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IHepiinyn

H avénon tov avtayoviopod otnv oyopd €pyaciog, 0ONynoe oIV OovAyKN KOTACKELNG
UNYOVOAOYIKAOV KOTACKEVOV LYNANG TOOTNTAG, 68 AyOTEPO YpOvo pe avénuévn akpifela
dwotdoemv. H e£EMEN avt) cvvovdotnke kol pe v e£EMEN TV EPYOAEIOUNYOVOV UE
ynowkn kabodnynon (CNC), kabmdg Kol Tov avtioToly®v CLGTNUAT®OV GYESIGHOD Kol
Katepyooldv pe yprion vroroyioty (CAD/CAM).

Boowog mapdyovtag otnv avtopatomoinon g mopaywoyng eivar 1 Slacvvoecn ToV
ovotnudtov CAD/CAM pe ta kévipo katepyooidv ynelokng kabodynong (CNC), uéow
G KATAAANANG TVTTOTTOINUEVNC YADGo0G Tpoypappaticpod (APT/G-code).

H dadwcacio €xel cav apyikd 6Tadlo Tov oyedlooud Kot Tov Kobopioud TmvV KoTEPYUsLOY
péow evog cvotfiuatog CAD/CAM. Méow avtg g dadikaciog, opilovtal ot yemUETpieg
TOV TEUAYIOL KoL TOV KOTTIKOV, KaOMDC Kol 1 Topeiol Tov dlaypageL TO KOTTIKO, GE YADCOO,
npoypouuatiopod. H  yAdoco mpoypoppotiopod  uetagpaletor 6 KOOIKO, OV
avTihappdaveton 1 unyovy ynoewokng kabodnynong. H “petaylottion” npoyuatonoteitor and
KOTAAANAO AOYIGUIKO, TOV TPOGAPUOLEL TOV TEMKO KMOIKO GTA, TEYVIKA YOPOKTNPIGTIKG, TNG
gpyaletopnyavig, Tov ovopaletatl Tehkog Eneepyaotng (Post Processor).

O oxomog g epyaciog sivar M oyedloon kol Kotepyasio tepoyiov He Tn ypNomn Tov
Aoyopikod CATIA. 210 mpdTO KEQAANO TOPOLGLALOVTIOL YEVIKEG YVAOGCELS KOl OPYEG TV
EPYOLELOUNYOVAY, TOV KOTTIKOV KOl TOV GUVONKOV TOV KATEPYUOIOV. XTO OEDTEPO UEPOG
ToPoLGIAleETOL 0 TPOTOG GYEOAGHOD T®V KATEPYUoIOV ot0 mepPdiiov tov CATIA yia
TOAVOAEOVIKG KEVIPO KOTEPYACLOV KOL 1] OVAALCT TV ATOTEAECUATMOV TNG TPOCOUOIMGNG.
Y10 tpito kepolowo mopovolaletar to kévipo katepyociov DMG DMU 50 eco tov
gpyaoctnpiov Mikpokomnig & Kartaokevaotikrg [Ipocopoinong kot o1 Agttovpyieg tov. Xt0
TEAEVTOIO KEQPAANLO TOPOVGLALOVTOL TO, OTOTEAEGUATO TMOV KOTEPYUOIDY TOV OXEOIAGTIKAY

ue Baon ta Tponyodueva uép.






Abstract

Increased competition in the labor market has led to the need for mechanical construction of
high quality, efficiency and greater dimensional accuracy. This progress has been
accompanied by the rapid development of machine tools with digital guidance (CNC), and the
corresponding planning systems and machining simulations using a computer (CAD / CAM).

A key factor in the automation of production is the interface of CAD / CAM systems with the
Computer Numerical Control center (CNC), through the appropriate standard programming
language (APT / G-code).

The process commences with the design stage and settings of work applied to a system of
CAD / CAM. Through this process, the geometry of the workpiece the cutting, and the route
of the cutter using the programming language are defined. The programming language is
translated into a code that the CNC machine "understands”. The compilation is performed, by
a suitable software, which adjusts the final code in the technical data tool, called Post
Processor.

The aim of this work is the design and manufacture of a specific part/model using the CATIA
software. The first chapter introduces general knowledge, principles of machine tools and the
cutting conditions. The second part shows how to design manufacturing processes in the
environment of CATIA for multi-axis machining centers and analyzes the results from the
simulation. The third chapter presents the machining center DMG DMU 50 eco from
Micromachining& Manufacturing Modeling Lab. The last chapter presents and analyses the
final results of the manufacturing processes.
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1.1 Eicaywyn

Q¢ epyoretounyovég ovopdalovpe pnyovég otobepng B€ong pe eEmtepikn kivion, e TIG
omoieg yivetan emeepyacio Tepoyiov oTEPEOD VAIKOV, O EOA0 M| HETAAAO, LE OKOTO TN
onuovpyio  JPoOpwV  TPoidviev. Anuo@iléotepn  amd TOvG  opyoiovg  YpOVOLS
gpyaietopnyavn etvat o TOpvog, Kabdg kot o dpdmovo, n epéla, 1 TAAY K.4.

"Eyovv 010600l Ypapikéc OmOTUIMGELS TOL TAPLOTAVOLVY TEYVIKOVC 0T Mecomotapio Kot
mv apyoio Afyomto va yepilovror éva €idog TOpvov, OMAOON MG «UNYOVIG» TOV
MEPIOTPEPEL, HE TN WULIKN dvvaun tov Ponbov, to mpog emelepyacio AVIIKEIUEVO Kol O
YEPLOTNG VO EMEUPAIVEL GTI HLOPPT] TOL GVTIKEUEVOL Kol va, TO dtapopemvel. To Meoaiwva
YPTOUYLOTOLOVVTOL GUVEXDS KOTOIEG LOPPEG TOPVOL Yo S1APOPES KATAGKEVEG, OAAA KLPIWG
petd 1o 140 oudvo vITapPYOVY CLYKEKPIUEVES OTOTVRTMGELS KOl TEPLYPAPES, GLYVOTEPO. GTO
YEPUAVOPWVO YMDPO OO TOLG MPOAOYOTOL0VCE, Ol 0TTO101 KATASKEVUL AV AETTA GTEPOUOTO GE
Bidec. O Agovapvto via Biviol €xel oyedidost mpmTOTLOVG TOPVOLG YO TNV KATOCKELN
TOAEUIKADV UNYOVOVY, YOPIC Vo eival YvooTd av ovTéC ol epYOAElOUN(avEG NTAY ETLVONGELS
ToV 1010V KaBMS Kol 0V KATOUGKEVAGTNKAV TPAYLLOTIKA.

Ewodva 1: Aprwotepd: Topvog og yeppavikd pnyovovpyeio oto Téhn tov 1400 oidva,
Méon: Xyéow ywe Tépvovg Tov Agovapvro vto Bivror, Agia: Topvog I'eppavod
®POAOYOTOL0V 6T, TEAN TOL 150V dL®VA.

Méypt v Avayévvnon Qoivetol vo ETIKPATOVGE GTOLS TOPVOLE 1 TOAVOPOULKY Kivnon.
Opowg, xotd 10 1775, o 'Ayyloc John Wilkinson (1728-1808) katackevace éva opldvTio
opamavo yio v eneepyacio TV E0OTEPIKAOV eMPAvEL®Y TupoBoiwv. H kivnmpla dOvaun
™G UNYXOVNAG TOL €pYOTOV amd £va vdpoTpoyod. Eikoot ypévia apyodtepa, o Henry Maudslay
(1771-1831) dnuodpynoe éve PETOAMKO TOPVO UE OLTOSVVOUN TPOMONGCT TOV KOTTIKOD
gpyoieiov, evad otn ovvéyxela eEéMEe TOpvoug pe peTofarldpevn TayhTNTO TEPIGTPOPNG,
OAAG Kot Py ovEG TOL KATEPYALOVTOY CTEPMUATA Kot Ypovalla.

Y1 dekoetion Tov 1840 KATOCKELAGTNKE O TPMTOG AVTOUATOS TOPVOG (pePOAPEP), GTOV OO0
TO £PYUAELOPOPELD EXEL ETAV® TOV OAN T KOTTTIKE epyaieia. Me pia TEPIGTPOPT TOL POpEiov
épyetal o0 KATUAANAO gpyaieio o Oéom epyaciag ko eEotkovopeitor €161 oNUOVTIKOG

YPOVOG.
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Xpetdomkav va mepdoovy 100 ypdvia, yia vo pmovv ot PACELS Yia TV dnuovpyio pnyovaov
aplOuNTIKOD EAEYYOV UE TNV HOPPNH 7OV VIAPYOLV ONUEPH. X& 0VTO UEGOAAPNOE M
OALOTAONG avATTLEN GTNV NAEKTPOVIKY], KOOMG KAl 01 AVAYKES Yo TOYEIN TOpOywYN KATA TN
duapkewa Tov B’ Taykoouiov IToAépov.

To 1949,0 John Pearson and 1o Teyvoroykd Ivotitodto g Maocayovoétng (MIT) poli pe
TOUG GULVEPYATEC TOL OVEAUPOV TNV OMOGTOAN TNG OVATTLENG  OVTOUATOTOUEVOV
gpyorelopnyavov (NC). Zopeova pe avt tn pébodo, Pooikd otéleyog MTav €Vog
NAEKTPOVIKOG VTOAOYIGTNG, ME TOV 0molo TPoodoplov TIC OLOPOUEC TOL  KOMTLKOV
gpyoreion. Ot Kivioelg amodnKevovTay 6 dATPNTES KAPTEG KOl £MioNG TO cvoTNU O1EbeTe
HEGO avlyvoong autdv Tov Kopt®v. TEAog, amapoaitntn MoV 1 VTOPEN OGS KEVIPIKNG
povadag eAéyyov yo v kivinon tov oépPo, mOL KIVOLGAV TOLG KOyAleg kivnong twmv
UNYovav.

IEENEELIEN BN

]

BB R ENdAEE EERTN R BTN RN |
EECEIEIEE D isERARRRRLRN

] "BY ]

RN | I TiEENIREN: ARE

BEFR 3D B TESEREDEREAE i

w [ Y R BT (]

[} ENE ER R SR EAERENIEEEEREAERE [ 1]

[ ] BORERCERRE  ER BNENENREEEEEEREDER L]

] B:omcmERR aEra LI |

L} AEERER R R EE FEREENAN RN RN RN

Ewova 1.2: Avatpnreg Kapreg

Me Vv cvveyouevn eEEMEN TOV VTOAOYIOTAV EVOOUATOONKAV GTIS TOPUTAVED UNYOVES
Bvpec emkowvaviog (RS-232) 1 cvotiuate 166600 dESOUEVAOV, OTMG TANKTPOAOY1O0, TOVTIKL
Kol 006vn.

-

¢ .
\'\ - — f’l
\ 'éﬁ?} [’”ﬁg 4

Ewéva 1.3: Kohdowo vupadv emkovoviag RS-232
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H cvvepyooio tov punyovoupylkov katepyociov kobog kot 1 £EMEN Tov SuVOTOTHTOV TOV
apoypappdtov CAD odiyncav ot dnpovpyic. OAOKANPOUEVOV CLUGTNUATOV TOPAY®YNG.
Téton ocvotiuota Ponbdve omv mopaywmyn €vog mpoidviog amd TN COLAANYTN TOL, TO
oyxedoopd tov (CAD), kabdg Kot T PEATIOTOTOINGT| TOV, HECH TMV GUGTNUATOV OVATTUENG
(CAE). Télog, 0 TPpOypOUHOTICUOC TV KOTEPYOSIOV TPOYUOTOTOLEITOl GTO GLGTHLOTO
CAM, LopPavovtog vmoyn Tig TEXVOLOYIKEG TOPAUETPOVG TV KATEPYASIMOV.

H petatpomn tov cuyypovev unyovovpysiov ce guéMkto cvothuato mopaymyng (FMS)
apobmobétel ™V  TPOGONKN MAEKTPOVIKOD GYESIOGUOV TNG TOPAYOYNG, OUTOHOTEG
LETAPOPIKES SATAEELS, OMOBNKEVTIKOVG XDPOVG Kot PLopnyoviKong pOUTOTIKOVG Ppayiovec,
LE OTOTELEG A TV OTAOVGTELGT] TNG CUYYPOVNG TAPAYMDYNG.

Ewova 1.3-1.4 : Toyypove svéhkto cuetipoto wtopoyoyns (FMS)
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1.2 Epyaictounyavéc

H opun ypion tov epyorelopnyovov o@opd Ty  OTOUAKPLVOT VAIKODL 0md TO
Kkatepyalouevo tepdylo pe dnovpyio amofAntov. H amopdkpuvon tov vAtkov otnpileton
oTNV Kivnomn tov Komtikov 1 oty kiviion ¢ tpdnelag o 2 M meplocotepovg afoveg. Ot
a&oveg avtol ovopdalovtar a&oveg Kotepyasiog Kot yopaktnpilovv Tig SuvatoTNTEG Kivnong
LLOG UNYOVIC GTOV XMDPO, LLE OKOTO TNV TPOGEYYIoT] TOL AVTIKELEVOL. Mol pnyovi Umopel va
etvar 2,3,4,5 1 a&ovov.

e Mnyoavég 2 atovav

H xivnon tov komtikod otig unyovég 2 a&ovov teplopiletor otovg 2, kdfetoug peta&y Toug,
a&oveg (X,Z). Xe anutf TV Kotnyopio avijkovy ot Topvol ynoetaknig Kabodynong, ot TpEcoeg,
unyavég komng ue laser ko plasma, ot unyavég nAekTpodidfpmong Kot ot uyaveg SaTpnong

o Mnyoavég 2Y: atévav

Mia unyovn, otny omoio Kiveitat Tantdypova To Tpaméll 6Tovg 600 op1lovTiovg a&oves, aAAd
Oy Kot 6ToV KoTakOpueo dEova, Aéyeton punyovn 2 72 a&ovov.

o Mnyavéc 3 atoévov

Ot punyovéc tpdv aEOvov emTpémovy TNV Kivnorn kot otovg tpelg déoveg (X,Y,Z) tov
opBoydviov kopteslovod cLoTAHOTOG. TEToleg unyoveg etvar ot epELeg, ot unyoveg d1dTpnong
KOl Ol LETPIKEG LUNYOAVEGS.

o Mnyavéic 4,51 6 afovov

Avaioya Tig dvvoTdTNTEG TEPIOTPOPNG TOL TPOmelloh Kol TNG AKPNG TOL KOMTIKOV, Lo
unyovn pmopet va yapoktnpiotel og 4,5 1 6 a&ovav. Ot unyovég autég cuvnbwg enttpémovy
NV kivnom oT1ovg TPelg AEOVES TOV KOPTESLOVOD GLOTHHATOG cuvtetaypévav (X,Y,Z) kot
ocvvodevovtol amd 1,2 1| 3 mePIoTPOPIKEG KIVAGEIS O€ OVTOVG TOLG GEoves.  Mmyavég
1e000pov aEOvev givar ot epéles, kabmg Kol ol TOpvoL e TPOooONKN KePUANg PpELac, evd
névte aEGvov etvar povo ot ppélec.

Kabopiouodc aEdvav

O1 6&oveg ouvteTayUévoVY Kat 0 TpOTOg kKaBopiopov g BeTikng katevBuvong kivnong yia
gpyorelopnyaveég apluntikod ehéyyov meprypdpovtar oto ISO-841 tov 1974 ko ota
avtictoya €Bvikd mpotvma DIN, BS «dn. Opiletor de€100Tpogo KapTESIAVO GUOTNUO Y10l
ToVG KOpLovg a&ovec X, Y kau Z (Zyfua 1.5).

O ypayirxor aloves oG EPYOAEIOUNYOVAC ElVaL:
e oltxvpot X, Y, Z,
e o1 devtepevovieg U, V, W, mapdriniot pog Tig 01ev8OVeEelg X, y,Z avTicToty .
e ot fonOntkoi P, Q xat R, &yt avaykaio mapdAinlot tpog Tig 01evBOVOELS X,Y,Z.
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O aéoveg meprorpopiric cvpuPorilovtar pe A, B, ko C kot etvon eniong mapdAAniot mpog Tig

KOpleg kaptectovég devbuvoelc X,y,z. H Betikn kotevbuvon mepiotpoeng yio toug a&oveg
A,B, ka1 C tpocdiopileTon e ToV KOvOva, ToL deEI0GTPOPOV KOYAD KOITMVTOG TPOG T BETIKN
katevbvvon tov aovov X,Y,Z avtictoya, ynuoata 1.5-1.6.

+Z *Z

+Y
+C
l B8
AN — +Y =X
/,.. —- o - }*A
>>__»_c= 6\"“4
h“m‘____fg +X Y -7
Ewoéva 1.5:KaBopiopog xopiwv a&dvaov Ewéva 1.6:KaBopiopdc mepiotpo@ikadv

aovov

O &&ovag R (Reference = avagopd) cuyvd ypnotipomoteital avti tov Z yio vo ONAMGEL TO
eninedo (avapopdc) 6mov amocvpeTal To epyaieio epelag, OPATAVOL KOl GAADV CLVOE®V
EPYOAELOUNYAVAV HETA TV OAOKANPOOT U0 PAoNG KOTNG Kot TPV TNV EVapEN TNG EMOUEVNC
Kot Tévo amd TO 0moio TO EPpYOAEi0 Elvar SuvaTd Vo KIVEITOL LE YPIYOPT) TPOWGT).

O1 KOVOVEC TPOGAVATOMGHOD TOV KOPTEGIAVOD GUGTHILOTOS GE EPYUAEIOUNYOVEG EVOL OL
axolovbot :
INo tov aéova twv Z .

e Ye gpyoretounyavég epeCapiopatoc 1 didtpnong n ovuPaocn givor o Z dEovag va
elvorl TopdAANA0G LLE TNV ATPOKTO Kot 1 BTk KotevBuvon va, aviietolyel o€ avénon
NG amdeTAcTG TELOYIOL - EpyoirEiov.

e Tevikd o d&ovag Z eival KoTd PAKOG NG KOpLog atpdktov (awtng mov dtafétel v
péyrot 1oy0). H dtpoktog pumopei va mepiotpépel to epyolreio (0nmg og dpamava) 1
70 TeUdy1o (OIS o8 TOPVOLG).

e Edv dev vmapyel dtpoktoc, Onwg A.y. oe mAdves, o afovoc Z esivon kdBetoc otnv
EMPAVELD GLYKPATNONG TOL Tepayiov (Tpamélt).

INa tov aéova twv X :

e O dEovag X elvar TapIAANAOG TPOG TNV EMPAVELNL GLYKPATNONG Kol TOPGAANA0G
TPOG TNV LOKPVTEPT] OO TIG KIVAOELG TNG Unyovis. Omov givor duvatd mpémel va eivan
oplovTiog.

o Y& gPYUAEIOUNYOVEG LLE TEPIOTPEPOUEVA EPYOAEin EGv 0 GEovag Z elvar opilovTiog, 1
Oetikn katevBovon X etvar mpog ta 0efldl, KOLTAOVTOG OO TNV KOAMVO TPOG TO
tepdyto. Edv o aEovag Z sivar kotakopueog 1 Betikn katevbuven tov dEova X eivar
7Pog Ta 0eELE, KOTMVTAG ATd TNV GTPAKTO TPOG TNV KOADVO.

e XtV mepintwon tdpvov, o dEovag X £yl KatehBvvon axtvikd mpog to €.

INa tov aéova rwv Y 1 Betikn kKatevBuven tporvntel amd to deE106TPoPo cuatnua X-Y-Z
LETE TOV TPOGIOPIGHO T®V BeTIKOV Katevbhveemv yia Toug dEoveg X kot Z.
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1.3 Kortika Epyaisia

‘Eva omd ta Pacwodtepa ovotatikd puog epyoreopnyovig CNC elvar to komtikd mwov
ypnotpomolovvial. To katdAAnio Komtikd epyoareio eival €keivo, mOL YO CUYKEKPIUEVEG
ovvONKeg, Ba ETITUYEL OIKOVOLIKT] KOl ATOJOTIKT KATEPYATIA.

Toa VMK KATOOKELNC TOL KOMTIKOV, KOOMG KOl 1 YEMUETPiOL TOL JlOPEPOVY, MOTE VO
vAomoteitan peydio mAn0og katepyaciov. Ta cuvnéstepa VAIKA KOTOGKEVTG TOV KOTTIKMOV
eivon 1o kapPidio (Carbide), ot TayvydAivPec (HSS), ta kepapucd(Ceramics), ta Stopdvtio Kot
yotevtd kpauata (Cast Alloys).

To dnuopiréotepo komtikd yioo woAva&ovikég CNC epyoleiopnyaveg ivol ta KOVOOALD, TO
TPLTAVLA, Ol TEPLGTPOPLKOL 1 KVAVOPIKOT KOTTNPES OTAOEPNC YEMUETPIOG 1] EVIALAGGOUEVDV
TAOKLOIV. ZTo KOVODAN GNUAVTIKOG TApAYOVTaG EMAOYNG €Vl 0 APIOOG TOV GVANKDCE®DY
(flutes), o omoiog emnpedletar and to £idog g Kotepyaciog (exydvdpion N amonepdtmon)
KOl 07T0 TO VAKO oL KaTePYalOUAOTE.

