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Evyaprotieg

Apyikd 0o Beha va evyoaplotiom Oepud tov emPAémovia KaOnynt g ZyoAng
Mnyavikov Tapaywoyng kot Atoiknong kot kadnynm pov, Nikorioo ToovpPerovdn,
v TV KolBodynon ,tig GUUPOVALS KO TIG EMONUAVOELS GTNV TOPOVCO, SUTAMLATIKT.
H gpmotoocbvn tov mpog 10 mpdommd Hov Kot 1 cvvepyasio pali tov amotélecav
apOPUN Yo Vo, oYoAN0d pe omovdaia TPAyHATH KATA T1 SAPKELN POITNONG LOV GTO
[Tolvteyveio Kpnng

Oepuég evyaprotieg oQeidm vo OMO® O©TO OWAKTOPO, TNG XyoANg Mmnyoavikmv
[Mapaywync kot Atoiknong kot apynyo g opdadag TUCER, Emavovddkn [ToAvypovn
YL TV oTPIEN TOL HoL Topeiye Kab® OAN T S1dpKelo GLYYPAPNG TNG EPYOUCTOG ALY
KO Y10 TV EUMIGTOCVVT TOL LoV €0€1&e ota 3 ¥pdvia Tov epyactnKape poll.

Axéun 6o Bk vo LYOPIGTAC® TNV OWKOYEVELD OV Kol TOVS GIAOLG OV, TTOV LE
ompiEay Katd TN JPKELD TOV POITNTIKOV LoV XPOVEOV divovTag Lo dUVOUN Kot
Kovpayo va cvveyilo.

HEexoplotd KOUUATL 6TO Omoio TPEMEL v avaPepld Kol va VYOPLOTHCM gival ot
dvBpomol pe Tovg onoiovg cuvepydotnka oty opdda TUCER yu 3 ypovia. Xwpic
auTd T TOd1d Ko To eE0peTIKO KMo cuvimapéng dev Ba propobvoe va yivel Timota.

Téhog, BéA® va evyaprotom Beppd tov ['edpyro Zryavdxn g Etarpeiog tpoyduetpov
HEXAGON. H Bonfeia t00 Mrov mOAOTIUN Yoo TNV TPOAYHOTOTOINGY TOV
TPOUYVUETPNCEDV TNG TTEPMOTNG.



Iepiinyn

2mv mopodoo OMAMUATIKY €pyacio MHEAETATOL 1 SlodIKOGIO KOTAOKEVNG €VOG
TPOIOVTOG  MOAVTAOKNG  YE®UETPIOG  KAVOVTOG  YpNoON  TPOYPOUUATILOUEV®DV
epyaretopnyovov (CNC) pe kotepyacio epelopiocpatog oe mévte dEoves. 'Epgaon
dtvetor oe mPoidvTa OMMG M OKTIVIKY TTEPOTH] OEPOCLUTIEGTOV TO OTOI0L OTOULTOVV
ONUOVTIKO YPOVO TPOYPOUUATIGHOD TMV EPYOAEIOUNXAVAOV KOl KOTEPYOGIOG TOV
TeEMKOD TTPOTOVTOG. Apyikd, ¥pNOIULOTTOIEITOL EEEOIKEVUEVO AOYIGHIKO TPIGOIAGTATNG
povtelonoinong (CAD) yia ) oxedioon Tov mpoidvtog Kot €V GUVEYELD AOYICUIKO
katepyaociag (CAM) vy 1 OMUOLPYI/TOPOUETPOTOINGN TOV  SLOPOPETIKMV
KATEPYOOIOV oL amoutovvtol. [Ipayuatonoleitor Tposopuoiwon TV SPOPETIKMY
ocuvinkov Kotepyaciog (Tpdmon, oTpoéc Kot Pabog komng) o€ kKdbe empavea, pe
otoyo ™ Pertioon ToL TEAIKOV YpOVOL Katepyoasiog. [lapdAinia e&dyovion Ta
npoypaupato katepyoosiog (kadikag CNC) dote ol TWEG TG TPOCOUOImoNS v
ovykpodv pe mpayuatikés ocvvinkeg katepyasiog oe S-afovikiy CNC @péla tov
Awrtpnpatikod Epyactnpiov Epyoietopnyovov, yio v mopovciocn kot cOykpion
TOV OTOTEAEGLATOV TPOGOUOIMONG Kot TEWPAUATIKOV dedopévav. Téhog de&dyovtan
LETPNOELG TPUYVTNTOS GE OLLPOPETIKEG KATEPYOGIEG KOMNG, LE GTOYO TN UEAETN TNG
EMIOPAONG TOV GLVONKAOV KOTNAG OV YPNCLOTOWONKAV yloL TNV KATEPYOSiO TNG
TTEPWOTNG.

Abstract

In this diploma thesis we study the process of constructing a complex geometry product
using programmable machines (CNC) with milling process in five axes. Emphasis is
placed on products such as radial impellers compressor which require a considerable
time for machine tool programming and final product processing. Initially, specialized
3D modeling software (CAD) is used to design the product and then process software
(CAM) to create / customize the different machining required. Simulation of the
different processing conditions (propulsion, turns and cutting depth) is performed on
each surface, with the aim of improving the final processing time. At the same time, the
processing programs (CNC code) are extracted so that the simulation values are
compared with real processing conditions in a 5-axis CNC milling machine of the Inter-
Machine Workshop Laboratory, for the presentation and comparison of the simulation
results and experimental data. Finally, roughness measurements are performed on
different cutting treatments, aiming at studying the effect of the cutting conditions used
to treat the impeller.



KE®PAAAIO 1. EIZATQI'H

1.1 Eid1 0KTIVIKOV TTEPOTAOV

O oYedOUOC TOV GTPOPEIOL IOG TTEPMTNG VoL O TO CNUOVTIKOS TOPAYOVTOG Yo
TOV TPOGOLOPIGHO KOL TN LEYLOTOTOINGN 1TNg amddoong , T Pertictomoinon g pong
KOl TNV €A0IoTOMOINon TV avatopaydv Katd n Asttovpyia. Ilapakdteo Oo
avaAvBovv ta tpia Pacikd 10N TOV TTEPOTAOV .

o Avoyyrtég lItepotéic: Ta nrepiyo toug elval erevBepa Kot 0TI 000 TAEVPES Kot
OLTONATOG TIG Kabotd dopkd adbvapes. H oxedlaon tov mrepuyiov sivar
Kaumoreg mpog to eunpdc ( Forward-swept impeller) pe amotéieopo vo
gyovpe oyxetikn yovio pong pneyolvtepn 1 ton tov 90°. Xpnotpomoovvral o
avTMeS HIKPNG OWUETPOV, YOUNAOD KOGTOUG Kol TOLOTNTO KATEPYOCIOG.
YuvnBmg emAéyovtal 0V 6TO piypo VIapyel LEYAAN TOGHTNTA OLMPOVUEVDV
otepedv (Ewova 1.1).

Ewcoveg 1.1: [tepotég avorytod tHmov

o  Hpu- Avoytéc IMteportég : Ta nmtephytd toug eivar ehevbepa amd tn pio TAevpd
eve mepukieiovtatl oty GAAN. To kKdAvppa TV Ttepuyinv tpochétel avénon
oTN UNYOVIKT avToyn. AOY® TG EANIOTOTOINGNG TOV ATOAEI®V, Vol 0PKETA
ONUOVTIKO VO LIAPYEL UIKPY OmOCTOCT UETAED TOV TTEPVYIOV KOl TOL
nepPAnuatoc. 'Etot, mpos@épovy vynAdtep amdd0on GE GYET LLE TIC OVOLYTEG
ntepwtés. Emiong ypnoipomolobvtal 6e oviAleg HEONG OWUETPOL KOl Yio

uiypoto tao omoio TEPLEYOVV HKPTN TOGOTNTA 68 owpovueva oteped (Ewkova
1.2).



Ewoéva 1.2: [Ttepoti Hp- Avoytov thmov

g ot TV KoTNyopio TV TTEPOTMOV S10KPIVOVTIL KATOEG VITOKATYOPIES:

o Itepwtég d6mov o TTEPVHYIA EIvor KapmvAeg mpog o wicw ( Back swept
impellers). Ot cvykekpyéveg TIEPMTEC TPOCPEPOVY  VYNAOTEPO
TePOPLO KOUATOG G€ GUYKPION HE TIG OKTWVIKEG M| TPOG T EUTPOG
KOUmoAeg mrepuyimv. Xty ewova 1.3 moapatnpeitor 6t1 1 yovio Tov
TTEPVYIOL elvor HeTaPaAlOUEVT 0o TV GKpT TG Aemidac péypt tn hub
KapmoAn. Eniong n Pertioon g anddoong g mpaylaTonoleitot o€
YOUNAOTEPES TOYOTNTEG EVOD 1| GYETIKN Y®VIiQL pONG TNG Elval LIKpOTEPN
1 ion Tov 90°.

Ewova 1.3: [tepot) pe KOUmTOLEG TTEPLYIOV TPOG TO TICW®

o Ttepotég pe Aemideg dwaympioth (Impeller with splitter blade). Ot
MTEPOTEG AVTEG EMOIDKOVY VO ALENGOVY TO EVPOG AEITOVPYING TOVG KO
TNV 0mAS00T TOVG HE TNV TPOCONKT TV AEmidwv. AkOun mapéyovv



npochetn kabodnynon ot pon mpog oty ££000 amoPevyovTag T
oTAGIUOTNTA TG Kol GLUVENOG TO pmAokaptopd g (Ewova 1.4).

Ewova 1.4: ITtepot pe Aemideg dtoywplot)

[Ttepoti dutdnig oyng (Double sided Impeller) : O oyediacpodg g
TTEPWOTNG OTANG OYNG SLUPAAAEL 6T pelwon TS POOPAS TOL TTEPLYIOL
(Ewova 1.5). Me v towtdypovn doknomn mieong Kot oTig 600 TAEVPES
dnuovpyeitar évo AeTTO OIAUL PEVOTOL HETAED TNG TTEPMTNG KOl TOL
TEPIPANULATOG OOV £XEL OG ATOTELEGLLOL TV CVTOLOTT TPOGAPLLOYT| TNG
TTEPOTNG ot PéATIoT) a&ovikn TG BEon.

