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AHaju3a pagujyca KOHType pe3a MIpMMEHOM MeToj1e O/13UBHE MOBPIIHHE

Analysis of the Cut Edge Contour Radius Using Response Surface Methodology

Mapko 3ekuh, @axyrmem mexnuuxux nayka, Hosu Cao

Cryaujcku nporpam — IPOU3BOJAHO MALIMHCTBO

Kparax cagpxkaj — Keanumem nacepckoz ceuerva y
8enuKoj Mepu 3asuc 00 u3bopa npoyecHux napamemapa,
KOju OUPEKmHO Ymu4yy HA 2e0MempUjcKy mMaiHoCm
obpahenux Oenosa. Y oeom pady ananuzupau je ymuyaj
Op3une ceuerba, crnaze nacepa u NPUMUCKA nomohnoz aca
Ha paoujyc Kommype pe3a NpumMeHoM Memoode 003UBHe
nospuune (RSM). Excnepumenmanna ucmpajicugarsd
cnpogedena cy Ha wmawunu Glorystar GS4020 nao
yeaukom EN 10130. 3a nnanupare excnepumenama
npumerser je Box—Behnken ousaju, na ocnosy kojee je
passujen mamemamuuky Mooein npoyeca u aHATUsUpaH
ymuyaj npoyecHux napamemapa Ha paoujyc KOHmype
pesa.  [obujenu  pesynmamu  omoeyhasajy  bove
pasymesarse ymuyaja npoyecHux napamemapa na paoujyc
KOHmype pe3a U Npeocmasnajy OCHO8Y 3a paseoj
noysodamux Moodena 3a npedsuljaree ceomempujcke
MAaYHOCMU NpoYeca 1acepckoe ceyervd.

Kibyune peun: Jlacepcko ceuerve, padujyc Konmype pesa,
Memooa 003uUeHe NOBPULLHE, MOOeL08arbe NPoyecd

Abstract — The quality of laser cutting largely depends on
the selection of process parameters, which directly affect
the geometric accuracy of machined parts. This paper
investigates the influence of cutting speed, laser power,
and assist gas pressure on the cut contour radius using
Response Surface Methodology (RSM). Experimental
research was conducted on a Glorystar GS4020 laser
cutting machine using EN 10130 steel sheets. A Box—
Behnken experimental design was applied to develop a
mathematical model and analyze the influence of process
parameters on the cut contour radius. The obtained results
provide a better understanding of the influence of process
parameters on the cut contour radius and establish a basis
for developing reliable models for predicting the geometric
accuracy of the laser cutting process.

Keywords: Laser cutting, cut contour radius, response
surface methodology, process modelling

HATIOMEHA: OBaj pan npoucTtekao je u3 mMacrep
pana yuju meHtop je 6uo ap Aparan Poauh.

1. YBOJ

Jlacep mpexacTaBiba aKpOHUM O €HIVIECKOT u3pasa Light
Amplification by Stimulated Emission of Radiation, mto y
IPEeBOJly O3HAYaBa [10ja4aBamke CBETJIOCTU CTHMYJIUCAHOM
EMHICHjOM 3pauema. 3axBajbyjyhu CBOjUM jeAMHCTBEHHM

KapaKTEepUCTHKaMa, Kao MITO Cy MOHOXPOMATHYHOCT,
KOXEPEHTHOCT M BHCOKa YCMEPEHOCT 3paka, JacepcKo
3pauerme MoKe ce (POKyCHpaTH Ha BEOMa Maly OBpLIKHY,
YUMe Ce OCTBapyje M3Yy3€THO BeJIMKa I'yCTHHA €HEepruje.
VYnpaBo oBe ocobune omoryhune cy naa Jacepcka
TEXHOJIOTHja MOCTaHe jeJaH O] Haj3HAYajHUjUX anarta y
CaBpEMEHOj MPOn3BOARKH [1].

