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BMMJAHUE HA BPOJOT HA CEYUJIA BP3 HEKOU MAPAMETPU BO
NMPOLIECOT HA OBEPABOTKA HA IPBOTO CO KPY)XHA NUJIA

Brnapumup KOJbO30B, Pucto KIIMHYAPOB, 3opax TPITOCKU

ANCTPAKT

Bo Tpynor e mctpaxeHo BnMjaHWeTo Ha 6pojoT Ha 3abm BP3 BpejHOCTa Ha ofpefeHu
KUHEMATCKW 1 reoMeTpuCKM napameTpu BO NMPOLECOT Ha pexere —~ AebenvHarta Ha cTpywkara,
MOMeCTOT Mo 3ab M YeKopoT Ha 3abuTe, Npu 06paboTka co KpyxHa nuna. 3a uenurte Ha
VICTPaXKyBarbeTO e UCKOpNCTeHa crielymjanHa nporpama sa cumynaumja Ha npoLecoT Ha pexKerbe Ha
ApBOTO. PesynTatute of ncTpaxysareTo 0BO3MOXYBaaT OnpefenyBarbe Ha MakCUManHuoT 6poj
Ha ceuuna Npu Koj Ke ce NMOCTUMHE PEXEeHe CO MaKpo-CTPYLIKA.

Kny4Hm 36opoBu: pexerse Ha ApBo, 06paboTka Ha APBO, KPY>KHA NNa, CTPpyLIKa, Makpo CTpYLUKa.

1. BOBE[

VicTpaxyBatbata Kou ce 3aHMMaBaaT co Npoy4yBare Ha npoLecnTe Ha pexxere Ha
APBO Ce, npej ce, 04 eKchnepuMeHTaneH KapakTep. TakBUOT Tun Ha ncTpaxkyBara
nocTasysa ofjpefeHn Oaparba, 3a 4ue 3370BONYBatbe Ce NOTPeGHWM, MOHeKorall u
NPUNNYHY MaTepujasiHy U TEXHUYKM BNOXYBatba.

3a [a ro ucTpaxmme BAMjaHMETO Ha 6pojoT Ha ceunna (3abu) Ha Kpy>xHaTa nNuna Bp3
ANHAMAYKNTE, KMHEMATUYKATEe N FreOMeTPUCKUTE KapakTepUCTUKM Ha NpoLecoT Ha pe-
Ketbe Ha ApBOTO, ja NPUMEHMBME KOMNjyTepckaTta nporpama 3a cumynaumja Ha npouecoT
Ha pexerbe Ha ApeoTo [1]. [NporpamaTta HyaM WMPOKM MOXXHOCTU 3a AeduHupare Ha
NOYETHUTE YCII0BYM HAa PEXEHbeTo, onpe/jenyBarbe Ha N3Ne3HUTe KapakTepucTuki, 6e3 pe-
HMCU HWKAKBK Tpowouy. 3a peanusalpja Ha UCTPaXKYBaHHETO BO EKCNEPUMEHTASTHM ycno-
BM OM OMNio noTpebHO Aa ce uapabotaT anaTtu co pasnuyeH Opoj 3abu, a co UAEHTUYHN
OCTaHaTV kapakTepucTuku. Co NOMOLL Ha Nporpamara, MoXHo 6elle aa ce BpLIKX M360p Ha
nuna co NponssosieH 6poj Ha 3abm, 6es Aa ce nNpomeHaT ApyrUTe napameTpu.

2. METO4 HA PABOTA

flpn pedmhvparbe Ha MOYETHWUTE YCNOBK Ha NPOLECOT Ha pexere, YCBOEHW ce
CnefHnTe BpeAHOCTN 3a KOHCTaHTHUTE napameTpu:

- NPeYHnK Ha nunarta 250 [mm]

- BUCO4YMHA Ha peXkerbe 20 [mm]

- 6poj Ha BpTeXu Ha nunarta 3000 [min™]
- flebenuHa Ha nunarTa 1,8 [mm]

- 6p3nHa Ha nomecTt 18 [m/min]
- NO4eTeH paJuyc Ha 3aTanyBarbe 10 [um]

- arof Ha pexetbe 68 [°]

- CnJ1ecKyBatbe Ha 3abute 0,2 [mm]

9 p Bnagummp Komb03oB, fgouenT, Lymapcku tbakyntet, Ckonje, Peny6rmka Makegonvja
A-p Pucto Knunuapos, pegoseH npotpecop, Lymapcku thakyntet, Ckorie, Penybnvuka MakegaoHuja
8-p 3opan Tpnocku, BoHpeaen npocpecop, Llymapcku daxynter, Ckorje, Peny6rnuka MakegoHuja
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Kako npomeHnvBa BfesHa rofemuHa ce jaByBa OpojoT Ha ce4duna, CO YCBOeHU

BpefHoCcTU of 24, 32, 40, 48, 56, 64 n 72.