[Tépav TV TOpATAV® TANPOEOPIOV, TPV TV EMAOYN KOTMTIKOV TPEMEL Vo, EXOVV HeAeTnOel
kot ot ouvOnkeg xomng. Ta peyébn mov pog amacyolovv givar o Pdbog komng, 1 TAdY
UETATOTION, 1 TAXOTNTO TEPICTPOPTC TOV KOMTIKOD Kal 1) TPO®OT NG epyaretopnyovig. Ot
KOTOOKEVOOTEG TOV KOMTIK®V €pyoieimv divouv TivakeG VTOAOYIGHOD T®V VO TPATOV
peyebov. Ta v ToydmTo TEPIGTPOPNG Kol TNV TPOMCYT TNG UNYXOVNAS OAmoLTeEiTon
VITOAOYIGLOC HEG® TOT®V.

Mo tov vrokoyioud TtV TopPomave HeYeBdV 01 KOTAOKEVACTEG OIVOLV TNV TEPLPEPELNKT)
tayotnta (Vo) kot v toydmro npoémong ové dovie (f). H mepipepeiaxn taydtnto M
tayvnTa Komng (V) ekppalel Tov pubud komng oty Kopla Kivor, Tov givol 1 TEPIGTPOPT
tov gpyoreiov. H mun Aappdveton omd mivokeg KOTAOKELOGTOV 1 Omd MIvoKeg TNV
Biproypapio kon petpiétar o m/min.

H toydtra mpowong ava dovt (f;) eivon ) oyetikn petatdmion avipesa 6to Katepyolouevo
KOUUATL KO OTO KOTMTIKO €PYOAELD, KATG TO YPOVIKO S1ACTNHO amd TNV EI0YOPNOCT EVOS
dOVTIOV TOL KOTTIKOV, UEXPL TV EICYDPTOT TOL ETOUEVOV.

Mopoakdte mapovoidlovrar 1 Pactkr oporoyiot Kot ot GUUPBOAIGHOL TOV YPNGILOTOLOVVTOL
OTOVUG  TIVOKEG TV KOTACKELACTMV TOV KOMTIK®OV, KoM Kor pepkol Pacikol tvmot
VTOAOYIGHOV HEYEDDV:

Ve = Toydmra Kommg (m/min)

n = Xtpoeéc Atpdaxtov(rev/min)

vi = Toydmro Ipdmwong (Mm/min)

ap = Babog Komfig (mm)

ae = IIAarog Komng (mm)

f  =TIIpoéwon ava mepiotpoen (Mm/rev)

z =IIwmBog Aovtiov
f;  =TIpéwon avd d6vtt (mm/tooth)

D = Awdperpog Kontikod (mm)
hm = Méoo ITayoc AmopArtov (mm)
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Lr = Korepyalduevo Mnkog (mm)
Q =PvBuog Amopdxpovvong Yitkod (Cm3/ min)

Kormtiko

|
III

‘-\ YAd mou amopakpivenKe

f and éva bav
'
N
Yhukd mow anopaxpivBnke
fm and dha Ta z Sovnio
-

Tepdyio
Ewova 1.8: ZovOnikeg Komig leproeperaxod ®pelopiocpatog

H tayvzo komng (V) vroroyiletar pe fdon tov Tomo:

_n*z*D

.
1000 MMM

KoL AOVOVTOG G TTPOG N, £XOVUE TIC OTPOPES TNE OTPAKTOL:

*
n= m (rev/min).
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TéLoc, 0 VTOAOYIGHAC TG TOYVTNTAG TPOWGONG YivETOL HEC® TOV TOTOL:

vV, =n*z*f, (mm/min)

Bdon tov omoio pmopodue vo. Bpodue T mpdwon ava dovtt (f) kot v mpdwon avd
neplotpoon (fr) , oc e&ng:

Vs Vs
f = —— (Mm/Sovry) Ko f, =— (mm/rev) ,avtictouyo.
n=z n

n

1.4 Kowdixac Epyalisiounyavnc

H yAdooa omv omoia mpoypapupotilovtor ot epyodelopnyoveég oplBumTikod eAEYXOV
Baciletor otnv yhdooo mov pmopel vo avayvopicer - pnyovi. Ot mboavoi tpdmor
EMKOWVOVING HLETAED TOV YEPIOTI KOL TNG UNYOVAG Y10 TNV EKTEAEGT] TOL TPOYPAUUATOG Elval
TPELG: 0 YEPOKIVITOG, 0 NAEKTPOVIKH VTTOFONBOVUEVOS KOl O GVTOUOTOG,

Kotd v yepokivntn mpocéyyion, o koG TS Unyovne, pe tv Pondeia podnuatikov
OY£0EMV, OMOTVITOVETOL OTO YOPTi. XTN CLVEXEwW, pe TV Ponbela tov TANKTpoAoyiov 1
Kdmola oeprokng BOpag RS-232, gicdyston pio. eviodn ™ @opd omd 1o ¥eplotn. Adyw g
peydAng mBoavotntog eloaywyng Adbog dedopEVOV 1 KATOI0L GLVTOKTIKOD AdBovg, avutn
uébodog amopevyetal o dVOKOAES KaTePYUGiec. AVTIOETMS, TPOTIUATOL OE ATTAEC YEMUETPIES
KOTOGKELMV [E KPS DTOAOYIOTIKO KOGTOC.

H nAextpovikd vropfonbovuevn mpocéyyion eivar pio uéBodog mov ¥PNOLUOTOIOVVIAY TPV
mv avartoén Tev cOyyxpovov cvotnuatov CAD/CAM. e avth ™ uébodo, n yewpetpio tov
OVTIKEWEVOD, KOOMG Kol T TOPEIDl TOV KOMTIKOD TEPIYPAPOVIOV GE [0 YADOGCO
TPOYPOULOTIGHOD Kot amobnkedoviav oto apyeio Béong xomtikov (CL File). Tt cvvéysia,
ue v PBondeto evog telkov enelepyaotn (POSt Processor), yvotav HETATPOTNT| TOV TAPATAVED
CL apyeiov o€ k@dduko, cuuPotd pe v EKGOTOTE UNYOVT.

Télog, katd TV avtouatn Tpocdyyion pe tnv Pondeia evog mpoypdupotoc CAD oyedidlovpe
TO TEUAYLO TTOL BEAovUE VO SNUIOVPYHGOLLE, KOOMG Kot TIC YEMUETPiEG OG®V KOTTIK®DY Oal
ypnoonombodv oty katepyacio. Eniong, 1o apyeio Oéong xomtikov (CL File) 6o drabétet
Kot v mopeia. mov Bo akolovOncel 10 KomTIKO. Me évav e€eldikevpuévo eneEepyactn 10
apyeio Béomng xomtikov Oa petatponel oe opyeio KOIKA cUUPATO LE TNV EPYAAEIOUNYOVI

Lo

Tétowo mpoypappate. CAD/CAM Swabétovy TANOmpo. €QAPUOY®Y OV SIVOLV GNUOVTIKO
TAEOVEKTNUO 0ELOTOINONG TG TOPATAVED TPOGEYYIoNG. Mepikd omd To ONUOQIAEGTEPA
apoypdupato ¢ ayopds sivor: Pro/ENGINEER — PTC, CATIA — Dassault, Solidworks —
Solidworks, Inventor — Autodesk, SIEMENS -NX.

‘Eva apyeio 0¢ong xomtikov (CL File) givar éva npdypoppo CNC pe ovdétepo format mov
dnuovpyeitanr and évo cvotnue CAD/CAM, and APT, | and omotodnmote GALO cOOTNHA
apoypappatiopod NC. Oswpeitoar ovdétepo yiati dev £xer format edikd yio omolodnmote
gpyaletopnyavn. Agv vapyet Eva kat povodikd tpoturo yio to format evog CL File ko dev
VIAPYEL £VaL KO Lovadikd TpdTumo Yo ta mepeyoueva, evog CL File.
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H ylodooo mpoypappaticpod APT (Automatically Programmed Tool) sivar kotdAAnin yia
YEWPIOUO EPYOAEIOUNYOVDV KO TPOTOEUPOVIoTNKE T dekaetia Tov *50 oto MIT. IIpoceéper
OLGVVOECIHOTNTO. T®V UOVOTOTIOV TOV EPYUAEIWV, HOKPOEVIOAES, UETOCYNUATIGLOVG,
éleyyo TV epyareinv o TEvTe AEoveg, mepimioka oynuata epyoreinv. Ta mpoypdupata g
APT mpénel va petotpanovv oe mpoypappata low level programs, énmg givar ot G-codes.

‘Eva tomkd mpdypappe APT pmopei va mepiéyel eviolég mov ywpiloviol oTIS TopakiT®
KaTNYopies:

o  Evtolég yeopetpiog: Edm onAdvovrtal To oTotyeio yeouetpiog, 0nmg onpeio, eubeieg,
KOKAol M mepimhokeg yeopetpikég kotaokevég (my. POINT, LINE, CIRCLE,
PLANE, GCONIC).

e FEvtoAég «ivnong: Metd v KOTOOKELY] TNG YEOUETPIOG TPOYWPOVUE GTOV
TPOCAVATOMGLO TOV KOTTIKOV EPYUAEION KATA PRKOG VoG povomatiov (w.y. FROM,
GOTO, GOLFT,GORGT).

o  Evtolég eléyyov: Eviolég yia tov éheyyo TV unyavav, OTm¢ Tn OduUeTpo Tov
KOTTIKOV, TNV aVOYN Kol TNV ToyDTNTA TS KOTNG, TV TOT0OETNOT TOL TLPYIoKOL TOL
gpyodeiov oe véa Béom M TN ypnowomoinon evog post processor (my. CUTTER,
TOLER, FEDRAT, TURRET, MACHIN).

o Evtolég mpoypappotiopov: Ieptiapfdvovy eviorég mov ¥pMGILOTOI0VVTIOL LOVO Yo
TPOYPOUUATIGHO, OTI®G Omuiovpyio oyoriwv, odnyieg oyxetkd pe ta loops 7
otapdtmpo tov rpoypdppotog (w.y. $$, LOOPST/LOOPND, FINI).

O kmdwag pnyovig (G-codes) eivor o kK®@OKAG oL avTiAapPdveror 1 pnyovr Kot givot
eTioypuévog amd Aektikég devBovoelg (word addresses). Avtég Eexkvodv pe éva ypaupo Kot
ocuvnbmg akolovBovvtol amd o apOUNTIKA TN, Zoyva, 1 avaeopd o€ pia AEEn yivetan pe
TO ypoupo e, £€tol Yo mopaderypa X3.5 omokoaieiton «AEEN-X», evd M AéEn F15
amokoAsitan «AéEN-F» kot cvuPorilel v ToydTTO. KOTTNAG. AVOAVLTIKE, O1 KOTNYOopies TmV
EVTOADV gtvan ot ENG;

o ApBudc mpotaong (NXxX): Anhavel Tov aptOpod g YPOUUNG TOV TPOYPAULOTOC.

EvtoAéc kivnong (G):

o Yyvtetayuéveg (X,Y,Z,AB): Anidvouv T ovvietayuéveg 0éomg kol tov
TPOCAVOTOMGLO TOV KOTTUKOD.

o [Ipéwon (F): AnAdvel tnv mtpdmon, dnradn TV TaydTNTO UE TNV omoia yivetol pio
Kivnon (mm/min).

o  Toydmta neptotpors (S): Anidvel Tov aplBpd otpodv g atpdktov (RPM).

e Komtkd (T): Anidver tnv emhoyn TOV KONTIKOD Yo TNV EKTEAEOT] €VOG UMAOK
EVIOADV.

e BonOnrtikéc evtoréc (M): Ankdvouy v evepyomoinon 1 amevepyomoinoT KATolmv
TPOGOET®V AELTOVPYIDV (TT.Y. POT YVKTIKOV).
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Ka0e mpoTtoon omotedel Hior GEPE TOL TPOYPAUUOTOC TOL CLUVIHOWME TEPLYPAPEL L0 EVIOAN
KIvNoNg TOL KOTTUKOD 1] 10 EVTOAN AETOLPYIOG, Y10 TOPASELY O KAYOT) VTOTPOYPApaTog. Ot
nmpotdoelg apyilovv pe 1o yphupa N kot tov aptBpd mov 1ig yapaktnpilet, mov eivat o avéwv
apOuog g kabe mpdtaong (m.y. N1, N2), ko akorovBovvtor and AéEeic. H apiBunon tov
TPOTAGEWDY, avALoya TV kKabodnynon, uropei va yiver avd 1 1 ava 20.

Program CANCEL - Exit
BLOCK #1(startup commands) — 65‘1,_...(5.3\-7 G20 GY90 < CNCAEzH
BLOCK #2 (select tool 1)—>| T1 MO6) :

K #3 (start spindie) —» M3 STODS.;
BLOCK #4 (rapid to start position) —| GO@ X0 Y0 21, 643 HO1 ;

BLOCK #5 (drill a 2" deep hole)—| 681 2-2. R.1 }*10\4 ;
BLOCK #6 (program end) —»| M3@ 5 rpAMMA MG « APIOMHTIKH
: ENTOAHS MO6- MH

_Use the cursor keys to select the
insertion point for the new G-code.
| Press the <WRITE> key to insert the code-)

Ewova 1.9: Tomko mapdadsrypo dounq wpoypappatog CNC



Ot o onpovTikes eviodég G Kadko epeavifovTol GToVG TOpUKAT® TIVOKEG:

GO00 Ev0vypoppn Kivijon yopic Komi pe TV HEYLGTN APOMGT TG EPYUAELOUNYAVIIS

G02 Kok Topepufoin pe @poroylokn opd

G04 Ipoypappatiopévn ypovikn kabvotépnon

G40 Apon g avtiotdduong epyoieiov

G71 YUVIETOYUEVEG GE YIMOOTA TOL LETPOV (Mm)

G73 Ap1otepdoTPOPN KUKAIKY TOpEUPOAT TPLOV SLOCTAGEDV

G9a1 LYETIKEC GUVTETAYLEVEG

G93 Kwdwonoinon tpdémwong

MO0 Mpoypappotiopévn Tadon

MO02 TéNog TpOyPAUIATOS

MO04 AploTEPOCTPOPT - OVTIOPOAOYLOKT| TEPIGTPOPT] ATPAKTOV

M30 TELOG TPOYPALLLOATOG ETGTPOPT) GTNV OPYN
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1.5 Meiétn mpoypouuatiocuoty CNC

"‘Evo onpovtucd KoppATt Tng Tpoepyasciog yio Tov TpoyPaUHOTIoHO MG KATEPYaoiag elval Ta
4 014010 perétng ¢ katepyaciag. Ta 4 avtd otddwa sivon ta ENG:

» H emioyn oto gidog punyavng (kaBetn 1 opldvtia, apBpd afovav, Kabmg Kot KEVTpa
KOTEPYAGLOV UE TEPIGTPEPOUEVEC KEPUAEC N TPOTTECIL)

= JIpocdiopiopdg tpdémov cuykpdtnong (mpoepyacio TpmTng VANG, oyediaon pécov
GLYKPATNGNC)
»  Emloyn @doeswv xotepyoaciog (elvar embBounti 1 emiloyn AydtepOv QAGEOV Yo

OIKOVOUIKOTEPES KOTEG)

= Télog, Tpocdlopicudc TV otadinv Katepyaciog (0nmg mpostolocia, Eexovopioua
Kot Qwipwope oto teudyto). Emiong, oe avtd 10 otdd0 amopacileTor mola,
katepyacia Oa yivel TpdTr, TO10 SEVTEPN KAT.

1.6 Avrikeiuevo Katepyacioc

To oavtikeipevo mov Oa KoTEpyaoTOLUE €ivol €va dOoKipo amd TAaoTKO, miyovg 20mm,
mAdtovug 100mm ko prkovg 150mm. Awfétel 2 kotkotnteg kot 5 onég. H peydin kothotnta
&xel opBoyovikd oyfua kot dtuotdoelg S0*75mm kot BdBog 55mm amd v dve emipdveln
OV opywov oykov. H deutepn kotldtnta £yl MUIcEANVO oynue pe ddpuetpo 260mm ko
pkpn drapetpo 220mm. Ot omtéc Exovv diauetpo 6Mmm pe Baboc 3mm kot Bpickovrol mwovod
oe duapetpo 350mm. Téhog, €xer dnuovpynbel (o KOPOTIOTH EMPAVEING HUECH KOUTVADY
splines. O\a. To yempeTpikd yopoxtnpiotikd Ppickovion oto Mapdptnua 1. Exiong to tehxd
UNKOG TOV TEMKOV avTikelévou Ba etvar 130mm, evd 1o TAdtog 90mm.

H emhoyn ¢ 6epdc ektéleons TOV KATEPYUCIOV €ival To TeEMKO Pua mpwv v oyedioom
NG GLVOAIKNG Katepyasiog. Apyikd, eMALEALE VO KATEPYAGTOVUE TEPIPEPELOKE TO TEUAYLO
KOl €V GUVEYEIN VO EKTEAEGOVLLE [0, EKYOVOPIVGT] TOL KOUTOAOD TUNHOTOG, TOL akoAovBeitan
0o QIOTEPATMOOT NG 010G empavelag. H emouevn katepyocio agopd Tic 0v0 KOIMOTNTES,
apyifovtag and v opboywvikny kot cuveyilovtag pe v pkpotepn. Tekevtaia katepyooio
elvar ) d1dtpnomn g axorovdiog ommv.
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2.1 Eicaywyn

To Xoywopikod, 610 omoio otnpixdnke n Tapovoo
gpyaoia, givatl 1o Kupldtepo mpoiov g Dassault
Systemes, ka1 ovopdletar, v cuvtopia, CATIA.

To  Computer  Aided  Three-dimensional
Interactive Application, onwg sivat, t0 TANPES
OVOLLO, TOV AOYIOULKOD, amoTelel po TAaTedpua

v CAD, CAM ka1 CAE gpappoyéc oyediacpod

C A TI A Kol mpocouoiwong  mpoidviwv. H  mpatn

OVLCLOOTIKY] EPOPLOYN TOVL, YPOVOAOYEITOL TO

1977  oamd v YOAMK  OEPOTOPIKN

KataokevaoTpla etaupeio.  Avions Marcel Dassault, yio tqv kotookevy Kot avamtuén Tov

poymTikod agpookapovg Mirage. Xtn cuvéyeta, amoppoeninke oe apkeTég Bropnyavies, OT®G

TN VoYK Kot v ovtokivntiotikn. To 1984, n ékdoon CATIA V3 emidéybnke amd v

Boeing Company, yio to Baowké 3D CAD gpyoleio oyediaong. To 1998, kukhopdpnoe n

édoon V5, mApwg avodopnpévn pe  VTOSTAPIEN YO TEPICCOTEPH  AEITOVPYIKA

mpoypaupato. H vedtepn ékdoon tov CATIA oty ayopd, avty tn otiyun, €ivar n V6
R2012, mov ekdo0nke tov lovvio tov 2011.

To CATIA omotelel (o TAot@OpUO, TOL ETITPEREL TNV OLOYEIPION TOAADY (QACEMY TOV
KOKAov (NG evog Tpoidvtog. Emumdéov, S1eukolbvel T GUVEPYAGIN AVALESH GE SLOPOPETIKG
TUAUOTO, OTOC TO GYESOCUO, TNV avdAvon kot Tn dwdikacio Katepyasiag tov, AOy® Tov
Kowo0 VIORadpov TOV TPOGPEPEL.

CATIA V5 - [Producti]
ENOVIA VS VPM File  Edit View Insert Tools  Analyze  Window  Help

[x -[a3 -[vore -2 R BB S5 A2 S Ry

~Shﬂpﬁ‘

Analysis & Simulation
AEC Plant
NMachining

'Qig ital Mockup
Equipment & Systems
Digital Process for Manufacturing
Machining Simulation
Ergonomics Design & Analysis
Knowledgewars

ENOVIA V5 VPM

|7 1 Productl

1 PlirisSunar.CATProduct
2 NKatergasia.CATProcess
3 Stock.CATPart

4 Katergasia.CATProcess

Exit

NMeEs B 2 fe® B e A Qs | E |

Ewoéva 2.1: Tppoto CATIA
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Mepikd omd to tufpata tov CATIA givon to e€ng:

¢ Mechanical Design

To xoupdtt TOV PUNYEVOALOYIKOD GYESOGLOVD d100éTeEl TANODPA EVIOADY Kot S10SIKOGIDY Yol
NV oyediaon evog tepoyiov, Kabdg Kat T GLVOPUOAGYNGT| TOL.

e Shape

Y70 TUAUO TOL GYEOIOGHOD HOPONG Elvar duvati 1 dNUIOVPYi TOAVTAOK®V ETPAVELDY KoL
oYNUATOV.

e Analysis & Simulation

O ypnoteg eivor oe Béom va ypnowwomoovv to mepifdirov CATIA kot va ekteEAEGOLV
OVOADGELG KOl TPOGOUOIDGELS AUEGO OTO AVTIKEIUEVO.

e Machining

[Moapéyetor mAatEOpUa YNELOKNG ONOVPYING EVIOAMV KATEPYAGING Yid O18(pOopovS TOTOVG
EPYOAELOUNYOVAV KOl TPOGOUOIMON TNG KATEPYAGING, OV UEIDVEL TO GLVOAKO YPOVO TNG
TOPOYOYIKNG S10d1KAGTOGC.

o Digital Mockup

[Ipocpépel ymelaxd opoidpato yio. exaveéétaon, a&loAdynon Kol ETIAVCT GYESICTIKMOV
TPOoPANUATOV, YOpic TNV dNovpYic PUGIKOV TPMTOTVTMV.

e Equipment & Systems

[epiéyer epyodeia yioo oxedlaopd kot OAOKANPMOOT MNAEKTPOAOYIK®DY, VOPOLAIK®YV Kol
UNYOVOAOYIKADV GUGTNUAT®V.

o Ergonomics Design & Analysis

[Ipocpépel epyodeion Yoo TNV OMOTEAECHATIKY] OVAALON NG OCPAAEWG, dveong Kot
OTOSOTIKOTNTAG TOV aVOPMOTIVOL TOPAyOVTAL.

e Infrastructure

[Mopéyel To GHVOAO TV TANPOPOPIDY KOl TV GTOLYEI®V TOV YPEIALOVTUL Y10, TV CLUVEPYOTia
TOV VTOAOITOV TUNLATOV.