TokoM mocienmbUX HEKONMKO —JCLeHWja  Jlacepcka
TEXHOJIOTHja JOXKHMBEJla j¢é MHTCH3MBAaH Pa3BOj W HaluIa
LIUPOKY NPHUMEHY y pasiMYHTHM TpaHaMa HHIYCTpHje.
[Toceban 3Ha4aj MMa y ayTOMOOMIICKO]j, Ba3IyXOIUIOBHO],
€IIEKTPOHCKO], MEAMIUHCKO] M MAIIMHCKO] WHIYCTPH]H,
rIe ce OJ MpPOM3BOAHMX IIpolleca 3aXTeBajy BHCOKa
MIPELM3HOCT, 0Y3JaHOCT U MMPOAYKTUBHOCT. 3axBasbyjyhn
MoryhHocTH ayromaruzanmje M wuHTerpauuje ca CNC
CHCTEMHUMA, JIACEPCKO CEUCH-E IaHAaC ITPEACTaBIba jeaH O]
HAj3aCTYIUBCHUJUX  HCKOHBCHIIMOHAJIHUX  IOCTYIMaKa
obpane matepujana [2], [3].

I[Nponec nmacepckor cedera 3acHUBA e Ha MHTEPaKLHjU
BUCOKO  KOHIIGHTPHCAHOT  JIaCepCKOr  3paka  ca
MaTtepHjalioM, IIPH YeMy J0JIa3H [0 JIOKATHOT 3arpeBama,
TOIUBCHA W ACIUMUYHOI HCIIapaBama MaTepujajia, JIOK
momohiHm Tac  omoryhaBa e(uKAacHO  YyKIamame
pactorubeHe Mace 3 30He obpane [4], [5]. Ksamurer
JNOOHMjeHOr pe3a AMPEKTHO 3aBHCH OJl BEJIHKOr Opoja
NpOIIECHUX MapameTapa, mel)y kojiuma ce u3asajajy Op3uHa
ceuema, CHara jlacepa, NpuTHcaK moMohHOT raca, nojoxaj
(doKyca U KapaKTEepUCTHKE MaTrepujaia Koju ce obpabyje
[6], [7]. HempaBuman wu300p OBHX MapaMerapa MOXKe
JOBECTH JIO TOjaBe PA3IMUUTHX Jedekara, Kao IUTO Cy
noBehaHa XpanaBocT MOBpIIMHE, IPOMEHA LIMPUHE pe3a,
nedopmanuje 1 OJCTyNama o]l IPOjeKTOBaHE TeOMETpPH]eC.
CaBpeMeHa NMpOM3BOJIAa IOCTaBJba CBE Belie 3axTeBe y
NOIJIey TEOMETPHjCKE TAyHOCTH M MOHOBJBUBOCTH
npoueca. [lopen KIacHYHHX MOKa3aTesba KBAIUTETa, Kao
IITO Cy XpanaBoCT MOBPIINHE, IIUPAHA PE3a U TEPMHUUKHU
yTUIIaHa 30Ha, cBe Behum 3Hada] nobOwWjajy JOKaHE
TEOMETPHjCKE KapaKTePHCTHUKE CIOKEHHX KOHTYpa.
ITocebHO je 3HauajaH paaMjyc KOHType pes3a, KOju
Mpe/ICTaBJba jeIaH O]l MoKa3aresba CIIOCOOHOCTH Mpoleca
Ja BEpHO pEmpoAayKyje MPOjeKTOBAaHYy T'€OMETPH]Y
obpatka. Opcrymama y BpeIHOCTH paaujyca MOry
HEraTHBHO YTHLATH Ha (YHKIHMOHAJIHOCT W KBAIUTET
TOTOBOT IIPOM3BO/A, HAPOUUTO KOJ KOMIIOHEHTH CIIOKEHE
reoMeTpHje Koje ce KOpUCTE Y HHIIyCTpHjaMa ca BUCOKUM
3aXTEBHMa Y IIOTJIEy MPEH3HOCTH

HNako je ob0mact Jjacepckor cedema WHTEH3WBHO
HCTpaXMBaHa, BelinHa OCTYIIHUX pajoBa yCMEpeHa je Ha
aHaJIM3y CTaHJIapAHUX [M0Ka3aTesba KBAJIUTETA, KA0 LITO CY
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XparaBocT MOBPIIMHE, IIMPUHA Pe3a U TEPMUYKHU YTHIAHA
3ona. Ca npyre crpaHe, aHajinM3a paaujyca KOHType pesa
Kao criequduyHe reoMeTPHjCKe KapaKTePUCTHKE jOII YBEK
HHje JIOBOJHHO 3aCTyIJbCHA y JMTEpPaTypH. YIPaBO OBaj
HeJoCTaTaK IpeJcTaB/ba MOTHBALMjy 3a cHpoBoleme
HCTPaKHBarba IPHKA3aHOT y OBOM pazy.

