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A .k.Tehni¢ke informacije

A.k.Technical information
A.k.TexHu4yeckoe npunoxeHume

www.insfrum.su

Struganje
Turning
TouyeHune

ISO

Pravilan izbor alata
i rezima rezanja

Selecting the correct tool
and cutting data

Bbi60op MHCTPYMeEHTa
M PEXMMOB pe3aHusi

Faktori koji utiCu naizbor alata i plo€ica:
«+Obradak
+ Materijal
+ Konstrukcija
+ Tacnostikvalitet povrsine
“*Masina
+Snaga
+Krutost
+Stezni pribor
“Alat
+Rezimirezanja
+Performanse
+Kvalitet

Factors influencing the choice of tools:

“*Workpiece
+Material
*Design
+Accuracy/Finish

«*Machine
+Power
+Rigidity
+Holding

«»Tool
+Cutting data
+Performance
+Quality

OcHoBHbIe (hakTopbl BINSIOLLME Ha BbIGOP:

«»3araToBka

+Marepuan

+KoHCTpyKumnst

+TOYHOCTb M Ka4ecTBO NOBEPXHOCTU
«»CTaHokK

*MoLuHocT

+>XKecTtkocTb

*[MpnynH kpenneHus
“VIHCTPYMeHT

*Pexnmbl pes3aHusa

+OcobeHHOCTH

+KayectBO

1. Izbor sistema stezanja

1. Selecting clamping system

1. Bbibop cuctemMa kpenneHus

2. Izbor drzaca

2. Selecting toolholder

2. Bblbop Tuna gepxaBku

3. Izbor oblika plocice

3. Selecting the inserts

3. Bbibop chopMbl pexxyLLelt NnacTuHbI

4. |zbor geometrije ploCice

4. Selecting the insert geometries

4. BblGop reoMeTpun NnacTuHbl

5. Izbor veli€ine plocice

5. Selecting the insert size

5. Bblbop pasmepa nnactuHbl

6. Izbor radijusa vrha plocice

6. Selecting the nose radius

6. Beibop paagunyca Bepxa nnacTuHbl

7. Izbor sorte plocCice

7. Selecting the insert grade

7. Bbibop mapku TBepaoro cnnasa

8. Izbor rezima rezanja

8. Selecting the data recommendations

8. BbIbop pexxnmoB pesaHusi

9. Optimizacija i postojanost plo€ice

9. Optimization and tool life

9. OnTMMM3aunsa N CTOMKOCTb NITACTUHbI

10. Habanje plocice

10. Insert wear

10. MI3HOC nnacTuHbI

S-MAX P

S-MAX U

S-MAX S

S-MAX
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1. Izbor sistema stezanja

1. Select clamping system

1.BbI6Op cuctembl KpenseHus

Sistem stezanja:
+ S-MAX P
+ S-MAX U
* S-MAX S
* S-MAX

Clamping systems:
+ S-MAX P
+ S-MAX U
+ S-MAX S
+ S-MAX

Cunctema KpenneHus:
+ S-MAX P
+ S-MAX U
+ S-MAX S
* S-MAX

Tip stezanja / Clamping system / Cuctema kpenneHus

S-MAX P

S-MAX U

S-MAX S

S-MAX

Izbor sistema stezanja

Selecting the clamping
system

Bei6op cuctema Ks

KpenneHus

®

S

Spoljasnja gruba obrada
External roughing turning
HapyxHas yepHoBasi obpaboTka

Spoljasnja fina obrada
External finishing tumning
HapyxHas umictoBas obpaboTka

Unutradnja gruba obrada
Internal roughing turning
BHyTpeHHsist yepHoBasi obpabot

Unutrasnja fina obrada
Internal finishing turning
BHyTpeHHsst uncToBas obpabot

Tok strugotine
Chip flow
TeueHune CTpyxK1

Vreme izmene
Indexing time
Bpemst nsmeHeHus

Pristupacnost
Accessibility
[octynHocTb

S-MAX P

Sistem stezanja polugom ili klinom
Koristi negativne plocice

Velika stabilnost

Upotreba gruba obrada

S-MAX P

Clamping system lever or wedge
Use negative inserts

High stability

Rough turning

S-MAX P

KpenneHue pblyar unu KnuH

Vcnonb3oBaHue nnactuHbl 6€3 3agHNX Yrnos
Bonblwasi ctabunHocTb

[ins yepHoBoOW 06paboTKM

S-MAX U

Stezanje vijkom

Koristi pozitivne plocice
Dobro odvodenje strugotine
Upotreba pri zavrsnoj obradi

S-MAX U

Clamping system screw
Use positive inserts
Good chip flow

Finish turning

S-MAX U

KpenneHnune BUHT

Vcnonb3oBaHWe NnacTuHbl C 3agHUMK yriamMum
XopoLume U3HOC CTPYXKKN

[Ons yucroBow obpaboTku

S-MAX S

Sistem stezanja steznom Sapicom
Koristi pozitivne plocice sa geometrijom
Malo vreme zamene plocice

Upotreba pri srednjoj obradi

S-MAX S

Clamping system clamp set
Use positive inserts

Rapid insert replacement
Medium Machining

S-MAX S

KpenneHve ysen npuxsarta

Mcnonb3oBaHue NNacTuHbI C 3a4HUMU yriamu
Y reoMeTpum

KopoTkoe BpeMsi U3MEHEHVsI NacTUHbI

[Ons cpegHon 06paboTku

S-MAX

Sistem stezanja Sapom
Koristi KNUX i ravne plocice
Kopirno struganje

Velika oblast primene

S-MAX

Clamping system top clamping set
Use KNUX and other inserts
Copy turning

Wide area of turning

S-MAX

Kpennerve npuxsatom

Mcnonb3oBanve KNUX nnacTuHbl 1 paBHble
KonupHa TokapHasi obpaboTka

LLinpokas obnactb NnpuMeHeHnst
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2. Izbor drzaca

2. Select toolholder

2. BbiGop aepxaBku

Opste preporuke:

*

.

-

Za izabrani sistem stezanja prema
radnom komadu i napadnom uglu izabrati
moguce tipove drzaca

Neki drzaci imaju moguénost rezanja u
vise pravaca.

Drzaci za unutrasnju obradu sa napadnim
uglom 90° imaju male vibracije. Sa
povec¢anjem napadnog ugla povecavaju
se i vibracije.

Drzaci imaju definisane tipove i veli€inu
plocica koje upotrebljavaju.

Za drzace za spoljasnu obradu izabrati
max. poprecni presek drzaca.

Za drzace za unutrasnju obradu izabrati
najveci pre¢nik drzaca.

Izabrati najmanji moguci prepust drzaca.
Izabrati krut metod stezanja alata.

SHP pobolj$ava odvodenje strugotine i
povecava kvalitet povrsine.

General recommendations:

*

Select posible type toolholders according
workpiece and entering angle

Some toolholders have variant directions
machining.

Boring bars with entering angle 90° have
low vibrations. Changing entering angle
grow vibrations.

Toolholders have determinate inserts type
and size.

Select max. section of toolholder for
external turning.

Select max. diametar of boring bars
Select smallest possible overhang for
boring bars.

Select rigid clamping type for toolholder
Coolant supply improve surface quality
and moving chip.

90°

——— AN

/1.=0,4mm /%:=0,8-1,2

L PP

| e

O6Lwwue pekomMeHAaywLbIe:

*

[ina cuctem kpennexus, ¢
obpaboTbiBaeMbIM MaTepranom u
rmaBHUM yronieM Hago BblbpaTb Tvn
AepxXaBku

HekaTopble fepaBkn UMEIOT pasHble
HanpaBrneHusi pesaHusl.

HepxaBkun Ans6HyTpeHHOW 06paboTku ¢
yrmem 90° nmetoT maneHkune konebaHus.
CyBenunyaHnem yrons ysenuM4yarTtcs n
konebaHve

[epxaBku VMMeIOT onpedbeHe TUNu n
pa3mep nNnacTuHU KoTopue
ynotpebuTensHuve.

