMpama Ipoleca 3a pasnInduTe HedbuHe
Mmarepujana. 3a modosplname KBajauTera udpesane nospuae Chen, FL. et al.
(2002.) mpepmaxxy cucrtem pesama ca oumaupajyhom mmasuuiom. IIpumenom
AW]JC na macuBHOM fpBeTy 3a 16 fpBHUX BpcTa (Lee 2004.) mokasaH je yTuUIaj
dp3mHe moMepa u ¥ TYCTMHE pBeTa p Ha XpalaBOCT IHOBPIINHE Y MINPUHY IPO-
mwpKa. Kopuithe dpsnne cy cenanasuneypacnonyopn 200 10750 mm/min. Cmamere
XpalaBoCTy HOBpIIMHe U MoBehame MIMpUHe TPONN/bKA CY Y IOMEHYTOM pafy
CTajalM y AVPEKTHO] Be3U ca CMamemeM Op3MHe pe3ama 4 U TyCTHHe ApBeTa
p. Ha ocHoBy reomerpuje mnasa xoj AWJC mnpepsosxkeHor ofi cTpaHe Birtu,
C., Avramescu, V. (2012.), pacrojae Of M/a3HMIIE [0 IIpefMeTa KOju ce
peXe MMa 3HadajaH YTUIAj Ha KONMYMHY epofupaHor marepujana. ITokasana
je 3aBMCHOCT reoMeTpuje pesa, [yOuHe IeHeTpalije U IpOoMeHe CUjie BOLEHOT
MJIa3a off IPOMEHOM pacTojama /i, IpU pe3ary alyMIHMjyMa, CTAK/IA U YeTNKa.
Takobe, ycTaHOB/beHa je TO3UTMBHA 3aBUCHOCT IIPOMEHE CYJIe BOJIEHOT M/Ias3a ca
noBehameM mpuTucka p.

AHanmusoM nuTepaType U pesyaTara O KOjUX ce Yy OBOj OO/IACTH [OIIJIO
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IIOCTaB/beH je LM/b Pajia, KOju Ce OIZiefia y IOCTaB/bakby 3aBUCHOCTY u3Meby
nzadpanux mapamerapa AWJC u rydurka mace Marepujaja Kao IIOCPEHOT
HOflaTKa O KOJIMYMHM OTIATKa KOjU Ce jaB/ba IIPM OBOM BUJY odpaje IIode
UBepule ¥ APYTUX KOMO3UTHUX Marepuja Ha dasu fpBera. Pannonanusanuja
TEXOJIOTHje Kpojerma 01 3a Kpajiby LJM/b MOITIA Ja UMMa do/be KBAaHTUTATHUBHO
uckopuinheme CUpPOBMHE y BUAY ONTMMMU3aliyje KPOjHUX IeMa YCIOB/bEHNUX
npepHocTMa Koje mpyka AWJC y ofHOCY Ha KOHBEHIIVIOHAJIHE BIJIOBE pe3arba.

2. MATEPUJATTI N METO[],

ITpepmer wuctpakumBama Ouaa je KOMepljujajJiHa TPOC/IOjHA MBEpUIA
nedmpune 18 mm, npousohaua KRONOSPAN SRB d.o.o. J/TamoBo. 3a motpede
UCTpaKMBama UCKPojeHo je 270 y3opaka, suMeHsnja 200x50 mm. CBaku y3opak
je odeexxeH 03HAKOM pexxuMa ycnoBa Kojuma he dutu nmopBpruyT. 3a norpede
opehuBama BIa>kHOCTH y30paka UCKpojeHo je 10 empyBeta ¢popmara 50x50 mm,
npema cranpapay EN-322. VHunujanHa Mepema cy ce OffHOCUIA Ha ofipehuBame
Mace CBAKOr NOjeJHavHOr Y30pKa IIpe paspe3uBaiba BOJEHNM M/Ia30M Kao I 3a
norpede oxpebuBame cappkaja Baare. IlodeTHa BlIaXKHOCT je BaXKaH IOJATAK C
od3upom zia he enpysere y Toky odpajie BOgeHUM MIa3oM npuMutu ofpeheny

KOJINYMHY BOJE.