300r criokeHOCTH Tpomeca W MehycoOHE 3aBHCHOCTH
BEIWKOr Opoja mapamerapa, jaBjha ce HOTpeda 3a
NPUMEHOM  CaBPEMEHHX  CTaTHCTHYKUX  MeToza
MOZENUpamka 1 ONTUMHU3ALHje. Y TOM KOHTEKCTY, METola
omsuBHe noBpmuHe (eHr. Response Surface Methodology
— RSM) mpencrasmpa jenan ox Hajuemrhe xopumheHUX
IpucTyIa, jep oMoryhasa McToBpeMeHy aHaIM3y yTHUIaja
BUILIC TapamMeTapa M pa3BOj MaTeMaTHYKUX Mojena 3a
OTHMCUBAKC U MpeBuljame oHamama mpoieca [6], [8].
Hayunu nonpuHOC OBOT pana orjena ce y CHCTEMaTcKo)
aHaJIM3M YTHUIaja NPOLECHUX MapaMerapa Ha paaujyc
KOHTYpE pe3a Kao crenu(ryaH moka3aTesb TeOMETPHjCKe
TaYyHOCTH MPH JIACEPCKOM ceuery. 3a pasnuky ox Behune
JNOCAJAIbUX HCTPAXKHBaKka, y KOjUMa Cy JOMHUHAHTHO
AQHAIM3UPAHHU TJIO0AJHHU TIOKa3aTeJbl KBAJIHUTETa, Y OBOM
pamy TmoceOHa mTaxkma TocBeheHa je  ITOKaTHUM
TeOMETPHjCKUM OJICTyNamKUMa y 30Hama IPOMEHe TpaBLa
KpeTama JIacepCKe IIIaBe.

OCHOBHHU LIWJb UCTPAXKHBAKA j€ J]a C€ NPUMEHOM METOjIe
OA3UBHE IMOBPHIMHC YTBPAW W KBAHTUTATHBHO OIIWLIC
yTHIA] KJbYYHUX TMPOIECHUX Iapamerapa Ha paaujyc
KOHTYpE pe3a, Kao ¥ 1a ce pa3BHje MaTeMaTHYKH MOJEI 32
npensubhame MocMaTpaHe H3Ja3He BeinduHe. [lonmasHa
XHIIOTEe3a pajia 3aCHUBA CE Ha IPETIOCTABLH Aa IOCTOjH
CTaTHCTUYKM 3HAuYajHa 3aBUCHOCT M3Mely w3abpaHux
yIa3HUX [apaMerapa Ipoleca M IMOCMaTpaHe H3Ja3He
BEJIMYMHE, T€ J1a je Morylie pa3BUTH MOYy3aH MaTeMaTHIKH
MoOZeN 3a npeaBuhame pamujyca KOHType pesa yHyTap
HCIIUTUBAHOT oficera napamerapa [6], [8].

2. MATEPNJAJIM U METOJIE

ExcniepuMmeHTanHa ucTpakuBama ciipoBeieHa cy Ha CNC
MalmHU 3a Jlacepcko ceuewe Glorystar  GS4020,
OMPEMJbCHO] BIAKHACTUM JIACEPOM MaKCUMaiHe cHare 1,5
kW. Kao marepuja oopaTka KOpHUIINEH je XJ1aJHO BaJbaHH
HucKoyTibeHINYHH ek EN 10130 ne6spiae 5 mm. 360r
no0pe TIIACTHYHOCTH, YjeIHAYeHE MHUKPOCTPYKTYpe U

OIMPOKEe HWHAYCTPHjCKE TMpPHMEHEe, OBaj MaTepujal
npencraBba I[MOroJaH W300p 3a aHamM3y yTHUIaja
NPOLECHHX IapaMerapa Ha TEOMETPUjCKYy TayHOCT

JIACEPCKOT ceUema.
3a aHaNMM3y yTHIaja MPOIECHUX MapaMerapa Ha paaujyc
KOHTYpE pe3a NMpUMEheHa je MeTO/ia O/I3UBHE MOBPIIMHE
(Response Surface Methodology — RSM). 3a nmanupame
eKcriepruMeHaTa KkopuiheH je Box—Behnken
eKCIIePUMEHTAIIHH TUIaH ca TpU (akTopa Ha TPU HUBOA.
OBaj mpucryn omoryhaBa eQuKacHO HCHHMTHBAME
NOjeIMHAYHNX ¥ MHTEPaKIMOHMX YTHIaja IIapamerapa y3
penaTuBHO Manu Opoj eKCriepuMeHaTa.