[ina pepxaBku ANs HapyXHyto o6paboTky
BbIGpaTh Max. nepeceyeHvie AepxaBku.
[ns gepxaBkv ANS BHYTPEHYHO
o6paboTky BbIGpaTh HanGonbLLWiA
AvnameTap AepxaBKku.

BbibpaTtb HalMeHbLLNIA Npenyck
Aepxasku

BbiGpathb xockuin MeToa KpenneHust
WHCTpyMeHTa.

CXI ynyywnTtb oTAeneHune
CTPYLUKOMOMKU, U yBENn4yaem Ka4ecTBo
NOBEPXHOCTH

77

| 3-4ed —

g

| ©

==,

=

3. Izbor oblika plo€ice

3. Selecting the insert

3. Bbi6op ¢hopmMu NNacTuHbI

Opste preporuke:

*
*

Pri izboru drzaca bira se i oblik plocice.
Ponekad se prvo izabere plocica, a zatim
drzac za izabranu plocicu.

Plocice oblika S imaju 4 (8) rezne ivice, a
plocice oblika K samo 2.

Plocice oblika V, K i R najviSe se koriste za
kopiranje.

PloCice oblika R imaju veliku kontaktnu ivicu.

Negativne plocice imaju jaku reznu ivicu i
postavljaju se na drzae sa negativnim
grudnim uglom. Pozitivne ploCice se vise
koriste za unutrasnju obradu ali i za finu
obradu.

Jednostrane plogice su stabilnije od
dvostranih, ali imaju i manje reznih ivica.

General recommendations:

*

During making of choice of toolholders You
should make choice of inserts

Sometimes it's better to choose an insert
first, and then go back and choose a suitable
toolholder

Inserts S shape have 4 (8) cutting edges,
and inserts K shape only 2 cutting edges
Inserts V, K and R shape are mostly use for
copy operation

Inserts R shape have a large contact edge
Negative inserts have a strong cutting edge
and these inserts are placed on toolholders
with negative rake angle. Positive inserts are
mostly used for internal turning and also for
finishing.

Single sided inserts are more stable then
double sided, but they have less cutting
edges

O6Lwue pekoMeHAyloOsIblE:

*

*

Mpu BLIGOPY AepxaBkn BbIGUpaeTcs 1 0b6nmnk
nnacTuHU.

Hekaraa nepBo BbIGpaTth NnacTuHy a notom
[AepxaBKy Ons BUGpaHy nnacTuHy.
MnactuHm obnuk S nmetoT 4(8) peaHux
KPOMKM, a nnactuHu obnuka K tonbka 2.
MnactuHm obnuka V,K u R Hanbonblue
MCnonb3yoT Ans KonvpHou o6paboTku.
MnactnHm obnmka R mumetoT GonbLuyto
KOHTaKT KPOMKY.

OTpuatenbHble MNacTUHY UMEIOT KOCKY
pEe3HyH0 KPOMKY U MOCTaBMSIOT Ha AepKaBke
C OTPULIETENBHUM FPYAHUM YIOreM.
Mo3uTnBHWE NNacTuHU GonbLLe NONb3YHTCH
[ANs BHYTpeHyto 06paboTKy, HO U Ans
4YMCTOBYO 06PabOTKY.

OpHOCTOpOHME NnacTuHW cTabbunHee ot
[BYXCTOPOCHHUX, HO UMEIOT U MEHbLLE
PEe3HUX KPOMKaX.
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4. Izbor geometrije plocice

4.Geometry recommendations

4. BbI6op reomeTpumn NnacTuHbI

Opste preporuke:

+ Plocice bez geometrije koriste se za
obradu materijala kratke strugotine

+ Plocice geometrije -61, -CF, -UF koriste se
za zavrs$nu obradu.

+ Plocice geometrije -15, -CM koriste se za
polugrubu obradu

+ Plocice geometrije -71, - CR, -UR koriste
se za grubu obradu.

General recommendations

+ Inserts without geometries are used for
turning of materials with short chips

+ Inserts with geometries -61, -CF, -UF are
used for finishing

+ Inserts with geometries -15, -CM are used
for half rough machining

+ Inserts with geometries -71, -CR, -UR are
used for roughing

O6LwWwme pekoMmeHOyOLbIE:

+ [nactuHbl 6e3 reoMeTpum UCNonb3yTCs ANs
06paboTky MaTepusinoB KapoTKOn
CTPYLLKOSIOMKM.
lMnacTuHel reometpun - 61,- CF, - UF
MCMOoNb3yTCs ANt YUCTOBOK 06paboTKy.

¢ TnactuHbl reometpun — 15, CM
MCMonb3yTCA AN NONy4YePHOBO
06paboTky.

¢ [nactuHbl reometpun - 71, - CR, - UR
MCMonb3yTCA ANst YHepHOBOK 06paboTKy.

Radno podrucje
Working area A B C D E
Pabouas obnactb
Vrsta obrade Ekstremno zavrSna ZavrSna Srednja obrada Polugruba Gruba
Machining type Extreme finishing Finishing Medium Machining Semi-roughing Roughing
Bupg obpabotke Ekctpa uncrosas YucTosas MonyuncTtoBas [MonyyepHoBas YepHoBas
korak mm/o 0.05+0.15 0.10+0.30 0.20+0.50 0.40+1.00 0.50+1.50
feed f | mmr 0.10+0.30 " 0.20+0.50 " 0.40+1.00 © 0.60+1.50 © 0.70+1.50
nogava mm/o s MY VY R Rt Y
dub_ina rezanja mm
cutting depth | @ |mm 0.25+2.00 0.50+2.00 1.50+4.00 3.00+10.00 6.00+15.00
rmy6uHa mm
pes3aHua
® _ Vrednost koraka samo za okrugle plogice "’ — Feed values for round inserts " — MNonaya Tonbko ANA KpyrMe NNacTUHbI
ISO P M K M K K
@ Zz © . B 2
o = =0 s 8
5 3, S 5 T z
55 5% | &% c 2 |2 £(288(, 3
E'E,s o @ EoS T Em _ g - s o|®8c|lo =
& 2oz =82 £ 2gz2| Ee3 Ted | s3& |9 3[€88| 2.5
2 £33 8¢ & 3%2| €85 =3 O =88 [E_R|>2B,|288
5,8c2 2oz £o,8c8| §88c | 855 g8 |9Eo|(Q88K|azx
=29g ol —2=c = =9 TS o8 I S8
TEeS2l Sae SE5s52| 2859 S = 2283 |25 852|822
=0 9ag 'EQS_Q =3 a3 o< S o EE’S __Eq: SE S oS F Lo =
go003 QL (9505 8500 | =23 TPS |X5%|(508| 523
T25082 oS8C | B2c088| TOLG 05 & Scd 25|85 | BEE
=51=6| zhX6 |[=8wH=5| >TO= =n= FIF- |[@dEc|(®58|(050
Radno podrucje
Working area ABCDE | ABCDE BCDE ABCDE | ABCD ABC
Pa6ouyas obnactb
S-MAX P -61 25400 14400 2300 22000 0330 000 3 4 4
S-MAX P -15 02530 01320 0220 02200 0000 022 3 3 3
S-MAX P -71 02354 02232 1111 00110 0000 000 4 3 4
S-MAX P -NMA 00000 00000 4555 00000 0000 500 5 2 3
S-MAX P -NMG 01330 01330 0222 00400 0000 000 4 3 4
S-MAX P -NMM 01344 02210 1111 00110 0000 420 4 3 3
RCMX 01350 01330 0340 03440 0000 000 5 2 2
RNMG 01243 04420 2342 02310 0000 033 5 2 2
S-MAX P —CF 25400 14400 2300 22000 0330 000 3 4 4
S-MAX P —-CM 02530 01320 0220 02200 0000 022 3 3 3
S-MAX P -CR 02354 02232 1111 00110 0000 000 4 3 4
S-MAX U -UF 54000 54000 3000 43000 2100 000 1 3 4
S-MAX U -UR 14510 25410 4410 12310 2342 000 2 4 4
S-MAX S -PMR 14420 24420 3220 13220 2342 000 2 4 4
S-MAX S -PGR 14420 24420 3220 13220 2342 000 2 4 4
S-MAX -NUN 01343 00000 4554 00000 0000 032 4 0 1
S-MAX -NGN 01343 00000 4554 00000 0000 032 4 0 1
S-MAX —-PUN 01343 03553 4431 03550 0222 000 3 3 3
S-MAX -PGN 01343 03553 4431 03550 0222 000 3 3 3
S-MAX KNUX-11 04310 04520 0431 04310 0421 000 2 4 4
S-MAX KNUX-12 03420 02430 0253 02530 0242 000 3 3 3
S-MAX KNUX-13 01340 0134 0134 01340 0133 000 3 3 3
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5. Izbor veli€ine plocice

5. Selecting the insert size

5. Bubop pasmepa nnacTtuHu

Opste napomene:

.