17}
Ewodva 1.5: Tltepoth dumhng oyng

[Mrepotéc aktivikng eEddov (Radial exit impeller) : Ountepmtéc avtéc
€YOVV OKTIVIKG GKpOL , [LE GYETIKT Yovio porig mov teovtar pe 90°. "Eyovvy
TNV VYNAGTEPT] TOYLTNTO AKPOL, LIKPOTEPO EVPOG ALTOVPYIOG KOl THV
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YOUNAOTEPN amddoot. Xty ewova 1.6 mapatnpeital 6t n yovia Tov
ntepLyiV dgv aALALeL amd TNV GKPT) TOV TTEPLYIOL HEXPL TNV KAUTOAN
hub.

Ewova 1.6: Ttepot axtvikng e£660v

Kiewot) Iltepoty (Shrouded impeller): Ta mtepdyid g Ppickovron
avdpeco oe ovo dlokovg, Ta omoia Ppiokovtar Ol oe éva YLTO.
Xpnopomolovvtaol 6 HeYIAEG AVTAIEG [Le VYNAY] amdOO0GT 01 OTTOIES OLKIVOLV
dtowyn vypa. Etvar amod tig wo mepimhokes Kot Samavnpég TTEpOTEC o€ oxedioon
ko katackevn (Ewova 1.7).

Ewova 1.7: Ttepot) kAelotobd TOTOV

10



1.2 Xp1on oKTIVIKQOV TTEPOTOV

Ot trepmTéc givar amd to factkdtepa eEQPTNHATA TOV PLOUNYOVIKOV GUYOKEVTIPIKOV
CUUTIESTMOV KOl VIEPGVUTIECTMV. To SOUIKA oYEd0 Kot 1 0EPOSVVALIKT TOVG lvar
avtd mov kabopilovv v amodotikdtTd Tovg. Iapoakdtw Oa avaivBovv Ta yevikd
YOPOUKTNPLOTIKA TOV PUYOKEVIPIKDOV OEPOGVUTIEGTMV.

e Yg cgpootpofirove, PonOnTiKEC NOVAGES  WGYVOS  KOU  KIWVNTNPES
0EPOCKAPOV.

Ot agpootpdfirot Aettovpyodv pe Tov khkAo Brayton. Xpnoyomotovv ite toug
aEOVIKOUG €1TE TOVG PLYOKEVIPIKOVS GUUMIEGTES Yol TNV VIAPEN GULUTIECTG.
Apketol tOmol aepootpoPfilwv cvvnBmg mepAapuPdvouy  QUYOKEVTPIKODG
CLUTIECTEG KO OOTEAOVVTOL OO TOV GTPOPIA0@Opo, ToV oTpofihoKivnTipa,
T1g PondnTiKég povadeg 1oyvog Kol Tovg pikpd-otpofirovg (Ewova 1.8). Ta
TTEPVYIO. TOV QUVYOKEVIPIKOV MIEPOTAOV KOATACKELALOVTAL amd CEUPNANT
KPAUOTO TITaviov pe ) dodikacio tng xOtevong, yioti avanticoovTol VYNAES
Oepurokpacieg ek Katd TV ekkivinomn Tov aepooTpofilov LExpt TNV TEAIKN
TOL TOYVTNTO.

Ewova 1.8: Agpootpdfihog Goblin 11 tg etaupeiog Rolls Royce.
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Ye vaeptpoodotec (turbocharges) ko vrepovumestéc (superchargers)
KIVIIT POV EGMOTEPIKNS KAVOTC.

Ot @UYOKEVTPIKOl GULUTIESTEG TOL  YPNOLUOTOOVVTIOL GE GLVOLOCUO e
TOAVOPOUIKOVG  KIVNTAPES  E€0MTEPIKNG  Kavong  eivar  yvowotol o
VREPGVUTIESTEG €AV KIVOUVTOL OO TO KOLGOEPW TOL KIVNTAPO 1 ©G
VIEPGVUTIESTEG £GV KIvOUVTOL OO pnyavikd pépn tov kvntipo (Ewkova 1.9 ).
21OY0G TNG YPNONG TOVG EIVOL 1] EKUETAAAEVGT TNG EVEPYELOG TTOV EUTEPLEYETAL
OTO KOLGOEPLN, OALA KOl 1 YOUNAOTEPN KATOVOA®GOT apoD £YOVUE KOAVTEPN
emidoon pe pikpoOTEPO G€ KLPIopd Kivntnpo.

Eucova 1.9: Yretpopoddng KivnThpo E6MTEPIKNG KODONG.

1€ GUUTIEGTEC AYMYDV OUGIKOV LEPIOV.

X€ AT TNV TEPINTTOOT YPNGLLOTOLOVVTOL Y1dL T LETAPOPE aepiov amd TOV TOTO
napaymyne otov Kotavolot (Ewova 1.10). H oydg mov amotteitol yio v
KIvIoN 0UTOV TOV GLUTIESTOV gival 6€ YIAadeg inmovg (HP) ko ya owtd to
AGYO vTapYOoLVV ALGTNPE KPP OGOV APOPA TNV AGPAAELD KO TOPATIPEITOL
o0 TTEPVYLO OTIC TTEPMOTES TOV CLUTIEGTMOV oLTAOV. O1 SoKIUEG TOVS YivovTat
LE XPNON TPAYUATIKOV 1O10THT®V 0EPIOV Y10 TO CWGTO GYESOCUO, EAEYYO Kot
avdAvon g anddoonc.

12



Ewcova 1.10: Zvpmieotg aymydv guotkov ogpiov

Xg OWMOTIPLO TETPELUIOV, ENEEEPYOOIO QUOLKOD U.EPIOV, TETPOYNUIKA KOL
ANMKA EPYOOTHOLA.

Ot guyokevtpwol ovumeotég amotelodvionr omd €vav dEova TOAAATAGDV
otodimv Kot Kvohvtol amd UEYAAOVG OTHOGTPOPIAOVS 1 0ePLOGTPOPIAOVG
(Ewova 1.11). Ko o€ ot TV TTepintmon enedn omoteiton peydn kvnripia
1oYVG Y1oL AOYOLG OCQAAELOG TOL TTEPVYLOL £XOVV OPKETO TAYOG Kol Ol TTEPMTEG
givar kAelotov tomov (Shrouded impeller). Ot cuykekpiévol GLUTIECTEG
Aertovpyohv G€ YOUNAOTEPES GTPOPEC KOl TECELS O’ OTL Ol TOPATAVE®.

Ewcova 1.11: Zopmieotg aymydv o€ StAloTpLo. TETPEAAIOV.
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2 € KMUOTIGUOVS KoL WOEN.

Ot QUYOKEVTPIKOL GUUTIEGTEG TTOPEYOLV GLYVA GLUTIEST G€ KOKAOLG WHENG
vepov. E€attiog g peyding mowidiog KOKA®V GUUTIEGNC ATUL®VY Kot aepiwv, o
CLUTIECTEG YPNOUOTOLOVVTOL GE EVOL EVPV PACHA PLEYEDDV KOl SIOUOPPDTEDV.
Ot ovumieotés Yo&ng kot KAUATIGHOV TapEXouV  KAUATopd, 6GvtiAnon
Oepuotntag kot yoln y gykotootdoel peyding éxtoaong (Ewova 1.12).
Ovolaotikd ypnoomoovv cvumieon Yo va avénoovv ) Beppokpacio gvog
aepiov YouNANg meong Kot TOLTOYPOVA APOIPOVY TOV OTHO amd ToV EEATUIOTN.

Ewodva 1.12: Aepoocopmieotic KMULOTIGHOD.

Xtn Bropnyovia yio TNV Top0y®Yn TEREGUEVOL AEPa.

XV TEPITTOOT QLTH Ol PUYOKEVIPIKOL GCUUTIEGTEG YPNGLLOTOIOVVTOL Y10, TV
KéAvyM avaykdv oe Propnyovies, €pyootdolo Kot cuvepylo aeod Ta
TEPICCOTEPO  UNYAVALOTA VEQS TEYVOAOYIOG OOVAELOVLY HE TiEoT aépa.
YUYKEKPYEVO, GE OVTOVG TOVS GLUMIECTEG Ol MTEPMTEG £yovv puBlopeva
TTEPVYLA Y10, VO BEATIGTOTTOEITOL TO EVPOS AELTOVPYiNG G€ omoladnToTE Paduidn
ocvumieong. Akoun olot ot d&oveg eivor tomobetnuévolr Ge VIPOSVVOLKA
£€0pava To omoin OV £YoVV TNV avaykn Almavong. ZuvnBiletot ol cLYKEKPEVOL
CULUTIESTEG VaL £X0VV Tigon ekkévaong £mog kot 200 bar (Ewova 1.13).
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Ewcova 1.13: Biopnyovikodg aepoGuUTIECTHS.

1.3 Xtovyeio 6(E010 OOV OKTIVIKNG TTEPMTIG.

Ot akTvikol GUUMIEGTEG MG KVUPLOG WEPOG £XOVV TNV OKTIVIKY TTEPOTN
(impeller), n omoio. amoteleitar amd dvo Pacwkd uépn. To mpdto €ivar o
enaywyoc (inducer), 6mov potdlet pe Ttephylo aEoviKod GUUTIEGTH KOt £XEL MG
OMOTEAEGLLO, VOL TTPOLYLLOTOTTOLEL GTPOPT] TNG PONG TTOV EIGEPYETAL GTIV TTEPMOTY|
névo oe afovikég empaveleg pong. To devtepo HéEPOG elvar to Kabapd akTvikd
uépog tg pong (exducer). H yeopetpio pog akTivikig Ttepoe amoteAsitat
and Vv emeavewn mwieong (pressure surface), v empdveia avappoEnong
(suction surface), to pétomo npoéontwong (leading edge), v axur ekpvYNC
(trailing edge), ta mtepvyor (Main blades) kot ta dwywpiotikd mTrepHyla
(splitter blades) (Ewova 1.14). Ta mtepOyla povielomotobvtal e evbsioyevn
eMEAveLn Kot oynuatiCovv TéAeld GUUUETPIN OG TPOG TOV AEOVA TEPIGTPOPTG.
H axuf mpéontmonc povreronoteitan pe empaveta fillet yio opolodtepn pon.

