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Ytnv OlKoyEveLa Jou



Euxaplotieg

H oAokAfpwaon auThg TNG tuXLakng Ba eixe otabel aduvatn xwpeig TNV ocuvexn
umootnpLEn kat kabodriynon tou emiPAEnovta kabBnyntr TNG MTUXLOKNAG LOU
MruddAn NikoAao. H cuvepyaoia pou pali tou, pou mapeixe moAd edpodia yia tnv
pueAAovTIKN otadlobpopia pou

H olkoyévela pou kat ot ¢pihot pou pe otiptéav kat pe cupBouAeav kad’ 6An tnv
Slapkela Tng portntikng pou otadlodpopiag. H omoudéc pou edw dev
neploplotnkav otnv ANYPn TEXVIKWY YVWOEWV.
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KebdAato 1: Eloaywyn

H mapoloa SIMAWOTIKA Epyacia €XEL oAV OTOXO VA OXESLOOTEL YLa YPOULUA
napaywyng o€ PYndlako mepBAAAOV XpnOLUOTIOLWVTACS TA EPYAAELQ TTOU TTapEXOVTaL
amno tnv epappoyn NX Machining Line Planner.

Oa yivel mapouciaon Twv epyaAleiwv Kal SUVATOTATWY TTOU UTIAPXOUV OE AUTH TNV
epappoyn Kat pia ovvropn €nynon tng SLadkaociog opyAvwaong TwV KATEPYOOLWV
TIOU TIPETIEL VAL YIVEL QIO TOV XPNOTH. AUTO YIVETAL WOTE VA €XEL KOVELG TNV
duvatdtnTa va XpnoLUOTOLROEL auTr TNV epoappoyn adol StafAacel Tig
mAnpodopieg, OAAA KAl yLa VA E(VOL KATAVONTO TO UTTOAOLTTO KOUUATL QUTAC TNG
SUTAWHATLKAG Epyaciag, Tou ival MPAKTIKr edappoyn AUTWV TwV EpyaAsiwy Kat
XOPAKTNPLOTIKWV.

ApXLKQ, ylvetal povtelomnoinon evog tplodlactatou poviédou CAD, oto omoio Ba
npootebolv Sladopa YEWHUETPLKA XAPOKTNPLOTIKA TIPOKELEVOU VA ELVOL
amapaitnTog 0 0pPLOUOC MOAAATMAWY KATEPYACLWY adaipeonc UALKOU. AUTEC oL
KaTepyaoieg Oa oplotouV pe TN Xprion Ttou Aoylopikou Siemens NX CAM. Madl pe
QUTEC, Oa PETEL val yivel oXeSLOOUOG EVOG aplOOU KOTITIKWYV EpYaAEilwVY TTou Ba
UAOTIOL|OOUV TIG KATEPYAOLEG. AUTA AMOTEAOUV VA AKOUA TTOPAYOVTO TIOU TIPETIEL
va AndOel utt’ OYPLV KATA TNV 0PYAVWAON KL TOV OXESLAGHO TNG YPAUUAG TTAPOYWYNG.

Té€Aog, yivetal avaAluon TnG SLadikaoilog KOTaxwpnong Twv KOTEPYOOLWV O
SLadopouc oTabBoUG EpYAcLWV KoL TV armodACEWY TIOU TIPEMEL va AABEL 0 XprioTNg
HE BAon TOUG XPOVLKOUG KOl TEXVLKOUC TIEPLOPLOMOUC TTOU TIPOKUTITOUV avaBETovTag
TG Katepyaoieg oe SLADOPETIKEG OUADEG.

I16)X0¢ €lval va dnuoupynBel Eva TEALKO POVTEAO IPOCOUOLWONG TNG TAPAYWYLKAG
Stadikaciag, mou va Aappavel urt’ O TLG CUVONKEG EVOG TTPOYUATIKOU
KOTAOKEUAOTIKOU CUOTHHOTOG TAPAYWYNG.



Kedbalalo 2: Oswpia

2.1votAuata CAD

Ta cuotpata CAD (Computer Aided Design) eival éva amoé Ta onUavIKOTEPA
epyaleia mou €xelL 0 AvOpwIog orpeEPa yLa ToV oXeSLAOUO KaL TNV apaywyn
TPOLOVTWY KaBw¢ Kal TNV HeAETN TOAA A WY SeSopévwy LEOw VoG uTtoAoylotr. Me
TO oUYXpPOVa cuoTHUOTA OXeSLOUEAETNG SiveTal N SuvaTOTNTA ATELKOVLONG KOl
XPNoNG TPLoSLACTATWY HOVIEAWY TOOO YLa OVAAUGCH TWV LELOTHTWY TOU Kol
TIPOCOUOLWAON TWV XAPAKTNPLOTIKWY Tou o€ PndLakd meptBairAov 600 Kat
LETATPOTIN) TOUC OE TIPOYHOTLKA TIPOIOVTA LE TNV XPrON oUYXPOVWV
gpyaAelopnxovwy, kKatopbwvovtac akpiBelo og SLAOTACELG KOl TTOLOTNTO
emudavelwy ou Ba ATav aduvarto va eniteuxbouv and avBpwmivo xEpL.

To peyaAUTtepo MAOVEKTN A TTou Sivouv OAa ta cuotripata CAD eival n avamtuén
Kol n enegepyacia evog npoiovroc os PndLako meptBAANov pe TOAU ULKPOTEPO
KOOTOG, TOOO OLKOVOWLKO OG0 KL XPOVLKO, art’ OTL TOAALOTEPA. ZAUEPQ, N OAOEVA KOl
Toxutepa e€eAlooOpEeVN TeXVoAoyla tapExel TANBwpa StadopeTIKWV AOYLOULKWY
TIOU UIMOPOUV va XpnotpomnotnBouv amo Blopnxavieg, EeLSIKEUVUEVO TIPOCWTILKO
OAAQ KOUL LKPOTEPEC ETALPELEC KOIL XPIOTEC LE EPACLTEXVIKA EPYOOTHPLAL.

Ma tnv povteAomoinon TPLoSLACTATWY OVTLIKELLEVWVY avamtuxdnkav dtadpopeg
npoaoeyyloelg, ue SladopeTikéG SuvaTOTNTEG LOVTEAOTIOLNONG, AVAAUGNG Kall
TIOLKIALOLG OVTLKELMEVWY TIOU KAAUTITOUV. AUTEC €lvat:

e MovtéAa akpwv n cuppatog-(wireframe models), kaAUtepa mpocapuoouEVa
ylo avtikeipeva 2 % dlaotaoewv

e Movtéla Endavelwv-(surface models), yia moAUTAOKeG popdEG
QVTIKELUEVWV

e Movtéla otepewv-(solid models) yia A pn HovtéAa

o JTEPEA TIAPAUETPIKA LOVTEAQ PE LOPPOAOYLKA XOPAKTNPLOTIKA, Yot KAAu N
OMASWV QVTLKELUEVWY

JUVOTTTLKA, T LOVTEAQ ETLDAVELWV XPNOLUOTIOLOUVTOL OE TTOAU HUEYAAO UEPOG TOU
Blopnxavikou KAGdou yla tov oxeSLacpo tng eEWTEPLKAG LOPPNG TWV LOVIEAWV.
‘EVaG UNXOVLKOG UE KOAAI YVWON OTNV LaBnNUATIKA ovamopaotoon Twy
KOUTUAWV/ETILDAVELWYV TIOU XPNOLUOTIOLEL £XEL TNV SuVATOTNTA VO LOVIEAOTIOLROEL
TApa TIOAAQ aVTIKELPEVA LE pEAALOTIKY PwTooKiaon Kol akpLBRg avamapdotacn
TWV AEMTOUEPELWV TOUG.

Ev avtiBéoel ta oteped povieAa SleukoAUVOUV TtAPA TTOAU TLG AVAYKEG TWV
HNXOVOAOYIKWYV £DAPHOYWVY KAL TNV KWVNUOTLKA KAl SUVAULKH avaAuon mepimAoKwy
ouvappoloynoswv. Agv anattolv téco Babld yvwaon Twv cUVaPTACEWV TTOU
kaBopilouv tnv popdn tou oxediou OMwe ota povtéAa enipavelwy. M’ autd tov
AOYO OUWG elval KoL TTEPLOPLOKEVN N TIOAUTIAOKOTNTA TOU KABOE LOVTEAOU HLOG



ouvappoAdynong Eexwplotd, Kabwe Ta epyaAeia TOU UTIAPXOUV CTOXEVOUV UOVO
oTnV SnULoUPYLa CUYKEKPLUEVWY YEWUETPLKWYVY OTOLXELWV.

2.2 YuotAuata CAM

MNapa tnv uPnAn xpnotikotnta kat tnv SteukdAuvon tng Stadikaciag Tou
oxedlaopou Tou pog mapgxouv ta cuotiuata CAD anatteital éva péEco
TIPOKELUEVOU Ta OXESL aUTA va uAomtolnBouv kat va petadepbolv otnv
npaypatikotnta. Ta epyadeia CAM (Computer Aided Manufacturing) amoteAoUv tn
SeUtepn PeyaAn opada epappoywV Kot TO TPOYPAUUATA AUTA cuvHBwWE tapExovTal
aro Tov mpounBeuth Twv cuotnuatwyv CAD. Ta cuoTtripata auTtd eival T0co
gvorotnpéva Petafy toug mou pali arotelouv tig epappoyeg CAD/CAM. H
uetaBaon and CAD os CAM yivetal o TOAQ AOYLOULKA AUECA KoL XWPLC avaykn
Kamolog enefepyaoiag.

Y€ YEVIKEC YPOAUMEC SOUAELA TwV cuoTtnuatwy CAM gival o TPOYPOUUATIOUOG
gpyadstopunyovwyv Pndrakng kabodrynong CNC. O xpnotng, £XOVTAC ETOLUAOEL EVal
HOVTEAO TOU TEALKOU avTIKELEVOU pHEow CAD kaBwg Kat tnv popdn Tng
OKQATEPYOOTNC TPWTNC UANG TTOU TO TIEPLBAAAEL, £XEL OUCLAOTIKA OPLOEL TO LOVTEAO
katepyaoiag (workpiece) mavw oto omoio Ba yivouv oL Asttoupyieg Twv
KOTEPYOOLWV. AHECWC EMOUEVO B Elval 0 0pLOUOC TOU TTEPLBAANOVTOG
Katepyaoiag. Auto oupmepAapBAveL Ta KOTTIKA pyaleia ou Ba xpeLtaotouy,
KaOwg KaL tnv epyadelopnyavn mou Ba xpnolpomnolnOel. OL TeEPLOCOTEPEG CUYXPOVEG
edaplOoYEG EXOUVE ETOLUA KOTITIKA pyaleia Kal epyalelopn)aveg o PndLokES
BLBALoBNKeg (libraries), evw 0 XpAOTNG UIMOPEL VA TG EUMAOUTIOEL E KOTITIKA
€pyaAeia oL EpYAAELOUNXAVEG OPLOUEVEG aTtd Tov i6Lo.

Movo ad’ 6Tou oploToUV TO MAPATIAVW, YIVETAL VO OPLOTOUV OL AELTOU PYLEG, OL
OTOoLEC AmOTEAOUVTAL A0 OELPEC aKOAOUBLWVY aplBuNTkoL eAéyxou. MNa TNV KABe
AeLToUpyLO TIPETIEL VAL OPLOTOUV OPLOUEVEG TIOPAETPOL OTIWG:

o Oplopéva MEWUETPLKA XaPAKTNPLOTLKA TOU AVTIKELUEVOU
e OLMopAUETPOL IOV 0pilouV TO KOTITIKO €pYaAEio
e O TPOMOG Kivnong KoL oL CUVONKEG TOU KOTITIKOU

MoAAEG epapUoyECG OAUEPQ, K TwV omoiwv kat to NX 12, divouv tnv duvatotnta va
0PLOTOUV PEPLKEC QLUTEG OL TIOPAUETPOL QUTOMATA aTtd Tov uTtoAoyLoth, He Sladopa
enineda erutuyiag avaloya tnv MOAUTIAOKOTNTA TWV Katepyaolwy. Mapddelypa
TETOLWV SLEUKOAUVOEWY, €lval n avayvwplon mibavwyv xapaktnplotikwy (features)
Tou Bpiokovtal mavw oto avtikeipevo tou CAD, 0 0pLOHOG TAXUTATWY TPOwWaonG Kall
KOTAG avaloya pe to i6o¢ katepyaoiag mou emBupel o xpnotng (ekxovdplon-
roughing, anonepdtwon-finishing, semifinishing) kabwg kat n epdavion
TIPOTELVOUEVWY EPYAAELWV KOTI G YLOL KATIOLEG AELTOUPYLEG.



Ewova 1EnavaAnntikn Atadikacio Komng ue xprion CAM

Adou ekteleotel pla akolouBia aplBunTikol eAEyXOU MaPAYETAL TO apXxeio BEoewv
TOU KOTITLKOU, TO omoio pog divel tnv Suvatotnta mpooopoiwang tTng Komng. O
XPNoTNG Hopel va eA€y€el eav n Asttoupyia Ba tpaypatonolnbel cwotd Kot eav
xpelalovral BeAtiwoelg. Epodoov n mpooopoiwaon dev £xel mpoPAnuata o Kapia ano
TLG KATEPYQOLeG UIopel va yivel N TeEALKN eme€epyaoia Tou GUVOALKOU apXeiou
B€oewv ToU KOMTIKOU epyaleiou. EKel HeTaTPEMETAL TO apxElo BEONG TOU KOTITLKOU
epyaleiou o€ apyelo pPe KWOLKA TTOU UIMOpPEL va yivEL KaTtavonTtod amo Tnv
gpyaAelopnyavr).

Ev katakAeidy, o éva cuotnua CAM, npoadlopiletal n emBupuntr oA TwWV
KOTEPYOOLWYV ATIO TOV XPNOTN. ITN CUVEXELQ TTPOCOMOLWVOVTOL Ol KATEPYACLEG OTNV
0006vn TOU UTTOAOYLOTH KL OL KIVAOELG TOGO TOU KOTITLKOU £pYaAEiou, 600 Kal TG
gepyaAetopnxavng. H TeAwkr) mopeia Tou KOMTIKoU epyaleiou HeTadEPETAL LECW EVOG
TeAkov enefepyaoth otnv epyadelopnyavr CNC 6mou yivetal n Kormn tou
OVTLKELUEVOU.

Oplopog Movtélwy Katepyaoiog

Baoko Bripa yla Tov UTTOAOYLOMO TWV KIVACEWV TTOU Ba TPETEL VAL KAVOUV T
KOTITLKA EpYAAEL KOL O OTABUOG KATEPYACLWY ELvaL O OPLOUOG TOU LOVIEAOU
oavadopdg KAl TOU LOVIEAOU OKOTEPYAOTOU AVILKELUEVOU. To HOVTEAD avadopdg
elval to teAikd mpoidv ou BéNou e va armoKTriooue. NMpoépxeTal amo éva cuoTnua
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CAD kal propet va ivat éva avtikeipevo f o cuvappoAoynon (assembly). Ao tnv
AOAAN LEPLA €XOULE TO LOVTEAO OKATEPYAOTOU QVTLKELUEVOU TIOU ELVAL N APXLKNA
PWTN pog VAN Tou mapaAapBavouue. MpokeLtal yia TNV mPwWTn UAN mou Ba
adalpéoou e yla va KataAnEou e oto HovtéAo avadopac. MpEMeL oL SLAOTACELG KOt
TO oxXAMA TNG va AapBavel utt’ 6LV To TEALKO TEUAXLO, WOTE VO TO KAAUTITEL TARPWG
KOlL TOUG TIEPLOPLOUOUG TNG epyadetlopn)xavic. Na €xel Staotaoelg SnAadn mou va
glval evtog Twv oplwv TOU XWPOU KATEPYOOLOG KOl YEWUETPLA TTou va BOAEVEL LA TIG
KOTEPYOLOLEC TIOU TIPOKELTOL VA Yivouv. MEVIKA, Eval KUALVOPLKO LOVTEAO
OKOTEPYOOTOU OVTLKELUEVOU ELVOL TIPOTLUOTEPO OO £val TIPLOA OTNV EPLMTWON
HLOG KOTEPYAOLaG O TOpVO.