Odrediti najvecu dubinu rezanja (a,)
Odrediti potrebnu efektivhu duzinu rezne
ivice ploc¢ice (l,) imajuci u vidu napadni
ugao K, i dubinu rezanja

Na osnovu potrebne efektivne duzine
rezne ivice plocice i oblika plocice odrediti
veli€inu plocice

General recommendations:

+ Determine the largest cutting depth (a,)

+ Determine the necessary effective cutting
edge length (I,) while also considering the
entering angle k, and cutting depth a,

+ Determine insert dimensions in regards of
necessary effective cutting edge length
and insert shape

O6Lwme npumMmeyaHue:

+ OnpegenuTb HanbonbLy rmyouHy pesaHusi
@,

¢ OnpepenuTtb ePeKTUBHYIO ANNHY PexyLLen
KPOMKM nnacTuhu (1,) umsioT B BUay
HanagHuii yronb K, 1 rMy6uHy pesaHusi.
Ha ocHoBe noTpe6GHOCTU edhekTUBHE ANUHE
pe3yLuyen KpoMKW NnacTuHKM 1 obnuka
nnacTuHu BelbpaTe pasmep NNacTuHbI

Dubina rezanja (a, ) mm
X o Cutting depth (a, ) mm
Napadni ugao k; (°) Fny6uHa pesanus (a,) MM
Entering angle K, (°) | 2 | 3 ] 4] 5 | 6 | | 8 ] 9 [ 10 [ 15
° Potrebna efektivha duzina rezne ivice (I,) mm
FENEALT) PIEE ( ) Necessary effective cutting edge Iengt(h )(Ia) mm
MoTpe6Ha edheKTUBHA ANUHA pexyLuen KpoMku (1,) mm
90 90 1.0 2.0 3.0 4.0 5.0 6.0 7.0 8.0 9.0| 10.0] 15.0
105 75 1.0 2.1 3.1 4.1 5.2 6.2 7.2 8.3 93| 105 155
120 60 1.2 2.3 3.5 4.6 5.8 6.9 8.1 92| 104 | 115 173
135 45 1.4 2.8 4.2 5.7 7.1 8.5 99| 13| 127| 141 21.2
150 30 2.0 4.0 6.0 80| 10.0| 12.0| 140| 16.0| 18.0| 20.0| 30.0
165 15 3.9 77| 116, 155] 193| 23.2| 27.0| 309| 34.8| 386 | 58.0
I,=a /cosk,
Radno podrucje — Working area - Pabo4asi obnactb
A B C D E
I la
I ¥ Lom=1/2 x 1 I L,.=1/2x1
Ia
| L, =1/4x1 ' L,.=1/2 x|
a |
j_@ L,..=0.4xd Iy L,..=2/3 x|
[ la
' Lone=1/4 x| ' L,..=1/2x1
[ | s
| L,.=1/3xI L,.=1/2xI
| |
l Lo =1/4 X | a Lyw=1/3 x|
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6. Izbor radijusa vrha
plocice

6.Selecting the
nose radius

6.Bbibop paguycb Bepxa
nNacTUHbI

Opste preporuke:
“Gruba obrada
+ Odaberite najveci polupre¢nik zaobljenja
vrha rezne plocice, da bi dobili Evrscéu
reznu ivicu
+ \Veliki polupre¢nik zaobljenja vrha rezne
plocCice dozvoljava veci pomak. Radijus i
pomak su u korelaciji (ne sme se
prekoraciti maksimalni pomak za grubu
obradu).
+ U slucaju tendencije ka vibracijama pri
obradi, smanijiti radijus zaobljenja.
+ Za grubu obradu naj¢esce korisceni
radijusi su 1.2+1.6mm.

General recommendations:
“*Roughing
+ Select the largest possible nose radius to
obtain a strong cutting edge
+ A large nose radius permits larger feeds.
Nose radius and feed are related to each
other (it is essential that the maximum
feeds are not exceeded)
+ Select a smaller radius if there is a
tendency towards vibration
+ For roughing, the most commonly used
radius are 1.2 + 1.6

OG6Lme pekomeHAyOLME:
“*YepHoBasi obpaboTka.

+ Opgobpatb HanbonbLNi NonyausameTap
paguyca Bepxa pexyLuen nnacTuHu, 4To
BU NONYYUIIM XKOCKYHO PEXYLLYIO KPOMKY.

+ bonbLuo nonyausimeTap paguyca Bepxa
pexyLuen NNacTMHU AoNyCTUTb 6oMbLUION
nogadva. Paguyc 1 nogava B OTHaLLEHUIO
(He MOXHa NPOCPOYUTE MaKCMMAIHbIN war
Ons YepHoBo 06paboTku).

+ B cnyyato TneHaeHUMn ka BUGpaumsam npu
0bpaboTke, yMEHLWNTb paanyc Bepxa.

+ [Insi yepHoBOW 06paboTke BeCcbMa 4acTo
ncnonb3oBaHbIn paguycu 1,2+1,6mm.

“f* za grubu obradu [mm/o]
“f “ roughing

Radijus vrha r

Nose radius : 04 0.8 1.2 1.6 24
Pagnyc Bepxa (mm)

Maksimalni preporuceni pomak f

T T VIO (mmi) 10.25+0.350.40+0.70| 0.50+1.00| 0.70+1.30| 1.00+1.80
nopaya (mm/o)

[mm/r]

= 0.5 x radijus vrha
= 0.5 x nose radius
~f~ ANsi YepHoBoW obpaboTkn [Mm/r] = 0,5 x paguyc Bepxa

Opste preporuke:
“»ZavrSna obrada
+ Na hrapavost obradene povrsine i
tolerancije uti¢e kombinacija radijusa
vrha i pomaka kao i stabilnost obratka,
stezanja i opSte stanje masine
+ Hrapavost obradene povr§ine moze ¢esto
da se pobolj$a koris¢enjem vecih brzina
rezanja i neutralnim ili pozitivniim uglom
rezanja.
+ |zabrati manji radijus ako postoji
tendencija ka vibracijama.
+ Nepresvuceni kvalitet obi¢no ostvaruje
bolju hrapavost obradene povrcine nego
presvuceni.

General recommendations:
«»Finishing

+The roughness and tolerances are
affected by the combination of nose
radius and feed as well as the workpiece
stability, clamping and the overall
condition of the machine.

+ The roughness can often be improved by
using higher cutting speeds and neutral
or positive rakes

+ Select a smaller radius if there is a
tendency towards vibration

+ Uncoated grades normally provide a
better roughness than coated grades

O6Lwme pekmeHayoWme
“*YucrtoBas obpaboTka:

+Ha xBockocTb 06paboTumae NoBepxXHOCTU 1
TonepaHuUmio BNMsiHME KOMBUHaUMK paguyca
BEpxa 1 nofayu kak u ctaburbHocTt
obpaboTrBaemMoro matepuana, Kpenmnenus u
0o0LLEe COCTOsIHME CTaHKa.