Kao ymasHu mapamerpu yCBOjeHHM cy Op3HMHa ceuema,
cHara Jlacepa M HIpUTHCak nmoMohHOTr raca, JIOK je Kao
W3JIa3HU NapaMeTap NMOCMaTpaH paaujyc KOHType pesa.
YkymHO je peann3oBaHO 17 eKCIepUMEHTAJIHHX OrJiesia
npumeHoM Box—Behnken excmepuMenTamHor TTaHa.
HuBowu Bapupama nocmarpanux napamerapa aehuHUCaHN
Cy Ha OCHOBY TEXHOJIOMIKMX MOTYNHOCTH MaliuHe |

pe3yiiTara IPeTXOAHUX UCTPa)kMBamba W NPHKa3aHU Cy Y
TaGenu 1. Tok cipoBeaeHOT HCTpaXKMBamka NPUKa3aH je Ha
Cauun 1.

Panujyc KoHType pe3a IpelcTaBba jeJaH o]l oKa3aTesba
TeOMETpHUjCKe TAUHOCTH IIPOLEca, jep OMUCYje OJCTYHambe
CTBapHO JOOMjeHE KOHTYpPE O/ MPOjeKTOBaHE TE€OMETpPH]e.
Hakon u3Bohema excrieprMeHaTa, MEPEmhE je M3BPIICHO
MIPUMEHOM ONTHIKOT MUKpockona Euromex NexiusZoom
EVO.

MnaHupatbe ekcnepumMeHTa
(Box—Behnken)

|

Jlacepcko ceyere

|

Mepeme pagujyca
KOHTYype pesa

l

RSM mopenupatrbe

|

ANOVA aHanu3sa

!

AHanu3sa ytuuaja
NpoLeCHUX NapameTapa

Cnuka 1. MeTOA0JIOMKH TOK CIPOBELEHOT
HCTPaXHUBAKA

Ilpukazanu omce3n mnapamerapa omoryhaBajy aHamu3y
UXOBOT T0jeIMHAYHOT U MeljycOOHOT yTHuIlaja Ha paaujyc
KOHType pe3a, Ka0 M pa3Boj MaTeMaTHYKOr Mojelia 3a
npensulame MOCMaTPaHOT O/I3UBA.

Tabena 1. Bpcte cuctema 3a o6pany curHana

®daxrop Jenununa -1 0 1
Bp3una ceuemwa m/min 09 |11 |13
CHara nacepa % 80 84 88
IIputncak raca bar 1.0 | 1.1 1.2

Haunn peduHucama W Mepewma paaMjyca KOHType
npukasza je Ha Ciunm 2.

Cnuka 2. lllemaTcky mpuka3 fepuHHCcama U Mepema
panujyca KOHType pesa.
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Ha ocnoBy Box—Behnken excrnepumenTanHor iuana
peammuzoBaHo je 17 ornepma. KomOuHaumje yrasHuX
napaMerapa M JO0WjeHe BPEJHOCTH paaujyca KOHType
pesa npukasane cy y Tabenu 2.

Tabena 2. EkcriepuMeHTAIHY TUIAH U JOOUjCHE
BPEIHOCTH paaujyca KOHType pe3a

T— Yna3au pakropu Pammjyc
6poj v P, P r
[m/min] [%] [bar] (mm)
1. 0.90 80.00 1.10 1.02
2. 1.30 80.00 1.10 0.82
3. 0.90 88.00 1.10 1.18
4. 1.30 88.00 1.10 0.92
5. 0.90 84.00 1.00 0.94
6. 1.30 84.00 1.00 0.76
7. 0.90 84.00 1.20 1.26
8. 1.30 84.00 1.20 1.05
9. 1.10 80.00 1.00 0.92
10. 1.10 88.00 1.00 1.04
11. 1.10 80.00 1.20 1.15
12. 1.10 88.00 1.20 1.27
13. 1.10 84.00 1.10 0.88
14. 1.10 84.00 1.10 0.93
15. 1.10 84.00 1.10 0.9
16. 1.10 84.00 1.10 0.95
17. 1.10 84.00 1.10 0.89

