a. Melakukan pembubutan dengan menggunakan media pendingin untuk
menghindari keausan pahat terlalu cepat karena adanya panas yang terjadi
pada saat pembubutan.

b. Factor-faktor yang mempengaruhi nilai kekasaran permukaan sebaiknya
dianalisa untuk kedepannya seperti getaran yang terjadi antara benda kerja

dan pahat, keausan pahat dan lain sebagainya.
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Lampiran 1. Tabel Baja Konstruksi Umum Menurut DIN 17100

Sumber: G. Niemann H. Winter, 1990:96)

Lampiran 2. Tabel Pengujian Nilai Kekasaran Hasil Pembubutan.

Simbol Jenis baja . E.ckuatan
, Kedar C
dengan M. Menurnut ) oy SEMpal = min & 5 min
grup bahan | EURONCORM - 100 mm o ;U.f.'u HE
kualitas 25 = @{N/mm?) (Mmm=} !
St 33-1 10033 Fe 33-0 - 340.. 390 1940 18 -
St 33-2 | 10035 - 340.. 390 190 18 -
5t 34-1 1000 Fez 34-4 0,17 330...410 200 it | @3 200
1.0150
St 34-2 1.01d2 | Fe34-B3FU 0,15
1.0108 | Fe334-B3FN
Br37-1 1.0110 F= 37-A 0,20 360, 440 240 25 105...125
1.0111
5 37-2 | 1.0112 | Fe 37-B3FU 0,14
Fe 37-B3FN
5r37-3 1.0116 Fe 37-C3 0,17
Sr42-1 1.0136 Fa42-4 0,25 £10.._ 490 250 22 120,140
1.0131
St 42-2 | 1.0132 | Fe42-B3FU 0,25
1.013 Fz 42-B3FN
Br42-3 1.0136 Fe 42-C3 0,23
Bt 50-1 1.0530 Fe 50-1 0,25 450 . 590 290 20 I40 . 170
St 50-2 | 1.0532 Fe 50-2 0,30
St 52-3 10841 Fe 52-C3 0.2 510,610 350 z2 -
St 60-1 105440 Fe &0-1 0,35 90,710 330 15 170, 195
St 60-2 1.0572 Fe &0-2 0,40
5t TO-3 10632 Fe 70-2 0,50 690 _#30 360 10 195...240

68



NILAI KEKASARAN (um)

N
NO PERLAKUAN a (mm) f (mm/put) RATA —
(rpm) 1 2 3 4
RATA
1 0.18 3.228 3.142 2.555 2.189 2.779
2 1250 0.085 1.980 1.914 1.697 1.608 1.800
3 0.05 1.519 1.461 1.380 1.394 1.439
4 0.18 2.949 2.543 3.061 2.906 2.865
ST 90 Tanpa
5 0.5 1000 0.085 1.986 1.910 2.000 1.948 1.961
Perlakuan panas
6 0.05 1.631 1.677 1.608 1.595 1.628
7 0.18 2.025 2.383 2.459 2.453 2.330
8 750 0.085 1.524 1.658 1.667 1.663 1.628
9 0.05 1.339 1.391 1.374 1.372 1.369
10 0.18 3.521 3.284 3.011 3.037 3.213
11 1250 0.085 2.179 2.300 2.520 2.036 2.267
12 0.05 1.657 1.527 1.626 1.934 1.619
13 0.18 3.765 3.970 4.708 3.894 4.107
14 Perlakuan panas 05 1000 0.085 2.792 2.860 2.860 2.792 2.826
15 suhu 900 °C 0.05 2.082 2618 2473 2137 2.328
16 0.18 4.009 4.656 6.405 4.751 4.955
17 750 0.085 3.405 3.420 3.200 3.548 3.393
18 0.05 2.507 3.709 3.320 2.340 2.969
19 0.18 4.868 4.899 4.167 3.525 4.365
20 1250 0.085 2.986 2.985 2.767 2.59 2.832
21 0.05 2.291 2.278 2.25 2.245 2.266
22 0.18 5.564 4.713 5.641 5.532 5.363
Perlakuan panas 05
23 suhu 950 °C E 1000 0.085 3.747 3.541 3.685 3.709 3.670
24 0.05 3.077 3.108 2.963 3.036 3.046
25 0.18 5.243 5.882 5.882 6.141 5.787
26 750 0.085 3.946 4.094 3.986 4.164 4.047
27 0.05 3.467 3.434 3.286 3.434 3.405
28 0.18 5.65 5.589 4.848 3.952 5.010
29 1250 0.085 3.465 3.405 3.219 2.904 3.248
30 0.05 2.659 2.599 2.618 2.517 2.598
31 0.18 6.608 5.107 7.274 6.775 6.441
Perlakuan panas
32 0.5 1000 0.085 4.45 3.837 4.752 4.542 4.395
suhu 1000 °C
33 0.05 3.654 3.368 3.821 3.718 3.640
34 0.18 6.16 7.059 7.555 7.221 6.999
35 750 0.085 4.636 4.913 5.12 4.896 4.891
36 0.05 4.073 4121 4.221 4.038 4.113