+ XBOCKOCTb 06paboTumae noBepxHOCTH
MOXHa 4YacTo yYBEenu4aTb UCMONb30BaHEM
GOrbLUMX CKOPaCTU pe3aHusi, HeYTPOIbHUM
UM NO3UTTUBHUM YrONEM pe3aHus.

¢ BbibpaTb MeHbLUN paguyc CKOMbKO
TaHAeHUMs ka BUbpaumsimu.

+ Henokputoe kayecTBo B 06LLEM
OCYLLECTBUTb fy4LLYy XBOCKOCTb
06paboTnBPMOW NMOBEPXHOCTU OT
NOKPMMOJIIO KayecTBa

Teorijska vrednost (Rmax)
povrsinske hrapavosti
moze se sracunati iz

formule. formula.

The theoritics| (Rmax)
value of the surface finish
can be calculate from the

[TeopeTuyeckas CTOMMOCTb
Rmax)

MoBepxHoOM XBOCKOCTU
MOXHa cunTaTb U3 hopmynu.

f (mm/o, mm/r) — pomak / feed / nogava

Rmax (um) — dubina profila / profile depth / rno6uHHa dopmmn
r. (mm) — radijus vrha plocice / nose radius / paanyc Bepxa nnactuHu

Rmax Ra=CLA=AA RMS N Rmax Ra=CLA=AA RMS N
um um din um din um um uin um din
1.6 0.30 11.8 0.33 13.1 7.0 1.40 55.1 1.50 61.2 N7
1.8 0.35 13.8 0.39 15.3 8.0 1.60 63.0 1.80 70.0
2.0 0.40 15.7 0.44 17.4 N5 9.0 1.80 71.0 2.00 78.8 N8
2.2 0.44 17.5 0.49 19.4 10.0 2.00 79.0 2.20 87.7 E
2.4 0.49 19.2 0.54 21.3 15.0 3.20 126.0 3.10 140.0
2.6 0.53 20.8 0.59 23.1 20.0 4.40 173.0 4.90 192.0
2.8 0.58 22.7 0.64 25.2 25.0 5.80 238.0 6.40 264.0
3.0 0.63 24.6 0.70 27.3 27.0 6.30 247.0 7.00 274.0 N9
3.5 0.71 27.8 0.79 30.9 E 30.0 7.40 292.0 8.20 324.0 A
4.0 0.80 314 0.89 34.8 N6 35.0 8.80 346.0 9.80 384.0
4.5 0.90 35.2 1.00 39.1 40.0 10.70 422.0 11.90 468.0
5.0 0.99 38.5 1.10 43.1 45.0 12.50 485.0 13.90 538.0 | N10
6.0 1.20 47.2 1.30 52.4 50.0 14.00 552.0 15.50 613.0
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A .k.Tehni¢ke informacije Struganje
A .k.Technical information Turning ISO
A.K.TexHu4eckoe npunoxeHume TouyeHue

7.Bbi6bop cCOpTH NIIACTUHBI

K.7

7. Izbor sorte ploc¢ica za struganje

7. Insert grades for turning

And To4eHus

Osnovne sorte
Basic grades
OcHoBHUe copTe

ISO

ANSI

Dopunske sorte

[ononbHUTensHMe

Supplementary grades

"

—

415

Cg|
C7
C6

|

_—
435

C5

Zilavost Toughness [lpoyHocT

-

Celik, M
celicni liv,
temperovani liv, 10
manganski ¢elik,
legiranij sivi liv,

(P1P)

austenitni celici,
temperovani liv,
éelik za automate

4015

20

Steel, cast steel,
manganese steel,
alloy castiron,

austenitic steels,
malleable iron,
free cutting steel

4035

30

Cranb, _
CTanHbIi NUB,
TeMnepnue,

4025

— 435

P6

—

MaHraHuoBbIN
cTanb, nerupaHu
Yy
OYCTEHNTHUI
cTanb, cranb Ans
aBTOMaTa

40

Zilavost Toughness [lpoyHocT

<

|> Otpornost na habanje / Wear resistance / CToikocTb Ha XBOCKOCTb [

tance / CTOMKOCTb Ha XBOCKOCTb

Otpornost na habanje

K1P

415

K20

Zilavost Toughness [llpoyHocT

-

. Wear resis

Otpornost na habanje
Wear resistance / CTOMKOCTb Ha XBOCKOCTb
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Struganje
Turning

ISO

8. Izbor rezima rezanja

8. Select cutting data

8. Bbl6bop pexuma pesaHusi

Opste preporuke:

*

Kod grube obrade struganjem snaga i
stabilnost masine kao i sposobnost
oblikovanja strugotine su ¢esto
ogranic¢avajuci faktori. Najekonomicnije
rezanje postize se kombinacijom velikog
pomaka i male brzine rezanja.

Kod zavrSne obrade moraju se uzeti u
obzir povrsinska hrapavost, tolerancije i
zahtevi za formiranje strugotine. Najcesce
se pomak bira na osnovu radijusa vrha
plocice i trazene hrapavosti.

Vrednosti brzine rezanja zavise od sorte
tvrdog metala, materijala i tvrdoc¢e radnog
komada i ostalih dopunskih uslova. Brzina
se naj¢eS¢e uzima kao tabli¢na vrednost
koju treba korigovati za poremecajne
faktore. Brzina je prilagodena plocici za
radnu postojanost od 15min.

General recommendations:

+ In rough turning operations the power and
stability of the machine as well as chip
forming ability are often limiting factors.
The most economical choice of cutting
data is obtained by combination of high
feed and low cutting speed

+ Roughness, tolerance and chip forming
requirements must be taken into
consideration in finishing operations.
Usually, the feed selection is depend on
roughness and nose radius

+ Cutting speeds are depend on selected
carbide grade, materials and workpiece
hardness, and other additional terms. The
speed are usually determined by table
values multiplied by disarrangement
factors. The speed is adapted to insert
work steadiness of 15min.

O6Lme pekoKoMeHayroLWwme:

+ [pn YepHOBOW TOKapHON 06paboTKN
MOLLHOCTb U CTABUMHOCT CTaHKa KoK 1
CNOCOBHOCTL OBMMKOBAHA CTPYLLKW YacTo
bakTopu orpaHnyeHusi. HarekoHoMUHMo
pesaHune AOCTUTHYTb KOMBUHaLWoM BornbLLoro
nofayun 1 MasieHKon CKOpoCTU pe3aHusi.

+ Kop uncToBoe 06paboTKM HY>HO BblBGpaTh BO
BHVIMaHM1e NMOBEPXHY XBOCKOCTb,
TonepaHumio 1 Ans chopmmpaHmne CTPyLLKK.
LLiar BubbIpaeT Ha ocHoBaM paguioca Bepxa
nnacTuHu n TpeboBaemoi XBOCKOCTY.

+ CTOMMOCT CKOpacTW pe3aHus 3aBUCUTb OT
TBEPAOro cnnaea, Matepusna u Teépaactu
06paboTUMOroN LUTYKMN U OCTOSHbIX
AononbHUTENbHMX ycnosus. CkopacTb B
NPUHLMNE HYXHO B3ATb KaK TabnuuHyto
BPEAHOCT, KOTOPYH HY>HO KOPUrOBOTb Anst
nepemeHeHnx gaktopa. CkopacTtb
npucnocobneHa nnacTuHu ans padoyyo
CTOWKOCTb OT 15 MUH.