H xopmddn hub AapBaverar pe m ypnon akyopibpov uEcm TpoKaToPTIKMV
OEPOOVLVOUIKADV KOl PEVCTOUNYAVIKOV LIOAOYISU®V. H mepiotpoen g
KapumoAng hub yopw and tov dova tepiotpoeng oynuatilel v empdaveia hub.
H smodvein shroud mpocdiopiler 1o eEmtepikd oynuo tov mrepvyiov. H
EMPAVELD, TOV TTEPLYIOL TEPIKAEiIETOL 0d TNV empavela shroud, v emedveia
avoappoPNoNe Kot v emipdveln mieonc. H mepiotpoen g koumving shroud
YOp® amd tov GEova meplotpong oxnuotilel v empdveto shroud.

15



Afovog nepiotpooiic

I— =

Métomno npocPoinc

Emoadvsia oveppéonone

Emodveia micong

Axun skovynie

AoyoptoTKa TTEpyLe

Kopmohn hub

Ewoéva 1.14: XoapaktnploTikd aKTIVIKNG TTEPOTNG.

1.4 Ykd kol pé00dot KaTookevng

levikd o1 mrepwtég mov ovaeépbnikayv mapomdve £xovv TEPITAOKY YEWUETPI.
[dwitepn éupaon Ouwmg dlvetarl oTIG MTEPMTEG OKTIVIKMV GUUTIECTOV GE EMIMENO
KOTAGKELNG opOV T TTEPVYLL TOVG £XOVV UETAROAAOUEVT YOVIO OO TNV OKUT TOVG
uéxpt v empaveia hub.

Ot axtvikég TTepmTES KaTaokevalovion and Kpapata avoseidmtov yaivpa (THmov
304, 316 xon 317) , titoviov , poyvnoiov Kot cAoLUViov. ZUYKEKPIUEVO ETAEYOVTOL
KPAUOTO HE DYNAN UNYOVIKN ovTOoyN £TCL MCTE VO EANYICTOTOLEITAL 1 EUPAVION
pOYL®OV € onueion cLYKEVIpOONG Tdoemy. [a TV KataoKeL] TG TTEPMOTNG HOG
y¥pnooromOnke kpdua arovutviov 2007-T3.

H xoatackeun tov ntepotdv pumopel va mpokOyel pe d00 TPOTOLG.
e Meg yvTevon

H yotevon ypnowomoteitar yio v Topaymyn ATEPOTOV TOAVTAOKNG
yewpeTpiag, 0taitepa e4v mpdKeLTAL Yoo OPKETA PEYAAa peyéln. Zuvnole va
ypnopomoleitoar  yvtevorn akpiPeiog 1 yOTELON YOUEVOL KEPLOL M OTOoin
onuiCeton yio eEapTHOTO VYNANG TOLOTNTOS, TOADTAOKNG YEWUETPIOG, AETTOD
TOYOMOTOG Ko Aelag teAkng empdveng. H pébodog avtn) ypnowomnoteiton
HoévVo Yoo TNV KOTOOKELT TTEPMTOV KOl TTEPLYI®V TOL Tpoopilovrol Yo
OEPOCVLUTIESTEG KOl GTPOPBIAOGUUTIECTES AVTIGTOLYN, EMELON Ol TTEPMTES AVTES
TG KO16TA AdVHVATEG VO KOTEPYOAOTOLV OO EPYOAEOUNYOVT AOY® TV
VIEPCKAN POV KPAUATOV OOV £ivol KOTAoKELACUEVEG. AvTt 1 LEB0S0G MG
&xel LYNAG KOOTOG EPAPUOYNG O1OTL Votepa amd T  YOTELOT TOL TERAYIOVL
KOTOOTPEPETOL TO KOAOUML Koatd v eEaywyn Tov Kou omottel dwitepn
dradtkacio yio TNV KKaBAPIoT TOL TEUA)IOL amd TO Kepapkd karovmt. ‘Etot,

16



Yy TV enilvon avtdv TV Bepdtov spapudletor pio véa TeXVIK YOTELONG
omov &yovpe poévyo toHmo (koAovmt) to omoio elvar Kepapkd oAAG Kot
OLPOVUEVO GE OPKETA KOUUATIO £TOL MOTE VO UNV KOTOCTPEPETOL LETA TO
népag g yotevong (Ewova 1.15). Avti n pébodog mpotipdron yio tnv palikn
TOPOYWYN TTEPOTAOV OKTIVIKOD GUUTIEGTY] KOl AEYETAL GVYOKEVIPIKN YVTEVOT)
og kepapukod tomo ( ceramic mold centrifugal casting- cmcc ).

Ewcova 1.15: Kepapikd KaAoOTL AKTIVIKNG TTEPMTIG.

ZUYKEKPIUEVO OPOV KATOOKEVALETOL TO SLOUPOVUEVO KEPOUKO KOAOVTL TOV
tepayiov (Ewodva 1.15), tomoBeteitar ot pnyavny ouyokévipnong (Ewova
1.17) kot cuykpoToHVTaL TO KOUUATLO TOL amd pio oA dPdvn apbpwon 1 onoia
elval e0OTEPIKA KOVELAL Y10 VO EIGEPYETOL VEPO KOl VO TNV YOYEL KATA TNV
dadikacio tng yotevong (Ewkova 1.16). To kepapkd Kolovmt Tpotod EEKIVAGEL
n yotevon mpobepuaiveron otovg 400-600 PBabupode °C. Otav 10 THYMHO
EMTLYYAVEL TNV KATOAANAN Oeppokpocioo TpoypaTomolEitol yOTELGON LE
Boapdtnra 610 KEPOUIKO KOAODTL OTOL TPAYUATOTOLEITAL cuveyn YOEN NG
GpBpwong kot TEPIETPOPT| TOL KaAoLTOD 6TIS 260 0TPoPEg ava Aemtd. Metd
T0 dtotua Tov 10-15 Aentdv 1o kododmt amocvvapporoyeitat. To kOpla
TAEOVEKTNLLATO, OLTNG TNG YVTEVOTG Eival 1 eEAAEYN TNG TOPMIEG EMLPAVELQG,
Aelo TEMKN emMEAvED AOY® TNG QUYOKEVIPNONG, PeATiouévn ovioyn ot
@Bopd, VYNLOTEPN avOeKTIKOTNTO 5T JEPPWST, VYNAOTEPT GKANPOTNTA KO
BeAtimon oty kéT®OM) .
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Ceramic mold Cooled water
Turbine Gate Cover hoard Binding bolt
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Ewcova 1.16: XaAvBowvn apbpwon. Ewcova 1.17: Mnyavi @uyokévipnong KaAOLTIOV.
Me moiva&ovikn epyareropnyavi) CNC

H «0p1a yprion tov epyOrEIOUNYOVOY 0pOpE TNV ATOUAKPVVGT) DAKOV 0rtd TO
katepyalopevo tepdyto pe onovpyio amofAntov. H anopdkpuven tov viukoh
otmpiletonr otV Kivnom tov komtiko® N otV Kivnon g tpdnelag ce 2 1
TEPLGOTEPOLS AEoves. Ot dEoveg avtol ovopdlovtal aEoveg Katepyoasiog Kot
YopoKTNPILOVV TIC SUVATOTNTEG KIVIOTG LLOG LNYOVIG OTOV YMDPO, LLE GKOTO TNV
TPOcEyylon Tov tepayiov. Mia punyovn pmopel va givan 2,3,4,5 kot 6 aEOvav.

e  Mnyavéic 2 1 22 akovav

211c pnyovég 000 a&Gvmv 1) Kivion Tov KOTTTIKo TteplopileTot 6Toug dVo
kdOetovg dEoveg (X,Z). Ze avt) TV KoInyopio. aviiKkovv ot Tdpvol
ynoakng kabodnynone, ot unyovég komng pe laser ko plasma, ot
PNy OvEG NAEKTPOSLAPP®OTG KOt O1 Py avEG d1dTpMong.

Tug pumyavég 2Y2 n kivinon tov komtikod mepropiletar 6Tovg 800
oplovtiovg dEoveg (X,Y) yopig va vrdpyet kivnon otov kdbeto Z.

e  Mnyovég 3 a&ovov
Ot unyavég Tpuodv a&dvov emTpémouvy Vv Kivnomn otovg tpeig aEoveg (
X,Y,Z) tovtoypova. Téroleg unyovég elvor ot @péleg ymeloxkd

kabodnyovpeveg (Ewcova 1.18), ot unyavég StdTpnong Kot ot HETpNTIKES
unyavéc (CMM).
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Eucova 1.18: Pnolokd kabodnyovpuevn opéla.

Mnyavég 4,5 1 6 aEovov

Avaroya TIg SuvaTOTNTES TEPIGTPOPTG TOV TPOTELI0D Kal TNG GKPMG TOV
KOTTIKOU OV KATEYEL LLioL EPYOAELOUN YOV LTTOPEL VOL XOPAKTNPIOTEL 1OG
4, 5 1M 6 agdévov. Ot unyavég avtég cuvnbmg emtpémovy TV Kivnon
otoug 1pelg  dfoveg (X,Y,Z) TOL KOPTESIVOV  GULGTHLOTOG
oLVTETAYUEVOVY Kol cuvodevovtal and 1,2 1 3 TePIoTPOPIKES KIVIGELS
oe avtovg tovg GEoves (Ewodva 1.19). Ou d&oveg mepiotpopng
ovpporifovtar pe A,B,C kot givor emiong mopdAiniot Tpog Tig KOpLeg
Kaptecstovég dtevBivoeis X, Y, Z.

+7
'} +Y

5 Cﬁ

-Y '
-Z
Ewova 1.19: Kapteoiavd cOGTNHO CUVIETAYUEVOV.
Mnyavég tecodpwv a&dvov sival ot ynelokd kabodnyovpevol Topvot
pe v mpoctnkn kepoAng epélog oto poio Omov tomoHeTovvIon TO

KOTTIKG, KoOMOG kot ot ymoeuokd kobodnyodueveg ¢pélec pe v
tonoBétnon, oto tpaméll e, evog dwupétn (Ewova 1.20).
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Ewodva 1.20: Epyaieiopnyovi (3+1) a&dvov.