Kévtpa Katepyaotlwy

Ta cuotpata CAM Sivouv Tnv SuvatotnTa ELCOYWYI G LOVTEAWV TTOU
TIPOCOMOLWVOUV TLG LBLOTNTEC KOl TLG KIVAOELG HLlag epyaAslopnyxovig. Ta povtéAa
auTa propouLv va eloaxBouv amod tov i6lo Tov XproTn, va TtapEXovTal armo To Lo To
npoypappa f va AndOouv péow Stadiktuou. Mmopouv va optaBolv mAnpodopieg
OTWG N ToXUTNTA TNC OTPAKTOU 1) N ToXUTNTA MPOwaong, Ta Stadopa KOMTLKA
epyaleia, Ta OpLa TOU XwPou epyaciag Kat eLlSIKOL KUKAOL KOTEPYOUOLWV Kol
£100YWYN CUCKEUWYV CUYKPATNONC.

Yuotnua Mpoypappatiopol Katepyaolwy

Ta cuotpata CAM BonBouv onUavTIKA ToV XPrioTn 0TO KOUUATL TPOYPAUUATIOUOU
KaTEPYAOoLWV. Xapn otnv e€EALEN Kal BeATiwon Twv cuotnuatwv CAM, Sivetal n
Suvatotnta mapoxnG MOAAAMAWY EKTLUNOEWY KOL UTTOAOYLO WV OXETLKA LE TLG
KOTEPYAOLEG TIPOTOU EEKLVIOEL O XPrOTNG TNV TPAYHATIKN Sladlkaoia tng
TLOPOYWYHAG.

Méow twv CAM prmopel kaveig va KaBoploeL TNV OELPA TWV KOTEPYACLWV KAL TLG
akoAouBieg aplBuntikou eAéyxou KaBwe Kal TIg cuVONKEeG Katepyaoiag. Mmopel va
yivel mpocopolwon tou komtikoL epyaleiov o PndLako neptBaiiov. Tuxov
npoBARuaATa, OMWC Y. CUYKPOUGN TOU KOTTIKOU HE TOV OTABUO KATEPYAOLWY H TOV
odlyktpa (mpdyua pe mbavwg KaTaoTPodLKEG CUVETIELEG) UITOPOUV VAl
evtomnioBolv éykalpa Kal va yivel emefepyaoia tng Kivnong Tou KOTTikou epyaAeiou.

TéAog, yivetal eUkoAa Snpoupyia apxeiou pe TIG BECELS TOU KOTTTIKOU Ko
AETITOPEPELEC YLA TG OUVONRKEC KaTepyaoLlwy Kal dnuioupyeital kwdikag CNC mou
uropel va petacdepbel apéowg otnv epyadelopnyovn.
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2.3 Tpoppég Mapaywyng

H Stadikacia tng mapoaywyng adopd pia oelpd 0pYAVWUEVWV KATEPYOOLWYV Kal
EMEEEPYAOLWV HUETATPOTIAG TTPWTWV UAWV OE XpHoLpa mpoiovta. H dnuoupyia
KYPOAUHUWV» OTIOU KATEPYAOCLEG yivovTal € OELpLOKN Hopdn apatnpeital amo
apxaia xpovia. Alvetal n SuvaTOTNTA CUYKEVTPWONG EVOG ELSIKEVUEVOU avBpwITlvoU
Suvapikol otnv dnuoupyla evog PoiovTog e CUYKEKPLUEVA ETILBUUNTA
XOPOAKTNPLOTIKA Kot tpodlaypadéc. H mapaywyr amaltel tTnv opyavwueEvn xprion
duoLKwV TOpwWV, avBpwrvou SUVOULKOU, XPNUATWY, UALKWV KOL NXOVALOTWV.

Mptv Aowmov apyiosl n mapaywylkn dtadikaotia, anatteitol £vag mpoypaupoTIoUOG
£PYQOLWYV, Pia KaTavoun epyaciag Kol £vag KATAUEPLOUOG TwV Stadopwy
ene€epyaciwy o€ S1ADOPEG UNXAVEC E OTOXO TIAVTA TNV EVPECN TNG BEATIOTNG
£PYOVOLLKNG KOL OLKOVOULKNC eTAoynC. E¢etaletal Aowmdv o)L LOVo 0 OXeSLAOUOC
™G YPAUUAG Tapaywyns. Oswpeital avaykaiog o oplopog tou eAéyxou ou Ba
£popUOOTEL OTNV YPAUU TTOPAYWYNG, TIPOKELLEVOU VA UTIAPXEL TIOPAYWYN
TPOLOVTWY EMBUUNTAG TTOLOTNTAC, TTOOOTNTOG KOL TIAVTO EVTOC EVOC XPOVIKOU
mAaLoiou. Anpoupyeitat Aotodv n apxn mou oiuepa opiletal we IXESLAOUOG KoL
‘EAgyxo¢ Napaywyng (Production Planning and Control).

O Ixedlaouog kat EAeyxog Mapaywyng meptlapBavel tov oxedlaopo,
TIPOYPAUUATIONO, §POOAOYNCN KAl KOTAVOI AELTOUPYLWY oTNV Mpappn
Mapaywyng KaBwE Kot HETEMELTO eTteEEpYATieg KaL AELTOU pYieG. AnpLloupyel Aowmov
OAo To UTOBaBPO TTOU amalTelTal yio TRV SnLoupyila plag eVPUOBUNG YPOUNG
mapaywyng. H Aettoupyla Opwe evog TUAHATOC XxedLlaopoU Kat EAéyxou Mapaywyng
6ev OAOKANPWVETAL PE TNV UAOTIOLNGN TNG YPALUN G TTapaywyng. To cuyxpovo
ETUXELPNOLOKO TIEPLBAAAOV Elval SUVAULKO KAl CUVEXWG HETABaAAOUEVO. To LooluyLo
npoodopag-{ATnNong elval KATL TO OTmolo eMNPeAleL TNV AMOSOTIKOTNTA TNG YPOLUUNG
TIapaywyng, EVW n LKAVomoinon Twv MeAATwy anoteAel KaBopLoTikod delktn NG
QTOTEAECUATLIKOTNTAG TNG.

Q¢ £k TOUTOU OL UNXAVIKOL EVOG TUNHaToC IxeSlaopou kat EAEyxou Mapaywyng
€XOUV AEDN OXECN LE TOUG OTOXOUC MLoG Bropnxaviag cav cUvolo. AltoteAouyv
YEPUPA AVAUECA OTOUG KATAVOAWTES KOL TNV VPO TTAPAYWYNG. ZTOXOL TOUC lval:

1) Hmnapadoon tou mMPoildVTog 0TOV KATAVAAWTH, 0TNV WEA TOU.

2) JUVEXELD TOU TPOYPOUHUOTIOMOU TNE TTapaywyrg ITPOKELUEVOU val
emLTeLXOOUV oL LEANOVTIKEG TTOPaLYYEALEG.

3) Awatpnon tng moldtnTag o€ eMBUUNTO eninedo.

4) Na yivetal BEATLOTN Xpr1oN TWV AMOBNKEUTIKWY EYKOTAOTACEWV TNG
Blopnxaviag.

5) Na umdpxeL EAACTIKOTNTO OTOV TOPAYWYLKO TOUEQ, WOTE VA UITopoUV va
QVTLUETWTILOTOUV KPLOELG KOl ETTELYOVTA TIEPLOTATIKA.

Zuvolilovtag, n ypauun mapaywyng touv 21°% awwva ivat pia ovtotnta nou dev
elval otatikr). MetafAAAETaL KoL TTPOCAPUOTETAL OTO OLKOVOULKO KOl OLKOAOYLKO
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nieptBaArlov tng. H BEATiotn Aettoupyia tng kabopiletatl AapBdavovrog urt’ oYy
TOAAAAOUG TTAPAYOVTEG, ECWTEPLKOUG KOl EEWTEPLKOUC. TEALKA OL ETILXELPHOELG TIOU
UIopOoUVE Kal cuvexilouv va avaBabuilouy Tnv ypappr mopaywyng Toug, £T0L WOTE
QUTH Vo KAAUTITEL AMOSOTIKA KOl TTOTEAECUATLKA TNV {TNON, ELVOL KOL QUTEC TTOU
gh\aLoTomnolouv Toug mBavou g kivbUvoug Kal kepSilouv €va MAEOVEKTN A O OXEON
€ TOUG QVTAYWVLOTEG TOUG.

2.4 Mpoypappatiopog Katepyaolwy kat Zuotruata CAPP

H HEeA£TN KOl O MPOYPOUUATIONOC KATEPYOOLWYV ELVAL £VOL CNUAVTLKO 0TASLO TToU
Aappavel xwpa avapeca ota cuotipata CAD kat CAM kot anoteAel cUVOEGHO
HETAEV TNG MEAETNC TOU MPOIOVTOC KAl TNG apaywyng Tou. EXEL ONUAVTIKA EMUMTWON
OTNV OLKOVOULKI avtamodoon Tng Katepyaoiag Kabwe Kot oTnV TEALKI) moLdTtnTa Tou
TpoiovToc.

0o0 au&avetal n mepUTAOKOTNTA EVOC IPOLOVTOG TO00 eudavilovtat mpoBAnuata
OTNV MPAYHATOMOLNON TWV KOTEPYAOLWV OO Hia Epyalelopnyavr). Bacst twv
nipodLaypadwv Tou MPOLOVTOC, TWV XAPAKTNPLOTIKWY TOU KoL TWV SLA0TACEWV TOU
nipenet va Bpebel pla kataAAnAn akoAouBia Twv KATEPYOOLWY, OXL amopaltnTa o
piot Hovo gpyaleLopnyavr), TIoU va XpnoLUoToLel 660 To Suvatov KaAuTtepa Tt
gpyadsia Kal TIG TPWTEC UAEC ou eival dtabéotpeg. OAa avta, AapBavovtag ur’
oLV EPLOPLOUOUG OE KOOTOG KAl XPOVO KATEPYOOLWV.

Elvat SouAeld evoc pnxavikou va anodaoiost yla tnv emAoyn TG mpwtng UANG Kal
TwV epyaieiwv mou Ba xpnotpomnotndoulyv, cupneplapBdavoviag o6nyouc, opLkTHPEeG
Kol AAAa epyaleia eKTOC Twv KOTTTLKWV. Emiong n emloyn kat n oelpd eKTEAEONG TWV
KATEPYAOLWY, N avaBeon Toug o€ KATAANAEG EpYAAELOUNXAVES KaL N pUBULON TwV
ouvBnkwv Katepyaciag. Ta oTASLo TOU TPOYPOUMATIOMOU KATEPYAoLwY Sev gival
cadwg kaboplopéva Kal KaBe Hnxavikog akoAouBel mBavwg pa eAadpwg
Sladopetikn dtadkaoia, EVIOUTOLS Ta TapaKATw otadla mepAaUBAavovtal oTLg
TIEPLOCOTEPEC TIEPUTTWOELG:

e Katavonon tou avtikelpévou: O HnxovIKOg uteBUVOC yLa TNV TAPAYwWYN)
TPETEL VA avayvwploet TIg mBaveg SuokoAieg mapaywyng. TETola
npoBAnuata sival nw¢ Ba cuykpatnBel To TEpAxLO, dv Ba umtapxouv
Slaotdoelg mou bev Ba emttpémnouy mANPN eAeuBeplia otnv kivnon twv
EPYAAELOUNXOVWYV N OV OPLOUEVES KATEPYAOLEC elvat adlvateg Adyw Twv
QVTOXWV TOU Tepaxiou.

e AvayvwpLon opiwv avtikelpévou: EVpeon mpwtng UANG pe Baon tng popdng
KOlL TLG SLAOTACELG TOU OVTLIKELUEVOU

e Emoyn ™t mpwing UANG

13



e Avayvwplon TWV XOLPOKTNPLOTLKWY TTAVW OTO AVTIKELHEVO: Ta Asyoueva
manufacturing features €xouv éva yvwotd KUKAO Tapaywyng Kal eival eite
TIPLOMATIKA €LTE €K TIEPLOTPODACG.

e [Advo npostolpaciog ntpwtng UANG: AnuLoupyeital n akoAouBia twv
KOTEPYOOLWV YLO TNV EMEEEPYOOLA TWV TTAEUPWV TNE TTPWTNG UANC.

e AMnAenidpaon XOPOKTNELOTIKWVY: N KABOe Katepyaoia emnpedlel To
TEUAXLO, EMNPEALOVTAC TIC LETEMELTA KATEPYAOieC. AUTO cupBaivel eite
aAAalovtag TIG EMLPAVELEC CUYKPATNONG ELTE TOV OUVOALKO OYKO UALKOU TIOU
Ba adatpeBel amod po AN Katepyaoia. AVAAUTIKOTEPQ, LA KOTEPYOOLO
umopel va amAonotnBel e€attiag Tig aAlayn g Twv emidpaveLwy ToU TO
TepLBAANOUVY e amOTEAECUA VA Elval KAAUTEPO va TtpayaTonolnOel pe
SLadopeTIKO KOTITIKO pyaleio, 1) Kot SLadopeTIKO OTABUO EPYACLWV.

e ‘Evwon MAAVwV KATEPYAoLag: n €vwaon Tou TAAVOU TIPOETOLUACLOG TNG
TIPWTNG UANG LE TO TTAAVO KATEPYACLAC TWV XAPAKTNPLOTIKWY pag Sivel éva
TILo SOUNUEVO TTAAVO KOTEPYAOLAG.

o TeAKOG EAEYXOG TOU MAAVOU KaTEPYA oA Kat TEAKN enefepyacia Twv
MAGvwv.

TeAeutaio Bripa yla TNV UAOTOLNGCN TNG YPAULNE TTapaywyng eivat n dnuoupyia tTwv
armapaitnTwy odnylwv Kot oxedlwv yLa va YIVETOL CwaTH XPHoN TWV MPWIWV UAWV
KOl TwV UTtOAOMWV gpyaAeiwv amo toug epyalopEVOUG KAl VOL UTTAPXEL KATAVONGN
Twv Sltadlkaolwy ou PETEL va. akoAouBnBouv o€ kabe mepimtwon.

Yuotiuata CAPP

Inuepa akoAouBouvtal Tpelg SLadopeTIKES TPOCEYYIOELS TOU OXESLAOOU
napaywyng. Npwtn elvat n pn autopatn MPooEyyLon n onola unopel va epappootel
HOVO O€ ULKPECG YPAUUEG LE QA TEMAXLA KATEPYAOLWYV Kal Alyeg Aettoupyleg. Emiong
Ta oxedla mou epapudlovral EMNPEAlOVTOL CNUAVILIKA QO TG TIPOCWTIILKEG
EUTELPLEC KAL TIPOTLUNOELG TOU oxedLlaoth. TEAOG, YIVETAL UIKPA XPHON TWV
HUNXAVLKWV YVWOEWV KAl LKOVOTHTWVY TwV UTTOAANA WY KaBwg ot Stadikacieg
gumepLEXouV peyalo Babuod anodpacswy mou €xouv mapbei ypadelokpatikd. Auto
SUOKOAEVEL ONUAVTLKA OTIOLOSATIOTE IPOOTIABEL BEATIWONG TNG YPAUUNG
TOPOYWYHAG.

OL AAAeg 6U0 eVOANQKTIKEG TIOU £XOUV KUPLOPXIOEL O€ PEYAAO TTARBO0G Tou
Bropnxavikou kKAadou Kal OxL Lovo elval:

e Juotnuata pe pEBodo avakAnong i napaAAayng- Computer assisted variant
approach

e JuoTAuaTa ME TRV autopatn péBodo- Computer assisted generative
approach

Ta dvo mapamndvw anoteAouyv Ta Zuctuata Ixediaong Katepyaowwv pe
YrnoAoyiotiy CAPP (Computer Aided Process Planning). Ta cuotripata CAPP
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Snuoupyoulv OAn v MAnpodOpnacn OV TTAPAYETAL OO TOV OXESLAOTH TWV
Katepyaolwy, He dtadopouc Babuolc avtopatomnoinong, AapBdavovtag urt’ oYty tn
YEWETPLA TOU QVTLKELUEVOU KaL TNV TOoOTNTA tapaywyng. KAelsi yia tnv epapuoyn
Twv cuotnuatwyv CAD/CAPP/CAM Kot TNV OIMOTEAECUATLKN AELTOUpYia TOUG Eival n
petakivnon kot avtaAlayn dedopévwy avapeoa o kKABe cuoTnUA.