Razlika u tvrdo¢ama (HB) / Difference in hardness (HB) / PasHuua B TBepgoctu (HB)

CMC No. -80 -60 -40 -20 0 +20 +40 +60 +80

01 1.07 1.0 0.95 0.90

02 1.26 1.18 1.12 1.05 1.0 0.94 0.91 0.86 0.83

03 1.05 1.10 1.0 0.91 0.84 0.79

05 1.21 1.10 1.0 0.91 0.85 0.79 0.75

06 1.31 1.13 1.0 0.87 0.80 0.73

07 1.14 1.08 1.03 1.0 0.96 0.92

08 1.25 1.10 1.0 0.92 0.86 0.80

09 1.07 1.03 1.0 0.97 0.95 0.93 0.91

20 1.26 1.11 0 0.90 0.82

Postojanost

Tool life min 10 15 20 25 30 45 60

CronkocTb

Korekcioni faktor

Correction factor min 1.10 1.00 0.95 0.90 0.87 0.80 0.70

KopekuyoHn gaktop
N/F:nmmz HV | HB | HRc | “sh” N/an’?nz HV | HB | HRc | “sh” N/anmmz HV | HB | HRc | “sh’ N;mmz HV | HB | HRc | “sh’
700 200 - 28 1370| 390 | 385 | 39.8 | 49 2030 | 580 | 527 | 53.3 [ 68 2700 770 | 644 | 62.3 [ 85
740 210 - 29 1400 | 400 | 393 | 40.7 | 50 2070 | 590 | 533 | 53.8 [ 69 2730 780 | 650 | 62.7 [ 86
770 220 30 1440 | 410 | 400 | 41.5| 51 2100 | 600 | 533 | 54.4 | 70 2770 790 | 656 | 63.1 [ 86

810 230 19.2 | 31 1470 | 420

407 [ 42.3 | 52 2140| 610 [ 543

549 | 7 2800 | 800 | 661 | 63.5| 87

840 240 21.2] 33 1510 | 430

416 [ 43.2 | 53 2170 620 [ 549

5564 | 72 2840| 810 | 666 | 63.9 | 87

880 250 23.0| 34 1540 | 440

423 [ 44.0 | 54 2210 | 630 | 555

55.9| 73 2870| 820 | 670 | 64.3 | 88

910 260 24.7| 35 1580 | 450

429 [ 448 | 55 2240 | 640 | 561

56.4 | 74 2910 830 [ 677 | 64.6 [ 89

950 270 26.1| 36 1610 | 460

435 | 455 | 56 2280 | 650 | 568

56.9 | 75 2940| 840 | 682 | 65.0 | 89

980 280 276 | 37 1650 | 470 | 441 | 46.3 | 57 2310| 660 | 574 | 574 75 2980 | 850 - | 653 90
1020 290 29.0] 39 1680 | 480 | 450 | 47.0 | 58 2350 | 670 | 581 | 57.9 [ 76 3010 | 860 - | 657 90
1050 300 30.3 [ 40 1720 | 490 | 457 | 47.7 | 59 2380 | 680 | 588 | 8.7 [ 77 3050 | 870 - | 66.0[ 91
1090 310 315 #1 1750 | 500 | 465 | 48.3 | 60 2410 690 [ 595 | 58.9 [ 78 3080 | 880 - 663 91
1120 320 329 42 1790 | 510 | 474 | 49.0 | 61 2450 | 700 [ 602 | 59.3 [ 79 3120 | 890 - | 666 92
1150 330 33.8 [ 43 1820 | 520 | 482 | 49.6 | 62 2480 | 710 | 609 | 59.8 [ 80 3150 | 900 - 1669 92
1190 340 349 44 1860 | 530 | 489 | 50.3 | 63 2520 720 | 616 | 60.2 | 81 3190 ] 910 - |6r2| -
1230 350 36.0 [ 45 1890 | 540 | 496 | 50.9 | 64 2550 | 730 | 622 | 60.7 [ 82 3220 920 - | 675 -
1260 | 360 | 359 | 37.0 [ 46 1930 | 550 | 503 | 51.5| 65 2590 | 740 [ 627 | 61.1 [ 83 3260 | 930 - |er7| -
1300 370 | 368 | 38.0 [ 47 1960 | 560 | 511 | 52.1 | 66 2630 750 | 633 | 61.5| 83 3290 | 940 - |680| -
1330 380 | 373 | 389 [ 48 2000 570 | 520 | 52.7 | 67 2660 760 | 639 | 619 84
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A .k.Tehni¢ke informacije Struganje
A.k.Technical information Turning ISO
A.k.TexHn4eckoe nNpunoxeHue ToueHue
ISO CMC Materijal Specifi¢ma sila Tvrdoca po Brinelu | « Otpornost na habanje / Wear resistance
No. Material rezanja k 0.4 HB CTOMKOCTb Ha XBOCKOCThb
Marepuan Specific cutting Hardness Brinell Osnovni kvalitet / Basic grades / OcHoBHoOe Ka4ecTBO
force k 0.4 HB P1P | PGP 415
Ci Teép, b NO Pomak mm/e / Feed mm/e / LWar mm/e
cuna pesanus k 0.4 Egvmeny 0.1 0.3 0.5 | 01 0.4 0.8
N/mm2 Brzina rezanja m/min / Cutting speed m/min
KOpPOCTb pe3aHsi M/MUH
01.1 Nelegirani ugljenicni celik C=0.15% 1900 125 410 290 230 480 345 250
01.2 Non-alloy carbon steel C=0.35% 2100 150 350 260 210 440 315 230
01.3 Henerupanu yrnepogHuii ctanbm C=0.60% 2250 200 330 230 185 385 275 200
Legirani celik / Alloy steel / llerupanu ctanb
02.1 Zaren Annealed YKapeH 2100 180 260 180 145 380 265 195
02.2 Pobolj§an Hardened and tempered >KaponpouHuii 2600 275 180 120 100 260 180 130
02.2 PoboljSan Hardened and tempered YKaponpouHuit 2700 300 165 115 90 240 165 120
02.3 PoboljSan Hardened and tempered >Kaponpo4Huii 2850 350 145 100 80 210 145 105
Visokolegirani ¢elik/High-alloy steel/Bucokonerupanu crtanb
03.1 Zaren / Annealed / YXapex 2600 200 235 165 350 230 170
03.2 Kaljen / Hardened / 3akanénuit 3900 325 115 80 170 110
Nerdajuci ¢elik / Stainless steel / HepxxaBetowas ctanb
05.1 Zaren / Annealed / XapeH 2300 200 240 195 295 240 190
] ini/ itic / M
Celiéni liv / Stell castings / CTanbHuin nus
06.1 Nelegirani / Non-alloy / Henervpanu 2000 180 155 120 260 185 145
06.2 Niskolegirani / Low-alloy / Huckonerupanu 2500 200 155 110 255 160 120
06.3 Visokolegirani/ High-alloy / Bucokonernpasu 2700 225 125 90 190 130 95
ISO CMC Materijal Specifiéma sila Tvrdoéa po Brinelu | « Otpornost na habanje / Wear resistance
No. Material rezanja k 0.4 HB CTOMKOCTb Ha XBOCKOCThL
Marepuan Specific cutting Hardness Brinell Osnovni kvalitet / Basic grades / OcHoBHoe ka4yecTBo
force k 0.4 HB P1P | PGP 415
Ci Teép, b N0 Pomak mm/e / Feed mm/e / LWar mm/e
cuna pe3anvus k 0.4 ﬁgmieny 01 0.3 | 0.1 0.4 0.8
N/mm2 Brzina rezanja m/min / Cutting speed m/min
CKopacTb pe3aHs M/MUH
Nerdajuci celik / Stainless steel / Hep ctanam
M 05.2 Zaren / Annealed / XKapeH Austenitic Ni>8%,Cr 12-25% 2450 180 205 170 285 240 160
05.51 Duplex nerdajuéi celik / Duplex stainless steel
05.52 [ynnekcHas HepxaBelas ctanb Austenitic/ferritic
Austenitic/ferritic, low S
Vatrootporne legure / Heat resistant alloys / Orn nerype
Osnova gvozde / Iron base /
20.11 Zarene / Annealed / XKapeH OcHosa ¢hepum 3000 200
20.12 Ostarene / Aged / OctappeHHue 3050 280
20.21, 20.31 Zarene / Annealed / XKapeH Nikl ili kobalt osnova 3500 250
20.22,20.32| Ostarene/Aged / OctappeHnHue Nickel or cobalt base 4150 350
20.24, 20.33 Livene / Cast / [luta Huken u kobanm ocHosa 4150 320
Titanove legure / Titanium alloys / TutaH nerypa
23.1 Cist Ti o, blizu o i o+p legure, a+p legure ostarene, B legure 1530 400
zarene ili ostarene
23.2 Commercial Pure Ti a,near o and a+f alloys, o+p alloys in aged 1675 950
cond. B alloys in annealed or aged condition
23.22 1690 1050
ISO CMC Materijal Specifiéma sila Tvrdoéa po Brinelu | <4 Otpornost na habanje / Wear resistance
No. Material rezanja k 0.4 HB CTOMKOCTL Ha XBOCKOCTb
Martepuan Specific cutting Hardness Brinell Osnovni kvalitet / Basic grades / OcHoBHoe kauecTBO
force k 0.4 HB PGP 3015 | PGP 435
C Teép, b Mo Pomak mm/e /| Feed mm/e / Llar mm/e
cuna pe3anus k 0.4 Egvmeny 0.1 0.4 0.8 | 0.2 0.5 1.0
2 - - - - -
N/mm’ Brzina rezaréjsor;;g:_: pe:aﬁ:t:l:lnmgmipeed m/min
Tvrdi celik / Hard steel / TBépaunii ctansa
Kaljeni celik Manganski celik 12% 4500 55 HRC
Hardened steel Manganeses steel 12% 3600 250
3akaneHHWit cTanb MarzaHyesas cmasnb 12%
Temperovani liv / Malleble iron / Temnep nuTbe
Feritni / Ferritic / ®eputHble 1100 130 325 270 210 170 145 100
Perlitni / Pearlitic / MepnuTHbIA 1100 230 225 155 95 120 85 50
Sivi liv / Cast-iron / YyryH
Nisko otporan / Low tensile / Hu3konpouHbiin 1100 180 475 290 185 225 150 90
Visoko otporan / High tensile / BucokonpouHbiit 150 260 270 175 110 155 95 55
Nodularni liv / Nodular SG iron / HogynapHHoe nutbe
Feritni / Ferritic / ®eputHble 1100 160 285 200 140 165 110 70
Perlitni / Pearlitic / MepnuTHbIA 1800 250 210 145 100 120 90 55
Kokilni tvrdi liv / Chilfed cast iron / Kokunuu TBEpANiA nuB
3000 400
Aluminijumske legure Termicki neobradive
Aluminium alloys Non-heat treatable 500 60
AnymuHui nerypa Tepmuueckuit Hobpo6oTuBaHa 800 100
Aluminijumske legure (liv) Termicki obradive
Aluminium alloys (cast) .'?:a‘ treatable 750 75
AnymuHwi nerypa pMUyeckuii o6pooTusaHa 900 90
Bronza i Mesing legure
Bronze and Brass alloys 700 110
BpoH30BbLIe U NaryHHbIe cnnaBsbl 750 90
1750 100

