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EuxapioTieg

©a NBeAa va euxapIoTHoOW TTPWTA a1’ OAOUG TNV OIKOYEVEIQ OU TTOU HE oTnpidel OAa Ta
XPOvIa TNG TTPOCTTABEING Pou, KABWGS Kal GAOUG Toug KaBnynTéG ol OTToioI CUVEROAAY OTNV
TTpooTTdBeIa Pou Ta TeAeutaia 5 xpodvia. Euxapiotw emiong Tov emBAETTOVIO TNG
TTapoucag SIMMAWMATIKAG epyaciag K. ApioTopévn AvTwvidadn yia TNV EUTTIOTOCUVN Kal TN
oTAPIEN Tou 6Ao auTd To dIACTNUA.
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1. Eiocaywyn

To avTiKeipevo TTOU TTpAyPaTEUETAlI N TTapoloa epyacia agopd oTnv diepelivnan Twv
OuvONKWY KOTTAG yIa Ta OIAQOoPa UAIKA Twv TEPAXiWV, O CUVOUOOWO MHE Ta gpyaleia
KOTTAG Katd Tn didpkeia TnG Sladikaciag gpailapiopatog. Ta UAIKG Twy Tepayiwv TTou
avaAuovTal gival eupéwg XpnOoIPoTToloudeva UAIKG oTnv diadikacia @pailapiopatog. Ol
BOOIKEG TTOPAMETPOI KOTIG TTOU avoAuovTal yia K&Be CeUyog TePaAXiou Kal KOTITIKOU
epyaAciou, eival n TaxluTnTa KOTAG, 0 puBuOg agaipeons UAIKoU kal To BdaBog kotmg. H
avaAucon autr TTapaTiBeTal og UVOUACHO HE TIG I0I0TNTES TWV TEPAXIWY KAl TWV KOTITIKWY
EPYAAEiwY. ZKOTTOG, gival N dnuioupyia Hiag TEXVIKAG €KBEONG VIO TV KATEPYACINOTNTA TWV
UAIKWv, dnAadn KaTtaypa®r Kal TEKINPiwon Twv KAataAANAWVY TTapauETPWY KOTTAG yia KABE
OuvOUOOPO KOTITIKOU gpyaAgiou kal UAIKOU Tou Tepayiou, avdAoya pe Ta 10IaiTEpA
XOPOKTNPIOTIKA TWV TEPAXiWY KAl TWV KOTTTIKWY EPYAAEIWV.

H kartepyacia cival €€ opiopyoU n diadikacia KAT& TNV OTIoia TA AKOATEPYAOTO UAIKA
peTaTpéTTOVTal O€ TEAIKG TTPoidvTa. H évvola TnG KaTepyaaiag epgaviotnke apxikd 1o 5.000
T.X. Je TNV dnuioupyia UAIKWYV atrd EUAO 1] TTETPA KAl apyoTEPA ATTO WETAAAO.

H kot aTtroteAei pia amd TG apxaidtepeg PeBOSOUG KaTepyaoiag kKal Slapdpewong
UAIKwv. Tautdxpova xpnoligoTtroieital amd OAoug Kabnuepivd, evw €ivar n  BAcikn
MNXavoupyikA Katepyacia. H 1ToidtnTa TG KOG £€apTdtal atrd 10 UAIKO Kal TO KOTITIKO
epyaAcio. Me TI¢ cupBaTikég PeEBOBOUG KOTTNG EVOEXETAI VA UTTAPXEI KATOOTPOYPN E€iTE TOU
KOTITIKOU €pyaAgiou €iTe TOU Tepaxiou AOyw BEPUIKWV PaIVOUEVWY. AVTIBETO OTNV KOTTA ME
xpron Aéilep TTou atmroppo@dTal evépyela aTrd TIG EWTEPIKES OTOIRADES TOU UAIKOU, Oev
uttapxel d1ddoon BepudTNTAG 0TO UAIKS Kal TTpoAapBavetal n Znuid.

H ouvexng augnon Twv avaykwv Tou avBpwtrou KaBwg Kal n TrpooTrdbeia KaAuywng
auTwy, €TTIBAAAEI TNV avATTTUEN TNG TEXVOAOYIAG, ava@opikd Pe TIG ueBGdOoUG TTapaywyng
Kal TIG YVWOEIG TTAvw oTa UAIKA. O1 péBodol Kal o1 KaTeEPYaoieg TTapaywyng xwpifovral
OTIG TTAPAKATW BOCIKEG KATNYOPIEG:

o XuTteuon

o MopgoTtroinon pe MAacoTikn MNapapdpewon
o ATTOBOAN YAIKOU

o 20vdean — ZuvapuoAdynon

H emAoyn TNG KatdAANANg peBddou e¢apTdral Kupiwg atré Tn oxediaon aAAd Kal aTro 10
UANIKO KalI TNV XPrOoN TOU TEAIKOU TTPOIGVTOG.

MNa v emAoyr] Twv UAIKWV AapBdvovTal uttdywn ol PNXAVIKEG, QUOIKEG, XNMIKES Kal
KOTOOKEUQOTIKEG 1010TNTEG KOBWG Kal n duvardétnta avakUKAwong Toug. O1 ouviBeig
KOTNYOpPIiEG UAIKWV OTNV PovTépva Biounxavia ivai:

o 210npouxa MétaAAa

o Mn Zidnpouxa MétaAha kal Kpdauarta
o MAaoTIKG

o Kepapika

° 2UVOETIKA

216X0G TWV oUYXPOVWY PEBBdWY TTapaywyng Eival N Peiwaon Tou KOOTOUG TTAPAYWYNG, N
dlac@AAion TNG TTOIGTNTAG TWV TTOPAYOUEVWY TTPOIOVTWY KAl N GUECN QVTATTIOKPICN OTNV
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¢NTNon e xprion euéAiktou €€otTAiIopou. ‘Evag akdua onuavtikdg atdxog gival n Peiwaon
Tou KOOTOUG TTAPAywWYNnS Xwpic autd va emrnpedlel TNV TTOIOTNTA TWV TTAPAYOUEVWV
TTPOIOVTWY . /2/.

ISlaiTepn onuacia €xel n karepyacia atroBoArg Tou UAIKOU. ZTIi¢ diadikaoieg atrofoAng
UANIKOU oupTTepIAauBAvovTal OAeG €KEIVEG Ol KATEPYOOIEG KATA TIG OTIOIEG yia vd
dnuioupynOei To TEAIKO TEUAXIO agalpeiTal UAMKO aTTd TO apXIKO o€ Jop@r atToBAITTOU.

Q¢ kartepyaoiudTNTa €vOG UAIKOU opiletal 0 BaBudg duokoAiag Pop@oTToincrg Tou, o€
ouvdapTtnon Je TNV TaxuTnTa TTapauép@waong, Tn BEpUoKpacia KAt Tnv KaTepyacia Kal TNV
MIKpodour Tou UAIKOU. XTnv TTapoucda epyacia Ba yivel avdAuon TG KOATEPYACIUOTNTAG
TWV EUPEWG XPNOIMOTTOIOUPEVWY KATEPYACOMEVWY HETAAAIKWY UAIKWY, UTTO BEATIOTEG
OuVOnKeg avd yewpeTpia Kal UAIKG KOTITIKWYVY £pyaAgiwv. Mo ouykekpipéva, apXIka Ba yivel
TTAPOUCiaon TwV €UPEWG XPNOIUOTTOIOUUEVWY KOTEPYACOPEVWY UAIKWYV KAl KOTITIKWV
EPYOAgiwyY, Kal OoTn OUuvéXeEld ouvOUAlovTaG Ta KaTePyalOueEVA UAIKA Kal TO KOTITIKA
epYaAcia, Ba PHeAETNBOUV oI BEATIOTEG OUVOAKES KOTTAG YIa KaTepyaaoia gpaifapiopatog. Ol
BéATIOTEG OuvBnKeg Ba amodelkvuovtal atrd TTEIPAUATA TTOU €XOUuV  Yivel Kal gival
Katayeypapuéva otn 01ebvr) BipAloypagia. MNa k&Be cuvduacud KOTITIKOU/UAIKOU Ba
TTapateBouv oxeTikG TTapadeiyparta. MPakTIKG auth N epyacia Ba eival pia TeXVIKN €KBeon
YO TV KATEPYACINOTNTA TwV UAIKWY, dnAadr Ba divel odnyieg yia 10 cwoTd cuvdUACHO
OuVvONKWYV KOTTAG ME TO UAIKO TOU TEpayiou Kal To epyaAeio kot g /1/.



2.1 YAIkd

KdBe @opd mou emmA€yeTal €va UANIKO €AEYXOVTOI O PNXAVIKEG, QUOIKEG, XNUIKEG Kal
KATAOKEUQOTIKEG TOU 1810TNTEG. O1 UNXavIKES 1810TNTEG OTTWG N OKANPEOTNTA, N AVTOXA O€
KOTTwON K.ATT, K&GBe UAIKOU kaBopifouv av Ta TTpoidvTa Tou eival KAatdAAnAa yia Tig
OUVONAKESG POPTIONG Ol OTTOIEG TTPOKEITAI VO €PAPUOCTOUV. AVTIOTOIXO Ol QUOIKEG (TT.X.
TTUKVOTNTA TAEN K.ATT) KAl 01 XNMIKES 1810TNTES (0&Lidwan, TOEIKATATA K.ATT) €ival uTTEUBUVEG
yIO TN CUUTTEPIPOPA TOU UAIKOU O€ KAVOVIKEG KAl aKpaieg ouvlnikeg Asitoupyiag. TENOG ol
KATAOKEUOOTIKEG 1010TNTEG KaBopidouv TNV KATEPYQOIUOTNTA KABE UAIKOU, dnAadh Tnv
€UKOAIO pE TRV oTroia KGBe UAIKO uTTopei va utrooTel katepyaoies. ‘Evag atmd toug mmAéov
Baoikoug TTapdyovTteg €TTIAOYAG UAIKWV gival To KOOTOG Kal n diaBsoipdtnta toug. la
TTapadelyua €va UNIKO TOU OTTOIOU O1 EUTTOPIKEG DIAOTACEIG BEV EEUTTNPETOUV TIG AVAYKEG
TNG €KAOTOTE KATOOKEUNG Ogv emMAEyeTal. 'Evag akOpa TTapdyovTag TTou e1Tnpeddel Tnv
EMAOYA TwV UAIKWV gival n duvatdtnta avakUKAwong Toug, O10TI e auTév Tov TPOTTO
METABETETAI N XPOVOG aXpProTeEUONG VOGS UAIKOU /2/.

Ixebaop

ZxNua 2.1 KUKAOG epyaciwv g€ yia ouyxpovn KUKAIKr oikovouia (Mnyn:
https://www.energyregister.gr/perivallon/anakyklosi/)

2.2 Eupéwg XpnOIMOTTOIOUMEVA KATEPYALOMEVA UAIKA

MNa 1N Piounxavia emeepyaoiog Kal KOTNAG METAAwWY, uttdpxel d1aBéoiun Mia peyaAn
TToIKINia eEapTNUATWY 1T BIAPOPETIKA UAIKG. KdBe UAIKO €xel Ta OIKA Tou [OovadIKa
XOPOKTNPIOTIKA. TETOIO XOPOKTNPIOTIKA MPTTOPEI va gival n mrapoudia n ox1 dlaeoépwv
OTOIXEIWV KPAPATWONG, N CUUTTEPIPOPA TOU UAIKOU aTTévavTl oThn BepIKN €TTeéepyaaia, n
OKANPOTNTa TOU UAIKOU K.d.. AUTd TO XOPOKTNPIOTIKA €TTnEeAlouv  Tnv €TmAoyR Tou
KOTITIKOU €PYAAEIOU WG TTPOG TN YEWMETPIO TOU, Kal TIG OUVOAKEG KOTIAG (TT.X. TaxuTnTa
KOTING, TTPOwWON, K.ATTE.). [Na va yivel 1o €UKoAOG 0 cuvduao OGS TOU KOTITIKOU €pyaAgiou Je
TO KaTePyalouevo TEPAXIO WOTE va ETTITUYXAVETAI TO BEATIOTO duvVATO ATTOTEAECUA HE TO
MIKPOTEPO duvaTd KOOTOG, TO UAIKGA Tepaxiwv ywpiotnkav o€ €€ PEYAAEG KATNYOpPIEG



oUpewva pe Ta TTPOTUTTA ISO. KaBe opdda éxel TIG OIKEG TNG IBIOTNTEG OXETIKA PE TNV
KATEPYAOIUOTNTA.
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Mn Zidnpouxa Métalha Super-Kpapara kai Titavio YmepokAnpa YAIKG

ZxAua 2.1 Eupéwg xpnoiyoTtrolouueva katepyagdopeva uAika (Mnyr: Sandvik Coromant)
2.2.1 Xd&AuPeg

O1 xadAuBeg eival n geyaAuTtepn Katnyopia UAIKwv.llepiAapBavouv €va eupU @AGUA UAIKWY
TO OTTOIO KIVEITAI ATTO PN KPANATWHEVA UAIKA €WG UAIKA PeE uPnASd TT0000TO KPARATWONG.
H kaTepyaoiydtnTa QUTWY TwV UAIKWY €ival ouvnBwg apkeTd KaAr, aAAd diagépel ammd
UAIKO o€ UANIKO avdAoya pe TN okANPOTNTA Tou, TNV TTEPIEKTIKOTNTA O AvBpaKka K.AT.. Ol
XAAUBEG gival n peyaAlTepn opdda UAIKWYV Tepaxiwv OTov TOPEA TNG KOTTAG METAAAWV.
‘Exouv Tnv 1016TNTa va O€xovTal KaTepyaoieg okAnpuvong. Mia péon miun yia 1n
OKANPOTNTA Twv XaAUBwv eival Trepittou 400 HB. O1 xdAuBeg pe okAnpoTtnTa Tévw atrd
Trepitrou 48 HRC kai éwg 62-65 HRC avrikouv otnv katnyopia ISO H.

2 UVOTITIKQ:

e O xaAuBag gival éva kpdua pe KUplo ouaTatikéd Twyv aidnpo Fe.

o Ol un KpapaToTroINUEVOl XAAUBEG £XOUV TTEPIEKTIKOTNTA O€ AVOPAKA UIKPATEPN ATTO
0,8% «kai artroteAouvTal OTTOKAEIOTIKA atmd oidnpo (Fe), xwpic GAAa oToixEia
KpAparog.

o O1 kpapaToTToINUéVOl XAAUBEG £XOUV TTEPIEKTIKOTNTA 0€ AvOpaKa XAUNAOGTEPN aTTO
1,7% kai TrepIEXouv oToixEia kpduatog 6TTwg Ni, Cr, Mo, V ka1 W.

e O1 xaGAUBeG XauNANG TTEPIEKTIKOTNTAG O€ KPANATA TTEPIEXOUV OTOIXEIO KPANATWONG
Aiyoétepo atrd 5%.

e O1 xaAuBeg UWNANG KPOUATWONG €XOUV TTEPIEKTIKOTNTA TTEPICOOTEPO ATTO 5% O¢
oToixeia kpapdrtwong /3/.

2.2.2 AvoteidwTtol XaAuBeg

O1 avogeidwTol XaAuBeg ival kpauata xaAUBwv ol otroiol dlaBETouv ouvABWG TOUAAXIOTOV
12% xpwuio (Cr). ANa kpdapata utropei va trepidapdavouv vek€Ao(Ni) 1 poAuBdaivio
(Mo). 'Eva koivo aToixeio YeETagU OAwvV Twv avoeidwTwy XaAUBwV eival OTI N em@Aveia
KOTTAG WTTOpEl va ekTiBeTal o€ UPNAEG Bepokpacaieg Xwpig Tov kKivduvo ogeidwaong. Eival
KpAPaTa hE KUPIO OUCTATIKO TOUG TO GidNpo.
2 UVOTITIKQ:
o 'Exouv TTEPIEKTIKOTNTA O€ XPWHIO UWnAOTEPN aTTO 12%.
e AIaBETOUV YEVIKA XaUNAR TTEPIEKTIKOTNTA O€ AvBpaka (C < 0,05%).
e  AIG@opeg TTPooBRKeg OTTWG aUTEG Twv VIKEAiou (Ni), xpwpiou (Cr), poAuBdaiviou
(Mo), vioBiou (Nb) kai Titaviou (Ti) TTapéxouv BIAQPOPETIKA XOAPOKTNPIOTIKA, OTTWG
avtiotaon otn d1aBpwaon Kal avtoxr o€ UPNAEG BEPUOKPATIEG.



e To xpwpuio (Cr) ouvdudletal pe oguyovo (O) yia va dnuioupyroel éva oTpwua
Cr203 otnv em@dveia Tou XaAuBa, To otroio TTapExel pia avTidiappwTiKA 1810TNTA
OTO UAIKO /3.

2.2.3 Xurtogidnpol

O1 xutocidnpol oe avtiBeon Pe Toug XAAUBEG €ival o €UKOAOI WG TTPOG TNV KATEPYOTIia
Toug. O ykpl xutooidnpog (Gray cast irons-GCl) kal 0 eAaoTikég xuTtocidonpog (Malleable
cast irons-MCI) eival 1o €UKoAa kKatepydoiga UAIKA, o€ avtiBeon pe Tov olwdn
xutooidnpo (Nodular cast irons-NCl), Tov oupTtrayr xutooidnpo (Compact cast irons-CGl)
kar Tov OAKigo xutooidnpo (Austempered cast irons-ADI) Ta omoia katepyalovrail
OuokoAdTepa. OAa Ta Xutd cidnpa tepiExouv SiC, TO OTTOI0 KAVEl TNV KATEPYATINOTATA
TOUG TTIO €UKOAN.YTTépXOUV 5 €idn XuTooI1drpwv:

e [kpl xutooidnpog (GCI)

e EAaoTIKOG XuTOOidnpog (MCI)

e  OCwdng xutooidnpog (NCI)

e JuptrayAg oidnpog ypagitn (CGl)
e OAkipog oidnpog (ADI)

O1 yxutogidnpol atroteAouvTal atrd £va cuvduaoud o1dripou kai dvBpaka Fe-C pe ugnAf
TTEPIEKTIKOTNTA ¢ TTUPITIO (Si 1-3%). H TTepiekTIKOTNTA o€ dvBpaka gival TTavw atd 2%,
Kal n otmoia eivalr n péyiotn dioAutétnTa Tou C oTnv woTeviTik @&on. EmmAéov ta Cr
(Xpwpi0), Mo (poAuBdaivio) kai V (Bavéadio) oxnuatifouv kapRidia, Ta oTroia augdvouv Tnv
avtoxn Kai Tn okAnpdTnTa BUCIAZOVTaG OUWG TNV KaTEpyaoiuoTnTa /3/.

2.2.4 Mn c1dnpouxa JuETaAAQ

Mn c1dnpouxa uéTaAAa civalr Ta pETaAAa Ta oTroia BewpoulvTal OXETIKA JaAakd. TETola
METOAAO €ival TO AAOUMIVIO, O XOAKOG, 0 OpEiXaAKOG K.ATT. TO OAOUNIVIO CUYKEKPIMEVA ME
TTEPIEKTIKOTNTA 0€ TTUPITIO (Si) 13% cival éva apkeTd eUKOAa KaTeEPYAOINO UAIKO. evikd
OTnNV KOTI Mn OIdNPoUxwv HETAANWY £@apudlovTal uwnAég TaxuTNTEG KOTTAG KAl TO
KOTITIKO €pYOAEio TTOU XPNOIYOTIOIEITAI YIO TNV KOTTA Toug dev KaTaTroveital 1diaitepa. Q¢ ek
TOUTOU avaUEVETAI VA €XEl JEYAAN didpkeia CwAG. € auTr) TNV OPdda UAIKWY avAKOUV :

o MaAakd pn o1dnpouxa pETaAAa pe okAnpoTnTa Katw atmd 130 HB, ue €€aipeon Ta
XOAKIVO upnAng avtoxAg (> 225 HB).

e Kpduara pye fdon 10 payvnolo.

o HAekTpOAUTIKOG XaAKSG pe 99,95% Cu.

o  XaAKOG ue kaooitepo (Sn) (10-14%) ) / kan aAoupivio (3—10%).

e XaAKk6g (60-85%) pe weudapyupo (Zn) (40-15%) /3/.

2.2.5 Super - Kpduata kai Titavio

Ta super — kpduata Kal 70 TITAvVIO gival KpdpaTa avlekTiKG oTnv BepudTtnTa Pe Bdon 1o
oidnpo, 1o VIKEAIO, TO KOBAATIO Kal TO TiITAvio. Eival Trapdéuoia pe 1a UAIKG ISO M, aAAd
gival TTOAU 1m0 OUOKOAO VO KATEPYOOTOUV KAl VO KOTIOUV, PE ATTOTEAECUA T KOTITIKA
EPYaAcia va kartatrovouvTal I8IAITEPWS Kal £T01 va PelwveTal n didpkeia (wng toug. H
oupdda ISO S utopei va xwpioTei o€ ooUTTEP KPpAPata avlekTikG otn BeppoTnTa (HRSA)
Kal TITévio. Ta uAikd HRSA utropoulv va XwpioTouv o€ TPEIG OPAdES: KpduaTta pe Baon 1o
VIKEAIO, TO 0idnpo Kal To KOBAATIO. AlaBETouv augnuévn TTEPIEKTIKOTNTA O Kpduata (Co
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TEPIOTOTEPO aTTO Ni), Ye amoTéAeopa KAAUTEPN avToxr oTn BepudTnTa, augnuévn avroxn
o€ €QEAKUGHO Kal uwnAdTEPN avToxn oTn diGBpwaon /3/.

2.2.6 YmépokAnpa YAIKA:

210 UTTEPOKANPA UAIKG TTepIAapBavovtal XaAuBeg uwnAng okAnpotntag (45-65 HRC) kai
0 Wuxpog xutooidnpog Trepitou 400—600 HB. H okAnpdtnTta autwyv TwWV UNKWV Ta
KaBioTd dUCKOAQ OTNV KATEPYAOia PE OTTOTEAEOUA va TTAPAYoUV PEYAAN BepudTNTa KOTA
TNV KOTTA. AUTH N oPdada UAIKWYV TTEPIEXEI OKANPUNEVOUG XAAUBEG HE OKANPOTNTO> 45—68
HRC /3/.

2.2.7 O—AA\o:

2€ QUTA TNV KaTnyopia KatatdooovTal UAIKG Ta oTToia €ival Kupiwg auvBeTikd (Ta didgopa
BepPUOTTAQOTIKA, Ta OUVOETIKA avOpaKovAMOTA, T EVIOXUMEVA TTAGOTIKA, TO OKANpPO
KAOUTOOUK, O TEXVIKOG ypa@iTnG K.ATT.). ApKeToi TTAéoV KAGDOI XpNOIKMOTTOIOUV CUVOETIKG
UAIKG, €10IKA aTnv agpodiacTnuikh Blounxavia, oTtnv autokivnTofiounxavia 101aitepa otn
doépuouAa 1 /3/.

2.3 Eupéwg XpnOIHOTTOIOUMEVA UAIKA KOTTTIKWV EPYOAEiWV

H emAoyr] KOTITIKOU €pyaAgiou eival pia onuavtikhg TTOPAUETPOG TTOU TTPETTEI va An@OEi
uttdYn KOTd TOV TIPOYPAUMATIONO Miag emmTuXoUg KOTMG. H yvwon Twv KOTITIKWY
EPYOALIWY Kal TwV IBIOTATWY TOUG, KABWG KAl O AVOUEVOUEVOS XPOVoS CwNAG Tou KABe
EpyaAciou, gival onuavTikoi TTapdyovTeg yia TNV €TTIAOYR TOU KATEPYALOUEVOU TEPaxiou, TIG
OUVOAKEG KOTTAG Kal To €TTimedo TnG TToIOTNTAG ETTIPAVEIOG TTOU aTtraiTeiTal yia K&Oe
Kartepyaoia /3/.

Ta UNKG Twv epyoAgiwv KOTTAG €Xouv OIAQOPETIKOUG OUVOUAOPOUG OKANPAOTNTAG,
QAVOEKTIKOTNTAG KOl avToxXAg oTn @Bopd, yia autd xwpiovTal o dIGPOPES KATNYOPIEG ME
Bdaon TIG oUYKEKPIYEVEG 1IBIGTNTEG TOUG. 'Eva epyaAgio KOTTAG yia va AsIToupyroel cwoTd Ba
TTPETTEN VA €ival:

o AvOeKTIKO 0Tn PBOPA Kal TV TTAPANOPPWaN

o ZKANpO WaTE va avTIOTEKETAI TNV Bpadon

o Mn &paoTikd e TO UAIKO TOU Tepayiou

o XNMIK& oTaBEPD, WOTE VA AVTIOTEKETAI OTNV 0&EIBWON
o AVOEeKTIKG OTIG aTTOTOPEG BEPUIKEG AAAOYEG

EpyaAgia Kot e emmioTpwon KapRIdiwv:

o Emiotpwon - CVvD
o Emiotpwon - PVD
o Toluevtoeldég kapRidio

Ta emKoAuppéva ToIUEVTOEION KapRidia avTiTpoowTreUouv 10 80-90% OAwv Twv évBeTWV
epyoAeiwv KOTAG. H emrtuyia Tou UAIKOU o@eieTal oTov Ouvduaoud TnG UWNANRG
avtiotaong otnv @Bopd, oTn OKANPOTNTA, KABWG Kal oTn duvaTtoTnTa VA SIANOPPWVETAI
o€ 01dpopa TTOAUTTAOKA OXAMOTA. AVTIOTOIXO Ta ETTIKOGAUUMEVA TOIPEVTOEION KapRidia eival
TolhevTEVIO KapBidia pe KATToIa ETTIOTPWON. ZTNV OUVEXEID TTapoucidlovTtal Ta €idn Twv
ETMOTPWOEWV TWV TOIMEVTEVIWV KapRISiwv KABWGS Kal Ta XapaKTNPIOTIKA Toug /3/.
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2.3.2 Emiotpwon — CVD

CvD - Chemical Vapor Deposition: H emiotpwon CVD
onuioupyeital ammd XNMIKES avTIdpAcelS o€ Bepuokpaaieg ammd 700
¢wg kar 1.050 ° C. O1 emoTpwoelg CVD €xouv uwnArf avtoxn oTn
@Bopa Kal EQIPETIKN €TTAQPN ME TO TOIPEVTEVIO KapRidlo. To TTpwTo
kKapPidio ue emiotpwon CVD ATtav 10 kapRidlo e eTmioTpwon
TITaviou povng oTiBadag (TiC). O1 emoTpwoelg adoupiviou (Al203)

TxAMa 2.2 KOTITKG kar vitpidiou TiITaviou (TiN) xpnoiyotroimiBnkav apyotepa. Ol
€pyaeio uf-_EﬂiGTp{vOn OUYXPOVEG  ETTIKAAUWEIG  TOIMEVTEVIWY  KapPidiwv  givar ol
gggrﬁg%”' Sandvik EMOTPWOEIC avBpakoviTpidiou Titaviou (MT-Ti (C, N)) ol oTroieC

avakaAueBinkav yia Tn BeATiwon TNG €AY TNG EMKAAUWNG UE TO
KapRidio /3/.

2TIG EQAPMOYEG OTIC OTTOIEG N avToxr oTn ¢Bopd cival onuavTikr, n emkadAuwn CVD civai n
TTPWTN €TIAoYr. TETOIEG €QAPPOYEG €ival n TOpveuon, N dIATpnon Kal T0 epaIdpIcua o€
ISO P, ISO M kai ISO K /3/.