O unyavég mévie a&6vav elvar povo epéleg ynoelokd kabodnyovueveg
ot omoieg ywpilovtal oe dVo Katnyopiec. H mpdtn elvan o1 5 afovikég
epélec (312 a&dvmv), 6mov oTig Ppéleg TpLOV aEOVmV ToTobeteital 6To
tpanéll évo mpdobeto tpamélt (trunnion table) to omoio pmopei va
EKTEAEGEL TANPN TEPIGTPOPT, YOP® MO TOV AEOVA Z Kol TEPIGTPOPY|
YOpo amd Tov dEova X g taéng £ 120 % . To Awtunpatikd Epyoactipto
Epyoketopnyovov  dwbéter  tétotov  €idovg  @pélo  Omov kot
ypnowonomdnke yww Vv vAomoinomn g Katepyosiag mov Oa
axorovOnoet (Ewova 1.21). H devtepn katnyopia eivor ot 5 agovikég
@péLeg OmOL 10 TPATELL TOVG EYEL TNV IKOVOTNTO VO EKTEAEGEL KOl TIG 5
KIVAGES TowTOYpova yopic va mpootebel wdmolo e&aptnua. Ot
ovykekpipéves opéleg amevBivovtor o€ TOAVTAOKES YEWMUETPIES
Tepayiov ko og e€edikevpéveg kotepyooieg (Ewova 1.22).

Ewodva 1.21: Epyaieiounyavr (3+2) a&évav.  Ewodval.22: Epyoietopnyavn 5 a&ovav.

‘Etot, ov molva&ovikéc epyoretopmnyovés CNC mpocpépouv gveMéio oty
kivnon tov komtiKol divovtdg Tovug T dvvaTOTNTO VO KatepYdlovTal TTepmTEG
Y0 OKTIVIKOUG GUUTIESTEC. Ol KOTEPYACUEVEG TTTEPMTES £XOVV TKOVOTOIMTIKES
UNYOVIKEG 1O10TNTES KOl LEYOADTEPT JCTOTIKY OKpiPela o€ oyéon He ovTég
OV £YOVV TPOEADEL LE YVTEVOT), LE AMOTEAEC O, Ol TEPLGGOTEPES PUYOKEVTPIKEG
ntepmTéG axpiPeiog vo mapdyoviot omd epyoretopnyovég CNC.
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KED®AAAIO 2. ATAAIKAXIA XXEAIAXMOY
KAI AHMIOYPI'TA KATEPT'AXIAX

2.1 Xyeoiaon povrélov

Q¢ mpdTO péEANUO Moy vo EekaBaploTohy ol S100TAGELS TOV TEUAYIOVL HE KVPLO
Kputnplo t dvvarotnro Katepyoaciog amd v CNC ¢@péla tov AldTunpotikov
gpyaotnpiov epyoieopnyovov. H péylotn SGueTpog miepotg OmMOv £xel TV
wKavotTNTo vo katepyaotel avépyetor to  160mm, oniadr 6om kot n O1dpeETpOg TOV
mAaté Tov 5% G&ova. o va kabopiotel 10 VYOG TG TTEPOTNG €lvarl avaykaio vo
TeploTpagei 0 5% aovag oe kKhion 90° kar 6T GUVEEIN £XOVTOG TEPLOTIGEL TO TPATE]L
pog TN Oetikn mAevpd Tov Gfova Y, va katéPel 1 dtpaktog Tov Gfova Z Kot vo
petpnbel n andotaon xomtikov-mtAotd 5% Gfova. Eyxovrog xkdver v mopoamdvo
dwdkacio Eekabapionke 0TL 1| S1GoTOGT HYOLS TG TTEPMTNG UTOPEL Vo avELDEL oTa
85mm. Zm cvvéyewo | oyedioon g TTep®TNG EMpene va mpaypatomombet pe 1€to1o
TPOTO MGTE VO EYOVUE TN SLVATOTNTO VO UNOEVIGTEL TO TEUAYLO KT TNV TOTOOETNON
TOV GTI EPYOAELOUNYAVT] OALG KOt VO KEVTPOPLOTEL e TO VONTO KEVTPO TOoL 4% ko 5%
AEOoVa GLVTETOYUEVOV.

‘Etol, Bpébnke delypo axTivikng mTTep®Tg 0EPOGVUTIESTN OO POPTNYO OLTOKIVITO
uapkag VOLVO 6mov minpoti 1ig mapamdve tpoimobécelc.

Apywcd PLETpOVTAG TIG d100TAGES TOL detypatog Ppioketan 6tL N TrepmT pHog Ba Exet
dtapetpo 80Mm kot Vyog 50mm. Xtn cuvéyela petprinke amd to deiypa 1 KopUmTOAN
¢ hub emedvelng kot oyxedidotke o€ AOYIGUIKO TPIGOIAGTATNG LOVTIEAOTOINOTG
CAD (Ewova 2.1).

PRTC

Ewdva 2.1: Zyédo hub emobveiag g trepotg.

'Etot, épovtag ) hub empdveia tg ttepog Ppédnke 1 e&icmon mov o axoAiovbein
KapmOAn Tov mrepvyiov. H e€lomon eionABe ko oyedidotnke 1 KOUTOAN ENEVEO GTNV
emeaveln. pe ypnion g eviodng Style tov mpoypappatoc (Ewdve2.2). Xto
OLYKEKPIUEVO ONUELD EIVOL YPNGIUO VO TOVIGOVUE OTL 1 KAUTOAN GYENAGTNKE 2 pOPES
emveo ot hub emopdveln pe oxomd va dnuovpyndel dvico mayog peta&d TV
KOUTUA®V otn Baon tov mrepvyiov oe oyéon upe T koumvAieg shroud mov o
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oxed106TOVV. XT1 GUVEXELD dNUoVPYHONKE Eva eminedo avapopdg To onoio eivar vd
KAion 20° o€ Gydon e TO apyIKO EMIMESO OVAPOPEC KAl LETATOTIGTNKE KorTd 40mm yia
vo VTdpyeL 1 duvatdTTo GYEdiaoNG oTNV dKpn TG TTEp®TNG. 'Exovtag dnuovpynoet
TO OTOLTOVUEVO EMINMESO avopopds oyxedidlovtor ot KoumvAieg shroud pe axpiBog idto
TPOTO TTOL GYESAGTNKAY Ol KAUTOAEG otV empavela hub pe povn drapopd to didkevo
neta&d toug (Ewdva 2.3).

Ewova 2.2: Kapurdin nrepuyiov ot empdveia hub. Ewova 2.3: Zyédio kopmding shroud tng nrepmtg.

Axoun éyovtog oyedlootel ol T€0oepelg KOUTOAEG evdvovtal peta&h Tovg pe v
evtoAn boundary blend yw va dnpiovpynBodv ot emedaveleg tov mrepvyiov. Opmg
TOPOTNPEITOL OTL O EMUPAVELEG TOV TTEPVYIOV TPETEL VO, LETATPOTOVY GE GTEPED Y10 VOL
VIApYEL M wavdTTa. dnuovpyicg tev Katepyaciov oto mpoypoupe CAM. ‘Etot,
YPNOLOTOIMVTAG TNV EVIOAN MErge emAEYovVToL OAEC Ol EMPAVEIEG TOV TTEPLYIOL KOl
onpovpyeitor éva TAEYHO GLYXDOVELGNG OOV GTI GLVEXELD YPNCULOTOIDVTS TNV
evtoln solidify vmdpyer n dvvatdtnta OAEC Ol EMPAVEIEC TOV TTEPLYIOL VO, Elvan
o1epe0. 'Emetta £xovtag S1lopO®OGEL TNV YEOUETPIO TOL VOGS TTEPLYIOV, LLE TNV EVTOAN|
pattern avtiypdoovpe to mTEPVYIL oTOV emBountd oplBud yoo v wrepoty. H
CLYKEKPIUEV TTEPWOTY| AMOTEAEITOL OO OKT® Ttepvyla . H avénomn tov apBpov twv
TTEPLYIOV PELDVEL TO SLAKEVO PETOED TOVG Kol ALEAVEL TN OLOKOALN KATEPYUTING TNG
TtepOTHG. TEMKEC SLOUOPPMOGELG YivovTal e TV EVTOAR round 6ov dlapopedvovToL
Ol EMPAVELES O6TO HETMTO TPOGPOANG OAAA Kot Ol EMPAVEIEG 0TI Pdon TOV TTEPLYIOL.
H T tov round ot Pdon tov mtepuyiov e€optdton amd to round mov Ba €xst to
komtikd ball nose mov Oo ypnoyomolel Yo 10 QWiPIOHA TOL TTEPLYIOL KoL TNG
empavelag hub. Téhog, petpfibnke n kapumdAn g emedavela shroud omd to deiypa,
oyedidotnke oto sketch kat dnuovpyeitor oty mrepmOTN pe TV evtoAn revolve cut
divovtag tng to teAkd oynua (Ewova 2.4).
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Ewcova 2.4: Telkd oynuo g TTEPOTNS.