TINo v zmopodoa epyacio ypnowonodnkay to tuquata tov Mechanical Design kot
Machining, 6nmg 6a avaivBoldv oty cuvéyela.
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2.2 MeOodoioyia katepyaocioc

MéGm TOV TOPUKAT® GYNUOTOS UTOPOVUE VO avOADGOVUE TNV dladikacio dnutovpyiog evog
HOVTELOVL Y10, TNV KaTepyacio vOg tepayiov, péoa amd ta cvotipoto. CAD/CAM.

[
v

Anpoupyio AKOAOUBLOVY AlpBUNTKOY

Averutuxig EA£yxou(NC Sequences)
Mapdpetpot Katepyaoiag

(Seq Parameters)

:

Npocopoiwon/EnainBevon
(Simulation/Verification)

Erutuxic

TeAwds Enefepyactric
(Post Processor) OxLOK

Mopdr Kasika

Ewoéva 2.2
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AVOADOVTOG TO TOPATAV® OEYPOUILO POTC TAPUTPOVLE, OTL To OapYIKA oTotyela gival To
TEAMKO Kol TO apykd tepdyto. H peta&d tovg cvuvappoloynon pali pe v mpochnkn g
YEMUETPIOG TOV KOTTIKAV, dnpovpyel 10 mepifdirov katepyasioc. Otav yivel évoon tov
COIKTNPO UE TO TEPPAAAOV KOTEPYAGING TOV ONUIOVPYNGOLE, TOTE UTOPOVLE VO OPYICOVLE
TOV OPICHO TOV EVIOA®V KATEPYUOI®V. Me Tov oplopd Kabe evioing katepyaciag, 1 omoia
glvar puo axkoiovBio apBuntikov eréyyov, opilovue Tov TPOTO KivioNg TOV KOTTIKOL KABMS
Ko GAAEG TOPOUETPOVG TNG KOTEPYAGIOG.

Metd and kabe opiopd UmopoVUE VO, TPOCOUOIDVOVUE TNV KOTN UEGH GTO AOYIGHIKO TOV
CATIA, yopic v ypnon GAiov mpoypaupotos. Eedcov m mpocopoimon pog oivel
IKOVOTIOMTIKG OTOTEAECUATO, TOTE UMOPOVLE VO CLUVEYIGOVLE LE TOV OPIGUO TNG EMOUEVNG
KOTEPYAGIOG, OAAMMG OVOTPEXOVIE KOl TPOTOTOLOVLE TIC TAPAUETPOVS TNE KATEPYOAGING.

Otav opicovpe 0Aeg TIC emBVUNTES EVIOAEG KATEPYUOIOG KoL TO OMOTEAEGLO [LOG TKOVOTIOLEL,
TOTE PE TNV YPNOoM KATAAANAOL TeAK0D emelepyaotr| (POSt processor) dnpovpyovpue tov G-
KOOI KOl TOV amooTéAovpe pe v Ponbeta g BOpag RS-232 oty unyavr. H emiloyn tov
TeAMKOU emefepyootn €ivol onuavTiKh, ®ote 0 KMOwoG mov Oa dnuovpyndel vo givan

oLUPaTOG PE TNV UNYOVT).

Télog, 6tV T0 TPAYpOUUE POPTO®OEL GTNV UNYOVY, OV 1| UNXOVT] TO EMITPENEL, UTOPOVLE VO
KAVOLUE TPOCOUOIOT TNG KOTEPYOSIOG, MOTE VO EANYIOTOTOWGOVUE TNV ThavoTnTa
KAmO10G 0lGTOYI0C KOl T GUVEYELN VO TPOYXWOPNGOVUE GTIV TEAIKT KOTN. O TEAMKAOC TO10TIKOG
éleyyog Ba pog dei&etl KoTd TOc0 TANncLdcape To ETBLUNTO EMIMEDO TOV TEAMKOV TEUAYLOD Kot
av yperalovtar OAAAYEC OTIC EVIOLEC TNG KATEPYUCTNG.
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2.3 Evroiéc Karepyaoiaov CATIA

o mv mapodoa epyocio ypnopomomcope to Advanced Machining otov topéa tov
Machining tov CATIA. Ot Acttovpyiec mov TPooEpeL T0 cLYKEKPIUEVO Tpoidy Tng Dassault
elval v komég amd 2.5 péypt 5 afoveg, kKabdg kot afovikéc katepyaoies. Ot akoiovBieg
eréyyov mov eivon dnbéoiueg, eivar yopiopéveg o 4 yevikég katnyopiec. Tig aovikég, Tig
MPICUOTIKEG, TIG EMPAVEINKEG Kol TG moAvafovikés Katepyoaoiec. Ov  katnyopieg
OVOALTIKOTEPQL:

_i_ Driling v Katnyopio Tov afoviK@v KOTEPYUSIDV VTAPYOLV
1 spot oriling EVIOAEC Yoo TN OMUIovpYio KOl KOTEPYOOSIO OTMV,
_AZ Drilling Dwwell Delay onepopdtov, kobhg ka ocvvletov ecoymv. Onwmg

ﬁ Cririlling Deep Hole
ﬁi Crillina Break Chips
* ;
3%— Tapping

eaivetor oty Ewovo 2.3 pe 11¢ 4 mpdTeg evioAég eivat
duvatny n dnpovpyion omdv pe ddtpnon (Drilling). Xt
OUVEYELD, VTOAPYOLY  €VIOAEG Yo  Tn  Onpovpyia

ie Reverse Threading , . , ,
0 oncipopdtov (Tapping) ue tpeig S1opopeTIKodg TPOTOVC.

?J:L{ Thread Without Tap Head

[, goring AxolovBo0v evtorég yio S1Gvoiln omav eite pe v
8 Boring and Chamfering texvikn g yMdpaveng'(Reaming), site pe v tevucy
B Boring Spindls Stop Tov umodpvyk? (boring), kabag emiong kat yia dSnpovpyio
1 rearing gowtepikdv gcoydv (Back Boring 1 T-Slotting). Axopa,
B counter Baring ue tig evroréc Counter Boring wou Counter Sinking

=2 Counter Sinking TETUYOIVOVLE  OlEVPUVOT] TV OOV UE 1N YOPIG
% “hamfering 2 Sides

_ KOVIKOTNTO 6TV GKp1 TG 0mns. TELOC, o1 000 TeEAevTAiE
E ?::‘;i:;ng EVIOAEG YPMOOTOovVTaL ot Onovpyio omtdv M
1 B Circuter Miling OTEPOUATOV e KOKAKO ppelapiopla.
3% Thread Milling

Ewova 2.3

INo v kotepyooio mpopatikodv emgaveidv, to Advanced Machining mopéyst v oudda
EVIOADV 7oV gpavilovtal oty de1d sikova. H akoiovbia

Point to Point avagépetar e Kotepyasisg, mov o ypYoTNG #bpoint to point
opilel Tov dyko mov BéAeL va, aparpéoel uécm onueiov. o v Pocketing
onuovpyio  KOOTNTOG  ypnolponoleital 1 akohlovdio w Faring
Pocketing, evd yw v eneéepyacio ¢ avo ETPAVELNG TOV @ e oving
Tepayiov vmhpyst n oakorovBia Facing. Otav 1 embount

mopeio. TG KaTEPYOsiog EYEl OKOVOVIGTN TPOyEin, TOTE e Profile Contouring
ypnopomoteiton 1 evioAr; Curve Following. H axolovbia - Ewéva 2.4
Profile Contouring avagépetor ce  Katepyaoieg g

TEPLPEPELOG TOV Tepayiov, evd 7 Groove Milling emdéyetan yio exyOvOpion ecoYMOV.

I AOdavon (Reaming):pnxavikn Stadikaocio Katd Thv omoia xpnotpomnoleital KomTikd epyaieio pe
OUAQKWOELG yla va AeLavel, va SLleupUvel, N va Swoel akpLBEG péyebog otnv omn.

2 Mnopvyk (Boring): pnxavikn Stadikaoia akplBeiag yla mapaywyr] K VEOU ECWTEPLKWY KUALVS PLKWV
popdwv adalpwvtag LETAAAO HE epyaleia Lovol AKpou ) TTOAAOTAWY AKUWV.

29



H 3" xotnyopia &vioA®v pNYOVNAG OVOQEPETOL OE EMPOVEIONKEG KATEPYONOIES, KLPImG
ekyovopiong o€ dapopetikd mAnbog a&ovov. Me Tic evtorég Roughing, Sweep Roughing kot

% Roughing
Eﬁ Sweep Roughing
]L_J Cavities Roughing

@Iﬂ Flunge Milling

*’ﬂb Sweeping
rﬂi\:}f 4-Axis Curve Sweeping

\‘!’ Pencil

B Flevel

[ -
pEN Conkour-driven

p\; Spiral Milling

O Isoparametric Machining

Ewova 2.5

Cavities Roughing mpaypatonoteitarl n exydvdpion eite oe
eminedec, cite o€ KAUmMOAEC emupdveleg, eite TéAOG O€
KowotNTeG. [0 TNV OMOTEPATOOT EMPAVEIDY TOV £YOVV
VTOGTEL  €KYOVOPIOT)  YPNOUOTOOVVTAL Ol  EVIOAEC
Sweeping kou 4-Axis Curve Sweeping. Tnv amopdipoven
TOV KOIA®V VTOAEIUUATOV OVAUESH OE OVO EMPAVEIEG
UETA amd KAmolo epyocio. LTOPOVUE VO TNV TETOYOVLE LE
v evtoar] Pencil. H evtoly ZLevel avaeépetor oty
Katepyacio ¢ agaipeone dykov VAKOD yup® amd TO
TEUdY0 Ypnolponoldvtag Toug déoves X kot Y. Mg Tig
evtorég Contour-driven kou Spiral Milling metvyaivoope
Koméc mov ompiloviar oe up. opiouévn mopeia. H
Contour-driven enttpénet v eKyOVOpIoN LG ETPAVELNGS,
OV ONAMVETAL HEG® OPIV-CUVOP®V WE TPELS EMAOYEG
omv Kivnon tov komtikov, evd n Spiral Milling pe
OTEPOELDN KiVIOT TOV KORMTIKOD TOPAYEL KOAN TOLOTNTA
emedvelng yopic va eivor omapoitnn n xpnon HkKpov
KOTTTIKOV.

H televtaio katnyopia avapépetor otic moAvaiovikéc kotepyaoiec. H xatnyopia avtn) dgv

SLBETEL KATOL0 KOvoUplo EVTOAT, OAAG EVTOAEG TTOV 10T TOPOVGLACTNKOY, TOPEYOVTOS OUMOG
TNV TOALOEOVIKN KIVNOT) TOV KOTTTIKOD. XPNGILOTOLEITOL KUPI®MG 08 TOADTAOKES KATUOKEVEC.

*fng Multi-&xis Swesping

IE] Mulki-di .
o= Multi Axis Conbour Driven
@ Mulki-Axis Tube Machining
t} Mulki-Axis Spiral Miling
I__/ Multi-Axis Curve Machining
@ Multi-Axis Flank Conktouring
%{ Mulki-Axis Helix: Machining

Ewova 2.6
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2.4 Ilpocouoimon-Avaroapaymyn TS KATEPYACIOC

[pwv petapepBodie oTov 0pIGHd TOL KEVIPOL KOTEPYOTing B avoAvGOoLUE TO KOUUATL TNG
Tpocopoimong g katepyaciog. Metd and Kdbe katepyasio TPEMEL VO, AVATPEYOVE GTNV
npocopoinon ¢ Katepyooiag, mote va gvoopoatoveror (Computed) n xotepyacio oto
YEVIKO TPOYPOUUO TNG GUVOMKNG KOTEPYOSIOG Kol VO ONUIOVPYEITAL TO HOVOTATL TOL
KOTLTLKOV.

Profile Contouring.1 LE) L&)
Tool i ti L] 1 2,
ool animation = ___J R&\ 1] g
| s .|| ase| B | o i
i & 0 = B
Replay positicons ot 'g
Start 1 &
Current | 145 — L=
End 146 (%3

Feedrate =700mm_mn

=100 rmm ¥=10mm Z=129.955mm

I=0 1=0 K=1

Machining time = 2mn 41.5516s Total time = 3mn 5.71532s

Ewova 2.7

e Tool Animation: Awfétel ta TAnktpo dwoyeipiong tov Pivieo (my mavon, cLVEXELD 1
Yp1YopN avomapayyn)
Tool animation
.| 4 >
h—

Ewova 2.8

o Replay Positions: Méo ¢ dtokpitomoineng tov 0E6Emv TOV KOTTIKOD UITOPOVUE VL
uetapepboipe og cuykekpluéveg evolauecss Béoelg
Replay positions

Start 1 ey
Current [ 145 =1 [
End 145 Iz

Ewoéva 2.9

o Information Block: Avtf n meployf diver minpogopieg 1060 Yoo v 0éon Tov
KOTTIKOV, 0G0 KOl Y10 TOVG YPOVOLS KATEPYUTING

Feedrate =700mm_mn

#=100mm ¥=10mm £=129.955mm

=0 =0 K=1

Machining time = 2mn 41,5516 Total time = 3mn 5715325

Ewova 2.10
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Replay Mode S
KOTTIKOD

I A00étel 5 emAoyég Yo TV avOTOpoy®Yn TNG OldPOUNG TOL

Visualization Mode_iJ-EI,: AwBéterl 3 emloyég yuo TV ontikonoinon Tov 0écemv Tov
KOTTIKOV

I
Color Moded “4: EXéyyet T ypodpota TG S100pOUNG TOL KOTTIKOV

Contact point display mode_@:]: INo 1ig katepyasieg tov Surface Machining
eUQOVIleTON TO KEVTPO TOL KOMTIKOV 1 TO OTUELD ETAPNG LE TNV EMPAVELLL

No TraCut Displayed vl: Epgdvion g emioyng TraCut

Video Mode .;%_gz: H emloyn Video Mode ivor  pébodog avamapoymyng mov deiyvet
TNV aToUdKPLUVOT LAKOD, KaBMDE To KOtk Katepyaletal.

&
Save/Associate Video Results
Bivteo ¢ Katepyaoiog

. Emuapémer v amobnkevon otiypiotumov 1M

Video Collision Repor
KaTePyaoia

: Emotpépel avagopd Le TIG GLUYKPOVCELS KATO TNV

| .%& .
Video Parametersu: PoOpion napapétpov fivieo

i

Photo Mode ——_L: TTapovctdlel To TEAKO TEUAYLIO HETE TV KOTEPYAGTO

|
Analyzeliﬁ@: Metd v 0AOKANP®OT TNG KATEPYASING EMTPENEL TNV AVAALGT TOV
TeEMKoV Tepayiov, delyvovtag o onueio pe To EMTAEOV 1| TO AydTEPO VAIKO amd TO
embountod

Check Reachability % - 'Eheyyoc yio ovpfotdtra Tov TpoypAUIOTOS KATEPYOTTNG
HE TNV UNYOVY OV £YEL OPIOTEL, MG TPOG TOVG AEOVES TEPICTPOPNG KL TOV YDPO
kivnong tov Kortikov. H emhoyn avt g Asttovpyiog emtpénetor Ldvo 6To Tpoidv
¢ DELMIA, Virtual NC.
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2.5 Opiouoc crotysionv KaTepyacioc

Yav Tp@To Prpa eivar amapoitntn n oxediaon kol GuvapUoAdyNon OAOV TOV GTOLYEI®V TOV
Ba ypnowomombovv omv Katepyosio. AvTd sivoar 10 TEAKO TEUdylo, O apyKdg
akatépyactog oykog (Stock) kat to péco ovykpdtnong (fixture). Kot ta tpio oyedidommroy
oto Part Design, oALd Ba wapovcstaotodv 6Aot o1 eVOALUKTIKOT TpOTOL d1Lovpyiog TovG.

Anmovpyia Movtélov Katepyaoiac

To poviého KoTEPYACIOG OMOTEAEITOL OVGLOCTIKA OO TO EMBVLUNTO TEMKO OVTIKEIIEVO
CLVOPUOAOYNUEVO pE TOV apykd axatépyacto Oyko (Stock). H oyediaon tov telkod
tepayiov pmopel va yivel og omotodnmote cvotnua CAD kot vo petagpepdei oto Advanced
Machining, 1 va yiver amevbeiag oxedioon oto Part Design tov CATIA. H devtepn emhoyn
glval, cap®s, TpoTdtep. To apyKd KOUUATL umopel va onpiovpyndel,  va povieiomoin el
opoimg og éva ovotuo CAD, site yio amiéc yempetpieg va dnuovpyndei oto Advanced
Machining.

Avodutikd 1 dradtkacio onpovpyiag Tov HoviElov Katepyaoiog eivan 1 e&ng:

Apykd exkkivoope 1o CATIA VBR21. And v xaptélo File, emiiéyovpe Open ko
evromiovupe to TEMKO avtikeipevo. o va cvveyicovpe TPEMEL VO OTOPAGIGOVUE TG
0élovpe va dnovpynoovue tov apykd O0yko. To CATIA mpoceépel dvo EVOAAAKTIKODS
TPOTTOLE Y10, VTN TN JadIKOGi, OTTMS EYEL avapePDel Tapamivo.

1° Tpémog

Epocov 1o apykd tepdyto &xel kotaokevaoteil og cvotue CAD, 10Te petapepopacTe LT
10 Gvotypo Tov telMkov Koupotiod, oto Assembly Design. Apyikd, emihéyovpe cov 6tabepo
rkoppatt (Fix) to telMkd kot oty cvvéyeto tpochétovpe cav devtepo e€aptnuo (Component)
TO apykd Koppdtt. Q¢ teAkd Prpa Tpénet va evbuypappicove Kabe mAevpd Tov TEAKOD g
10 apyIkd Koupdrtt, péow Tav eviolmv Offset edv mpoxettar yia otabepn andotoon petald , 1
Contact eqv mpoKeiTol Y10, KOV EMPAVELD ETOPNG. G YPDOUOTO avaPopdis ETAEYONKAV TO
TPAGIVO LE adtapavele 25% yio Tov apykd KOUUATL KOl TO YKPL Y10, TO TEMKO.
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B} cATIA Vi - [Sunanmalogisd CATPrastuct] o 0O &
ENOVIAVE VIR File Bl Yiew  jnsent  Jesls  fnalyte  Woedow  Help — &

trastructore * o o el e Ihone -l oK et B F LT 0 A |y
. B ot pesign
== T — >
By | anatysin & Simutation ¥ il Suetener Ny
ARC Plant +| 8 Product Punctions! Tolersncing & Annctation

BN tochinieg *{ g5 ela Besian
| AP Mo + |12 Mot Toaling Design
Eguipment & Systems » wqmmw Design

% Dvital Process for Manufacturing » 5% 20 Layout for 30 Desian
< Machiging Simulation +| 5% pratting
Erponamics Design & Anatysis * 7 Composites Grig Design
*| 5 Core & Cavity Desian
+ |l eating Assistast
(B Eumctionas Malded Fart
Srepet Matal Design
8 Sneet Metal Production
7 composites Desian
T wireframa and Surfsce Dasiga
ﬁuﬁ--mm Sneetmatal Duesign
1! st oo i s

i 1 Sunsrrnologiid CATProduct

1 Sunaemlogiail CATProduct
2 Antikeimens £A TP

3 PirisSeman CATProduet

4 Antikeimeno. CATPrT

5 NKatergasia CATroGess

Exit

@@, A0 R D B MEeEAA @O EE o s 2ae

Assembly Deiign Weorkbench S|

Ewoéva 2.8
2% 1pomog

Q¢ 0e0TEPOC TPOTOG dNULIOVPYIOG TOV aPYLIKOD OKATEPYAGTOV GYKOL €ival 0 OPIoCUOG LEGO OO
to Advanced Machining. Metd 1o Gvotypo Tov TEAKOD KOUUOTION, UETAPEPOUAOTE OO TO
apywkd pevod oto Advanced Machining kor pe v Ponbewa g ypapung epyoreiov
Geometry Management ypnowonotobue v evtoln Create Rough Stock. H evtoln déyetan
ooV opicpOTO TIG SOCTAGELG TOV KOLUOTION oV BEAOLLE Vo dnpiovpynoovuE, KaBmG Kot TO
Tepdyo mwov Ba mepikieist.