H onuavtikotnta twv cuotnuatwyv CAPP €xel au€nbel onuavtika kat €XeL oav oToX0
VO LELWOEL TNV avaykn yla avBpwrvn mapgppfacn otov oxeSLAOUO KATEPYACLWYV Kl
TIPOYPAUUATIONO £pywv. H uPnAn avaykn yla autopotonoinon tng dtadikaoiog
oxeblaong katepyaolwv eixe otabel advvatn yia TOAAA xpovia Adyw Twv PUeYAAwV
QMOKALOEWV LE TNV omola auTH tpooeyyL{otav and pnxavikolu¢ StadopeTikwv
EUMELPLWV KAl TOHEWV TTopaywync. Me tnv BorBeLla Tou UTTOAOYLOTH, OL OXOAQOTLKEC
Kol emavaAappavopeveg Sltadlkacieg mou amattouvral otnv oxedilaon Katepyaclwv
pmopoUV va emitaxuvbouv kat va BeAtiotomolnBel n cuvoAikr Asttoupyia g
mapaywyng. OL EUmeLpol OXESLAOTEG UITOPOUV VAL ETILKEVTPWOOUV GTOUC TTOPAYOVTEG
Tou Bplokovtal EKTOC TwV SUVOTOTATWY TOU UTIOAOYLOTH EVW Ta OXESLA
TIOPOYWYLKWV SLOSLKACLWV UITopoUV va KavovikorolnBouv, tpayua mou amodEpeL
HEYAAQ TTAEOVEKTALLOTA, OXL LLOVO OLKOVOULKAL.

UGII Software E CAPP

UGII
interface

CAPP Application System

Design

Process

feature

F
=

reasoning/ -
trans. ;
Transfor | X searching -
med module
informat Process

Process ion

CAM/UG o datatebs plan

nd manu. atatable
Manufactu j B ae < database
ring ]

interface

module

et

Ewova 2 Apxttektovikr Eappoyrn¢ CAD/CAM/CAPP!

H edappoyn twv cuotnudatwv CAPP map’ 6Aa autd Sev avEL va €lval pLol ApKETA
SuokoAn Sdadikaaoia. Qg ek TouTou, N edapuoyr Toug dev elval ekTeETAPEVN Kal Elval
TLOAAEG OL TIEPUTTWOELG OTLG OTIOLEG N XPriON TOUG €ival pn amodotikr. Anattouv
OPKETA TEXVLKNA yvwon yla va epapuootouv cwotd. Eivat éva evéldpeoo otadlo

IKesheng Wang, Meng Tang, Yi Wang and LeifEstensen (2002), “Knowledge-Based CAD/CAPP/CAM
Integration System for Manufacturing”, https://link.springer.com/content/pdf/10.1007%2F978-0-
387-35492-7 37.pdf, [29/4/2019]
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petaty CAD kat CAM Kal n xpnoTIKOTNTA Toug auéavetal pall pe to péyebog kat tTnv
TIOAUTIAOKOTNTA TNG ETALPELQG.

Juotijuata Ue avakinon N napaAdayn nrapeAdGoviwy mAdvwy mapaywyng

Ta e€aptripata mou enefepyalovtal amo TETOLN oUOTHHOTA KwSLKoMolouvTal EiTe
QIO UNXAVLKO €lTE auTtopaTa oo cuothpata Tunou Group Technology (GT Code).
Me Bdaon Tov KwSLKO TToU TTPOKUTTEL SNLoUpYELTAL £va TTAAVO TTApOyWYNC TTOU
QVTLOTOLXEL O QUTH TNV KATnyopila e€apTNUATWV KoL 0 XproTtng avalapBavet va
TPOTIOTIOLNOEL KOl VO BEATLWOEL TO TTAGVO QUTO (gtkova 2). EAQv TO avtiKelpevo eivat
VEO 0 0XeO6LA0THC TWV KATEPYAOLWYV TIPETEL VA SNULOUPYHOEL LOVOG TOU TO VEO TTAAVO
KOTEPYOOLOC XELPWVOKTIKA. MAgovEKTNHA TNG LEBOSOU gival n amAGTNTA TNE KL N
pelwaon Tou xpovou avantuéng tou Aavou. H dnpuoupyia tou mAdvou Opwg Sev
TAUEL va EEQPTATOL ATO TNV EUTIELPLO TOU XELPLOTH O OTIOLOC TIPETTIEL VAL EVIUEPWOEL
Qo HOVOG ToU TNV Baocn deSopuEVWY LE Ta VEQ EpYAAELD, EPYOAELOUNXOVES KATL.
MpoPAnuata mou oxetilovral Ue TNV edpapuoyr TWV CUCTNUATWY PE HEBodO
avakAnong N mapaAAayng ivat:

e O oxeblaopog Twy e€apTnNUATWY TIEPLOPIETAL O TTapOpoLa EEQPTHLATA TTOU
£€xouv nén oxedlaotel

e 'EUmELpOL OXESLOOTEC MOPAYWYN G OIALTOUVTAL YLO TNV TPOTIOTIOLNCN TOU
YEVLKOU TTAQVOU YLOL TNV ELOOYWYI CUYKEKPLUEVOU EEQPTIUATOC

e Jtowxela Kol Aemtopépeleg Tou oxediou dev pmopolv va dnuioupynbouv

e Agv umopouv va xpnoLpomnotnBouv yla tov oXeSLAoUO EVOG TANPWE
OUTOHOTOTIOLNUEVOU CUGOTIHATOC, XWPLG TEPALTEPW OXESLAOHO.

J€ YEVIKEG YPAUUEG, T CUCTAATA OLUTA ETLTOXUVOUV CNUAVTLIKA TOV oXeSLAOUO Kal
T(POYPOUMATIONO TWV KATEPYAOLWYV YLa EMAVOAXUBAVOLEVA XOPAKTNPLOTIKA 1) AmAd
XOPOKTNPLOTIKA TTOU UIMOPEL VA €XEL TO LOVTEAO. EVaG EUTTELPOCG UNXAVLKOG TTOU €XEL
YVWON TNG YEWHETPLOG TWV HOVTEAWV TIOU TIPETEL va TtapaxBolv Ba avayvwploet
YPNYyOopa XapaKTNPLOTLKA TIoU Ba MPETEL va akOAOUBRooUV ULa £TOLUN OELpA
KOTEPYAOLWV Kal Ba avaAdBel Lovo to €pyo TG emiPAsPng TNG mapaywyng Toug ano
€va EToLo KwdLKa Tou eite elxe SnpoupynBel and tov i6lo og mponyou uevo
otadLo, elte amod tov umoAoyLoTh.

Juotnuata e autouatn dnuloupyla tou Advou napaywync

Z€ QUTA TO cUOTAUATA TO MAAVO Katepyaoiag Tou kabe e€aptruatog dnuLloupyeital
€€apxng He Baon TNV yewuetpia ou Snuoupyndnke oto cuotnua CAD. MNa kabe
€va oo ta LoPpPOAOYLKA XOPAKTNPLOTIKA ETUAEYETAL N OELPA TWV KATEPYACLWYV TTOU
QmaLToUVTAL KOL OTN CUVEXELD TA EpYOAEL KOL OL EPYAAELOUNXOVES TTOU Ba Ta
npaypatomnoloouv. TEAog opilovtal ol cuvbnKeg Katepyaoiag kat urtoAoyilovtal ot
XPOVOL KOl T KOOTN TWV KATEPYAOLwV. ATtalteltal pLa kataypadn Twy
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XOPOAKTNPLOTIKWY TOU TtapaywyLkou e€omAlopou, SnAadn dtabéotueg
EPYOQAELOUNXOVEG, KOTITIKA EpyaAEia, CUOKEUEC 08AYNONG KOL CUYKPATNONG KO JLaL

Stadikaoia anoktnong yvwonc. H Stadikacia mou pnopet va akoAouBnbei Sev eival
povadikn Kot ouxvd akoAouBouvtal pEBodot TexvnTrg vonuoouvng Kal AAAWV

gepyaleiwv ou BonBouv tnv ANPn anoddacewv.

[
R
| part part standard | |
|| coding [ |family blan S;‘z‘)g‘ggd
formation preparation\k pl &
le -0 — — = ——— - —0—— | plans,
individual
process
|— - - - - - == = = = = = | plans
| part part process |
I coding [P [family plan -I>
search retrieval
I BN J
| I
ﬁniShed process
! process |-— plan I
I plan editing | 1

Ewova 3 Awaypauua Mpooéyytong Zuotnudtwyv AvakAnong

YBplbika Zuotruato

O xpnoTtngG Unopet va eMEUPEL AV UTIAPYOULV TIPOBARUATA LE TNV AUTOUATN
SnuLoupyla vog MAGVOU Tapaywyng. XpnoLULoToLwVTag TNV EUMELpla TOU, £Vag
HUNXAVLKOG UIopEL va epopuooel TPeLG SLtadopeTikeG evalhayEg Twv YBpLSIKkwv
JUOTNUATWV.

e Anuioupyla TAAVOU KOTEPYACLWY E CUOTNHA AVAKTNONG SESOUEVWV Kall
TPOTIOTIOLNON TOU HE AUTOMATO TPOTO (variant-generative)

e Xpnon Ing autopatng ueBodou yLa tnv dnuloupyia Tou HEYAAUTEPOU LEPOUG
TOU MAAVOU KATEPYAOLWY KL CUUMARPWON UE CUCTAMATA OVAKANONG
(generative-variant)

e Emloyn €vog aUTOPOTOU TPOTIOU SNLoupyilag TwV TIOAUTIAOKWY
QVTLKELMEVWY KaL TpOTIou TtapaAlayng ya ypnyopn dnuwoupyia mAdvwv.

MoAAEG dopEg n TeAkn apaywykn dtadikacio Ba oxedlaotel pe xprion evog
YBpLSikou Zuotipatog. Eival SUokoAo va mepLopLoTEL KAVELG TNV ATTOKAELOTLKNA
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Xpnon evog povo cuotiuatog oxediaong. Q¢ ek Toutou ival maAL eubuvn tou
XPNOTN-UNXOVIKOU Vo KaBoploeL moLa XOpaKTNPLOTIKA UItopolV va oxeSLaotolv Kot
va tapaxBolv KaAUTEPA e KABE cUOTNHA KAl TO TEALKO TTAQVO KATEPYOOLOC yLa Eva
1610 avtikeipevo mibavotata Ba StadEpel avaloya e TNV EUTELPLA TOU oxedLaoTh).
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Kedalalo 3: EpyaAeio YAomoinong

H Siemens avéntue to Aoylopiko NX 12 1o 2017 elodyovtag £va Peyalo mAn6og
VEWV EPYAAELWV KOL TIPOYPAUUATWY LE OTOXO TNV SLlEUKOAUVON TOU oXeSLACUOU, TNG
oavAaAuaon Kal Tng mapaywyng mpoiloviwy. Mpokeltal eite yia untnpeoieg mou Ba
EMPETE VA Y(VOUV N OUTOMATA, ATTALTWVTAC ONUOVTLKA YVWoN ToU AOYLOMLKOU oo
TOV XpNoTn, AAAQ KAl YLOL UTINPEGCLEC TTOU ATOV EVTEAWC AdUVATEC LE TNV XPrion Tou
NX11. Mia tétola edpappoyn ivat to Machining Line Planner (MLP), ota eAAnvika
gvvowvtag Ixedlaopog MNpapung Katepyoolwv.

3.1 Ekkivnon Machining Line Planner

New O X
Multi Axis Deposition Inspection Mechatronics Concept Designer Ship General Arrangement Press Line Line Designer Ship Structures
Model oMU Drawing Layout Simulation Additive Manufacturing Machining Line Planner Manufacturing
Templates A Preview A

Filters A

Units | Millimeters -

Mame Type Units Relationship Owner E. .
HH Process Plan Machining Line.. Millimeters Stand-alone NT AUTH... B [
HH Blank Machining Line... Millimeters Stand-alone none

Properties A
MName: Process Plan
Type: Machining Line Planner
Units: Millimeters
Last Modified: 02/01/2018 04:10 pp
Description: NX Machining Line Planner
Process Plan
MNew File Name A

MName

Folder | C:\

Part to reference A

Cancel

Ewova 4 Anuoupyia Process Plan

MNa va anoktnoel kaveic mpooPfacn otnv edappoyr) Machining Line Planner
QUTALLTELTOL VOL UTTAPYXEL €vVa LOVTEAO oXeSLOOHEVO pe CAD to omolo cupmeplapBavet
Kol €va LOVIEAO OKATEPYOOTOU OVTLKELUEVOU KaBw( Kal éva apxeio CAM mou va
elval cuvdedepévo pe auto. Akilel va onuelwBel otL emitpémovtat SUo SLadopPETIKES
TPOCEYYLOELS N TpwWTN €lval n eLoaywyr) evog apxeiou CAM pe OAeG TLG EMBUUNTEC
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KOTEPYOOLEC O€ €va LOVTEAO Kal UOTEPQ N KATOVOI TWV KATEPYACLWY O€ €va
eMBUUNTO apLlOUO OTABUWY KOTEPYACLWV.

H &AAn emiloyn n omola evdeikvuTal yla EUITELPOUG UNXAVIKOUC TTOU yVwPL{ouV KaAd
TO QVTIKEEVO TTOU £XOUV OXESLAOEL KOL TNV OELPA EPOPUOYHE TWV ATIALTOU LEVWV
KOTEPYOOLWV. Z€ QUTH TNV MEPUMTWON, To apxeio CAM mou Ba emilexbel pnopet va
elval kevo xwpli¢ Kapia Katepyaoia, Kal oL KATEPYAOLEG va 0pLoBoUV apyotepa oE
KOs otabuo KatepyaoLwv EExwpLoTa.

Mnyaivovtag oto NX 12 otnv kaptéAa File>New pmopoupe va Snuoupyrooupe ano
v koptéla Machining Line Planner £€va véo Process Plan opilovtog to 6voua tou
apxelou katl pakeho dnuoupyiag (elkova 4). Ao eKel KAl UTTPOC ATTOKTA 0 XPROTNG
npoéoBaon otnv entpavela epyaciag kal ta epyaleia tou Machine Line Planner.
MPOKELUEVOU VO apXLoEL OTIOLASATIOTE Epyacia 0 XPHoTNG TIPEMEL VA ETUAEEEL TNV
evtoAn Load initial Process Plan site matwvrtag el kAk otov pakeAo Process Plan
(ewova 5) n Stadpopetika and to Menu>Tools>Machining Line Planner>Load initial
Process Plan.

Processes M

Title Cycle Time | Load .. Unlo.. Maxi.

- = Procer—™'--
¥ Lir ¥. Load initial Process Plan

Ewova 5 EvtoAn eloaywyrig oxediou mopaywync

3.2 KaptéAa Process Information

XpnoLUomoLeiTal yLa va Hrmopouv va katoxwpnBouv Sladopa mAnpodoplakd
oToLXElQ TNG YPOUUAG TTApAywWYG OTWGE lval T Ta oToLXEla TOU TTEAATN 1} TOU
TPOLOVTOoG, 0 UTeUBUVOG KABE oTaBUOoU epyaciag Kal To £l60¢ Tou UALKOU
Katepyaoiag. AsUTEPO PEPOG TNG ELVOL O OPLOUOG TWV WPWV TIoU epyaleTal KaBe
HEPQ N YPOUUN TTAPOYWYNG, TO TEUAXLO TIOU TIPETEL VA TtapaxBoUv kabnuepva Kat
TO TTOCOOTO TOU XPOVOU auTOoU TOoU gival mapaywyLlkog. Me Baon autd ta dedopéva
0 umoAoyLotn¢ urtoAoyileL to Project Cycle Time 1} aAAlwg tov KukAo Epyaciag.
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Process Information M

Attribute Name Value

1 v ¥% Organizational Details

x =7 Project Mame

3 =N Project Mumber

3 =7 Praoject Proposal

3 =N Customer

<] =1 Customer Location

7 =N Layout

g =N Machine Tool Type

9 =" Machine Controller

10 =0 Part Description

11 =N Part Material

12 =1 Coolant Type

13 =N Uszer Mame

14 =N Version Mumber

15 =N Date 02-Apr-2019 17:22:10
16 v ¥¥ Production Details

17 =N Warking Hours per Day 12,0000 hour
18 =N Mumber of Parts per Day 10
19 =N Utilization Percentage 100, 0000
20 =N Project Cyde Time B

Ewova 6 Kaptéda MAnpopopiwv Katepyaoiwv

3.3 Kaptéha Processes

H kaptéAa Processes eudavilel 6Tov xprnotn cUVOTTIKA Toug Stddpopous oTabuoug
EPYOOLWV KOL TIG KATEPYACLEG TTOU TIPAY LOTOMOLOUVTAL 0TOV KaB€va. EKTOG amo tnv
otnAn Title utdpxoULV KOl KATTOLEG KOO OTAAEG e TTANpodopieg yLa Tov KABe
otabuo epyaciwv. O pakehog Process Plan ywpiletal o€ 2 StadopeTikolg
urntodakéloug, Tov pakelo Not Allocated kat Line. Katd tnv ekkivnon tg epapuoyng
OAeg oL Katepyaoieg Tou apxeiov CAM Bpiokovtal otov pakelo Not Allocated.
Eudaviletal wg évag akopa oTabpog epyaciwy evtouTolg 6w Bplokovtal ot
KATEPYAOLEC TTOU Sev €xouv KataxwpnOel og kamolo otabud. O SeUtepog hAaKeAOG
Line pmopet va matnBetl pe to &€l KALK KoL va eLoAyEL 0 XproTng EMUTAEOV 0TaOOUG

€pyacLwv Pe tnv evtoAn Add Setup e . H otAAn Cycle Time gudavilel Tov KUKAO
EPYOOLWV KOlL OTIOLOCOATIOTE OTAOUOC €AV €XEL EEMEPATEL TO XPOVLKO OPLO
eudpavileTal Pe KOKKLVO YPAUUATA, EVNEPWVOVTAC £TOL TOV XPHOTN.