JloOujeHn ekcriepiMEHTAaIHU PE3yJITaTH KOpUIIheHH cy 3a
pa3Boj MareMaTHYKOr MoOjieNa APYror pela MPUMEHOM
METOJe OJI3MBHE IIOBpUIMHE. AHanu3a [ojaraka
cipoBeneHa je y codTBepckoMm makeTy Design-Expert
(DX7), mpu uwemy cy mnpumerseHe ANOVA aHanmza,
KOHTYPHH AWjarpaMH M TPOAWMEH3WOHAJIHE ITOBPIIMHE
0J[3WBa paJl aHAJM3€ yTUIaja MPOLECHUX NapaMeTapa u
oxpehuBama MoleNIMpame U aHAIU3a Iporieca

3. PE3YJITATHU U JUCKYCHUJA

Ha OCHOBY eKCIEpUMEHTAIHHX pe3yjTaTa pa3BHjEH je
MaTeMaTuiku MOJCI Apyror pejia IMPUMEHOM METOAC
O/3UBHE MOBPINWHE. 32 aHAIM3Y MojaTaka KOpuIheH je
codrBepckn maker Design-Expert (DX7), a makon Fit
Summary aHalu3e YCBOjeH je KBaJpaTHU MOJAET Kao
HAQjIIOTOJHUJU 3a ONHMCUBAKE 3aBUCHOCTH wm3Mely
MPOIICCHUX MTapaMeTapa U paanjyca KOHType pe3a.
JoOujeHn MoJeNn IMoKa3ao je BUCOKY CTaTUCTHUYKY
3HauajHocT (p < 0,0004), mro ykasyje Ja MOCTOjU jaka
3aBHCHOCT M3Mel)y yIla3HUX mapaMmerapa W IOCMaTpaHe
W37a3He BeIWYMHE. Pa3BUjeHH pErpecHOHH MOJEI
omoryhaBa mpenBubhame BpPEAHOCTH pajujyca KOHTYpe
pe3a yHyTap HCIIMTHBAHOT OIICera napamerapa.
AHanm3oMm KoepuIMjeHaTa Mojela yodeHO je Ja
noBehame Op3nHE ceuerma JOBOJU 10 CMambemha pajnjyca
KOHTYpe pe3a, J0K noBehame CHare jacepa W MPUTHCKA

nomohHOr Traca Yy3pokyje meroB mnopact. OBakBo
NOHAalake  MOXe ce  00jaCHUTH  pa3yIMuuTHM
WHTEH3UTETOM YHOCa TOIUIOTHE EHEepPruje M HauMHOM
yKJIamamha PacTOIBEHOT MaTepHjaia U3 30He o0pae.
CrarucTuyka 3Ha4ajHOCT pa3BUjeHOT MOJiella UCIIUTaHa je
npuMeHoM aHamu3e Bapujance (ANOVA). Pesynratn
MOKa3yjy Mla je KBagpaTHH MOJIENI CTATUCTHIKHU 3HAYajaH,
npu yemy BpenHocT F-gaxrtopa m3uocu 38,74, 1ok je p-
BpenHoct Mama ox 0,0001. To ykaszyje Ha Beoma Mary
BepoBaTHONYy ma cy moOWjeHH pe3ynTaTd MOCIequna
CITydajHe TperKe.

ANOVA for Quadratic model

Response 1: Radijus

Source ‘ Sum of ‘ Mean | ¢ alue p-value

- Squares Square
__|Model 0.3425 9 0.0381 38.74 = 0.00071 significant
_ | A-Brzina secenja 0.0903 1| 0.0903| 91.93 = 0.0001
__| B-5naga lasera 00313 1| 0.0313 3182 0.0008
| C-Pritisak gasa 0.1431) 1| 0.1431) 145.71 = 0.0001
_ | AB 0.0009 1| 0.0009 0.9164 0.3703
_ | AC 0.0002 1| 0.0002 0.2291 0.6468
_ | BC 0.0000 1| 0.0000 0.0000 1.0000
_ A? 0.0002 1| 0.0003 0.3282 0.5846
o B* 0.0295 1| 0.0295 30.07 0.0009
o c* 0.0432 1| 0.0432 4395 0.0003
__|Residual 0.0069 7 0.0010

Lack of Fit 00035 3| 0.0012 136/ 0.3741 not significant
__| Pure Error 0.0034 4 0.0009
| |Cor Total 0.3494 18

Factor coding is Coded.
Sum of squares is Type lll - Partial

The Model F-value of 38.74 implies the model is significant. There is only a
0.01% chance that an F-value this large could occur due to noise.