Geometry Management 3]

Ewova 2.9

Anmovpyio cowktipa(Fixture)

Yto mepifddiov katepyaciog Oo mpootebel kou TO HEGO GLYKPATNONG HECH NG
ouvapuordynons. To poviélo tov cokthipa €xel dnuovpynbei oto mepiPdilov tov Part
Design. "Exovtog avoifel To cuvoploloynUéEVO LOVTELD TG Katepyaoiog, Kot ue Tnv fondeia
tov Assembly Design, 6a cvvappoloynoovpe ta 00 tupoto. o T GvyKeKpuévn
GUVOPUOAOYNOT], EMAEELE 1] ATOGTACT] AVAUESH GTNV GVOD ETLPAVELD TOL aPYLKOD OYKOL VO
améyel 13mm amd v dvo empavelo Tov TAKLSIOV TG oloydvag. Ta unyavoloyikd oyédia
TOV GOIKTNPO PPICKOVTAL GTO TOPAPTN L.
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(CATIA V5 - [PlirisSunar.CATProduct] 0 0 @&

B stert ENOVIAVSVPM Flle  Edit View Insert  Tools Analyze  Window  Help [ [=]x]

| ot < [ute < [mvre < [muto <[t av - [neme <t (8 | o B A L2 A LRy
7""!’.‘»‘1’0:&@1

'“ris‘ Product1.1 (Productl. 1)

Productl,1.2,1)

BEmEmaRl

1

1

T R U

NEgay 2o - e BEel wienqasBAaEE 'voa% e 3/248 7,

Select an object or a command [ =PRE]

Ewova 2.10
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2.6 Anutovpyia yypaeov KATEPYAGIOC

Epocov eivar étopo 10 mepipdiiov Kotepyaciog, mAéov, emdpevo Pripa glvar o opiopdg
SIPOPOV TOPAUETPOV TOV GUGTHLOTOS, OTMOG O OPIGHOS TOL KEVIPOL KATEPYOGSINS, O
oxedl00UOC TOV KOMTIKAOV Kol Ol EVIOAEC TOV KOTEPYOSL®V. Avoiyovtag tnv TANpM
ovvappordynon oto Advanced Machining, mapatmpodue apiotepd oto mapabvpo v P.P.R.
List, otnv omoia Ppiokovtor ot Aicteg tov katepyacidv (ProcessList) tov oyediacuévov
tepayiov (ProductList), kaBdg kot 0 KOTAAOYOG TV KOTTIKOV OV £YOVUE ONUIOVPYNOEL
(ResourcesList). Onwg PAémovpe, N Alota TV KOTTIKGOV givar ddewa, N Aloto Tov TEpayiov
neprlapPavel TIc TANPoPopieg GYETIKG pe TNV Yeopetpio KABe Tepayiov, KoM Kol TOVG
TMEPLOPIGHOVG NG ovvapuoroynong. Télog, 1o mpoypoaupo epyacidv (Manufacturing
Programm.1) eivor kevd, evd dev £xovv 0pioTel o1 ToPAUETPOL TOV KEVTPOL Katepyaciag(Part
Operation.1).

B3 CATIA V5 - [Process2: Setup Editor] o 0 @
EJ start  ENOVIAVSVPM File Edit View Insert Tools Window Help

|t < [awo +[Aute < [Auo << hucfone <= 8 |k F T B RS L amEs okl

N E B

1 2 X
A 2
i
B
(L] fx |
&7 j o
» & a5
b %
5, 2oL
}' —
. Ze
=~ E
5. z =
L5 e ®
Ev duct].1.2.1) ;‘E é-
. @ B
o e
;a +
e :='°’
NEES i R 62 BAS RE4nAQLAT0EE OBF9% L8 TE 2,
Select an object or a command [ | ]

Ewova 2.11
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2.6.1 OpLonOC GLGTNUATOC GUVTETAYUEVOV

‘Eva onuovtikd koppdtt tov gyypdoov kotepyociog eivor m 0éomn TOL  CLGTHUOTOC
ocvvtetaypévay. Ot dEoveg Katepyaoiag pmopovv vo torodetnBodv omovdnmote embopovue
OTO HOVTELO LaG, OAAG VTTapyoLV Alyeg BEcelg, oTic omoieg pmopovv va givar Aettovpytkoi. ['a
va, amouyovue ot dovec vo eivarl og onpeio mov Oev pog eEvmnpetel, PTOPOVUE VO TOVG
petakvioovpe, ovvnlwg og Kdmolo yovio Tov akatépyactov 0ykov. Me v Ponbeia tng
Bondntikng ypapung evioddv (Auxiliary Operations), emidéyovpe v €viodn orAiayng
kévtpov cvvtetayuévav (Machining Axis Change).

Machining Axis Change.2 o e

Mame: [Machining Axis Change.2 J

Comment: | Mo Description

e |1

Axis Name : | Machining Axis System.3

MC Output Parameters

DOrigin Mumber: |1 1 Group: |1 =

@ 0K I ﬂCanceII

Ewova 2.12

211 OLVEYEWD EMAEYOLUE TO CUOTNHO CLVIETAYUEVOV Tov BéAovpe va oArd&ovpe kot
epopaviferon n kaptéha g Ewdvog 2.12. Apywd, emidiéyovpe To KOKKIVO ONUEID GTO KEVTIPO
tov agovev. To mapdbvpo tov Machining Axis System 6o eEagaviotel mepiuévovtag omo
enag va opicovpe 10 véo onpeio mov BEAOVE VL LETAPEPOLLLE TO VED KEVTPO TV aEdvmv. Me
™V emAoyn Tov véou onueiov, emaveupavifetoan to mapdbvpo tov Machining Axis System,
610 omoio OAoL ot G&oveg glvarl 610 TPASIVO YpdUA, EvOEEn OTL €xel oplotel vEo GvoTNUA
ovvtetaypévov. Télog, pmopel va avtiotpapel 1 Kotevbovon Tov aE6vev, av autn Ogv Hog
g&ummnperel.
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Machining Axis Change.2 e 6

MNames [Machining Axis Change.2 J

Comment: | Mo Description

e

Axis Name : | Machining Axis Systern.3

A
S—

MNC Qutput Parameters

DOrigin Mumber: (1 2 Group: |1 Z

Ewoéva 2.13

2.6.2 Anuiovpyio ETLQAVELNS ETIGTPOONC KOTTIKOU

H emodvela emioTpo@ng Tov KonTikod omoteAel Eva eminedo ac@aieiag, OTOV dev VITAPYOLVY
EUMOd10. € 0vTO TO VYOG, 1 Unyav eivar EAéubepn va KAVEL KIVoEIS YOp® Otd TO TEUAYLO,
Y®pig ToV Kivouvo chykpovong LE TO TEUAYL0, TOV CPIKTNPA 1| KATolo dALo eEapTna.

H xotookeun avtod tov emmédov eivor amiy kot yivetor oto Part Deisgn petd v telkn
ocuvappordynon. H amdéotaon mov Ba emheyel mpémer va eivon t€tolo, dGTE Vo UV
KaBvoTEPEL TNV KO UE PUEYOAOLS YPOVOLS HETOPOPAS TOV KOTTIKOV OO KOl TPOG TO EMIMEDO,
oAAG Oa mopéyel, TavToOXpOva, Kol ac@aiel. H tun mov emdéyfnke yio Toug 6KOTOUG NG
epyaciog etvon 130mm.
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2.6.3 Opropnoc Bacik®V TaponséTpmv

O opopdc v Pactkdv TapapéTpov gival éva kpico PApa yio kdbe Konr. Xe kdbe Komn
wpénel va opilovpe Paocikég MAPAUETPOVS, OMMOC TO €100G NG UNYOVAG, TO GOGTNUO
GUVTETAYUEVOV, KOOMG KOl TOLG pOAOVG TV AVTIKEILEVAOV TTOL Ba ypnotonmomBovv.

‘Exovtag avoi&er v ovvopporoynon oto Advanced Machining, ané tyv P.P.R. List kot
edkotepa v Process List, ue dumhd khik avoiyovue to Part Operation. v Ewoéva 2.14
paiveral 1o TapdBvpo mov Ba epeavicTel.

310 GLYKEKPIUEVO TTaPABLPO VILAPYOVY CPKETA TEDIM TOV TPETEL VO, CLUTANP®OOVV, TPV TV
komn. To Prpoto yioo v ovumAipoon tovg eival cuvimg KOwd OTIC TEPIOGOTEPES
MEPUTTAOGELG.

-

Part Operation (3] e

Name: [Fart Operation.1 J
Comments:

Mo Description

% No machine selected

xj\i' Default reference machining axis for Part Operationl

@ Productl

Geometry | Position Simulation Option Collisions checking

E' | Mo design part selected

Mo stock selected

Mo fixture selected (for simulation only)

Mo safety plane selected

Mo traverse box plane selected

| Mo transition plane selected

ZWBN %0

Mo rotary plane selected

@ oK I aCancell

Ewova 2.14

Avovtikd ta tedio tov Part Operation givai:
e Name: Opioudg Tov ovopoatog tov Part Operation
e Comments: Emtpénel v g00y@yn OYOA®V TOL TPOYPAPUATOS OO TO YPNOTH,

GYETIKA LLE TO OVTIKEILEVO T} TNV KATEPYOGIQL.

. @Machine Definition: Opiopdg TV YOpOKINPIOTIKOV TNG UNyovig mov Ha
ypnoomon et
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= A

Y L

(=

Machining Axis: Opiopdg tOv onNueiov Kol TOL TPOCAVOTOAGUOD  TOL

GLOTHLOTOG AEOVMY

. @Part N Product: Emupéner tv clcayoyn &vOC KOUUOTIOD 1 WIOG
GUVOPLOAOYNONG OTNV O10d1KAGTa.

2v cvvéyeta mopovotdlovtal 4 KopTELEC e TEdio GYETIKA LLE TO AVTIKEILEVO oYediaong Kot
TN YEOUETPIN TOVC, TIG BEGELG EMGTPOPTG TOL KOTTIKOV KOl TIG EMAOYEG TNG TPOGOUOIWONC.

Geometry| Position | Simulation | Opticn | Cellisions checking |

IE' .- Mo design part selected

D . Mo stock selected

Q Mo fixture selected (for simulation only)

= Mo safety plane selected

@ . Mo traverse box plane selected

Mo transition plane selected
o7 |

T
Mo rot I lected
Q—iﬂ o rotary plane selecte

Ewova 2.15

Mo mv kaptéla Geometry:

Ql =@

Design Part for Simulation: Opiopog tov telkod Koppotioh

Stock: Optopdg Tov aKaTEPYASTOL OYKOV. AV deV VITAPYEL AKATEPYOGTOG OYKOG,

t01€ Bewpeitar Evag vmobeTikdg opBoywVIKOG OYKOG

.

KOTA

7

Fixtures: Opiopdc TV KOPUATIOV TOL HécOV cuykpdtnone. Ot cuykpoloelg

TNV SLAPKELN TG TPOCOUOIGCTG, O ELPOVIGTODV [e KOKKIVO YPDLLOL

e | Safety Plane: Opiopdg tov enmédon enGTPOPNG TOV KOTTIKOD

S84

Traverse Box Planes: Opiopdg xdpov emioTpo@fg Tov KOTTIKOD

Transition Planes: Opioudg emmAéov emmédmv EMOTPOPNG TOV KOTTIKOD, G

un opOéc ywvieg
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G,

e ™| Rotary Plane: Opioudc emmédov €MOTPOPNG TOL  KOTTIKOD  Yyiol
nePLoTPEPOUEVEG TPATECEC.

T v kaptéra Position:

Geormetry Paosition | Sirnulation | Option Cellisions checking
Teol Change Point Table Center Setup

| Delta X: |Elmm -

X:|Umm = Delta‘f’:|gmm

"r’=|(]mm = DeltaZ:|gmm -

Z:|1I3Ii]mm 2

Home Point

[

x:|ﬂmm = I: |IZI =
Y:|Umm = I |EI =
Z:|1CICIr11r'n = I{:|1 =

Ewova 2.16

e Tool Change Point: Opiopdc tov onueiov odlayng komtikod. To onueio owtd
omonteiTon vo ivol Lokpld Tov TEUAYIOD Yo TV AITOPLYT GLYKPOVCEMV

e Table Center Setup: ' o meprotpoiky] Tpdmelo opiCovior ta dpa ¢ and To
KEVTPO TV aEOVOV

o Home Point: Znueio emotpoenc kontikod, epodcov dev éxel opiotei. To onueio avtd
TPEMEL VAL AEYEL OO TO TELAYLO Y10 TV ATOPVYT] GUYKPOVGEDV.

I'o v kaptéra Simulation:

Geometry | Position Simulation | Option Collisions checking |

Stock Accuracy: |I:I.2mm 2! Default I

Ewova 2.17

e Stock Accuracy: Opiopudg TG ovoyng TOL apyIKoD OYKOL KOTG TNV TPOCOUOImGT).
Mikpn Tun, omoeépel peyolutepn axpipela, aAld avédvel To pOVO TPOGOUOIMGOTC.
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I v kaptéda Option:

Geometry | Position | Simulation Option Collisions checking
U
Stock clearance: |5mm Z
U
@
O
Ewoéva 2.18

e Automatic stock selection for turning operations: Emloyn yio avtopotn evnuépmon
TOV TTPOYPAULOTOC Y10 TOV OPYIKO GYKO KATEPYAGLOV GE TOPVO

I'a v xaptéra Collisions checking:

Geometry | Position | Simulation Option ECDIIisiunscheckingé

[] Activate collisions checking

Cn geometries

Ot

Offzet on tool shank:

| Omm

Offset on tool holder: |'J|‘|‘|m

Ewova 2.19

o Activate collisions checking: Emioyn g ypiyopng mAnpopoépnong 6€ mepintmon
GLYKPOVGEWMY GTN OO POUN TOL KOTTIKOD

e On geometries: Av emlexbolv o1 EVNUEPDGELS GLYKPOVOEWY, TOTE gpQavileTal cav

EMAOYT, OV Ol GUYKPOVGELS AUPOPOVV TO KOTTIKO (1] TOV (POPEX TOV) LE TO OVTIKEIUEVO
1 T0 HECO GLYKPATNONG

o Offset on tool shank: Opiopog amdotoong aceoleiog ovipesa oTov KOpUod TOV
KOTITIKOV KOl TO OVTIKEILEVO
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o Offset on tool holder: Opioudc andotoong ac@areiog avaueso 6tov Ppayiova Tov
KOTTIKOV KOl TO OVTIKEILLEVO.

Me Bdon to TopaTAve Kol COUQ®VA e TO OEO0OUEVA TTOV EXOVLE, OPIVOVLE MG OVOLLO TOV
Part Operation, 10 101 mpoemdeyuévo Kot 6gv TpocbETovpe KATO0 GYOMO. TN GUVEYELD
emtléyovpe to Machining Definition kot eppaviletar éva véo mapabupo, 6Tmg eaivetor oty
Eucova 2.20.

Machine Editor e 6

ig, %'}Qt%‘i]jg ﬂ:ﬁﬂ&l}

MName [ -axic Machinel

Comment

Spindle ] Tooling l Compensation | MNumerical Control

Home point X: g0

1

Home point ¥ [0

|

Home point Z: [100mm

|

Al M| A A

OrientationI: [g

Orientation J: g

I

Orientation K: [

@ 0K I ‘Cancell

Ewova 2.20

Y10 mopaBupo Tov Machine Editor mapatnpovpe 6t vdpyovv 6 dabioeg unyaves, Kabmg
KOl ETAOYH OPTM®ONG unyavig mov £xsl dnuovpyndei oto mepifdrrlov Machine Builder. Ot
UNYovES ouTéG givot:

&

) 3-Axis Machine

e

| 3-Axis with Rotary Table Machine

@-%‘i:' .

. 5-Axis Machine
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. Horizontal Lathe Machine

il

e __ ' Vertical Lathe Machine

. Fa

Epeig emdé€ape v mpdy unyovn, xopig vo oAAAEOVIE TO TPOTEWVOUEVO OVOLO Kol Y®PIg
va TpocBEcovLE KATO10 GYOAL0.

Multi-Slide Lathe Machine

Yav debtepn evotnta 610 TaPdBvpo, vIdpPYoVY TEGGEPLS KaPTELES, OV pog Ponddve otov
0PGSO TOV TOPAUETPOV TNG EMAEYUEVIG UNYAVIG.

Yty kaptéra Spindle opilovue 10 onpeio emoTpoPng TOV KOTTIKOV (oNpEio UNdEY), Kobmg
KOl TOV TPOGAVATOAMGHO Tov. EmAEEaLe TO TpoTEVOLEVO ONLELD.

Spindle | Tooling | Compensation | MNumerical Control |

Home point X: [ m

Home point ¥ : [0

Ay 4)}4)

Il

Home point Z: [0
OrientationI:  [g
Orientation J :

Orientation K: [7

Ewova 2.21

¥t kaptéda Tooling emdéyovpe, péoa omd £va TANO0G KOTOAOYDV, TOV KOTOAOYO TTOL
0élovpe yio T pnyovn pog. Agv emAEEQE KATOI0V GLUYKEKPIUEVO KATAAOYO.

Spindle ‘ Compensation | Nurmerical Control l

Tools catalog Mot specified I

Radius compensation [

Ewoéva 2.22
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v koptého Compensation opiletor n avtiotdOuion Tov KOWTIKOD Y10 KOTEC GTOV
TPLGOLAGTOTO YDPO.

3D Contact Cutter Compensation Mode Nao 5|

Set 3D Contact compensation to all operations supporting this mode 3

Ewoéva 2.23

H avtiotdBuon avaeépetor otn petofoin g dwpétpov Adym @Bopdg v oAAayng tov
KomTiKoL gpyareiov. H yprion avtiotdbuiong yio to Komtikd epyaieio KEVIPOL KATEPYAGIOV
onuaivel 4tt OAa Bepovvial, apyLKd, OTL EYOVY UNOEVIKT SIGUETPO Kal, ETOUEVMS, | TPOYLA
TOV KEVIPOL TOVG TOLTIfETOl HE TNV TPOYd TOL onueiov emapng pe to Ttepdylo. H
avTIoTAO UGN 0V KoTTikoy 6710 TEPPdiiov tov CATIA eaiveton oty Ewdva 2.24.

CATIA Tool Necas Radiua

L

CATIA T

Ewova 2.24
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Yty xaptélo Numerical Control epgoaviCovtor apketd nedia, ta onoio mepiéyovv Tig €ENG

TOPAUETPOVG:

Spindle | Tooling | Compensation

Controller Emulator

Post Processor

MNumerical Control

|cardemofidia.cd

siemens840.lib

Post Processor words table |15, pptable

MNC data type

MNC data format

Home point strategy
Min interpol. radius
Mazx interpol. radius
Min discretization step
Min discretization angle

3D linear interpol.

2D circular interpol.
3D circular interpol.
Helical Interpolation
3D Nurbs interpolation

Mazx machining feedrate
Rapid feedrate

Axial/Radial movement

150 -
Point (X,¥,Z) -
From -
[001mm =

5000mm
1e-004mm

Oldeg

F00mm_mn

F00mm_mn

O OO0 @6 E

e Controller Emulator:

Ewova 2.25

Opoudg elopowwty yepot. Méow

TOV  KATdAANAOL

eCopoimt) 1M Tpooouoimon ¢ unxovng Paciletar kol 6TOV KOTAAANAO POSt
processor

Post Processor: Opiopudg cuykekpipévon teAtkobd emeepyaot]. Amalteitolr opiopog
0V TTpounBevt Tov Eme€epyaoT Omd TO KEVIPIKO pevoL Tmv emhoydv. (Tools
->Qptions->Machining->Output)

Post Processor words table: Opiopdg 100 katdhAniov PP zivake mov 6Oa
ypMNoomon et

NC Data type: Emloyn tov thmov twv dedopévav avapeca oe APT,CLF 1 ISO

NC Data format: onuei(X,Y,Z) 1

a&oveg(X,Y,Z,1,J,K)

Opopdc  TOV  CUVIETAYUEVOV — OF

Home Point Strategy: AnA®vel av To onNueio EXOTPOPNG Eivar TO TPEXOV GNUEID TOL
komtikoh (FROM) 1 pa mpoemiheypévn tonobesio (GOTO)

Min interpol. radius: Opioudc tov PiKpOTEPOL KOKAOL TTOL B0l OPIGTEL GOV KUKAIKY|
Kkivnon

Max Interpol. radius: Opioudc tov peyadTepov KOKAOL oL O 0p1oTEl GOV KUKAKTY
kivnon

Min discretization step: Opiopog g pikpotepNG amndotaong mov Bo dnuiovpynoceL
o GOTO evtoAn otov APT kddika
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Min discretization angle: Opiopog g pkpoTePNg YOViog Tov Ba SnuovpyNoeL i
GOTO &vtoin otov APT kddtka

3D Linear interpol.: Emloyn sugdviong eviodnng GOTO oe kivnon pe daydvio
KatevBuvon

2D Circular Interpol.: Exthoyn xokhikng mopeufoAing o€ 81661061010V KOKAOVE
3D Circular Interpol.: Exthoyn xvokhiknc mopeufBoing o€ tpiodidotatong KOKAOVG
Helical Interpolation: Emidoyn elikoetdong mopepufBoAng

3D Nurbs Interpolation: Epedvien NURBS kapmding, @dote vo katepyaoTtel
anevbeiag amd tov controller

Max machining feedrate: Opiopog ™G HEYIOTNG EMLTPERTNG TPOMONG TOV KOTTIKOD

Rapid feedrate: Opioudg g ekTUdUEVNG HEYIOTNG TPOMONG TOV KOMTIKOD Yo, TNV
EMAEYUEVT] U0V KOTA TNV Toyelo Kivnon

Axial/Radial movement: EmiAoyn povo afovikdv Kol OKTIVIKOV KIVACEI®V TOL
KOTTIKOV Kol Ol GLVSVAGUO TV dVO.