Ostali materijali / Other materials / OctanbHue maTepusnu
Tvrda plastika / Hard plastics / Teépaas nnactvka
Sinteticka vlakna / Fibre / CuHTeTk  BnakHa

Tvrda guma / Hard rubber / Teépaas wuta
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A.k.Nominalne brzine rezanja i pomaci za opste struganje
A.k.Nominal cutting speed and feed values for general turning
A.k.HoMmuHanHasa ckopocTb pe3aHs U nogayun Ans onwero To4eHus

Zilavost | Toughness > - Otpornost na habanje / Wear resistance Zilavost | Toughness
npO‘lHOCTb CTOMKOCTb Ha XBOCKOCTb I'Ipolmocrb
Osnovni kvalitet / Basic grades / OcHoBHoe ka4ecTBO D i kvalitet / y grades /1 KauecTBo
PGP 435 | p6 PGP 3015 | PGP 4015 | PGP 4025 | PGP 4035
Pomak mm/e / Feed mm/e / LWar mml/e Pomak mm/e /| Feed mm/e / Lar mm/e Pomak mm/e / Feed mm/e |/ LWar mm/e
0.2 0.5 1.0 | 03 0.6 1.2 0.1 0.4 | 041 0.4 08 | 04 0.3 05 | o041 0.4 0.8
Brzina rezanja m/min / Cutting speed m/min Brzina rezanja m/min / Cutting speed m/min

KopacTb pe3aHs M/MUH KOpacTb pe3aHa M/MUH

330 230 165 170 130 85 510 365 410 410 410 410 410 410 330 230 165

300 210 150 160 115 80 470 335 380 380 380 380 380 380 300 210 150

260 185 130 130 100 70 410 295 330 330 330 330 330 330 260 185 130

260 260 260 260 260 260

180 180 180 180 180 180

200 140 100 100 75 50 400 280 165 165 165 165 165 165 200 140 100
140 100 70 70 50 35 275 195 145 145 145 145 145 145 140 100 70
125 90 60 65 45 30 255 180 125 90 60
110 75 55 55 40 25 220 155 235 235 235 235 235 235 110 75 55

115 115 115 115 115 115

240 240 240 240 240 240

175 115 80 90 65 50 370 250 175 115 80
85 55 40 45 30 20 180 120 155 155 155 155 155 155 85 55 40
155 155 155 155 155 155
225 180 145 125 105 85 315 255 125 125 125 125 125 125 225 180 145
135 105 75 70 55 40 275 200 135 105 75
120 90 60 60 50 35 270 185 120 90 60
95 70 55 45 35 25 205 140 70 55
Zilavost / Toughness > - Otpornost na habanje / Wear resistance Zilavost | Toughness
MpoyHocTb CTOMKOCTL Ha XBOCKOCTb MpoyHocTb
Osnovni kvalitet / Basic grades / OcHoBHOe ka4ecTBO Dopit i kvalitet / y grades / [ TeNbHOEe KayecTBO
PGP 435 | k13A | Pe P1P | PGP a15 | PP
Pomak mm/e / Feed mm/e / Llar mm/e Pomak mm/e / Feed mm/e / Lar mm/e
0.2 0.4 06 | 02 0.5 1.0 | 03 0.6 1.2 0.1 0.3 05 | 041 0.4 08 | o4 0.3 05 |
Brzina rezanja m/min / Cutting speed m/min Brzina rezanja m/min / Cutting speed m/min
CKOpacTb pe3aHs M/MUH CKopacTb pe3ans M/MUH
190 160 130 100 70 125 105 80 410 410 410 410 410 410 410 410 410
190 165 100 380 380 380 380 380 380 380 380 380
140 110 330 330 330 330 330 330 330 330 330
260 260 260 260 260 260 260 260 260
180 180 180 180 180 180 180 180 180
165 165 165 165 165 165 165 165 165
63 32 15 145 145 145 145 145 145 145 145 145
46 23 9
27 12 235 235 235 235 235 235 235 235 235
17 115 115 115 115 115 115 115 115 115
15 240 240 240 240 240 240 240 240 240
164 137 118 155 155 155 155 155 155 155 155 155
155 155 155 155 155 155 155 155 155
68 54 46 125 125 125 125 125 125 125 125 125
59 48 42
Zilavost / Toughness P - Otpornost na habanje / Wear resistance Zilavost / Toughness
MpouHocTb CTOMKOCTb Ha XBOCKOCTb MpoyHocTb
Dopunski kvalitet / y grades / [1 KayecTBo
K13A/K20 K1P | PGP 415 | PGP 315 | PGP 3215 |
Pomak mm/e / Feed mm/e / Lar mmle Pomak mm/e /| Feed mm/e / Lar mm/e

