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I will be short, really!
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MY IMPRESSIONS ABOUT 
LABOD

It is very dynamic
enviroment.
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LABOD has a good directions in 
the development and 
engineering.



In LABOD is doing good things.

MY IMPRESSIONS ABOUT 
LABOD
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All staff are ready to help and
colaboration, and they are good
persons and friends.
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WHAT I LEARNED DURING 
THE VISIT

I met up with current technologies of metal cutting.
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WHAT I LEARNED DURING 
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I met the 
laboratory 
equipment.



I got the some praticle knowledge about process of
experimental research in metal cutting...

I worked on tool 
microscope on 
first time.
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I got some expirience about development of good projects.

WHAT I LEARNED DURING 
THE VISIT
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I got motivation for
learning and future
research!

Simply, I seen and learned many good things in LABOD.
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EXPERIMENTAL RESEARCH 
AND RESULTS

Machine: Universal lathe POTISJE
Tool: SNMG 120408 NMX (AC 3000)

Material: Ck45

Input parameters:
Type of process:
1) Cutting with flood 2) MQL 3) High pressure assisted machining

Technological parameters:
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Technological parameters:
1. Cutting depth ap (mm)
2. Feed rate f (mm/rev)
3. Cutting speed vc (m/min)

Output parameters:
1. Cutting forces,
2. Chip shape,
3. Surface roughness,
4. Tool wear
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Cutting forces - cutting with flood
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Cutting forces - MQL
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EXPERIMENTAL RESEARCH 
AND RESULTS

Cutting forces - High pressure assisted machining
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EXPERIMENTAL RESEARCH 
AND RESULTS

Cutting forces – graphical analysis

An example of output from 
software for measuring 
signals:
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signals:
a = 2,5 mm
vc = 210 m/min
f - varied in four levels



EXPERIMENTAL RESEARCH 
AND RESULTS
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Flood MQL High pressure

Ampitudes of cutting forces are different for different processes.



EXPERIMENTAL RESEARCH 
AND RESULTS

Cutting forces – graphical analysis
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EXPERIMENTAL RESEARCH 
AND RESULTS

Cutting forces – graphical analysis
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Chip shape - cutting with flood cooling

EXPERIMENTAL RESEARCH 
AND RESULTS
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Chip shape - MQL
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Chip shape - High pressure assisted machining
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Tool wear – Cutting with flood cooling
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Tool wear – Cutting with flood cooling

EXPERIMENTAL RESEARCH 
AND RESULTS
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Tool wear – MQL
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Tool wear – MQL
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Cut lenght (m )
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Tool wear – High pressure assisted machining
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Tool wear – High pressure assisted machining
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Tool wear – High pressure assisted machining
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EXPERIMENTAL RESEARCH 
AND RESULTS

Tool wear – summary review
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Intensity of tool wear – summary review
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FUTURE PLANS

Following can be done:

• Modeling and analysis of results with different approaches,

• Technological windows,

• Empirical equations of cutting forces,

• Analysis of chip type for different processes and parameters,

• Analysis of tool wear for different processes and parameters,
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• Analysis of tool wear for different processes and parameters,

• Analysis of surface roughness,

• Analysis of individual machinability,

• Analysis of universal machinability ,

• Analysis of material removal rate and economic analysis,

• Some type of optimization,

• Software for machinability analysis and monitoring.
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THANKS FOR YOUR ATTENTION!THANKS FOR YOUR ATTENTION!
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Thanks You very much for all!Thanks You very much for all!

See you!See you!