P-values less than 0.0500 indicate model terms are significant. In this case
A, B, C, B, C* are significant model terms. Values greater than 0.1000
indlicate the model terms are not significant. If there are many insignificant
model terms (not counting those required to support hierarchy), model
reduction may improve your model.

The Lack of Fit F-value of 1.36 implies the Lack of Fit is not significant
relative to the pure error. There is a 37.41% chance that a Lack of Fit F-value
this large could occur due to noise. Mon-significant lack of fit is good -- we
want the model to fit.

Cnuka 3. ANOVA ananu3a KBaJpaTHOT MoOJena

Ananu3a nojeMHaYHuX (pakTopa mokaszana je ga Op3uHa
ceuema, CHara jiacepa M MpHUTHCaK MoMohHOr raca umajy
CTaTUCTHYKHU 3HAYajaH YTHUIA] HA Paldjyc KOHType pesa.
Hajsehu ytuuaj octapyje npurncak nomMohHor raca, mro
notBphyje merosa Hajeeha Bpeanoct F-akropa. Ca npyre
CTpaHe, HHTEPAKLIMOHH YIAHOBH HHUCY IOKAa3aiH
CTATUCTUYKH 3HAYajaH YTHLAj, JOK KBaJIPATHYHH YIAHOBH
yKa3yjy Ha MPHCYCTBO HEJIMHEapHUX 3aBHCHOCTH u3Mehy
rapamerapa nporeca ¥ ocMaTpaHor 0J13UBa.

Bpennoctu xoedunmjenara R* = 0,9803, Adj R? = 0,9550
u Predicted R? = 0,8256 yka3yjy Ha 100po cnarame Moiena
ca eKCIepHMMEHTAIIHUM pe3ylTaThuMa W 3a10BOJhaBajyhy
criocoOHOCT mpeaBubhama. Takohe, BpegHOCT mapaMmerpa
Lack of Fit Huje cTaTHCTUYKU 3HAYajHA, IITO TOTBphyje
aZIcKBaTHOCT pa3BUjeHOr Mojnena. Y Iby OoJber
pa3yMeBama yTULaja IPOLECHUX MapameTapa GopMHUpaHn
CYy KOHTYPHH JIHjarpaMy M TPOAUMEH3HOHAIHE TIOBPIIHHE
0/13UBA.
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Ha Cnumm 4 npukasaH je KOHTYpHHM Jujarpam Koju
UIyCTpyje yTULAj IPOLECHUX IapaMerapa Ha paaujyc
KOHType pe3a. YodaBa ce Ja IPOMEHEe Op3UHE ceuewa,
cHare jacepa ¥ IPUTHCKA IOMONHOT raca 3HayajHO yTHIY
Ha [IOCMAaTpPaHH O/I3UB, ITPU YEMY Pa3IMYUTe KOMOMHAIH]E
napamerapa JOBOJE 10 PAa3IMYUTUX BPEIHOCTH pajujyca
KOHTYype pe3a.

Radijus (mm)

Radijus (mm)
@ Design Points

B: Snaga lasera (%)

09 1 11 12 13
A: Brzina secenja (m/min)

Cnuxka 4. KoHTypHHU AHjarpaM yTHIaja IPOIECHUX
mapamerapa Ha paJujyc KOHType pe3a

Ha Cnunnn 5 npukasasa je TpoANMEH3MOHAIHA OBPIIMHA
013MBa KOja IMpPEJACTaBba 3aBUCHOCT pajujyca KOHTYpe
pes3a o MpoLECHUX MapaMerapa. IIpHka3aHa MOBpIIMHA
omoryhaBa JerajbHHMje  carjelaBambe  HEIMHEAPHUX
3aBHCHOCTH M MPOMEHA MOCMATPAHOT OJ3HBA YHYTap
HCIMTHUBAHOT oOficera mapaMerapa. JloOujeHu pesynratu
NOTBPYYjy Zla pa3BHjeHH MaTeMaTHYKH MOJIEN aleKBaTHO
OIUCYje MOHAIIAaKkE MPOolieca JACEPCKOr ceueHha.