Apyikd, oav Tpoundevtn teMkdv enelepyootmv, enhéae v etarpeia IMS, 510t dabéter
Post Processors yw tig pnyavég g etapeiog Siemens mov Oo ypnoyomomBodv
Yvykekppévo emhé€ape tov Post Processor ““‘siemens840.1ib” wxatv yiwo PP words table
“IMS.pptable”. Ot embuevec arlayic NTOV GTIS TOXVINTEG TPOMONG, OV OPIGTNKOV GTO
700mm/min. H tehwkn popen g kaptéhag Numerical Control givon 1 acdiovOn:

Machine Editor e o

g slv/ =2 A F, s

Marme 3-axis Machine.l

Comment

Spindle Tooling | Compensation Mumerical Control |

Controller Emulator l
Post Processor siemens840.lib -

Post Processor words table 1145 pptable
MC data type 150 -

MC data format Point (X.Y.Z) -

Home point strategy From

Min interpol. radius 'W
Max interpol. radius 5000mm
Min discretization step 1e-004mm

Min discretization angle 0.ldeg

| M ] L1

&1l

3D linear interpol.
2D circular interpol.
3D circular interpol.

Helical Interpolation

O00 @ &

3D Murbs interpolation

Max machining feedrate 700mm_mn
Rapid feedrate ,W

Axdial/Radial movermnent O

Ay

A|M

@ 0K & Cancel |

Ewova 2.26
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Mo Kataympfcovpe OAeC TG oAAaYEG TTov emBuuovpe, matape OK kot to mapdbvpo tov
Machine Editor eroveppoavifetal. Xe antd 1o fpa 0o opicovpe To media TV 5 KAPTEADY TOV

napadvpov, apyilovrag amod tnv kaptéda Geometry.

l

Apyikd, 6o opicovpe 1o TEAIKO KOUUATL pog Yo TV Koatepyaoia. EmAéyovtog to @ T0
mopabupo elayiotomoleitan kol mEPIUEVEL amd gUAG €vo Oplopa-yeopeTpia. Emdéyovtag to
TeMKd pag mpoidv, yovue opicel to Design Part yia v mpocopoimon. Ztn cuvéysio

O

opilovpe Tov axatépyncto OYKo, EMAEYOVTOG TO ——|

Kot PeTd v yeopetpio tov. To fripa

avtd umopei va maporelpbei, edv dev €xel dnuovpyndel to apykd kopudtt. Xto 3° frua

opilovpe OAQ TO KOPWATIO TOV APOPOVY TO PEGO GLYKPATNONG _i KPOTMOVTOC TOTNUEVO TO

mktpo Ctrl. Télog, ywo to i EMALYOVUE TO €MMESO OV £YOVUE OMMUIOVPYNGEL GTNV
ocuvapuordynon pag. Metd amd avtd to e to mapdbvpo tov Part Operation tg Ewdvog

2.27 givol TANP®G OPIGUEVO Y10, TV KATEPYOCIOL LOG.

Part Operation

Name: [Par‘t Operation.1

S Mo Description

% 3-axis Machine.l
f/i\zﬂ Default reference machining axis for Part Operation.1
@ Productl
Geometry | Position Simulation Option Collisions checking

@ | /Productl/Productl 1.2/Partl/Partl/PartBody

9

D | /Productl/Product] 1.2/Stock/Stock/PartBody

Q L 2 fixtures selected (for simulation only) : 1- /Productl/Productl 1/Fixtu re2_a’Fi)d:ure2_a’|3:

o~ | 1 safety plane selected

-
@ | Mo traverse box plane selected

al

-
Mo transition plane selected
27 |k

9

1
Mo rotary plane selected
Q| Norotery p

Ewova 2.27

@ 0K l CCancell
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2.6.4 Anuovpyio KOTTIKOV £PYULELOV

O KOPLO¢ EKPPACTNG TOV KOTEPYOOIDV, TOL 0pilel 0 ¥pNoTng, €lval Ta KomTikd. Emopévag,
OOTELOVV £va, TOAD OMUOVTIKO HEPOG oTN dtadikacia tng Kome. H yeopetpia tov komtikmdv
moilel TO ONUOVTIKOTEPO POAO GTOV OPIoUO TV akoAoLBIdY. O akpiPng opiopog Toug mailet
ONUAVTIKO POAO, TOGO GTNV GYESIOCT TOV KATEPYUSI®Y, 0G0 Kot 6TIS 101e¢ TIg Katepyoosieg. O
OPIOUOG TNG YEMUETPIOG TOV KOTTIKMY UTOPEL va Yivel Pe dvo TpOToVS. Apyukd, pmopel va
emAeYel KAmolo £TOUO OYE010 KOMTIKOD Omd TN AlOTO TOV KOMTIKAOV, OV TPOCOEPEL TO
CATIA, 6noc eaivetar omv Ewdva 2.28, eite tpomomoidvtog kGmolo amd to £To, oYEL.
To mepifdriov tov CATIA emitpénel TV cLVOPUOAOYNGT TOV KOTTIKOV LE TO GTHPLYLE TOV
komtikov (tool holder), dote vo vmdpyst Mo acEOANG €KOVAL Y THV GmOGTACT TOL
OTOLTEITOL OVALLEGO GTO KOTTIKO KO TO TEUAYLO YL TV ATOPVYT] GUYKPOVGEMV.

Thread Mill

Countersink

Reamer

Spot Drill

Center Drill

Multi-Dviameter Drill

Boring and Chamfering Tool
Two Sides Chamfering Tool
Boring Bar

Counterbore Mill

End Mill

Face Mill

Conical Mill

-

-Slotter

Barrel Mill

=k (b & e @ ) <0 =1 (a el el axo

Ewova 2.28

INo va eppavicovpe to mopdbopo dnovpyiog komtikdv emhéyovpe Insert->Auxiliary
Operations->Tools Change kot 1o €idog Tov KomTiKo 7oL emBVHOVpE amd TV AloTta TG
Ewovag 2.28 a1 téhog amd 1o dévipo tng P.P.R. List otnv dwkhddwon Process to
Manufacturing Programm.l. Metd 1o ouvvdvacud TOv SV0 TPONYOOUEV®V ETIAOYOV
enpavifeton o mapabvpo g Ewovog 2.29 kot Eva gpyodeio elodyeton oty ResourcesList
Tov dévtpov P.P.R..
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B CATIA VS - [Process2: Setup Editor]
[ start  ENOVIAWSVPM File  Edit _View Insert Tools Window Help

Tool Change.1 e e E o se @@b ‘d"

Name: | Tool Chengel |

| Autorni ~ || Aute. vHAutn || A

_&_v chment:\_NuDesmptm; | fr s ’E

a 1% ta || &

(i 0905 <08RTLF &

0 <& Part Operation [ Ml ve} |04 &

e LA-E Neme | 72 Dril D 10 =

r ; Comment: | ]

@' Tool number:[7 = s

&) 5

o 2
B

=3

=) 28 ®

v=N ;E <

= ' @ &

of e

v ém 2F

G More>> | 3 54

L
@ ok | @ Cancel|
S 9 @ P BASE B4 AQiBA6EE OmL9%  HTE 4,

Tool change edition [ ]

Ewova 2.29

IMapatnpovue 6t 610 mapabvpo Tool Change, apyikég emhoyég givat T0 GVORO TOV KOTTIKOD
Kot évo medio elcaywyng oyoriwv. Emiong, vmdpyovv tpelg KapTtéLeg yuoo ToV Opiopd Tov
TOPAUETPOV TOV KOTTIKOV.

H mpdtn kaptéha apopd Tov opiopd TG SLVAPHOAOYNONG TOL EMIAEYUEVOL KOTTTIKOV LE TO
HEGO GLYKPATNONG TOL, 1 OEVTEPN TOV OPIGUO TOV KOMTIKOV KOl 1 TEAELTAIN TOV OPLOUO
emmAéov evtoAmv tov Post Processor.

Apyilovtog amd v dgdtepn Kaptéha, emthéyovue 10 TANKTpo More>> 1o mapabvpo Tool
Change.1l emexteivetar kor gugavifovton 4 véeg KAPTELEG LE TOPAUETPOVG GYETIKG HE TNV
veouetpioa (Geometry), T1¢ KataoKevaoTIKE Aentopépeleg tov komtikov (Technology), tig
tayvtnteg (Feeds & Speeds) kot v axpifeio Tov komtikod (Compensation).

XPNGLOTOIDOVTOC TO, TOUPATAV®D GTOLYELR Kol Le BACT) TO TEMKO QVTIKEIIUEVO, OTLLLOVPYTCAUE
3 KomTikd Yoo TIG avAyKeS TV Katepyoowuwv pag. Ta komtwkd eivar Tpomomon|celg tov
apotomov End Mill.

Mo 1o Tp®TO KOMTIKO, TPOTOTOMCAUE OO TNV KAPTELD TNG YEOUETPIOG, TN SIAUETPO TOV GE
12mm ko dgv emhé€ape v emhoyn Ball-end Tool. Agv tponomnke kdmoto GAAN KopTéra.
To deltepo Kot TPiTo KOMTIKO €lvar 1010 SOUETPOL, KOl CLYKEKPIUEVA 6MmmM, pe PBooikn
S0popa TG SPAPIKT KOTAANEN 0TO dEVTEPO KOMTIKO, TOV OEV LVILAPYEL GTO TPito. MeTd TOV
opoud v komtikdv kot o Tpia (Ewova 2.30) eaivovior oto khadi ResourcesList tng
P.P.R. List.
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Tool Definition © O Tool Definition ©® O  Tool Definition

Name: [ T1 End Mill D 12 Flat ] Name : [ T2 End Mill D 6 Ball End ] Name : [ T3 End Mill D6 Flat ]

Commen it s [ ] Comment : ( ] Comment : ( ]

Taol number: 1 = Tool number: [ = Tool number: [ =

[ Ball-end tool 4 Ball-end tool [ Ball-end tool

‘ A1 S e sii=1 S
| 1
| i
\ 1] E 17
| [ | i i
1 U]
e senimn L _as
More > > I More >> l More >> l
- @ Ok | @ cancel| - 9 ok | Bomed]| | @ 0K | @ Cance|
Ewéva 2.30

2.7 Anquiovpyia axolovOimv

Epbdcov dnpovpynioape to KEVIPO KATEPYUSIOG UTOPOVUE TAEOV VO ONULOLVPYHNCOVUE TIG
axolovbiec apBuntikon eléyyov. Ot akolovbiec avtéc, ivor EVIOAEG OV YPNOLOTOIOVUE
YO TNV KOTEPYOTIO [0 TEPLOYNG HE CUYKEKPIUEVOLS TOPAUETPOLS. [l TV dnuovpyic piog
akoAovbiog, emAéyovue gite amd Vv ypouun evioddv Machining Operations, eite and to
menu manager Insert->Machining Operations tnv evtoAn mov emibvpovpe.

MoAg emAéEovpe U0. GUYKEKPIUEVN €VTOAN, T0TE Oa eugoviotel 10 mapdbvpo mov Ba
oplotovV o1 Tapdpetpol g Koatepyaoiog. To mapdbvpo OSwbéter 5 woptéleg, mov
avagépovtal oty  yempetpion ¢ kotepyolOuevng mEPLOYNG, TO KOMTIKO 7ov  Oa
yxpnoomon0el, Tic TayOTNTES TOL KOTTKOV, TNV Topeia Tov B akoAoLONGEL Kal TIG EVTOAES
TPOGEYYIONG KOl ATOUAKPVVOTG OO TO TEUMYLO.

2.7.1 AxorovOwr katepyaoioc tpooil (Profile Contouring)

Apyikd, Bo Onovpynoovpe o Kotepyooioo mwov OBo emelepydleton 10 TPOEIA TOL
OVTIKEWEVOD poG. Qg mpoeih Bewpovpe v TEPLPEPEIOKT EMPAVELD, TAVED GTNV omoia Oa
KwnOei kat 1o xkomtikd pog (Ewodva 2.31).

Ewova 2.31
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O1 Kup1oTEPOL TOPAYOVTEG TNG KaTEPYUSiaG elvar ot eENc:

Eidoc aAinlovyiag tov nepacudtov (Sequencing)

BdBog ko (Depth of cut)

Ap1Buog tov afovikav nepacudtov (Axial Strategy-Number of levels)
IMocootd emkdroyng kortikob (Percentage overlap)

Avoyn g katepyaociag (Machining Tolerance)

Avtiotdduon (Compensation)

IIpocéyyion tepayiov (Approach)

Amopdkpovon tepayiov (Retract)

To £i60g aAANAOVYIOC TOV TEPUGUATOV

H mopdpetpog vt eréyyel tov tpdémo pe tov omoio Ba kivnbel 10 KOMTIKO MOV OTNV
aKatépyaotr emipavela. H mapdpetpoc avtn dtabétet dvo emhoyés:

%  Zig-Zag: H katevBvvon 1ov kontikod Kabe gopa eivat ovtibetn tng mporyodueving

=

Ewova 2.32

«  One way: AkolovBeiton 1 idia katevBvvon og KGO TEPaGLO.

=

Ewova 2.33
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To Badog xomng

To Paboc KomNg avapépeTal 6To TAYXOC TOL VAIKOV, TOV KOTEPYALETAL TO KOTTIKO og kafe
TEPOAGLOL.

O 0p1Ono0c TOV 0EOVIKMOV KUl OKTIVIKOV TEPUGUATOV

Me tov 0po «oplOudg aOVIKOV TEPAGUATOV» OVOQEPOUNCTE OTO EMimeda 7mov Oa
KATEPYUOTEL AEOVIKA, EVED OC AKTIVIKG TEPAGLOTA OPIlOVIE TO, TEPAGLOTA TOV KOTTIKOV Y10
kaOe Pabog xomnc (Ewdva 2.34 a,b).

L e

Ewévo 2.34 (a, b)

I10606T0 EMKAAVWYIC KOTTIKOD

H emkdAivyn tov Komtikov dwokpivetor e dvo gion. Tnv andotaon avdueca oe dvo Béoelg
TOV KOTTIKOD TTOV GVTIGTOLYOVV € d10d0yika mepdouata (Step Over) kot v emkdAvyn g
mopeiog Tov komTiko Kotd thv kivnon tov (Tool Overlap).

stepover

Cverlap Overlap

Step Over Tool Overlap

Ewkova 2.35
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Avoy avn

Q¢ avoyn unyovng opiletar 1 LEYIGTN amOGTACT OVAUESO GTO BEDPNTIKO KOl TO TPAYLOTIKO
MEPOAGLLOL TOV KOTTIKOV.

Ewova 2.36:

AvtioTd0puion

Evepyomoinon ¢ avtiotdduong tov komtikov (Compensation), kabmg kot ewiAoyn Tov
TpodmoL pétpnong g Béomg tov komtikov (Compensation application mode).

"Exovtag vy pog ouTég TIG ONUOVTIKEG TOPAUETPOVG TNG KOTEPYACIOG OTIG TEVTE KAPTEAES
tov Profile Contouring.1, 6o Tpomomotcovie T1g mapapéTpovg wov Béhovpe. Apyilovtag amd
™V KapTéAa NG Yeouetpiag, Ba emiéEovpe oG TPOTO TOPEING TOV KOMTIKOL TIS KAOETEG
eMPAveleg Tov tepoyiov. o va yivel avtd emAéyovpe TNV KOKKIVI KAOeTn empavela Kot
uoMg erayiotomombel 1o mopdbvpo, eMAEYOVUE TIC TAAYIEC EMPAVEIEC TOV OVTIKEUEVOL.
Otav olokAnpwbel emituymdc N exloyn], EXIOTPEPOVUE GTO TTapddupo TNC Katepyaciog Kot
TOPOTNPOVUE OTL M APYIKA KOKKIVY] ETPAVELD EXEL Yivel Tpdoivn, 6nwg oty Ewova 2.37.

ffzs Chsck ©
Offeel o Shgohy PMh

Stop e ln

Dffsst on Botiom : Omm
Dffsst on Contour : Omm

Ewova 2.37

. -
Zav 2° PAua otV KOPTELD TV KOTTIKMV s , Léom ¢ emroyng Select a tool in
document Bpickovpe ™ Alota pe To KOTTIKA OV £Yovpe dnpovpynoet. I'a v Katepyooio
avtn Oa ypnoporocove to kortikd T1 End Mill D 12 Flat.
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Profile Contouring.1 e e

Mame: | Profile Contouring.1

Comment: | No Description

| 0 A | A | 265 |

1% 1 |
@|f &L E[0 880
Name ([T End Mill D 12 Flat | &
Comment:
Tool number: [T =
]
|
=1 Fenen
|
|
Iy
| i
2]
{ }
Bo={lom . il IsEL]
|
More>>
[ Display tool at: @ e} y .|
o
- @ ok | _Prevew | @ Cancel |

Ewova 2.38

21 ovvéyeln, enefepyalONaoTe TIC TWHEG TOV TOPAUETPOV KIVIOTNG Kol TEPIGTPOPNG TOV
KOTITIKOV KOTA TNV TPOGEYYIoT KOl KOTEPYATIO TOL TEHOYIOV. APYIK(, OTEVEPYOTOLOVUE TNV
emhoyn Automatic compute from tooling Feeds and Speeds téco otnv katnyopio Feedrate,
000 ka1 otnv Karnyopia Spindle Speed, mov avagépovial 6TV TPO®ON KOl TEPIGTPOPT TOL
Komtikoy  ovtiotoyo. Akoupa, pvbuilovue Tig ToydmTeg mpooéyyione (Approach),
Katepyaciag (Machining) kot amopdxpuvong (Retract) oto 700mm/min. Opilovpe v
TaOTNTA TEPLOTPOPNG KaTd TV Katepyooia otig 1000 neplotpo@éc ava Aemtd (turn/min). H
KapTéla TV TayutTov eatvetar otnv Ewkova 2.39.

55



.
Profile Contouring.1 e 6

Mame: | Profile Contouring.l

Comment: | Mo Description

A | A6 | AeB B | AFC |

Feedrate

|[] Automatic compute from tooling Feeds and Speeds
Approach:

Ak

| T00mm_mn

Machining: |T(]0mn1_mn

Retract: | T00mm_mn

Finishing: |(],1mm_mn

| Transition: | Machining %

| 5000mm_mn =

Unit: | Linear -

Feedrate reduction in corners

[] Feedrate reduction in corners

Reduction rate : a0 P

Minimum angle: 45deg =

Maxirmum radius :

i

1mm e

Distance before corner i]_mm =

Distance after corner:

=T

1mm =
Sﬁindle Speed
|[] Automatic compute from tooling Feeds and Speeds

< Spindle output

Machining: |1000turn_mn =
e | Angular - |
Chualifw [ - P Y e ]
vy
@ ok | Preview | @ Cancel |
e

Ewoéva 2.39

Téhog, 6o opicovpe Tov TPOTMO TPOGEYYIONG KOl OITOUAKPVUVONG TOV TEHOYIOV, UEC® NG

|

terevtaiog koptédag Macros DatJ -2 % v katnyopic Macros Management
emléyovpue v evtolny Approach xoi pe de&i KAk v evepyomorovue. ‘Encrta, emidéyovus
Tov optopd and tov ypiotr (Build by user) kor v kabetn npocéyyion ond kdmoo eninedo
(Add Axial motion up to a plane). Q¢ eninedo opilovue 10 eninedo aoc@uAciog mov &govue
ONUIOVPYNOEL KO TapaTNPOVUE OTL 1) Avyvia 6&1d TG EVTOANG £XEL Yivel Tpactvn, delypa 0Tt
éxel oprotel mnpwc. [a v aropdkpovven enthéyovpe v evtodn Retract ko epyaldpoaocte,
OLO10. LIE TTPLV.
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Profile Contouring.1 a8 é

Marme: |:F'r0fi|e Contouring.l |

Comment: | Mo Description |

G | AR | Aeh | A | 240 |

— Macro Management

Macro Mame Mode

C] Approach Approachl Build by user
@ Retract Retract.l Build by user
(Y Clearance Clearancel To safety plane
() Linking Retract Linking.1 Build by user
(Y Linking Approach Linking.1 Build by user
() Returnin a Level Retract Return in a Level 3 Build by user

() Return in a Level Approach  Return in a Level.3 Build by user
Return finish pass Retract Return Finish Pathd  Build by user

JJJ

— Current Macro Toolbox

Definition | Options |

II\""IIC'dE:|l':luild by user -

=2 &0 7| WBEEE|TE
] N
ElK(')va:AC[)}K | e | 3 Conce |

‘Exovtag opicel 0leg Tig KOPTEAEG TNG KATEPYAGIOG, EMAEYOLUE TNV EVTOAN - a, MOoTE VO
dodpe Vv katepyoosio kol va dtopbdcovpe Tuyxdv AAON 1] CLUYKPOVGELG TOV TAPUTIPOVLE.
Eniong, péow tov Tool Path Replay evoopotdvovope (Computed) tyv kotepyoasio oto
Manufacturing Program.1, k1t mov givat vVIToype®TIKd MOTE 1 KOTEPYUTio Vo cLUTEPIANQOET
0TI GUVOAIKT KATEPYOOL0 KO VO ELOAVICTEL 1| Sradpopr| Tov komtikov (tool path).