N3ne3Hn roneMmHu ce cunata Ha pexetwe, Kako OCHOBEH OAUHAMUHKU OLleHyBadku
nokasartesi, 4ekKopoT Ha 3abute Kako reoMeTpuCka KapakTepuctunka, p,eéenMHaTa Ha

cTpywKaTta U NnoMecToT 1o 326, KakKo KMHemMaTU4Kn napamMmeTpu.

3. PESYNTATH

Bo Ta6.1 ce npukaxkanu pesynraTuTe of cumynaumjata Ha NpoLecoT Ha peXere Ha
JIPBOTO CO KpYXKHa nuna, npu npoMeHa Ha 6pojoT Ha ceuunaTa. Pesynrtarute rpadmykm ce

npukaxkann Ha cn. 1, cn. 2w cn. 3.

Tabena 1. BnujaHne Ha 6pojoT Ha ceunna Bp3 HEKOW napameTpu
npu pexer-e Ha ApBOTO CO KPY>KHa nuna
Table 1. Influence of number of kerfs on some parameters
during woodmachining with circular saw

o
MpeyHnk Ha Nunara
Saw diameter
BucouMHa Ha pexerse

Cutting height

Bpoj Ha spTexu

Spindle speed

lebenvHa Ha nunaTta

Saw thickness/, B

[mm] 250 250 250 250/ 250| 250 250

(mm] 200 20/ 20| 20| 20/ 200 20

‘[min™) 3000; 3000| 3000{ 3000{ 3000 30001 3000

;[mm] 1.8

ofkerfs

Spéwi»«a Ha nomecT ) N ‘ - R
1

Feed speed fm/min] 8 18 18 18 18 18 18

MoyeTeH paguyc Ha 3a0bnyBatbe ‘ ‘

Radius of roundness (hm] 10 10 10 10 10 10 10

Aron Ha pexerbe [°] 68 68 68| 68 68 68 68

Cutting angle ;

CrnieckyBate Ha satuTe [mm] 02 02| 02| 02| 02 02 02

{Kerf pressing o L

Pact.op ockata Ha nunata ao pab.maca

le-to-table distance [mm] 15 715 15 15 15 15 15

IBva Ha pexerse
Cutting type L
pBeH suA '
Wood species
/lebennHa Ha CTpywkaTta
Chip thickness

MNomect no 3ab

HanpeyHanpeyHanpey HanpeHanpeyHanpey Hanpe

byka |byka |byka |Oyka |byka |Oyka §6yKa

‘[rmm] 0.245| 0.184} 0.147} 0.122} 0.105} 0.091, 0.081
i

ifmm/3a6]| 0.25| 0.19] 0.15] 0.12| 0.11] 0.09] 0.08

Feedbykef

exop Ha satuTe [mm] | 32.71} 24.53| 19.63| 16.35| 14.02| 12.26 10.90
Kerf step

]

BpavHa Ha pexetye iim/s] | 39.25| 39.25| 39.25| 39.25| 39.25| 39.25| 39.25
Cutting speed :

CpeaeH NPUTMCOK NO NpeaHaTa cTpaxa : 5

Average pressure on front side {[N/mm’] 29 > >9 >9 i 9
(DUKT.CTIeU.Cuna 110 33AHATa CTPaKa ‘IN/mm] | 1.482| 1.482| 1.482| 1.482| 1.482| 1.482| 1.482
Fict.spec.forceonbackside -7 " |7 T o
AFO/T Ha KOHTaKT o

Contact angle 0] 93] 93| 93/ 93| 93| 93 93
Cpeaek KMHEMATCKM arof Ha pexerbe o

I[Middle kinematic cutting angle [ 88| 88 88 88 88 88 88
MoueTHa Cc1Na Ha pexerse ;

Start cutting force N 23.9| 24.7| 255| 26.0| 269 27.5| 283
KpajHa cuna Ha pexerse i

End cutting force ;[N] 24.1| 249| 25.7| 26.3| 27.2| 27.8| 287
f104eTHA MOKHOCT Ha pexerbe W] 939| 969| 1000 1022| 1056| 1080| 1112
Start cutting power

KpajHa MOKHOCT Ha pexetbe : i

End cutting power W) 944/ 976/ 1008| 1032| 1067| 1093] 1126
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Cnuka 1. OgHoc mefy 6pojoT Ha ceunna v cunara Ha pexetbe
Figure 1. Relation between number of kerfs and cutting force
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Cnuka 2. OgHoc Mefy 6pojoT Ha ceunna u NoMecToT No 3ab/gebenuHata Ha CTpylLKaTa
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Figure 2. Relation between number of kerfs and kerf feed/chip thickness
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Cnuka 3. OgHoc mefy 6pojoT Ha ceunna n HeKopoT Ha 3abuta
Figure 3. Relation between number of kerfs and kerf step