A > - 2 £) D ¥ N

Cnuxka 1. IIpunpem/benn ysopun y Cruka 2. O6paguu nenrap WIS NC3015 E
CYIIHUIN Figure 2. Water Jet Cutting System WJS

Figure 1. Prepared samples in the oven NC3015E

Haxon uspesusama, AWJC ysopun cy KOHEMLVOHMPAHM [O IIOCTHU3amba
KOHCTaHTHE Mace Ha codHoj Temmeparypu of 21'C M peIaTMBHOj BIaXKHOCTU
Baszyxa of 60%. JodmjeHa paBHOTEXHA BIIaXKHOCT IIPEJICTAaB/ba eTOBY IIOYETHY
B/IQXXHOCT. ITocTu3ameM MoveTHe BIAXKHOCTY OMYTyheHO je IIOHOBHO Mepeme
Mace pajii yCTAaHOB/baBama pas/MKe, Tj. I'yOUTKAa Mace HPUIMKOM IIpoleca
odpame AWJC. PaspesuBameM IO CpeVHN AY>XNUHe y3opaka (popmmpajy cy
1o JiBa HoBa Komaja. ['ydurak mace Am = (m -m)/l « 1000 [g/m], npencTaBba
pasnmMKy MoveTHe Mace y30pKa 71, ¥ 30upa Maca HOBOHACTa/IMX KOMaJia 71, HAKOH
JIXOBOT TIOHOBHOT KOHJVLIVIOHNPAha.

[Tpunpempene enpyBseTe 3a ofpehuBame ryduTKa Mace Cy pesaHe Ha HyMe-
puuky KoHTponucanoj mamyau WJS NC3015 E, npoussohaua WJS Waterjet,
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IlTBencka. Texunuke kapakTepuctuke AWJC odpagHor cucreMa Cy: IOBPLIMHA
pagHor crona 3200x1750 mm; pagHa nospmnHa 31001510 mm; TayHocT * 0,05
mm; dp3nHa noMepa go 10000 mm/min.; Sp3auHa moMohHOT KpeTamwa II0 Z OCH J10
4000 mm/min.; pagau nputncak fo 4000 bar; rpanar kao kopuinhenn adpasus.
[TapameTpu KOji Cy BapupaHM y TOKY eKclepuMeHTa (pakTopu) cy 6umm: pagHu
IPUTKCAK p, pacTojalbe MJIAsHULE Off emnpyBeTe (mpexMmera pazja) h u OpsuHa
noMepa MasHutle u. bpoj HuBoa 1o gaxropy je usHocuo 3.

Ta6ena 1. BpenHocT ncnutuBaHuX mapamerapa obpaje
Table 1. The values of the observed cutting parameters

ITpurncax p Pacrojame of moBpuivHe obpaze h bpsuna nomepa u
(Mpa) (mm) (mm / min)

P, 200 h, 2,5 u, 500

P, 250 h, 5 u, 600

P, 300 h, 10 u, 700

3a mocTaB/bame MaTeMAaTHMYKOr Mofena KopuinheH je BuinedakTOpHU
opToroHanHu maH (Box-Wilson-oB nmaH), Ha ocHOBY Kora ce popMupa MaTpuia
I/IaHa eKCIIepMMeHTa Ca KOAVPAaHUM BpeJHOCTMMaA (akTopa, Ihe O3HakKa -1
IpefcTaB/ba 0y TpaHully, 0 cpefilby MM OCHOBHY HUBO U 1 TOpIY TPaHMILY
MHTepBasa BapMjalyje UICIUTUBAHNX ITapaMeTapa.

Ta6ena 2. [TraH-MaTpuIia MOTIIYHOT OPTOrOHAIHOT II/IAHA IIPBOT pefia
Table 2. Plan-matrix of the complete first-order orthogonal plan

Excnepum. TTAH - MATPUILIA BexTop
TavKe nsnasa
X, X, X, X
1 1 1 1 1 y,
2 1 1 -1 1 y,
3 1 -1 1 1 ¥,
4 1 -1 -1 -1 y,
5 1 0 0 0 ¥,
6 1 -1 1 -1 y,
7 1 0 0 0 y,
8 1 -1 ¥,
9 1 -1 -1 1 ¥,
10 1 0 0 0 Y
11 1 0 0 Y
12 1 -1 -1 v,
Koedbunujentn
BUIIIECTPYKE b, b, b, b, Ipeske:
perpecuje
OCHOBHI HUBO X, x,, X, s (y)
lﬁ:;;fi;; w, w, w, s(b,)
Topwu HIBO Xy X, X s(b)
JIlomu HUBO X, X, X, s (b))

JIuneapuu koedunujeHTH BUIIeCTPyKe perpecuje b, ce onpebyjy kao.
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N
bi=l2xikyk; i=0,1,2,..,k (1)
NS
T7ie Cy:

X, — BPEHOCT (haKTOpa X Y K-TOM eKCIIepUMEHTY,

¥, — BpPeMHOCT QyHKIMje I1/ba Y K-TOM eKCTIePUMEHTY,

N - dpoj exnepumeHTa.