Lampiran 3. Tabel Distribusi Frabet untuk Probabilitas = 0,05
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Titik Persentase Distribusi F untuk
Probabilita = 0,05

df untuk df untuk pembilang {Derajat Kebebasan} (N1)
peyebut
(N2)
1 2 3 4 5 6 7 8 9 10 | 11| 12 13 14 15
161 199 (216 225 | 230 234 | 237 239 241 242 | 243 | 244 245 245 246
2 (18.51 [19.00 |19.1 |19.25 [19.3 | 19.33 [19.3 [19.37 |19.38 | 19.40 (19.4 (19.4 | 19.42 |19.4 |19.43
6 0 5 0 1 2
3110.13 | 9.55 [9.28 | 9.12 9.01 | 8.94 |8.89 | 885 | 8.81 | 8.79 [8.76 [8.74 8.73 [8.71 | 8.70
4| 771 | 6.94 |6.59 | 6.39 [6.26 | 6.16 |[6.09 | 6.04 | 6.00 | 5.96 [5.94 [5.91 589 [5.87 | 5.86
5| 6.61 | 579 |541 | 519 5.05 | 4.95 4.88 | 482 | 477 | 4.74 (4.70 [4.68 466 |4.64 | 4.62
6| 599 | 514 476 | 453 [4.39 | 4.28 421 | 4.15 | 410 | 4.06 (4.03 [4.00 3.98 [3.96 | 3.94
7| 559 | 474 435 | 4.12 (397 | 3.87 |13.79 | 3.73 | 3.68 | 3.64 (3.60 [3.57 355 [853 | 351
8| 532 | 4.46 4.07 | 3.84 [3.69 | 3.58 |3.50 | 3.44 | 3.39 | 3.35 [3.31 [3.28 3.26 [3.24 | 3.22
9| 512 | 4.26 |3.86 | 3.63 [3.48 | 3.37 |13.29 | 3.23 | 3.18 | 3.14 (3.10 [3.07 3.05 [38.03 | 3.01
10 | 496 | 4.10 3.71 | 3.48 [3.33 | 3.22 [3.14 | 3.07 | 3.02 | 2.98 |2.94 [2.91 289 [2.86 | 2.85
11| 484 | 3.98 [3.59 | 3.36 |3.20 | 3.09 (3.01 | 295 | 2.90 | 2.85 |2.82 |2.79 276 .74 | 2.72
12 | 475 | 3.89 3.49 | 3.26 [3.11 | 3.00 291 | 2.85 | 2.80 | 2.75 |2.72 |2.69 266 [2.64 | 2.62
13| 467 | 3.81 [3.41 | 3.18 |[3.03 | 2.92 283 | 2.77 | 2.71 | 2.67 |2.63 |2.60 258 255 | 253
14| 460 | 3.74 [3.34 | 3.11 |296 | 2.85 [2.76 | 2.70 | 2.65 | 2.60 |2.57 |2.53 251 (248 | 2.46
15| 454 | 3.68 [3.29 | 3.06 |290 | 2.79 [2.71 | 2.64 | 259 | 2.54 |2.51 |2.48 245 (242 | 2.40
16 | 449 | 3.63 |3.24 | 3.01 |2.85 | 2.74 [2.66 | 259 | 2.54 | 2.49 |2.46 |2.42 240 (237 | 2.35
17 | 445 | 3.59 [3.20 | 2.96 |2.81 | 2.70 [2.61 | 255 | 2.49 | 2.45 |2.41 |2.38 235 [2.33 | 231