2.3.3 Emiotpwon — PVD

PVD - Physical Vapor Deposition: n etmiotpwon PVD Bpiokel
EQAPUOYN OE KATEPYAOIiEG HE OXETIKA XaUNAEG Beppokpaacieg
(400-600 ° C). H diadikacia kot TrepIAAPPBAvel TNV €CATUION
€VOG PeTAAAOU TO oTroio avTidpd yia TTapadelypa pe 1o AdwrTo,
Kal oXnuaTiel pia €mioTpwon okAnpou viTpIdiou oTnv £m@AvEIa
TOU KOTITIKOU gpyaAgiou. O1 emkaAuywelc PVD TtrpocBéTouv
Zxfua 2.3 Kotrmik6 epyakeio  avioxn oOTn  @Bopd Tou KOTTIKOU epyoAgiou  Adyw Tng
gaaﬁg\'l‘i’;%‘*é‘r’gmpa\r/]g (MnvA: oKANESTTGS ToUG. O1 TIOMGATIAES TIOAU  AETITEG €TTIOTPWOEIG

EXOUV WG ATTOTEAEOUA, N OUVOAIKY ETTIOTPWON VA €ival akoud
M0 okAnpn /3/.

Ta KOTITIKG gpyaleia pe emmioTpwon PVD cival 1davikd yia Tnv dnPIoupyic AUAGKWOEWV Kal
OTTEIPWHATWY, YIa KOTTH 0€ @paifa, aAAd Kal yia KATEPYACIES PIVIPIOUATOS Kal dIGTPNONG.

2.3.4 Toiyevroeidég KapBidio

Ta TouevTocidr kapBidia gival ammoTéAeoua KoviogeTaAAoupyiag atrd cwuatidia kapRidiou
ToU BoAgpapiou (WC) pe ouvdeTikO UANKO TO KOBAATIO (Co). Ze €QAPUOYEG KOTING
METAAwYV atrotehouvtal amd 80% WC okAnprg ¢dong. To cwpa Tou KapRidiou
oxXnMoTiCeTal €iTE PHEOW TEXVIKWYV CUMTTIEONG KOVEWG €iTE PEOW TEXVIKWYV €yxuong. To
pEyeBOG KOKkwv WC gival pia atmd TIG MO ONUAVTIKEG TTOPAUETPOUG Yia Tn pUBuIoN TNG
OKANPOTNTAG TOU KapRISiou. AeTITOTEPO PEYEDOG KOKKWYV Onuaivel JeyaAdtepn okAnpoTnTa
ot Mo Oedopévn TTEPIEKTIKOTNTA TOU OUVOETIKOU UAIKOU. H TToodéTnTa TOU CUVOETIKOU
UAIKOU €ival uttelBuvn o€ éva BaBud, yia TN okANPdTNTA Kal TNV avToxr Tou kapPidiou. INa
TTapadelypa o€ dUo kapRidia pe ico péyeBog kKOkkwy WC, n auénuévn moodétnta o€ Co o€
éva atro Ta 6Uo KapRidia £xel WG ATTOTEAECHA PHeyaAUTEPN OKANPAOTATA.
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=  Toiyevioeldég kKapRidlo pe pecaio €wg  Xovdpo
MEyeOOC  KOKKwv: Ol0Bétouv  uywnAfl  OKANPOTNTA KOl
Xpnoigotrolouvtal o€ cuvduaoud pe emoTpwoelg CVD R
PVD o€ éva TTOAU peydAo eUpog epapuoywy /3/.

SxAUa 2.4 TOIPEVTOEIBEG
Kapidio pe peoaio péyebog
KOKKwvV (MnyA: Sandvik
Coromant)

= Tolpeviocldég KapPidio pe MPIKPO HEYEBOG KOKKWV:
XPNOIMOTIOoIEITAl yia Tnv dnuioupyia kapRidiou pPe aiXxpNPES
KOTITIKEG aKpég. ETmiong xpnoiyotroigital o€ ouvouaoud HE
emioTpwon PVD yia peyoAutepn avioxn. TUTTIKEG KOTEPYATieg
EQAPHPOYNG TOU AETTTOKOKKOU TOIUEVTOEIDOUG KapRIdiou gival TO
QepaildpIoua, n KOTT QUAGKWOEWY, TO Q@IVIPIOUA Kal N
diarpnon.

2xAua 2.5 Toluevtoeldég
Kapidio pe pikpd péyebog
KOKKwV (Mnyn: Sandvik
Coromant)

=  Toiyevtoeldég kKapRidio Pe KAiON: XPENOIYOTIOIEITAI O€
KATEPYOOIieG TOPVEUONG KAl O KATEPyaAoieg Onuioupyiog
AuAGKwWOoNG o€ XAAUBEG Kal o€ avogeidwToug XaAuBeg /3/.

>xNAHa 2.6 TolpevtoeIdEg
Kapidio pe kAion (Mnyn:
Sandvik Coromant)

2.3.5 Mn EmkoAupguéva Toipevroeidn KapRidia

Ta KOTITIKA epyaAeia  TOIPeEVTOEIDOUG  KapRidiou  xwpig
ETTIOTPWON QVTITIPOOWTTEUOUV £va TTOAU MIKPO TTOC0O0TO TWV
KOTITIKWV gpyaAegiwv. O pubudg @Bopdg Toug eival ypriyopog
OAAG  eAeyxouevog, OlabéTovrag emTTAéoV TNV duvaToTnTa
akovioparog /3/.

2XAUa 2.7 Mn emmikaAupévo
TO1MEVTOEIDEG KapRidlo KOKKWV
(Mnyn: Sandvik Coromant)

TuTTIkéG eQapuoyéG auToU TOu €idOUG TWV KOTITIKWY EPYAAEiWV gival n KaTepyaoia Twv
HRSA (heat resistant super alloys) UAKWv, 1 KOTEPyaoia KPAPATWY TITAvioU Kal
UTTEPOKANPWY UAIKWV O€ XAPNAEG TaxuTnTEG /3/.
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2.3.6 EpyaAgio Kotig atmo Kepapiké METaAAo

Ta gpyaleia KOTMG aTTd KEPAUIKO PETAAAO gival ToluevTOEId KapRidia pe
Bdaon owuaTidia TITaviou. ApXIK& Ta KEPAPIKA YETAAAQ ATAV oUVBETA UAIKG
atmd kapRidio Tou TITaviou Kal VIKEAIO, Evw TTAEOV Ta OUYXPOVA KEPAMIKA
METOAO  eival  wpi¢ VIKEANIO kal n  OouA Toug aTtroTeAgiTal  ATTO
avBpakoviTpidio Tou TITaviou Ti (C, N) pe ouvdeTiKd UAIKG To KOBAATIO Kal
10 BoA@pduio. To avBpakoviTpidio Tou TiTaviou Ti (C, N) TTpocBéTel avioxn
) oTn @Bopd, Kal avToxr oTnv TTAACTIKA TTApAuOPPWan, VW N TToooTNTA
SxAua 27 . . . . P ,
Epyaleio KOTTC KoBaATiou eAEyxel TN OKANPATNTA. ETTITTAEOV TA KEPANIKA METAAAQ UTTOPOUV
amo  Kepapikd  ETTMIKAAUQOOUV  pe PVD yia BeATiwuévn avioxy otn ¢@Bopd. Katd tnv
uéraMo (MnvA: - kgrepyaoia KOTIAC €ival KOAG VO XPNOILOTTOEITAl  XOUNAGS  puBudC

Sandvik
Cﬁ?orﬂam) apaipeang UAIKOU Kal pikpd BaBog KoTmng /3/.

TUTTIKEG €QAPUOYEG TWV €PYAALiwY KOTTAG ATTO KEPAUIKO UAIKO €ival To
QIvipIoha o€ avogeidwTo XAAuBa, n katepyaoia oe XaAAuBa pe XapnAd mooooTd dvBpaka
Kal N Katepyaoia g€ QePITTIKOUG XAAUBEeg /3/.

2.3.7 Kepauiko EpyaAcio Kotrrg

Ta KePAUIKA epyaAcia KOTTHG £xouv TTOAU uWnAr avtoxr o ¢Bopd
aKOpa Kal o€ uwnAéc TaxutnTes. EmmimTAéov d1aBéTouv uywnAn
TTAPAYWYIKOTNTA OTAV ETTITUYXAVETOI CWOTH XPOon Toug. YTTApXEl
Mia oeipd a1rd dIaQOPETIKEG TTOIOTNTEG KEPOMIKWY  EPYOAEIWV
OIaBEOIPES VIO pia TTOIKIAIG EQapPOYWY Kal ival o1 €EAG:

2xnua 2.8 Kepaulkd epyaheio
ko1 (Mnyn: Sandvik Coromant)

= Kepapikd O¢Eeidia: PBaoiovral oe o&eidia Tou apyidiou (Al203), e KATTOIEG
TpPooBnkes {ipkoviou (ZrO2) yia avaoToAr] pwydwyv. Me auté Tov TpOTTO
onuioupyeital éva XNMIKG oTaBepd UAIKO TO OTToI0 Opwg dIaBETEl PIKPOTEPN
avTioTaon oTa BepUIKA OOK

= MikTd Kepapikd: eival evioxupéva Jéow NG TTPOCONKNG
KUBIKWV kapBidiwv 1 avBpakovitpidiwv (TiC, Ti (C, N)), pe
& oTToTéAEOoua PEYOAUTEPN OKANPEOTNTA KOl BEPMIKN aywyiuoTnTa
T /3.
ol

2xnua 2.9  Mikpodoun
MIKTOU KEPAMIKOU
epyaieiou kot (MnynA:
Sandvik Coromant)
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= EviIOXUpéva KEPAUIKA: TA KEPAMPIKA AUTA £pyaAEia KOTTAG
gival evioxupéva e kapidio Tou trupitiou (SICw) e OoKOTTO TNV
TTOAU peyGAn augnon oTn okANPdTNTA. Ta OCUYKEKPIYEVA
KEPAMIKG epyaAcia KOTTAG eival 10aviKa yia Tnv Katepyaaoia
KpapaTwy pe Bdon 1o Ni /3/.

SR et
2xAua 2.10 Mikpodopun
EVIOXUUEVOU  KEPAMIKOU
epyaAeiou kot (Mnyn:
Sandvik Coromant)

=  Kepapikd Nitpidiou tou Mupitiou (Si3N4): ival eTTIPAKEIG
KPUOTOAAOI ©O1I oTToiol oxnuatiouv éva eVIOXUUEVO UAIKO e
uwnAfl avtoxn. Ta kepaulk& auTd eival eTTITUXNUEVO OTNV KOTTH
YKpI XuTooidrjpou, av kal n EAAElpn XNUIKAG oTaBepdTnTag
TTEPIoOPICel TN XPAHON Toug 0€ dIaPOPETIKA UAIKG /3/.

2xAua 2.11 Mikpodoun
KEPAMIKOU VITPIdioU TOU
TTupITiou epyaAeiou
kot (MnyR: Sandvik
Coromant)

= Kepapikd SIAION: cuvdudlouv Tn duvapn evog dIKTUOU atrd VITPIGIO TOU TTUpITIOU
ME MeEYAANn XnuIK oTaBepdtnra. Ta kepapikd Sialon eivar 16avikd yia Tn PNXAavikn
Karepyaoia avlekTiIkwy oTn BepudtnTa Kpaudtwy (HRSA).

Ta kepapikd epyaleia KOTAG MTTOPOUV va  XPNoIhotroinBouv oTnv  KOTIA  TTOAAWV
OIAQOPETIKWY TePaxiwv Katd Tn dIAPKEIQ KOTTAG 0€ TOPVO, @paifa, aA\G ot kaTepyaaoieg
dnuioupyiag auAdkwaong /3/.

2.3.8 TloAukpuoTtaAAiké KuBikd BopioviTpidio

To ToAUKpUOTOAAIKG KUBIKO BoploviTpidio CBN, eival éva
UANIKO epyalgiou KOTTAG WE €§aipeTikKA okAnPdTNTA N oTToia
diarnpeital kai o€ UPNAEG TaXUTNTEG KOTTNG KABWG BIaBETEN Kal
uywnAn avtoxh o€ Bepuikd cok. Ta oUyxpova epyaAeia KOTTAG
CBN aTtroteAoUvTal atrd KEPAMIKA UAIKA, Ta OTToia AsITOupyouv
. . . KOl oav OuvleTIKA, Pe TTepiekTIkKOTNTA 0¢ CBN 40-65%. To
ZxNMa 2.12 Kepaulkd epyaAeio i ] i ) ) i
KOTRC amé  TToAUkpuoTaMiké  KEPOMIKO OUVOETIKO UAIKO TTpooBéTel ato CBN peydaAn avroxn
KUBIKG  Bopiovitpidio  (Mnyh: o€ @Bopd. Mia GAAN opdda KoTITIKWVY epyaAciwv ammd CBN,
Sandvik Coromant) gival Ta CBN uynAAg TTEPIEKTIKOTATAC, Ta OTTOia aTTOTEAOUVTA
atmo 85% ¢éwg kai 100% CBN. Autou Tou €idog Ta CBN ptropei va £Xouv wg CUVOETIKO
UANIKO KATTOI0 PETOAAIKO UAIKO WoTe va PBeATiwoouv Tnv avtoxh Toug. Ta CBN yia va
oxXNUATioouV TO £VOBETO KOTTAG GUYKOAAOUVTAI TTAVW O€ KATTOIO TOINEVTOEIDEG Kapidio /3/.
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SxAua 213 Mikpodopn
KEPOAWIKOU TTUPITIOU €pyaAEiou
KOTTN G OTTO TTOAUKPUGTAAAIKO
KUBIK6  BopioviTpidio  (Mnyn:
Sandvik Coromant)

Ta epyaAeia kotrig CBN Bpiokouv e@apuoyn Kupiwg o€
KATEPYQOieG  @IVIpIOPATOS  (ATTOTTEPATWONG)  UTTEPOKANPWY
UANIKWV pe okAnpotnTa madvw atmmd 45 HRC. Ze Ttepdyia pe
okAnpoTnTa Tavw ammd 55 HRC, 10 CBN ¢ivar 10 povo
EPYOAEIO KOTG TIOU  MTTOPEl  va  QVTIKATOOTAOCEl  TIG
TTapadooIakd xpnoigotrololueveg PeBSdoug Aciavong. Ol
MoAakOTEPOl  XAAUBEG, KATW Twv 45 HRC, Tepiéxouv

uwnAGTEPN TTOCOTNTA PEPPITN, N OTTOIA £XEI APVNTIKA £TTiIdpacn
otnv avioXf o eBopd Tou CBN. XpnoiyoTrolgital £TTiong, o€
KATEPYOOIieG TOPVEUONG Kal  QPAICAPICPOTOS  HE  UWNAEG
TaxuTNTEG KOTTAG /3/.

2.3.9 TloAukpuoTaAAiké AlaudvTi

2xNua 2.12 Kepapikd epyaAeio
KOTTAG at1ré TTOAUKPUGTAAAIKO
SiapavTi (Mnyn: Sandvik
Coromant)

Ta koTTIKG epyolgia atmd TTOAUKPUOTOAAIKS Siaudvtt PCD
atroteAouvTtal ammd cwuatidla diapavTiou Ta OTToia £XOUV
TNXBei padi pe Kdammolo PETOAAO TTOU TTaidel TOV POAO TOu
ouvOEeTIKOU UAIKOU. To Olaupdvtl €ival 1o TTIo okKAnpd Kal
avOeKTIKO oTnVv TPIRA UAIKO atrd OAa Ta uAIkd. ‘ETal Aoimmév evwd

OlaBétel KA avroxry oTnv @Bopd, oTepeiTal TNV  XNMUIKNA
oT1afepdtnTa 0t UWPNAEG Beppokpacieg. Ta epyaleia PCD
TTEPIOPICOVTal OTR XPROnN O©€ un o1dnpouxa UAIKE, OTTwWG
aAOUIVIO HJE UWNAR TTEPIEKTIKOTNTA O€ TTUPITIO, O CGUVOETO
METOANIKG TTAéypaTa (MMC) kal TTAAOTIKA evIOXUPEVA ME iVEG

avBpaka (CFRP). Ta PCD pe WukTikO uypd PTTopouv €TTiIONG va Xpnoiyotroinbouv o€
KaTtepyaoieg amotrepdtwaong TiTaviou /3/.
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3 Aladikacia Ppai{apiocparog
3.2 Eicaywyn

To @paildpioua gival pia atmd TIG MO ONUAVTIKEG JEBOBOUC KATEPYOOIag TEPAXiWV TTOU
xpnoiyotroioUvTtal oTn Blounxavia. H katepyacia tou @pailapioparog emnpedletal atmod
TTOAEG DIQPOPETIKEG TTAPAPETPOUG OTTWG N TaXUTNTA KOTIMG, To BAB0g KOTIMG, n dUvaun
KOTTAG K.a.. MNapakdTw TapaTtiOevial oToIXeia OXETIKA E TOV EVIOTTIONO KAl TRV KATAYPAP)
TWV 1I0AVIKWY TTAPOUETPWY KATEPYATIAG yia Ta IO €UPEWG XPNOIMOTTOIOUMEVA UAIKG
TEPAXiwV KOBWGS KAl TWV AVTIOTOIXWY KOTITIKWYV EPYAAEIWV.

3.2 ®paigapiopa (milling)

To epaidpicpa cival n dladikacia KOTIMG, KAaTd TNV OTroia £va epyaAgio gpallapiouaTog
aaipei UANIKO ammd Tnv em@dvela evog TIPog Kartepyaoia UAKou. Ta  epyalcia
ppaifapiopatog cival TTEPIOTPEPOUEVA EPYAAEia KOTTHG, OUXVA HE TTOAAQTTIAG onueia
KOTMG. H dia@opd ue mn didrpnon cival 0TI To €pyaAgio KOTTAG OeV KIVEITAI KATA WAKOG TOU
afova TTEPIOTPOPNG Tou, aAAG KABeTa TTPOC TOV Afova TOU HE ATTOTEAEOUA N KOTM va
TTPOYHUATOTTOIEITAI  OTNV  TTEPIPEPEID TOU  KOTITIKOU  gpyaAciou. Ta epyaAgia  KOTTAG
@paiapiopatog SI0BETOUV TTOANEG KOTITIKEG QKMEG OIATETAYMEVEG OE KUKAO. AUTEC Ol
KOTITIKEG OKMEG €XOUV TN MOP®N OPrvag (OTTWG Kal Ta KOTITIKA epyaAgia TOpveUoNG) WoTe
va €I0€pXOoVTal OTO KaTeEPyalouevo KoupdTm. Me Tnv Katepyaoia tou @paifapiopatog
aQalpeital UAIKO JE ApKETA DIAYOPETIKA TTEPACUATA.

i
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W
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Zxnua 3.1 Kot o€ @paila

270 QPaICApIoUa N TIEPIOTPOQIKA Kivnon Tou KOTITIKOU E€PYOAEIOU ATTOTEAEI TNV KUpPIa
Kivnon KoTTiAg TnG Katepyaciag. Mia apkeTd onuavTiK TTOPAPETPOG TNG TAXUTNTAG KOTTAG
gival N ywviok TaxUuTnTa TTEPIOTPOPRG TOU KOTITIKOU €pyaAegiou, n oTroia kABe @opd
ETMAEYETAI OE CUVOUAOHO PE TO KATEPYACOUEVO UAIKO, TO UAIKO TOU KOTITIKOU £pyaAgiou Kal
TO €idog Tou Qpaifapiopatog. AT TNV AAAN, TO KATEPYAlOUEVO KOUMATI OoTaBepOoTTOIETAI
oT0 TPATTEQl TNG EPYOAEIONNXAVAG KOl PETATOTTICETAI JE OUYKEKPIUEVO puBud, O OTToiog
EKQPACel TNV TaXUTNTA TTPOWOCEWG.

Ve: Taxutnta Kotrig

(m/min)
N: TayxuTtnTa

[ E NepioTpo@ng (rpm)
o yCH000 Dc: AiapeTpog
mDe Epyahgiou (mm)

ZxAMa 3.2 ZXETIKA YPAPMIKA TaXUTNTO OTO Onueio TTa@ig peTau epyaAgiou Kal TEgaxiou epyaaiog
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Katd Tnv KOTTr, Ol KOTITIKEG OKMEG TOU KOTITIKOU €PYaAgiou €i0€pxovTal Kal eEEpXovTal O€
MIKPO OldoTnua oTrd TO KOTEPYOACOMEVO TEWAXIO, WE ATTOTEAECUA Tnv KOTI TOU
Katepyalouevou Tepaxiou. Kard Tnv €ma@r) TOUu €pyaAgiou PE TO TEPAXIO TTAPAYETAl
BepuoTnTa Adyw TPIRAG, VWD KATA TNV DIAPKEIA TTOU TO EPYAAELIO Kal TO TEPAXIO OeV gival o€
eTa@A n BepudTnNTa TTOU £XEI TTApaXBEi atrdyeTal. AuTd £XEl WG ATTOTEAECUA TO KOTITIKO
EPYOAELIO va PNV KaTatroveiTal BepPIK& OTTWG TO KOTITIKO £pyalgio Tou TOépvou, TO OTTOIO
BpiokeTal cuveXxWs O TTAPA YE TO KATEPYALOUEVO Tepdxlo. MNa autd To Adyo n KOTI OTO
epaidpiopa ovoudletal OlOKOTITOMEVN. AV Kal auTd To €i00C KOTING €UVOEI TO KOTITIKO
EPYOAEio 0€ oxéon PE TN BEPPIKN KATATTOVNON, QAIVETAI TTWG N OUVEXAG OTTOTOUN £TTOPN
TOU €PYOAEiOU PE TO KATEPYOALOUEVO TEMAXIO €XEI WG ATTOTEAECHO TNV KATATIOVNON TOU
KOTITIKOU €pyaAgiou Ye KPOUOTIKA popTia. AuTd £x€l WG CUVETTEID TNV aUEnan Tou KIivOUvou
a0TOXiaG TOU KOTITIKOU €pyaAciou.

3.3 Eidn ®paifapioparog

To ppaifapiopa ptropei va diakplBei avaAoya e Tnv Kateubuvon Tou AEova TOU KOTTTIKOU
EPYAAEiOU w¢ TTPOC TNV Katepyalouevn €TQAvEIQ, OE TTEPIPEPIKO KAl PETWTTIKG. OTav o
dagovag Tou KOTITIKOU gpyaAgiou eival TTOPAAANAOG pE TNV €TTIQAVEID TNV  OTTOIO
KATePYAZeTAl, TOTE EXOUME TTEPIPEPIKO QPECAPIOHA. Z€ QUTH TNV TTEPITITWON, TO KOTITIKO
EPYAAEIO £xel KUAIVOPIKA pop@n Kal €xel TNV duvatoTnTa va agaipei Ta amoBAnta amd 10
TEMAXIO ME TNV PonBeia Twv TTEPIPEPIKA OIATETAYMEVWV KOTITIKWV OKUWYV. 2TO METWTTIKO
epaidpiopya 0 Afovag Tou KOTITIKOU €gpyalgiou €ival KABETOG OTnV KATEPYaloOUEVN
ETTIPAVEIA, EVW) TO KOTITIKO £PYAAELIO €XEI EKTOG ATTO TIG TTEPIPEPEIAKES KOTITIKEG AKMUES Kl
OKWEG OTO UTTPOCTA Kal TTIoW TTPOCWTTO TOU.

NEPI®PEPIKO ®PAIZAPIZMA

<<— KarevBuvon mpdwaong

Zxnua 3.3 Mepipepikd Gpaildpioua

METQMIKO ®PAIZAPIZMA

<— KareuBuvon mpoéwong
ZxAua 3.4 Metwiké ®paildpiopa
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ETtriong 10 TTepIpepikd @paildpioua diakpiveTal o€ dUO ETTIPEPOUS KaTnyopieg ue Baon tnv
TTPOWAON TOU TEUAXIOU, OE OPOPPOTTIO KAl AVTIPPOTIO. 2TO QVTIPPOTIO PPaIldpIocha TO
atrOBAITTO EeKIVA aTTd AETTTO KOl KOTAANYEI O€ TTI0 XOVTPO, TTPAYUA TO OTToi0 &V CUMBaivEI
OTO OMOPPOTIO. ZUVETTEIO QUTOU, €ival OTO OPOPPOTTO PPAICAPICHA TO KOTITIKO £pyaAEio va
TIPOCAQUBAVEI IOXUPOTEPEG KATATTOVIOEIG KOTA TN SIAPKEIA TNG €10000U TOU OTO TEUAXIO,
ME aTTOTEAECHA va augdveTal o Kivduvog aoToxiag Tou i akoua Kal Bpauong Tou. MNapoAa
autd oto oudppoTo Ppaildpicua n KOTTA €ival o oTabepr, 16T amd TNV KIVAUATIKN
TTapaTnPEEiTal 0Tl TO KOTITIKO €pYOAEi0 AOKED TTiEOn OTO TEPAXIO TTAVW OTO TPATTEQ TNG
@paifag. To ouuttépaopa autd ptropei va emPBeBaiwbei kal atmd TNV KaTEUBUVON TWV
Ouvapewv KOTTAG /4/.

ANTIPPOINO ®PAIZAPIZMA OMOPPOMNO ®PAIZAPIZMA

F : 80vapn komng
Fe: kOpia d0vapn kotrmg Fy : ouviotoa d0vaun atnv karedBuvan Tng Tpowong
Fr: akmivikr) S0vapn KoTrig F, : ouvioTwoa d0vaun kaBeTa oTnv TTpéWan

>xApa 3.5 Oudppotro kai Avtippotro Ppaifdpioua

ANTIPPOMNO ®PAIZAPIZMA

TPOWOnN

s ~ ! UQ

OMOPPOINO ®PAIZAPIZMA

ML ML

E&EMIEN TNG KaTepyaoiag =>

mpéwon
— 4

N

ZxAua 3.6 Moper atroAITTOU GTO OUOPPOTIO KAl AVTIPPOTIO GPAICAPICHA

3.4 H ®paila

NAOyw Twv OIOQOPETIKWY KATEPYOOIWV OTn  @paifa, eivar atmapaitntn n  0tmapén
OIaQOPETIKWY TUTTWV  QPAIfaC WOTE va  ETTITUYXAVETAI OIKOVOUIKOTEPN Kol KOAUTEPN
katepyaoia. MNa autd éxouue Ta £€AG €idn @pailag:
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o Opigovtia dpaifounxavn

o KdaBetn ®paifounxavn
o Kévrpo Katepyaaoiag

IxAua 3.7 OpigévTia epailounyavn

TxAua 3.8 Kabetn @pailopnxavn

>xAua 3.9 Kévrpo kaTtepyaoiag

TO KOOTOG TNG /4/.

2TV opifévria @paifounxavry o kUpiog Aagovag Trou
METaBIOEI TNV TTEPIOTPOYPIKA Kivnon OTO KOTITIKO €PYaAgio
givar  opifovtiog. Ta KUpla pépn TG  opICovTIag
@pailounxavng givai:

1. HBdon

2. O Kopuog

3. H kupia drpaktog

4. To ouykpoTtnua Tpatreiov

To KUpPIO XApaKTNPIOTIKO TNG KABETNG @paI(ouNXavig gival
OTl O KUpIog dagovag Tou peTadidel TNV Kivnon oTo
epyaAcio eivar kaBetog. Ta KUpla péEPN dia KABETNG
@paifounxavrng dev dIaPEPOUV OTTO TA AVTIOTOIXO TNG
opICOVTIAg KTOG ATTO TN dIOUOPPWON TNG KEPAAAG.