57



Ewova 2.41

Ymv Ewova 2.41 napatnpovpe pe cuvexOUevn TPAGIvn YPOUU TNV KiVGT TOL KOTTIKOV,
OV OVOQEPETOL GTNV KaTEPYAoio kol PAemovpe 0Tt Eekivdel omd To eminedo aoQUAEiG.
Eniong, PAEmovpe 0TI TO KOMTIKO Kiveital KAOETA 6TO oneio TPOGEYYIoNG KOl OTOLOKPVVETOL
and 1o 1010 onueio (umie ypouun). M onuavtikny dvvatdtnra tov CATIA eivor n
TPOCOLOIMGCT TOV KOTEPYUSIDV YWOPIG VO XPENOTEL EXTAEOV AOYIOCUIKO Tpdypappa. [ tnv
npocopoinon emdéyovps Vv Katepyooio and v P.P.R. List kot pe 6g&l khk avoiyovue Tig
emloyéc e EmAéyovtag to Profile Contouring.l object kot ot cuvéysia to Start Video
Simulation, emi\éyovpe v mpocouoimwon tov cvuvoikod Pivreo (Full Video).To telikd
amoTélecUa TNG Kotepyaoiog oaivetar oty Ewova 2.42, o6mwg mpokdmtel amd TNV
TPOGOUOIWOT.

-

Ewova 2.42
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2.7.2 Akorov0io kotepyasioc emoeaverac (Sweep Roughing)

e auTod T0 KEQAAMO Bol avOAVGOLLE TV KaTEPYaGia mPaveEIdV. Mg Tnv Borfeia avtig ™G
axolovbiog, umopovpe va dnpovpynoovpe akoAovbieg eite ywo exyovoplom eite Yo
aromepatwon. H xotepyasio avtny pmopel vo ompiletor og 2.5, 3 7 mopomdve GEoveg
Katepyaoiog, avaAloya Tov TOTO TNG UNYOVIS.

Ewova 2.43

O1 10 GMUOVTIKOL TAPAYOVTES GTNV KOTY| EMPAVELNG EIVOL OL:
o H toktikn katepyaciog (Roughing Type xaz Tool Path Style)
e H emkdloyn tov kontikod (Max. distance between passes)
o To Bdboc komng (Maximum cut depth)
o Avoyn xozepyaociog (Machining Tolerance)

H emdloyn tov komtikod ko 10 Pabog komfg glval Evvoleg mOv TPOVGIACTNKAY GTO
pornyovuevo kepdrato. ['a avtd to Adyo, B TOPOLGLICOVLE LOVO TNV TOKTIKT KOTEPYAGIOG
NG EMPAVELNG.
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H taxtwkn kotepyosioc (Roughing Type)

Mécm g TapapETPOL AVTNG, WTOPOVUE Vo, KaBopicovpe Tov TPOTO TOL KIVEITOL TO KOTTIKO
KaTd TNV Kotepyacio g emtpdvelag. Ot emloyég g kivinong eivat ot €€NG:

» ZOffset: Otav to komtikd dev katepydletat, Kiveitor 6€ Kabopiouévn amdcTAct Omd
TO TEUdY10

Ewova 2.44

» ZPlane: To tepdyo kotepyaletar ava eminedo. To enineda ivar kébeto otov GEova
TOV KOTTIKOV

Ewova 2.45

» ZProgressive: To tepdyto katepydletor oavapeso oto tepdyto kat tn Bewpntikn dvo
EMPAVELD TOV OKOTEPYOOGTOV OYKOV LE TN XPNOT TAPEUPOANG.
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Ewoéva 2.46

Axopa, mpénetl va oplotel 0 Tpoémog mov Ba cuvdebovv Ta Tepdopata petald tovg. Tn popd
7oV Oo akoAovOel 10 KOTTIKO 0t TO éval TEPacU 610 GAL0. Ot TPpOTOL QVTOL Eival TPELS Kot
elvar o1 €€ng:

» Zig-Zag: H mopeio tov kontikod avtiotpépet T dievbuvon kivinong og kdbe mépacuo

» One-way next: To xontikd o kdfe TEPacua akoAovbel Ty ida dievbvvon kiviong
KOl 0TO TEAOC TOVL TMEPACUOATOS KIVEITAL JYDVIK GTO OpyIkd OMUEi0 TOL ETOUEVOD
MEPAGLLOTOG

» One-way same: To komtikd o€ Kabe mépacua axorovdel v id1a devbvven kivnong
KOl ETIOTPEPEL GTO APYIKO onpeio mpv kvnbel yio to apykd onueio Tov endUeEVOL
MEPAGLLOTOG.

O tpdmog mov Ba. dnpovpyncovpe v katepyacio Sweep Roughing, dev dwapépet and tnv
TPOTYOVUEVT KOTEPYOUGTO. APYIKA, EMAEYOVUE TNV EMPAVELD TTOL DELOLLLE VO, KOTEPYOOTTOOE
amo v koptéha Geometry. H gldyiotn amaitnon g evioAng gival o opiopdg Tov Tepayiov
Part mov epopavifetor pe kokkivo ypopo. EmAéyoviog 10 kOKKIVO ypdua, T0 mopabvpo
e€apavifeTon Kol pe TV emMAOYN TOL TEpOyiov emaveppaviletal £yovtag TAEOV TPAGIVO
xpopa. O oplopdg emmhéov emoaveldv eival mpoorpetkds Kot dev emmpedlel Vv
KatEPYsiaL.
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Sweep roughing.1 e e Sweep roughing.1 e e

Name: Sweep roughing.

Mame: | Sweep roughing.
Comment: | No Description

W | v

Offset Group: | None

Comment: | No Description

8eh | A | BC | E IG | e | Bk | Aec |

Offset Group: | None -
Feature: | Surfacic Feature.2 > Feature: | Surfacic Feature.2 M|
Click to select a part body element Move the cursor over a sensitive area.
of right click for additional methods
‘OFfgat on parl : Omm Difzat on pari : Omm
DFffzat on thaek.! Omm 3

Offzet on thgek ! Omm

4 Part autoLimit 4 Part autoLimit

Limit Definition Limit Definition
i — . Side to machine: Tnside -
Stop position: On - Stop pasition: on =
Stop mode: Tool end = i Tool end >
Offcet: e Offset: T |
P vy

- RI0K. 1 _Preview | @ Cancel | = S ok | _Preview | & Concel |
a b
Ewova 2.47 a, b

2TV GUVEXELD, EMAEYOVUE TO 1010 KOTTIKO Ue TNV Tponyovuevn Katepyaoio. H emhoyn tov
€YIVE MGTE VO KOTEPYUGTOVUE UEYOADTEPT TOGOTNTO VAIKOD Kot e EMOUEVT KaTepyooia Oa
OTOTEPATAOCOVE TNV KOUTOAN EMPAveld. ¢ TOKTIKY Kotepyosiog emdéape tnv
ZProgressive pe dadpopn komtikod Zig-Zag. Axouo, 1o Prua oe kdbe népacpua opiotnke
oto 6mm, evd to Pdbog komng ota 0.5mm (Ewova 2.48).
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Sweep roughing.1 (=) e

Name: \.Sweap roughing.l |

Comment: | No Description |

G | Aed | 2 | 262 |

= 1
Movwe the cursor over a sensitive area. T | Radial | ol |
Max. distance between pass: 6mm ﬁ ?
Stepover side: |Lef't - ‘ 2
. -
Machining | Radial ‘ Acial |
Maximum cut depth: 05mm ﬁ 7

Roughing type
O ZOffset O ZPlane @ ZProgressive ‘

Machining | Redial | Axial |
Tool path style:

|zZig-z2g -]

Machining tolerance: 01lmm -1 7

o B o

@ ok | Preview | @ Cancel |

Ewova 2.48

Ot taydTeg KOmNg Euevay 101EC KoL GE QLT TNV KATEPYOoia,OnAadn yio TNV Kivnon Tov
Komtiko® 700mm/min kot yuo v mepiotpoen tov komtikov 1000 turn/min.

Sweep roughing.l (2] 5]

Mame: | Sweep roughing 1 |

Comment: | Mo Description |

AT | A& | 2B | 35 | A4S |

— Feedrate

"4 Automatic compute from tooling Feeds and Speeds

Approach: I?Oﬂmm_mn
Machining: I?ﬂﬂmm_mn
Retract:

I F00mm_mn

[ Transition: | Machining

I 5000mm_mn

it |Linear -

— Spindle Speed

[] Automatic compute from tooling Feeds and Speeds

"4 Spindle output

Machining: Il(](](]turn_mn =
iz |lﬁ\ngu|ar V_|
Quality: | Rough - | Compute |

Ewova 2.49



Téhog, og puébodo mpooéyyiong (Approach) emiéynke n Back. H emhoyn avt mpooeyyilet
oe dvo Prpata to onueio mov Ba Eexwviosr M katepyocio. H pébodoc amopdkpuveng
(Retract) dnuiovpynonke xeipokivita Kot ivor 1 KOTaKOpLeN Kivnorn o1o eninedo ac@asiog.
H pébodog amoudxpoveng (Approach) emnpedler v kivnon tov komtikod Otav avtd
petofaivel omd Evo TEPUCUN GTO ETOUEVO, Y10, AVTO TO AdY0 eupaviletar otnv puébodo Define
by Approach/Retract. TéAoc, n amdctacn mov TaEBEVEL TO KOTTIKO TAV®D OO TO TEURYLO Y10,
va aAAGEel Béon katepyooiag opiotnke 3mm, Pdoet ¢ peBoddov Optimized. Ttn cuvéysia

eEMAEYOLLE i % Ko BAémovpe TV katepyacio. Metd v £€£000 LG amd TNV TPOGOLOI®MoT),
TOPOTNPOVUE OTL TAEOV TO OVOUO TNG KaTepyasiog pag ivor Sweep roughing.1(Computed).

Sweep roughing.1 e e

Mame:  [Swesp roughing.d

Comment: | No Description

| A0 | M | M AEC |

Macro Management

Macro Name Mode

% Approsch Approach1 Back

% Retract Retract.l Build by user

 Clearance Clearancel Optimized

p

8 Linking Retract Linking.1 Defined by Approa...

@ Linking Approach Linking.1 Defined by Approa...

B Between passes Between passes1 None

B Betweenpasseslink  Betweenpasses1  Defined by Approa..

g B

Current Macro Teolbox

Definition ‘ Options
Mode:| gptimized -
Dizstance Zmm
N
@ oK Preview | @ Cancel
- 0k | _pisien | B ol
e
Ewova 2.50
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2 ovvéyela PAEmovue v dtadpopn tov Kormtikoy (Ewkdva 2.51), yuo ™ ovykekpiuévn
KaTEPYAoiaL.

Ewova 2.51

To omotéheoua 1Tng mpooopoiwong g Koatepyasiog o¢aivetonr otnv Ewova 2.52.
[Tapatnpodpe TV KoK TOWOTNTO ETPAVELNG, KATL TOL OVOUEVOTOV Kol Tov Bo Pertionbel
oMV €nOUEVT Katepyooial.

Ewova 2.52
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2.7.3 Akorov0io KatTepyasioc emoaverac (Sweeping)

Onwg avoeépoue mapamdvo, 1 katepyacio Sweeping Roughing ypnoipomombnke yio
€KYOVOPIVGT TOL KVUOTIGTOD TUNALOTOC TOV OVTIKEUEVOD. XoV EXOUEVO Prpa, UE TN XPNOoM
NG EVTOANG Sweeping Oo mpoyUaTOTOGOVUE ATOTEPATOOT TG EMPAVELNG, TPOCTAOMVTOG
V0, TETOYOVE TNV KAADTEPT dUVATN EMLPAVELQL.

Onwg ka1 oto Sweep roughing, €161 Kot £6®, 01 o oNUaVTIKol mapdyovieg eival to Pabog
KOTMNG, M TOKTIKY TNG KOTEPYACIOG Kol 1 €MKAALYN TOoL KomtikoV. Oupwe, emedn v
Katepyooio Sweeping 1t YpnOWOTOOVUE Y10 TEMKN Kotepyaoio Tng emedvelnc, Oa
npocbécovue Evav axdpo mapayovra. H vyouetpikr dtapopd (Scallop height) avaueca ota
TEPACUATO, TOV KOTTIKOL €ival €vag CMUOVTIKOG TOPAyovTag Yoo TNV TEMKN TOWOTNTO TNG
EMPAVELQGS.

1

Scallop Height

Tool

Radius - Stepover

Distance

Ewova 2.53

lNo v  «kotepyooia Sweeping, omo¢ &yovue der yoo vo TN Onuovpyfoovue Oa
ypnoonocovue v ypauu evioldv Machining Operations 1 and to menu Insert-
>Machining Operations->Surface Machining Operations.

ApyiKd eTAEYOVE TO KOTTIKO 7OV B0l ¥PNGIULOTOMGOVIE GE QLT TNV KoTEPYasio. Adym® Tng
KOLOTIOTNG EMQAVEWNG, TO KOTMTIKO oG Ba €xer cpopikn amdAnén. Emiong, Adym g
emBLUNTAC KOANG empdvelng 1 OdpueTpog Tov O givor M HKpOTEPT duVATH, OCTE VO
uewwoovue tov Toapdyovto Scallop Height. To emtleyduevo komtikd ovopdleton T2 End Mill
D6 Ball End kot éygt diduetpo 6mm.
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Sweeping.2 e e

Mame: Sweeping.2

Comment: | No Description

r%l%@e &b | A | 260 |

1% | A |
B
v
Name [ T2 End Mill D 6 Ball End | ik
Comment:
Tool number: 2 2
< Ball-end tool
|
s sAb=1 Srm
|
|
. g
E
o
N g
| 41
[
il
Be—3m 1|, Gimfom
|
More> > I
[ Display tool at: @ ] _I
oy

@ OK I Preview I aCancEII

Ewova 2.54

21 ouvvéyela, opilovpe TV emPAveLn TOV TEUAYioL Tov Ba katepyactovpe. EmAéyovtag tnv
kaptéha Geometry kot v KOKKivn Teployn tov Part, emAéyovue v KULOTIOT ETLPAVELQ.
[MAéov, n KkoéKKV empdaveln, mov cLUPOMIEL TIG amOpAiTNTEG TEPLOYES TOL TPEMEL VL
0pIOTOVV KOT EAGYIOTOV Y10, VO UTOPEGOVLE VO, OAOKANPMGOVUE TNV KOTEPYOsia, £yl yivel
TPAGIV KO LWTOPOVUE VO, GUVEXIGOVLLE UE TOV OPIGUO TOV VIOAOIT®V KOPTEADV.

Sweeping.2 e e

Name: | Sweeping2
Comment: | No Description

B | Bk | A | A | AC |

Offset Group: | None J

Feature: | surfacic Feature3 -

Move the cursor over a sensitive area,

Dffsat on paril : Omm
OFffsat on chgek. ! Dmmn

3 Part autolimit
Limit Definition

Side to machine:

Inside -
Stop position: on h
Stop mode: Tool end h
(ffeet: L
Ll R
Ewova 2.54
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2 ovvéyela, otnv koptélo Ba puBuicovpe TV TOKTIK OV B aKoAoLONCEL TO KOTTIKO Ylo
avTn TV Katepyooio. ¢ TakTIKN avipeoa ota tepdopato epapuooape v uébodo Zig-Zag
ue N péyiotn dvvarn dwokprronoinon (Max Discretization) kou fripa 1.5mm. Mikpdtepn Tiun
Ba pag €0ve akdpo KoAvTEPN TOOTNTO EMPAVELNS, OAAE B peydAwve moAd tov ypdvo
Kkatepyooiag. Xty kaptéia Radial opicope cov vyouetpiky S10popd avAUESH GTO
nepdoupato ta 0.25mm, evd cav Paboc komnc opicaue ta 0.5mm ce évo TEPAGUL GTNV
Koptéra Axial. Téhog, péow g kaptérog Island dev emdéEape v emhoyn Island Skip. Etou
(MOOTE TO KOMTIKO VO KOTEPYASTEL LOVO TNV KLUOTIOTH EMUPAVELD KOL VO OLYVOT|GEL ECAOTEPTKES
EMPAVELEG IOV Ogv opiotnkay. AVt 1N €mAoYN dev avEAVEL TO XPOVO TNG GUYKEKPLUEVNC
katepyaciog. H ecmtepikn empdaveio 0o katepyootel o€ LETEMELTA KATEPYUTIOL.

Machining | Radial |Axia\ | Zone | Bland | HsM |
Sweeping.2 o o Stepover: Constant -2
e Sweeping? Max. distance between pass: T5mm i)
Comment: | Mo Description Min. distance between pass: ’F
A |§@; | L ‘ Lo ‘ 1S | Scallop height: 0.25mm 2 2
Move the cursor over a sensitive area. Stepover side: Left i
View Direction
@ Along tool axis O Other axis

Machining | Radial | Auial |Znne | wiand | Hsm |

I e Number of levels and Maximum cut dept ~ | 2

Number of levels: . =2
Maximum cut depth: [O5mm & ?
Total depth: [omm =

Machining ‘ Radial | Awial | Zone | Island | HSM |

Tool path style: Zig-23g - Machining | Radial | Axial | Zone | kiand | Hsm |
Machining tolerance: Timm < 2 Zone: All - ?
[ Reverse tool path 2. Min. frontal slope: 47deg z
d Max Discretization 7 Min. lateral slope: 47deg <
Step: -l 7
ep: 15mm i Max. horizontal slope: 15deg =
Distribution Mode: Shifted -
Plunge mode: RE— -
oy
po— vl @ Machining | Radial | Awial | Zane | Island | HsM |
- [ sland skip 2
O
Feedrate length: S0mm =
,
Ewova 2.55

O Tayvtteg opilovtol pe TIC TOPAUETPOVS TTOV YPNCULOTOICOUE KOl OTIG TPOTYOVUEVES
katepyacics. Opoimg, opioTnKav o1 KIVoELS TPo¢ Kol omd to TeEUdylo, kKabmg Kot 1 Kivnon
AVAUESO GTO TEPAGUATO, OTMG OpicTNKAV Kot 6tn Sweeping Roughing.
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2.7.4 Axorov0io katepyaoioc kKowhotntoc (Pocketing)

H axoAovbia katepyaciog kothdtntog eivon pio akolovBio mov £xel wg otdyo TNV Katepyusio
Hog Koo tnToG, apyilovtoc TpmTa. amd To TPOPIA TNG KOIAOTNTOG KOl TN CUVEYELD TNV KATM
EMUPAVELN TNG KOIAOTNTOG.

Z1HovTIKol TapAyovTEG TG KoTEpyasiog tvar ol €ENG:

To Bébog kommc (Depth of cut)
H taxtikf kotepyooiag (Tool path style)
H egnucéAoym tov komticov (Distance between passes)

Ta eninedo katepyaciog (Number of levels)

Taxktik] katepyaoioc (Tool path style)

Mo v katepyacio KooTNTOG VITAPYOLV 8 dlabécipol TpoOTOL Katepyaciag. Avtol givat:

Outward helical: To xontik6 Eekvaetl amd évo onueio g KOO TG Kol akoAOVOET
TEPAGLLOTA TTPOG TO €EMTEPIKO TNG KOWMOTNTOG, TAPOAANAO LE TO TOLYMMUOTO TNG
kootntag (Euovo 2.58A)

Inward helical: To kontik6d Eekivdetl omd éva, onueio TG KOIAOTNTOGC Kot akoAovOel
TEPACUOTA TPOG TO ECMTEPIKO TNG KOWATNTOAG, TOPAAANAC LE TO TOLYOUATO TNG
kotlotntag (Ewova 2.58B)

Back and forth: H xatevBuvon tov xomtikod givar oe kébe mépacpo ovtibetn tov
nponyovuevov nepacpatog (Ewdva 2.58C)

Offset on part One-Way: H «xivnon tov komtikod okoAovbel mavto v idw
Kateblvvorn avApESH, OTA TOPAAANAC 7TPOG TO TOWYMUOTO TNG KOWOTNTAG,
nepdopata (Ewdva 2.58D)

Offset on part Zig-Zag: H xivnon tov komtikod axkolovdei dapopetikn katevbuvon
oe kabe mépaopo, (Euwova 2.58E)

Concentric: To komtikd Eexwvder amd éva onueio mov avtiotoyel o &vav vontd
KOK o ka1, pe Pdon To Prpa kébe TEPAGLATOC, TO KOTTIKO KIVEITAL GE OUOKEVTPOLS
KkoKAovg (Ewova 2.58F)

Outward spiral morphing: To kontikd EgKivagl amd T0 ECOTEPIKO TN KOIAOTNTAG KO
Ue omelpweldn kivnon mpooeyyilel ta eEmtepikd torydpata (Ewova 2.58G)

Inward spiral morphing: To xontikd Eekvdel amd o ewTepikd TG KOMOTNTOS Kot
LE OTEP®ELDT] Kiviion Tpooceyyilel To ecmtepikd (Ewdva 2.58H)
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Ewova 2.58

Erninedo Karepyoaosiac (Number of levels)

Qg eninedo kotepyaciog opilovtar ot aovikoi «bdpopow mov Bo KoTEPYAOoTEL SL00YIKA TO
kontikd epyoieio. H dwukprromoinon &vog afovikohd VYoLg e EMUEPOLS TUNMOTO
glaylotomolel v Kotamovnon mov Ba deytel TO KOMTIKO Kol TOV KivOuvo 06TOYING TOL
KOTTIKOV, G€ GYECN W TNV amevbeiog Katepyasio Tov OAKOD VYOLC.