0.2 0.5 1.0 0.1 0.4 08 | 041 0.4 08 | 0.2 0.5 1.0 | 04 0.4 08 |

Brzina rezanja m/min / Cutting speed m/min
KOpacTb pe3aHsi M/MUH

27 16 10 38 27 33 22
65 40 16 60 46 30 50 30 22
105 75 45 185 140 120 300 250 190 195 160 130 325 270 210
80 60 30 130 100 85 210 140 125 95 55 225 155 95
135 95 60 245 170 135 240 260 165 215 145 90 475 290 185
95 85 40 175 120 95 250 155 100 160 115 60 270 175 110
115 80 45 195 145 120 265 185 125 180 135 85 285 200 140
80 50 30 145 105 85 190 130 90 160 120 75 210 145 100
17 1" 30 16 24 15

1750 1280 800 2400 1950 1550
510 370 250 810 600 460

460 285 175 830 550 365
300 130 110 510 330 230

610 430 295 600 430 310
310 250 195 395 330 275
225 160 115 285 215 165

380 240 670 460
190 120 330 230
225 160 510 350
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Turning

TouyeHue

Struganje

ISO

Problem
Problem
XapakTtep usHoca

Uzrok
Cause
lMpuynHa nsHoca

Resenje
Remedy
YctpaHeHue

Habanje reznih ivica i stvarenje zareza
Flank and notch wear
W3Hoc no 3agHen NoBepxHOCTU

a) Brzohabanje rezne ivice izaziva lo$ kvalitet
odredene povrSine i neodgovarajuce
tolerancije.

Rapid flank wear sausing poor surface
finish and out of tolerance.

BbICTPbINbI U3HOC MO 3a/1HEN NOBEXHOCTY,
Bbl3blBAOWNNA yXy[lleHne kayecTsa
o6paboTaHHOW NOBEPXHOCTU UMW BbIXOS
3a npepernbl pa3MepHbIX JOMYCKOB.

b/c) Stvarenje zareza izaziva lo§ kvalitet
odradene povrSine i opasnost od loma
rezneivice.

Notch wear causting poor surface finish
and risk of edge breakage.

O6pasoBaHue rny6okux BbLIEMOK Ha
3ajHeil MOBEPXHOCTU, BbI3bIBALNX
yxyAweHne kadvecTBa o6GpaboTaHHOW
MOBEPXHOCTU.

a)

Prevelika brzina rezanja ili nedovoljna
otpornost na habanje.

Atoo high cutting speed of insufficient wear
resistance.

Cnvwkom 6Gonbluasi CKOpPOCTb  pe3aHust
nnn HepgocTtaTovHas WN3HOCOCTOMKOCTb
TBEpOoro cnnaea.

b/c) Oksidacija, ili preterano habanje usled

trenja, prouzrokovano tvrdom povrs§inom
obratka.

Oxidation or excessive attrition wear
caused by a hard surface.

OKuUCneHue Unu YpeamepHblii abpasvBHbIii
U3HOC.

Smanijite brzinu rezanja. Odaberite kvalitet
otporniji na habanje. Odaberite kvalitet sa
presvlakom Al,O, za obradu celika. Za
obradu otvrdnutih materijala odaberite
manji napadni ugao, ili kvalitet otporniji na
habanje.

Reduce the cutting speed. Select a more
wear resistant grade. Select an Al,O,
coated grade for steel machining. For work
hardening materials select a smaller
entering angle or a more wear resistant
grade.

CHM3UTL  CKOpOCTb pe3aHus. BbibpaTb
6onne M3HOCOCTOWKYIO MapKy TBepAoro
cnnaea. BeibpaTb Mapky TBepaoro cnnasa
C WM3HOCOCTOWKUM nokpbiTvem. [Ans
MaTepujanioB, UCMbITbIBAIOWMUX HaKMen B
npouecce 06paboTku, BbibpaTh MeHbLIMI
yron B nrnaHe unu 6onee M3HOCOCTONKYIO
MapKy TBEpLOro cnnaea.

Stvaranje kratera
Crater wear
JlyHkooGpa3oBaHue

Preterano stvaranje kratera slabi reznu
ivicu. Lom rezne ivice prouzrokuje slab
kvalitet obradene povrsine.

Excesive crater wear causing a weakened
edge. Cutting edge break through on the
trailing edge causes poor surface finish.

YpeamepHoe nyHkooGpasoBaHue,
npuBoasiee K ocnabrneHnio pexyLuein
KPOMKM.

Difuzno habanje izazvano prevelikim
temperaturama na grudnoj povrsini.

Diffusion wear due to too high cutting
temperatures on the rake face.

Onddy3nNoHHbIN M3HOC B pesynbTaTe
CNULWKOM BbICOKOW TemnepaTtypbl Ha
npeaHe NOBEPXHOCTU pexyliewn
NNacTUHbI.

Odaberite kvalitet sa presvlakom Al,O,.
Odaberite rezne ploice sa pozitivnom
reznom geometrijom. Smanjite pomak
(i brzinu) da bi ostvarili manje temperature
prirezanju.

SelectanAl,O, coated grade.

Selecta positive insert geometry.

Reduce the feed (and speed) to obtain a
lower temperature.

BbibpaTb Mapky cnnaBa C MOKPbITUEM.
BbiGpaTb reomeTpuio NNacTuUHb C
NOMNOXWTENbHLIMW MEPAEHUMU yrnamu 1
BbiCTYynamMu, nNpensTCTBYOWUMU
NyHKOOGpa3oBaHMIo.

YMEHbBLLUNTb CKOPOCTb PE3aHUsl, €CIN 1 3TO
He MOMOTTI0, TO YMEHBLUUTbL Moaayy.

Plasti¢na deformacija
Plastic deformation
MnacTtuyeckan aecgopmaums

Plasticna deformacija (deformacija ivice
(a), ili deformacija boka (b)) izaziva slabu
kontrolu strugotine i slab kvalitet obradene
povrsine. Prekomerno habanje boka moze
izazvatilom rezne plocice.

Plastic deformation ( edge depression (a)
or flankimpression (b)) leading to poor chip
control and poor surface finish. Risk of
excesive flank wear lesding to insert
breakage.

MnacTuyeckas AedhopmaLiys nposinsieTcs
B BMWAE ONyCKaHWs KPOMKW WNn
BAABNMBAHNA 3a4HEN MOBEPXHOCTH.
MobllwaeT onacHoCTb WHTEHCUBHOMO
M3HOCa MO 3ajHel MOBEpPXHOCTU, YTO
MOXET MPUBECTY K NOSIOMKE NAacTUHbI.

Previsoka temperatura pri rezanju
kombinovana sa visokim pritiskom.

Atoo high temperature in combination with
ahigh pressure.

CnuwKkom BbiCOKasi TemMnepaTtypa B 30He
pe3aHna B co4yeTaHuUU C Gonbwum
AaBrneHnem.

Odaberite tvrdi kvalitet,
plasti¢ne deformacije.

a) smanijte brzinu rezanja
b) smanijite pomak

otporniji na

Select a harder grade with better
resistance to plastic deformation.

a) reduce cutting speed

b) reduce feed

BuibpaTh Gonee TBepayto Mapky cnnaea ¢
yBE€NUYEHHbIM CONPOTUBNEHUEM
nnactudeckon AedopMaumn. Ynyuwutb
TennooTBoA OT BepLlWHbI, BbiGpas
nnactuHy ¢ 6Gonbwum paguycoMm wnu
YITIOM NPy BEPLUMHE.

YMeHbLUMTB nofavy.

YMEHbBLLUNTb CKOPOCTb.

Stvaranje naslaga na reznoj ivici
Bilt-up edge
HapocTtoo6pa3oBaHue

slab kvalitet obradene povrsine i krzanje
ivice kada se naslage otkinu.

Built-up edge (B.U.E.) causing poor
surface finish and cutting edge frittering
whenthe B.U.E. is torn away.

HapocT yxyawaeT unctoTy obpaboTkm n
BeAET K BbIKpaLLMBAHUIO PEXYLLEN KPOMKM
B MOMEHT ero cpbiBa.