Radijus (mm)
——

Design Points:
@ Above Surface

\\ © Below Surface
o.76 [ 127

S |
X1=A
x2=8

\\

Actual Factor

\.\c=1.1

Radijus (mm)

88

84
B: Snaga lasera (%)

11
8 A: Brzina secenja (m/min)

80 09

Cnuka 5. TpoquMeH3HOHATHYU NIPHUKA3 3aBUCHOCTH
panujyca KOHType pe3a o] MPOIecHUX mapaMeTapa

JobujeHn pesynratu cy y CarjlaCHOCTH Ca JIOCTYITHHM
HCTpaXHUBambMMa W3 JuTeparype [2,4], y Kojuma je
MMOKA3aHo J1a MPOICCHU TApaMeTPH UMa]jy 3Ha4YajaH yTHUIa]
Ha T€OMETPHjCKY TAuHOCT JIACEPCKH U3BEICHUX KOHTYpA.
[ToceOHO ce n3aBaja 3HaYaj KOHTPOJIE TOIUIOTHOT yHOCA,
jep OH IUPEKTHO yTWYe Ha CTa0WIHOCT TMpoleca H
KBaJIUTET TOOHjeHOT pe3a.

OBa wuCTpaxkWBama NOKa3yjy Jda MeTofa OI3WBHE
MIOBPIIMHE TPEJCTaBba IMOY3[AaH alaT 33 MOJCIHPame
mporieca JIaCepCKOT cedema, jep omoryhaBa edukacHy
aHamM3y YTHIaja NPOIECHUX IapaMerapa H pa3Boj
MaTEeMAaTHYKUX MOJelia y3 pEJaTUBHO Majiu Opoj
eKCIIEPUMEHTATHUX UCTINTHBAbA.

4. 3AK/bYYAK

Y oBOM paay aHalu3WpaH j€ YTHLA] IPOLECHUX
rapamerapa JIacepCcKOr ceuera Ha pajJijyc KOHTYpe pe3a
MIPUMEHOM METOJE OJI3MBHE MOBpLIMHE. McTpakuBame je
crpoBeneHo Ha Matepujamy EN 10130, mpu yemy cy kao
ylIa3HU TapaMeTpu pa3MaTpaHH Op3WHa cedera, CHara
Jacepa ¥ IPUTUCAK MOMONHOT raca.

Ha OCHOBY CIIPOBEICHHX SKCIIePHUMEHTATTHUX
HACTpaXWBamka W CTATUCTHYKE aHAIW3E pa3BHjEH je
MaTeMaTHYKH MOJIeNl Jpyror peaa koju omoryhasa
npeaBuljambe BPEAHOCTH paaMjyca KOHType pe3a yHyTap
HCIUTHUBAHOT oOIcera mnapamerapa. JloOujeHn wMomen
M0Ka3a0 je BUCOKY CTaTHCTHYKY 3HAa4ajHOCT W J00po
cllarame ca eKCIepUMEeHTATHUM Pe3yJITaTuMa.

PesynraTu cy nokasanu ga cBa TpH IpOLiECHA MapameTpa
MMajy 3HaudajaH yTUIa] Ha Pagujyc KOHType pe3a, IpH
yeMmy je Hajehu yTHIaj OCTBapHO MpPUTHCAK TTOMONMHOT
raca. YoueHo je na nmosehame Op3nHE ceuema JOBOIU 10
CMameha pandjyca KOHType pesa, AoK noBehame cCHare
Jacepa M IPUTHUCKAa IMOMONHOI raca Y3poKyje HeroB
opacr.