';

Ewova 2.59

Ta v katepyacio tng KOOTNTOG EMAEEQUE TV PN ooroinon tov kortikov T1 End Mill
D12 Flat, AMoym tng eninedng KGt® empavelag, Kabmg Kol TNV YPNYOPOTEPT OTOUAKPVVON
VAKOU o oyéon pe to kortikd T3 End Mill D6 Flat (Ewkova 2.60).
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Pocketing.1 e 6

Neme |Pocketingd

Comment: | No Description

VE\B@} B | A | BEC |

13 2 |

SE LG

MName | T1 End Mill D12 Flat &

Comment:

Toolnumber: ] z

=
|

bt
[
|
I
| i
2 009
|
o=t I
Man>>I
[ Display tool at: @ O g |
]
@ ok Preview | & Cancel |
,
Ewoéva 2.60

Mo v emloyn g yeopeTpiag, apyikd, TPETEL VO TPOGIIOPICOVUE TO 160G TNG KOIMOTNTAG,.
Ytmv emdoyn Pocketing Style, mov avagépetor oto av 1 kothdtnTO £ivor avoryty 1N Oy,
emdé€ape Close Pocket. Xtnv emoyn Bottom, mov avapépstonr oty Vmapén o1EpE0D
mobuéva N Oy, emié€ape Hard. 1o emdpevo Prpa emdéyovue tov moduéva, g KoAoTnTag
UE KOKKIVO YPMUO KOl TNV GUVEYELX TOV TLOUEVE, TOV ovTiKEEVOD. Opoimg, EmAEYOLLLE Kot
TIC TAAYIEG EMPAVEIEG, DOTE VO, OpiCOLUE TO Opla TG KOWOTNTUS. AOY® TNG €MAOYNG
kothotntag Hard Bottom,Closed Pocket vdpyet 1 duvotdtnta opiopod «vnoidmv» vAKoD,
7OV TO KOTTIKO dev Oa KatepyaoTel.

Pocketing.1 e e

Mame: | Pocketingd

Comment: | No Description

| A Mk | L | 040 |

Feature:

| Prismatic machining area.2 ~|

Move the cursor over a sensitive area.

Offsst on Check : OnmdfFsei en Tep i lmm

Botiom : Hard
Offget on Hard Boundary : Omm

Cffs2l on Lontour : Ommlesed Fockst
DOFfsst on Boftom : DOmin

Parameters I
k) L]
@ 0K I Preview I & Cancel I

Ewova 2.61
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Yav taktikf Kotepyooiog emdé€ope to Inward Helical, pe amdéotaon oviueca ota
mepdopate 6mm. H emkdAvyn Tov komtikov opictnke pe fAcT TO TOGOGTO TNG OOUETPOV
tov Komtikov. H emwdioym opiomnke 50%, omAadn ce kébe mépacpa m OGUETPOg TOL
KOTTIKOV KoTePYAleTal UG OKATEPYOOTN TEPLOYN Kol Lot katepyacuévr. Télog, Ba
TPUYUOTOTOGOVUE €V 0EOVIKO TTEPAGHA Yoo TNV Kotepyaoio g kowotnrag. Ola to
dedopéva paivovtar oty Ewova 2.62.

Pocketing.1 e 8
Name: Pocketing.l Machining Radial | Axial ‘ Finishing ‘ HSM |
Comment: | No Description Mode: Tool diameter ratio -~ |2
g g@} | g&% | gi | g% ‘ Distance between paths: W ?
Move the cursor over a sensitive area. Percentage of tool diameter: 50 =
Qverhang: 50 = 2

[ Avoid scallops on all levels

]
O Contouring ratio: ’ﬁ
Pocket Mavigation

[ Always stay on bottom

B
Tool path style: Inward helical
nward helical T Machining | Radial | Auxial | Finishing | HSM ‘
Machining | Radial | Axial | Finishing | HSM ‘

Mede:| i mber of levels -] ?

Direction of cut: ?
Climb T Maximumn depth of cut:  [55,, = 2
Machining tolerance: 01mm = 7 Mumber of levels: ,17. ?
21 7
Fixture accuracy: 01lmm 2 Automatic draft angle: Odeg <( 7
[ Limit machining area with fiture Breakthrough: Omm =
21 7

Compensation : 1 v

Percentage of machining feedrate:[7g =

1]
- @ ok | _Preview | 9 Cancel |
Ewoéva 2.62

Ot ToyVTNTEG TPOWOTG KOl KOTNG, OGS GE OAEG PEYPL OTIYUNG TIG KATEPYAOIES, EUEVay 101EC,
omwg omv Ewodva 2.49. Zav tedikd Pruo, opilovue TIC KWNAOES TPOCEYYIONG Kol
amopdkpuvong Tov komtTikov. Kot yio Tig 600 KWwi\oelg To KOTTIKO dtavOel TNV KaBet
OTOCTOCT) AVAUESO OTO EMIMEDO 0oPUAEing Kot To onpeio mov apyilel n Kotepyasia.



Pocketing.1 e 8

Neme | Pocketing.l

Comment: | No Description |

U | G | e | B | 040 |

Macro Management

Macro Name Mode
s
® Retract Retractl Build by user
O Clearance Clearanced To safety plane
(1 Linking Retract Linking.1 Build by user
@) Linking Approach Linking.1 Build by user
O RetumiinaLevel Retract Retuminalevel?  Build by user
(V) Retumiin a Level Approach  RetuminaLevel3  Build by user
(1) Retumn finish pass Retract  Retum Finish Path  Build by user

Current Macro Toolbox

Definition ‘ Options

Mode: g by user -
# BSR40 F
A
w7 'y
- @ 0K | _Preview | & Concel

Ewova 2.63

, , , , , , 3=
211 CGULVEXELD UETAPEPOUACTE GTO TEPPAAAOV TNG TPOCOUOIMONG UEGM TOV TANKTPOV |
Kot PAémovpe TV mopeiat TOV KOTTIKOV,0mw¢ @aivetoan otnv Ewdvo 2.64 pe v mpdovn

Ypopuu.

Ewova 2.64



To amotéheopa g Tpocopoimong eaiveton otnv Eucova 2.65.

Ewkova 2.65

Teleidvovtag pe v onpovpyia e opboymvikig Kotlotntog, Hao pNoHoTOmGoVUE TAA
v gvtoAn Pocketing ywo t dnuiovpyia esoxng oe nuicéAnvo oxnua (Crescent-shaped).

Aoy ™G PKpng d1doTaong TS Ba PNGUOTOMGOVIE TO PIKPOTEPO KOTTIKO TOV S100ETOVE.
Enopévac emdéyovpe wg kontiko to T3 End Mill D6 Flat (Ewova 2.66).

e — )
Name: | Pocketing.2 ]
Comment: | No Description ]

AE | A | e | 24 | 26C |

8% [t |
S8 L
|Name T3 End Mill D 6 Flat Jﬂ
Comment: |
Toolnumber: |3 =
[ Eall-2nd tae
Mores» |
[ Displaytoolat: @ Default position © User-defined position S
e el L]
-— @ ok | _Preview | @ cancel |

Ewova 2.66



O tpodmog eMAOYNG NG EMPAvELNS givar Opotog pe v opboywvikn koot ta. O tHnog g
kowottog eivon Hard Bottom,Close Pocket. Oieg ot vrorowneg mapauetpot épevay idieg. Ot
TayVTNTEG TPOMONG Kol KOMNG O OPopomomONnKay o€ GYECN UE TIG TPONYOVLEVESG
Katepyaoies, OTMG ewiong Kot 0 TPOTOG TPOGEYYIONG KOL ATOUAKPUVONG Otd TO KOUUATL.

Yty emdpevn €iova, eoivetar 1 mopeio Tov Oa akoAOVONCEL TO KOTTIKO GTNV EGOYN LE TNV
YOPOKTNPIOTIKN TPAcVT Ypapuu. Me xitpvn ypapun €ival 1 Tpoc€yyion Tov TeUayiov mTov
YIVETOL OTNV TEPIUETPO KOL UE PTAE 1 ATOUAKPVVOT] OTO TO ECOTEPIKO TNG KOIAOTNTOG.

Ewova 2.67

To amotéAec o TNG TPOGOUOIMONG PAIVETOL GTIV TOPAKAT® £1KOVA 2.68

Ewova 2.68
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2.7.5 Akorov0io katepyaoio dvatpnonc (Drilling)

H tehikn pog kotepyacio givor n diGvoién omdv and éva komtikd epyodeio (Ewovo 2.69).
Onwg €idape oe mponyovuevo kepdrowo to mepPdrriov tov CATIA mpoceépsr 19
SL0POPETIKOVS TOTTOVG J1ATPNOTG.

Ewova 2.69
Ot TopdpeTpot Tov mailovy T0 GNUOVTIKOTEPO POLO GTN KOTEPYUTia TG StTPNONG Elval oL
e To &idog onng (Extension)
e H andotaon npocéyyiong (Approach Clearance)
e To BdBog konrc (Depth Mode)
e H andotaon epepaviong (Breakthrough)

Eidog omng

O1 omég Katnyoplomolovvtol pe Pdon v omdAnén tovg. Ymapyovv 600 €idn ondv: ot
Swpmepeig (through) (Ewova 2.70a) kot ot tverég (blind) (swova 2.70b). O 6pog dapmepng
oTn YpPMNOoloTolEiTal, OTAV TO KOWTIKO OmEPVA OAO TO KOTEPYOLOUEVO KOUUATL KoL
dnpovpyei 6vo avoiypate. H toeAn onr yopaktnpiletor omd 10 HOVOSIKO GVOLYLO. KOl TO

BaBog komng.

Ewdva 2.70 (a,b)
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AT0GTOGT TPOGEYYIONC

Q¢ amdoTaoT TPOGEYYIoT g opileTal 1 AIOCTACT] TOL AKPOL TOV KOTTIKOV UE TO TEUAYLO0, TOV
T0 KOMTIKO apyilel v mePoTPOoPIKn Kiviion Kot tnv dudtpnon. Xvvnboc sivor o pn
UNSEVIKY TN, 0AAG Oyt TOAD pakpld omo to tepdyto (Ewova 2.71)

Pz

Approach
Clearance

Depth

Ewova 2.71

TYmog BOOwong

O tdmog PvOong (Depth Mode) givar o Tpdmog pétpnong mov ypNoiponotei To TeptaAlov Tov
CATIA, oote va eréyet to fabog komnc. Ot emhoyég givar 000 kot opifovtan gite pe Pdon to
tepdiylo, eite pe Paon  ddueTpo g omnG. Me Bdon to Tepdyto ol KotepydleTan péypt
va, emrtevyfel 10 emBountd unkoc, evad pe Pacmn TN SIAUETPO TNG OMNAG TO TEUNYLO
KatePYALeETOL LEYPL VO EXOVLE T1 SOGUEVT] OLAUETPO.
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AT0GTUCT ENQAVIGNE

H amdotacn epedviong (Breakthrough) sivoi n andéctacn mov apénetl va dtavOoet To KOTTIKO
petd ™ O1dvolln tov devTEPOL avoiyuatog oty omn. Xtnv Ewova 2.72 1 amdotaon
EUOAVIONG OTUEWDVETAL OC amdoTacT B.

Ot

m\\}

Ewoéva 2.72

TMo v dnuiovpyia g eviong didtpnong emiéyovue Insert->Machining Operations->Axial
Machining Operations->Drilling xot petapepopocte 610 mapdbopo TAPAUETPOV TG
Katepyooiag. Apykd, ot koptého Machining Strategy emidéyovue o¢ amdotoon
mpocéyylong 1mm kot amdotacn guedaviong Omm (toeAn omn). Axoua, to Pdbog Komig to
opilovue og oyéon pe to TeRd)10 1oL Ba katepyaotovue (By Tip).

Drilling.1

Neme | Drillingd

Comment: | No Description

0 | 06 | feh | A | 26C |

A

From Tool Assembly ~

2

Power:

Approach clearance (A) : Tom z
Depth mode : By tip (DB) -
Breakthrough (B) : oo =
Plunge mode: Nene =
First compensation : 1 -
Compensation application mode: (o 217
Automatic ROTABL : O
Output CYCLE syntax: =
'
@ 0k | _Preview | @ Cancel |
I
Ewova 2.73

Endpevo Prjua eitvar vo opicovpe o YEOUETPIKA YOPAKTNPIOTIKE TOV OT®V, KOOGS Kol TNV
mopela. tov emavalapfovopevav Swtpnoemyv (pattern). Apywd, emAéyovpe v Avo
EMUPAVELN KOl GTIV GUVEYELN TOVG AEoveg TV oMV, Onwg eaivetol otny Ewdva 2.74.
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Ewoéva 2.74

I'a vo opicovpe v mopeia mov Bo axolovdnoet To komtikd emdéyovpe No Point kot otn
ouvéxewn Tov mubuéva tov omdv pag. H oegpd pe v omoia Bo tig emié€ovpe givon
0VCOOTIKG Kol 1 Topeion mov Ba axoiovBncel to komTikd. H owdpetpog xor 1o Pdbog
EVIUEPOVOVTOL OVTOUOTO, OALL PTOPOHV Vo OPIGTOLV 1] Vo Tpomomotnfovv yelpokivita,
EMAEYOVTOG TNV UTAE YPOLUOTOGEPA TOVG. AKOUM, O TPOGOVUTOAOUOC TOV KOTLTIKO
QOiveTOL OTN Hovpn Ypoupn Tov givarl cuvevdelakn pe To vontd d&ova TG omng Kot e &va
KAK pmopel va avtiotpagel, dote va givar o embountoc. Télog, emhéyovpe Blind cav €idog
onf¢g otnVv TopdueTpo Extension.
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Drilling.1

Mame: Drilling.1

Comment: | Mo Description

amE | 8 | Sesb | A | 28 |

Machining Pattern.l

Muowve the cursor over a sensitive area.

Jrigin effset fidlmm distance
Ixtenzion 1T Elsment
Jffs=t on ChecokF oxfdhmaxis

Closast
= | !/ Foints
E
£
i |
. |
rl , Emm
F bl
Features : Productl /Product1.1.2/
Diaometer @ Gmm Depih © Zmm
] Inverse pattern ordering [ Machine different depths
1 Relimit hole origin [ Machine Blind/Through
-
Ewova 2.75

To komtikd mov emdé&ope eivor to T3 End Mill D6 Flat, émwg kot oty mponyoduevn
Katepyacio. Xtn ouvéyew oploope TIG ToXOTNTEG NG Kotepyoasiog, o1 omoieg eivat
OLOPOPETIKEG GE OYEON UE TIG TPONYOVUEVES KOTEPYOOIEG. ZUYKEKPIUEVA, OPICOUE TNV
tayvtnta. Podiong (plunge) ota 100mm/min kot kpotioape otabepéc Tig VIOAOTEG TIUEG
(Ewova 2.76).

Drilling.1

Name: Drilling.1

Comment: | Mo Description

| 06 | Meb | A |00 |

Feedrate

< Automatic compute from tooling Feeds and Speeds

Appraach: 700mm_mn 2 [ Rapid

Plunge: [100mmmn -] []Rapid

Machining: "'l'lmm_mn—_

[T [7000mmmn -2/ []Rapid

[ Transition: Machining -
[5000mmmn =

Uni: Linear -

Spindle Speed
4 Automatic compute from tooling Feeds and Speeds

< Spindle output

Machining: 1000turn_mn
A Angular -
Ewova 2.76
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Téloc, o1 KivoELg TPOGEYYIONE KOl OMOUAKPVVONG OPIGTNKOYV ooV KADETEC KIVIIOELS OO Kol
TPOG TO €MMESO aoPaAEiog, OTwS paiveTar otnv Ewova 2.77.

Drilling.1 e e Drilling.1 e e
Name: | Drilling 1 | Name: | Drilling 1 |
Comment: | No Description | Comment: | No Description |

N | 06 | feh | B BRD | A | feB | A RS |
Macro Management Macro Management
Macro Name Mode Macro MName Mode
@ Approach Approach.l Build by user @ Approach Approach.l Build by user
® Retract Retract.l Build by user Ol Retract Retract.l Build by user
(¥ Clearance Clearancel To safety plane ) Clearance Clearancel To safety plane
(¥ Linking Retract Linking.1 Build by user ) Linking Retract Linking.1 Build by user
¥ Linking Approach Linking.1 Build by user () Linking Approach Linking.d Build by user
Current Macro Toolbox Current Macro Toolbox
Definition ‘ Options Definition | Options
MDdE:‘BuMd by user hd Mode:‘Bmld by user -
EEPER 22 EE R 4T F
A% A A%

il L] bl oHy
— @ 0k | Preview | & Cancel | @ 0K | Preview | @ Cancel |

Ewova 2.77

Yy ewodva 2.78 eaiveton M mOpE TOL KOTTIKOV (Tpdoivr), Kabmdg Kot ol apifuoi g
mopeiag mov Ba axoiovdncel to komTikd. H kitpivn ypapun ovilotolyel otny TpocEyyior Tov
TEUAYIOV aTd TO KOMTIKS KoL 1 WTAE GTNV OTOUAKPVVOT).

Ewova 2.78
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Mo va PefarmBovpe 611 N katepyacio pag 6ivel To eMBLUNTO ATOTELEGLO XPTGLLOTOLOVLE
TNV TPOCOUOIMGT) TNG KOTNG Kot Taipvovue 1o amotérespa e Ewkovag 2.79.

Ewova 2.79
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2.8 Avalven anoteleocuarwy (Verification)

[Ipwv Tpoympncovpe Gty dNUIOVPYIC TOV KOIKO UNYOVAG KoL TNV KOTEPYOTIO, LUTOPOVUE
oto mepifariiov tov CATIA vo dovue mpoceyyloTikd Kotd 760 £YOvUE TETOYEL TIC
SO TAGELG TOV OPYIKOD TEUAYIOV, YPNOUOTOIOVTAS Ta £pYaAeio avaivong tov Video Mode.

"Exovtag oAOKANp®GEL 10 TPOGOUOIMGT], UTOPOVIE LEG® TOV |E3/_!| va doluE o€ ol onpEin
KOTEPYUCTNKOUE TEPICCOTEPO KOl GE TOLN AYOTEPO VAIKO O TO EMBLUNTO.

Apyikd, emAéyovpe va OOVUE TIC TEPLOYEC LLE TO EMUTAEOV DAIKO TTOV O€V KATEPYATTNKE. 2G
TOmo avdAvong emdéyovpe Remaining Material. £tnv npd othin dahéyovpe ta xpdUATO
mov Bélovpe va epeovifovtal Kol 6T deVTEPT TIG TEPLOYES TIUMV TOV aVOXDV. Q¢ AmOdEKTN
OVOYN TOL TEAIKOD KOTEPYAGLEVOL TEUAYIOV LE TO oYEOGUEVO TERd)L0, opicape Ta 0.01mm.
To pavpo ypope Bo epeavifetal yio Tipég avoyng amd O0mm péypt 0.01mm. o dctdoelg
wov owpépouy amd 0.0lmm emg 0.1mm O epeaviletor 10 KOKKIVO YpMOUA KOL Yo
ueyaAvtepeg 10 kitpwvo (Ewodva 2.80).

- ¥

Analysis e o

Type:
3 Remaining Material [] Gouge

Tolerance: {001 mm A

Remaining Material |G|:l.|c_|e |
-
|I:I.1 mm %
== -
+ Tolerance
I -

Design

Ewova 2.80

21V cvvéyew, eEETACOVILE TIC TEPLOYES TOL KOUHOTION TTOV £xEL apatpedel TEPIGGATEPO VAIKO
amd 1o mpoPremouevo (Gouge). Ot mapduetpor opifovtar pe tov 610 TPOTO OT®G GTO
Remaining Material.
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r

Analysis e @

Type:
[ Remaining Material 4 Gouge

Tolerance: | 0,001 mm &

Remaining Material Gouge |

0.01 mm =

| - Tolerance

siess |

4 Automatic refresh after view change

_-— S
Ewova 2.81

210, OMOTEAEOUATO TNG OVAALGNG TOPUTNPNCOUE OPKETEG TEPIOYEC WE TEPLGGOTEPO M
AMydtepo LVAKO, pe pikpég amokAioels. tnv avdAivon tov Remaining material n kvportiot
EMPAVELN OgV TOPOLGLALEL EMTAEOY VAIKO TEpAV NG avoyng mov opicape. Oumg, otnv
KOWLOTITO, TOPATIPOVLE TIV AOVVAIO KOTEPYAGIOG TV YOVIOV.
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Ewova 2.82

e o o YEVIKT ekove PAEmOVpE OTL 01 dlopOopEG oL Tapovataloviot eivat Tng Tdéng Tov
0.01mm. H Bdom eppavileton pe Kitpvo ypdpa yloti 6gv NTov HEPOG TG apyIKNIG oxedioong
ToV TEpYioV.