Kévipa katepyaoiag ovopadovTtal ol OUYXPOVEG UNXAVEG
Qpaiopiopatog  Pe  wnolaki kabodAynon, Ol  OTIoiEg
o01a6étouv T duvatdTNTa QUTOPOTNG OAAQYRG  KOTTTIKOU
epyaheiou. To kd&Be kévipo kartepyaciag OlaBétel €va
OUYKEKPIUEVO OPIBPO KATEUBUVOEWY Kal KIVAOEWY, Ol OTTOIEG
eAEyxovTal atro €vav NAEKTPOVIKO UTTOAOYIOTH Kal €va
Tpoéypapua kabodiynong. O apiBuog Twv KateubBuvoewv
KAl TWV KIVIOEWV TToU OI0B€TEl Eva KEVTPO KATEPYOTIag gival
TTOU TO XapaKTnpifouv o€ @paila 2 agdvwy 1 2 Y2 afdvwy N
3, 4, 5 71 6 agdovwv. Me tTnv avg¢non Twv afévwv oe pia
@paia augavovtal Tautéxpova ol duvaToTNTEG TNG AAAG Kal
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3.5 KomrTikd EpyaAcgia Ppailapioparog

Zxnua 3.10 Kotrmikd epyaleia @paifapiopartog

(Ppaiceg)

KdBe S10¢popeTIKO €id0¢ @paIfapicHOTOS OTTAITE]
OIOPOPETIKO KOTITIKO £pyaAgio. Zuxvd Ta epyaAcia
OTIGC QPaIOUNXAVEG €ival KATAOKEUAOUEVA ATTO
XUTOXGAUBa, OI16TI €mITPETTEl TNV KOTI O€
UWnAOTEPEG TaXUTNTEG KOTTAG O€ OXEON HUE TOUG
KoIvoUg XAAUBEG. ApkeTé ouxva
XPNOIUOTTOIOUVTAl WG KOTITIKA E£PYAALia Kal T
TAOKiIOIa  okAnpopeTdAAwv. O1  ouvnBéoTepeg

HOPQYEG KOTITIKWVY gpyaAciwv  @paifag cival Ta
KUAIVOpPIKA, Ta O&iokoeidf, Ta TIPIOVOEIdr, Ol
KOTITAPEG MOPPNG, Ta KOXAIWTA Kal Ta KOVOUAIQL.

EmimTAéov Ta KOTITIKA epyaleia dlakpivovTal e BAon Tov apiBud Twv KOTITIKWY AKUWY O€
KOTITAPEG Miag kOwng, OikoTrol Kal TpikoTrol, KaBwg kal ye PAon Tnv Katepyaocia o€

eANa@pouU A Bapéwg TUTTOU.

Eidog ®pailapicuarog

Eidog Komrtipa
(Ppaidag)

Mopon Kotrtipa

MepipepIkdG 1 KuAivopikog

MeTwTTIKOG (EvBETWV
AovTiwv)

Mep1pepIKO-MeTWITTIKO

Mep1pepikdS (KuAivopikag)-
MeTWTTIKOG

KovBUAOEIBIiC &=
AUAdKwvV (TPITAARG KOTTAG N @_}
TpikoTrog) !
MNepipepikd AIOKOEIBIC
2xiopatog (Mpiovodiokog) @
Moperig (MopgokoTrTipag) @
METWTTIKOG %
MeTwmiké MNpiouartikog (Ogeiag Mwviag) @E

Mivakag 3.1 AIGKpIon KOTITIKWYV £pyaAciwv @paifag ue Bdon 1o €idog gpaifapiouaTog

Ta KovOUAoeIdr] epyaAeia eival €UpEwg XPNOIMOTTOIOUUEVA €PYOAEID OTIG KOTEPYATiES
@pailapiopatog Kal TTOAAEG QOPEG XPNOIMOTIOIOUVTAl OTO OTAdIO TNG ATTOTTEPATWONG.
AtrotehouvTtal atmd €va KUAIVOPIKO CwHd, OTTOU KATA MAKOG  TOou UTTApXOuv dia N
TIEPIOTOTEPEG KOTITIKEG OKUEG HE TUTTIKEG YwVieg eAikwaong peTagu 15° kai 30° /5/.
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Karepyaoipétnra MetaAAIkwyv YAIKWV
4.1 OpIocHOG

OpIioudg: o1 KUpIol TTapAyovTeG TToU TTNPEACOUV TNV KATEPYATIKOTNTA Eival TPEIS Kal gival
ol €€AG:

1. H katnyopia UAIKWV oThv OTToia OVAKEI TO TTPOG KATEPYAOia TEPAXIO PE BdAon TIg
MNXAVIKEG Kal JETAAAOUPYIKEG TOU 1IB1IOTNTEG

2. H yewpueTpIKA Hop@r, TNG TTPOG KaTepyaaia eM@AVEIQS TOU TEPAYIOU

3. To UAIKO Tou epyaAgiou KOTING, 0 oUVOUAOHS ME TIG ETTITTAEOV TTPOOBNKES TTOU

MTTOPEI va £XEL.

' O1 TTopatrdvw TPEIG TTAPAYOVTEG €XOUV TOV TTIO ONUAVTIKO POAO OTnv
\ KATEPYAOIUOTNTA TOU TEMAXIOU OAAG UTTApYOUV Kal KATTOI0l ETTITTAEOV

TTAPAYOVTEG TTOU TNV £TTNPEACOUV. TETOIOI TTAPAYOVTEG Eival O DUVAUEIG
KOTTAG, T dedOPEVA KOTTAG, Ol YEVIKEG OUVBRKES KATEPYATIaG K.q..

H kartepyaoiudtnTa oav 6pog dev €xel Aueco oplopd. Me pia Tmio eupeia
évvola  Oeixvel TNV IKAVOTNTA  €TTECEPYATioG  TOUu  UAIKOU  TOU
KatepyalOUeEVOU  Tepayiou kal T @Bopd Tnv oTroia  PTTOPEl  va

iXﬁ,Hf;\ 4.1 SNUIOUPYNOEl  OTNV  KOTITIK  OKUAj TOu KOTITIKOU gpyaAsiou. TMa
Ts”ugﬁigzm ame  TTOPAdelya €vag XGAUBag pe XaunAn TTEPIEKTIKOTNTA O€ AvOPOKa EXEl
KoTEPYaTia MEYOAUTEPN  KATEPYQOIYOTNTO O€ OXEON HE TOUG  ATTAITATIKOUG

‘lflpa'?f‘gg;lﬂsg avoleidwTouc XGAuBec. O  TrepIoOOTEPEC  ACIOAOYATEIC  yIa TNV
Cgm},am KatepyaoIiuétTNTa Twv UAIKWY Bacifovial O€ TTPOKTIKEG OOKIUEG TWV
01aPOpwWV UAIKWV OTIG iBIEG OUVONKEG KATEPYATIOG Kal OTN OUVEXEID TA

QATTOTEAEOPOTA TWV UNIKWV CUYKpivovTal HETagU Toug /3/.

H taxutnta kotmg (V) kabBwg kal o pubudg agdipeons UAIKoU (fz) eival ol TTpwTeG BACIKES
TTapApeTpol TToUu emAéyovTal yia udia emTuxnuévn kKotm. H emAoy autwy Twv
TTapauETPWVY eEapTdTal atrd dIAPOPETIKOUG TTapdyovteg. O TTPWToG TTapdyovTag ival To
€idog Tou kKapPidiou ko1 G. ‘Eva okAnpdTepo KapRidio €xel peyaAuTepn avroxn otn @Bopd
Kal €101 €x€l duvaTdTNTA KOTTAG 0€ UWPNAOTEPEG TOXUTNTES KOTING. AvTiBeTa €va KapRidlo pe
uwnAn okANPoTNTa oAAG TauTOXpOva KOAA avToxn TTPOOKPOUOoNG, TIEpIopifeTal o€
MIKPOTEPEG TOXUTNTEG KOTING QAAG €xel TN duvaTOTNTA KOTIAG ME MEYAAUTEPO PUBUO
agaipeong UAIKoU. 'Evag GANOG TTapAyovTag TTou TTNPEACEl TNV ETTIAOYHA TWV TTOPAPETPWV
KOTTAG €ival n emmeéepyaaoia otnv otroia £xouv UTTORANBEI TO KOTITIKO €pyoAgio kKal TO
TEMAXIO. Na TTApAdEIyUa, N KATEPYACINOTNTA dUO idIWV UNIKWYV UTTOPEI va gival dIAQOPETIKA
yla K@Be éva atd autd av €xouv uTToBAnBei oe Ka&tToio diapopeTikO €id0G KaTepyaaiag
OTTwg eival n avotrtnon A n Paen. EmmAéov n yewpeTpia Tou £€vBeTou TTAaKISIOU €gival
ONUAVTIKA yia TNV €TTIAOYA TWV TTAPAPETWY KOTTAG. [MNa TTapddeiyha pia aixunpr okun givai
QPKETA €UBPOOTN, OTTOTE BEV AVTEXEI JEYAAOUG pUBUOUG aQaipeang KOTTAG, OIOTI & PTTopEi
va avTioTaBei oe peydAeg duvapuelg kKotig. ‘Evag akéun mmapdyovTtag mou emTnpeddel TIg
OUVONAKEG KOTING €ival TO OWHA TOU KOTITIKOU €PYOAgiou Kal n agIoTmoTn OTEPEWON TOU
¢vBeTou TTAaKISiou, Ta OTTOI PTTOPOUV va €EACEPAANICOUV PNXAVIKI) KATEPYAOTia PE uWnAd
Oedopéva KoTiG. ETmiong 1o o1ddio Tng Katepyaaoiag Traidel onuavTikd poAo oTnv €mA0OYN
Twv Tapapétpwy. MNa TTapddeiypa 6tav PPICKOPOOTE OTO OTAdIO TNG €KXOVOPIONG
eMAEyOUPE pEYAAO puBud agaipeong UAIKOU o€ ouvdIaopud PE PETPIO TaXUTNTA KOTTAG. 2TO
OTAdIO TNG OTTOTTEPATWONG ETTIAEYOUNE HEYIOTEG TAXUTNTEG KOTINAG KAl WIKPO €WG PECaAio
puBbuo agaipeang UAIKoU. lMeplopiopoi, OTTWG HEYAAEG TTPOEEOXEG 1) KOIANOTNTEG 0dNyoUV O€
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XOUNAOGTEPEG OUVOAKEG KOTTNG 1] € XaUNAGTEPOUG pUBUOUG agaipeons UAIKOU A O€ peiwaon
Kal Twv dUo /6/.

4.2 KatepyaoiuoTnTa TWV S10@OPWYV KATNYOPIWV TWV UAIKWYV

4.2.1 XdaAuBeg

H katepyaoiuotnta Twv XoAURdIvwyv Tepayxiwv diagepel avaloya PE Ta OTOIXEIQ Tou
KpduaTtog, Tn Bepuikh emetepyacia kal Tn diadikacia KaTtaokeuns (€Aacn, opupnAdTnon,
XUTeuon K.ATL). Tevikd, Ta TeEPAXIa atmmd XAAUBA Pe XaunAf TTEPIEKTIKOTNTA O€ AvOpaKa
atraITouVv IO AIXPNE aKWRA KOTIHG OTO KOTITIKO gpyaleio kal duvdauelg kotig amo 1.400-
3.100 N/mm2. Agpou o1 duvaueig Kot dlatnpouvTtal o€ éva aTaBepd €Upog, To idlo Ba
IoXUEI Kal yia Tn dUvan TToU OTTAITEITAI WOTE VA JTTOPETEI TO TEUAXIO VO KOTEPYAOTEI.

4.2.2 Avoteidwtol XaAuBeg

H «katepyaoiydmra Twv  avoeidwtwyv  xoAUBwv  dlagépel  avaloya e Ta
oToixeiakpaudtwong, TN Bepuikh emmeepyacia kar Tn Oladikaoia KaTaokeung (éAaon,
oQUPNAATNON, XUTeuon K.ATL), OTTWG Kal OTOUG XAAUBeg. H katepyaoigdtnta Twv
avoeidwTwy XoAUBwWVY HEIWVETaI PE TNV auénon Tng TTEPIEKTIKOTNTAG O€ Kpdauarta. Ta
O1dpopa eEeNiyuéva KOTITIKG epyaAeia eival dlaBéaiya yia TNV KATEPYAOia Twv Tepaxiwv
atmmé avoeidwTto XaAuBa. To €0pog TNG dUvauNG KOTING yia Toug avoéeidwToug XAAUBEG
eivar ammé 1.800-2.850 N/mm?2. O1 avo&eidwTol XAAUBES HE UWNAN TTEPIEKTIKOTNTA G€ AlWTO
(N) diabétouv auénuévn avtoxn kal auénuévn avrtiotaon otnv diIaBpwon, ald €xouv
HeIwpévn duvaTtdTnTa KATEPYATIaG.

4.2.3 Xutooidnpog

Ta Tepdyia amd Xutooidnpo cuxva KataokeudgovTal pe £vOETa apvnTikou TUTTOU, KaBWG
OI00£TOUV 1I0XUPEG KOTITIKEG OKUEG KAl QOQAAEG epapuoyéG. H dUvaun KOTTAG KUpaiveTal
ammd 790-1.350 N/mm?2. Katd 1 dIdpKeia TNG KATEPYATIag TOU XUTOOIBRPOU O UWNAEQ
TaxUTNTEG, GUXVA dnuioupyeital pBopd OTO KOTITIKO £pyaAgio aAAd kal Tpaxeia em@aveia
o710 TEAIKO TEPdyIo. TMa 1o Adyo autd ouvrBwG aTToPeUYETA.

4.2.4 Mn o1dnpouxa PETaAAQ

Ta un o1dnpolxa KpduaTa 6TTwg To AAOUIVIO gival HaAakd PETAAA, oTTéTE AOYW TOU OTI UE
TNV au¢non TG BEPPOKPOTIag KATA TRV KOTTA AILOVOUV KAl OTTOKTOUV dia 1m0 “KoAAWwdNn”
Hop®r}, OTTAITEITOI  KOTITIKO EPYOAAEIO PE Mia APKETA aIXUNPR KOTITIKI QKPR KAl UWNAR
TaxUuTNTa KOTAG. H dUvaun KOt G yia TNV KOTT JN o18NpoUXwV METAAAWY KUMAivETal aTTd
350-700 N/mm?2. Omrwg TTPOKUTITEl atrd TO €UPOG TINWV TNG dUVOUNG KOTIMG, KATA ThV
emmegepyaaia un o1dNPoUXwWV METAAAWYV 01 avAYKEG O€ 10XU €ival OXETIKA XAUNAEG.

4.2.5 Super-Kpauarta kai Titévio
O1mrwg @aivetal kai amd Tnv Eikdva 4 n avétiTnon Kai n ynpavorn ernpedlouy TIG ouvOnikeg
KaTEpyaoiag o€ peyaAo Babuod, 8161 aAAalel n okAnPOTNTa Tou UAIKOU. TO €Upog TG

duvapng KotAg kupaivetal atrd 2.400-3.100 N / mm? yia HRSA (Heat Resistant Super
Alloys) kai 1.300—1.400 N / mm? yia 1o TiTdvio. OTTwg @aivertal, ol SUVAHEIS KOTTAG KaBwg
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Kl N 10XUG TTOU OTTAITEITAI YIO TNV KOTTA QUTWYV TWV UAIKWYV, KUUAIVOVTAlI € APKETA UPnAd
emTiTredA.

4.3 PoprTio ‘DovTIWY KOTITIKOU EpyaAEiou

To @opTio ‘DovTILV £XEl TNV €VvOIA TNG AVTIOTAONG TTOU OEXETAI TO KOTITIKO £pYOAEio KATA
Tn Sl1adIKaoia TNG KOTTAG.

To péyeBog TnG avtioTaong Twv "OoVTIWVY TOU KOTTTIKOU £pyaAgiou gival ouvdpTnon Tou:

o BdBoug kotmm¢ h

o MAGTOUG KOTTAG b

H avtiotaon Ttwv "dovTiLV avTIKATOTITPICeTal atmo éva KAGopa TTou TrepIAapBavel, tnv
KOTITIKA] OKMI TTOU EUTTAEKETAI OTNV KOTIH Kal T diadpour Tou ‘dovTioU’ OTO TEPAXIO ATTO
TNV €i0000 Tou PEXPI TNV €£0d0 Tou aTrd TO TEPAxIo. OCco TTEPIGOOTEPO TO "OOVTI TOU
KOTITIKOU €pyoAgiou TTapapével 0TO KATEPYALOUEVO TEPAXIO, TOOO TTIO €viova Bepuikd
QopPTiO AVTIPHETWTTICEI, JE ATTOTEAEO A VA £TTNEEAZETAI N BlIAPKEID (WG TOU/6/.

2T1ov Trivaka 4.2 teplAapBdvovtal dedopéva yia TV TToooTNTA aPalpoUuevoU UAIKOU aTTd
TO TEPAXIO avd “OOvTI”. O HIKPOTEPEG TIMEG TTOOOTNTAG APAIPOUUEVOU UAIKOU ava@épovTal
oTnv @Aon TNG ATTOTTEPATWONG EVW OI JEYOAUTEPEG TIMEG OUVABWG XapakTnpifouv TN ¢don
TNG €kXOvOpIong. 'Eva texvoloyikd aoteBég ouoTnua KOTG XapakTnpigetal amd 20-30%
Meiwon oTnV TTooOTNTA APAIPOUPEVOU UAIKOU ATTd TO TEPAXIO KATA TN SIAPKEIX TNG KOTTAG.
TayuTtnta ekkivnong: Ve = Vo x Ks x Kt

‘OTToU:

= VC - apXIKA TaxUTNTa KOTTAG

= Vo - Baoikn TaxuTnTa KOTTAG

= Ks - ouvteAeoTg 0TABEPOTATOG
= Kt - ouvteAeo TG (WNG epyaAciou

H Baoiki taxutnta kotm¢g Vo: O mivakag 4.1 kaBopilel Tnv Pacik Taxutnta KOTTAG
avaAoya pe 1o €idog Tou KapRidiou, TO UAIKS TOU TEPAYiIOU Kal Tov TUTTO TG KaTepyaoiag. H
TAXUTNTA KOTTNG OXETICETAI e pia TTEPiodo (WG Tou epyaAeiou TrepitTrou 20 Astrtwv. MNa va
TTPoadIopIoTEl N BUOKOAIO TNG KaTepyaoiag o€ eAa@pid, YETpia, Kal Bapid kKaTepyaoia Ba
TTPETTEI va eAeyXBoUv BUO €TTIHEPOUG TTAPAUETPOI, TO QOPTIO TWV ‘BOVTILY Kal 0 puBudg
apaipeong UAIKOU avd ‘dovTr /6/.
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ISO

YAik6 Katepyalopevou Tepayiou

Taxurnra Kotmrig V, (M/min), yia Ta €idn TWV KOTITIKWY KAl TWV SIAQOPETIKWV KATEPYATIWV

Stz ) IC808 IC5100 IC810 DT7150 IC830 IC330
Opada o,
DIN/ISO EiSog ZkAupoéTnTa
513 YAKGV | Nimm L M H L M H L M H L M H L M H L M H
1 <850 <250 300 240 220 260 230 200 200 170 150 185 160 135
XdaAuBag 2-4 <850 <250 280 220 200 240 200 180 180 150 135 170 140 125
AvBpaka >850
5 >250 <300 240 200 180 215 190 170 150 135 120 135 120 115
<1000
6,7 <1000 <300 230 200 170 200 180 160 170 140 125 150 135 120
>1000
8,9 >300 <350 215 185 165 180 150 125 150 135 120 140 125 115
Kpaparta <1200
XdaAupa 10 <850 <250 210 190 170 165 135 110 140 125 115 130 120 110
>1100
11 >325 165 135 115 150 125 105 135 120 115 125 110 100
<1450
MapTevoiTikdg
AvogeidwTog 12,13 <850 <250 200 170 140 170 140 125 150 130 120
X&AuBag
Ikp!
15-16 <1000 <300 260 220 200 300 250 220 300 250 220 300 250 220 260 220
Xutooidnpog
OQwdeg
17-18 <1000 <300 240 200 180 250 220 200 250 220 200 250 220 200 200 185
XuTogidnpog
>1480
38.1 HRC 45-49 120 100 80 100 80 70
<1700
ZkAnpupévol >1700
38.2 HRC 50-55 75 55
XaAuBeg <2000
>2000
39 HRC 56-63 65 45
<2500

Mivakag 4.1 TaxuTtnTta Kot avéAoya ye 1o €idog Tou kapPidiou (Mnyn: ISCAR’s Quick Reference Guide for Die and Mold Making)
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4.4 TUTTOG PNXAVIKAG KATEPYAOiAG

To @opTio Twv ‘BOVTILY 0 CUVOUACHO PE TOV puBPd agaipeong UAIKOU avd ‘dovTl’ fz
KaBopidel Tov TUTTO TNG PNXAVIKNAG KATEPYOOiag, o€ eAa@pid, METPIA Kal Bapld KOTNA
(Mivakag 7). To didotnua petagl Tou eAdyioTou fz min puBuol agaipeong UAIKoU Kal Tou
MéyioTou fz max oxeTideTal e £va apxIKO TTESIO EKTIHWHEVWV TIHMWV.

Eidog katepyaciag pe fdon Tov pubud agpaipeong uAikou avd
®opTio AovTiwv ‘dovrr’ fz
fz min fz moderate fz max
EAagpid EAagpia EAagpid Métpia
Mértpia EAagpia MéTpia Bapia
Bapida Métpia Bapia Bapid

Nivakag 4.2 ®oprtio ‘AovTivwv’ (MnyRA: ISCAR’s Quick Reference Guide for Die and Mold Making)

a. 2uvTeAEOTNG aTaBePOTNTAG KS

O ouvteAeoT g Ks kaBopileTal oUpgwva Pe TN oTaBepdTnTa TNG KOTING KATA TN dIdpKEIa
TOU QPaI(aPICUATOG:

o yla Kavovikh otafepdtnTa Ks=1

o yia aoTtaBeig kotég Ks=0,7

b. ZuvTteAeoTng (WG epyaAeiou Kt
O ouvteAeotg Kt Baoifetal otn oxéon PeTagu Tng TaxUTNTA KOTTAG KAl TG CWAG Tou
EPYOAEIOU Kal TTAPOUCIAZETAI OTOV TTAPAKATW TTivaka 4.3.

Zwn EpyaAegiou 10 20 40 60
(min)
Kt 1.15 1 0.85 0.8

Mivakag 2.3 ZuvteAeotng Zwng EpyaAciou Kt (Mnyn: ISCAR’s Quick Reference Guide for Die and Mold
Making)

Mapddeiypa: 1o Tepdyxio katépyaoiag atrd xdAupBa AlSI P20 ye okAnpotnta HRC 32 eivai
KATeEPyaouévo PE TO KOTITIKO egpyaheio ISCAR endmill H490 E90AX D25-4-C25-09. To
KOTITIKO gpyaleio diabéTel évBeTa TTAaKIBIa KOTTH G TUTTOU H490 ANKX 090408PNTR 1C830.
EmimAéov yia gpaifdpiopa atToTraipdTwong xpnoigotoiénke Ba6og 4 mm kai TTAGTog 16
mm. To KopPaT €xel 6e0ei CWOTA TTAvW OTn PNXavr) Kal n ota8epdTNTa TOU CUCTHNOTOG
EKTINATAI WG ETTAPKNG. To KaTEPYaouévo UAIKO avikel oTnyv évartn opdda uAikwy (No. 9). O
apxIKOG pubuodg agaipeong UAIKou eival fz = 0,2 mm/dovn (MMivakag 4.6). To PAKog Tng
QIXMAG Yia To TTapatravw £€vOeTo eival ap=8 mm (Mivakag 4.5). Qg ek TouTou, h/ ap = 4/8 =
0,5. AT6 Tov livaka 4.4 @aivetal TTwG TO QOPTIO TWV ‘dovTiIwyY’ gival uéTplo. To Ks yivetal
atrodekTO WG 1. ETTopévwg, cupewva pe Tov Mivaka 4.1, n kot yia 20 AeTITd ye TaxutnTa
KOTTAG Ve = 135 m / min. ETTAéov 0 ouvteAeoTg WG Tou epyaleiou gival Kt = 0,8 /6/.

b/D h/ap
1/4 1/2 3/4 1
Y EAadpra MéetpLa MéetpLa MéetpLa
¥ Métpla Métpoa MeEtpla Bapla
% MéetpLa Bapla Bapla BapLa
1 Métpla Bapla Bapla Bapla

Mivakag 4.4 ®oprtio '‘Aovriwv' (Mnyn: ISCAR’s Quick Reference Guide for Die and Mold Making)




T290 HP T490 H490 HM90 T290 H490 T490 HM90 T490 H490
ELN -05 E90AN ELN -08 | E9OAX - E90A ELN -10 | EQOAX - | ELN-13 | E9OAD | ELN - | E90AX -
T490 09 12 16 17
E9OLN -
08
ap 5 7.7 8 9 10 10 12 12.5 14.3 16 16
AiapeTpog Ap18u6g ‘Aovriwv’ EpyaAeiou
EpyaAciou
8
10 2 1 1
12 2; 3 2 1
14 3 1
16 4,5 3;4 2 2 2
17 2
18 2
20 4:5 2;3 3 2;3 2;3 1
21 3
22 3
25 5,7 3;4 4 2;3;4 3,4 2 2
28 4
30 4
32 6; 8 3;5 5 3;5;5 4;5 3 3 2;3 2 2
40 8; 10 4;6 3;5;6 6 4 3;4 2;3;4 3 3
50 7 5 4;5 5 4 4
‘Evleta T290 HP T409 H490 HM90 AP290 H490 T490 HM90 T490 H490
LNMT ANKT LN.. TO8 ANKX AP...10 LMNT AN..X LN.. T13 | AD..15 LN..T 16 | AN..X17
05 09 AP...10 10 12 AD..15

Mivakag 4.5 Mivakag Etidoyng yia 90° Indexable Endmills (Mnyry: ISCAR’s Quick Reference Guide for Die and Mold Making)
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ISO ; ; a Harder Tougher
YAik6 Karepyalopevou Tepayiou ) ) )
CLASS PuBuog Agaipeong YAIkou fz, mm/tooth
DIN/ISO ) Opada oy, .
Eidog . ZkAnpoTnTa 1C808 IC5100 IC810 DT7150 IC830 IC330
513 YAIKwv N/mm
3 1-4 <850 <250 0.1-0.25 0.1-0.25 0.1-0.25 0.1-0.35 0.1-0.4
XaAuBag
, >850
AvBpaka 5 >280 <300 0.1-0.25 0.1-0.25 0.1-0.25 0.1-0.3 0.1-0.4
<1000
6,7 <1000 <300 0.1-0.25 0.1-0.2 0.1-0.25 0.1-0.3 0.1-04
>1000
8,9 >300 <350 0.1-0.2 0.1-0.18 0.1-0.2 0.1-0.25 0.1-0.3
<1200
Kpdauata XaAuBa 0.08- 0.08-
10 <850 <250 0.08-0.15 0.1-0.25 | 0.1-0.25
0.18 0.18
>1100 0.08- 0.08- 0.08-
11 >325 0.08-0.12 0.08-0.2
<1450 0.15 0.15 0.25
MapTevoITIKOG
) 0.08- 0.08-
AvoteidwTog 12,13 <850 <250 0.08-0.2
) 0.12 0.15
XaAuBag
Mkpl
i 15-16 <1000 <300 0.2-0.35 0.2-0.4 0.2-0.4 0.2-0.3
XuTtoaidnpog
Olwdeg
i 17-18 <1000 <300 0.2-0.35 0.2-0.4 0.2-04 0.2-0.3
Xutoaidnpog
>1480 0.07-
38.1 HRC 45-49 0.07-0.1
<1700 0.12
>KAnpupévol
H nPuH >1700 0.06-
XdAuBeg 38.2 HRC 50-55
<2000 0.09
>2000 0.05-
39 HRC 56-63
<2500 0.08

Mivakag 4.6 PuBudg Agaipeong YAikou (Mnyr: ISCAR’s Quick Reference Guide for Die and Mold Making)
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4.5 Karepyaoipornra Karepyalopevwy YAIKwV
4.5.1 Kpdaua Tiraviou (TC4)