Aivetal emiong n Suvatdtnta va petadepbolv ta Sedopéva os Eva apyeio TUTOU
excel. Auto Sivel Tnv SuvatotnTa MEPALTEPW EAEYXOU KAL ETUTPETEL TNV EUKOAN
Xpnon Twv 6eSopévwy yla TNV avantuén oTATIOTIKWY TILVAKWV.
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Processes A

Title Cyc... | Low.. | U.. | M...| Number of P
- [ Process Plan

:E Mot Allocated

—IE]I Line
+ "M Setup 1 4320...
" Setup 2 4320...
+ "W Setup 3 4320...
+ "M Setup 4 4320...

+." W Setup 5 4320...

[T =N — R — I ]
[ == [ e N e B e Y e
TN I R [
— | b | =k | =k | =

3.4 KaptéAa Resources

Resources M

Title Tool ...
f--%hlcut Allocated

—-E Setup_1

[k 3-AX_MILL_VERTICAL_P...

- * Toolset 50
g MILL_15 R2
gl MiLL 30
- gI MILL_10_R1

+.E Setup_2

+.E Setup_3

+'f Setup_4

—.E Setup_5

Bl 5-AX_MILL_VERTICAL_A..
- - Toolset 50
I MILL_5_R1

gl MILL_15_R2

Ewova 7 Mapadeyua Moopunc Mapaywync os KaptéAa Resources



Ztnv kaptéAa Resources epdavilovtal Ta epyaleia Kal oL EPYOAELOUNXAVEG TIOU
XpNnolpomolouvTal o KOs oTtaBuo epyaciwy ou €XeL oploeL o Xpotng. Méow
autoU Ttou apabupou, 0 XproTNG Uopel EUKOAA va AEYEEL TL KOTITIKA EpyOAEia
unapyouv SltaBéolpa og KABe oTABUO, EVW N EPYAAELOUNXAVI) TIOU XPNOLUOTOLELTAL
Slvel otolyela yLa TIG KATEPYACIES TTOU TTPAYUATOTOLOUVTOL OTOV OTAOUO EpYacLwV
KaBwg KaL TL Katepyooieg Sev pmopouv va uAomotnBouv ekel.

3.5 KaptéAa Products

Products A
Title ProcessSetup
- - Product
+- @ Part
(@ Blank
- @@ WORKPIECE Setup_1

(& CAVITY_MILL2_ROU...
) UNDER_CUT_BACK
) UNDER_CUT

() CAVITY_MILL2_FINISH
) FLOOR_WALL_1

) cavITY_MILL2

) CAVITY_MILLT
+- @3 WORKPIECE Setup_5
+- @3 WORKPIECE Setup_4
+- @3 WORKPIECE Setup_3
— @2 WORKPIECE Setup_2
) UNDER_CUT_BACK
) UNDER_CUT
(i) FLOOR_WALL_1
+- @3 WORKPIECE Mot Allocated

Ewkova 8 Mapadeyua Mpouung Mapaywyrig o€ kaptéAa Products

H kaptéAa autr kataxwpet kat epdavilel OAa ta otadla and Ta onola MEPVAEL TO
HOVTEAO OKATEPYAOTOU QVTIKELUEVOU KATA TN SLAPKELA TNG tapaywyng. O xpnotng
Aappavel mAnpodopieg 1000 yLa TNV emefepyacia Tou TEQa)iov anod otabuod oe
oTaBuo, 600 KL LA TA EVOLAPESA XAPOAKTNPLOTIKA TTOU SNULOUPYOUVTOL AVALECO OF
kAaBe katepyaoia.
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3.6 KaptéAa Operation Sets

Atvel tnv Suvatotnta va eAeyxBouv eUkoAa kat ypriyopa ta dedouéva mou
avTLoTolyoLV yla pia katepyacia. O xpriotng pnopet va matrnoest Sl KAk og

ornotadrmote Slepyacia Kol HECW TNEG EVTOANG s Send to Operation Set View va

OEL TO KOTITIKO EPYQAAELO TTOU TIPAYUOTOTIOLEL TNV KaTepyaaia, KaBwg Kal Eva preview
TWV KWVAOEWV TNG EPYAAELOUNXAVAG.

3.7 Awadkaoia Tafvounong Katepyaolwv

Process Information Vv Source Setup A
Processes AT - - -
a O % kK
Title Cyc.. Llo.. U.. M..| MumberofP )
Title Tool Description Flutes Toolpath Time
- [t3 Process Plan
1 ¥5 cavry_miLt MILL_30 Milling Tool-5 Par. 2 972.4048
+- 8 Not Allocated
o 'E' Line 3 ?CAVFI’Y_MILLZ_ROLIGH MILL_30 Milling Tool-5 Par. 2 674.0392
*m Setup. i 2320, 0 0 1 1 5 B5 FLOCR_WALL_1 MILL_15_R2 Miling Tool-5Par.. 2 208,3988
8 Sctup_2 a320.. 0 0 | B 7 &5 cavry_ MLz MILL_15 R2 Miling Tool-5Par.. 2 533.0158
" Setup 2 &0 o0 1 1 9 | > 35 CAVITY_MILL2_FINISH MILL_15_R2 Milling Tool-5 Par... 2 6627851
+ " Setup _4 4320, 0 o 1 1 11 > $5UNDER CUT MILL_10 R1 Miling Tool-5Par... 2 206.8680
+ 'T Setup_5 4320... 0 0 1 1 13 ¥5 UNDER _cUT BACK MILL_10_R1 Milling Tool-5 Par. 2 292.8018
< >
Target Setup A
Setup_1 -
Title Tool Description Flutes Toolpath Time [¢
1
< >
Resources
Products v
Operation Sets
Title ProcessSetup
- Ly CAVITY_MILL1
--¥F CAVITY_MILLY Mot Allocated
B CAVITY_MILLY
g MILL 30

Ewkova 9 NX MLP User Interface

H opydvwaon Kol Kotoxwpenon Twv KATEPYAoLWV o€ KaBe otabuod epyaaciag yivetal
HEow Twv Ttapabupwv Source Setup kat Target Setup. Ztnv kaptéAa Source Setup
eudavilovral oL KATEPYAOLEG TTOU eV £XOUV akopa kataxwpnOel og kAmolo otabuo

epyaclwv kat epdavitovrat otov pdakelo Not Allocated. Méow tng eVvtoAng
Allocate Operation opiletal pia katepyacia otov otabuo epyaciag tng emAoyng
HOG. TNV ELKOVA 9 UTIAPXOUV 7 KATEPYAOLEG UN KaTaxwpnUEVES Kal Target Setup
€XOUUE emIAeyUEVO TO Setup_1. H oelpd pe tnv omola petadEpovTal oL KATEPYATLES
oTo target setup Ba Bswpeital KaL n oelpd eKTEAECT G TOUG.
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OiAtpa Katayxwpnong

To Machining Line Planner mapéxel 4 Stadopetikd iATpa TPOKELUEVOU VOl
KataxwpnBouv opyavwuéva OL KAaTepyaoieg og KABe oTabud epyacilwyv Xwpig va
npokVPouV CUVONKEG TTOU vVa KABLoTOUV TNV mapaywyn Tou HoviéAou avadopdg
aduvartn.

e Sequence Constraint Filter w® : To ouykekpLuévo didtpo, epocov eival
EVEPYOTIOLNHUEVO, UTIOXPEWVEL TOV XPNOTN VA KOTOXWPNOEL TIG KATEPYAOLEG UE
HLot CUYKEKPLUEVN OELpa. Mo TapAdELyUa pLa EMLPAVELD TTOU TIPOKELTAL VO
unootel dppelaplopa Ba mpEnel mpwTa va yivel ekxovoplon Kat VoTepA
anonepatwon (pwiplopa). Exovrog evepyonolnuévo to ¢piltpo Sequence
Constraint, o xpriotng Ba pmopet va 8L HoOvVo TIG Katepyaoieg ekxovdplonc. H
EKAOTOTE KATEPYAOLO amonepAtTwonc Ba epdaviotel epooov £xel ekTeAEOTEL
nén n avtiotolyn katepyaocia roughing i semi-finishing. Fevikd mpoteivetal
Va €LVOIL LOVIHWE EVEPYOTIOLNEVO TO CUYKEKPLUEVO IATPO, EKTOG KL OV O
XPNOTNG UNXOAVIKOG EXEL LEYAAN EUMELPLA LE TIC KATEPYAOLEG, TIC
EPYAAELOUNXAVEG KOL TO OVTEAO TIOU KOTAOKEUATETAL.

e Time Filter : Onwe avadépbnke oto kedpalato 3.2 KaptéAa Process
Information, opietal armo tov XproTtn €vag XPOoVLKOC KUKAOG EpYacLwV. AUTOC
0 XPOVLKOC KUKAOG armoTeAEl OpLo yLa TO VOUUEPO TWV KOTEPYAOLWV TTOU
KoTtaxwpouvtol o KABe oTaBuo epyactwy. Elval onUavTikKo Vo KATAVEUOVTOL
opolopopda oL Katepyaoieg oe kKaBe oTaBUO EpyaciLwy, £TOL WOTE VAl
elayLotomnoleital o vekpog xpovog, SnAadr va pnv UTIApXEL LEYAAO TTOCOOTO
QVEKUETAAAEUTOU XPOVOU OE KABE OTABOUO.

e Tool Capacity Filter * : H kaBe epyadelopnyxavn €XEL EVaV OPLOUEVO
aPLOUO KOTTIKWY EPYOAELWV KaL EPYAAELWV LETPHOEWYV TIOU UITOPEL vVaL
arnoBnkevon. To cuykekpLuévo Gidtpo dpovtilel To kaBe target setup va €xel
TOV aMmaLTOU LEVO XWPO WOTE Vo KataxwpnBouv ta epyaleia mou Ba
XpnotuomnotnBouv yla TNV UAomoinon Twv Katepyaolwv. Epocov to vouuepo
TWV epyaAeilwv PTACEL TO HEYLOTO OPLO, O TtivaKaG Tou Source Setup maveL va
eudavilel katepyaoieg mou anattolv éva SLapopeTIKO KOMTIKO EpyaAELo.

-

o

e Direction Filter  * : EmuTpénel va kataxwpnBoUv KATEPYAGLEC TTOU
Tpaypatonolovvtal otov Lo dfova pe to umolouno otabuod Target Setup. O
aovag katepyaoiag opiletal amo tnv npwtn dlepyacia mouv Ba
kataxwpnBetl. Elvat éva ¢pidtpo mou pnopel va anevepyomnolnBel av o
XPNoTNG BEAEL va KaTaxwperOEL KATEPYAOLEC O€ epyaAelopnyavn 5 afovwv.
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3.8 OAokAnpwon Apxknc Tatvounong Katepyaolwv

Edooov kataywpnBouv og kaBe oTaBUO pyacLwV oL aVAAOYEG KATEPYAOLEG, O
XPNOTNG WIOPEL VoL amoBNKEVOEL TNV YPOUUN TTAPAYWYAG.

Parts to Name A
Marme Path

+iprocess_planl.prt Ch\Users kostatDesktophMruyiakn

& process_plan1_MotAllocated.prt ChUsershkostat Desktoph Mmuyokn

& process_planl_Setup.prt ChUsersikostahDesktoph Mmuyokn

& process_plan1_Setup_O.prt ChUsershkostat Desktoph Mmuyokn

& process_planl_Setup_1.prt ChUsersikostahDesktoph Mmuyokn

Mame and Location A
Mame | process_planl.prt _?

=

O kGO oTABUOG EpYACLWV ATOKTA TO SIKO TOU apXELo .prt KaL 0 XpHoTng UopeL ano
eKel KaL épa va pubuioel TG ouvOnkeg katepyacoiag oe kaBe apxeio Eexwplota. Ta
apxelo auta cupnepipEpovtal oav kabBe aAAo apxeio CAM pe tnv e€aipeon OTL TO
HOVTEAO OKATEPYAOTOU QVTIKELUEVOU EVNUEPWVETOL QUTOUOTA KOl KABE aAlayn
OTOV TPOTIO TPAYLATOTIOINONG TOUC O€ €vav oTaBuo, aAAAlEL TIG CUVONKEG Kal yla Ta
HOVTEAQ oTa uTtOAouta apxeia. TEAOG BEATLOTOMOLWVTAC KAVELS TLG EKACTOTE
Slepyaoieg og éva amnd ta apxeia CAM twv Sltadopwv setups, UMopel HETA va
avakaAU el Eava ano to mapabupo tou Machining Line Planner otL mAéov ol
UTTOAELTTOWEVEC KATEPYOOLEG UITopoUV va SLtapeploBolv SLadopeTika.

Folder | Ch\Users\kosta\DesktophMTmoyokn
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Kedalalo 4: Epapuoyn

4.1 Anpoupytla Movtélou og CAD

To povtéAo mou dnuoupyeitat Baciletal os €va Baoikod oxESLo amo matdiko
auTtoKlvnTakL. MNopd tnv amAotnta tou, pag Sivel tnv duvatotnta va e€EpeUVHCOUE
TLOAAEG TITUXEC TOU Tpoypappatog machine line planning kat va xpnoLuomnow|cou e
dpEleg T000 3, 000 Kot TTEVTE afOvwy. ApxLlka SnpLoupyeital to mpodiA Tou
OQUTOKLVATOU HEOW evog oxedio (sketch) to omolo amelkoviletal otnv elkdva 10. Ot
EVTOAEC TTOU XpnoLpomoLlouvTal BplokovTal NTAV Ol TIAPAKATW:

>

>

Line : Anuloupyel pia euBeia ypapun, ite opilovrog dVo onueia, r €va
onueio Kot UoTEpPA TO PUNKOC TNC eVBeiag Kot TNV KAlon TG

Fillet : Xpnowomnoteitat yia tnv dnpioupyio pLLog KOUmUANG avAapecsa o 2
guBelec mou Tépvovrtal.

Chamfer: Opola pe tnv evtoAn Filler, opiletat pia euBeia mou avrikabiotd
™V ywvia mou dnuloupyeital avapeoa o SUo euBeieg. Elval xprioLlplo yla tnv
Staypadn MoAU ofelwv ywVLWV TIou Hmopel va amoteAéocouv mpoBAnua otav
ylVEL pETA KOTTIH TOU TEpA)iOU.

Studio Spline: To pmpootwvo pépog tou podiA Snpoupyeital pe pLa B-
Spline. H gvtoAn 8ivel Tnv SuvatotnTa KAUMTUAWY ELTE PE TNV XPrON onUEiwv
gAéyxou (poles) N aAAiwg opilovtac onueio LECA OO TOL OTIOLAL TIEPVAEL
KOUTTUAN.