2.2 Kataokev fondntikov egoptnuatmy

YovnBmg yo v ovykpdtnon tov tepayiov emdve oto mAatd tov Tpamellon
YPNOLOTOIEITOL HEYYEVT] €AV TPOKELTOL VO, VTTOGTEL KATEPYOOIO TETPATAELPO TEUAYLO
Kol T60K TOpvov edv givor va degytel katepyasio TeHdy o KUKAIKNG O0Toung. Xtnv
nepintmon pog wavikd Bo rav va ypnoiponombet took. Opmg 1o 1davikd 16K Tov Ha
gnpeme vo xpnopomomOel yo TNy SIAUETPO TG TTEPOTNS TV 80MM £xel TOLAGYLIGTOV
51mm vyog mpdhypo mov T KAOIoTA 0dVVATO O1OTL TO GLUVOMKO UOG VYOG
ovykpatmong-tepayiov oev mpénel va Eemepvd ta. 85mm. ‘Etol, oyedidotnke Ko
KOTOOKELAGTNKE [io Baon 1 omoia Bo cuykpateitan endved oto TAatd Tov 5% dEova
Ko ETAVD o€ ot Ba cuykpateital To Tepdylo Tov Ba mTpaypatonombel  Katepyacia.
o v kataokevn g Paong ypnoipomodnke ovBpakovyog ydAvPag (st 37)
dwpétpov 160mm dcsov kot g dSapéTpov Tov mAatd 6mov Ba torobenOel. To mdyog
TOV apykov Tepayiov TG Paonc frav 35mm evo to telkd pog Ba Exet mhyog 30mm.
211 GUVEXELD TPOYLOTOTOMONKAY Ol OTOLTOVUEVEG KATEPYAGIES Yol TN SUUOPPOOT
mg oe  ovuPatikéc  gpyareopnyavég  tov  Epyaotmpiov.  Xvykekpiuéva
ypnowonomdnke coppatikdg TOPVOG OTOL SUOPEOONKAV Ol TEAIKES SUGTAGELS
drapétTpov-mhyovg. Xpetdletor va toviotel 6Tt To. 15mm g PBdong siyav dduetpo
160mm evé to vroroma 15mm giyav didpetpo 38mMm 6co 1 omn Tov TAatd ToL 5% Y
va eEacpalotel 10 kevipapiopa g Paong pe to vontd kévipo. H avoyn mov 660nke
otV d1dpeTpo Twv 38Mm Ntav g TaEng v 0,05mm yio va tpaypatomoin el yaiapn
oLVOPHOYN Kot Vo unv dnpovpyn et Bépa katd v e€aymyn e faong amd to mAaTo.
Axoun oto kévtpo g PAong avoiytnke Stoumepng on OTOL KOl TPOYLOTOTOMmONKE
oneipopa yoo 12mm Bida dote va cvykpoteitot e v avaroyn Pida n ttepmt) 01N
Baon. N cvvéyeta o Tepdyo TonofeTnOnke og punyovn didTpnong 0mov pe T Pondeia
dwpétn mpaypatoromOnkav €L dapumepeic omé o€ 1010 amdoTaon amd T0 KEVIPO Kot
pe Stopopd 60° peTaéd Tove, dmov Ha GVYKPATOVV TN PAon 6TO TAATO. AKOUN OTIC EE1
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Bideg €ywve dbtpnon peyohvtepng omng (epéla) ywoo vo punv €&€yovv katd TNV
ovykpatnon ot Bidec amd v empdveio e Pdong.

Ewcova 2.5: Endve oy Baong ompiéng. Eucova 2.6: Kdto 6yn Pdong othpiéng.

Me 1 Ponfewo tov avtopatov petpnth dlaoctdoswv (probe) g CNC oepélag
petpninke n om oL TAATO KOl OPIGTNKE MG KEVIPO TOL TPOmeloV. T GLVEXEL
tomobetnOnke mn Pdon oto MAATO OmOL KOl £ywve oVoOEEN TV POV Kot
mpaypotonomOnke epelapiopa yo va eacpariotet ) evbuyplppuct| g He o Tlato.
Axoun Swopopedbnke oy KukMkNG OapéTpov vyovg Imm ot Pdon yw vo
petapepBel 10 kévtpo ToL TpameCoh oTN PAon Kol OVTIGTOWO GTO TEUAXO TNG
ntepo™C. [Hopakdtom akoiovdel swdva pe v TeEMKN SopUdpe®on TG PAcnc 6mov
pumopovv va mopatnpnfovv Ta SadoyKE TEPAGUATA TNG KOTEPYASIAG Yo TNV
dapopewon g (Ewova 2.7).

Ewodva 2.7: Entdve dyn g Bdong petd v Kotepyooio (ppeCapicsparo.
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2.3 IIpoypappatiopnoc S-a&ovikig korepyaoiog 6to npdypappe CAM

To AoylopKd mov TPOTIUNONKE Yo TNV TPOCOUOIMOT) TS KOTAOKELNG TNG MTEPMTNG
Kot yto, T dmpovpyia tov G kddika givar to CAMworks 2017. Ot Adyot yia avto, KOG
QLOIKG amd TN O01dbeon TG ddgwg ¥pNoNg amd TV eraipeio, NTOV Kot 1 GpeEoN
ocvppatotta tov pe v epéla CNC. I'evikd Bempeitor e£e1dtkevévo AoYIGHIKO 0pOov
EYEL TNV IKOVOTNTA dNLOVPYING TOADTAOK®Y unyovoupytk®v Katepyootdv (CAM) kat
™ dvuvatdTTa Vo LEAVEL TO YPOVO EEO0IKOVOUNGNG KATA TOV TPOYPOUUUOTICUO TOV
epyaretopnyovov CNC.

2.3.1 Iapovoiacn Tov Aoyispuikod Camworks 2017

O1 Baoikég duvatdtteg tov CAMworks meptiappavovy to &G :

e Kotepyaoisg 212

KaTEPYAOIOG.

kot 3 oE6vov oe opldviio kot KAOETO KEVTPO

o Kartepyaoieg 4 xor 5 afdévaov yio Komn €E0pTNUATOV TOAOTAOKNG
ve®UETPlag e £va OEGIUO.

o Ilpoypappaticpd Katepyacidv 6 GOVOETEG EPYUAEIOUNYOVEG TOPVOL-
epéLog pe OTAd ToOK.

o Ilpoypoppatiopd yior GLTOROTO UNOEVIGHUO TOV TEUOYIOV KOl LETPTLLOL
TOV TEMKOV J106TAGEDV 1E TO Probe.

e Tn dvvardmro mpocopoioong Prue mpog Pruo g S1dPOUNS TOL
EPYOAELOD, TN YPOPIKT-OVVOLIKY] OTEIKOVIOT] TNG KOTEPYOUGING KOl TOV
evamopeivovtog LAIKOD Kb’ OAn ™ d1dpKela TG KATEPYUGIOS KOl TV
TPOGOUOIMGT TOL UNYOVILOTOG KOTO TNV KOTEPYOGIO Y10 TV AToQLYN
TOV GLYKPOVGEMV TOV KOTTIKOV.

2.3.2 Kataokevn eaptnudtov o€ 3 aoveg

Mo va vrapéer egokeliwon pe to TPOYPOUUO OpYIKA E£YIVE TPOYPOUUOTIOUOG
KOTEPYAOIDV OMANG YEOUETPIOG 0 TPElG AEOVES YPNOULOTOIDVTOG TO TOPOUOETYLOTOL
OV €lye TO TPOYPOAUUO. TN CUVEXEWL £YIVE GYEOIOOT OE TPOYPOLUU TPIGOAGTOTNG
povtedonoinong CAD tpudv amootoTdV Kol TOL TLHOVIOL Yo TO TPOTOTLTO
avtokivnto (Aovng) ¢ opddag TUCER. TpaypatomoOnke mpoypoiloTicuoc tomv
OTTOLTOVUEVOV KATEPYUSUDY Yo TNV KOTOCKELY TV ££0pTNUATOV Kot oKolovOdnoe
ko ot epéla CNC pe amdrvtn emrvyio (Ewcova 2.8).
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Ewcova 2.8: Kataokevn eEaptnudtav yio o TpotdTuTo ovtokivito Aodng g opdadag TUCER.

2.3.3 Xroyyeio katepyaoiag S-aSovov pe ypion royiopkov CAM

Oocov apopd 11g S-afovikég katepyaciec 0 oyedOCUOG TG SLAOPOUNS TOV pyaieiov
amotedel OVOKOAO €pyo a@OV &ivol EMIPPEMNC 0 COAALOATA KOl GLUYVA OTOTEAEL TO
onueio kaBvotépnong g OAng dwdikaciog yo TV mopaymyn nTepOTOV. Apketol
EMOPACTIKOL TAPAYOVTEG TPETEL VAL ANPOOVY VITOYN GTO GYESIOCUO TNG S10OPOUNG TOV
gpyoreiov OMOG M TOOTNTO NG KATEPYOUSIOG, 1| ATOOOTIKOTNTA TNG OOPOUNG TOL
EPYOUAELOV KO 1] ATTOPVYT) TV GLYKPOVGE®V. Ta TEPIGGOTEPA TPOYPAUUOTE EGTIALOVV
ot Oomuovpyie ddpoung tov gpyoreiov Katd TO OTASO TOL  PVIPIGHLOTOC.
Yvykekpipéva o Rehsteiner [1] mpoteve pa pébodo mov Paciletor oty avoywyr o
Tivako Yo TNV TPOGOPLOYH TOL TPOCHVATOAIGHOD TOL gpyaieiov Yoo S-aEovikd
T eLpIkd @peldpiopo STPOUUEVOV ELOEIOYEVAOV EMPAVEIOV YWPIG GLYKPOVGELC.
Aivovtag épeoon 6to 5-a&ovikd mhevpikd epelapiopa, ot Bedi et al. [2] avélvcav
oyxéon avapeca ot 001 Tov epyareiov Kot Ta ETAKOAOLOA GOUALOTO THG KOTEPYOUTTOG
Omwg 10 PéYeBOg NG LWMOKOMNG KOl TNG LAEPKOMNG MG €VOLYEVODS EMPAVELNG.
[Tpdtewvav évav gvpetikd adydpiBuo yio tov kabopiopud tov dEova Tov gpyoieiov og
Kabe Oom komng yio T peimon tov opdAipatog. Ot Menzel et al. [3] apotewvay éva
oy£010 PerTioTomoinong to onoio eAayloTomolel TV mopeUPoAr Tov gpyoaieiov otV
Kotepyalopevn empdaveia. O Wu [4] petooynudrios 10 oyedloond g Stadpopng Tov
gpyoieiov oto S-0Eovikd mAevpkd @peldpiopa o €vo TPOPANUO TOPIACUATOC
KOUTOAGDV. XpNoHonomnke Suvapikog TpoypoUIaTIGHOS Yo vo. dnpovpyndel va
BEATIOTO TOIPLOCUO YPNOIUOTOIDVTIOS TO COAALN TNG EMPAVELNS KATEPYAGING GOV
avTIKEEVIKT cuvaptnon. [apdpoteg pekéteg mov a@opovV TN HEIMON TOL COAALOTOC
Kkatepyooiog éxovv ot Liu [5], Tsay and Her [6] o Lartigue [7].