Cnodopum unan b onpebhyje ce ns uspasa:

1 N
bz—g 2
o Nk:lyk )

a KoeuIMjeHTH perpecuje Koju gedMHMILY y3ajaMHO [ejcTBO akTopa ofpebhyje
ce us:

1 & . ..
bij=—2xikxjkyk, i=12,..,k i<]j (3)
NS

3a oleHy cUTHM(MKAHTHOCTM IapaMeTapa Mojiefla KOPUCTU Ce HeK! Off
MIO3HAaTUX KpUTepUjyMa: { — CTYAEHTOB Unu F — KpUTepujyM.

Nb, _ Nb

1

Bl _plNY W

tos) sy Sg
Axo ce poxkaxe ma je F > F wmn ¢ > t, 3a ofipeheHy HMBO 3HAYAjHOCTH «
Tajia je MapameTap Mopena b, curaudukanTaH, npu demy se t, i F, ysumajy us
oxrosapajyhux radmmua.
OneHa afileKkBaTHOCTY MOJie/a ce BpUIM Ha ocHoBY DuiepoBor Kpurepujyma
3a OLIeHY aJJeKBaTHOCTI.

, 1=0,1,2,...,k. 4)

®)

2
S
Fop= LZF (6)
SE

Y Teopuju KIaCMYHOT pe3ama yTHUIAj apaMeTapa ce Hajuemnhe medunure
IIpeKo cTeneHe QyHKIuje odnmKa:

k
R=C[] /" (7)
i=1

TZie Cy:
C,p, — mapameTpu mporieca;
f, - BpenHoCT dakropa, u
k - dpoj pakropa.
3a m3adpane mapameTpe mpomeca umahe ce jegHauMHa TpogaKTOpHOT
eKCIlepuMeHTa 0d/muKa:

R:C'fiﬂ,f‘zpz,Am (8)
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3. PE3YIITATU UCTPAJKBAIbA 1 JVICKYCHUJA

MepemuMa je yCTaHOB/bEHO [a jeé IPOCEYHA IOYETHA BJIAXKHOCT Y30pakKa
usHocuna 8,627%. HakoH pesama BOJEHMM MJIa30M JOIUJIO jeé O OYEKMBAHOT
nosehara BlIa)XHOCTH eNIpyBeTa MBepHulie Ha IpoceyHnx 27,06%. HakoH cymrema
VI KOHAMILMOHNUpalkha y30paKa, BIa>KHOCT je BpaheHa Ha IOYeTHe BPELHOCTI,
ca OoficTymlamyMa KoOja HICY KOja HUCY IIpe/lasuia Ipar 3Ha4ajHOCTH of 5 %
penaTuBHe IPOMeHe, IoCIe Yera je dumo Moryhe mpucTynuTy Mepemwy rydutka
Mace.

Pesynraru rydutka Mace 3a komOuHanuje ¢pakropa odpase, foOMjeHNUX rpa-
BUMETPUjCKOM METOJIOM 32 IJIOYY UBEPULLY, IpUKa3aHu cy y Tademu 3.

Ta6ema 3. EkcriepyMeHTa/THM Pe3y/ITaTH 3a IVIOYY VIBEPUILY
Table 3. Experimental results for the particle board

Pacrojame npegmera 06paze off Bpxa MiasHuiie (mm)

25 5 | 10

Ipnrncax Bp3nua nomepa MrasHnie (mm / min.)
500 600 700 500 600 700 500 600 700

Cpeniba BpeHOCT eKCIIepMMEeHTATHNX pe3ynTara (g/m)

200 MPa 52 5,8 6,12 14,02 12,32 12,46 14,92 15,62 12,72
250 MPa 4 9 3,74 4,46 9,91 7,12 11,68 9,6 13,9
300 MPa 4,52 1,8 5,88 3,1 4,08 11,64 14,62 21,88 20,5

Ha ocHOBY ekcriepyMeHTaTHO OOMjeHNX pe3y/iTaTa IMOCTaB/beHe Cy Ofro-
Bapajyhe IUtaH- MaTpuile HOTIIYHOI OPTOTOHA/MHOr IUIAHA 3a IIOCMAaTpPaHU
MaTepujasi ¥ U3BPIIEHO je IOCTaB/bakbe MaTeMaTYKOT MOJieIa iejcTBa M3adpaHux
mapamerapa.