<

R64

p2=55,0

0,

ho (o
4 LON
-2 = pEE2.5
-k

p7=120,0

Ewkova 10 lMpoiA Oxnuatoc

ZTNV CUVEXELA LE TNV XPrion tT¢ evioAng tn¢ e€wBnong (Extrude) divoupe mAdatog 70
XIALOOTWV OTO HOVTEAO. 2Ta KABe MAeupd TOMOOETOUE 2 NULKUKALA LIE TNV XPNON
TNG EVIOANG Arc, Kol e TNV Toug Sivoupe MAATOG e TNV evtoAn extrude. TéEAog pe
TV xpnon tng evtoAng Edge Blend Sivoupe kapmuAotnta ota 0pLa Twv KUALVEpwv,
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KaOwG KaL OTLG YWVIEG TTOU SnloupyouvTaL OTO TTAVW UEPOG TOU AUTOKLVATOU. To
HoVTEAO Slapopdwvetal Onwe otnv Ewkova 11.

Ewova 11 loouetpikn amoyn tou HovtéAou

2Tn cuvéxela Ba SnLOUPYHOOULE Pia KOIAOTNTA OTO KATW HEPOG TOU LOVIEAOU TIOU
Ba anoteAeital and Svo dadopeTika otadia. To mpwto HEPoG Ba eival Eva
opBoywvio nplopa pe oTpoyyuAe UEVEG YWVIEC. H dnuLoupyia Tou Ba yivel
XPNOLLOTIOLWVTAC TNV €VTOAN rectangle, mpokeéVou va SnULOUPYNOOUUE Eva
opBoywvio Tou Ba elval CUPPETPLKO WG TTPOG ToV Aafova X'X KaL 0T CUVEXELQ
extrude kat edge blend yLa tnv e€opdAuvon twv 4 ywviwy (glkova 12).
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Ewova 12 1o otabio kotAdtntag

To 6eUTteEPO HEPOC TNG KOWAOTNTAG Elval éva Tpameloeldng ecoxr. H dnuiloupyia
auToU Tou oxnuatog £ywve oxedlalovtag 2 opBoywvia o€ StadopeTikd LN Kot
Uotepa xpnoLuomnolnOnke n evioAr through curves. Auto ¢rtidyvel éva tpamneloeldeg
OWHOL EVIOC TOU apXLKOU HOG LOVTEAOU KAl E Xpron TNG eVToAng subtract
eudaviloupe Tnv emBuNTH €coxn (ewoveg 13 k' 14)

~ o

Ewova 13 Tpameloetbrig YKo mou apaupeital
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Ewova 14 TeAkn pop@n Kolotntag

Ta teAeuTaia XapaKTNPLOTLKA TTOU TipooTiBevtal eival 4 nuikUKALa otnv B€on Twv
TPOoXWV. To OUVOALKO POVTEAO peyeBUVETAL KABWG He BAon To apxlkd oxESLO TTou
dalvetal otnv ekova 15, To WRKOG Tou oxnUatog eivat povo 120 xthtootd. Me xpron
NG eVIOANG scale body emiAéyoupe Tnv opoldopopdn avénon Twv SLAcTACEWV TOU
HoVTENO, opilovtag ouvteheoTn) 2. TEAOG amapaitnTo KOMUATL yLO VOL CUVEXIGOUUE
HETA 0TNV XPNoN TwV cuotnuatwv CAM &ival o oplopdg TOU HOVTIEAOU
OKATEPYOOTOU QVTIKELUEVOU. MPOKELTAL OUGLACTIKA YLA TNV TPWTN Kag UAN, KAl O
QUTH TNV MEpMTWon elvat éva opBoywvio mpiopa ou MEPLBAANEL TO OXAO LOG KOl
dnuloupyeital pe tnv evioAn Design Feature>Block.

Atilel va onpelwBel, OTL o€ TEPLTTTWON TIOU 0 OPLOUOC TWV KATEPYAOLWYV YLVOTAV
XWPLG TNV Xxprion Tou Machining Line Planner tou NX, To HOVTEAO QKATEPYACTOU
QVTIKELHEVOU Ba pumopouoe va SnuioupynOel pe to NX CAM. EvtouTolg, to
Machining Line Planner avayvwpilel auto to Feature povo edv eivat opLoUEVO 0TO
apxeilo .prt mou dnuioupyeital oto NX CAD.
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Ewova 15 TeAtkd Movtédo ue Mpwtn YAn

4.2 Oplopoc MovtéAwv pe NX CAM

Enopevo Bripa eivat va Bpebolv Kat va UTIOAOYLOTOUV Ol EKACTOTE KATEPYAOLES TTOU
amalTtouvTal yLo TNV popdomnoinon 0Awv Twv XopaKkTnpLoTikwv-features mou €xeL to
HOVTEAO paG. Agilel va onuelwBel 0TL 0 auTOo To onuelo dev ylvetal KauLAg Lopdng
0PYAVWONG TWV KATEPYOOLWY O€ 0TABOUOUC EpyacLwV. EVTouToLg n oeLpad Pe TNV
omola Ba opLoTouv ot katepyacieg oto NX CAM Ba Aappavetatl urt’ 6YLv otov
KATapePLOUO TwV Slepyactwyv oto Machining Line Planner. EmtiAéyovtag amno tnv
kaptéAa File tnv emiloyry New Snuioupyeital Eva véo apyeio Tumou .prt oto omnoio
armoBnKeVOVTAL OL AELTOUPYLEG TWV KOTITLKWY EPYOAELWV YLA TO LOVTEAO TTOU €XEL
SnuoupynBel. EmAéyetal General Setup and tnv kaptéAa Manufacturing (swova
16).

Mpwto Brua rpv apxioet onotadnmote dtadikacio cto NX CAM eivat va oplotel
TIoLo £(val To HOVTEAD avadopAg KAl TTOLO €LvValL TO POVIEAO AKATEPYAOTOU
QVTLKELHEVOU. ITOo tapabupo Operation Navigator otnv aplotepr) otnAn divetal
npocPacn o€ 4 SLaPOPETIKEG KAPTEAEG:

o B Program Order View omou eudavilovtal OAEG OL KATEPYAOLEG OE OELPA
EKTENEONG

. 7 Machine Tool View 6mou epdavilovtal ta KOmTikd epyaleia koL To
KEVTPO KATEPYOLOLWV TIOU €XOUV OPLOTEL KaL n B€on UOSOXNG TWV KOTTTLKWV.
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i)
° * Geometry View 4mou opi{ovtat ta povtéAa tne ouVapHOAdYnonc

=
° = Machining Method View 6mou opadomnotoUvtat ot 5tddopeg AeLToupyieg
Ue Baon Tto €160¢ TNG Katepyaoiag mou yivetat

WE O X
Multi Axis Depaosition Inspection Mechatrenics Concept Designer Ship General Arrangement Press Line Line Designer Ship Structures
Model DMy Drawing Layout Simulation Additive Manufacturing Machining Line Planner Manufacturing
Templates A Preview A

Filters A
Relationship | Reference Existing Part + Units | Millimeters -
MName Type Units Relationship Owner
EEGenui Setup Setup Millimeters Reference Existing  NT AUTH.. ~
E Die Meld (Essentials) Setup Millimeters Reference Existing  NT AUTH..
B Turning (Essentials) Setup Millimeters Reference Existing  NT AUTH...
) Machinery (Essentials) Setup Millimeters Reference Existing  NT AUTH...
E Multi-Axis (Essentials) Setup Millimeters Reference Existing  NT AUTH...
E Mill Turn (Essentials) Setup Millimeters Reference Existing  NT AUTH...
¥ Simulation Dual Table Sinumerik Setup Millimeters Reference Existing  NT AUTH... Properties A
£ 5im01 Mill 3-axis Sinumerik Setup Millimeters Reference Bsting  NT AUTH.. Mame: General Setup
B SimD2 Mill 3-asis Sinumerik Setup Millimeters Reference Existing  NT AUTH... Type: Setup
B SimD3 Mill 4-asxis Sinumerik Setup Millimeters Reference Existing  NT AUTH... Units: Millimeters
ES?mO‘-‘ M?II 41)(?5 S?numenk Setup M?Il?meters Reference Ex?st?ng NT AUTH... Last Modified: 01/25/2018 08:32 ppt
@ Sim03 Mill 5-axis Sinumerik Setup Millimeters Reference Existing ~ NT AUTH.. , Description: NX CAM General Setup
£ >
New File Name A

Mame | modelfinal_setup_1.prt |
Folder | Cih\Usershkosta' Desktop\ Mruyewn | PART3 |

Part to reference A

Mame | modelfinal |

W o

Ewova 16 Anuioupyia Setup CAM

210 Geometry View Aounov opilovral kavovtag KALK 0TO w Workpiece ta dtadopa
povtéAa mou Ba mpémnel va AndBouv utt’ oYLV amo 5w Kal Upoc.
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{3 Workpiece

Geometry
Specify Part
Specify Blank

Specify Check

Offsets

Part Offset

Description

Material: ALUMINUM

Layout and Layer

Ewkova 17 Optoudg Movtédwv Workpiece

Onwc¢ dpaivetal otnv glkova 17 opiletal wg Part to poviélo mou epdaviletal xpuoo,
evw to Blank, aAALwG Kal LOVTEAO OKATEPYAOTOU QVTLKELPEVOU, Elval TOo opBoywvio
mou spdaviletal nuSLadaveg kat KOKKLVO. Alvetal emiong n Suvatotnta opLopov
Check mou xpnotpomnoleital yLo TV CUYKPATNGN TOU TOU TEPO)IOU. Zav UALKO

, . 29
ETUAEYETAL TATWVTOC OTO
oto Ahoupivio.

Tou Material To UAlLk6 MATO_0266 Ttou avtLoToLxel

4.3 Oplopocg Komtikwv Epyaieiwv oe NX CAM

Méow tou *E Machine Tool View epdaviletal n kapteAa Pe OAA TOL KOTTTIKAL
epyaleia ou €xouv oplotel amod tov xprotn. Kabe komtiko epyaleio mpémel va

“
kataxwpnBet oe éva Pocket. Matwvtog KALK 0TNV EVIOAN g Create Tool 6a
oplotouv 4 dtadopetikd komtikd. Emidéyetat Type>mill_contour kot to kaBe
epyaleio d€peL 0TO OGVOoUA TOU TN SLAPETPO TOU KO TNV AKTIVOL TTOU UTTOPEL vaL EXEL
oTNV AKPN TOU yLOL VO UITOPEl EUKOAQ va Tal EeXwPLOEL 0 XPrOTNG. TNUAVTLKO Elval va
KataxwpnBel To kABe €va amod auta os éva eAeVBepo Pocket. Afilel va onpelwOetl
otLTo NX €xel €va peyaho MARB0G KOMTIKWV gpyaAeiwv SLaBEaLwY TTou Propouv va
xpnotpornotnBouv apeca. Opilovral 4 StadopeTika Komtika epyadeia dpelag mou
napouaotalovral mapakatw. O oplopog tou shank kat tou holder eivat avaykaia,
oAAQ pmopel va mpaypatomnotnBet apyotepa 6tav Ba elval yvwotn n
gpyaAelopnyavn mou Ba mpayuatonolel kabe katepyacia.
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£} Create Tool X & Milling Tool-5 Parameters X

~

Type A Tool | Shank Holder More
| mill_contour - | Legend A
Library A
Retrieve Tools from Library L& a L _T_

FL
Retrieve Devices from Library * Lo

R1—"le—D—= § D—t++"—R1

Tool Subtype A Dimensions A

% % é & (D) Diarneter 2.0
@ E::H b (R1) Lower Radius 1.0000
(B) Taper Angle 0.0000
Lacation A (A) Tip Angle 0.0000
Tool ‘ POCKET 04 - | (L) Length 40.0000
(FL} Flute Length 20.0000

A

i~

| PTYXIAKLS R |

Description

B e ||

Ewova 18 Mapadetyua Optlouou evog komtikoU EpyaAeiou

O oplopog tou Holder ivat katt mou npénet va AapBavet urt’ oYLy to epyaleio
KOTING, TLG KOTEPYAOLEG TIOU QLUTO TIPETIEL VAL TIPAY LATOTIOLHOEL KABWG KaL TV
YEWETPLA TOU POVTEAOU KOl TOUG TEPLOPLOKOUG TNG EPYAAELOUNXAVAG. MapakATw
eudavilovral ta dtadopa KomTika epyaleia kat ta avtiotola holders pe Tig
Sl00TAOELG TOUG.

Komtiko Epyaieio MILL_30

Komtiko epyaleio tumou Mill pe 30 mm Sidpetpo, 60 XIALOOTA GUVOALKO UAKOG KOl
30 XIALOOTA TIOU TIEPLEXOUV TLG 2 0SOVIWOELG TIOU TIPAYLATOTIOLOUVY TNV KOTIA.
Opliletal Holder pe 3 tadopetika steps. Eival to komtikd epyaleio ov Ba
nipaypatonolnBel ya tnv adaipeon twv peyaAlTEpWVY OYKWV EPLTTAG UANG. OL
SL00TACELG TOU KOTTIKOU £pyadeiou opiletal Omwe otnv elkova 18.
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Tool Shank Hn\derg More
Legend A
uD
—
! @ .
oS B
T " —R1
p——LD—+

Holder Steps A
(LD} Lower Diameter €4.0000
(L) Length 15.%000
(UD) Upper Diameter 64.0000
(B) Taper Angle 0.0000
(R1) Corner Radius 0.0000

Step Lower Diameter  Length Upper Diameter = Taper Angle Corner Radius 'S

1 31.200000 11.600000 48044310 35.000000 0.000000 x

2 48.000000 32.300000 48.000000 0.000000 0.000000

3 64.000000 15.900000 64.000000 0.000000 0.000000 #

< >
Tool Insertion A
(05) Offset 5.0000

Ewova 19 Awaotaoels Holder MILL_30

Komtikod EpyoaAeio MILL_15

Komtiko epyaleio Tumou MILL pe Stapetpo 15 xtAtootwv. To prkog eival 60 xtAlootda
evw ta dVo SdvTia Tou KomTikoU kKaAumrtouv 40 xtAlooTd Tou Komtikou. To Holder
€xeL 2 emineda/steps kat eppaviletatl otnv gikova 20.

Tool Shank Holderg More
Legend A
f——uo——
T
P 4\ @ .
05 B
T *—R1
fe—LD—+

Holder Steps A
(LD) Lower Diameter 60. 0000
(L) Length 20.0000
(UD) Upper Diameter 60.0000
(B) Taper Angle 0.0000
(R1) Corner Radius Q0.0000

Step Lower Diameter ~ Length Upper Diameter ~ Taper Angle Corner Radius 'S

1 40.000000 45000000 50.000000 6.340192 0.000000 X

2 60.000000 20.000000 60.000000 0.000000 0.000000

i

< >
Tool Insertion A
(05) Offset 5.0000

Ewova 20 Awaotaoelg Holder MILL_15 R2
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Kormtikd Epyaleio MILL_10 _R2

Komtiko epyaleio tumou MILL pe Stapetpo 10 XIALOOTWV KO aKTiva KAUTTUAGTNTAG
TOU AKpou 2 xtAlootou. To purikog ivat 50 xtAtoota Kat ta U0 SOVTLOL KOTT G UKOUG
30 xtA\lootwv. To Holder amoteAeital ano 2 enineda steps kat epdaviletat otnv
€lkOva 21.