Materijal obradka se zavaruje za reznu
plo¢u zgloba usled:

-Male brzine rezanja.

-Negativne rezne geometrije.

-"Lepljiv" materijal, kao S$to su neki
nerdajuci Celicii Cist aluminijum.

Workpiece material is welded to the insert
dueto:

Low cutting speed.

Negative cutting geometry.

"Sticky" material, e.g. certain stainless
steels and pure aluminium.

O6pabaTbiBaeMblii MaTepuan Hanunaert
Ha NnacTuHy, obpasys HapocT n3-3a:
-HU3KOW CKOPOCTHU pe3aHuna
-He4oCTaTo4YHOro nepaHero yrna.

Povec¢anje brzine rezanja. Odaberite
pozitivnu geometriju rezanja. Drasti¢no
povecéajte brzinu rezanja. Ako je
postojanost rezne plocice premala,
upotrebite tecnost za hladenje u velikoj
koli¢ini.

Increase cutting speed. Select a positive
geometry. Increase cutting speed
drastically. If tool life turns out to short,
apply coolantin large quantities.

YBENNUYNTbL CKOPOCTb Pe3aHus.
BbiGpaTb reomeTpuio nNNacTuUHb C
NOMNOXMWTENbHLIM NEePEeAHNUM YTTOM.
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A .k.Habanje reznih plocica i postojanost
A .k.Insert wear and tool life
A.k.YcTpaHeHuMe npnyYnH npexaeBpeMeHHOro uaHoca

Problem
Problem
XapakTtep usHoca

Uzrok
Cause
lMpuunHa nsHoca

Resenje
Remedy
YcTtpaHeHue

Udaranje strugotine
Chip hammering

5

Deo rezne ivice koji nije u zahvatu se
ostecuje udarenjem strugotine. Mogu se
ostetiti kako grudna povrSina rezne
plocice, tako i drza¢ plocice.

The part of the cutting edge not in cut is
damaged through chip hammering. Both
the top side and the support for the insert,
can be damaged.

BblkpalumBaHvue 4actu pexyLuen KpoMKu
KoTopasi He paboTaer.

Strugotine su prevelike duzine pa se
usmeravaju nareznu ivicu.

The chips are of an expressive lenght and
are deflected against the cutting edge.

CTpy»Ka eCTb 6OMbLLON JOMKUHG.

Promenite malo pomak.
Odaberite alternativnu reznu geometriju.
Promenite napadni ugao drzaca plocice.

Change the feed slightly.
Selctan alternative insert geometry.
Change the entering angle of the holder.

N3ameruTbl
reomeTpuio.
BbIGpaThb Apyruii yron B nnaHe Aepxasku.

nopayy Bblbpatb Apyry

Krzanje
Frittering
BbikpawmBaHue B 30He pe3aHus

5

Krzanje rezne ivice izaziva slab kvalitet
obradene povrSine i preterano habanje
boka.

Small cutting edge fractures (frittering)
causing poor surface finish and excessive
flank wear.

BblkpawmBaHue pexylen KpOMKHM,
Beayuiee K yxyalleHWo KadvecTBa
o6paboTaHHOW nNoOBEepPXHOCTU W
Ype3MepHOMY W3HOCY No 3aaHen
NOBEpPXHOCTU.

Kvalitet suvise krt.
Rezna geometrija preslaba.
Stvaranje naslage na reznojivici.

Grade too brittle.
Insert geometry too wear.
Built-up edge.

CnuwkoM Xpynkasi mapka TBephoro
cnnasea.

leomeTpusi NnacTuHbl He obecneunBaeT
[OCTaTOYHOW MPOYHOCTK.
HapcToo6pasoBaHue.

Odaberite Zeljeni kvalitet.

Odaberite reznu geometriju sa jacom
reznom ivicom.

Povecajte brzinu rezanja, ili odaberite
pozitivnu reznu geometriju.

Selecttougher grade.

Selectan insert with a stronger geometry.
Increase cutting speed or select a positive
geometry.

YBenuUuTb CKOPOCTb pe3aHust unu
nepenTy Ha NNACTUHY C NOMOXNTENbHLIMU
nepeaHNMK yrnamu.

BbiGpaTh Gonne npouHyto Mapky crnasa.
BbibpaTb nnacTuHy c Gonne npoyHon
pexyLLeit KPOMKOWA.

YMeHbLUMTL Nofady B Ha4ane BpesaHus.

Termicke naprsline
Thermal cracks
O6pa3oBaHue TepMOTPELNH

Male pukotine upravne na raznu ivicu
prouzrokuju krzanje i slab kvalitet
obradene povrsine.

Small cracks perpendicular to the cutting
edge causing frittering and poor surface
finish.

Merkue, nepneHauKynsipHble pexyluen
KPOMKe, TpeluHbl, Beaylue Kk eé
BblKpalUMBaHUIO W yXyAOLIEHU0 YUCTOThbl
o6paboTaHHO NOBEPXHOCTU.

Termalne naprsline usled temperaturnih
varijacija su prouzrokovane:

-prekidnim struganjem

-neravnomernim zalivanjem tecnosti za
hladenje.

Termal cracks due to temperature
variations caused by:
-intermittentmachining
-varying coolant supply

Tepmudeckne TpelmnHbl obpasytotes npu
pes3kux W3MEeHeHWsXx TemnepaTypbl
BCNEACTBUN:

-npepbIBaHUSA NpoLiecca pe3aHus
-HenocTosiHcTBa nofa4m COX.

Odaberite Zzilaviji kvalitet sa boljom
otporno$cu na termicke Sokove.

Oblivanje te¢no$¢u za hladenje treba da
bude ravnomerno, ili je ne upotrebljavati.

Select a tougher grade with better
resistance to thermal shocks.

Coolant should be appiled copiously or not
atall.

BeiGparth Gornne NpoyHyto Mapky cnnasa ¢
nyyLUeit CoNpoTUBISEMOCTbIO KoreGaHusM
TeMneparypsbl.

Otknounte COX mnmn  obecneunts ee
paBHOMEPHIO Noaavy.

Lom rezne plocice
Insert breakage
Monomka nnacTuHbI

Lom rezne plocice prouzrokuje ostecenje
ne samo rezne plocice, ve¢ i podloske i
obradka.

Inset breakage that damages not only the
insert but also the shim and workpiece.

Monomka nnacTuHb, NpU KoTOpON
BO3MOXHbI MOBPEXAEHWe WIn Mornomka
OMOpHOW MnacTuHbl 1 obpabaTbiBaemon
netanu.

Suvise krt kvalitet rezne plocice.
Prekomerno opterecéenje rezne plocice.
Suvise slabarezna geometrija.

Suvise mala veli¢ina rezne plocice.

Grade too brittle.

Excessive load on the insert.
Insert geometry too weak.
Insertsize is too small.

CnuwkoM xpynkas mapka cnnaea.
YBenuueHHast Harpyska Ha pexyLlyio
KPOMKY.

leomeTpust nnacTuHbl He obecneunBaeT
[I0CTaTO4YHOMN MPOYHOCTH.

HepocTaTouHbIi pa3Mep NNacTuHbI.

Odaberite Zeljeni kvalitet.

Smanjite pomak i/ili dubinu rezanja.
Odaberite jadu reznu geometriju,
prvenstveno jednostranu reznu plocicu.
Odaberite debljui/ili ve¢u reznu plocicu.

Selectatoughergrade.

Reduce the feed and/or the depth of cut.
Select a stronger geometry, preferably a
singer sided insert.

Select a thicker/largerinsert.

Bbi6paTb Gonne npouHyto mMapky cnnasa.
YMeHbLINTL nogady unu rmyouHy pesaHus.
BbibpaTb nnacTuHy Apyroii reometpumn c
6onne NpPoOYHON pexyLen KPOMKOW.
BeibpaTtb nnactuHy Gonnbluei TOMWMHBI
unv Gonbluero pasvepa.
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