Ot Hsueh et al. [8] mpotewvay pia péBodo dV0 UAT®V Y10 TNV TOTPOTH GVYKPOLOTS
oL gpyaieiov oe S-afovikég Katepyaoieg. Kabe Prua mpocappuolet ) yovio kAiong
KoL TN Yovio EKTPomg avaldyws. Me v péfodo vt KaTaoKELAGTNKE 1) TTEPOTY.
O1Wang and Tang [9] &enépacav coPapd LEIOVEKTALATO TV TPOTYOOUEVOV LEAETMV
TOV 0POPA TNV ATOPLYN CLYKPOVGEMV GE TOAVAEOVIKEG KOTEPYUGIES, OGS TO YEYOVOC
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OTL 10 gpyaireio ypeldleTar va Khvel dpaocTikéG LETAROAEG GTOV TPOGAVUTOMGUO TOL
avapeca og yertovika onueio eraens. O aAydpOpog Toug dnovpyet owTOUATO Lo
dtadpoun Tov epyoieiov m omoio dev €xel mapenPoAég Kot eyyvdral T cuppaToTnTa
NG YOVIOKNG TOYOTNTOG.

Aryotepeg givar o1 peAéteg 6mov EpELVOLV TO GYESIAGHO JLASPOLTNG TOV EPYOAEIOL
Katd 10 o1ado g ekyovoplong S-aovikng katepyacioc. Ov Bohez et al. [10]
TOPOVGIOCAY LUK GUVOALKT S1OOIKOGIO Y10 TNV KOTEPYAGIO TG TTEPOTNS E0TIALOVTAG
oTNV €QOPUOYN S-aEoviKoy TAEVPIKOV PPelapiGUATOS OTIS EMPAVELIES TOV TTEPLYIOL
TOV TOPLOTAVOVTAL [LE EVOEIOYEVEIG EMLPAVELEG.

Ot Young and Chuang 2003 [11] mpétevay £va TAaic10 oYed10GHOD DYNAOD ETTESOV
v 5-a&ovikd epelApICUO TOV TTEPOTAOV LE OAOKANPOUEVES TpoceYYicels. EEétacav
TV TOYPOVA TAL {NTHUOTO TOV TOLOTIKOV ATOLTICEDY TOV KATEPYUGHEVOD TEUAYIOV, TNG
oLYKPOLONG Kot TAPEUPOANG TOL gpyaieiov kol TG GVYKPIONG TV GOUAUATOV TG
katepyooiog. H petayevéotepn uerétn toug to 2007 [12] Bertiovoe 10 oyediooud g
SLdPOUNG TOov gpyareion KOTA TNV €KYOVOPIoN YPNOUOTOIOVTOS TN HEB0d0 TOoL
otafepov Vyoug Tov amofAnTov.

Ot Heo et al. [13] avértuéav Eva 0modoTikod oyES10 d1adPOUNG EKYOVOPIONG Yo TV 5-
aEOVIKT] KOTEPYAGIO TTEPOTNG. ZVYKEKPYEVA 1) TPOG EKXOVOPIOT TTEPMTN YWPIoTNKE
0€ OPKETEC LOVOOLOIEG TTEPLOYEG KATEPYAGIOG OO TIC YOUPAKTNPIOTIKEG KOUUTVAEG TNG
TTEPMTNG KL TOV YPUPNUATOV TPOBOANG TOVGS.

2.3.4 Aqpovpyio TPoyPARNATOS KOTEPYAOGLOS TG TTEPOTNS

Apywd oto mpoypoppe yoo vo Eekivnoet 1 Sodikacion TPOYPAUUOTIGHOD NG
Katepyooiog ypelaletar va £yel oYedIOOTEL KOl KATAOKEVAOTEL 1| Tp®TN VAN (Stock
material) tn¢ trepwmc. Zvvnbileton va mpaypatonoteitor  kotepyacio og topvo CNC.
Opwg to Awtpnpatikd Epyootipro Epyoietopnyoavov owbéter povo copPatikote
TOPVOVG UE AmOTELESA VO Un Umopet va yivel 1| katepyasio TG TpdTNG VANG Yo T
dnovpyia g shroud empdvelag pe Ty embount axpifeia. ‘Etot, n kotepyooio Eyve
ot epéla CNC, 6mov oty apyn mpaypotonodnke ekyovopion pe kovovil tomov flat
16mm 6v0 @tepdv Ko 6T GLVEKELD e KoVvOLAL Tomov ball nose 8mm koapPidiov éywve
10 Qwiptopa g empdaveiag shroud (Ewova 2.10).

G CAVWorks | Fle Eat View Inet Tools Cawworks cwoorrutiities wingow Hew 2 | [) (% -2 - -[B]] 0 B @ -« B s conmanas Q- - x
T ‘
B I & = [&] iy 1] =
erste Generate Smuiste  Step Post ew New s New Mt

s |

Extra Gen @ N
Machinable Operation Toolpath Toolpath _ Thru Process Axi
Features  Plan Toolpath - Operat

Ml 1
ions Operatior

Assembly | Layout | Sketch | Evaluate | CAMWorks 2017-WarkFlow | CAMWorks 2017 |

PEEPH -0 -v-O&

[TIT0] Model | Motion StudyT |

CAMWorks Solids Under Defined _ Editing Assembly MMGS - )
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Ewova 2.9: Anpovpyia oxediov tpdng HANG g TTep®TC.

Eucova 2.10: ITpdTn VAN TG TTEPOTNC.

211 CLVERELDL EXOVTOG T TPLEGOAGTATO GYEJD TTEPMTNG, TPAOTNG VANG Kot Paong
oboEEng mpaypatomoteital ovvoeon peta&d tovg (assembly). H cuvapporoynon tov
POV eEapmudtov sweépyetot oto mpdypappo CAM, démov mpotov Eekiviicouy va
kaBopiloviol o1 TOPAPETPOL TOV KOTEPYACIOV TPEMEL VO OPIOTEL TO CLOTNUA
ocvvtetaypévov (Coordinate System) yio v 5-aovikn Katepyacio. Xy nepintwon
nog opifovrol 600 GLOTHOTO TO TPMTO GTO ONELO EMAPNG TS PAong Le TO TAATO TOV
UMY OV LOTOG Kot TO dEVTEPO GTO GNUELD EMAPNS TNG PACNS LE TNV TTEPWTY].

"Emterta 0o op1toTovy 670 TPOYPOLLLO 01 TOPAUETPOL TOV UNXOVILOTOC, THG TPADTNG VANG
KOl TOV TPLEOIAoTaTOV oYedimv. Eekivovtag omd v enthoyn Machine Ba spepaviotel
TO TOPOKAT® EIKOVIO0 GTO 01010 O TPETEL VO pLOUIGTOVY OL TAPAUETPOL OTIC EMAOYEG
Machine, Tool Crib, Post Processor, Posting, Set up, Rotary Axis ka1 Tilt AXis.
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Machine

el = | ——

Machine |Tco| Crib I Fost Processaor I Fasting I Setup I Rotany f«dis I Tilt Msl

HAovailable machines

=- = Mill Machines
H Ml - Metric
Mill 4 =oadis - Metric

Tum Machines
Tum Single Turmrst -

: . Tum Dual Tumst -

EI g:.g Ml Tum Machines

= E Wiine EDM Machines
Viire EDM - metric

Ml S5 axis — Metric

Mill-Tum Single Tumet - me
Mill-Tum Chual Turret - meh

Select

Machine

Metric
Metric

(I3

-

] "

Active machine
Machine name :

Machins 1D -
Machine duty :
Machine type :

Mumber of =xis
Ma. feedrate -
Meaoe. spindle spesed

Mill & axxis - Metric
Millimg Machine Metric
[ Medium duty

Al

5 FPods

18500 Ormm min
12000 . 00mm

Machine name :
ICy -
Machine duty -
Machine type -
MNumber of =cds -
Mape . feedrate -

Mace. spindle speaed -

Mill 5 =odis - Metric
Milling Machine Metric
Medium durty

P

5 fods
1500 0 Ommmin
12000 .00rpm

Simulation machine [Sampleimi

=1
==

1 [

Simulation contraller - [Fanuc

Help ]

Ewcova 2.11: Tedio emhoyng eidovg unyovipotog.

Ymv emioyn Machine (Ewova 2.11) emdéyovpe og epyareiopnyovr @pélo Kot
ovykekpuévo Mill 5 AXis apod Ba mpayuatomombei 5-afovikn kotepyaoio. Akoun
otmv emioyn Machine duty emiiéyovpe to medium duty o6mov toupialel ota
YOPOKTNPLGTIKA TOL UNYOVIHOTOS LG oV Kot Ogv Ttailel onpavtikd poro. Tny Aoy
simulation machine emiéynke to Sample_S5AX_TT 6mov dtav Oa ypelactel va yivel
TPOGOUOIMGON TG KaTEPYasiag atnv epyareopunyavn Oa epepavictel to meptPdAiov g
5-aovikng opélac pe mpodobeto tpamélt (trunnion table). Télog, otnv emloyn
simulation controller emAéyetat o TOmOG eAeyKTh TOL draBETEL M) EpyaAEOUN YOV, OOV
otV mepintwon pog stvor Fanuc.

Yty enhoyn Tool Crib pog diveton 1 dvvatdtta Tpdebeong KonTiKOY epyoreimv
TEPO aVTOV 7oL dwbétel M PipAodnkn Tov mpoypaupatog. v emdoyn Posting
EMALY® TOV TPOTO £vopENG YOENG TOV KOTTTIKOV 0td Tov POSt Processor.