2€ auTd To onueio Ba yivel pia avaAuaon yia TNV KOTTH KPAPATwy TITAviou.

o Eg@apuoyég Tou kpdpatog TiTaviou TC4:

To kpdaua TiITaviou TC4 xpNnOCIYOTTOIEITAI KUPIWG OTA TUAUATA TwV AEPOTTAAVWY, GTA OTToia
aokeital N TePIcoOTEPN dUvaun. AuTO TO KPAUA TITAViou 0 OoXECN ME Tov XAAuBa, dIabETel
uwnAGTEPN avaAoyia avtoxnig TTpog BApog, KaBwG Kal uynAdTepn avToxn o€ KOTTWOT. €
ouvenkeg uywnAwv Bepuokpaciwy O6TTou Ta Kpduata aAoupiviou O¢  uTTopolv va
xpnoiyotroinBouv, 1a kpduata TiTaviou cival ammodotikd. Ocov agopd Tnv KOTTWOnN, TA
Kpduata aAoupiviou eival Ta TTo avOekTiIK& atrd OAa Ta UAIKA. H xprion evog KpduaTog
TITaviou o€ €va agpoTTAdvo, avTi yia Tn XPHon KATToIou KpAuatog aAouuiviou i KATToIoU
XAAUBa, 61 uévo eAagpaivel To Bapog Tou aAAG autdvel kai Tn didpkeia wng Tou /7/.

o AuoKoAieg oTnV KOTTA Twv Kpaudtwyv TiTaviou TC4:

Y1rdpyxouv dU0 TTapAyoVvTES TTOU TTEPIOPICOUV TN XPHon KpaudTtwy Titaviou TC4. MNpwTov n
TIMA TOUG €ival UPNAR Kal To KOOTOG £TTEEEPYOTiag Toug uwnAoTepo. Ta TTpoBAfpaTa OTNV
KOTT| TwV KPAauAaTwyv TiTaviou gival Ta €ENG: Adyw Tou OTI n Bepuokpacia KOTG TTou
avatmtuooetal Katd TN dladikacia TnG KOTTAG €ival uwnAn, dnuioupyeital coBaprh ¢Bopd
OTO €PYOAEIO KOTTAG Kal N OKANPUVON TNG ETTIQAVEIAG TOU TEPAXIOU €ival ApKETA UEYAAN.
EmTAéov n evépyela TTOU ATTAITEITAI YIO TV TTAPAPOPPWON TOU TEUQXiOU €ival TTOAU
uynAr. H duvapn Tng KOTIAG OUYKEVIPWVETAlI OTO GKPO KOTIAG TOU €PYOAgiou e
aTmoTéEAECHA N AKPN KOTTHG VO KATACTPEPETAI EUKOAA /7/.

o AuoKoAieg oTnV KOTTA Twv Kpaudtwyv TiTaviou TC4:

Ymdpyouv dUo TTapdyovTeg TToU TTEPIOPICOUV TN XpHon KpaudTwy Titaviou TC4. MNpwTov n
TINA TOUG €ival uPnAA Kal To KO6OTOG eTeEepyaaiag Toug uwnAdTepo. Ta TpofARpaTa oTnv
KOTI| TwV KPAaudaTwyv TiTaviou gival Ta €ENG: Adyw Tou OTI n Bepuokpagdia KOTIG TTou
avatrtuooetal Katd Tn dladikaoia TG KOTTAG €ival uywnAn, dnuioupyeital coBapr @Bopd
OTO €PYOAEIO KOTTAG Kal N OKAApUVON TNG ETTIQAVEIAG TOU TEPAYXIOU €ival APKETA PEYAAN.
EmiTAéov n evépyela TTOU ATTAITEITAI YIO TV TTAPAPOPPWON TOU TEUQXiOU €ival TTOAU
uynAn. H Oduvapn Tng KOTTAG OUYKEVTPWVETAI OTO AKPO KOTIAG TOU EpPYaAgiou e
aTTOTEAEOPA N AKPN KOTTAG va KATOOTPEPETAI €UKOAA. Ta Treipdpata ameédeigav 0T O
KoIvOg XGAuBag dev gival KATAAANAOG yIa TNV KOTTH KPAUATWY TITaviou /7/.

o 2TOV ETTOPEVO TTiVOKO TTAPOUCIAZoVTal Ol TTAPAUETPOI KOTTHG YIA KOTTH KPAPATWY
TiTaviou TC4:

Taxotnra PuBpuég AKTIVIKO Agoviko
KoTTn (rpm) A@aipeong Bdabog Kotrrig | BdBog Kotrig
YAIkoU (mm/z) (mm) (mm)
1 190 0,10 40 4,0
2 190 0,08 40 4,0
3 235 0,08 40 3,0
4 235 0,07 40 3,0
5 300 0,08 30 2,0
6 300 0,05 30 2,0
7 375 0,04 30 2,0
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8 375 0,03 30 2,0

9 475 0,03 40 1,0
10 475 0,03 40 1,0
11 600 0,02 40 0,5
12 600 0,03 40 0,5
13 750 0,02 30 0,3
14 750 0,03 30 0,3

Mivakag 4.7 TTapAPETPOI KOTTAG YIa KOTI KpaudTwy Titaviou TC4 (Mnyn: Experimental study on the milling of
thin parts oftitanium alloy, Zhang Guimu, Yu Chao, Shi Rong Chen, An Libao, China, 2003)

45.2 Kpdaua Aloupiviou

2€ QUTAV TNV TTOPAYPOPO TTAPOUCIAZETAI Wia TTPOCEYYION TwV PEATIOTWY TTAPAPETPWY
KATd TNV PNXAVIKR Katepyaoia ¢paifapicyatog otn ¢acn mng amotTepdTtwong, oc deiyua
OOKIUNG KpAuaTog aAoupiviou BS L168-T6511 pe gpyaAcio KOTING aTTd un ETTIKAAUUPEVO
KapRidlo. O1 TTapdueTPOl KOTING oI oTroieg eEeTAOTNKAV €ival ol €¢AG: N TaxUTNTA KOTTAG
(S), o puBuodS agaipeong UAIkou (F) kai To BdBog kotig (D). H BeAtiwon Tng diadikaciag
ppaiapiopatog eival pia ouvouaoTIKr epyacia Adyw Tou MeyaAou apiBuou Twv
EUTTAEKOUEVWY TTAPOUETPWY. Katd Tn diadikaoia €1IAOYNAG TwY KOAUTEPWY TTAPAUETPWY
KOTTAG Xpnoldotroienke n péBodog Taguchi n otoia e@appoletal o peydAo apiBud
Treipapdtwy. H ouykekpipgévn uEB0dOG TTapEXEl TTAPAUETPIKA BEATIOTOTTOINCON HE AlyOTEPO
KOOTOG KaI XPOVO TTEIPAUATIONOU 0¢ oXéon e AANEG eBOdOUG. 'Eva akOua TTAEOVEKTNHO
TNG HEBOBOU eival 0TI TTPORAETTEI TO BEATIOTO OUVOUAOHS TWV TTAPAPETPWY Wiag dlEpyaaiag
Méoa éva Olakpitd didotnua TiHwv. MNapdAa autd, otav ep@avietal éva TTPORANUQ
TTOAATTAWY AUCEswv atroTtuyxavel /8/. Ztov Trivaka 4.8TTapoucidleTal N XNUIK oUoTaon
TOU KpAuaTog aAoupiviou BS L168-T6511:

Cu Mn Si Mg Fe Zn
min 3.9 0.4 0.5 0.2 0 0
max 5 1.2 0.9 0.8 0.5 0.25
Ti+ Zr Ti Cr Ni Al Others
min 0 0 0 0 Balance 0
max 0.2 0.15 0.1 0.1 0.15

Mivakag 4.8 Xnuikr) ouoTaon Tou Kpapartog aAdoupiviou BS L168-T6511 (Mnyry: Multi-response optimization of
machining parameters for end millingprocess on BSL168-T6511 aluminium alloy using Taguchi based
greyrelational analysis, B. Srinivasa Rao, Ch. Kanna Babu, H. Shivananda Nayaka, 2021)

Katd tn diadikacia tng PNXAVIKAG KATEPYaOiag @paifapiouaTog XpnoiyoTroinénkav Tpia
OI@OPETIKA ETTITTEDA TINWYV, TWV PETABANTWY TNG TaxUTNTAG KOTTAG, TOU puBPoU agaipeong
UAIKOU Kal Tou BABoug KOTTAG.

Movadeg | ETmimredo 1 Emitredo 2 ETitredo 3
Mérpnong
Taxutnra Kotrig (S) rpm 2000 3000 4000
PuBudég Agaipeong mm/min 200 400 600
YAikou (F)
Bd&Bog Kortrg (D) mm 0.75 15 2.25

Mivokag 4.9 Emimeda Tiywv Twv petaBAntwyv kotig (MnyA: Multi-response optimization of machining
parameters for end millingprocess on BSL168-T6511 aluminium alloy using Taguchi based greyrelational
analysis, B. Srinivasa Rao, Ch. Kanna Babu, H. Shivananda Nayaka, 2021)
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2tov Tivaka 4.10 Ttapoucidfovtal Ta OTTOTEAECHOTA TNG TTEIPAPATIKAG dladikaoiag,
EXOVTOG WG TIMEG TWV TTAPAUETPWY KOTTAG QUTEC TTOU TTAPOUCIACTNKAY OTOV TTAPATTAvW
TTivaka.

Srpm F D mm | Tpaxutnta MéyioTtn MooooTé
mm/min eme@aveiag | Bepuokpacia | apaipeong
(Ra pm) epyaAciou UAIKOU
Kot (T°C) (MRR
mm?/sec)
1 2000 200 0.75 0.64 42.6 47.486
2 2000 400 15 0.76 58.7 193.126
3 2000 600 2.25 0.90 81.2 441.210
4 3000 200 1.5 0.52 53.5 95.414
5 3000 400 2.25 0.60 75.6 289.752
6 3000 600 0.75 0.92 59.2 147.404
7 4000 200 2.25 0.34 69.8 135.246
8 4000 400 0.75 0.67 52.7 96.773
9 4000 600 1.5 0.76 69.1 294.524

Mivakag 4.10 TTapoPETPWY KOTIG TOU KPAPATOG OAOUMIVIOU BS L168-T6511(Mnyr): Multi-response
optimization of machining parameters for end millingprocess on BSL168-T6511 aluminium alloy using Taguchi
based greyrelational analysis, B. Srinivasa Rao, Ch. Kanna Babu, H. Shivananda Nayaka, 2021)

Metd TIC TTEIpaPATIKEG OOKIMEG PBpéOnke OTI yia Tn PeATioToTroinon TnG OladIKaGiag
PpaIlapiocuaTog Tou KPAUATog aloupiviou BS L168-T6511 ol 1I6avIKEG TTAPAUETPOI KOTTAG
givar: Taxutnta Kotm¢ S =2000rpm, puBuog agaipeong UAIkou F =200mm/min kai B&Bog
Kot¢ D =2.25mm. MapaTtnpendnke 0TI o€ auTég TIG ouvlnkeg uttapxel 215.61% augnon
oTo T0000Té agaipeong UAkoU (MRR mm@/sec), 31.25% BeAtiwon NG TpoxUTnTAG
emoaveiag, kal 5.663% peiwon otnv dvodo Tng Beppokpaciag Tou epyalgiou KOTIMG
Tautoxpova /8/.

MNpotdocic yia dedopuéva KoTric XuTtoaidnpou
O xutooidnpog xwpiletal o€ TTEVTE KATNYOPIEG:

o Gray cast iron (GCI — I'kpl Xutooidnpog)

o Nodular cast iron (NCI — KovduAwdng Xutooidnpog )

o Malleable cast iron (MCI — EAacTikOG XuTOGidNpOG )

o Compacted graphite iron (CGI — ZupTtrayng Zidnpog Npagitn)
o Austempered ductile iron (ADI — MTTaiviTIKOG XuToaidnpog)

Mapdauetpol KOt o0 @paildpiopa Xutooidnpou ammod €évBeto TrAakidlo kotig TPKN
1603PPER, PVD emkaAuppévo pe TiAIN.

MapdueTpol Tipég
AidpeTpog EpyaAgiou (mm) 50
Agovik6 BdBog Kotrig, Ap (mm) 1,23
AkTIVIKO BdBog KoTriig, Ae (%) 60, 100
Taxotnra Komng (m/min) 200
PuBuég Tpogpodooiag AmoBAitTou (mm/tooth) 0.1,0.2,0.3,0.4

Mivakag 4.11 Mapdauetpol Kot xutooidnpou (Mnyr: A mechanistic model for the prediction of cutting forces
in the face-milling of ductile spheroidal cast iron components for wind industry application, Technical
University of Denmark DTU, Department of Mechanical Engineering)
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4.5.3 AvoéeidwTtog XaAuBag

o AvoieidwTtog XdAuBag 316: n katepyacia evdg dUOKOAOU WG TTPOG TNV KOTH
UAIKOU, OTTWG 0 avoEeidwTog XaAuBag 316 eival CwTIKAG onuaaciag yia Tn Blopnxavia. Autd
OQEIAETAI OTIG PUNXAVIKEG TOU 1810TNTEG, OTTWG N UWNAR oKANPOTNTa N otroia odnyei oTnv
uynAn tdon Bpavong Tou gpyaAeiou KoTmG. Eival Aorrév atrapaitntn n Katavonon tng
€CENIENG TNG PBOPAG TOU KOTITIKOU €PYOAEiou waTe va ETTIAEXBOUV 01 KATAAANAOTEPEG
OUVONKEG KOTING yIa TNV KaTepyaoia Tou Tepayiou amd avoeidwto XdAuBa. Kdrtroia
EMTTAEOV XOAPAKTNEIOTIKA TOU avo&eidwTtou xAAuBa 316 cival n uywnAf avtoxr Tou o€
O1dBpwon kaBwg Kal oe UYPNAEG Bepuokpaoies. XpnoIPoOTIoIEITal WG TTPWTN UAN o€
O1dpopa PeyEDN, OTTWG o€ MIKPA 1aTPIKA EUQUTEUNATA, O€ VOUTIAIOKEG EYKATAOTACEIG, OF
MNXaVAUATO KATEPYATIag TPOQIHWY KaBWS Kal og AAAeG eykataoTdoelg. QOTO00 OTTWG
NoN avaeépnke eival éva UAIKS BUOKOAO 0TnV KaTepyaoia Adyw TNG HEYAANG avToxnig Tou
KAl TNG XAMNAAG BepuIKAG aywyluotnTag katd Tn dladikacia eTmeepyaciag Tou. ZToV
TTivaka 4.12 Trapoucidadetal N XxNUIKAR ouvBeon Tou avogeidwTtou XdAuBa 316 (wt%) /10/.

S C Si Mn Cr Ni Mo Cu N P Fe
0.02 | 002 | 05 | 1.71 | 16.2 11 2.18 | 0.35 | 0.07 | 0.03 | 68.06
Mivakag 4.12 Xnuikry ouvBeon Tou avogeidwTou xdAuBa 316 (wt%) (MnynA: Tool deterioration of 316 stainless

steel in dry down-milling usingcarbide insert, N.F. Husein, N.H. Razak, 2021)
ZTov Trivaka 4.13 @aivovTtal oI CUVBNKES KOTTAG VoG TePayiou avoeidwTou xaAuBa 316 oe

Mia @pai¢a MAKINO KE5 éttwg @aivetal otnv TTapakdtw eikéva. To oTriplypa Tou évBeTou
TTAakidiou €xel dlaueTpo 16mm.

EvBeto Kotriig

Téhog

Evapén dpailapiopatog

dpaifapioparog

Tepdyio
Kartepyaoiag

ZxNua 4.2 Opai¢a MAKINO KES

Tiuég
Mapauetpol Kotrig
Taxutnta Kotrig, Ve(m/min) 100
PuBuoég agaipeong uAikou, F 400
(mm/min)
Bd&Bog Kortrr|g, a.(mm) 9.0

Mivakag 4.13 Zuvenrkeg KOTAG avoeidwTou xadAuBa 316 (Mnyr: Tool deterioration of 316 stainless steel in dry
down-milling usingcarbide insert, N.F. Husein, N.H. Razak, 2021)

31



o AvogeidwTtog XaAuBag GX6CrNIN26-7: To TeNAXIO TTOU XPNOIKMOTIOIRNONKE yia TNV
€€ETOON TNG KATEPYQOIUATNTAG TWV AVOEEidwTwY XaAUBwV gival £vag SITTAGG avogeidwTog
XaAuBag GXG6CrNiN26-7 pe diaotdoeig 300mm x 300mm x 85mm (UAKog X TTAGTOG X
Uyog) o¢ pia pnxavr epefapioparog CNC. Xpnoigotroiénke éva epyaAeio kotrAg end mill
pe diaueTpo Kotg (Dc) 32 mm kai péyioto BaBog kot 9mm. Ta £vBeTa KOTIAG TTOU
XpnolgoTroinénkay €ival Kataokeuaopéva atmd kapPidlo Tou BoA@pauiou Pe eTTIKGAUWN
AITIN /10/. Z1ov Tivaka 4.14 @aivovTal ol TTapAPETPOI KOTTHG (TaxuTnTa KOTTAG, PUBPOS
agaipeang UAIkoU)

, , Pubuoég agaipeo . .
Taxum'ra_xorrng L:‘Aliot’:p(m‘:n / ns BdBog ko1rig
(m/min) , , (mm)
KOTITIKN OKWHN)

1 90 0,1 2,5

2 120 0,1 2,5

3 120 0,15 7,5

4 240 0,15 7,5

5 240 0,20 7,5

6 300 0,15 7,5

Mivakag 4.14 Mapduetrpol KOTAG avogeidwTtou XaAuBa GX6CrNiN26-7(Mnyry: Tool deterioration of 316
stainless steel in dry down-milling usingcarbide insert, N.F. Husein, N.H. Razak, 2021)

4.5.4 Duplex Stainless Steels (DSS)

O1 dimhoi avoéeidwTol xaAuBeg (DSS) Adyw Tou OTI TTEPIEXOUV UWNANR TTEPIEKTIKOTNTA O€
XPWHIO BewpouvTal SUOKOAa TTPpog KaTepyaaia UAIKE, d16TI diaBEéTouv uwnAfl avtoxd Kai
GAAeG €CalpeTIKEG QUOIKES 1010TNTEG. O1 DSS xpnoiyoTrololvTal €Uupéws O PBlounxavieg
TPOQINWYV, OTIG HETOQPOPEG, Ot €EOTTAICPOUG €AEyXou TnG pUTTAVONG O€ €PYyoOTAOIA
emegepyaoiag Badacoivou vepou KATT. Tapakdtw PECW TIEIPAPATWY agIoAOYABNKE N
emMidpaon Twv TTAPAPETPWY KOTTNG 0T dUVANN KOTTAG KATA TN SIAPKEIQ ¢PpaI{apiouaTog o€
TEPAyIo 2205 Duplex Stainless Steel (2205 DSS). Ta treipduata die§ixbnoav yia ToAAEG
OlaQopPETIKEG TAXUTNTEG KOTING Kal puBuoug agaipeong UAIKOU, woTe va BpeBolv ol
KAaTtdAANAeg ouvBrikeg TTou Ba TTapéxouv Tnv eAdxioTn duvaun Kotig /11/.2Tov Trivaka
4.15 @aivetal n xnUIKA cuoTtaon Tou 2205 DSS:

Cr Ni Mo C N Mn Si P S Fe
22,45 5,265 3,081 0,028 0,137 1,632 0,451 0,026 0,006 | Balance
Mivakag 4.15 Xnuik ouoTacon Tou 2205 DSS (Mnyn: Effect of machining parameters on cutting force during
dry milling 0of2205 DSS and 2507 SDSS materials, Pradeep George, K. Leo Dev Wins, D.S. Ebenezer Jacob
Dhas, Pramod George, B. Anuja Beatrice, India, 2021)

TaxoTnTa Kotrng PuBuoég Auvaun Kotrijg
(rpm) Agaipeang (N)
YAiIKoU (mm/min)
1 1400 50 319,53
2 2800 50 239,95
3 4200 50 275,30
4 5600 50 356,21
5 1400 100 333,42
6 2800 100 307,42
7 4200 100 287,45
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8 5600 100 411,35
9 1400 150 376,91
10 2800 150 336,16
11 4200 150 301,33
12 5600 150 491,97

Mivakag 4.16 Mapduetpol Kotmrg Tou 2205 DSS (Mnyn: Effect of machining parameters on cutting force during
dry milling 0of2205 DSS and 2507 SDSS materials, Pradeep George, K. Leo Dev Wins, D.S. Ebenezer Jacob
Dhas, Pramod George, B. Anuja Beatrice, India, 2021)

ZT1ov Trivaka 4.16 tmapouaidlovtal ol TTEIPAUATIKEG GUVBNKES KaBWG Kal n dUvaun KoTrrg
TToU £TTIAEXONKaV KATA TN dIGPKEIR SOKINWY @paifapiopatos. OTTwg dIaTmoTwonKe atod Ta
atmroteAéopaTta n dUvaun KOTIMG MEIWVETAI PHE TNV alénon Tng TaxUTNTOG KOTTAG £wG TIG
4200rpm. Metd ammo autr] Tnv TiuA n d0vaun KoTmg ekivnoe va aufdveral. EmmmAéov 0G0
augavetal o puBPOG agaipeong UAIKOU augdvetal Kal n d0vaun KOTMG. 2Tn XaunAoTePN
TIMA TNG TaxUTNTAG KOTIAG, N TPIRN METAEU Tou atmofAiTTOUKal TOU gpyaAciou fTav uwnAn,
ME atroTéAeopa va uTTapyel kal uwnAn duvaun kotmng. Kabwg Aomrév n taxutnTa KOTIMG
augavetal €wg TIG 4200rpm, au&dveTal Kal N TTapaywyr 8epuoTnNTag YE ATTOTEAECHA TA
UAIKG va yivovTal 1o JaAakd Kai n duvaun KoTig va eAattwvetal. H mAsiopneia BéRaia
TNG BepudTNTAG atrdyeTal Katd Tn dIAPKEIa TNG KOTING MECW Tou atTofAiTTou. Otav opwg n
TaxuTNTa KOTTAG augABnke tépa atrd TG 4200rpm, augndnke kal o pubudg @Bopds Tou
epyaAciou pe atmotéAeopa kal Tnv avénon Tng duvaung kotig /11/. To oxnua 4.3 dciyvel
TRV €TTidpacn TNG TaxuTnTag KOTAG TN dUVAUN KOTIAG, KATA Tn dIAPKEID QPaIapioUaTOg
€VOG Tepayiou 2205 DSS. Evw oto oxAjua 4.4 mrapouciddetal n €midpacn Tou pubuou
a@aipeong UAIKOU oTn duvapun KOTTAG.

600

500

400 =0—Pubuog Agpaipeong
YAikou 50 mm/min

300 == Pubuog Agpaipeong
YAikou 100 mm/min

200 PuBuég Agaipeong
YAikou 150 mm/min2

100

0 T T T 1
1400 2800 4200 5600

Zxnua 4.3 Emidpaocn tng taxUtTnTag Kot oTnv dUvaun KoTtmg oe Tepdyio 2205 DSS (MnynA: Effect of
machining parameters on cutting force during dry milling of2205 DSS and 2507 SDSS materials, Pradeep
George, K. Leo Dev Wins, D.S. Ebenezer Jacob Dhas, Pramod George, B. Anuja Beatrice, India, 2021)
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>xAua 3.4 Emidpaan Tou pubpol agaipeong uAikou aTn duvaun kotrAg (Mnyn: Effect of machining parameters
on cutting force during dry milling 0f2205 DSS and 2507 SDSS materials, Pradeep George, K. Leo Dev Wins,
D.S. Ebenezer Jacob Dhas, Pramod George, B. Anuja Beatrice, India, 2021)

4.5.5 Mn o1dnpouxa PHETaAAQ

Ta un o1dnpouxa pPETOANG eival KpdpaTa f WETOAAQ TTOU Oev TTEPIEXOUV QgIOAOYEG
T000TNTEG 0101 pou. OAa Ta KaBapd péTaAAa gival n o1dnpouxa OToIXEia EKTOG ATTO TOV
oidnpo (Fe), otoiog ovopdadetal Kal @eppiTng atmd 10 AATIVIKO «ferrumy, TTOU Onpaivel
«oidnpog». Ta un o1dnpouxa YETaAAa Teivouv va gival o akpIBa atrd ta o1dnpouxa Adyw
Twv 1010iTEPWY IBIOTATWY TOUG OTTWG TO XaUNAG Bdpog (TT.X. aAoupivio), n uwnAn
aywyihotnTa (1r.X. XaAK6G) Kal n avroxr Toug oTn didBpwaon (11.X. Yeuddpyupog). QoTo00,
TTOAMG un oidnpouxa pETOANG SlaBéTouv  XaunAd onuegio TAENG, KaBioTwvTtag Ta
akatdAAnAa yia e@appoyég o€ uwnAég Bepuokpaoieg. OTTwg eival Tpopavég n diagopd
METAEU o1dnpoUuxwy Kal un o1dnpouxwv METAAwWYV eival OTI Ta CIdnpouxa METAAAQ
TTEPIEXOUV OidNPO. ZIBNPoUxXa PETAAAG OTTWG O XUTOOidNPog i} 0 XAAUBag Ta OTToia €XOUV
UWnAn TTEPIEKTIKOTNTO O AvBpaka eival eUuGAwWTa OTn OKoupid OTav eKTiBevTal O€
TepIBGANovTa e uwnAn uypacia. NMapdAa autd, autd dev I0XUEI yIa TO oQupnRAaTo Gidnpo,
O OTT0I0G QVTIOTEKETAI OTN OKOUPIA AOYw TnG MEYAANG Tou KaBapdTNTOG. TN CUVEXEIX
TTAPOUCIACETAI N KATEPYAOIUOTATA KATTOIWY PN O10NPoUXWwY JETAAWY /39/.

e Ta Teipduata TpayuaToTroinOnkav o€ aloupivio IS 733 Gr 63400, pe pAKOg
Tepayiou 600mm kail epyaAgio KOTTAG kKapRidio K10.