Tool | Shank | Holder More

Legend A
——
T
P\ R
0s B
i *_R1
je——1LD—

Holder Steps A
(LD) Lower Diameter 30.0000
(L) Length 20.0000
(UD) Upper Diameter 30.0000
(B) Taper Angle 0.0000
(R1) Corner Radius 0.0000

Step Lower Diameter  Length Upper Diameter  Taper Angle Corner Radius %

1 20.000000 20.000000 30.000000 14.036243 0.000000 X
2 30.000000 20.000000 30.000000 0.000000 0.000000

i

< >
Toal Insertion A
(05) Offset 5.0000

Ewova 21 Ataotaoelc Holder MILL_10 R1

Komtiko Epyaieio MILL_5 R1

To teleutaio KOMTIKO epyaleio ou Ba xpnolponolnBel oTig Katepyaoieg ival
TOmou MILL pe Stapetpo 5 XIALOOTWY Kol aKTiva KAUMUAGTNTAG Tou aKpou 1
XWA\lootoU. To pnkog eivat 40 xAlootd Kat oL 08ovTwoeLg kKaAumtouv 20 xIAloota
auTtoU Tou pnkouc. Exet éva holder evog emunédou mou pmnopel va Bpebel otnv
BLBALoBNKN Tou NX. Mpodavwg, Ta TeAeuTaia 2 KOMTIKA epyadeia elval pkpwy
SL00TACEWVY KOl WG EK TOUTOU XPNOLUOTIOLOUVTOL UOVO OE HLKPEG KATEPYOOLEG
dwipiopatoc. To poVTEAO Tou KoTTtikoU epyaleio kal tou holder, kaBwg kat ot
Slootdoelg tou tedeutaiou dpaivovral otnv lkéva 22.
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Tool Shank | Holder! More

Legend A

Holder Steps A
(LD) Lower Diameter 20.0000
(L) Length 45.5000
(UD) Upper Diameter 35.3452
(B) Taper Angle 11.5000
(R1) Corner Radius 0.0000

Step Lower Diameter  Length Upper Diameter  Taper Angle Comer Radius | %
1 20.000000 45.900000 39.345290 11.900000 0.000000 X

< >
Toal Insertion A
(05) Offset 5.0000 ‘

Ewova 22 Awaotaoeis Holder MILL_5 R1

4.4 Oplopocg Katepyaowwv CAM

Ol Katepyaoieg mou Ba oplotouv Oa MPETEL vaL LNV TPAY LATOTIOLOUV TIOAAEG
TLEPLTTEC KLVNOELG, yla e€0LKoVOUNon XPOvou, aAAd Kat va AapBdavouv urt’ 6V Toug
TLEPLOPLOUOUG KIVNONC TNC EPYAAELOUNXAVAC KOL TWV AVTOXWYV TOU SOKLULOU.
AeSOPEVO OTLTO AVW HEPOG TOU HOVTEAOU avapopag £XEL TTOAATTAEG TTAEUPEC TTOU
Sev elval KABeTeg peTafL TOUG, (VAL TIPOTLUOTEPO OL E00XEG OTO KATW UEPOG TOU
Sokluiov va mpaypatonotnfolv MPWTES, WOTE Vo £lval EUKOAOTEPN Kot TILo AoPaAnG
N CUYKPATNGN TOU SOKLULOU. 2T CUVEXELD UIMOPEL va TipayaTomnolnBel n
€KXOVOPLON Kal adailpeon TG MAVW TIEPLTTAG MPWTNG UANG. Ta TAEUPA LIE TLG
XOPOKTNPLOTIKEG E0OXEC Oa mpaypatonoltnBouv oto TéEAoG. Ma tnv eniteuén pLog
Aelag emidpavelag ota KEKALUEVA eTtimeda amatteltal n xpnon Ko EpYOAELOUNXOVIG
5 af6vwv yLa TNV opolopopdn adaipecn UANG.

Katepyaoieg Katw OPng

O KUPLOG OYKOG TIPWTNG UANG adaLpeital UE KATEPYOOLES & CAVITY_MILL.
MpaypatomnololvTal 2 Katepyacieg ekxovdplong e to epyaleio MILL_30. KaBwcg ot
KOTEPYAOLEG AUTEC Yivovtal oTnv avtiBetn kateuBuvon amo tov afova ZM mpEneL va
yivel Specify Vector tou afova tou epyaleiou. Atadopetikad, to NX aduvatel va Bpet
SLadpopn mpoogyyLong yla to Komtiko epyaleio. Emiléyetal Cut Pattern>Follow Part
kat Maximum Distance 8 xtAlootd. H Tl avtr adopd tnv Bubilon mou Ba KAveL To
KOTITLKO epyaAeio ava emimedo Kal eMAEYETAL LOVO YLa TIG KATEPYAOLEG EKYOVEpLONG,
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ornou 6ev pag adopd akopa n moldtnTa TN MdAVELAG TToU Ba £XOUUE. TN

OUVEXEL opileTal pia emegepyacia H' FLOOR_WALL n omoia eivat katepyaoia
dwiploparog. To komtikod epyaleio eivatl to MILL_15 to omoio dev €xel aktiva
KOUITUAOTNTOG OTa AKpo. AUTO ETUAEYETAL KAOWE N YEWUETPLA TWV TOLXWHUATWV
Snuoupyel KABeTN ywvia pe TNV eninedn emipavela. H emtAoyr) EvO¢ KOTITIKOU e
KOUITUAEG akpeg Ba ddnve meptttd UALKO OTLG YwVieg auTég. To Cut Pattern sival

Tat . , . . . .

""" Follow Periphery, kat opilovtal w¢ Trim Boundaries ta 0pLa TG KOLAOTNTAC
TIOU UTTAPXEL OTO KEVTPO. Ta MAPATIAVW TPOYLLATOTOLOUVTAL TIPOKELUEVOU TO KOTITLKO
£pYQAELO VO NV TTPOY LOTOTIOLEL TIEPLTTEG KLV OELG.

H emudpaveia oto BaBocg tn¢ ecwTteplkn g Tpaneloeldoug KoAOTnNToC dnuLloupyeital

EMIONG YE pLa KaTepyaaoia H FLOOR_WALL kat to epyaAeio MILL_15. T€Aog pe TO

O
KOVOUAL adatptknc anoAnéng 10 mm yivetal KOATEPYAOLO AMOTIEPATWONG "ﬂ" Z-
Level otig kKekALUEVEG emudAvELEG Tou Tpareliou. To BaBog komnc opiletal ota 2
XAtoota. OL katepyaoieg ekxovdpLong Twv KooTATwy daivovtal otig elkoveg 23 K’
24 , oL katepyaoie¢ FLOOR_WALL otig elkoveg 25 K’ 26 kal TEAOG oTnV Elkova 27 n
Katepyaoia tou kUkAou Z-Level.

Ewova 23 Katepyaolia Ekxovdpiong 1ng KotAdtntog
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Ewova 24 Katepyaoioa Ekyovdpiong 2n¢ KotAdtntag

Ewova 25 Katepyaoia Anonepatwons 1n¢ AtaBaduiong
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Ewova 26 Katepyaoio Anonepatwonc Emutédou 2n¢ AtaBaduiong

Ewova 27 Katepyaoio Anonepdatwonc Z-Level
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OL 2 eMPAVELEG TIOU UTIAPXOUV EUTTPOG KAL TTILOW TNG KATW 0PN TOU HOVTEAOU
avadopdg uAomolouvtal KateuBeiav e Katepyaoieg amonepAtwong AOyw TG
HLKpN ¢ dtaotaong Tou. To KoVOUAL Twv 5 XIAlooTwv Xpnolpomoleital kot otig SUo
@nt(bostq TIPOKELUEVOU VA UTIAPXEL LKOWVOTIOLNTIKO amoTEAET. ATo To tapabupo

‘| Cut Levels emAéyetal n puBuLon Cut Levels>Optimized kaBwg n
peTaBaAlopevn kAion tig piag emuidavelag dev pmopei va dnuoupynbel pe kaAn

TIOLOTNTA TIP Ay LATOTIOLWVTAC KOTEG (Slou BaBoug. Méow tou === Cutting

Parameters MpOEKTEIVOUE TNV TTOPELN TOU KOTITLKOU £pYAAEioU TEpQ Ao TNV AKPN
TOU povTtélou avadopag evepyomolwvtog tnv emiloyn Extend at Edges. Ot Suo
KaTepyaoieg anonepatwong epdavilovral otnv elkova 28 K’ elkova 29

Ewova 28 Katepyaoia Anonepatwong 1
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Ewova 29 Katepyaoio Anonepatwonc 2

Katepyaoieg MAayLwv OPewv

Ou katepyaoieg tng 6e€Lag kaL apLotepng oYng eivat idteg. OAoKANPWVOVTOG TWV
TIPOYPOUHATIONO TWV AELTOUPYLWV OTN Mio TAEUPA O XPROTNG UIMOpPEL va avtlypaet
TLG Katepyaoieg kat va TG emavaldfel anAwg aAAalovtog Tov Afova Tou KOTTLKOU
epyaleiou, kaBwg autod Ba mpooeyyilel TNV OYn amo Tnv avtiBetn katevBuvon auty
™V Popa Kal EMAEYOVTOG TIG AVTIOTOLXEG ETILDAVELEG TNG AAANG O0YNG. Z€ KABe OYin
yivovtal 4 Siepyacieg ekxovopLong kal 4 dlepyacieg anonepatwong. Apxika
adatpeital o KUPLOG OYKOC TEPLOCEVOUUEVOU UALKOU HECW MLOG AELlToupyiag

@ Floor and Wall. Xpnowomnoteitat to kovSUAL 30 xAlootwy. Méow
Twv Cuttin Parameters adrivoupe €va XIALOOTO UALKOU yLO TNV OITOTEPATWON.
Eniong amnod tnv kaptéAa Containment erudéyetal Blank>3D IPW. Me auto tov
TpoMo, adatpeital opolopopda 60 To UALKO TIoU TteploceEeL otnVv OUn. TN
OUVEXELQ TTpaypaTomoLeital n (Sla katepyaaoia pe to KovoUAL 15 XIALOOTWV yLa TNV
anomnepatwon tg endavelag. Opiloupe wg Cut Pattern tnv eridoyn Follow Part
TipoKeLpéVoL va adalpeBel o KaAd To UALKO yUpw amd ta Edge Blend. Ot
KATEPYAOLEG AUTECG paivovtal otnv elkova 30 kat elkova 31.

EKXOVOPLONG
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Ewova 30 Katepyaoio Ekyovdpiong MAayiag OYng

Ewova 31 Katepyaoio Aronepdatwonc MAaytag OYne
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Ma tnv popdomnoinon Twv KAUMUAWV entdavelwyv Eyvayv 2 katepyaoieg Z-Level
ekxovdplong (semi-finishing) pe t xprion tou komtikoL gpyaieiov MILL_10 R2 ka2
anonepdtwong He to MILL_5_R1, ano pia yia kaBe emidpavela. O afovag tou
gepyaleiou opiletal anod tov xpriotn w¢ -YC WOoTe VoL TTPOCEYYLOEL TO KOTITIKO TNV
emudavela anod tnv embuunth MAgUpA.

T€AoG mpaypatonolovvTal oL U0 OTEG PE OXAHO NUKUKALOU TTOU UTIAPXOUV OTO
HovtéAo avadopdc. H mpwtn Siepyaoia ekxdvdplong yivetal amo to KovouAL 15
XIALOOTWV eVw To KOVOUAL MILL_10_R2 mepvael pia deUTtepn popa yla tnv
amornepatwon. Ot katepyaoieg semi-finishing twv kKaunmUAwv enipavelwy
gudavilovral otnv €lKOVA 32, OL KATEPYOOLEG ATIOMEPATWONC OTNV ELKOVA 33 Kall oL
UTTOAOLTTEG KaTEPYAOLEC dailvovTal otnv elkova 34. Itnv elkova 35 sudaviletal To
IPW (In process Workpiece), 6nAadn n popdr) tou SoKLUIoU HaG LETA TV
OAOKANPWON QUTWV TWV KATEPYACLWV.

Ewova 32 Katepyaoiec Semi-Finishing
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Ewova 33Katepyaoia Anontepatwonc Z-Level

Ewova 34 MNépaoua Ekxovéplonc kat AMonepatwanc TOXWUATWY

Ewova 35 IPW Katepyalduevou Tepoyiou
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Katepyaoieg Avw Opewv

OL katepyaoieg TNG Avw MAEUPAC KABWG KOl TWV KEKALUEVWYV TTAEUPWV TIOU
SnNULoUPYOUVE TO AVW UEPOC TOU HOVTEAOU avadopds £XOUV TO TIEPLOCOTEPO OYKO
TLEPLTTNC UANG KOL CUVETIWG OPXLKA XPNOLLOTIOLELTAL ATTOKAELOTIKA TO KOVOUAL 30

XA\lootwv. Fvetal katepyaoia H Floor and Wall wote va adatpebel
opolopopda 0 OYKOG TTOU TTEPLOCEVEL OO TTAVW. TN CUVEXELO TIpOypoTonolouvTal 3
Cavity Mill, 800 pumpoota kat 2 miow. H emloyn Tng xpriong katepyaowwv Cavity Mill,
TLOPQA TO YEYOVOC OTL N YEWUETPLA TOU AVTIKELPEVOU Sev pmopel va Bewpn Betl
oKPLBWC KOWNOTNTA, glval KABWC oG ETILTPETEL EUKOAO VO OPLOOUE KATEPYAOLEG OE
emupaveleg pe petafardopevo U og, emihéyovtag ite otabepo eite petafarAopevo
Suvapika afova komtikoU epyaleiou. OL KOTEG yivovTal e HEYLOTO OKOAOTIATL
UYoug 8 xIA\lootwv pe €aipeon tnv katepyacia CAVITY_MILL_FRONT2 n omnola
adnve unepBoALkr) moodTNTA UALKOU, Ttpdayua tou Ba Snpoupyouoe mpoBAiuota
Katd tnv Stadikacia anonepatwonc ekeivng g emidpavelac. Q¢ ek TOUTOU PEYLOTN
T Twy Cut Levels t€Bnkav ta 6 xIAtootd. Ol Katepyaoieg ekxovdpLong
TapoucLAlovTal TAPAKATW OTLG ELKOVEC 36-39.

Ewova 36 Katepyaoio Ekxovdpiong FLOOR_WALL 2
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Ewova 37 Katepyaoio Ekxovdpiong CAVITY _MILL_FRONT

Ewova 38 Katepyaolio Ekxovdpiong CAVITY_MILL_FRONT2
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Ewova 39 Katepyaoia Exyovépiong CAVITY_MILL_BACK

Ol katepyaoieg amonepdtwong oplotnkav AapBavovtag urt’ oY otL Ba
TipaypatonoltnBouyv Pe tn XpHon EPYOAELOUNXOVAG LKOVAG VO TIPAYLOTOTIOL ) OEL
oAU a€oVIKEC Katepyaoieg. OAeg ol eTtinmedec emidpAVELEG amOMEPATWONKAY UE TNV
xpron tou kov&uAiou 15 xtAlootwv. To KOMTIKO epyaAeio €xeL unkog Bripartog 1,5
XWA\L00T0 (10% SLapETPOU TOU KOTITLKOU) TIPOKELUEVOU VL ETILTEVXOEL KaAUTEPN
molotnTa otV enipavela tou dokiuiou. Ta tpia Edge Blend mou umdpyouv avaueca
O€ QUTEG TIG eMinedeg, KABWC Kal N KAUTTUAN €MLPAVELD OTO UMPOOTIVO HEPOG TOU

Sokluiou, oxnuatilovral Le TNV XPrON KATEPYACLWV ZS‘) Variable Contour. lNa Tig
emupaveleg Edge Blend xpnotpomnot)0nke 1o KovOUAL 5 XIALOOTWV VW TO KOVSUAL Twv
10 XIALOOTWV XPNOLUOTIOLONKE YLOL TNV UITPOCTLVH KAUTIUAN emidAveLa.

Atiel va onpuelwBel, OTL yLa OAEC TLG KOIAEG EMLPAVELEG O AEOVAG TOU KOTITLKOU
optlotav w¢ Normal to Drive. EvtoUTolg n pikpn kupth emupavela Edge Blend dev
uropet va uAomolnBei KaAd e auToO Tov TPOTIO KABWG TO KOTITIKO epyaAeio dev
nipooeyyilel apketa TI¢ emBupuntég Slaotaocels. Qg Tool Axis oplotnke n emloyn)
Relative to Drive kat 660nke ywvia npooéyylong Lead Angle 60 potpwv. Ot
Katepyaoieg Variable Contour epdavilovtal otig elkoveg 40-43.
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Ewova 40Katepyaoia Amortepatwonc Variable_Contour 2

Ewova 41 Katepyaoia Aronepatwong Variable_Contour_3
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Ewova 42Katepyacia Amontepatwonc Variable_Contour 4

4.5 Tatwounon Katepyaowwv oto NX Machining Line Planner

Me tnv 0AOKARPWGN TOU 0pLOOU TwV Katepyaolwv oto NX CAM avolyetal véo
apxelo Machining Line Planner tumou Process Plan. Opiletal wg Initial Process Plan
1o apxeio CAM oto onolio Bplokovtal OAeG oL katepyaoies. To apxeio mou
Snuoupyeital and to Machining Line Planner gival teAelwg avefdptnTto ano 1o
apxeio CAM nou enegepydotnke Ewg Twpa. OAEG OL KATEPYAOLEG TTOU OplOTNKAV

. , Bl , ,
Kataxwpouvtat otov GpAakeAo 7z Non Allocated kat §nuioupyeitat avtiotolyo
apxeio CAM pe avtiotolyo TitAo anod To mpoypapua.