4. ANCKYCUJA U 3AKNYHOK

Bps ocHOBa Ha pesynTaTtuTe of UCTPpaXyBarbeTo NpuKaxaHy Bo Tab. 1, moxe jAa ce
corneaa feka npoMeHaTa Ha OpojoT Ha ceuwnna Ha nNunaTa npeaus3BukyBa npomeHa Ha
HEKOJIKY N3Me3HU napameTpu. . )

Bo oaHOC Ha BNvjaHMeTO WTO NpoMeHaTa Ha 6pojoT Ha 3abuTe ro uva Bp3 cunarta Ha
pexetbe, of CN. 1 MOXe [la ce n3Bfiede KoHcTataumja feka BrmjaHueTo e Masno, OQHOCHO
3a [1BOjHO 3rofleMyBarbe Ha 6pojoT Ha 3abuTe, cunata Ha-pexxetbe pacTe 3a okofy 8-9% u
TOj nopacT e NpuUONWXKHO NMHeapeH MO UefMoT oncer Ha MeHyBarbe Ha BlesdHaTa
rofieMuHa.

IpaMKOHOT Ha ci. 2 ro UnycTpupa [iejcTBOTO Ha 6pojoT Ha 3abuTe Bp3 AedenvHaTa
Ha cTpylikaTa, OgHOcHO nomectoT no 3ab. Ce sabenexysa feka BpeAHOCTUTE Ha
U3Ne3HUTE napaMmeTpy pedncu ce coenaraar, WTo e JIOTNYHO, UMAjKK ja NpeaBu HMBHaTa
mefycebHa nopsaHocT. [losabenexnueo pasfeslyBatbe Ha KpuBuTe € MOXHO Mpu
ekcTpemHo Man 6poj Ha 3abw, WTO BO Mpakca He ce npumeHyBa. BpefHocTuTe Ha
fJebenvHara Ha cTpylukaTta (nomecToT no 3ab) ce aswxat of 0,25 mm, npn pexetbe CO
nuna Koja uma 24 ceyuna, na ce Ao 0,08 mm, kora 6pojoT Ha ceunna usHecyea 72.

4eKOopOT Ha 3abuTe (ceunnara) NpeTcTaByBa KOHCTPYKTUBHA KapakTepucTuka Ha
anaToT, HO NporpaMara 3a cumysaumja OBO3MOXYBa Npoy4vyBare Ha NpomeHaTa v Ha 0BOj
napameTap. Ha cn. 3 e npukaxaHa 3aBMCHOCTa Ha 4YeKOopOT Ha 3abute of O6pojoT Ha 3abw.
Moxe Aa ce KoHcTaTupa [eKa BpEeAHOCTAa Ha 4YEeKOpOT eKCrIoHeHUMjanHo onafa co
3roniemyBarbe Ha 6pojoT Ha 3adu.

Ha kpajoT, mMoXe fa ce KoOHCTatupa pAeka, 3a [afeHuTe YCrioBU Ha pexerbe,
peXereTo CO Makpo CTPYLKa, OOHOCHO peXxerbe Kora Ke ce opmupa CTpyuika co
npoceyHa Aebenuua norofiema og 0,1 mm, Ke ce oCTBapu ako anaroT uma HajmHory 58
3a6n. Cute BpegHOCTW Ha BnesHaTa ronemuHa Haj, 58, Ke posegat [10 pexerbe CO
co3/laBarbe Ha MUKPOCTPYILKA, WTO € NPOLEec KojITo oTCcTanyBa 0f CTaHAap/iHMOT U 32 KOj
e noTpe6eH NOVHAKOB aHaNMTMYKKM U MaTeMaTuyky anapart 3a npecMmeTka.
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INFLUENCE OF NUMBER OF CUTTING EDGES ON SOME PARAMETERS
DURING CIRCULAR SAW WOODPROCESING

Vladimir KOLJOZOV, Risto KLINCAROV, Zoran TRPOSKI"

SUMMARY

The paper deals with the influence of the number of cutting edges (kerfs) on some kinematic -

and geometry parameters in the process of machining with circular saw. These parameters include
chip thickness, speed by kerf and kerf step. For the purposes of the reserarch a special software, that
simulates the woodcutting process, is used. The results from the research can be used by engineers
for determining maximum number of kerfs on a circular saw, which will obtain a cutting process with a
macro-chip produced.

Key words: wood cutting, wood machining, circular saw, chip, macro-chip.
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