Taxornta Kotrng (Rpm) BdaBog Kotriig
1 233 0,5
2 233 15
3 233 2,5
4 340 0,5
5 340 15
6 340 2,5
7 530 0,5
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8 530 15
9 530 2,5
Mivakag 4.17 Mapduetpor kKotrAg aloupiviou IS 733 Gr 63400 (Mnyn: Investigation of Chip-Tool Interface
Temperature: Effect of Machining Parameters and Tool Material on Ferrous and Non-Ferrous Metal, ICMPC
2017, Surabhi Lata Ramakant Rana Hitesh)

To aloupivio Adyw Tng XaunAAg Tou avioxng oe didRpwon, Tou XapnAou KOoToug
OuvTAPNONG Kal Tou XaunAoU KOoToug aTrékTnong kabiotatal 1davikd yia pia oeipd
EUTTOPIKWY  EQAPHUOYWY. XPNOIYOTIOIEITAl  €UPEWG  OTNV  QUTOKIVRTORIOUNXavia, OTO
Biounxaviké €€oTTAIONO, OTA XEIPOUPYIKG epyaAcia, oTIg deCapevEG aTToBrikeuong K.ATT.. To
aloupivio emmTTAéov, eival €va UAIKO PeE XAPNAG €IBIKO Bdapog, HOAIG 1/3 Tou O10Apou,
TTPAYHA TTOU TO KABIOTA 16AVIKO YIO €QAPHOYEG PE XAUNAS BAPOG KATAOKEURG OTTWG OTN
Biounxavia Twv JETAPOPIKWY MECWV (auTokivnta, Tpaiva, agpotrAdva). lMa va
TTpayuaroTroinBdei n Sladikacia QPAIAPICUATOS ATTOTEAECUATIKA Oa TTPETTEl TTPWTA v
EXouv TTPOoCdIoPIoTEI OI TTAPAPETPOI KOTTAG. H povTeAoTToinon Kal n TTPOCOMoIwon Twv
KATEPYOOIWY TIPAyUATOTIOIEITal PE TN MEBOOO Twv TreTmepacpévwy oToixeiwv (FEM), n
OTTOiO0 TTPOCEAKUEI OUVEXWG EPEUVNTEG HE OKOTTO VA KOTAVONOOUV TOUG WNXAVIOUOUG
Onuioupyiag aTToBAITTOU Kal TTapaywyng BepudtnTag otnv Cwvn KoTAg. ETmiong ol
TIPORAEWEIC TWV QUOCIKWY TTAPAUETPWY TOU TEAIKOU Tepaxiou OTTwG eival n Tpaxutnta
EM@aveiag  Kal N okANEOTNTa €TmiQaveiag Taifouv onUAvTiKG pOAo oTnv €TTIAOYH TWV
TTapauETPWY KOTIMG /13/. Ta Tnv Kot he TN diadikacia ¢paifapicuaTog Tou aAOUMIViou
pe kKapPidio (15% koBAATIO) o1 KATAAANAEG TUVORKES KOTTAG €ival o1 €ENG:

Tayxornra Kotrig (Rpm) BdaBog Kotriig
1 240 0.5
2 240 0.6
3 240 0.7
4 300 0.5
5 330 0.5
6 350 0.5

Mivakag 4.18 Mapduerpol kot aloupiviou (MnyA: 3D Finite Element Analysis of milling process for non-
ferrous metalusing deform-3D, Premnarayan Vishwakarma

e To Teipaua yia TNV KaAtepyaoiudtTnTa TEPAYiou atrd cupTtayn ypaeitn oidfipou
RuT400 (CGI) kar To péyebog Tou 50x50x80mm. To Treipaua die€AxON o€ éva
kéEvTpo kaTtepyaaiag CNC (VDL-600A) pe péyiotn taxutnta atpdktou 8000 rpm, Kai
n diadpoun Twv TPIWV agovwyv eivar 620, 420 kar 520 mm. To CGI €ivai éva
OuokoAo TTpog emmeepyacia UAIKS. Me Baon Aoimmév Tnv €peuva yia To KATAAANAO
epyaicio emeCepyaciag Tou Tepaxiou ammd CGl, @Avnke TTwWG Ta ETMKOAUPMEV
KapBidla €xouv peyoAuTepn didpkeld {wAG ammo  TA  KEPOAUIKA  EPYaAEia
epaifapiopartog evog CGI tepayiou /25/.

2T1ov Trivaka 4.19 @aivovTal ol TTapAPETPOI KOTTNG, TOUG OTTOIOUG EI0AYOUNE OTN PNXOVA

WOTE va €XOUME TA E€MMOBUPNTA atmoTEAEOUATA OTn  TTOIOTNTA TNG ETTEEEPYATUEVNGS
emoeaveiagem@aveiag (Ra).
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. . Puluog . .
TGXU(:II/T;iIr:‘;m‘IG a@aipeong UAIKoU qu(():] :]c)mng
(mm/min)
1 226 180 0,5
2 425 360 0,8
3 678 540 1

Mivakag 4.19 Mapd&ueTpol KOTIAG yIa KOTITIKO epyaAeio xutooidripou (MnynA: Effect of machining parameters on
surface roughness for compacted graphite cast iron by analyzing covariance function of Gaussian process
regression, Juan Lu, Zhenkun Zhang, Xuepeng Yuan, Junyan Ma, Shanshan Hu, Bin Xue, Xiaoping Liao,
2020)

4.5.6 Super-Alloys

Ta Super-Alloys eival pia opdda kpaudtwy vikeAiou, o10APOU-VIKEAIOU Kal KOBaATiou, Ta
OTTOiO XPNOIMOTIOIOUVTAl EUPEWG OTIG PIOUNXAVIEG agpoTTopiag Kal agpodIiaoTNUIKAS WG
Baoikd dopikd UAIKA. Ta utrepkpdpaTta OIa0ETouv €EAIPETIKEG 1IB1O0TNTEG AVTOXNG OTN
BepuodTNTa KOBWCS dlaTNPOUV TNV avTox Kai Tn oTafepdTnTa TNG MIKPOOOWNAS TOUG OF
Bepuokpacieg uwnAdTEPEG aTTO AUTEG TTOU AVTEXOUV GAAG PETOAAG Kal kpduaTta. Q¢ n
TTAAQIOTEPN KAl TTIO AVETTTUYMEVN OIKOYEVEIQ UTTEPKPAUATWY', Ta Super-Alloys pe Baon 1o
VIKEAIO €€apTWvVTal ATTO Mia dIPaCIK MIKPOOOMN ME KUBIKA UATPA Yy KAl OUVEKTIKO iCnua
L12 y'. Av KOl OTO OUYKEKPIMEVA UTTEPKPAUATA TO VIKEAIO €ival TO TTPWTAPXIKO CUCTATIKO,
TTEPIEXOUV ETTITTAEOV TTEPICCOTEPOUG ATTO OEKA TUTTOUG OToIXEiwv OTTwG KoBdATio (Co),
xpwpio (Cr), itavio (Ti), pAvio (Re), devio (Hf) ka1 dAAa. ETriong eivar onuavtiké va
ava@epBei TTwg Ta UTTEPKPAPATA YE BAOn TO VIKEAIO AvTITTPOOWTTEUOUV TTEPiTTOU TO 40% -
50% TOU OUVOAIKOU BAPOUG €VOG KIVATHPO AEPOCKAPOUG. 2Tr CUVEXEID TTAPOUCIAZETal
TTapadelypa KOTAG €vog “utrepkpduatog”’ o€ pia @paia, woTte va katadelxbouv ol
TTAPAPETPOI KOTTAG, O1 OTTOIEG XPNOIUOTTOINONKAV VIO TO CUYKEKPIPEVO TEPAXIO KATEPYOTIOg
/15/. H kot TTpayuartotroifdnke o€ kpdua pe diaotdoelig 50mm x 50mm x 100 m, ue
ouveeTo KapRidlo BoA@papiou pe KEPAWIKN ETTIOTPWON.

Xnuik uotaon Tepayiou
2TOIXEiN %
1 AvBpakag 0,1
2 Mayyavio 0,5
3 MNupitio 0,5
4 Xpwyio 23
5 NikéAIO 58
6 MoAuBdaivio 10
7 Tiravio 0,4
8 2idnpog 5

Mivakag 4.20 XnuikA ouoTtaon Tepayiou (Mnyn: Machinability study and process optimization in face milling of
some super alloys with indexable copy face mill inserts, Chandra Nath, Zachary Brooks, Thomas R. Kurfess,
2015)

O pubuodg amopdkpuvong UAIkou (MRR) gival n TTo06TNTA TOU UAIKOU TTOU a@alpeital avd
povdda xpoévou (ouvhABwG avda AeTITO) KATA TNV EKTEAECN EPYACIWY KATEPYATiag OTTWG N
T6pveuon 10 @paildpioua . Oco TePIOTOTEPO UAIKO a@aipeital avd AeTTo, TOCO
uynAGTEPOG gival 0 pubpog agaipeong UAIKoU. Eival €évag duecog deiktng yia 1o 11000
ATTOTEAECATIKA €ival N KaTepyaoia kal TToco kepdo@odpa gival. To MRR eival o dykog Tou
UAIKOU TTOU aaipeital avd Aemtd. Ooo uwnAdTEPEG €ival O TTAPAUETPOI KOTING, TOOO
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uynAoTepo cival To MRR /16/.Z1ov Trivaka 4.21 rapoucidderal o deiktng MRR yia kdBe pia
atro TIG ETMIAOYEG TTAPAUETPWV.

NapdaueTpol Katepyaoiag AE;;;:;“
Taxornta PuBupég Agaipeong . .
Kotng YAikou quc()rgn :;;’"ng MRR
(rpm) (m/min)
1 357 0.0848 0.5 0.512
2 357 0.1012 1 0.836
3 357 0.1111 15 0.931
4 520 0.0848 1 0.867
5 520 0.1012 15 0.983
6 520 0.1111 0.5 0.774
7 727 0.0848 15 1.835
8 727 0.1012 0.5 1.193
9 727 0.1111 1 1.089

Mivakag 4.21 Asiktng MRR yia kG8e ouvdouaopo mapapétpwy (Mnyn: Productivity and quality improvement by
optimization of milling parameters of super alloy, A. Maria Jackson, N. Baskar, R. Sabarish, S. Mohan Raj, A.
Annis Ahmed, India, 2020)

ETTopéVWwg @aiveTal OTI N TTI0 CUPPEPOUCA KOTTH TTPAYUATOTTOIEITAI YIA:
e TAXUTNTA KOTTAG = 727rpm,
e pubuod agaipeong UAIKou = 0.0848m/min Kkai
e [BdaBog koTG = 1.5mm.

45.7 Mold Steel

Ta kahoUTma TTaifouv onUAvTIKO POAO OTNV avATITUEN TNG TEXVOAOYIOG KATAOKEUWY, 18iwg
YO TNV KATOAOKEUN PINXaVNUATWY KAl NAEKTPIKWY CUOKEUWY. H Tpaxutnta TnG £MQAvEiag
TOU XUToU €gapTdral amd Tnv ToidTnTa Tou KoAoutriou. Me Tnv évvoia Tng TpaxUutnTag
EVVOEITaI N aTréoTOaCn aTmd Mia PIKPO-KOopUPn Kal i HIKpO-kKoIAdda. lMa Tn dokiuni
epaiapiopatog evog xaAuBa TTou €xel TTPoEADEl atrd xUTEUOn, UE OKOTTO TNV €TTIAOYHA TWV
KOTAAANAWY TTAPAPETPWY KOTING, XPNOIMOTTOINONKE éva TEPdxIo XaAUBdIivou XAAuBa
Crl2MoV. H epyaAeiounxavy 1ou xpnoigotroidnke eivar pia VDL-1000E Ttpiagovikn
pnxavy @paifag CNC, pe mn éyiotn taxutnta d&ova va eivar 8000r/min /17/. Ta
ATTOTEAECPATA TTOU TTPOEKUYAV PETA TNV ETTIAOYI TWV TTAPAUETPWY KOTTAG TTAPOUCIAZovVTal
oTouG TTivakeg 4.22, 4.23:

TaxoTnTta PuBuog Agoviko AKTIVIKO Auvapun | Tpaxurtnra
Ko1riig A@aipegong Bda6og BdaBog (F/N) Em@aveiag
(rpm) YAIkoU Kotrig Kotriig (Ra/pm)
(f,/mm) (ap/mm) (ae/mm)
1 3500 0,021 0,04 1 22,813 0,2732
2 3500 0,024 0,08 2 26,419 0,3190
3 3500 0,026 0,12 3 60,574 0,1738
4 3500 0,028 0,16 4 79,425 0,2697
5 3900 0,019 0,08 3 36,086 0,1451
6 3900 0,021 0,04 4 27,816 0,1295
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7 3900 0,023 0,16 1 34,101 0,2369
8 3900 0,028 0,12 2 39,905 0,1318
9 4300 0,017 0,12 4 94,347 0,1834
10 4300 0,019 0,16 3 63,933 0,1934
11 4300 0,023 0,04 2 22,499 0,2929
12 4300 0,021 0,08 1 16,582 0,1998
13 4700 0,016 0,16 2 50,855 0,1073
14 4700 0,018 0,12 1 25,280 0,1077
15 4700 0,019 0,08 4 64,609 0,2016
16 4700 0,020 0,04 3 27,686 0,1900

Mivakag 3.22 AmroteAéopata Plane Milling (Mnyn: Surface Roughness Analysis and Parameter Optimization of
Mold Steel Milling, Xuefeng Wua,*, Xuefeng Yin, 2018)

TayxoTnra PuBuoég ASovikdé | AKTIVIKO Abvapn | Tpaxurnta
Komrrig | Agpaipgong Babog BdBog (FIN) Em@aveiag
(rpm) YAIKoU Ko1rng Ko1rng (Ra/pm)
(f/mm) (ap/mm) (a./mm)

1 2500 0,020 0,20 0,20 27,463 0,2816
2 2500 0,040 0,25 0,25 40,147 0,2877
3 2500 0,060 0,30 0,30 51,746 0,2261
4 2500 0,080 0,35 0,35 62,901 0,2121
5 3000 0,020 0,25 0,30 34,973 0,2792
6 3000 0,040 0,20 0,35 46,240 0,2955
7 3000 0,060 0,35 0,20 44,996 0,2616
8 3000 0,080 0,30 0,25 53,827 0,2641
9 3500 0,020 0,30 0,35 39,318 0,2348
10 3500 0,040 0,35 0,30 47,856 0,2052
11 3500 0,060 0,20 0,25 46,560 0,2304
12 3500 0,080 0,25 0,20 48,138 0,2125
13 4000 0,020 0,35 0,25 35,079 0,2422
14 4000 0,040 0,30 0,20 39,449 0,2127
15 4000 0,060 0,25 0,35 57,114 0,1926
16 4000 0,080 0,20 0,30 56,888 0,2190

Mivakag 4.23 AmoteAéopara yia Ball-end Milling(Mnyn: Surface Roughness Analysis and Parameter
Optimization of Mold Steel Milling, Xuefeng Wua,*, Xuefeng Yin, 2018)

O1mwg Ptropei kKaveig va rapatnproel atrd Toug TTivakeg oTnv TTepiTTwon Tou Plane Milling
600 peyaAlTepn eival n TaxUTNTa KOTTAG, TOOO WIKPOTEPN €ival n TpaxUuTnTa ETMIQAVEIQG.
EmmAéov 10 afovikd BABog aANG Kal TO OKTIVIKO TTaipvouv eAAXIOTEG TIMEG. AV AOITTOV
EuTTaivav OAeg ol TTapaueTpol o€ @Bivouca oeipd pe BAon To PETPO ETTIPPONAG OTNV KOTTA,
auth) Ba ATav: pubudg agaipeong UAIKOU > TaxuTnTa KOTTAg > agovikd BdBog Kotmg >
OKTIVIKO BGB0G KOTTAG.

Ouoiwg yia Tnv mepimtwon Ttou Ball-end Milling, 1oxUel etmiong 611 600 peyaAlTepn n
TaXUTNTA KOTTAG, TOOO PIKPATEPN N TPaXUTNTA £TMIPaveiag. ETiTAéov, 600 TTI0 PIKPOG ival
0 puBubg agaipeong UAIKOU, TOOO PIKPOTEPN cival TpaxuTnTa £Tmigaveiag. AKOua @aiveral
o1l 6Twg Kai oTnv TrepimTwaon Tou Plane Milling 1o agovikd BGBog aAAG Kal TO AKTIVIKO
TTaipvouv eAAXI0TEG TINEG. O TTapaueTpol AoImtov o€ @Bivouca oeipd Pe BAon To PETPO
EMPPONG oTnV KOt Ba eival: TaxutnTa KOTTAG > pubuog agaipeonsg UAIKOU > afovikd
BaBog KOTTAG > akTIVIKO BABog KOoTTAG /17/.
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4.5.8 Monel Alloys

Monel eival pia opdda Kpapdtwv VvikeAiou, kal atroTeAeital atrd vikéAio (52-70%) kai
XOAKO, HE MIKPEG TTOOOTNTEG O1dMPOU, Jayyaviou, davBpaka kal TTupitiou. Ta Kpduara
Monel cival 1oxupoTEPa atmd 10 KaBapd VIKEAIO Kal TTOAU avOekTIK& oTn dIdBpwaon akoua
Kal a1rdé 10 BaAaocoIvo vepd. MpayuaToTroinke Kot kpduatog Monel K-400, pe pAkKog
75mm, TAGToG 50mm Kkail TTaxog 12mm pe okAnpdtnTa 45HRC o€ TEcoEPIG SIOPOPETIKES
TaxuTtnTeg aTpdkrou (1400, 2100, 2800 kar 3500rpm) a1rd KOTITIKG £pyaAeio TUTTou CBN.

Ni Cu Al Ti C Mn Fe Si
70 24 2.0 0.8 0.25 1.04 2.05 0.5
Mivakag 4.24 Xnuiki 2uoTtaon Kpapatog Monel K-400 (Mnyn: Machining feasibility and sustainability study on
end milling process of Monel alloy, Muhammed Shihan, J. Chandradass , T.T.M. Kannan, S.M. Sivagami,

India, 2020)
TaxuTnra Kotri FEES G
Xom ns UAIKOU (mm/ Bda6og ko1rig
(i) KOTITIKI] A
n aKpn)
1 1400 0,03 0,75
2 2100 0,06 1,00
3 2800 0,09 1,25
4 3500 0,12 1,50

Mivakag 4.25 Mapduetpol kotmg Kpduarog Monel K-400 (Mnyr: Machining feasibility and sustainability study
on end milling process of Monel alloy, Muhammed Shihan, J. Chandradass , T.T.M. Kannan, S.M. Sivagami,
India, 2020)

Katd tnv katepyacia @paiapiohaTog, oTn @Acn TNG ATTOTTEPATWONG, C€ Mia unxav
KaBeTou @pailapiopatog, Ba emetepyaoTei Eva TePdxIo uNikoUu Monel (K-400) kpduaTog,
yia d1apodpoug cuvduaapoUg TTapapETPwY KOTmG. O1 TTapAUETPOI KOTTAG €ival: n TaxutnTa
KOTTNG, 0 pubudg agaipeons UAIKOU Kai To BaBog kotmg. EmimmAéov Ba xpnoiyotroinBei
OUVOUONETPO VIO TNV KATAyPaP TwV dIapopwV Kpadaouwy aTn MNXAVA Kal 0TO EpyaAEio
KOTTAG VyIa TIG OIAQPOPEG TAXUTNTEG KOTTAG. ZTOV TTivaka 4.26 @aivovTal Ol TTapAPETPOl
KOTTAG TToU eMAEXONKav o€ KABe £va atrd Ta TTEIpAPaTa TTOU dnuioupyrénkav:

TaxoTnra PuBuoég BdaBog Emitdyuvon ®Oopa
Ko1rig A@aipeong KoTrnig PuBpuou KoTrTikoU
(rpm) YAikou (mm) Ag@aipeong (mm)
(mm/rev) YAiIkoU
(mm/sec?)
1 900 0,020 0,1 14,67 0,22
2 900 0,025 0,2 44,92 0,60
8 900 0,030 0,3 15,94 0,28
4 900 0,035 0,4 17,94 0,26
5 1200 0,020 0,1 19,34 0,48
6 1200 0,025 0,2 19,68 0,44
7 1200 0,030 0,3 15,98 0,30
8 1200 0,035 0,4 14,30 0,24
9 1500 0,020 0,1 20,16 0,48
10 1500 0,025 0,2 11,42 0,18
11 1500 0,030 0,3 26,42 0,52

39



12 1500 0,035 0,4 35,42 0,58
13 1800 0,020 0,1 24,72 0,48
14 1800 0,025 0,2 24,32 0,46
15 1800 0,030 0,3 18,62 0,40
16 1800 0,035 0,4 17,22 0,26

Mivakag 4.26 TMapduetpor koG Kpdapatog Monel K-400 pe emmAéov kataypa®r OSuvapewv (MnyA:
Investigation of vibration analysis during end milling process of monelalloy, Muhammed shihan, J.
Chandradass, TTM. Kannan, 2021)

MapaTtnpABnke OTTWG gival QUOIKG OTI, 600 PEYOAUTEPES BOVIOEIG ONUIOUPYOUVTAl YEVIKA
oTn unxavh, 1600 PeyaAuTepn n TOAVOTNTA OOTOXIOG TOU KOTITIKOU. ATTO TOV TTAPATTAVW
TTivaka @aivetal TTiong OTI ol TTAPAUETPOI KOTTAG TTaifouv anuavTiké poAo oTn ¢Bopd Tou
KOTITIKOU aAA& kal aTo péyeBog Twv dovAoewy /19/.

4.5.9 ZUuVvOeTIKG TEPAXIa EVIOXUPEVA UE iveS YuaAloU Kal iveg dvBpaka

To @paIldpIoPa  CUVOETIKWY UAIKWYV  €ival  pia  TToAUTTAokn  diadikacia Adyw Tng
ETEPOYEVEIQG Kal Twv Olapopwy TTPORANUATWY OTTWG N ETTIPAVEIAKN OTTOKOAANGH, N
Tpaxutnta em@aveiag kar GAa. H diadikacia kartepyaciag efaptartar amd 1A
XOAPAKTNPIOTIKA TOU UAIKOU TOU TEpaxiou KABWG Kal TIG TTAPAUETPOUG KOTTAG. 2TNV CUVEXEIX
TTapouacialovTal dedopéva yia Tn diadikacia KOTNG eAacudaTwy ato iveg avbpaka (CFRP)
Kal iveg yuaAiou (GFRP). MNa tnv katepyacia xpnoigotmoindnke apiBunTik& eAeyXOpEVOS
KATAKOPUPOG INXAVIKOG ETTECEPYAOTAG YIa TO @PaICApICHa Kal TH dnuioupyia oxXICUWY OTA
eNdopata, XpPnNOIUOTIoIWVTAG BIAPOPOUC CUVOUAOHOUG TaxUTNTAG KOTING Kal puBuou
agaipeong UAIkou. Katd n diadikacia KOTTAG XpnOIYOTToINONKE éva SUVAPOUETPO yia TNV
Karaypa®rn Twv TPIWV 0pBoywvIwY OUVIOTWOWY TnG dUvaung katepyaciag. ATO TIg
TTEIPANATIKEG QOKIMEG TTOPATNENONKE OTI n dUvaun NG KATEPyaoiag aufdveralr pe Tnv
auénon Tng Taxutnrag. Emiong yia Ttov idlo puBud agaipeong uAikou, n duvaun
Katepyaoiag Twv ehAacudtwy GFRP 1TapatnpABnke 611 ATav TTOAU PIKPOTEPN 0€ GUYKPION
ME TN OUvaun Twv eAaopdTwy CFRP. lMevikwg TTpoTEiveTal TO @PaIlApIoUa YE XOUNAG
puBuo6 agaipeang UAIKOU Kal uwnAn TaxutnTa KoTrAg /20/.

Ta ouvBeTIKA UAIKG OTTwG Ta evIOXUpEva TTAQOTIKA pe iveg avBpaka (CFRP) kaBwg kai
auTd Ta oTToia €ival evioxuuéva pe iveg yuaAliou (GFRP) xapaktnpiovtal yia TIG eEQIPETIKES
1I016TNTEG TOUG, OTTWG TO eAa@pU Bdpog, N uwnAnR avaloyia TG avioxng TPog 1o BApog
aAAG Kal TNG OKANPOTNTAG WG TTPOG TO BAPog. Adyw auTwy Twv 1I810TATWY Ta UAIKA auTd
KaBioTavtalr 181aiTEPa EAKUCTIKA  yIO  €EQAPMOYEG  OTNV  OEPOdIOCTNMIKA KAl TNV
auTtokivnToBiounxavia. MapdAa autd Opwg, n €TiTeUEn Hia oTTOOEKTG ETIPAVEIAG
KaTepyaoiag pe ouppatikég peBodoug katepyaaoiag Bewpeital eEQIPETIKG dUOKOAN, Adyw
TNG AVIOCOTPOTING KAl PUn OPJOYEVOUG GUONG Tou Tepayiou /20/.

Ta mepdauara Oiggnxbnoav oe eAdopata CFRP  kai GFRP  mdyxoug 15 mm
XPNOIMOTIOIVTAG WG e€pyaAeio Toluevtoeidég kapPidio (K10) pe diauetpo 10 mm. H
avaloyia Tng kapPIdIKAg edong oe autd To epyaAcio cival trepitou 80% TOU GUVOAIKOU
Bdapoug Tou KoTrTIKoU. To kapRidio BoAgpapiou (WC) kabwg Kai To Kpdpa KoBaAtiou aav
OUVOETIKO UAIKO, aTTOoTEAOUV TN BaCIKr) SOWr) TOU TOIYEVTOEIDOUG KapRidiou. ETriTAéov KaTd
TNV KaTepyaoia Twv Tepayiwv Oev  XPNOIYOTTIOINBNKE KaVEVAG €CWTEPIKOG WUKTIKOG
TTaPAyovTag.
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>xAua 4.5 Toipevroedég kapBidio (K10) (MnyA: An experimental investigation on the process parameters
influencingmachining forces during milling of carbon and glass fiber laminates, N. Rajesh Mathivanan, B.S.
Mahesh, H. Anup Shetty, 2016)

21ov Tivaka 4.27 trapoucidfovtal TINEG TNG dUVAUNG PNXAVIKAG Katepyaoiag (Fm) wg
ouvapTnon TWV TTOPAPETPWY KOTTAG yia CFRP:

TaxoTnTa TaxoTnTa PuBuodg Mnxaviki
(mm/rev) (rpm) A@aipegong AdOvapun
YAikoU (mm /
rev)

01 40 2000 0,02 36,70
02 40 2000 0,04 44,95
03 40 2000 0,06 62,81
04 80 4000 0,02 48,05
05 80 4000 0,04 54,95
06 80 4000 0,06 68,67
07 120 6000 0,02 57,20
08 120 6000 0,04 65,60
09 120 6000 0,06 73,20

Mivakag 4.27 Mapdperpor kotrig CFRP (MnyR: An experimental investigation on the process parameters

influencingmachining forces during milling of carbon and glass fiber laminates, N. Rajesh Mathivanan, B.S.
Mahesh, H. Anup Shetty, 2016)

Evw oTov Trivaka 4.28 mrapoucidfovTal TIHEG TNG dUvaung MNXAVIKNAG katepyaaiag (Fm) wg
ouvapTnon Twv TTOPAPETPWY KOTTAG yia GFRP:

Tayxornta Tayxornta PuBuoég Mnxaviki
(mm/rev) (rpm) A@aipegong Auvapn
YAikoUu (mm /
rev)

01 40 2000 0,02 24,02
02 40 2000 0,04 29,43
03 40 2000 0,06 36,53
04 80 4000 0,02 32,70
05 80 4000 0,04 36,02
06 80 4000 0,06 50,02
07 120 6000 0,02 36,70
08 120 6000 0,04 41,62
09 120 6000 0,06 57,20

Mivakag 4.28 Mapduerpor kotrig GFRP (Mnyry: An experimental investigation on the process parameters
influencingmachining forces during milling of carbon and glass fiber laminates, N. Rajesh Mathivanan, B.S.
Mahesh, H. Anup Shetty, 2016)
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4.5.10 Kpdpa OpeixaAkou C26130:

MNa mepioodTePo atmod 5.000 xpdvia o XaAkdg Kal Ta KpdpaTd Tou ETTaIfav onUAvTIKO poAo
OTNV OIKOVOUIKN KOl KOIVWVIKI] avatTuén tng avBpwtotnTtag.. O XaAkdg o oT1roiog
XPNOIJOTIoIEITAI KUPIWG Adyw TNG UWNANG nNAEKTPIKAG Kal BEPPIKAG aywyIhNoTnTaC,
TTAPOUCIAdel eTTITTAEOV TTAEOVEKTHAMATA OTAV CUVOUALETAI PE OTOIXEIO KpaudTtwong (TT.X.
Zn, Sn | Pb), Ta oTroia Tou TTPOC@EPOUV KOAR KATEPYACINOTNTA KAl UWPNAR avToxn oTn
O1GBpwon. Eva amd 1a onuavtikétepa Kpduata xoAkoU eival o opeixaAkog, évag
OUVOUOOUOG XaAKOU Kal Weudapyupou PE OTOXO PEYAAUTEPN AVTOXN KOl OKANPOTATA O€
oxéon Pe Tov atrAd XaAko /21/.