MMachine |. — g

Posting I Setup I Rotany fowdis I Tikt .ﬂo-cisl

Machine | Tool Crib | Post Processor

Active post processor

CRCAMWOorks Data™~CAMWordcs 201 P64 Posts" HAASWF2_5AXIS ctl
Available

CRCAMWorkes Data™CAMWordocs 201 AcG4™Posts  HAASWF3_52XI5 ot

L
MIAIS-TUTORILIAL
MAAXIS-TUTORIAL P

MEAIS-TUTORILAL

Parameter Walue
Licensed to DEMO |
KMachine Mame HAaA S WFE S axis
Controller Type HAaAsAS-Fanuc

S08. 00000mm
S350 00000mm

Z Home
Trawerse Rate

Ewova 2.12: Tedio emhoyng post processor.
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Yty emdoyn Post processor emdéyetol pésm Tov browser to apyeio Tov post processor
7oLV &govv d00el and TV Toupeia. Tov Aoyiopkov og popen| .Ctl Tpocapuoouéva otig
o TAoELS, 6TOV TOTO Kol 6TOV EAEYKTH Tov punyaviunotog (Ewova 2.12).

Machine |. = i S
Machine I Tool Crib I Post Processor I Posting | Setup Fotany Axds I Tikt Pacisl
Setup
Indexing : [5 Pocis v]

Global rotany retract plane : 250mm

Indesding limits
Fotary axis Tilt =is

Min : -360deg = Min : -120deg =
Mz - 360deg = Mz : 120deg =

] Update indexing angles for setups

CHMC comp options
Display toolpath at G-code coordinates
[] Display cutter comp on first mowe

Fodure Coordinate system

Coordinate systems Selected entity :
Coordinate System1 Coordinate SystemZ
Coomiﬂa_& -—
Origin Cifsets
Offset distance method : [Ho‘tated v]
Mote :

Mon Rotated method requires
a Fidure coordinate system.

Eucova 2.13: Tledio puBuicewv mpochetmv agovov.

Yty emdoyn Setup emhéyovtag v S-a&ovikn katepyacio oto indexing avoiystot £va,
pevov pubuiong TV xopaktnpoTik®dv tov 4% kot 5% dova mEPoTPOPTG. TNV
nepintmon pog o 4% aEovag (rotary axis) £xet ™ dvvardTnra TARpNC TEPLoTPoPhg 360°
gvld 0 5% GEovag (tilt axis) éyer ™ Svvardmro meprotpognic = 120° . ‘Emerra otnv
emloyn Fixture Coordinate system emiAéyetol T0 GUGTNO GUVTETAYUEVOV TOL EXEL
tonofetnOel 610 onpeio emagng g Pdong pe o TAotd. O1 vToLomeS EMAOYEG LEVOUV
OT®G €lvOl GTNV TOPATAVE EWKOVOL.

Y1ig emhoyég Rotary Axis ko Tilt AXis emhéyovTot ot GEOVEG OTOV TEPIGTPEPOVTOL OL
mpdcOeTol AEoveC, OMOV GTNV GLYKEKPIUEVT TTepimTwon gival YOp® and tov dova Z
kot X avtictoyyo.

Oocov apopd Tig TApAUETPOVS TOV TPIGOEcTOTOV oYedimV otnv emtAoyr| Part Manager
opiletar 6to TPOHYpappa 10 o010 dmov Ba yivel o Tpoypappatioids TG KOTEPYUGING,
ONAaod” 10 TEMKO GO0 TNG TTEPWTIG -
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‘O Works‘ File Edit View Inset Tools CAMWorks CW2017 Utilties Window Help H-E-a8-®- 5 &+ i | B search Commands Q-

imEDS|

Assembly | Layout | Sketch | Evaluate | CAMWorks 2017-WorkFlow | CAMWorks 2017 SPHQLIB-§-®- [=T8 A0 - X

b @@ impeller_allagh_¢ (Defaul..

A

' Solid Model A
IMPELLER_VOLVO_STOCK- | —‘

Stock size 2
X:80mm  Y:80mm  Z:50mm
Number of Stocks A
Patts
= Part Manager
-9 v

b
@ volvo_impeller_i<1> [De|

Stock: =
(W00 Model | Motion Study1 |

CAMWorks Solids Under Defined - @

Eucova 2.14: Tledio eicaymyng TG mpmTNng VANG.

o v TpdTn VAN o1 anapaitnteg pvuicelg yivovtor oty emthoyn stock manager,
OTOV Y10 VO EMAEEOVIE TO TPIEIAGTATO GYENI0 OO TI GLVAPHOAOYNGN TTOV EYEL YiveL
emAéyeton to TeElevtaio ucovidio (solid model) oto stock type kot emdéyetat to apyeio.
Emiong vdpyet n duvatodtta va opltotel 0 TOTOC TOL VAIKOL Tov Ba ypnoipomondet
v v mrepot™ (Ewova 2.14).

| & o1 Wor Setup Parameters elemwsSh - @8- [0 B®- i BEsonomns Q- - & x

Origin_| Ads | Offset | Indexing | Advanced | Statistics | NC Planes | Fadures | Posting |

Indexing
®
9 None 5 Manual Automatic Te oy o
Global indexing retract plane : [7] |250mm : Database

i Head/Head stock cleaance : [25 4mm PYPTIrH N

00 - =

New Sub Spindle Operation

= Interactively create new sub spindle
1 =11 [ —— -
7. [ Oveide [l Ovenide o
Output angle : | Ddeg E Output angle : |Odeg @
ow ow (=]
Relative : Odeg Reltive  Odeg
[) Front Plane @
(1) Topplane Possible ange pas Fter: (A1 Y] (%)@ %] 242
[1) Right Plane Fist otation Second rotation
L, origin o/ deg. Rotary o Odeg. Tit
» @ f) volvo.impt « Udeg. Rotary o/ Odeg. Tit
™ 4
G
B cAMWorks NC M:
@ [ Configurations
&, Machi
Select

Ewodva 2.15: T1edio avtopatov undeviopdv tmv tpochetov afovav.

Télog givar avoykaio va puOetovy ot mapaueTpot oTig puduioelg g emloyng Setup.
Avoiyovtog to €1kovidlo Tng emthoyng Setup kot Eekvdvtag amd Ty emxthoyn origin, oto
nedio Tov output origin emdéyovpe to Part setup origin. tn cuvéyelo ota medio AXIs
ko Offset aprvovtat o1 pvbpiceic idiec. Xto medio tov Indexing (Ewdva 2.15) kot oty
emloyn indexing emAéyetor to Automatic émov opilovtar avtdpaTo o1 pLOUIGELS TOV
£YOLV YIVEL TPONYOLUEVAGS Y10 TOVG EMTALOV AEOVEG, TOL GUGTILOTO GUVTETAYLLEVMV KO
70 onueio undév oto ey TG TTEPWTC. TNV emdoyn possible angle pairs paivetat
eqv £xovv oplotel GOOTA 01 EMTALOV AEOVEG Kol AVTIGTOLYO GTO GYESL0 1) AMEIKOVION
TV cvvieTaypévav. v enthoyn Advanced opiletar 1o Gve Kot TO KAT® Oplo Tov
d&ova Z omov Ba kvpavOel Katd ™ dbpkela TG KoTepyaciog, evd oty emhoyn NC
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Planes opileton mdon andotacn agiveTol amd T0 onueio Undév tov  Tepayiov Otav
gyovue ypriyopn petakivnon otov a&ovo Z. EZtnv emidoyn Statistics (Ewova 2.16)
@oivovtol o1 YpOvol KATEPYOUGIEG KOt 01 EAAYIOTEG-UEYIOTES LETAKIVIGELS GTOVG AEOVEC
oAV TV KotEPYOoIdHV oL Oa akolovBncovy. Xtnv emdoyn Fixtures emAéyeton 1o
o£010 TG Pdiong £Tol doTe dTav Ba TpaypaTomoIn el TPOCOUOIWMGT TOV KATEPYUTIDV
v omewkovifeton kow 1 Pdon e mIEp®TAG. XtV €mA0yn Posting ot pvbuicelg
anvovTal i1d1eg OTMG TG £XEL OPIGEL TO TPOYPOULLLLOL.

G 071 Work] Setup Parameters ol SN - - @3- - [[]8 B @ - i B sesren commanss Q- - @ X
i 88 87 B 28 ]| [Oion [ [Ofeet [ indetng [ Advanced | Stesics |NC Pianes | Fotures | Posing]|
|| Toopath anabss 3
Segments Length % Min Max Tetnasiog »
Lines : [HEEH 100 X: 53.28mm £3.62mm 3 Datba g
i Arcs: 0 0 Y: 5328mm 48.62mm a PHEAB B -v-&@ -2 BO-=
@ ‘ R Total : 114515 100 Z: -47.5mm 0.09mm

- Estimated machining time.
Time (min )

Toolpath 1557.19

Tool Change 1.341

i}
(] Right Plane

Total : 1558531

i ENIEES

-4 Multiaxi

Eucova 2.16: Tedio epoavions v xpovev TV KOTEPYACIMV.

‘Exovtag pvBuicel tig mopamdve mopapétpovg pmopel vo Eekivnoet 1 dmpovpyio
Katepyaoiag. Xy mepintwon pog Ba mpaypatorombel S-a&ovikn katepyasio Adym
NG TOAVTAOKOTNTOG TNG TTEPOTNG Kol B amoteleiton amd 3 6TAdN KATEPYACIDV:

Q¢ TpdTO 6TAO10 £XEL OPIOTEL 1] EKYOVOPIOT) TOV TTEPLYIMV KOL TNG EMPAVELNG
hub, dgvtepo o1dd10 T0 PViptopa Tov KABE TTEPVYIOL KO TPITO TO EVIPIGUO TOV
empavel®v hub. Zekvavtag amd 10 61010 TG EKYOVIPLONG TNG TTEPMTNC, EMAEYOVE
1o ewoviolo New Multiaxis Mill Operations amd v ypouun epyoreiov Tov
TPOYPALLATOS, OTTOL B emALEovpe TIC KOTAAANAES empaveleg Kot Ba puBuicovpe o
medial Yo Vo OMLLLOVPYT|GOVE TNV KATEPYOGIOL.
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Operation Parameters

Statistics | Rol

@4&1]@\@&- B8 E@- v Bsanconmnss Q- -
=

g
@ () volvo_impel

CAMWarks Solids

] Finish
Too | F/S | Pattem | Eniry/Retmct | Links |

ughing Rest
Gouge Checking | Advanced | Posting

Tapered Tool | il Holder | Tool Cib | Station

Tool usage : 24

Teoltype  [Ball Nose ~

End diameter (D): 4mm

End radis (R): [omm
M Diameter:  7.56mm
Shank dia (D2 gmm
Taperande (A): 3deg < |
Fite length (L2 3am

Shoulder length (L4): 38mm

Overalllength (L1): g

No.of fites - 3.
Tool material : HSS

Outout throush : [T

Hand of cut
@ Right

g

TechDBID: 38
Combination ID

Comment : 6MM TAPERED BALL ENDMILL 1 DEG TAPER

W v SR

Under Defined_ Editing Assembly

MMGS  +

Eucova 2.17: Tedio kKatoydpnong Tmv opoKTNPLOTIKAOV TOV KOTTIKOV.