Amo tov mivaka Process Information opiloupe Tov Xpoviko KUKAO TwV Epyaciwy, o
omnolog urtoAoyileTal pe BACN TOV MAPOKATW TUTIO.

Working Hours per Day X Utilization Percentage/100

Project Cycle Ti =
roject Lycle I'ime Number of Parts per Day

MpokKeLéVou va lval EPLKTH N KATAxWPNon OAwV TwWV KATEPYAOLWV O oTABUO
EPYACLWY, TIPETIEL O XPOVLKOG KUKAOG VOl ELVOL TOUAGXLOTOV (00G LLE TNV SLAPKELA TNG
HEYOAUTEPNG KATEPYOOLAG. 2TNV CUYKEKPLUEVN Epyacia Sev £ylve HeTOBOAN TwV
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wPwWV gpyaciac ava nUépa, oUTE OPLOPOC KATIOLOU SLaPOPETIKOU TTOGOOTOU
TIAPOYWYLKA G ATAoXOANONG TWV UNXOVWV. Z€ pia mpaypatiky Blopnxovia BERata
umopel mavra va auénbel o xpovog epyaciog ava nUEPA EVW OTIAVLA N
TIOPOYWYLKOTNTA HLOG YPOUUAC TTapaywyng ¢tavel to 100%.

Y€ aUTA TNV Nepimtwon, n katepyaoia Z-Level Profile yla tnv amomnepdtwon tng 2"
OTIAG OTNV KATW OYn Tou SokLuiou €XEL TNV HeyaAUTEPN SLapKeLa ota 784
SeutepOAenTa. JUVENWCE 0 EAAXLOTOG XPOVLKOG KUKAOC epyactwy givatl 800
Seutepolenta napdayovtag 36 TepAxLa TNV NUEPA. Oa oplooupEe apxka TNV Tiun 30
TEHAXLWV ava NUEpa Kal Ba YIVEL KOTOXWPLON TWV EPYACLWYV OE QVTLOTOLXOUC
oTaBuOoUG EpYacLwV.

Me Bdaon TNV YEWUETPIA TOU LOVTEAOU avadOopdg KoL TOU LOVTEAOU OKATEPYO.OTOU
QVTLKELPEVOU, Bewpeital KOAUTEPO KAl EUKOAOTEPO VA TIPAYHATOTOLNO0UV apXLKA OL
KOTEPYOOLEC TNE KATW OYNG.

Katepyaoiag Katw Oyng

Ta€vopouvTtal apxLkad oL KATEPYOOLEC OTN CELPA TTIOU OPLOTNKE OTO OPXLKO apXEio

CAM pe TNV entloyn 58 Sort Sequence kal dnuloupyeitat To Setup_1.
Edapudlovral 6Aa ta ¢piktpa Kot kataxwpeitol oto Setup_1 n katepyaoia
gkxovdplong CAVITY MILL tn¢ mpwtng omnG. Apéowc to NX epdavilel povo tig
KOTEPYOOLEC TTOU UMOPOUV va UAOTIOLNB0OUV GTOV EVATTOUELVOVTA XPOVO KAl LLE TO
KOTITLKO epyaleio otov -Z dfova. MEVIKA TPOTLUATOL VO KOTOXWPOUVTAL APXLKA OL
KOTEPYAOLEG UE TNV HEYLOTN SLAPKELA, OOl e TNV HEBOSO TNG LEYLOTNG SLAPKELAG
EPYOOLWY, EVTOUTOLS TLG TIEPLOCOTEPEG GOPEC OL TIEPLOPLOMOL pag Sev elval xpovikol,
aAAa odeilovtal oTtnv yewUETpia Tou SoKLpiou.

To Setup_1 Stapopdwvetal wg e€AG:™

Katepyaoia Epyaleio Xpovog Katepyaoiog
CAVITY_MILL MILL_30 512,29 s
CAVITY_MILL_1 MILL_30 288,91 s
ZLEVEL_PROFILE_2 MILL_5_R1 121,57 s
ZUVOALKOG XpOvog 922,76 s

MEeTA oo auTEG TLG TPELG Katepyaoieg to NX Machining Line Planner 6ev epdavilet
Kapia dtabéoun katepyaoia otov dfova -Z mou va Uropei va oAokANpwOeL evtog
TOU XPOVLKOU KUKAOU Katepyaolwv. Anuloupyeital Sevtepo Setup pe ovoua
Setup_2. Kataxwpouvtal ot SU0 KATEPYAOLEG ATIOTEPATWONG TWV KOLAOTATWV TNG
KATW TTAEUPAC Kal 0 2°¢ Ztabuog Epyaciwv dtapopdwvetal wg EAG.
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Katepyaoia EpyaAeio Xpovog Katepyaoiag

FLOOR_WALL_1 MILL_15 173,71s
ZLEVEL_PROFILE MILL_10_R2 784,79 s
ZUVOALKOG XpOvog 958,5 s

AedopEvw OTL 0 XPOVLKOG KUKAOC epyactwyV ivat 960 SeutepoAemnta, 0 2° ITabBuog
Epyaolwv €xeL TO HeYANO TTAEOVEKTN MO OTL €XEL OXEOOV UNSEVIKO VEKPO XPOVO, TIOU
OUVETAYETAL O TIOAU TtapaywyLkn Aettoupyia Tou otabpou. Mapatnpeital otL ano
TIC KATEPYAOLEC TNE KATW 0PN amopEvouv SU0 KATEPYATLEG N OMOLEC lval N
QImOmNEePATWON NG eninedng entpavelag oto Badog tng SeUtepnG oG Kal SLtapket
86 SeuTEPOAEMTA KL N KATEPYAOLA ATMOMEPATWONG TNG KAMMUANG emipavelag Edge
Blend mou Bploketal oto miow péPog Tou Sokipiou kat Stapkel 109 Ssutepolenta.
OL katepyaoieg auteg paivovtal otnv lkova 44.

Avaloya JE TNV EUMELpla TOU KABOE XxprioTn KoL TNV moLotnTa mou emBUUEL va £XEL TO
TeEAKO SOKLULO, UImopel va pUBUIOEL TIG KATEPYAOLEG EVOC OTABUOU EpYACLWV
TUPOKELUEVOU VoL UIOPEL va eloayBel pa akopo kKatepyaoia. Auto pmopel va yivel
£lte pelwvovtag TG EMOVAANTTIKEC SLaSIKOOLEG LLOC KATEPYQOLOG, ElTE
EAAXLOTOMOLWVTAG TLG TIEPLTTEC KIVAOELG. ZTOV MPWTO 0TaOUO epyaciwy Setup_1
€ywe aAAayn tng katepyaoiag ekxovdplong CAVITY_MILL, B€tovtag to pnKkog
Brnatog tou kortikoL epyaleiou MILL_30 armd 50% tou Stapétpou tou o€ 57%.
Mpdypa Tou aUuAVEL TNV KOTATOVNON TOU KOTTLKOU aAAd poag Sivel tnv duvatotnta
vaL IpocB€0ouE TNV Katepyaoia anonepatwong Z-Level otov 1° Ztabud Epyaciwv.

Ewova 43 Katepyaoio Anonepatwons FLOOR_WALL
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Mivakag 1 Atauodpewon Mpwtou Ztaduou Epyactwv

Katepyaoia EpyaAeio Xpovog Katepyaoiag
CAVITY_MILL MILL_30 430,02 s
CAVITY_MILL_1 MILL_30 288,91 s
ZLEVEL_PROFILE_2 MILL_5_R1 121,57 s
ZLEVEL_PROFIL_1 MILL_5_R1 109,75 s
ZuvoALkOG Xpovog 950,25 s

Ytov eUTEPO OTOOUO EPYOOLWV HELWONKOV LOVO OL TIEPLTTEC KLV OELG TOU KOVOUAiou
MILL_10_R2. Auto €ytve aA\alovtag Tnv Kivnon mou TpayLOTOTOLEL TO KOTITIKO OTav
petaBaivel amo éva eninedo oto aAlo. H aAdayn tng katepyaoiog Z-Level daivetat
oTtnVv elkova 45. EmumAéov n katepyaoia amonepdatwong FLOOR_WALL 1
TIPAYLATOTIOLE(TOL EEKLVWVTOG OO TO TOLXWHLOTO TTPOC TOL LECQ, LELWVOVTAG
TIEPALTEPW TNV SLAPKELX TWV KATEPYOOLWV. AnULOUpPYELTOL £TOL TO XPOVLKO TEPLOWPLO
yla tnv eloaywyn tng katepyaoiag Floor Wall kat oAokAnpwvovtal OAc ot
KOTEPYOOLEC TNEG KATW OYPNG EVIOS TWV 2 TPWTWYV OTAOUWV EPYACLWV.

Mivakag 2 Atauopewon Aeutepou Staduou Epyaotwv

Katepyaoia EpyaAeio Xpovog Katepyaoiag
FLOOR_WALL_1 MILL_15 157,53 s
ZLEVEL_PROFILE MILL_10 R2 715,57 s
FLOOR_WALL MILL_15 86,02 s

ZUVOALKOG XpOvog 959,12 s
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Ewova 44 Katepyaoiec Artontepatwong ZLEVEL _PROFILE 1 ko ZLEVEL _PROFILE 2

Ewkova 45 Suykpion Katepyaoiog Z-Level
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Katepyaoieg MAaytwv OPewv

Ol katepyacieg mou mpaypatonolouvtat Se€Ld Kal aploTEPA TOU SOKLULOU pmopolv
va paypatonotnfolv eUKoAO 0 £va XPOVLKO KUKAO epyactwy. AnuLloupyeital Evag
OTAOUOG EpyaoLWV Lo KABE MAEUPA KOL OL KATEPYACLEG KATOXWPOUVTAL LE TNV OELPA
TIou oplotnkav oto apxlko apxeio CAM. To Setup_3 Stapopdwvetal wg EAG:

Katepyaoia
RFLOOR_WALL_2

RFLOOR_WALL_2_FINISH

RZLEVEL_PROFILE_3

RZLEVEL_PROFILE_3_FRONT

RZLEVEL_PROFILE_4

RZLEVEL_PROFILE_4_FRONT

RCAVITY_MILL_2
RCAVITY_MILL_3
ZUVOALKOG XpOvog

To Setup_4 opola:

Katepyaoia
LFLOOR_WALL_2

LFLOOR_WALL_2_FINISH

LZLEVEL_PROFILE_3

LZLEVEL_PROFILE_3_FRONT

LZLEVEL_PROFILE_4

LZLEVEL_PROFILE_4_FRONT

LCAVITY_MILL_2
LCAVITY_MILL_3
ZUVOALKOG XpOvog

EpyaAeio
MILL_30
MILL_15
MILL_10_R2
MILL_10_R2
MILL_5_R1
MILL_5 R1
MILL_15
MILL_10_R2

EpyaAeio
MILL_30
MILL_15
MILL_10_R2
MILL_10_R2
MILL_5_R1
MILL_5_R1
MILL_15
MILL_10_R2

Xpovog Katepyaoiag
151,45 s

192,14 s

20,68 s

20,68 s

89,39 s

89,39 s

10,3 s

4,96 s

579 s

Xpovog Katepyaoiag
176,29 s

192,17 s

20,68 s

20,68 s

89,39 s

89,39 s

10,35s

4,96 s

603,91 s

Onwc elval mpodaveg, oL mapandavw otabuol epyaciwv dev mpoaoeyyilouv kaBoAou
TO OVWTOTO XPOVLKO OPLO TOU XPOoVIKoU KUKAOU gpyactwy. Auto Sivel tnv Suvatdtnta
va TporonotnBolv KATEPYAOLEG TIPOKELUEVOU £lTe va BEATLWOEL N moLotnTa TNG
emudavelag ou enefepyalovral f va eAaxLotonolnBei n ¢Oopd Twv KOMTIKWY

epyaAeiwv.

Katepyaoieg Avw Opewv

Ol Katepyacieg ou amopévouy eival e(Te oL KATEPYAOLEG EKXOVEpLONG TTOU
TLPAYLATOTIOLOUVTOL LE TO KOTITLKO oTaBepd otov afova Z €iTe OL KATEPYAOTLEG
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QUTOTIEPATWONG TIOU ATALTOUV KEVTPO KATEPYOOLOG IEVTE afovwv. MpEMeL mpwTta va
yivouv 0Aec oL katepyaoieg ekxovoplong. Afilel va onuelwBel OTL TuXOV Katepyaoieg
TIou TeAKA Sev BEAoU U va kataxwpnBouv og éva oTaBUO Epyaciwy Kal TLG
enavatonobetov e otov otabuo Non Allocated, epdavilovral LETA TEAEUTALEC OTO
Sort Sequence tou NX Machining Line Planner. Mpdypa mou unopet va eivat
TPOPBANUA €AV 0 XpHOTNG MPOYPaUUATI{eEL TTOAUTTAOKEC KATEPYAOLEC EVOG CUVOETOU
Tepayiou. Artatteitot ToAU KOAN yvwon TwV KATEPYAOLWY KAl TNG YEWUETPLAG TOU
HovtéAou avadopdc.

MpwTtn KOTEPYAOLO TTOU TIPETEL VAl YiVEL gival n ekxovdplon FLOOR_WALL 2 6Ang tng
TLEPLTTNC TPWTNG UANG TTOU UTTAPXEL TTAVW aTto To HoVTEAD avadopdg. H katepyaaoia

autn elval apxlka optopévn pe Cut Pattern = Zig. Auto pog dnuloupyel mpoBAnua
KaBwg n povn Katepyaoia ekxovopLong mou Umopel va mpaypatonolnBet otov idlo
oTaBuo epyactwy Xwpic va Eemepaocbel To OPLO TOU XPoViKoU KUKAOU £pyaciwy givat
n katepyaocia CAVITY_MILL_FRONT_2 n omola OpwC mopatnpwvTag TNV YEWHETPLa
TOU POVTEAOU akatépyaotng UANG IPW og auto To otadlo Sev mpeEmet va
npaypatonolnBei. O Adyog sivat 6tL n akohouBia aplBuntikol eAEyXou £XEL OPLOTEL
Aappavovrtog utt’ 6LV OTL oL OYKOL AKATEPYAOTNG UANG TTou eptBAAAouv thv
TiepLOXN Komng Ba £xouv adalpebel vwpitepa.