Ewova 2.83
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Y10 koppdtt tov Gouge ol mEPLOYEG MOV EYOVV KATEPYAOTEL TEPIGGOTEPO AMO TNV AVOYN|
Qaivovtor pe 1o Aevkd ypopa. IMapoatnpodpe Ot oTig dvo KOpLEEG Exel aparpedel
TEPLEGOTEPO VAIKO amd awtd mov Béhope. Me emavoinmtikn) péBodo ota Opla Tov AELKOD
xpouatog Bpickovpe 611 10 emmALOV VAIKO oV apotpeitan dev Egmepva ta 0.105mm.

Ewova 2.84

2.9 ITinpogopicc karepyaaiag (Documentanion)

Katd v didprelo Tov oxed100H00 TOV KOTEPYASIOV €IvOl ONUOVTIKO va daBétovpe Tig
TANPOPOPIES, TOGO YO TI§ TOPOUETPOVG TOV KOTEPYAOSU®V, OGO KOl O1QOopeg GAAEG
TANPOPOPIES, OTWG O GVVOMKOG ¥POVOG KATEPYOSIMV 1 1| AlOTO TMV KOTTIKOV LE OXEG TIg

pulpicelg Tovc. H dnpovpyic cutdv Tov TANPOQOPLAOV YivovTal ETIAEYOVTOG OO TV YPOLLY

gpyareiov NC Output Management (Ewdva 2.85) tnv evtodr] Generate Documentation ==

NC Qutput Management

w%[ﬁ%l‘“ﬁ!‘)

Ewova 2.85
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Q¢ amotédecpa Oa Exovpe T dnuovpyio apyeimv pe OAEC TIC TAPAUETPOVS TOV KATEPYAUSIOV,
TOV KOTTIK®V, TOL TPOYPALIOTOS KATEPYOTTING, KABMS Kot EIKOVEG amrd OAOL TO AVTIKEILEVA.

Evéeiktiko mapaderypa ivar 1o apyeio mov avagépetol oty evioAn didrpnong Drilling.1 xat
SraBéter OAeg T1g pubpioeic ™ katepyooiog (Ewdva 2.86).

SHOP FLOOR DOCUMENTATION

NKatergasia.CATProcess

Part operation : Part Operation.1
Program : Manufacturing Program.1

Drilling.1

Drilling
2
No Description
Strategy

IPMGenMode None

MfgWorkType MfeCartesian

Plunge mode None

Compensation application mode Output point

Depth mode By tip (Dt)

Breakthrough Omm

Automatic ROTABL false

First compensation 1

Approach clearance mm

MfgMOToolPower From Tool Assembly

Feedrate Machining Time
Feedrate unit Linear Cautting time 2"
Spindle output e Total time 18"
Automatic compute from tooling Feeds and Speeds true
Spindle unit Angular
Automatic compute from tooling Feeds and Speeds true
MFG_FFED_SELECT TRANSITION false
MFG_FEED TYPE_TRANSITION Machining
Machining feedrate 700mm_mn
Machining spindle 1000rum_mn
MFG_LOCAL_FEED_TRANSITION_VALUE  5000mm_mn
Rapid plunge feedrate false
Plunge feedrate 100mm_mn
MFG_MAX_SPINDLE_MACH VALUE Otum_mn
Rapid approach feedrate false
Approach feedrate 700mm_mn
Rapid retract feedrate false
Retract feedrate 7000mm_mn
Ewova 2.86
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2.10 Tehikoc emelepyaoctiic (POSt processor)

O tehikog emelepyaotng Elval £vag KOITKOTOIUEVOG KMOKOG TTOV UITOPEL VO LETOTPETEL TNV
mopeia Tov KomTikov, wov dnuovpyei to CATIA, oe YAdooo punyavig mov KataAafoivel pio
CNC unyovn. H dadwkacio yopiletoar og dvo otdola. Apyukd, to CATIA dnuovpyei tov APT
kddwka. O kodkag APT Sabéter dha ta dedopéva e£6dov mov €haPe 10 CATIA and tov

opopd TG GUVOAIKNG KATEPYASIAG. TN cLvéyEwn, Héow Tov PP mvakwv o APT kddikag
petappaletar. O kodkag APT petatpénetar oe kmoko mov pmopel va dwofdoet o CNC
unyovn. o dtoepopetikég CNC unyavéc ta onueia katepyasiog Tapapévouy i, OUmG gival
SloPOPETIKN 1 oOVTOEN TOV EVIOAMV, AOY® TOL OloQOPETIKOD POost processors mov
ypnowonotel n kaBe CNC unyovn. Xto mepifddiov tov CATIA dnuiovpyodvion 6 apyeio,
ota omoia meptlaufavovral o G kddikag kot 0 APT kddkagc.

Onwg  avoeépape o€  mponyovuevo kepdAmo, Exovupe opicer g Post  Processor
“siemens840.1ib” xa1 yio PP words table “IMS.pptable”. Zwn ocuvvéysia emdéyovpe Tt0
Manufacturing Program.l->Manufacturing Program.l object->Generate NC Code
Ineractively (Ewova 2.87).

n Start EMNOVIA V5 WVPM  File Edit View Insert Tools Window Help
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Deactivate
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Reframe On
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% Paste

Paste Special...
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Manufacturing Program.1 object »

B_%

Generates NC code for a program during interactive session

' a Replay Tool Path
% Start Video Simulation using Tool Path
il simulate Machine using Tool Path

Quick Check on Simulation

Compute Tool Path

Remove Tool Path

@ Lock Children
Unlock Children
Lock Tool Path

Unlock Tool Path

Remoye Video Result

nerate NC Code Interactively

Display NC File

‘?f"ﬁ' Generate Tool Changes

Delete Generated Tool Changes

£7% Generate Machine Rotations
Delete Generated Machine Rotations
Import APT, Clifile or NC code

Merge PP Instructions...

Delete unused indices
—sa

Ewova 2.87

210 véo mapdabupo mov eppavileton emiéyovpe otnyv emaoyn NC Data type 1o €idog apyeiov
NC Code kot otn cvvéyewa Execute. Qg apibpd tov mpoypaupotog agrvovue to “10007.
Avoatpéyovtag otov pdkelo mov amodnkebooue ta apyeio, Bo dodue 6Tl dnuovpynOnKay 6
dwapopetikd apyeio. To apyeio pe tov G kddka €xer kardAnén CATNCCode kot cuvidmg
glval to peyodvtepo oe péyeboc.
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Generate NC Output Interactively e e

In/Out | Toolmotions | Formatting | NC Code

Input

ﬁ Input CATProcess :
Ci\Users\llias\ Dropbox\ Tue\C' NKatergasia, CATP roces

Selection 1 Part Operations

@ Programs

Manufacturing Program.1

Resulting NC Data

APT

One fil

Video Result in CATProduct
OQutput File:
[ Store at the same location as the CATProcess
[ CAsers\llias\ AppData\ Lacal\DassaultSystemes\CATT] . |
' Replace like-named file

CATProcess after NC data generation
[ Save input CATProcess :

= Replace like-narmed CATProcess

[ Lock operations
/4 Associate output NC file to the program
O 2ssociate video result to the last MO of the program

Execute I
(— Clase I

Ewova 2.88
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KEDAAAIO 3
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3.1 Eicaywyn

To «xévipo «xatepyociog TOvL YPNOIWLOTOMONKE OTNV CLYKEKPWEVN gpyocio eivar m
epyaretopnyavy DMU 50 eco ¢ DMG MORI/SEIKI, tov gpyactnpiov Mikpokomie &
Koataokevaotikng [Ipocopoimong tov [ToAvteyveiov Kpnne.

To kévtpo katepyaciog DMU 50 eco, mapéyet tnv duvatodtnto Kivong 6€ TPEIG YPOUUIKODS
GEoveg XYZ xor dvo meprotpopikovg B kor C. O eleyktig tov kévipov eivar Siemens
Sinumerik 810D, pe duvototnTa YpAQIKiG TPocopoimong o€ evompatouévn 006v. O ydpog
KaTepyooiag NG Unyovng ivol mepikAelotog kol LAdpyel aviAio WYoKTIKOD VYPoD E
ovTOWATN AEtTOVpYia.

Ewoéva 3.1

To kévtpo xatepyasiog yevikng ypniong DMU 50 eco sivar e£omhMopévo pe 1oyvpn dTpakto
émg¢ 8.000 rpm, pomn atpdxtov 83 Nm (40% DC), oyd arpdxrov 13 kW (40% DC) xon 12
m/min ypfiyopn petatomion. To mepiotpepopevo tpaméll Tov kafioTd QIKTN TV KOUTUGKELT
oAy ovvBetwv  Tepoyiov  kotepyooiag. H  vdpaviikny ovoeiEn  eivor  pépog g
TEPLOTPEPOUEVNC TPATEL0C Kat TO £0pOC TePLoTPOPS otov B a&ova eivar uéypt tig 115° ( -5°
[ +110° ) kou empénel e@iktég KAoelg puéypt 20°. O epyaretopopéag dabétel Bécelg yio 16
KOTTIKA, EVM 1 CUYYPOVT] KOTAGKELT TOL Eival amd YLTOGIONPO KOl TPOGPEPEL LEYOAVTEPT
axpifela kot KOAVTEPT TOIOTNTO EMLPAVEIDV.
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Ewova 3.2
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3.2 Movada EAgyyov

O eyk€polog TG UNyovng kat éva amd o KuploTtepo EPM NG ivar 1 povada er&yyov. Onwmg
eaiveton oty Ewodva 3.3, 1 povada eréyyov dtabéter 00ovn demapne, TANKIPOAOYLO0 Kot
KOVLUTTL EKTOKTNG aVAYKNC.

To mAnKTpoAOY10 TG UNyaviS elvar Yopiopévo oe 8 eployc, ke pia amod Tig omoieg exTeAEl
SlopopeTIKEG Aettovpyieg. YTmapyet pio opddo pe  oAQaplOuNTIKODS  YOPOKTNPES Kol
ooupora, o ouddo pe €va  aplOuUNTIKO TANKTPOAOYO, 0 OUAdO LE TANKTPO, TOL
eléyyouv TIC mAnpogopiec mov eueaviCovral otnv 006vn, o oudda pe TANKTPO GUECOV
YNEKOD EAEYYOL TV KWNCEMV TNG UNYAVNS, M Oopado pe mAnktpo pobuiong g
UNYovNng Kot TEAOG, Lo OHAd0 e TANKTPO TOL EKTEAOVV O1APOPEC AAAEG AETOVPYiES.

Ewoéva 3.3
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3.3 Kontixa epyaieio

Q¢ mpdTo Prjuo opilovpe ot pnyovn To KOmTIKG kol TG 0€0€lc TOug oTOV UOAO TMV
KOTTIKAV, TPOKEUEVOD VO EKTEAEGTOVV Ol TPOYPOUUOTICUEVEG Katepyaoiec. Ta womtukd
gpyaieia Tov Ba ypnopononBovv givarl akpimg To idta Le ovTd oV YPNoLHoTOONKaY Kot
oto mepidriov Tov CATIA.

Ta ovopate TOV KOTTIKGV TPETEL VoL Elvat 6ot pe avtd Tov gpeavifoviol 6to G Kddka
oV dMpovpYHNKe Kol Poptdbnke oty unyovn. Xty unyovn DMU 50 eco emidéyovpe 10
mktpo MENU SELECT kot otn ouvéysioo PARAMETER kot petagepopocte ot celida
opopov TV KomTik®Vv. Ta kontikd g Katepyasiog opiotnray 0nwe eoaivovol oty Ewkdva
3.4, cOue®va, P TOV TPOYPaUUaTIond Tng Siemens.

Length @

190.000 12.000
11.688  6.800 —
186.600|  6.600 M,

vachise |f rrocaan

| | £

Haace | ALeRM

SN 1]

seeecr J runcrion|

ii7gi Tool i Tool
4 2 A
0

Ewova 3.4
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3.4 Ilpocouoicwon korxnc

[pwv Eexvicovpie TNV KO TOV TEUOYIOL TPUYUOTOTO|CAUE L0 SOKIUAGTIKN TPOCOLOIMOT)
HE OTOYO TNV aviyveuomn HKPOGQUARAT®OV N TV Peitioon teyvikov Bepdtmv. Metd to
IKOVOTIOWNTIKO OOTELEGLOL TG KOG £YLVE 1) EKTELECT] TNG KOTEPYAGLOC.
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Ewoéva 3.5
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KE®DAAAIO 4
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4.1 Arwoteléouaro

Me 1t ypnion Tov Aoyiopikod CATIA kot v pebodoroyia mov avolvbnke ota Tponyodpueva
KeQPAAalo TpaypoTomoOnke 1 Kom| Tov doKipiov. O KMOWKAG TOV TPOYPAUUOTOC &iye
uéyebog 6.300 ypopucdv. O ypdvog katepyaciog vmoloyiotnke ota 40 Aemtd, 660 elye
exTiunBet a6 to CATIA.

Y11 emdueveg €IKOVEG (OIVOVTOL OWYEIG TOV TEAMKOD OTOTEAEGUATOS TNG KOATEPYOGIOG.

Ewoéva 4.1
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Ewova 4.2

Ewova 4.3
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Ewoéva 4.4

Ewova 4.5
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4.2 Jounspacuota

2TV Tapovca SIMAMUATIKY HEAETNONKE 0 TPOTOG OMLOVPYING KATEPYASLDY LE TN XPNOT TOV
Loyiopkod CAD/CAM CATIA. T awtd 1o Adyo, dnpuovpyndnke pio oeipd KOTEPYAGLDY Y10,
TNV KOTOOKELT] €vO¢ TeEMkOV dokiiov. H epapuoyn g katepyaciog koming £ywve oT0
gpyaotpro Mikpoxonng & Katackevaoctikrg Ilposopoimong.

Y10 dokipo elyav oyedootel amAd YEOUETPIKA YOPOKTNPIOTIKE, KOOMG Kol £V KUUOTIOTO
Tunpa pe kopmdreg Splines. Xty komn ypnoipomomOnkoy tplo. KOmTikd epyaAgia, o dvo
glyav O1dpetpo mm, yopic ceapkn amdAnEn, evd 10 Tpito He ooptkn ardAnén JapéTpov
mm. To KOvOVAL pe TNV OKTIVO, KOUTLAOTNTOG YPTCLOTOWONKE OTNV ONOTEPATOOT TNG
KUUOTIOTAG EMIPAVELNG, (DOTE VO LIAPYEL KOADTEPO OMOTEAEGUO, GE OYECN UE EMIMEON
kovdvAla (Flat). H katepyooioa 3D emipdveiag pe Komtikd o@oiptkng amdinéng yperdletal
TEPLGGOTEPO YPOVO KATEPYOGIOGC.

Mo peyoAdtepn omopdikpuven LAKOD YPNOLUOTOWONKE TO KOTMTIKO HE Tr HEYUADTEPT
OWIUETPO OTNV KATEPYAOIN, 0POD Ol KOTEPYULOUEVEG EMPAVEIEG OEV OMOITOLGOV VYNAN
moldTNTA. AvTo fondnce oty UE®OT TOL GLVOALIKOV ¥POVOV TNG KOTEPYOUTING, GE OYECT UE
TNV (P01 LOVAIIKOV KOTTIKOV Yol OAES TIG KOTEPYUGIES.

AOY®D NG UIKPNG GKANPOTNTAG TOV VALKOD TTOL ypnoipomomnke dev amattnOnke vypd Komng.
g KOTEG VMKMV UEYOANG okAnpotntag N pe peydho Béon komng yuo tv amoeuyn eBopdc 1
00TOYI0C TV KOMTIKMY, 1 YoM VYPDV Vol ETTOKTIKY.

Téhoc, xatd TNV SldpKeld TOV CYEJWGHOV KOl TOV OPICHOD TOV KOTEPYUOLOV £YVOV Ol
akoAovbec TapaTNPNCELGS:

o Jlpwv E&exwvioovue 710 oYedlacUd mpémel va.  yvopilovpe  TO  YEOUETPIKE
YOPOKTNPIOTIKE TV KOMTIKAOV gpyoieiov mov Oa ypnoipomomboldv, dote va
KOVOTIO100VTOL Ol OTOLTIOELS TV KATEPYASIOV. AKOUA, TPENEL VO AapfaveTon LITOYN
10 «déo1po» ToL Tepayiov pe 10 péco ocvykpdtnong. Télog, Bewpeiton onuavticd M
KOTOYPOQT TOV KATEPYASIOV KOl 1] GEPE 1oV 00, EKTEAEGTOVV.

e Koatd v didpkela Tov oYeOCHOD TOV KATEPYUSLDY TPEMEL VO YIVETOL TPOCOLOIMOT)
™G KoTePYaoiog Kot ToL KOdKa yio TV €0peon Kot d1dpbwon mbavdv coolpdtmy.
Emiong, mpémel va vroAoyilovial ot avToyEc TV KOTTIKAV, TO YOPUKTPLOTIKG KAOE
UNYOVAG Kol Ol amoKAIGES TOV Oo TOPOVGCIAGEL TO TEAKO TEUAYLO GE GYEOT UE TO
embounto.

O Kotepyooies, Yo TIG OMOlEg O YEYPOVOAKTIKOC TPOYPUUUATIOUOS KPIvETOL adhvaTog AOYm
TOV PEYAAOL GYKOL TOV KddIKE, Kabiotovy TN xpnon mpoypapudtov CAD/CAM arapaitntn.
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University, Revision 5.13

CATIA V5R13, Surface Machining, National Institute for Aviaton Research, Wichita State
University, Revision 5.13

Siemens, Sinumerik 840D/840Di Sinumerik 810D/FM-NC, Programming, Short Guide
10.2000 Edition.

Siemens, SINUMERIK 840D/840Di/810D, Cycles, Programming Guide.

Siemens, SINUMERIK 840D/840Di/810D, ShopMill, Operation/Programming 11/2002
Edition.

Siemens, SINUMERIK 840D/840Di/810D, Advanced, Programming Guide 11/2002 Edition.

Siemens, SINUMERIK 840D/840Di/810D, ISO Milling, Programming Guide 11/2002
Edition.

Siemens, Sinutrain, Sinumerik Training and Programming, Getting Started 08.08 Edition

103



Hlextpovikn Bifmoypooia

Epyactipio Mikpoxonrg & Kataokevaotikig ITposopoinong , http://www.m3.tuc.gr/
CAD Lab, http://www.cadlab.tuc.gr

Catia DDS , http://www.3ds.com/products-services/catia/

Catia Documentation , http://catiadoc.free.fr/online/CATIA_P3_default.htm

Siemens , http://www.cncdyou.siemens.com/

DMG/MORI SEIKI , http://www.dmgmoriseikiusa.com/

CNC Cookbook , http://www.cnccookbook.com/

Cad/Cam Laboratory , http://www.cadcamlab.org/

Kurt Corporate , http://www.kurtworkholding.com/
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NC Documentation

Reading document : Start.

Reading document : End.

Verifying document : Start.

Verifying document : End.

Machine initialization : Start.

Machine initialization : End.

Generating NC code file : Start.

Information: ** activity Manufacturing Program.1 : INIT. **
Information: ** activity Tool Change.1: INIT. **

Information: ** Machining and total time : 0s, Os . **
Information: ** activity Tool Change.1 : END . **

Information: ** activity Profile Contouring.1 : INIT. **
Information: ** Machining and total time : 40s, 1mn 4s . **
Information: ** activity Profile Contouring.1 : END . **
Information: ** activity Tool Change.2 : INIT. **

Information: ** Machining and total time : 0s, Os . **
Information: ** activity Tool Change.2 : END . **

Information: ** activity Sweep roughing.1 : INIT. **

Information: ** Machining and total time : 21mn 23s, 23mn 11s . **
Information: ** activity Sweep roughing.1 : END . **

Information: ** activity Sweeping.2 : INIT. **

Information: ** Machining and total time : 7mn 25s, 7mn 43s . **

Information: ** activity Sweeping.2 : END . **

112



Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:
Information:

Information:

** activity Tool Change.3 : INIT. **

** Machining and total time : 0s, Os . **
** activity Tool Change.3: END . **

** activity Pocketing.1 : INIT. **

** Machining and total time :44s,1mn 9s . **
** activity Pocketing.1 : END . **

** activity Tool Change.5 : INIT. **

** Machining and total time : 0s, 0s . **
** activity Tool Change.5: END . **

** activity Pocketing.2 : INIT. **

** Machining and total time : 7s, 31s . **
** activity Pocketing.2 : END . **

** activity Drilling.1 : INIT. **

** Machining and total time : 1s, 14s . **
** activity Drilling.1 : END . **

** activity Manufacturing Program.1 : END . **

Generating NC code file : End.

Generating 1SO file : Debut.

Generating 1SO file : End.
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