2TIG PEPEG MAG, N XPON TOU OPEIXOAKOU Kal TwV KPAPATWVY Traidel onuavtikd poAo o€
TTOAEG BIOUNXAVIKEG £QAPUOYEG AdYw TWV 1IBI0TATWY Tou, OTTWG €ival N UWNAR avtoxn, n
OoKANPOTNTa Kai n uwnAf aviox otn didBpwon. ZTn ouvéxela Trapoucidlovral Ta
ATTOTEAECPATA TWV TTEIPAPATIKWY dOKIYWYV TTou dlegixBnoav e okotrd Tnv avdAuon Tng
emMidpaong Twv TTAPAUETPWY KOTTHG OTNV KOTT KATA Tn OIAPKEIQ KATEPYAOiag Tou
KpduaTog opeixaikou C26130 /21/.

MNa 1n dlIECaywyn Twv TTEIPAPATWY XPNOIMOTTOINONKE TEPAXIO KPAPOTOG OpEiXaAKOU
C26130 pe dlaotdoelgc 150mm x 50 mm x 10 mm. EmAEXONKE TO CUYKEKPIUEVO KpAua
16T d1aB€Tel onpavTik B€on OTIG AUTOKIVNTORIOPNXAVIEG, KOl OTIG TTUPNVIKEG Kal
agpodIaOTNUIKES Blopnxavies, KaBwg gival ICXUpdTEPO Kal TTI0 OKANPO atTd ToV XOAKO /21/.
21OV TTivaka 4.29 @aiveTtal N XnMIKr oUoTaon Tou Kpdpartog opeixalkou C26130:

Cu Pb Fe Zn As
71,5 0,05 0,05 28,64 0,06
Mivakag 4.29 XnuikA ouaTtaon kpapatog opeixaAkou C26130 (Mnyn: Prediction of surface roughness and tool

wear in milling process on brass(C26130) alloy by Taguchi technique, S.V. Alagarsamy, M. Ravichandran, M.
Meignanamoorthy, S. Sakthivelu, S. Dineshkuma, India, 2020)

TaxornTa PuBuég Bdabog TpaxuTnTa ®Bopa

Kotriig A@aipegong KOTTAG Emeaveiag | KotrtikoU

(rpm) YAikou (mm) (um) EpyaAcgiou
(mm/rev) (g/min)
1 500 20 0,5 1,165 0,00649
2 500 40 0,75 1,188 0,00666
3 500 60 1,0 1,087 0,00038
4 750 20 0,75 0,594 0,01375
5 750 40 1,0 0,945 0,00517
6 750 60 0,5 0,872 0,00015
7 1000 20 1,0 0,978 0,0305
8 1000 40 0,5 0,913 0,06909
9 1000 60 0,75 0,837 0,00157

Mivakag 4.30 MapdueTpol KoTg KpapaTog opeixahkou C26130 (MnyA: Prediction of surface roughness and
tool wear in milling process on brass(C26130) alloy by Taguchi technique, S.V. Alagarsamy, M. Ravichandran,
M. Meignanamoorthy, S. Sakthivelu, S. Dineshkuma, India, 2020)

O1wg @aivetal o1 BEATIOTEG TTAPAUPETPOI KOTING TTOU TTPETTEI va AauBdavovTal yia BEATIOTN
TpaxuTnTa em@aveiog givar: 750rpm TtaxutnTa KOTMHG, 20mm/oTpo®ry puBud agaipeong
UAIKoU kai 0,75mm BaBog KOTTAG.
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Evw o1 BEATIOTEG TTAPAUETPOI KOTTAG ME OKOTO TNV €AAXIOTn @BOpd TOU KOTITIKOU
epyaAciou eivar: 750rpm Taxutnta KoTrhg, 60mm/oTpo@r) pubud agaipeong UAIKoU Kal
1mm Ba6og KOTTAG.

ATIO Ta TrEIpapaTikG dedopéva dIaTmoTwONKe OTI N TaXUTNTA KOTTAG £ival 0 ONPAvVTIKOTEPOG
TTapAyovtag TTou emTnpeddlel TNV TpaxUTNTa ETTIQAVEIQG PE ETTOPEVO TTAPAYOVTA va Eival
auTdg Tou BAaBoug KOTTAG.

4511 Kpdua Inconel 718

To kpdpa Inconel 718 gival £évag €IBIKOG TUTTOG UTTEPKPAUATOS UWNARG avToxns Ye Bdon 1o
VIKEAIO Kal TO xpwpio. Eival avBekTikd otn didBpwaon, oTnv uwnAn Trieon KaBwg Kai oTIg
okpaieg Beppokpaanies £wg kar 700°C. Adyw Twv POVASIKWY IBIOTATWY TOU, TO KpAud
Inconel 718 Ppiokel e@appoyy O€ KOATAOKEUAOTIKEG ETTIXEIPNOEIG, OE OTPATIWTIKO
€COTTAIOUO KAl OTNV agPOdIOCTNUIKA  Blounxavia. Me onugio m™E&ng oTtoug 1430°C
EMOEIKVUEI ATTOTEAEOUATIKOTNTA O€ HEYAAO pAoua BepuoKkpaaiwy /46/.

Ta kpdauata e Baon 10 viIKEAIO TTai(ouv anuavTikd pOA0 OTIC BlouNXavieg Twv dIOCTNHIKWY
OXNMATWY, TWV TTUPAUAIKWY KIVATAPWY TWV TTUPNVIKWY avTIOPACTAPWY KABWS Kal TwV
uttoBpuxiwv. MeTagl Twv KpapdTwy VikeAiou, To Kpdua Inconel 718 eival 1o 1Mo ouyvd
xpnoiyotroioUgevo. QoToc0, 1I016TNTEG TOU OTTWG N XOWNAR BepuIK aywyiudtnTa, n
avTidpaon Tou TEPAXioU PE UNIKG TwV KOTITIKWV £pYOAEiwv KaBWwg Kal n éx1 T600 KaAR
MIKpOBOWN Tou, TO KABIOTOUV WG £va OXI TOOO €UKOAO TTPOG KATEPYAOia UAIKO Kal yia auTtd
n xpAon Tou TrepIopifeTal OpacTIKA. To ueyaAUTEPO PEPOG TNG EPEUVAC VIO TNV KATEPYATIa
TOU KPAPaTOG Inconel 718 eTMKEVIPWVETAI KUPIWG OTN PMEAETN TwV pnxaviopwy ¢Bopdg. H
KOKI €TTIAOYN TTOPANETPWY KOTTAG TTPOKOAET PEYAAN @BOPd Twv epyaAciwv KOTTAG, i0Wg
KATTOIEG POPEG aKOUA Kal TN ypriyopn Bpadon Toug, evw emMITTAOV UTTOPEi va dnuioupynOei
KOKI] TTOI0TNTA ETTIPAVEIAG | aKOPA KAl VO KATAOTPOYEI TO KaTepyadduevo Tepdxio /23/. To
Kpdua Inconel 718 avAkel otnv katnyopia Twv Super-Kpaudtwyv Kal XpnoIdoTToIEiTal
EUPEWG OTN PBlounxavia agpooKaPwy AOyw Twv IBIOTATWY Tou. O1 PNXAVIKEG Kal XNMIKESG
TOU 1818TNTEG TO KABIOTOUV BUOKOAO OTNV KOTTA. ZTOV TTivaka 4.31 TTapoudciGZeTal n XnNUIKN
ouoTaon Tou KPAPaTOog:

Ni Cr Fe Nb Mo Ti Al Co
52,4 18,6 17 5 3 1 0,5 1
Mivakag 4.31 Xnuikr) ouoTtaon kpduatog Inconel 718 (wt%) (Mnyn: New mechanistic cutting force model for

milling additive manufactured Inconel 718 considering effects of tool wear evolution and actual tool geometry,
Edouard Ducroux, Guillaume Fromentin, Fabien Viprey, David Prat, Alain D’Acunto, 2021)

Na 1 Oladikacia Tou @pailopiopatog Tou Kpduatog Inconel 718 xpnoiuoTtroiOnke
KapBidlo pe oTeped mioTpwaon. ZTov TTivaka 4.32 @aivovTtal Ol TTaPAUETPOI KOTTAG.

) , PuBuog agaipeong
Taxotnra Kotriig uAikoU (mm/ BdBog kotrrig (mm)
(m/min) 5 3
KOTITIKH aKURA)

1 40 0,07 2

5 40 0,11 2,5

3 0 0,15 3

" 55 0,1 0,5

Mivakag 4.32 MapdueTtpol Kot Kpduatog Inconel 718 (wt%) (Mnyn: New mechanistic cutting force model for
milling additive manufactured Inconel 718 considering effects of tool wear evolution and actual tool geometry,
Edouard Ducroux, Guillaume Fromentin, Fabien Viprey, David Prat, Alain D’Acunto, 2021)
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4.5.12 Kpauara e Baon 1o TITAVIO Kail TO VIKEAIO

Ta kpduaTa he BAon To TITAVIO Kal VIKEAIO €ival KpAuata uwnAr pINxavikAg avtoxng. Auta
Ta Kpdpata gival Bacikd otnv Biognxavia Adyw TG uwnAng avioxnig Toug wg TTpog TO
BApog Toug, TNG UWNARG avToxng o€ Bpduon Kal o KOTTWON, TNG UYNAARG TOUG avtioTaong
otn O1dBpwoaon, aAAd kal Tnv dIATAPNON QUTWV OKOPO Kal Of€ KATEPYAOieG uwnAwv
Bepuokpaciwy. Mevikd, Ta Kpduata TITAVIOU KAl VIKEAIOU TTOPOUCIAouvV HEYAAUTEPN
avtoxy amd Ta KpdpaTta aAoupiviou Kal TautOxpova MIKPOTEPN TTUKVOTATA OTTO TOV
XGAUBa, ue atroTéAeoua va kabioTavral KatdAAnAa yia OOUIKEG epapuoyéS. AlaBETouv
HeEYAAO QACHA EQAPPOYAS OTOUG AEPODIACTNHIKOUG, OTPATIWTIKOUG, TOUG BIOIaTpIKOUG Kal
TOUG TTUPNVIKOUG TOMEIG, aAAG Kal o€ TopEig TG auTokivnToRiounyaviag. Av kal n {ATnon
QUTWV TwV KPAUATwy gival uwnAr uttdpxouv OUOKOAieg oTIG dladikaaieg €E6pugng Kal
TAENG TOUG, evd TauToxpova dlaBéTouv XapnAR IkavoTnTa kKaTtepyaaiag. O1 1d10TNTEG OTTWGS
N XaunAn BepuIKA aywyiuotnTa, n uwnAf okAnpdTNTa aKOUa Kal o€ UPnAEég BEPUOKPATieg
KAl N uynAn XNUIKA avTidpacTIKOTNTA TwV KPAUATWY TITAVIOU Kal VIKEAIOU gival utteUBuveg
yia TNV XaunAr Toug KaTtepyaoipotnta. MapdAa autd n ¢nTnon Twv KPAauA&Twy TITAvViou Kal
VIKEAIOU QUEAVETAI HEPA E TNV NUEPQA.
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Hayness Inconel Waspalloy Ti6Al4V 4140 1018
718

ZxAua 4.6 ZOykpion TnG IKAvVOTNTOG KATEPYOOTIag UTTEPKPOPATWY PE avagopd Tov oupfatikd xdAuBa 1018
(Mnyn: Machinability performance of nickel alloy X-750 with SIAION ceramic cutting tool under dry, MQL and
hBN mixed nanofluid-MQL, Senol Sirin, Murat Sarikaya, Cagri Vakkas Yildinm, Turgay Kivak, Turkey, 2021)

MNa va e@apuooTolv Ta KpAuaTta TITAVIOU OTOUG TOMEIG TTou AdN avageépbnkav, autd
TIPETTEI VO UTTOOTOUV KATEPYATiEG OTTWG TO YPaIfdpIoua, N TOpvEUOH, N Asiavon Kabwg Kai
AAWV un TTapadooiakwy PHeBOdwY KaTtepyaoiag. H katepyaoigdtnTa 6TTwg gival yvwoTo,
gival n eUKoAia pe Tnv oTroia éva UAIKO UTTOPEi va UTTOOTE! £TTECEPYaTia UTTO KaBOPIoUEVEG
ouvOnkeg KOTTAG. H katepyaoiudtnTa €ival oucIaoTIKA éva OXETIKO PEyeBOG, BIOTI eEapTdTal
até didgopoug OeikTeg, OTTWG N dlIApKeEIx (WG Toug gpyaAgiou, n katavaAwaon 10x00g6 (A
duvaun KOTTAG), N BepuoKpaacia KOTIMG, KATT.

o [leipapaTikég OOKIYES KaTEPYATiag KpduaTog vikehiou X-750 pe diaoTtdoeig 150 x
100 x 17,3 mm

To kpdupa vikehiou X-750 av kai gival €va UAIKO pE OxI TOOO KOAr KATEPYACINOTNTA,
XpnoigoTroiital o€ TTOAAOUG TopEiG TNG Blounyaviag, Kupiwg oTnv agpodIiacTnMIKA Kal TV
XNMIKA, Adyw Twv TTOAU KOAWV PNXavIKwy Kal Bepuikwv 1810TATWY Tou. H TéAeia €TTIAOYN
KOTITIKOU €PYOAEiou yia autd TO KPAWa Egival Ta KEPAMIKA €pyOAgia KOTTAG Ta OTToIa
dlakpivovTal yia TNV €EAIPETIKA TOU OKANPOTNTA, TNV avToXn OTNn BepudTNTA KAl TN XARNAR
XNMIKA avTIOPACTIKOTNTA WE TO UAIKO Tou Katepyalouevou Tepayxiou, OnAadn oTn
OUYKEKPIPEVN TTEPITITWON ME TO KPAua ViKeAiou X-750. Xe& OuvOUOOWO TTIAéOV HE TIG
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oupBaTikég HeBOdOUG WUENG Kai AiTrTavong audveral n ammodoTIKOTNTA TNG KATEPYATiag
KaBwg Kai n dIdpKeIa TOU KOTITIKOU epyaAeiou /48/.

AOyw AoIMTév TNG KAKAG KATEPYACINOTNTAG TOUG KpAuaTog vikeAiou X-750 eival onuavTiko
va KaBopioTouv ol BEATIOTEG OUVOAKEG KOTMG. TMa TO OKOTTO aAuTOd OTn CUVEXEI
TTAPOUCIAZETAI N XNUIKI oUoTaon Tou Kpdpatog vikeAiou X-750 (Mivakag 4.33) aAAd kai ol
I0QVIKEG TTAPAPETPOI KOTTAG YIa TNV KATEPYOOIa TOU TEWAYXIOU ATTO TO KEPAMIKO KOTITIKO
epyaAeio SIAIION (Mivakag 4.34).

C Ti Mn Co Fe Si Cu | Nb+Ta| Ni Cr Al
0,04 | 247 | 0,21 | 0,01 | 8,04 | 0,08 | 0,03 0,9 71,32 | 16,22 | 0,68
Mivakag 4.33 Xnuikr) auoTtacn Tou KpauaTtog vikehiou X-750 (Mnyr: Machinability performance of nickel alloy

X-750 with SIAION ceramic cutting tool under dry, MQL and hBN mixed nanofluid-MQL, Senol Sirin, Murat
Sarikaya, Cagri Vakkas Yildirim, Turgay Kivak, Turkey, 2021)

O1 Treipapatikég dokIuéG TTpayuartotroiffOnkav otn @paia Delta Seiki CNC-1050 ue 1oxU
KivnTApa 11 kW kai p€yiotn taxutnta kotrig 10000 rpm. To KOTITIKO €pyaAgio TTou
xpnoipotroinenke gival éva pn emkaAupuévo SIAION CCT, atrd Tnv sTaipeia Tapaywyng
KOTITIKWV epyaAeciwv Sandvic Coromant. To KOTITIKO gpyaAcio auTd, diakpiveTal yia Tnv
€CAIPETIKA avTOXN TOU OTN BepUOTNTA Kal TN ¢Bopa O€ KATEPyaaieg uwnAARg TaxutnTag /37/.

Tayxornta Kotrig (m/min) | PuBuog Agpaipeong YAikou
(mm/rev)
1 500 0,025
2 600 0,05
3 700 0,075

Mivakag 4.34 MapaueTpol KOG kpduaTog vikehiou X-750 (Mnyr): Machinability performance of nickel alloy X-
750 with SIAION ceramic cutting tool under dry, MQL and hBN mixed nanofluid-MQL, Senol Sirin, Murat
Sarikaya, Cagri Vakkas Yildirim, Turgay Kivak, Turkey, 2021)

e [leipapaTikég BOKINEG KaTepyaoiag Kpaudtwv TiTaviou Gr5 kal Grl2 umod &npég
ouvOnkeg katepyaaiag pe dlaotaocelg 50 x 150 x 10 mm

Ta kpduarta TiTaviou Grade-5 xpnoiyoTrololvia auvhBwg o€ 1aTPIKA, agPodIacTNUIKA Kal
BaAdoola ecaptipaTa, KaBws Kal o€ Blounxavieg XNUIKAG eTTe¢epyaciag. AlaBETouv pikpd
Bapog kal uwnAn avroxi otn SiIGBpwaon. AvTtioToixa Kal Ta Kpduata Titaviou Grade-12
XpNoigoTtroioUvTal  Kupiwg o€ Bahdooieg kal XNUIKEG eykataoTdoels. Or  SOKIPEG
die¢nxBnoav o unxavry CNC akpiBeiag mévre dgovwy ummd ouvBAkesg Enpng kotAg. H
MEYIOTN TaxUTATA KOTTAG TNG pnxavng gival 50.000 rpm, pe evowpatwuévo ouoTnua Yogng
kal akpifeia Béong £ 0,001 mm. MNa Tnv KOTTAG XPENOIUOTTOINBNKE £éva PN ETTIKOAUMPEVO
KapRidio BoAgpapiou atod Ta epyaleia Tng Kyocera Cutting Tool Company /38/.

Ti Vv Al Fe C o) H N Ni Mo
Gr5 | 89,22 | 42 | 62 | 038 : - - 5 3 -
Gr-12 | 98,13 | - - 0,29 | 0,08 | 0,25 | 0,015 | 0,035 | 0,8 | 04

Mivakag 4.35 Xnuik oldoTtacn kpaydtwv Titaviou Gr5 kar Grl2(Mnyn: Investigations on the effect of
Machining parameters on Machining force and roughness in Micro-Milling of Titanium Gr5 and Grl2 alloys
under dry Machining conditions using carbide tool, M.S. Kishore Kumar, B. Gurudatt, H.N. Reddappa, R.
Suresh, India, 2021)

Katd Tnv katepyacia trapatnprdnke 0TI oI SUVAUEIS KOTTAG MEIWVOVTAIl PE TNV TaxUTnTA
kotn¢ (Vc) og kaBopiopévo BaBog (d) = 0,3 mm kai puBud agaipeong uAikou (f) = 0,2
mm/min, 0TTwg @aivetal kal oTo oxNpa 4.7. Mapartnpeeitar Aoimmév amd 10 oxnua o1l 10
Kpaua Titaviou Gr5 atraitei peyaAutepn dUvaun KOTING 0€ OTToIadATTOTE TaXUTNTA KOTING,
oe oxéon e 10 Kpaua Grl2. E1n ocuvéxela dnuioupyndnke avtiotoixa €va dIdypapua,
OTTWG QaiveTal oTo oxRua 4.8, oTo otroio TTapouaciddeTal N oxéon Tng dUvaun KOTTAG HE
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Tov pubuod agaipeong UAIKOU og kKaBopiopévn TaxuTnTa Kotrmg (Vc) = 60 m/min kai B&Bog
kotn¢ (d) = 0,3 mm. ATTO TO OXNUA QUTO UTTOPEI KaVEIG va TTapatnenioel 0TI N OUVOAIKA
duvapn KaTepyaoiag augaveral Ye Tnv avénon Tou puBuou agaipeong UAIKou. O KUpIog
Aoyog 1Tou cupfaivel autd eival 6Tl 0 PeydAog puBudg agaipeang UAIKOU odnyei Kal o€
MEYAAO OYKO KOMMEVOU UAIKOU OTnyV idla povdada XpOvou Pe KATTOIO PIKPOTEPO pubud. Autd
odnyei AoImmov o€ augnon TG Tdong PETAgU Tou gpyalgiou KOTTNG Kal Tou attoBAiTTou (dnA.
oTo etriredo dIdTunong). Téhog ato oxAua 4.9 @aivetal n oxéon Tou BABOG KOTTAG ME TN
duvapn KoTTAG ME KaBoplopéveg TIG TINEG TNG TaXUTNTAG KOTMG (VE) = 60 m/minkal Tou
puBuou agaipeong UAikou (f) = 0.2 mm/min. To B&Bog KoTG dev eTTNPEEAlel TTOAU Tnv
Katepyaoia Twv KpapdTwy Titaviou Grb kal Grl2, 6TTwe @aivetal oto oxnua 4.9 /38/.
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2xAua 4.7 Emidpaon tng TaxutnTag oTnv dUvaun KOTA¢ Katd Tnv Katepyaoia kpapdrwyv Titaviou Gr5 kai Grl2
(Mnyn: Investigations on the effect of Machining parameters on Machining force and roughness in Micro-
Milling of Titanium Gr5 and Grl2 alloys under dry Machining conditions using carbide tool, M.S. Kishore
Kumar, B. Gurudatt, H.N. Reddappa, R. Suresh, India, 2021)
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>xAua 4.8 ETmidpacn Tou pubuou agaipeong UAiKoU oTnv dUvaun KOTTAG KATA TNV KaTepyaoia KpaudTwyv
Titaviou Gr5 kai Grl2 (Mnyn: Investigations on the effect of Machining parameters on Machining force and
roughness in Micro-Milling of Titanium Gr5 and Gr12 alloys under dry Machining conditions using carbide tool,
M.S. Kishore Kumar, B. Gurudatt, H.N. Reddappa, R. Suresh, India, 2021)
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Zxnua 4.9 Emidpacn tou BAB0G KOTAG oTnV dUvaun KOTAG KATd Tnv KaTepyaaia Kpaudtwy Titaviou Gr5 kai
Gr12 (Mnyn: Investigations on the effect of Machining parameters on Machining force and roughness in Micro-
Milling of Titanium Gr5 and Grl2 alloys under dry Machining conditions using carbide tool, M.S. Kishore
Kumar, B. Gurudatt, H.N. Reddappa, R. Suresh, India, 2021)

4.5.13 lNMpotdoeig yia dedopéva KOTTAG TiBAI4V xpnoipoTTolwvTag EpyaAEia KOTTAG
ato Tnv oelpd CoroMill Tng eTaipeiag Sandvik Coromant

To kpdua TiBAI4V cival éva SdUOKOAO TTPOG Katepyacia UAIKG, peE KA avroxn oTn
dIdBpwan, uwnAfR avtoxr Kal avBeKTIKOTNTA AKOUO KAl O aKpaieg Bepuokpacies. ‘ETol Ta
Tedia EQAPUOYAG TOUu OTNV  agpodIOCTNUIKA Blodnxavia kal oty 1ATPIKA  CUVEXWS
augdavovtal. Av kal To Kpdpa TiTaviou TiBAI4V gival ouvABwg avBekTikdé oTnv 0&eidwon
KGTw ammd Toug 420°C (AOyw TnNG TTapouciag evog AETITOU OTPWHATOG PUOIKOU O&eIdiou
oTnv €m@dveia Tou), n ardédoon Tou 0 UYPNAEG Bepokpaaieg cival TTEPIOPITHEVN AOYW
NG METABOONG TOU OTPWHATOG OLEIBIOU O Mia TTIO €VEPYR Kal PN TTPOCTATEUTIKI
KoTdoTaon o€ uwnAoTepeg Bepuokpacies. MNa autd, ol e@appoyég Tou Kpauartog TiBAI4V
Treplopifovial ouxvd o€ Bepuokpacieg KGTw Twv 400°C, yeyovog TTou TO TTEPIOPICEl o€
EQAPMOYEG UWNAWYV Bepuokpaciwy, OTTwG oOe eCapTAuata o€ €vav agpodIaaTnIKO
KIVNTAPQ A 0€ XNMIKOUS aioBNTAPES uwnAwyv Bepuokpaciwy /26/.