Ewova 46 Katepyaolio Ekyovépiong CAVITY_MILL_FRONT_2

Adou nepaotel n katepyaoia Floor Wall otov endpevo otabud epyactwy, yivetal

oAAayr tou Cut Pattern oe = Zig Zag UELWVOVTOC £TOL TOV XpOVO TNG KATEPYATLOG
KOLL ETILTPETOVTOG TNV EL0aywyn KL AAAWV Katepyaolwv. To Setup 5 dtapopdpwvetat

wg €§Ng:
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Katepyaoia EpyaAeio Xpovog Katepyaoiag

FLOOR_WALL_2 MILL_30 596,1s
CAVITY_MILL_BACK MILL_30 303,97 s
ZuvoALKOG XpAvog 900,07 s

210 Setup_6 mpaypatomnolovvtal ol AAAEC U0 KATEPYAOLEC EKXOVOPLONG OL OTIOLEG
elvat oL €€ngc:

Katepyaoia EpyaAeio Xpovog Katepyaoiag
CAVITY_MILL_FRONT MILL_30 618,36 s
CAVITY_MILL_FRONT2 MILL_30 227,42's
ZuvOALKOG XpAvog 845,78 s

OL TEAEUTOLEC KATEPYOOLEC QATIOTMEPATWONG KOTAXWPOUVTOL EXOVTOG
amnevepyormnotnuévo to Direction Filter kaBw¢ oL katepyaoieg €xouv oplotel
Aappavovtog utt oYLV TV Xpron KEVIPOU KATEPYOOLWV 5 afovwv. OL Katepyaoieg
KOTOXWPOUVTOL £TOL WOTE OL KOTTI AKATEPYAOTNG UANG VO TIPOXWPAEL OO THLOW TIPOC
TO EUMPOG. To Setup_7 €XEL TIC MAPAKATW KATEPYAOIEC:

Katepyaoia EpyaAeio Xpovog Katepyaoiag
FLOOR_WALL_BACK_FINISH MILL 15 216,48 s
VARIABLE_CONTOUR_4 MILL_5 R1 196,8 s
FLOOR_WALL_3 MILL_15 310,56 s
VARIABLE_CONTOUR_3 MILL_5 R1 113,36 s

ZUVOALKOG XpOvog 837,2s

Ol UTtOAOLITEG KATEPYAOIEG KATAXWPOUVTAL OTOV TEAEUTALO OTOOUO EpyacLwV
Setup_8:

Katepyaoia EpyaAeio Xpovog Katepyaoiag
FLOOR_WALL_FRONT_FINISH MILL_15 146,7 s
VARIABLE_CONTOUR_4 MILL_5_R1 113,835
FLOOR_WALL_3 MILL_15 160,46 s
VARIABLE_CONTOUR_3 MILL_5_R1 337,69 s

ZUVOALKOG XpOvog 758,68 s

4.6 Oplopoc Epyaielopnyavwyv

Aivetal n duvatotnta va opLoTeL N epyaAelopnyovr mou Ba xpnolpomnoleital o kAOe
KEVTPO EPYACLWV. AUTO TAUTOXPOVA AIMALTEL OUWG VOL OPLOTOUV OPLOUEVES
Katepyaoieg Eava amnd tnv apxn kat va aAAdafouv ol dtaotaoelg twv Holders
OPLOUEVWV KOTITLKWVY EPYAAEiwV avaAoya E TNV EPYAAELOUNXOLVI) OTNV OTtola
TornoBeTouvTal.
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‘Eva mpoPAnpa mou mpoékuPe KABE popd TTOU eLoayOTAV EPYAAELOUNXAVA OTO
TIPWTO OTAOUO EpyacLwV ATV N UTapén evog SutAov povtéAou avadopdc. Auto eixe
anotéAeopa to NX CAM va epdavilel cuvexwg to pnvupa otL dev aviyvevetal Blank
(LOVTENO QKATEPYAOTOU QVTLKELMEVOU) KOL EAV YLVOTAV TIPOCOUOLWAON TWV KLV OEWV
NG EPYAAELOUNXAVIC, OL KLV OELG TOU KOTTIKOU epyaAeiou odnyoloav oe cUYKPOUOE
UE TNV epyaAetopnyovr). To Sokipo mapépueve akivnto os éva onueio xwpig va
Aappavovtal urt’ov to Mounting mou eixe oploTel.

MBavn attia autou Tou tpoPfARuatog eival otL to Machining Line Planner opilet éva
IPW-In Process Workpiece To omoio evnuepWVETAL OVAAOYQ LLE TIG KATEPYATLES TTOU
£€XouV Yivel o mponyoupevous otab ol epyactwy. EvtoUTtolg o mpwtog otadpog
£pYaoLWV GalveTAL VA €XEL TAUTOXPOVA TO LOVTEAO avaPopag KoL TO LOVIEAO
OKOTEPYOOTOU OVTLKELLEVOU TIOU OPLOTNKE OTO apXLKO apxeio CAM kot to IPW mou
opiletal amo to NX.

Méow tou - Assembly Navigator npémnet va yivel Unpack Tou povtéAou kot va
Staypadel to éva amnd ta Vo. Metd and auto To onueio, MPEMEL va YIVEL CWOTA
TonoB£tnon tou SokLuiou og KABe epyalelopnyavn £T0L WOTE VA UITOPOUV Vol
Tipaypatonotnfouv oL KATEPYATILES.

2Tou¢ tpwtouc SU0 oTABOU EPYACLWY TIOU TIPOYLOTOMOLOUV KOTEPYAOLEC OTNV
KATW TTAEUPA TOU SoKLpiou eloaystol n pnxavr sim01_mill_3ax_sinumerik.
MNepLoTpEdovTtag TNV EPYAAELOUNXOVH KOL TO SOKLULO pag avayKAleL va. OpLOOUE
€ava Tov agova tou KomtikoL epyaleiov ot Katepyaaoieg Cavity Mill.
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Ewova 47 Kadetn Epyadeounyavn 3 Aéovwy 10V, 200, 40U k’ 500 Staduou Epyactwv

OLotaBuol 5 kat 6 €gouv AAL TNV 6La kKABetn epyalelopnyavn 3 afdvwy, EViouToLg
1o SokKipLo TonoBeteital avanoda oe oxéon Ke tov 1° kat 2° otabud epyaciwyv
T(POKELUEVOU VA UImopoUV va UAOTIOLNBoUV oL KATEPYACLEG.

Ol Katepyaoieg Twv MAAGYLWV TTAEUPWV TOoU SOKLULOU TTpayuaTomoLoUVTaL amnd TNV
epyaletopnyavn tou NX sim_02_mill_3ax_sinumerik mou eivat kataAAnAotepn yLa
0pL{OVTLEG KATEPYAOLEC.
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Ewova 48 Opilovrtia Epyadeiounyavn 3 Aéovwy 3ou k 4ou Staduou Epyaoiwv

TENOG, 0 7°¢ KalL 8°¢ oTAOUOG EpyQCLWY TIPAYHUATONOLOUV KATEPYACLEG TUTIOU Variable
contour kat katepyaoieg flour and wall mAdaylwyv emidavelwy. TUVENWG, AMALTELTAL N

gloaywyn KLag epyoAelopnxavig 5 aovwy Kal elval GnUAVTLKOG 0 EAEYXOC TWV
w

KLVIOEWV TNG UNXAVAG LECW TNG EVTOANG = Simulate Machine Path nipokeipuévou
va eAeyxBoUV TUXOV GUYKPOUCELG TOU KOTITLKOU €pyaAeiou He TNV epyaAelopnyavr). H
€pyaAelopnyavn mou xpnaotuonolndnke ntav n sim08_mill_5ax_sinumerik.

H katepyaoia VARIABLE_CONTOUR_2 tpomnomnolfnke Kabwg n yeWHETPLA TG
epyaAelopnyxavng 8ev EMETPETE TNV UAOTIOLNGCN TWV akoAouBLwy aplBuntikou
eAéyxou. H véa katepyaoia npaypatonoteital pe Lead Angle 30 potpwv kat to Cut

Pattern eival Zig Zag mpAy o TTOU PELWVEL CNUAVTIKA TOV XPOVO KATEPYAOLOG (ELkOva
51).
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Ewova 49 Epyadetounyavr 5 Aéovwv 7ou k' 8ou Ztaduou Epyaciac

Kata tnv dLapkela Tou eAEyxou TG apxLkng katepyaoiag, to NX aduvatwvrtag va
BpeL TPOMO MPOCEYYLONG TOU KOTITIKOU epyaleiou €Byale odpalpa Kat epdavioe
UAVUUO OTL Ta apxeia €xouv untootel dtadBopad. Av kat to poBAnua dLopbwbnke
opilovtag amnod tnv apxn TG KATEPYOOLEG KOl TOU OTAOUOU Kol Ta KOTTIKA pyaAeia,
elval KATL To omolo ouvERN og MOANEG TPONYOUEVEG SOKLUEG AAAWV SOKLULWV.

0Oc0 nepLocotepol eival oL oTabpoL Epyaciwy, TOoO TLo MLBavo va UTAPEEL TETOLO
UAvupa, TOAAEG dopEC xwplg tpodavr) Aoyo. Emiong, n epdavion autou tou
odAApaTOG 0 Evav OTADUO EPYACLWY, UITOPEL VA EMNPEACEL KAL TIPONYOULLEVOUG
oTaBuoUC EPYACLWYV TIOU XPNOLUOTOLOUVY TO (610 KOTTIKO epyaAEio.
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Ewova 50 Tporonoinon Katepyaoiag Artonepatwong VARIABLE_CONTOUR_2

S
*ﬁ,ﬂﬁﬁ

Ewova 51 Tedwkn Mopepn Mpoapung Mapaywyric
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Kedbalalo 5: Zuumepaopata

To NX Machining Line Planner gival éva véo epyaleio mou npootédnke oto NX 12 pe
OTOXO TWV TPOYPOAUUOTIOUO KOl KOATOUUEPLOUO KATEPYOOLWV OE TIOAAQTTAOUG
otaBuou¢ epyactwy. H mapoloa SUTAWUATIKI Epyacio €lXe ocov 0TOXO va
TIOPOUCLACTOUV TA EPYAAELD TTOU TTAPEXEL AUTH N edappoyn Kot ol SLaBEaueC
€VTOAEC Tovu epdavilovrtal oto Pnodlako tng neptBaiiov kat Uotepa va delel mwg
XPNOLLOTIOLOUVTAL QUTA Ta EpyaAeia otnv mpaln.

ApXIKQ, avaAUBNKav oL apxEC TAVW OTLG OTTOLEC YIVETAL O TIPOYPOUUATIOUOC TWV
KOTEPYOOLWYV KAl £YLVE TIOPOUCLOON TWV YEVIKWV SUVOTOTATWY TWV CUCTNUATWVY
CAPP 1tou XpnGoLuomoloUVTaL CrjUePA YLOL TNV EUKOAOTEPN TAfLVOUNON Kal UAoTmoilnon
TWV KATEPYOOLWV. MNapoucLactnKay e TPOTo, 660 To SuVATOV TLo oadr), OL EVIOAEC
TIOU UmopEl va xpnoLuormnolroet Kaveig otnv edpappoyry NX Machining Line Planner.
OL eVTOAEG QUTEG £XOUV TTOAU PEYAAEG SuvaTOTNTEC KAl SLEUKOAUVOUV TTOAU TNV
opadornoinon twv Katepyaolwyv. H epappoyn mapouclalel e TpOmo Kabapo Kat
€UKOAQ KATAVONTO, TIOU £XOUV KATOXWPNBOEL Ol EKACTOTE KATEPYAOLEC, Ao TL
£pYQAELO TIPAYLATOMOLOUVTOL KOL TL YEWHETPLKA XOPAKTNPLOTLKA UAOTIOLOUV OTO
HOVTEAO avadopag.

Ixedlaotnke £va apketa amAo povtédo CAD pe tnv xprnon tg edpappoyrnc NX CAD,
OHOLO HE QUTOKIVNTO. AV KalL N YEWUETPLO TOU povTéAou avadopadc dev elval
BEATLOTN yla va UTTOOTEL Katepyaoieg pe adaipeon UALKOU, pag €6woe TNV
Suvatotnta va mpoypappatioov e akoAouBieg katepyaoiwy yia dpelaplopa pe
Stadoxka mepaopata 2,5-5 afovwy Kat 06rynoe otnv avaykn AnYPng moAAamAwy
anodacewv xwplic Eekabapn BEATIOTN AUON KATA TNV SLAPKELA TNG OPYAVWONG TWV
KOTEPYOOLWV.

Mpémnel va onuelwBel, OTL OL KATEPYAOLEG TTOU OpLOTNKAV O€ QUTH TNV €pyacia
dépouv apketd AaBn kabwg dev unrpxe TPOTOC va eAeyxBoUV oL GUVONAKEC KOTHG
KOL N TIOLOTNTA TWV ETILHAVELWYV TIOU Bal TIPOEKUTITE O€ VAL TIPAYLLATIKO TLEPLBAAAOV.
‘Eywvayv 81adopeg anmoOneLPeS VoL TIPOCEYYLOTOUV OL TIPAYMOTIKEG TLUEG TWV TAXUTATWV
KOTING, OL SLACTACELG KAL OL OTPATNYLKEG KIVNONG TWV KOTITLKWVY Epyaleiwyv mou Ba
OUVOVTOUCOE O€ £Va TIPAYMATIKO TtepLBAAAov, eviouTolg ta dedopéva amod nmnyn o€
ninyn SLEdpepav kaBwg kaBopLoTikn T Sev Unmopel va SWOoEL KAVELG yLa pia
Katepyaoia Xwplc va eAEyEeL 0 (6LOG Ta ATTOTEAEC AT OE £VOL TIPOY LATIKO
niepLBAaAlov.

‘Eywve mpoomnaBeila va peAetnBouv 600 to SuvaTtov MeEPLOCOTEPO oL SUVATOTNTEG TTOU
napExeL n epappoyn Machining Line Planner kot mw¢ auTtég pmopouv va
SleuKOAUVOUV TO €pYy0 TOU UNXAVIKOU TIOU OPYOVWVEL LA QUTOUATOTIOLNEVN
ypouuA Tapaywync. Mapd tnv anAotnta nou eudavilel n epapuoyr o apxLkod
OoTAdL0, N ATOTEAECUATLKY XPrON TNE YLa TNV TAELVOUNON TTIOAAQTTAWY KATEPYACLWY
KOlL TOV OXESLAOUO TTOAUTIAOKWYV YPAUUWY TIAPOYWYNR G ATTALTEL ONUAVTLKA EEOLKELWON
HE TLG AeLToupyieg Twv Stddopwy evtodwv. EmumAéoy, n amodotikotnTa TNG YPOUUAG
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napaywyng e€aptatal o€ peydlo Babuod amo tnv eUmMeLpia TOU XPHoTh Kal TV
LKOVOTNTA TOU va puBbuioel TIg ouvOnKeg mapaywyng, aAAA Kal Vol TPOTIOTIOL | OEL
TUXOV KOTEPYAOLEG TTOU TtapouaLalouy POPANUa o KAOE oTaBUO EpyacLwv.

MNap’ 6Aa autad, n epoappoyn epudavileTal ApKeETA TEPLOPLOUEVN OE OPLOUEVOUG
TOUELG, EVW opLopéva epyaleia Sev AELTOUPYOUV LIE TOV ETILBUUNTO TPOTIO EAV O
XPNOTNG €XEL OPLOEL TOUG MAPAYOVTEC TWV KOTEPYAOLWY XELPOKIVNTA, OTIWG EYLVE O€
autn tnv SutAwpatikn epyacia. To ¢piAtpo Sequence Constraint, mou neplopilel Tov
apLlOuo Twv Slabéoipwy Katepyaotwy ou epdavidovral ya Taglvopnaon, Lovo os
KOTEPYOOLEC YLa TLC Oomoleg £xouv OAoKANPwOEL oL TponyoUHEVEC TOUC, AsLTOUpYEL
povaya av yivel xprion tn¢ evtoAng Create Feature Process. Auto amoteAel
TPOPBANUA KABWG 600 PEYAAUTEPO TO VOULLEPO TWV KATEPYAOLWY, TOG0 SUCKOAOTEPO
va Bpebel av oL katepyaocieg KataxwpouvTal e owaoTr oslpd. '’ autd to Adoyo
evdeikvutal va eAeyxBouv oL akohouBieg aplBuntikol eAéyxou o€ KABe oTaBUO
EPYOOLWV.

TéNog bev pehetnOnke n SuvatotnTa SnULoupyilag Kot TPOYPAUUATIOUOU TWV
Katepyaolwyv €€’ apxng anod tnv epappoyn autr. Mia tétola dtadikacia Ba
XPELa{OTAV YVWOELG TTOAU EUTTELPOU NXOVLKOU OTOV TOUEQ TWV YPOUUWY
napaywyng. EmutAéov, n epappoyn Machining Line Planner 8ivel tTnv duvatotnta va
B£0eL 0 XpoTNG EEXWPLOTOUC XPOVIKOUC TIEPLOPLOUOUC 0 KAOE oTaOUO mapaywyng
KaBwg Kat tnv mapdAAnAn katepyacia moAanAwyv features amnod £vav otabuo.
Y1dOnke aduvarto va uAomolnBel pa tétola Sladlkacia og autr TNV epyaocia, Kabwg
OUTO QTTALTEL TNV ELOAYWYH ELOLKWY EPYAAELOUNXOVWV LKOVWV VOl
TIPAYLATOTIOL|COUV TETOLEC KATEPYOOLEC.

Juvoyilovtag, n edpappoyn Machining Line Planner slval éva ponyuévo epyaieio
HE HUEYAAN XPNOTIKOTNTA YL TNV OPYAVWON KoL LEAETN HEYAAWV KOl TIEPITTAOKWV
YPOUHWY Ttapaywyng. Atvel tnv Suvatdtnta o€ Evav Xprotn Vo MPoypaUatiosL TNV
A€LTOUpYLO ULOG YPAUUAG TIOPAYWYNG LKOWVAG VO TIAPAYEL LEYAAO OYKO TIPOIOVTIWY Kall
napéxeL MANBo¢ 6e60UEVWY TTOU UImopoUV va XpnoLdomnotnBouy yLa va UTIOAOYLOTEL N
QTIOTEAECUATIKOTNTA KAL N TIAPAYWYLKOTNTA KABe oTabuol epyactwy, aAAd Kal tng

OUVOALKNG YPOLUUAG TLOPAYWYAG.
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