[IpuMeHOM MeTOJe OJ3WBHE IIOBPIIUHE YCICIIHO je
pa3BHjeH MaTeMaTH4KH MoJies Koju omoryhaBa aHanu3y u
npeaBulambe pasnjyca KOHTYpe pe3a yHyTap HCITUTHBAHOT
orcera mnpouecHuX mapamerapa. JloOujeHn pesynratu
notBphyjy ma RSM mpencraBma edukacan anar 3a
aHaJIM3y U MOJIEJIUPAathe MPOLIECa JIACEPCKOT CeUCHa.
[pakTHYHM 3HAYa] HCTPAXKUBAKA OTJIE/IA CE Y MOIYHHOCTH
NpUMEHE Pa3BUjEHOI MoOJeja MpU W300py ONTUMATHHX
napamerapa ofOpane, YUME C€ MOXE YHaIpeIuTH
TeOMETPHUjCKa TAYHOCT MPOU3BOJA, CMAKUTH TOTpeda 3a
HaKHAJHOM oOpamom ® moBehatm  eQuUKacHOCT
MIPOM3BOJIHOT MpoILIECa.

Y Oyayhum wucrpaxuBamiMa moryhe je mnpomuputu
aHAIM3y  yKJbYYMBameM  JOJATHUX  IIPOLECHHX
napamerapa, pa3IM4UTUX BPCTa MaTepHjalia U CaBPEeMEHIX
METOJ]a MAIIMHCKOI yd4ema pagu Jajber yHampehema
MPEAMKIMje U ONITUMHU3ALM]e TIPOLIeca JIaCePCKOT Ceyuetha.

5. JUTEPATYPA

[1] W. M. Steen and J. Mazumder, “Laser Material
Processing”, 4th ed., London, Springer, 2010.

[2] M. Mamuh, “MaremMaTu4yko MoOIENIHUpAEKE U
OINITHMU3allKja NpoLeca JIACEPCKOT ceueha IMPHUMEHOM
MeTo/la BemTauyke uHTenureHnuje”’, JlokTopcka

1133



auceprandja, MammHcku (akyiaTeT, YHHUBEP3UTET y
Humry, Hum, 2013.

[3] G. E. P. Box and D. W. Behnken, “Some New Three
Level Designs for the Study of Quantitative Variables”,
Technometrics, Vol. 2, No. 4, pp. 455-475, 1960.

[4] M. Madi¢ and M. Radovanovié¢, “Application of
RCGA-ANN Approach for Modeling Kerf Width and
Surface Roughness in CO, Laser Cutting of Mild
Steel”, Journal of Intelligent Manufacturing, Vol. 25,
No. 6, pp. 1189-1200, 2014.

[5]J. Powell, “CO, Laser Cutting”, Berlin, Springer, 1993.

[6] J. C. Ion, “Laser Processing of Engineering Materials:
Principles, Procedure and Industrial Application”,
Oxford, Butterworth-Heinemann, 2005.

[7] D. Petring, “Laser Cutting”, in LIA Handbook of Laser
Materials Processing, Orlando, Laser Institute of
America, 2001, pp. 135-158.

[8] A. K. Dubey and V. Yadava, “Laser Beam Machining
— A Review”, International Journal of Machine Tools
and Manufacture, Vol. 48, No. 6, pp. 609-628, 2008.

[9] S. H. Dahotre and N. B. Harimkar, “Laser Fabrication
and Machining of Materials”, New York, Springer,
2008.

[10] D. Schuodcker, “Handbook of the EuroLaser
Academy”, London, Chapman & Hall, 1998.

[11] M. Madi¢, M. Radovanovi¢ and M. Trajanovié,
“Optimization of CO, Laser Cutting Process Using
Response  Surface Methodology”, Journal of
Production Engineering, Vol. 17, No. 1, pp. 97-100,
2014.

[12]1L. Tong, C. C. Suand C. T. Wang, “The Optimization
of Multi-Response Problems in the Taguchi Method”,
International Journal of Quality & Reliability
Management, Vol. 14, No. 4, pp. 367-380, 1997.

KpaTka 6uorpagmuja:

Mapko 3exkuh pohern je y VYmmesuky 2001. romume.
Jumnomupao je Ha DakynareTy TeXHHYKHUX Hayka y HoBom Cany,
Ha cmepy [IpousBonHo MammHCTBO, 2024. ToanHe. Mactep pax
n3 ob6nactu IlpowsBomHOr MammHCTBA — ,,AHaNN3a paaujyca
KOHTYpe pe3a NpUMEHOM METOAE OJ3MBHE IIOBPIIUHE",
onbpanuo je 2026. roauHe.

Konrakr: zekic(@uns.ac.rs

1134


mailto:zekic@uns.ac.rs