MareMaTi4Ky MOJie/l YTHIIAja ITapaMeTapa Ha ryduTak Mace Am Kof I/1o4e
uBepulie je fodujeH y odnuky QyHkiuje:

Am — O, 767 . p0,057 X h1,309 _u0,316 (9)

3a oneHy cUrHM(UKAHTHOCTY ITapaMeTapa U aJeKBaTHOCTY MaTeMaTU4KOT
Mojieia IOCTaB/beHe Cy Tadesie IIaH-Marpulie (Tadena 4).

Ha ocHoBy jegnaunse (9) n nogaraka y tadenu 4, Mmoryhe je n3Bpimty nposepy
CUTHU(MKAHTHOCTY TapaMeTapa rnporeca. Ha Taj HaunH je npumeHoMm F - Tecta
yTBpbeHo 1a 3a MaTeMaTHUKM Mofen fiejTBa mapamerapa npu AWJC Ha uBepuiy,
daxrop pagHor mputncka Huje curiuduxantan (F, = 10,13 > F_ = 0,28), mok cy
pacTojame MIa3HNUIIE Y beH TIOMep CUTHU(UKAHTHY paKTopH. Y CIIy4ajy pacTojama
mnasunue F = 50,455 a 3a nomep F = 0,89. [Ipenyioxkenn MaTeMaTn4Ku MOJIE/ IpemMa
TpaHUIIM OY3HaHOCTH Ot 95 % mma F =0,562 mito je Matbe of TadNMYHe BPETHOCTU
3a oxroBapajyhe crenene cmodope on F=9,01. OBum je moTBpheHa ajieKBaTHOCT
IIPEfITIO’KEHOT MOZIeTIA.
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Ta6ena 4. [T1an Marpuia mposepe CUrHUPUKAHTHOCT IIapaMeTapa u
aJleKBaTHOCT MOJe/Ia 32 MBEPULIY

Table 4. Plan matrix for testing the parameter significance and the model
adequacy for the particle board

P [Tnan marpuma Pesynratu mepewa | Mopnencknu pesynratu | Ipemka

6poj x, x, x, x, m(g) y=Inm m(g) | y=lnm | (y-y)?
1 1 1 1 1 20,50 3,02042 ( 17,84027 2,881459| 0,019312
2 1 1 -1 1 5,88 1,77156 | 6,167886 | 1,819356 (  0,002285
3 1 -1 1 1 12,72 2,54318 | 16,48187 | 2,802261 0,067125
4 1 -1 -1 -1 5,20 1,64866 | 4,948309 | 1,599046 [  0,002461
5 1 0 0 0 11,80 2,4681| 9,395701 | 2,240252( 0,051914
6 1 -1 1 -1 14,92 2,7027 | 14,31272] 2,661148 0,001727
7 1 0 0 0 9,80 2,28238( 9,395701| 2,240252 0,001775
8 1 1 1 -1 14,62 2,68239 15,49234 2,740346 (  0,003359
9 1 -1 -1 1 5,88 1,77156 |  5,698247 | 1,740159 0,000986
10 1 0 0 0 7,70 2,04122 9,395701| 2,240252 0,039614
11 1 0 0 0 11,50 2,44235( 9,395701| 2,240252  0,040842
12 1 1 -1 -1 4,52 1,50851 5,35614 | 1,678244 |  0,028809

I
(B T D

\sRemeEIES

(a) (6) (8)

Ipadux 1. (a) YTuuaj 6p3nuHe momaka u u pacrojama h 3a BpefHOCT nputucka p=200
MPa, (6) yruiaj 6p3yHe IOMaKa U 1 pacTojama /1 3a BpegHOCT nputicka p=250 MPa (B)
yTuiaj 6p3nHe oMaKa u 1 pacTojama h 3a BpegHOCT nputicka p=300 MPa Ha ry6urax

Mace KOJ BepuLie
Graph 1. (a) Effect of cutting speed u and distance h at pressure p=200 MPa, (b) effect of
cutting speed u and distance / at pressure p=250 MPa, (c) effect of cutting speed u and
distance /1 at pressure p=300 MPa on mass loss in the particle board