18 | 441 | 355 [3.16 | 2.93 |[2.77 | 2.66 [258 | 251 | 2.46 | 2.41 |2.37 |2.34 231 .29 | 2.27
19 | 438 | 352 [3.13 | 2.90 |[2.74 | 2.63 254 | 248 | 242 | 2.38 |2.34 |2.31 228 [2.26 | 2.23
20 | 435 | 3.49 [3.10 | 2.87 [2.71 | 2.60 [251 | 2.45 | 2.39 | 2.35 [2.31 [2.28 225 .22 | 2.20
21| 432 | 3.47 [3.07 | 2.84 |2.68 | 257 [2.49 | 2.42 | 237 | 2.32 |2.28 [2.25 222 [2.20 | 2.18
22 | 430 | 3.44 [3.05 | 2.82 [2.66 | 255 [2.46 | 2.40 | 2.34 | 2.30 [2.26 [2.23 220 (.17 | 2.15
23 | 428 | 3.42 [3.03 | 2.80 [2.64 | 253 [2.44 | 2.37 | 2.32 | 2.27 [2.24 2.20 218 (.15 | 2.13
24 | 426 | 3.40 [3.01 | 2.78 [2.62 | 251 [2.42 | 2.36 | 2.30 | 2.25 [2.22 [2.18 215 (.13 | 2.11
25| 424 | 3.39 299 | 2.76 |2.60 | 2.49 [2.40 | 2.34 | 2.28 | 2.24 |2.20 [2.16 214 211 | 2.09
26 | 423 | 3.37 298 | 2.74 |259 | 2.47 |2.39 | 2.32 | 2.27 | 2.22 |2.18 [2.15 212 (2.09 | 2.07
27 | 421 | 3.35 296 | 2.73 |257 | 2.46 |2.37 | 231 | 2.25 | 2.20 |2.17 [2.13 2.10 [2.08 | 2.06
28 | 420 | 3.34 295 | 2.71 |256 | 2.45 |2.36 | 2.29 | 2.24 | 2.19 |2.15 [2.12 209 [2.06 | 2.04
29 | 418 | 3.33 |293 | 2.70 255 | 2.43 235 | 2.28 | 2.22 | 2.18 [2.14 [2.10 2.08 [2.05 | 2.03
30 | 4.17 | 3.32 292 | 2.69 253 | 242 |2.33 | 2.27 | 2.21 | 2.16 |2.13 [2.09 206 [2.04 | 2.01
31| 416 | 3.30 291 | 2.68 252 | 2.41 |2.32 | 225 | 2.20 | 2.15 |2.11 [2.08 205 [2.03 | 2.00
32| 415 | 3.29 290 | 2.67 |251 | 2.40 |2.31 | 2.24 | 219 | 2.14 |2.10 2.07 204 2.01 | 1.99
33| 414 | 3.28 289 | 2.66 [250 | 2.39 [2.30 | 2.23 | 2.18 | 2.13 [2.09 [2.06 203 [2.00 | 1.98
34| 413 | 3.28 |2.88 | 2.65 [2.49 | 2.38 [2.29 | 2.23 | 2.17 | 2.12 [2.08 [2.05 2.02 |1.99 | 1.97
35| 412 | 3.27 |2.87 | 2.64 249 | 2.37 [229 | 2.22 | 2.16 | 2.11 [2.07 [2.04 201 [1.99 | 1.96
36 | 411 | 3.26 |2.87 | 2.63 [2.48 | 2.36 [2.28 | 2.21 | 2.15 | 2.11 [2.07 [2.03 200 198 | 1.95

Diproduksi oleh: Junaidi (http://junaidichaniago.wordpress.com). 2010.

Lampiran 4. Dokumentasi penelitian
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