To mitdvio cav UAIKO atraitei ouyKekpidévn MEAETN Adyw TN uwnAnAg avaloyiag Tng
avtoxng Tou wg TPog To PBAPOG Tou, PE QTTOTEAECHA TNV AVTOXN Of€ KOTIH UWnAwv
Bepuokpaciwy. EmmAéov, eival xnuikd avtidpaoTikd, TTpdypa TO OTToi0 PTTOpEl va
odnynoel og TTPOCPUON Kal OUYKOAANon katd tn didpkeia NG KoTmg. MNa va emreuxOei
AoITTév, pia KaArp KOTA  atraitouvral Ta KATAAANAa  epyaAcia. Ztov Trivaka 4.31
TTAPOUCIACOVTAl KATTOIEG TTPOTEIVOUEVEG TTAPAUETPOI KOTIG Tou Kpdpatog TiBAl4V,
olpoewva pe Tnv etaipeia Sandvik Coromant yia kaBe @aon KoTm¢. Evw oTou emméuevoug
TTivakeg 4.36 — 4.44 kataypd@nkav ol cuvBAKeG KOTTAG Tou KpauaTtog Titaviou TiBAI4V ue
KATTOIO KOTITIKG epyaAcia TrpoTeivopeva atrd tnv etaipeia Sandcik Coromant, yia tnv
KATEPYOOia TOU OUYKEKPIPEVOU KpApaTog /26/.
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. . MpoTeivopeve . .
Z1dad10 KoTtrig s KorEr’]g Bda@og Kotrrig
MpokatapkTikA KoTrn Vc 40-60 m/min >3 mm
Ekyovdpion Vc 60-80 m/min 1-3 mm
AtrotrepdTwon Vc 80-120 m/min 0.5-1 mm

Mivakag 4.36 Tumkég Trapduerpor kotg Ti6Al4V (Mnyn: Sandvik Coromant Application Guide Titanium
Ti6AI4V)

Kotmrtikd gpyaleio CoroMill® 390: To CoroMill® 390 koAUTITEl TTOAAEG EQAPUOYEG
TTPOCPEPOVTAG KAAA TpaxuTnTa eTTIQaveiag. MNpoc@épel:
o KoAég avoxég, divovrag KoM Tpaxutnta emi@aveiog UYETA Tn dladikacia TG
ATTOTTEPATWONG
o AuvatdétnTa KOTIMG o€ pheyaAo BaBog
o Meiwpévoug kpadaououg kal auénpévn otabepdTtnTa /3/

fz mm/tooth vc m/min
Mewperpia | MéyeBog | Apxikn | MéyioTo- | 'EvBeTo | MpoTteivopevn | MéyioTo-
‘EvBeToUu Ty | EAdxioTo | Kotrig Tiyn EAdxioTo
MAakidiou
E-PL/ML 11 0.08 0.05-0.12 | GC1010 70 50-80
Light 17 0.08 0.05-0.15 S30T 60 40-70
18 0.10 0.05-0.19 S40T 50 30-60
GC2040 40 30-50
M-PL/ML 11 0.10 0.05-0.15 | GC1010 70 50-80
Medium 17 0.10 0.05-0.15 S30T 60 40-70
light 18 S40T 50 30-60
GC2040 40 30-50
M-PM/MM 11 0.12 0.08-0.15 | GC1010 70 50-80
Medium 17 0.15 0.08-0.20 S30T 60 40-70
18 0.20 0.08-0.30 S40T 50 30-60
GC2040 40 30-50

Mivakag 4.37 MNpoTeivopeveg TTApAUETPOI KOTTAG KpapaTtog Ti6AI4V pe Kotrmikd epyaAeio CoroMill® 390 (MnynA:
Sandvik Coromant Application Guide Titanium Ti6Al4V)
Komrmiké gpyaAeio CoroMill® 790: Autd 10 KOTITIKO epyaAcio OiaBétel Ta  €EN1G
XOAPOKTNPIOTIKA:

o AmroTeAei TTpwTN €TTIAOYH YIa KOTTA U O16NPoUXWY HETAAAWV

o  KaTdAANAoO yia KATEPYOOIEG ATTOTTEPATWONG

e AlaBétel Tn duvaTtdTNTa ACPAAOUG KOTTNG O€ UWNAEG TaXUTNTEG

o Auvatdétnta KOTMG o€ peyaho Badog /3/

H-PL 12 0.15 0.03-0.20 GC1010 200 150-250
Light 16
Mivakag 4.38 lMpoTteivoueveg TTapapeTpol KOTTAG Kpduartog TiBAI4V pe KotrTikd epyaigio CoroMill® 790 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

KoTmrTiké gpyalAeio CoroMill® 690: To ouyKeKpIYEVO KOTITIKO £PYOAEIO €xel avaTTTuxBEi
€IOIKA YIO TNV £TTEEEPYATia TEPaXiwV TITAviou £EOTTAICOVTAG KABE BEon €VOETOU KOTITIKOU WE
aKpo@UGIo WUKTIKOU uypou. MNapéxer:

e Auvatétnta @paifapiocpaTog TITaViou UWNANG TTAPAYWYIKOTNTAG

o 2D mrpogih GAeong TiTaviou /3/
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E-SL 10 0.10 0.05-0.15 S30T 60 40-70
Light S40T 50 30-60
GC2040 40 30-50
E-SL 14 0.12 0.07-0.17 S30T 60 40-70
Light S40T 50 30-60
GC2040 40 30-50

Mivakag 4.39 MNpoTeivopeveg TTApAUETPOI KOTTAG KpauaTog TiBAI4V e Kotrmikd epyaAeio CoroMill® 690 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

KoTrTiké gpyalgio CoroMill® 331: To kotrTiké CoroMill® 331 trpoo@épel:
e AuvatdtnTa KOTTAG UWPNARG aKPiBEIag o€ TTOAEG EQapUoYES
o  YwnAng moidtnTag TpaxUuTnTa £TM@aveiag Kal €CaIPETIKOUG pubBuoug agaipeong
UAIKOU PETAAAWYV akbua kal o€ ywvieg 90°
o AuvatdtnTa Xpriong €0WTEPIKOU WUKTIKOU, TO OTToi0 puBuilel TN BepudTnTa OTNV
Cwvn KOTING, Je aTToTéEAETa TN HEYAAN didpkela (WS TOU KOTITIKOU /3/.

fz mm/tooth (inch/tooth) vc m/min (ft/min)
FlewpeTpia | MéyeBog | Apxikn | MéyioTo- | BaBuoi | MpoTeivopevn | MéyioTto-
Tiyn | EAdayioTo Tiyn EAdxioTo
H-PL/ML 04 0.05 0.02-0.15 S30T 60 40-70
Light 05 0.05 0.02-0.15 | GC2040 40 30-50
08 0.06 0.03-0.15
11 0.06 0.03-0.15
14 0.06 0.03-0.15
H-PM/MM 04 0.07 0.04-0.18 S30T 50 30-60
Medium 05 0.07 0.04-0.18 | GC2040 40 30-50
light 08 0.09 0.05-0.20
11 0.09 0.05-0.20
14 0.09 0.05-0.20

Mivakag 4.40 MNpoTeivopeveg TTAPAUETPOI KOTTAG KpapaTtog Ti6AI4V pe KotrTikd epyaAgio CoroMill® 331 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

Kotmrmikd epyaAegio CoroMill® 245: Mpodkerral yia KOTITIKO €PYOAEIO TO OTTOI0 TTAPEXEI
MEYAAN TTapaywylkoTnTa. ETITTAEOV €ival EUKOAO OTNn XPprion Kal TTPOTEIVETAI YIO EAQQPPIEG
KOTTEG, AOYW TNG XaUNANG KatavaAwong evépyelag /3/.

E-PL 12 0.15 0.07-0.20 GC1010 60 40-70
Light S30T 50 30-60
S40T 40 30-50

M-PL 12 0.17 0.08-0.21 GC1010 60 40-70
Medium S30T 50 30-60
light S40T 40 30-50
K-MM 12 0.23 0.10-0.28 S30T 50 30-60
M-MM 18 0.25 0.10-0.30 S40T 40 25-50
GC2040 40 25-50

Mivakag 4.41 MNpoteivopeveg TTAPAUETPOI KOTTAG KpAuaTog TiBAI4V pe KotrTikd epyaAeio CoroMill® 245 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

49



Komrtiké epyaAeio CoroMill® 210 high feed: ZT10 OUYKEKPINEVO KOTITIKO €PYaAEgio
QaiveTal TTWG TTPOTEPAIOTNTA €ival 0 UWNASGS pubuOG aaipeong UAIKOU. TAEOVEKTNUO TOU
OUYKEKPIPEVOU KOTITIKOU gival o1 XapnAEG dovAoelg KaTd Tn SIAPKEI TNG KOTTAG /3/.

E- 09 0.8 0.5-1.2 GC1010 60 40-70
PM/MM 14 1.0 0.5-1.5 S30T 50 30-60
First S40T 40 30-50
choice GC2040 40 30-50
M- 09 0.8 0.5-1.2 GC1010 60 40-70
PM/MM 14 1.0 0.5-1.5 S30T 50 30-60
S40T 40 30-50

GC2040 40 30-50

Mivakag 4.42 MNpoTeivopeveg TTapAPETPOI KOTTAG KpdapaTtog TiBAI4V pe Kommikd epyaAeio CoroMill® 210 high
feed (Mnyn: Sandvik Coromant Application Guide Titanium Ti6AI4V)

Komrtiké epyaAeio CoroMill® 300: To kotmikd epyaAeio CoroMill® 300 eival évag
OTPOYYUAGG KOQTNG PE Xpron o€ €va eupu @Aoua spappoywy. Katd Tn dladikaoia KOTIHG
ME TO OUYKEKPIPEVO KOTTTIKO £PYAAEiO 0 QUVANEIS TTOU avaTITUoOOVTAI €ival XOUNAEG OTTWG
Kal N avatrTuoaouevn BepuotnTa /3/.

E-PL/ML Light 08 0.12 0.05-0.15 GC1010 S30T 70 50-80
10 0.15 0.05-0.18 S40T GC2040 60 40-70
12 0.15 0.05-0.20 50 30-60
16 0.18 0.05-0.25 40 30-50

20 0.2 0.05-0.25

25.4 0.23 0.05-0.28
E-PM/MM 08 0.13 0.05-0.21 GC1010 S30T 70 50-80
Medium light 10 0.18 0.05-0.25 S40T GC2040 60 40-70
12 0.18 0.05-0.25 50 30-60
16 0.2 0.05-0.30 40 30-50

20 0.25 0.05-0.40
M-PM/MM Light 08 0.13 0.07-0.20 GC1010 S30T 70 50-80
10 0.15 0.07-0.25 S40T GC2040 60 40-70
12 0.15 0.07-0.25 50 30-60
16 0.18 0.07-0.25 40 30-50

20 0.2 0.07-0.30

25.4 0.23 0.07-0.33
M-PH/MH 08 0.15 0.07-0.25 GC1010 S30T 70 50-80
Medium light 10 0.2 0.07-0.30 S40T GC2040 60 40-70
12 0.2 0.07-0.30 50 30-60
16 0.25 0.07-0.40 40 30-50

20 0.35 0.07-0.55

25.4 0.4 0.07-0.60

Mivakag 4.43 lMpoTeivopeveg TTOPAPETPOI KOTTAG KpdpaTtog TiBAI4V pe KotrTikd epyaAgio CoroMill® 300 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

Komrtiké epyaleio CoroMill® 200: To CoroMill® 200 civar éva TTOAU avBekTIKO Kal
EUENIKTO KOTITIKO £pyaAcio. O1 1I0XUPEG KOTITIKEG AKUEG TOU TO KABIOTOUV IKAVO va KOYEl
aKOPa Kal 0€ OkKANpEG ouvOnkeg. MpooeEpel:
e Ao@dAcia kal aglomoTia Katd Tn OIAPKEIQ TNG KOTTAG
e YWnAO pubuo agaipeong UAIkou /3/
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PL/ML 10 0.12 0.07-0.17 S30T 60 40-70
Light 12 0.12 0.07-0.17 S40T 50 30-60
16 0.12 0.07-0.17 GC2040 40 30-50
20 0.12 0.07-0.17
PM/MM 10 0.17 0.10-0.28 S30T 60 40-70
Medium 12 0.17 0.10-0.28 S40T 50 30-60
16 0.17 0.10-0.28 GC2040 40 30-50
20 0.17 0.10-0.28
PM/MM 10 0.28 0.10-0.42 S30T 50 30-60
Heavy 12 0.28 0.10-0.42 S40T 40 30-50
16 0.28 0.10-0.42 GC2040
20 0.28 0.10-0.42

Mivakag 4.44 MNpoTeivopeveg TTAPAPETPOI KOTTAG KpAuaTog TiBAI4V pe KotrTikd epyaAeio CoroMill® 200 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)

KotrTikd gpyalAeio CoroMill® 316: To ouotnua kot CoroMill® 316 trpoo@épel AUOEIG
yla Ta TEPIOOOTEPA €idn @paiapiopartog o didpopeg opddeg UAIKWv ammd I1ISO P
(XaAuBeg) éwg ISO S (Super kpduata kal TITAvio). O avTaAAGEINEC KEPAAEG KOTTAG
EMTPETTOUV YPAYyoPN Kal EUKOAN evaAAayr AsiToupylwy. ZTov TTivaka 4.45 mmapouacidlovTal
o1 TaxUTNTEG KOTTAG YIa KABE éva atmd Ta oTédIa KOTTAG, avTioToIXa Kal oTov TTivaka 4.46 o
puUBUG6G agaipeong UAIKou /3/.

HPOK:;?T?,]KT'Kn Ekxovdpion | AmomepdTwon
a.<1.0 x D, 2.<0.3 x D, 2.<0.005 x D,
a,<0.5 x D, 2,<0.5 x D¢

ISO CMC HB Vc m/min Vc m/min V¢ m/min
01.1 125 190 280 630
01.2 150 170 255 580
01.4 210 150 225 510
02.1 175 165 245 555
02.2 300 100 150 340
03.11 200 170 250 570
03.22 380 80 120 280
05.11 200 70 110 240
05.21 200 55 85 190
05.51 230 45 70 155
07.1 130 120 180 395
08.1 180 130 190 420
08.2 245 110 160 360
09.2 250 105 155 350

N 30.22 90 1000 1100 1300

S 20.22 350 25 35 80
23.22 350 40 80 150

Mivakag 4.45 lMpoteivopeveg TaxuTnTeG KOTIAG Kpduatog Ti6AI4V pe Kotrmikd epyaieio CoroMill® 316 (Mnyn:
Sandvik Coromant Application Guide Titanium Ti6Al4V)
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HPOKIE;TT‘:,‘K"K” Ekxo6vépion AtmrotrepdTwon

a.<1.0 x D, a.<0.3 x D, a.<0.005 x D,
a,<0.5 x D, a,<0.5 x D,

D, f, mm f, mm f, mm

10 0.045 0.07 0.12

12 0.055 0.085 0.14

16 0.065 0.11 0.16

20 0.08 0.13 0.18

Mivakag 4.46 Mpoteivouevog pubuog agaipeons UAIKoU kpauatog TiBAI4V pe KotrTikd epyaAeio CoroMill® 316
(Mnyn: Sandvik Coromant Application Guide Titanium Ti6Al4V)

4.6 Komtiki Auvardétnta Kotrtikwyv EpyaAgiwyv
4.6.1 Sialon Kepapikd epyaAcia KOTTAG

Ta Sialon kepapikd d1aBEéTouv  TTOAUTTAOKN  XNMIKN
ouoTaon Kal BewpolvTal Jia OIKOYEVEID KPOUATWY ME
euplu  @dopa 1IGI0TATWY. Anuioupyouvtal aTté TNV
avtidpaon Tou viTpidlou Tou TrupITiou (Si3N4) pe TO
0¢&eidlo Tou apylAiou (AlI203) kail To viTpidlo Tou apyiAiou
: (AIN). Ta 1o ouyvd xpnoipoTtroloupeva Sialon KepapIKA
b eival Ta B-SIAION ka1 (a + B) SIAION Ta oToia
V TTEPIEXOUV TTEpicoela Bonbnudrwv
TTUpOoUCOWHATWONG /45/. Kdatroieg ammd TIG 1810TNTEG
TOUG €ival:
o H xaunAn TTukvoTnTa
e HuywnAn avroxn

Zxnua 4.10 Sialon kepapikd epyaheia e H uywnAn avtoxn oe améToueg BEPUOKPATIOKES
KkotTrg (Mnyn: aANGYEC

https://www.sialon.com/product/sialon- i . i

ceramic-cutting-tools/) e H pérpia avroxn otn ¢Bopd

e H avroxr otnv oeidwon

H avtoxn oTig ammdéTtoues BepuoKpaoIakéS alNayég KaBwg kal n avioxh oe Bpauon
KaBioTouv Ta Sialon kepapiké UAIKG KaTAAANAQ yia UAIKG KOTITIKWV epyaAgiwv. Eival pia
TTOAU €AKUOTIKA AUOnN KOTITIKWY gpyaAciwv Adyo Tou XapnAou kooToug Toug. ETriong
TTPOCPEPOUV aUENUEVO puBPO agaipeong UAIKOU Tou KatepyalOuevou Tepaxiou Kai
MeyaAuTePN Bidpkela (WG TOu KOTITIKOU O¢ aoxéon ME Ta ouppaTiké epyaAgia KOTAG. Ta
Sialon kepapik& epyaAeia KOTTAG €XOUV QVTIKATAOTHOElI 0€ PeYAAo BaBud Ta TOIPEVTOELION
EPYAAEIQ KOTTAG KUPIWG KATA TNV KATEPYQTIa UTTEPKPAUATWY PE BAoN TO VIKEAID /45/.

€ ouykpion e Ta Tolpevroeidn kapBidia, Ta KEPAPIKA gpyaAgia KOTING XapakTnpiovtal
atmd 1oxupoTEPN avtoxy otn didyxuon Kal TNV o&edwTiKA @Bopd, evw dlabETouv
MEYOAUTEPN OKANPOTNTA KaI avriotaon oTn diaBpwon oe TrepIBAANOVTa PE UWNAEG
Bepuokpaacieg. ETITTAéov €xouv Tn duvaToTnTa dIATAPNONG TNG KAANG IKAVOTNTAG KOTTAG
OKOMa Kal o€ Bepuokpaacie dvw Twv 1200 °C, Ye aTTOTEAEOUA TNV ETTITUXNUEVN EQAPUOYN
TOUug oTnVv KO Twv Super-Alloys (uttepkpapdTwy) pe BAon 10 VIKEAIO. Ta TTIo ouxvda
XPNOIUOTTOIOUMEVA KEPAMIKA UAIK& TTOU XPNOIKWOTTOIoUVTAl VIO TNV KOTAOKEUR €PYAAgiwv
KOTTAG €ival Ta KepauIka pe Bdon 1o aAouyivio, To vITPIdIO Tou TTupITiou Kail Ta Sialon based
Kepapikd. Ta Sialon KepAUIKA epyaAEia KOTIAG TTAPOUCIAlouV €EQIPETIKY atrddoon oTnv
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KOTTA XUTOOI0MPOU Kal XAAUBA, PE ETTITTAEOV TTAEOVEKTNUA £VAVTI TWV KEPAMIKWY UE BAon
TO aAoupivio, a@ou diaBETouv augnuévn adpAaveia aTnV ETTAPR TOUG UE TO GidNPEO KATA TN
OIdpKeIa KOTTAG TOU CI8MPOU UE UWNAR TaxUuTnTa KOTTAG /28/.

ZT1ov Tivaka 4.48 mmapoucidlovtal eVOEIKTIKES TIMEG TNG TaXUTNTAG KOTTAG KAl N CUCXETION
TOUG ME TOV puBUOG a@aipeong UAIKOU Katd To @paifdpicua Tou Kpduartog Inconel 718
XPNoIYoTToIwvVTag Sialon Kepauiko gpyaleio KOTTAG. AloTmioTwlnke Aoittév, 6T 0 pubPog
agaipeong UAIKoU augavetal ue Ty auénon tng TaxuTnTa KOTTAG.

Zroixeia ouvleong Tepayiov (wt%)

Cr Co W Mo Ta Nb Al Ti Zr

1.5- 12.5- 3.8- 3.8- <02 0.6- 2.0- 3.5- 0.025-

16.6 13.5 4.2 4.2 ' 1.0 2.4 3.9 0.05

Si Fe Mn N C S P B Ni
0.02- 0.06-

<0.2 <0.5 <0.15 | <0.005 0.015 0.015 Balance
0.05 0.15

Mivakag 4.47 Xnuikr) 0vBean Tepayiou Inconel 718 (Mnyn: Analysis of cutting responses of Sialon ceramic
tools in high-speed milling of FGH96 superalloys, Weiwei Ming, Xianghui Huang, Min Ji, Jinyang Xu, Fan Zou,
Ming Chen, 2021)

TaxoTnTa KOTTAg PuBuoég agaipeong
(m/min) UAIKOU (mm/rev)
1 225 0.02
2 255 0.06
3 285 0.08

Mivakag 4.48 Xnuikr) £0vBeon Tepayiou Inconel 718 (Mnyn: Analysis of cutting responses of Sialon ceramic
tools in high-speed milling of FGH96 superalloys, Weiwei Ming, Xianghui Huang, Min Ji, Jinyang Xu, Fan Zou,
Ming Chen, 2021)

4.6.2 Toipeviocldég KapRidlo

Ta To1evTOEIdA KapRidia KaTéxouv onuavTiké poAo oTn Blounxavia, o€ KATeEpyaaieg OTTwG
n kotm, n didtpnon kal n Acgiavon. Ta TolpevToeid KapRidia avTITTPoowITTEUOUY Wia
KaTnyopia cUvOeTwy UAIKWY, atroteAoluevn amd €va okAnpd kal avBekTikd aTtn @Bopd
kapRidio (WC, TiC), kai katrolo 0AKIgo ouvdeTikd UAIKSG (Co, Ni, kai/fy Fe), woTe TeAIKE TO
UANKO va KaTéxel éva povadikd ouvduaopud okAnpotTnTag kKol avlekTikétntag. lMNa va
uttapéel  peyaAltepn Oidpkelad CwNG Twv  epyaAEiwv aTmd  TOINEVTOEIDEG  Kapfidio,
ammaITouvTal UYPnAOTEPES TIMEG OKANPEOTNTAG KAl avToxNAG. AuTo gival duvatd va eTTITEUXOEi
MéOW TNG MEIWONG TOU OPXIKOU HEYEBOUG TWV CcwaTIdiwv Tou Kapfidiou, A Kal ME
QVTIKATAOTAON TwV OUVOETIKWV UNIKWV (T1.X. avTikatadotaocn WC pe NbC kai Co pe Ni).

Ta TolyevToeldr) kapBidia TTou YXPENOIYOTToIoUVTAl KUPIWG OTn Biounxavia cival autd pe
Bdaon 1o BoA@pdpio, kai ammoteAolv TTepiTTou TO0 70% Twv gpyaAgiwv KOTHG. QOTOC0 TO
2015, 10 BOAQ@PAUIO KATESTN ATTO TNV EUPWTTOIKN £vwon wg €va UWNANG OIKOVOMIKAG
onpagciag kalr uywnAou OXETIKOU KIVOUVOU £QodIacoU UAIKG, €101 TO KOOTOG TOU QUENONKE
oTa0epd, pe atroTéAeopa va KaTataxBei atnv éydon Béon oTnv AioTa e TIg 15 TTI0 KpioIuES
TTPWTEG UAEG /30/.

O1 dUo Kuplol TTapdayovTteg TTou eTnpedlouv Tn didpKela (WG TOU KOTITIKOU €pyaAgiou pe
Baon 10 BoA@pdauio katd Tn dladIKaoia KOTMAG €ival n Beppokpacia KOTTAG Kal XNUIKA
avTidpaon PETALU TOU TEUAYXIOU KAl TOU KOTITIKOU epyaleiou. ‘Exel TaparnpnBei katd tnv
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KOTTH TEPAYiou atrd TOIUEVTOEIOEG KapPidio pe Baon 1o BoA@pdpio, 0TI o€ BEPUOKPATIES
1000 ° C kai dvw, PEIVETAI N OKANPOTATA KAl N avTOXN TOU KOTITIKOU 08nNywvTag T0 O€
@Bopd. Evw, n xnuikn @Bopd oTnv aKPA TOU KOTITIKOU TTOPATNPEITAI KUPIWG KATA TN
OIdpKeIa KOTTAG TEaYiwv XaAuBa kal xutooidrjpou /30/.

AvrtioToixa, To KapBidio pe Bacn 1o VIOLIO BIABETEI KAl AUTO KAAEG PUNXAVIKEG KOl QUOIKEG
1I016TNTEG, OTTWG UWNAR OKANPSTNTA, UWPNAS onpEio TAENG Kal XAUNAr TTUKVOTNTA. H XauNnAn
TTUKvOTNTa KaBI0Td TO NbC €AKUOTIKO aTrd ATTOWn KOGTOUG, agoU yia va eTTITEUXOEi 0 id1o
Oykog/oxApa évBeTou pe autd pe Baon 10 BoAepduio WC, xpeidletal pévo 10 APICU
TTEPITTOU TNG OUVOAIKAG pacag NbC oe ouykpion pye to WC. EmimrAéov 1o NbC diaBértel
KAAUTEPEG 1010TNTEG, O OUVONKES uWnAwv Bepuokpaciwyv. Alatnpei dnAadn TN okAnpoTNTA
Tou, aAAG OI06€TEl KAl onUavTIKA XaunAoTtepn OIOAUTOTNTA O TePdXIa OI0rPOU Kal
KPANATWY Tou 0t uywnAég Bepuokpacieg /31/. Katd Tn dOKIU KOTTAG HME TOIMEVTOEIDEG
KapRidio xpnoiyotroiNdnke Tepdaxio amd kpdua 718 (Alloy 718). Ztov Trivaka 4.49
TTAPOUCIACoVTAl TO CUCTATIKA TOU KPAUATOG.

Ni Cr Fe Nb Mo Ti Al Co C
% % % % % % % % %
53.9 18.0 Balance 5.2 2.9 1.0 0.5 0.2 0.02
Mn S P Si Y Cu B \%
% % % % % % % %
0.7 <0.0003 0.01 0.7 0.02 0.04 0.004 0.03

Mivakag 4.49 Xnuikp olotaon Tepayiou amd kpdua 718 (Mnyn: Investigations on the Influence of the
Cemented Carbide Grade on the Surface Integrity when End Milling DA 718, T. Bergsa, M. Hardta*, D.
Schraknepper, 2020)

2Tn ouvéxela TrapouaidfovTal ol BEATIOTEG CUVORKEG KOTING TOUuG Kpduatog 718 atrd éva
TOIMEVTOEIDEG KapRidio.

PuBuoég agaipeong
(m/min) UAIkoU (mm/min)
800 713 1

Mivakag 4.50 TlpoTteivoueveg TTOPAUETPOI KOTTAG Kpduatog 718 amd Toiyevroeldég kapPidio  (Mnyn:

Tax0TnTa KOTIAG Ba@og Kot (mm)

Investigations on the Influence of the Cemented Carbide Grade on the Surface Integrity when End Milling DA
718, T. Bergsa, M. Hardta*, D. Schraknepper, 2020)

2T0 ETTOPEVO TTEIPANA TTPAYUATOTTIOINONKE KATEPYATia O TEUAXIO ATTO YKPI XUTOOIdNPO JE
diaotaoelg 150 x 150 mm x 50 mm. lNa TNV KOTI Tou Tepaxiou XpnoIUOTTOINONKav OTTwG
KAl TTPONYOUHEVWG, TETPAYWVA £VOETA KOTTNG KATAOKEUAOMEVA aTTO TOIUEVTOEION KapRidia
(Ta TTepIoadTEPQ TOIMEVTOEION KapRidia atroTeAouvTal KUPIwWG atrd BoAQPAuIo Kal KOBAATIO
Kal €ouv uwnAr] TTukvoTnTa) /29/.