Pasmor oBakBOr NOHalIama MOfieIa MOXeE Ce MOTPAXXUTM y Moryhem
pe/laTMBHOM YCKOM MHTEpBaJly Bapujaljije BpeJHOCTH 32 NPUTHUCAK U TTIOMAK.
Jeman ox Moryhux oiroBopa 3acHMBA Ce Ha TOMe [ia je reOMeTpuja Myasa, Te
IOCPeHO U TeOMeTpMja IIPOIN/bKA, PETaTMBHO He3aBMCHAa Of M3adpaHMX
BPEeJHOCTM IPUTUCKA, a y TOTIHYHOCTM He3aBMCHAa Off Op3uHe momaka. Y
CIIPOBEJIeHOM UCIIUTYBAY OO je [0 IIOTIIYHOT IpOpe3nBatba CBUX y30paKa
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IITO IPAaKTMYHO 3HauM ja je mpebeHa moma KpUTUYHA BPESHOCT PaHOT
IPUTICKA BOZIeHOT Mia3a kKoja odesdehyje ,umctu pes®. IIpu Tome cy dpsune
IIOMaKa OCTaje y IpaHMIjaMa Koje HMCY 3HA4yajHO IIOpeMeTu/e HaBefleHy
YMEHNILY, T€ Ce Pe3yITaT HeCUTHU(PUKAHTHOCTY IapaMeTapa IPUTUCKA U
Op3uHe momMaka Mja3HuIle MOXKe 0OjaCHUTY IIOMEHYTHM 3alla’katbeM.

[Tpenno>keHy MaTeMaTM4YKM MOJENM jaCHO IOKa3yjy cuUruduKaHTHOCT
yTuuaja ¢akropa pacTojama MIa3HNUIle, Te Ce yTUIAjy MPUTICKA 1 IToMepaja 3a
n3adpaHe NHTepBaJjIe BPeHOCTY MOTy 3aHeMapuTi. [IpemMa ToMe Mozesn ce cBOfu
Ha yTUI[aj CaMO jeSHOT paKTopa, Tj. pacTojarba MIa3HuLIe Off IOBPIIVHE IIpefiMeTa
odpazie h. 3aBUCHOCT NOAY>KHOT I'yOUTKa Mace Am ce MOXe WIyCTPOBATK
byHKIMOHaTHOM 3aBUCHOIINY OBe IBe TPOMEH/bIBE

Zavisnost poduZznog gubitka mase od rastojanja h

. //
12
/ y =1,3137x + 1,99

E 10 R =0,9983
B . o~
5 6 (/

4

2

0 . . .

0 2 4 6 10 12
h [mm]
Ipaduxk 2. Vruiaj pacrojama MIa3HNIE ¥ IIOBPIIVHE 06paTKa Ha MOFYXXHM IyOuTaK
Mmace

Graph 2. Effect of the distance between the nozzle and the workpiece surface on the lon-
gitudinal mass loss

I'padmk 2. ykasyje Ha MMHeAapHy 3aBMCHOCT, uaMeby momys>kHor rydurka
Mace U pacTojama M/IAa3HUIlE Off IpefiMeTa pajia, Koja ce MOyKe MCKa3aTy IIPeKo
byHKUMje:

Am=1,3137-h+1,99 (10)

EBupmeHTHa je M3y3eTHO jaka JMHeapHa 3aBMCHOCT KOjy IOTBphyje BUCOK
koeduumjeHT gerepMuHanuje ox 0,9983.

4. 3AK/bYYAK

3a BuIeakTOpHN eKCIEepPUMEHT MO y>KHOT rydutka Mace mpu AWJC nsa-
dpaHu cy mapamerpu mpoleca: IpUTHCAK p, pacTojambe MIasHuLe h u dp3uHy
nomaka u. IIpeTrmocTaB/beHN MaTeMaTHYKM MOJeN je Ouo y OdMuKy crereHe
dyHKIMje odnuka:

— AP, P, £P
R=C-f7f2: - f, (1)
Ha OCHOBY CIIpOBE€Nl€HE MaTe€MaTU4Ke OSpa,He pe3dynrata, AOLIJIO Ce€ [0
MaTeMaTU4KOI MOJi€/Ia IIpo1eca’y OSH]/IKY:

Am=0,767 - po,057 09,0316 (12)
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odmjenn MaremMaTH4Kky Mopen jecTe ajekBaraH. Mebyrum, ¢akropn
(mapameTpy) mpuTMUCKa U Op3uHe IOMaKa M/Ia3HMIE HUCY IIOKa3aau CUTHU-
¢dukaHTHOCT. 300T HaBe[jeHe YN bEeHNIIe 3BPIIEHA je PefyKIMja MOfiena, Koju je
JIaT M3Pa3oM:

Am=1,313-h+1,99 (13)

Ha ocHOBY M3HeTOT MOXe Ce 3aK/byYMUTH Ja:

- eKCHOHeHIVjaTHX OodMMK (YHKIMje MaTeMaTM4YKOr MOJe/la OfroBapa
UCIIUTUBAHOM IIpolecy odpae;

- u3adpaHu HUBOW Bapujaluje IMapaMeTapa IMPUTHUCKA U IOMaka He ode-
30ebyjy B1X0B CUTHU(VKAHTHY YTUIIj HA MATEMaTUYKV MOJIETT;

- pacTojame MJIasHuUIle Off HOBpLIMHE INpeAMeTa odpajie MMa 3HayajaH
yTHUIjaj Ha BpeTHOCT ryduTKa Mace mpu odpaju usepuie AWJC metonom;

- modujeHe M IpMKasaHe BPEHOCTY 3a NMOAYKHM T'yOUTaK Mace IOKasyjy
onpasgaHocT ynorpede AWJC npu pesamy Ijiode uBepuiie y cMuciy nosehama
KBaHTUTATVBHOT MICKOpUIIhema IIPeKo CMamberba OTIATKa.

Y uupy HOTIIYHMjeT caryleflaBama yTuljaja n3adpaHnx mapamMmerapa noTpedHo
je y dymyhum mctpakuBamuma M3BPIINTY KOPEKLMjy MHTEpBala Bapujanuje
OpuUTUCKa ¥ INoMaka. Ha Taj HaumH Oy Bapaso 00e30eIMTU HEMOTIIYHOCT
Impepe3uBama IO MAed/bMHM WCIUTUBAHMX Yy30paka (modujame ypesa Ha
erpyBerama). Takobe, dumo Ou CBPCUCXOAHO M3BPIINTY aHAIU3Y Ipepe3aHe
HOBpLIVHE y LM/bY YCTAHOB/baBaka KOMMYMHE 3a0CTaNor adpasyBa M CXOHO
TOME eroB YTUIIAj Ha Bapyjaliijy USMEPEHMX Maca.

Hanomena: Osaj pag je peanusosarn y oxeéupy upojexitia ,Vciiparusarve
KIUMATACKUX UPOMEHA U HUX08 YTHUUA] HA HUBOTIHY cpeguHy - ipaherve yTHuuaja,
agantmavuja u ybnaxasawe (TP III 43007, Qunancupa Munuciiapcitieo 3a
fipoceetily HayKy u iiexHonouiku paseoj Petiyonuxe Cpduje)
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EFFECTS OF CUTTING PARAMETERS ON THE MASS LOSS IN MACHINING PARTICLE
BOARDS USING AWJC METHOD

Srdjan Svrzié
Marija Mandi¢
Gradimir Danon

Summary

The goal of the study was to determine the possible effects of cutting parameters of the AWJC
upon the material mass loss. Potential positive results may lead to more efficient machining of boards.
The material selected for this study was three-layered conventional particle board. Three most com-
mon AWJC parameters were selected for this paper: working pressure p, nozzle to workpiece distance
h and cutting speed (nozzle movement velocity) u. The magnitude level of the selected parameters
was set to three: zero or referent level, lower, and upper level, denoted as 0, -1, and 1, respectively.
Multifactor Experimental Plan was applied for the purpose of establishing the relationship between
the selected parameters and the experimental output presented as longitudinal mass loss. Pre-re-
search referred to the moisture content of the samples before AWJC was applied. The same investiga-
tions were conducted after the cutting and throughout the drying and conditioning phase. After the
samples had reached the initial moisture content, it was possible to determine the difference in the
mass. Based on these results and by applying the orthogonal plan matrix, the established mathemat-
ical model proved only the significance of the nozzle to workpiece distance h. Hence, the adequate
model incorporating all three parameters had to be reduced to just one. The possible explanation
could be found in the narrow variation interval of the working pressure, high pressure values com-
pared to the threshold needed for the clean cut or cutting speed to pressure relationship. Obviously,
the geometry of the beam formed at the nozzle which depends upon the distance h had the major
influence on the mass loss in the presented research. However, in view of future examinations, some
additional analyses may take place, such as investigation of the cut surfaces with the aim of establish-
ing the presence of abrasive particles, and its possible influence on the mass of the samples. Reducing
the pressure below the threshold, which would provide just the engraving of particleboard samples,
could possibly provide adequate data for better understanding of its influence as a cutting parameter.
Future research studies would recommend the same procedure for the cutting speed.
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