XnuIKA Zroixeia ouvleong Tepaxiou (wt%)

ouvleon C Si Mn Ph S Fe

et 3.4 3.0 1.2 1.2 0.15 | Balance
KATEPYATiag

Mivakag 4.51 Xnuikr) ouoTaon Tepayiou katepyaaiag amd ykpl xutoaidnpo (Mnyn: Microstructure, mechanical
and machining properties of LPS and SPS NbCcemented carbides for face-milling of grey cast iron, R.M.
Genga, L.A. Cornish, M. Woydt, A. Janse van Vuuren, C. Polese, 2018)
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. . PuBuog , .
Taxl"(:]?;r:i':))"ng apaipeong _uAlKo(J Bae?:] ::;ng
(mm/min)
1 100 40 1
2 200 80 1
3 200 80 0,5
4 300 120 0,5
5 300 120 0,5

Mivakag 4.52 TMapd@uetpol KOTIAG TEPAXiOU KaTepyaaiag amd yKpl XUToaidnpo atmd TolhevToeldég KapRidio
(Mnyn: Microstructure, mechanical and machining properties of LPS and SPS NbCcemented carbides for
face-milling of grey cast iron, R.M. Genga, L.A. Cornish, M. Woydt, A. Janse van Vuuren, C. Polese, 2018)

4.6.3 Kepauiké EpyaAeio Kotrrig

Ta KepaAPIKA  epyaAcia  KOTMG  XpNnoldoTrolouvIal
EUPEWG VYIa TNV KOTT OKANPWV WG TTPOG TR MNXaviA
UAIKWV, av Kal TTapdAa autd ol €QOPUOYEG TwV
KEPAMIKWYV EPYAAEIWV KOTTAG €ival TTEPIOPICHEVEG AOYW
TOU OTI UTTAPXOUV TTEPIOPIOHUOI OTOV OXEDIACUO TOUG
Kal oTnVv TTapaywyn Toug /32/. Eival katdAAnAa yia 1o
ppaidpiopa EapTNUATWY KIVNTAPA, OTTWGS TA CWHATA
Twv BaABidwyv, To TePIBANUA Tou KIBWTIOU TAXUTATWYV
Kal Tou oTpo@aho@dpou déova.

sXAua 4.11 Epyaheia komig PCD (Mnyd: O1 OKAnpuopévol XAAUBEC €xOuv E€QAPUOOTEl O€
https://www.materialstoday.com/hardmeta 6Id(p0p0 Tedia mg IJI’]XGVIKI"]Q )\(')YUL) Mg UllJl‘])\r']C
!s-and-ceramic?/news‘/t?eramic-insert- (]VTOXY']Q me UUJnAfIQ O'K)\r]p(')Tr]ng Kal g KG)\ﬁ
improves-cast-iron-milling/) ’

avToxng Toug oTn @Bopd. MapdAa autd, BewpouvTal
duokoAa TTpog KaTepyaoia UAIK&G o€ OUYKPIoN PE TOUG atTAoug XAAuBeg, Adyw Tou OTI n
uwnAn okANEOTNTA aUTWV Twv Tepaxiwv dnuioupyei uwnAég duVANEIS KOTTAG KABWGS Kal
MEYAAN TPIBA pETAEU TOU TEPayiou Kal Tou gpyaAgiou KOTG. ETITTAEOV N xaunAf BepuIkn
AywyIOTATA TWV TEPOXIWY aTTd OKANPUCHEVOUG XAAUBEG, augdvel Tn BepUoKpaacia KOTINAG,
ME aTTOTEAETUA va dnuIoupyEiTal ueyaAn @Bopd Tou KOTITIKOU EPYOAEIOU PEXPI TOU OnuEiou
Bpalong Tou O€ OPICPEVEG TTEPITITWOEIG. Ta KEPAUIKA AOITTOV epyaAcia KOTG dlaBETouv
MOVABIKEG QUOIKEG KAl PNXAVIKEG 1010TNTEG, OKOPA KAl 0 TTOAU uynAég BePUOKPOATiEG.
Kdatroieg atmd autég TIg 1010TNTEG €ival N eEQIPeTIKG uwnA okAnpdTNTA, N uwnAnl avioxn
otnv @Bopd Kal N XauNAAR OXETIKG avTIOPACTIKOTNTA PE XAAUBEG OAAG Kal e GAAa UAIKA.
Q¢ ek TOUTOU TO KEPAMIKA €PyaAgia KOTIG MTTOpPOUV va XpnoldotroinBolv yia Tnv
KATEPYQoia UAIKWY, Ta oTToia €ival OUOKOAO va KATEPYAOTOUV e TTapadoaiokd epyaAcia
KOTTAG. AKOMQ, N BEATIOTN TaxUTNTA KOTIMG TWV KEPAPIKWY £PYaAgiwy gival Tpeig Ewg Oéka
QOPEG WeyaAlTepn atmd auth Twv CuVNBIoHEVWY TOIPEVTOEIOWY KaPRIBiwV epyaleiwy
KOTTAG, YEYOVOG TTou UTTOPEl va BeATIWOEl eEQIPETIKA TNV attdédoon TNG KaTepyaaoiag /32/.
Katd Tov €AeyX0 KOTING YE KEPAUIKO EPYAAEIO KOTTNG XPNOIUOTTOINONKE TEPAXIO aTTo Kpdua
718 (Alloy 718). Ztov Tivaka 4.53 @aivovTal ol BEATIOTEG CUVONKES KOTTAG TOU KPANOTOG
718 a1rd KEPAMIKG EPYAAEIO KOTTAG.
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TaxuTnTa KOTTAg PuBuog agaipeong

(m/min) UAIKoU (mm/min) BaBog kot (mm)

40 153 0.75

Mivakag 4.53 MNapduetpol KOTMG KpapaTtog 718 amd kepapikd epyaAeio kotAg (Mnyn: Cutting performance of

solid ceramic end milling tools in machininghardened AISI H13 steel, Bing Wang, Zhangiang Liu, China, 2016)

4.6.4

MoAukpuaTaAAiké Aiapavt (PCD)

To ToAuKpuoTaAAIKS OlaudvTti (PCD) cival éva eEQIPETIKA AVOEKTIKO UAIKO, TO OTTOio
atroteAeital atrd KPUOTAANOUG BIAPAVTILWY XWPIG CUCTNUATIKG TTPpocavaTtoAIouo. Eival
OUVOETIKO UAIKO Kal Trapdyetal péow Tng O1adIKagiag TTUPOCUCCWUATWONSG UWNAAS
Beppokpaciag Kal Tieong. Kard mn didpkeia autng NG d1adikaoiag ol KevEG BE0EIG HETALU
TWV KOKKwv PCD vyepiCouv pe kpdua kofaAtiou /40/. Zta kKupidtepa O@EAN TOU
TTOAUKPUOTAAAIKOU diapavTioU wg epyaleio KOTTAG TTepIAauBdavovTai:

n PeyaAutepn didpkela Cwng Twv PCD oe oxéon pe Ta KapPidosidn epyaleia
KOTNG. Ta epyalegia kapPidiou Asitoupyouv POvo yia Aiyeg pépeg 1 €BOOPABES
avaloya pe Ta emiTeda TTapaywyng, o€ avriBeon pe 1a epyaieia PCD Tta otroia
éxouv oxedlaoTel yia va Asitoupyouv yia prveg. Autd kaBiotd Ta egpyaieia PCD
€EQIPETIKA ETTIAOYA YIA EYKATACTACEIG UE UWPNAR TTAPAYWYIKOTNTA.

n a1rdédoan uwnAnig TaxutnTag. Ta epyaleia PCD ptTopouv va AEIToupyHoouv €wg
Kal O€ka QOpPES TTIO ypryopa atrd Ta epyalcia kapPidiou atn péyioTn atmdédoon Kal
ATTOTEAECPATIKOTNTA.

Ol auaTnPOTEPEG avoxEGS. Ta epyaAeia PCD eival o akpifr] kai diatneolv TNV aKun
TOUG AIXKNPN TTOAU TTEPIOOOTEPO AKOUA Kal atrd Ta XAAUBdIva gpyaleia uwnAng
Taxutntag (HSS).

n euelhigia. Z1o TTapeABov, Ta epyaieia PCD Bewpouvtav éva eEEIBIKEUPEVO UAIKO
AGyw Tou OTI pPTITOpOUCAV VA XPNOIMOTTOINBOUV WG £pyaAgia KOTING o€ dia TTOAU
MIKPN YKAPA UANIKWV Twv Katepyalopevwy Tepaxiwv. Qotdéoo n 1mpdodog OTIg
O1adIKACiEG KAl OTA UNIKA TTOPAYWYNG ETTETPEWE TN XPHON TWV EPYOAEIWV KOTING
PCD o€ TTOAEG eQaplOYEG aKOUA KAl OTNV KOTT) GAOUIVIOU.

n €gapeTik TTOIOTNTA emQaveiag. Ta epyaleia PCD 1poo@épouv uywnAng
TTOI0TNTAG QIVIPIOPA ETTIPAVEIAG XWPIG va atraiTeital deUTePO TTEPacua /40/.

Ta kpduarta TiITaviou gival SUTKOAO
va  KATEPYAOTOUV  AOYyw  TNng
XaUNANG  BeppIkAg  aywyipdtnTag
kal TG UYnAig  XNMIKAG
avTIdPACTIKOTATAG. H uwnAn
Bepuokpacia  TTOU  avaTTTUCCETAI
Katd Tnv KATEPYOOia auTwv Twv
UANIKWV au&dvel Katd TIOAU  Tn
@Bopd TOU epyaAciou. Adyw TNng
€CAIPETIKAG OKANPOTNTAG KAl TNG
eCAIPETIKAG BEPUIKNG AyWYINOTNTAG,
TO TTOAUKPUOTOAAIKG Slapdvti gival

XA 4.12 Epyoleia KoTtAg PCD (Nnyny: TO I0aVIKGO UANIKG yia TNV KOTIA
https://www.triumphtool.com/metal-working-tools-blog/the- KpaudaTwy Titaviou. H okAnpdtnTa
advantages-of-polycrystalline-diamond-pcd-tools/) TwV PCD KOTITIKWV EpYG)\Ein cival

OUO @Oopéc peyaAuTepn atmd T
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OKANPOTNTa TOU TTOAUKPUOTAAAIKOU KuBikou Bopiovitpidiou (PCBN), kdTl 1O OTT0i0
e€aoc@aAilel Tnv uwnAn avtoxn otn @OopG TOU KOTITIKOU £pyaAgiou.

EmmAéov n Beppik aywyluotnTd TOU €ival TTEVTE QOPEG PEYOAUTEPN ATTO AUTHV TWV
KapPidiwv BoAgpapiou yia autd Kal Ta KOTITIKA epyaAcia ammd TTOAUKPUGTAAAIKG UAIKA,
kadioTavral Ta 10avVIKOTEPA €PYAAEia yia Tnv KaTepyaoia Twv KPAaudTwyv TITaviou. ZTovV
TTivaka 4.50 mmapouaidfovTal ol 1I8aVIKEG OUVOAKESG KOTTAG yia Tnv KoTTAg TiBAI4V atré PCD
133.

PuBuog agaipeong uAikou
(mm/rev)
160 0.15 0.2

Mivakag 4.54 Mapauerpol kotAg TiBAI4V atmd PCD (MnyR: Wear mechanisms and performance of abrasively

TaxutnTta KOoTrAg (mM/min) BdBog koT1riig (mm)

groundpolycrystalline diamond tools of different diamond grains inmachining titanium alloy, Guangxian Li,
Shuang Yi, Shoujin Sun, Songlin Din, 2017)

4.6.5 T[loAukpuoTaAAikéd KuBikd BoploviTpidio (pcBN)

To pcBN ¢€ival To deuTtepo O OKANPO UAIKO OTOV KOGHO KOl XPMNOIUOTIOIEITAl EUPEWG VIO
Agiavon xdAuBa. KpuoTtaAlol BopioviTpidiou oI OTToiol CUVTAKOVTAI, KAl OTn CUVEXEIX
ouvouadovtal pe KATToIa CUVOETIKA UAIKG UTTd ouveOnkeg uWnAAg TTieong Kal Beppokpaciag
onuioupyolv Ta KOTTIKG epyaAcia atmd TTOAUKPUOTAAAIKO KuBIkKG BoploviTpidio. Ooov
apopd TNV avroxn oc BepudtnTa 10 PcBN eival xnuIKG otabepd atoug 1300°C, oc
ouykpion Me To dlapdvTl OoTo OTToio n ofeidwan Eekivael yUpw Toug 700°C. EmimrAéov
TTapouciadel  €CaIPETIKEG 1010TNTEG  KABWG  XPNOIMOTIOIEITAl  yIa TNV KATEPYOOia
KATeEPYafOUEVWVY TEPAXiWV aTTO XUTOOIONPO, avOEKTIKWY OTn BepudTNTA KPAPATWY Kal
oidipou pe uwnAi okAnpotnta (HRC 45 kai davw). Mia akdpa 1816TNTA TwV KOTITIKWV
epyaAciwv atmd pcBN eivar 611 diaBétouv XapnAd ouvteAeoT) TPIBAC  yia auTd Kal
XpnolyoTroleiTal o€ €appoyég Agiavong. Av kal Adyw TwV aKpPaiwv ocuvinkwv
TTAPAOKEUNG (UYWNAEG BepUOKPATieg Kal TTIECEIG) TETOIWV EPYAAEIWY KOTTAG, TO KOOTOG
TTapaywyng Toug €ival apketd uywnAod, TrpoTiyaTal ammd TG Blopnyavieg AOyw Twv TTOAU
KAAWYV IBIOTATWY ToU.

OT11wg €xe1 AN avaeepbei n KaTEpyaoia Twv KPAUATWY TITaviou €ival IBIAITEPA ATTAITATIKA
KOl TO KOTITIKG €PYOAEia TTOU MTTOPOUV va  avtatre¢EABouv  gival autd TTou  gival
KOTOOKEUQOMEVA OTTO  TTOAUKPUOTAAAIKO  Blapdvtl 1 atmd  TTOAUKPUOTOAAIKG  KUBIKO
BopioviTpidio (pcBN). Ztov Trivaka 4.51 1Tapoucialovtal ol TTaPAUETPOI KOTTAG TToU Eival
KatdAAnAol yia Tnv Kot KpduaTog TiTaviou atmd pcBN /34/.

Tax0TnTa KOTNG PuBuég agaipeong . :
(m/min) UAIkoU (mm/rev) BaBog kot (mm)
300 0.10 0.3

Mivakag 4.55 Mapduerpor kot kKpduarog Titaviou amd pcBN (MnyA: Performance and wear mechanisms of
PCD and pcBN cutting tools during machining titanium alloy Ti6Al4V, Rebecka Lindvall, Filip Lenrick, Henrik
Persson, Rachid M’'Saoub, iJan-Eric Stahl, Volodymy rBushlya, 2020)

46.6 PVD

H emiotpwon PVD (physical vapor deposition), €1Tiong yVwoTA KAl WG ETTIOTPWON AETTTAG
MeEMBPAVNG, ava@épeTal G MIA TTOIKIANIG TEXVIKWY evaTTOBeonG evog oTepeol UAIKOU TO
otroio e&atpiCetal o€ TEPIBAAAOV KEVOU KAl OTN CUVEXEIQ €VATTOTIOETOI WG ETTIOTPWON
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KaBapouU UAIKOU 1] KpAUAToG TTAvw o€ éva dIagopeTIKG UAIKO. H emikdAuywn autr) dev givai
éva ammAd PETOAAIKO OTPWHA OTNV ETTIPAVEIR VOGS UAIKOU, aAAd gival ouvBEeTIKG ouvrBwg
UAIKA Ta oTToia evaTtroTiBevTal ATopo ava ATouo oTnyv €m@AVEIR ToU UAIKOU. To €TTIQAVEIaKS
auTtd OTPWHA BEATIWVEI CNUAVTIKA TNV avToxn Kail Th AsiToupyia evdg UAIKOU.

MNa Vv €mAoyn Twv TTAPAUETPWY KOTTAG yia @paifdpioua xaAuBa MDN 250 otnv ¢@don
TNG ATTOTTEPATWONG XPnoIhotroiRdnkav Ta emkaAuppéva PVD kapBidia AICrN kar AITIN
(Seco Tool India). Ta emkaAuppéva epyaieia o€ ouvOuUaOoUO PE WUEN KaTd Tnv SIAPKEIQ
KATEPYOOiag HTTOpoUV va XPNolJoTroinBolv yia KaTepyaoie¢ uywnAng Ttaxutnrag. Ta
eMKOAUPPEVO EvBeTa D1aBETouV UWNAOTEPN dIdpkela CWAG atmd Ta PN ETTIKOAUMPEVA
KaBwg TTpoo@épouv KAAUTEPN TToIOTNTA ETTIPAVEIAE OTO TEPAXIO PETA OTTd KaTEpyaoia
givipiopatog. Kal yia 1a 800 gpyalcia KOTTAG XPNOIKOTTOINONKAaV ol idIEG TTaPANETPOI
KOTTAG /36/.

Ni Co Al Mo Mn Ti Si C Fe
18.5 8.5 4.17 4.8 0.05 0.4 0.05 0.01 | Balance
Mivakag 4.56 XnuikA ouotaon Tepaxiou xaAupa MDN 250 (MnyR: Investigation on the performance of AICrN

and AITIN coated cemented carbide inserts during end milling of maraging steel under dry, wet and cryogenic
environments, Vinay Varghese, Akhil K., M. R. Ramesh, D. Chakradhar, 2019)

Tayxurnta Kotrijg (rpm)

PuBuoég agaipeong
UAIKOU (mm/min)

Ba6og ko1riig (mm)

270 58 0.3
350 58 0.3
540 58 0.3

Mivakag 4.57 MNapduetpol KoTAG atTo Tepayiou xadAupa MDN 250 amd emkaAluppéva kapBidia AICrN kar AITIN
(MnynR: Investigation on the performance of AICrN and AITiIN coated cemented carbide inserts during end
milling of maraging steel under dry, wet and cryogenic environments, Vinay Varghese, Akhil K., M. R.
Ramesh, D. Chakradhar, 2019)

Ta ammoteAéopata Twv dOKIYWYV yIa auTd Ta dedopéva £deigav 0TI n etrioTpwan AICKN €xel
KaAUTEPN avTox oTn ¢Bopd Kal KAAUTEPN PNXAVIKI KATEPYAOIUOTNTA o€ OUYKpPIoN UE ThV
emkaAuyn AITIN. EmmmAéov 0TTwg eival Tpo@avég 600 aufdveral N TaxUTnTa KOTTHG TO0O0
pelwveTal n didpkeia LwAG Tou epyaleiou /36/.

4.6.7 High-Speed Steel (HSS)

O1 x@AuBeg uwnAnG TaxuTnTag €ival pia eEEIBIKEUPEVN
Katnyopia xaAUBdIVwWY epyaAgiwv KOTHG, Ta oTroia
dlakpivovTal yia TNV IKavoTNTa TOug va KOBOUV UAIKG
oc uynAég Taxutnteg. Ma TTEPICOOTEPO ATTO €vav
aiwva ol XadAuBeg uywnAig Taxutntag (HSS)
XPNOIUOTIOIOUVTAV EUPEWG OTNV TTOPAYWYI] KOTTTIKWV
epyoaAgiwv. To KUpIo TTAEOVEKTAUA TOUG €ival N uwnAf
TOUG avToX] 0€ OUYKPION ME TA KEPAMIKA epyaAcia
KOTTAG A Ta ToluevToeldr KapRidia. QoTéoo 1O TTOAU
Txfua 4.13 XaAupag ugnArc Taxuttag - ONMUOVTIKO  PEIOVEKTNUA  TOUG  €ival N XaunAn
M8(Inyn: https:/iwww.nuclear- - gkAnpdTNTa Kal €TTOPEVWS N avioxn otnv @Bopd
power.com/nuclear-engineering/metals- , . . . .

10iwg 0 UWNAEG Beppokpaaieg. Méxpl oruepa o o

what-are-metals/steels-properties-of-
steels/hiah-speed-steel-hss/) ATTOTEAECUATIKOG TPOTTOG BeATiwong ™G
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OKANPOTNTAG TWV XOAUBWY UWnAAG Taxutntag eival n evamoéBeon emMKOAUWEWY OTNV
eEM@AaveId Toug. ATTO TNV AGAAN HEPId, TTPAYMOTOTTOIOUVTAI CUVEXWG £PEUVES yia Tn
BeATioTOTTOINON TNG MIKPOBOUNARG Twv HSS, KA&TI TO OTT0I0 UTTOPET VO 0dNYrOEl O€ OCNUAVTIKA
augnuévn avtoxn otn @Bopd, dpa Kal ueyaAutepn didpkeia CwnhG Tou KOTITIKOU. AuTd Ta
EPYOALIO KOTTAG XPNOIUOTIOIOUVTAI EKTEVWIG OTNV KATAOKEUR EPYOAEIWV KOTTAG TA oTToia
XPNOIYOTIOIOUVTalI Of e€pyacThApla Kal Biopnxavieg. O HSS ecival ouvBeta o1dnpouxa
KpduaTta Ta oTToia Trepiéxouv AvBpaka, xpwHio, Pavadio kal poAuBdaivio r} BoAppdauio. Ta
oToIXEia  Kpaudtwong €ioc@yovTal o¢ KoBoplopéveg TTO00TNTEG OTOXEUOVTAG OTN
duvatotnTa Aeimroupyiag Toug oTnv uwnAdtepn Bepuokpacia, dpa kKal oTnv PEYIOTN
TaXUTNTA. ZNUAVTIKO OTOIXEIO yia TNV a1rdédoon Twv XaAUBwWV uwnAAg TaxuTnTag cival 1o
HEyeBOG TNG OKANPATNTAG YETA TN dladikaacia BeppIKAG eTTeEEpyaaiag /41/.

MNa TTapddelyuad, o o EUPEWGS XPNOIMOTTOIOUPEVOGS XAAUBAG UWNAAG TaxUTNTAG gival o M2.
O1 xdAuBeg upnAAg TaxutnTag poAuBdaiviou xapaktnpifovral wg XaAuBeg Tng opddag M
oUpewva Pe 1o guoTnua Tagivounong AlSI. To M2 HSS atroTteAcital 0TO ECWTEPIKO TNG
MIKPOBOWNG TOUu atmd MIKPA Kal OoPoIdUop@a KaTavepnuéva kapPidla, Ta oTroia Tou
TTpoadidouv uwnAr avioxy otn @Bopd. O1 ToodTNTEG O AvOpaka Kal OToIxEia
KPANATWONG €ival o€ KOBOPIOPEVEG TTOOOTNTEG WOTE va TTAPEXOUV OTO XAAUBA uwnAn
avtoxfy o€ uWnAég Beppokpacieg aANG Kal ATTOTEAECUATIKA Xprion o€ BIOPNXAVIKEG
epapuoyég /41/. Ztov mivaka 4.54 TTapoucialeTal n TUTTIKN XNMIKA ouoTtaon Tou XaAuBa
uynAng Taxutntag M2.

Fe C Cr Mo W V
Balance 0,01 0,4 0,05 0,06 0,02

Mivakag 4.58 Xnuik ouoTacn xdAuBa uwnAng Taxutntag M2 (Mnyn: https://www.nuclear-power.com/nuclear-

engineering/metals-what-are-metals/steels-properties-of-steels/high-speed-steel-hss/)
4.6.8 AvBpakouxog XdAuBag

O avBpakouxog xaAuBag cival éva kpaua o1dripou — AvBpaka To
oTToio TrEPIEXEl €WG Kal 2,1 wt.%. avBpaka. ZToug avBpakouxoug
XOAuBeg  dev  umtdpxel  KATola  EAAXIOTN  KaBopiopévn
TTEPIEKTIKOTNTA OTA OTOIXEIO KPAPATWONG, EVW CUXVA TTEPIEXOUV
payyavio. H pé€yiotn TTEPIEKTIKOTATA O€ Hayydvio, TTUPITIO Kal
XOAKO Ogv Trpétrel va gemmépva 10 1,65 wt.%, 0,6 wt.% kai 0,6
wt.%, avrtiotoixa. O1 avBpakouxol XAdAuBeg pTTOpOUV Vva
Tagivounbouv o€ TPEIG KATnyopieg e BAoN TNV TTEPIEKTIKOTNTA
ZxNMa 4.14 KoTrmiké epyaAgio . . . .
epailapiouatoc amé xéhupa TOUS OF dvBpaka, ot XAAuBeg xapnAoU dvBpaka, XAAuBeg
ugnAoU  avBpaka  (Mnyn:  Peoaiou avBpaka kal xaAuBeg uywnAou dvBpaka /43/.
https://www.indiamart.com/pr

oddetail/extra-long-end-mill-
cutters-8730837712.html)

MepiekTIKOTNTO O€ AvBpaKa
XdAuBeg xapnAou avlpaka <0,25
XdaAuBeg pecaiou avlpaka 0,25 -0,60
XdaAuBeg upnAol avepaka. 0,60 — 1,25
Mivakag 4.59 MepiekTIKOTNTO o€ avbpaka TWV avBpakouxwv XOAUBwV (Mnyn:

https://matmatch.com/learn/material/carbon-steel)
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XaAuBeg xaunAou avBpaka: O1 xaAupeg xapnAou avBpaka eival ol 1o diadedopévn
Hop@ry avBpakoUxwv XaAUBwyv. AlaBETouv TTEPIEKTIKOTNTA O AvOPAKA WIKPOTEPEN
atd 0,25 wt.% kai &ev Ptropolv va okAnpuvBouv pe BepUIKA eTTeEepyacia TTapd
MOvo pe wuxpn. AutoU Tou TUTTOU oI avBpakouyxol XAAuBeg eival oxeTIK& PaAakoi
Kal €XOuV XaunAr avtoxh.

XaAuBeg peoaiou avBpaka: O1 xAAUBeG Heoaiou AvBpaKka £XOUV TTEPIEKTIKOTNTA O€
avlpaka 0,25 - 0,60 wt.% TrepiekTikéTNTA O0€ payydavio 0,60 - 1,65 wt.%. Ol
HNXAVIKEG TOUG 1IB10TNTEG BEATILOVOVTAI HECW BEPUIKNG ETTECEPYATIOG, AANG Kal ME
TIPOCOAKES OTOIXEIWV KPANATWONG OTTWG XPWHIO, HOAUBDAiVIO Kal VIKEAIO.
XaAuBeg uwnAoU avBpaka: O1 XGAUBES UPNAAG TTEPIEKTIKOTNTAG GE AvBpaka EXouv
TTEPIEKTIKOTATA 0€ dvBpaka 0,60 - 1,25 wt.% kai TreplekTIKOTNTA o€ payydvio 0,30 -
0,90 wt.%. OiaBétouv TnVv uWnAOGTEPN OKANPOTNTA aTTG TOUG UTTOAOITTOUG
avlpaKkoUxoug XAAUBEC KaBWGS Kal Tn XaunAdtepn oAkiuétnTa. EmimmAfov eival
TTOAU avBekTIKoi aTn @Bopd. lMNa peyaAltepn oKANEOTNTA TTPOCTIOEVTAI OTOIXEIO
KPANATWOoNG 0TTwG XpwHIo, Bavddio, poAuBdaivio kal BoAgpdpuio /43/.

levikd 10 gpyoleia KOTNG atmd avBpakouxo XAAuBa cival @Bnva epyaleia KOTMHG Kal
XPNOIUOTTOIOUVTalI CUVABWYV YIO KATEPYATieG o€ XauNAEG TaxutnTeg. Adyw ToU OTI XAVOUv
N oKANPOTNTA TOUG Ot Beppokpacics avw Twv 250°C dev TTPOTIHOUVTAI OTIG GUYXPOVES
KATEPYOOIeG KOTIAG. ZUuviBwg xpPnoiJoTroloUvTal O€ KATEPYaOoieg @pailapicuaTog Kal
TOPVEUONG YIa UAIKG KATEPYACOUEVWY TEPAXiWY OTTWG €ival TO AAOUWIVIO, TO PMAYVACIO Kal O
opeixaAKog.
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5 EtriAoyog

21NV TTapouca SITTAWMATIKA £pyaadia £yIve apXIKA KATAYPAPr TwV KUPIOTEPWY KATNYOPIWY
TWV TEPaxiwv TTpog Katepyaoia. H kataypagr] mepIExel Baoikd oToixeia TnG dOUAG auTwv
TWV UANKWV. 2ZTn OUVEXEID TTAPOUCIACTNKAY Ta KUPIOTEPO KOTITIKA E€PyaAgia Trou
XPNOIUOTIOIOUVTAI YIO TNV KATEPYAOia autwv Twv Tepayiwv. Kataypdaenkav ol 1910TNTEG
TOUG KOl TEKUNPIWONKE N KATAAANASGTNTA TOUG YIO TN XPAON TOUG EVAVTI TWV CUYKEKPIPMEVWV
Tepaxiwv BACEl TWV XAPAKTAPIOTIKWY TouG. AKOAOUBWG TTEPIYPAPNKAY CUVOUACHOI auTwV
Baoel peTpocwV WOTE Va TTPOCOIOPIOTEI O BEATIOTOG GUVOUAGHOG TTAPANETPWY KOTTNG VIO
KABe ouvdUaOPO KOTITIKOU epyaAciou — Tepayiou. O1 KUpIEG TTAPAPETPOI KOTTAG TTOU
MEAETABNKAV Kal €QapuooTNKAV gival n TaxuTnTa KOTIAG, 0 puBuOg agaipeang UAIKOU Kal
T0 BdBo¢ komAG. MNa Tnv Tekunpiwon TG KATaAANASTNTAG Twv CUVOUACUWY KOTITIKOU
epyoaAeiou-Tepayiou, xpnolpoTroiOnkav dedouéva atrd TTPAYMATIKA TTEIPAUATO TO OTTOIa
avtAnbnkav amd Tn BiBAloypagia, kal ammd OedouEva ETAIPEIY TTAPAYWYNAS KOTITIKWV
epyaAciwy. Z16x0G¢ TNG 10AVIKAG €TTIAOYAS TOUu KaTAAANAouU KOTITIKOU e€pyaAciou TTou Ba
XpnoiyotroinBei oto avTioToIXO0 UAIKO TTpOg  Katepyacoia, e€ivalr apxikd n  BEATIOTN
ATTOTEAECUATIKOTNTA TOU KOTITIKOU €pyaAgiou. H atmroTeAeOuaTIKOTATA QUTH a@opd TOOO
OTO ApPTIO TEXVIKO OTTOTEAECHA, OCO OpWG KOl OTNV  OIKOVOMIKOTEPN  Auon,
ENAXIOTOTTOILVTAG TIG ACTOXiEG OTO KOTITIKO €PYAALIO KAl OTO UAIKO TTpog KaTepyaoia. O
OUVOUOOUOG TwV apIBUNTIKWY Oedouévwv aTTodEIkvUEl auTh TNV APIOTN CUOXETION OTN
O100IKACIa KATEPYATIAG TWV UAIKWV.
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