Onwg mopatnpeitor and v topamdve swova 2.17, ot emedveleg mov emA&ydnkay yio
™V dadtkacio g eKyOvopilong (Tpdoivn aneikovion) petald 600 mrepuyiov givat ot
EMPAVELES OVaPPOPNONG KO TEGTG TV TTEPLYIMV Ko Taw round mov oynuatifovy pe
mv emedavewo, hub. Xto nedio operation parametres Eexwvavtog amd to medio tool Oa
PLOLGTOVV 01 TAPAETPOL TOV £XOVV GYECT] LE TO KOTTIKO. ZVYKEKPUEVO GTO TPMTO
nedio Ba puOUIGTOLY Ol SCTAGELS, TO €100G KOl 1] POPE TEPIGTPOPNS TOV KOTTIKOV
omov éyet emheyBel amod to medio tool crib yio t dapopewon g ekyovopione. Xto
nedio Mill Holder 6a pvBuiotel 10 €idog kdVOL GLYKPATNONG TOV KOTTIKOD KOl Ol
d1a6TACELS TOV, VO 670 Ttedio Station Ba puOuiotel g mota Oom Exel TomoHeOel 670
HOAO £pYOAEI®V TOV POV LOTOC.

| © conwor @_ﬂ{]@‘ﬁvgv Bl B~ v Bewmomn: Q-] & x
L AesContdl | Fmsh | Rogng | Res ] %
/5 | Patten | Einy/Retect | Liks | GougeChecking | Advanced | FPosting _
i)
Desinediby - [Operaton - Lbray Reset Technology »|
Database
Link to tool
Spinde b -
IGPE D R0 a0 -

b @ ) volvo_impel

i
@ Insta
P Stock Mana
£ Setupl [Gro
4 Muttiaxi

i

SMM: 4398 ‘Spindle direction : @ CW/

Spindie: speed : 3500.00pm cow
[ Losk spindie spesd
Feedates
Feed pertocth : 0 0fmm

X feedrate : 120,00mm.min

Leadin feedrate 5 00mm/min

e 5.00mm/min

o
High spe

Condtions

Stock material : 606176 Machine dty : Medium duty

Under Defined _Editing Assembly

Ewova 2.18: [edio pubpicemv Tov 6TpoQmV TEPIGTPOPNG KL TOV TPODCEMV.

MMGS -

19!

¥10 nedio F/S puOuilovtar ot 6TpoQEic TEPIGTPOPNC TOV KOTTIKOD Kot 1) TPOMON KATd,
v katepyacio (Ewova 2.18). Tvykekpéva oto defined by emiéyovpe to default eav
0éhovpe va pvOuiotovv ovTOpaTH TO TOPOKATO TEdiO Taipvovtog TIEG amd T
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Biprobnkn tov Komtiko® N To Operation edv Oélovue vo pvBuicovpe epeic TIg
TAYOTNTES, TIG TPOMGELS KATA TNV KOTEPYAGIN KAl TIC TPODGELS YPIYOPNG LETAKIVIOTG.

‘ G CANWork] Operstion Parameters @;@]@‘ﬁ -8-5 - [F]8 B @ - i B seorcrcommancs 3 - X
P88 B By || [ Stawsics [ s Contral [ Fnsh [ Roughing [ Rext | s
|| Too [ F/s | Patem | Eniy/Retroct | Links | GougeChecking | Advanced | Posting
=
Database
Pattem
Patiem : (Fowine Between Surface ~ - -
PLLAE O v & T OO - x|
Cut angle [<7): [Gdeg Paralll '
Cutangle @) [30deg Constart
=
[¥] Generate tool path only at front side
Uppertangent angle : S0deg
Lowertangent angle : Sdeg
Direction
Ften
orir Sufese frsh
Max,stepover: 1.5mm
Max scalop ; 0-15mm |2
Sttt hint
[ Use start it
Y X:[omm 2
o s [0
Limts 2t
Method : [Start and End At Exact Suface £ ~
Flotate nest cut by - [Odeg
Nurmber of cuts [1 -
Margins
Satmargn: Omm
Endmargn: omm 2
Edgemargn: 0.02mm <
7] Addintemal tool racus
Under Defined  Editing Assembly. MMGS - €]

Ewcova 2.19: Tedio emhoyng €idovg Kotepyasiag.

Y10 medio pattern apywd emiéyovpe to €idog pnyoviuatog (Ewdva 2.19). T
ouvéyelo oty emioyn pattern emiéyovpe 10 €ld0g TG Kotepyaciog Omov elvar
Flowline between surfaces. 'Engtto mpénet vo opicovpe To Endvem Ko To KAT® 0pto ™G
Katepyooiog oty mtepot. EmAéyovtag to medio Upper (Ewova 2.20) pog avoiyetot
évo, GAAo pevov omov Oa dnpovpyncovpe éva feature yio 1o emdve péPog TNg
Katepyooiog emhéyovtag Tic emipdaveleg shroud tov dbo mrepuvyiov. Emiéyovtog to
nedio Lower (Ewova 2.21) avoiyetar Eava éva véo pevod 6mov Ba opicovpe 10 KATm
onueio mov Ba POAcel N katepyacio exydvoplong emléyovtog Tig round meployéc
netaé&h TV TTepLYinV Kot ¢ enpdveiag hub.

| © crvworks | e ear view msen oo camwons cwaozuumes winaow Hew o | () -Gl - G- -[51-]0 B @ - v B seen commanes o - | x
88 82 B @ ‘
Temslooy
S R S e e | capocks 2017 | YTy v e S =
@| E‘ I \Bj Upper Edge Sufaces b BGOSR &
<. Tosoes o
[T W Part Setupt = ]
16D M Suta | ()
& ‘
| 2
B

L
P Stock Ma ) Show Avoid Features only

Multi [ sooctwr | [ Coarmr ] [croate Foatumss .|

548 Mol = |

Ewcova 2.20: Emthoyn avdtepov opiov Katepyoosiog.
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[ Show Avoid Features only

[ seectm J[  cearm | [cese Fesues..| ‘
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CAMWorks Solids Under Defined  Editing Assembly MMGS = @

Eucova 2.21: Enthoyn katdtepov opiov Katepyooiog.

1 ovvéyela emAéyovpe To generate tool path only at front side ywo va opicovpe 610
TEV® KO GTO KATM OPLO OVOTATL KOTEPYOGIOG e spamtopsviky yovio 90°. o nedio
limits og pébodog emréyetan start and end at exact surface , eved oto medio surface finish
Ba glodyovple TV TN TOL StEPOVEr Yo TNV Katepyasio Kot Bo vroAoylotel 1o péyloto
Vyo¢ omov Ba Eyovv ta dradoyikd mepdopata ™G ekyovopiong. Ta medio direction
start hint ka1 margins agnvovrat idia.

| G 0 Word Operaton Perametes @M]@ &@-2- 5 @ - b [Eomncommmss Q- o @ x
i BE B Eh B || o | otol | Fnsh [ Rougng | Rest I %
Too | F/S | Pattem | Entry/Retact | Links | GougeChecking | Advanced | Posting

bepd 0 v 0@ o B0 -2 x)

i

[]Retunto home postion

Type :[Plane In Z =
R 2:[5mm =
w : o
[T Fip arc
Tool i arentation : [Foed -
Parameters
© Length/width
Distances
Length 5mm
Rapidlength : 20mm
Feedlength © 3mm Widn e
. = .
& Stock Mana Simincrement - Smm — © e
2% Setupl [Grog Repid angle step : [5deg < Arc angle : 90deg
HM
ﬁ o tion until distance Tool diameter % : 50
& M
g M Height : Omm
M
B M
La® wi
1 Model
CAMWorks Solids L Under Defined _ Editing Assembly MMGS  + [

Ewodva 2.22: TIedio pyBpong tpomov e16ay®yng ToL KOTTIKOV.

Y7o nedio Entry/Retract (Ewova 2.22) 1 uovn emdoyn mov 0o opiotel eivan to Lead in.
Yvykekpévo 0o 0p1otel 0 TPOTOG EIGAYMYNE TOL KOTTIKOV GTO TEUAYO0 KOTE TNV KOTN
¢ TOmog gpamtopevikov to&ov (Tangent Arc). Axdun Ba emideyel ®g TapAUETPOG TO
Arc yia vo. optotei 1) Yovia mov Oa akolovdel To T6E0 Tov avépystar o 90° kot To
TOGOGTO YPONG TOL KOTTIKOV 610 kdbe kdyyo. Ta vréAowra nedio mapéuevay o1
He TS pLOUIGEIS TOV TPOYPALLLOTOG.
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B B B || [ Saes | AweComo | Foen [
ks |

‘ [&) Workd operation Parameters E‘;ﬂ]@ ‘E ~&- ' &}~ i | B Search Commands Q- & x
] =

ighi [ Rest |

Roughing
Gouge Checking | _Advanced | Posting -
e

Too | F/S | Pattem | Eniry/Retect | Lin
B
Optons Technalogy 5|
E (7] Check gouges between postions Holder clearance | Zmm Database
Shank clearance : 0.5mm
Assemily [ Layout | bica® @ - +- 0@ - 00 -& x

Group 1| Group 2 | Group 3 [ Group 4

Gouge checking

Agply gouge checking to
[0 Holder
[CShark
Non-cutting porton
Flute
Gouge check options
Strategy [Tk Tool =
Foyass
Preferences
® Equal titing and rotery
© Prefertiting
(©) Prefer ratary
Limits
Min Max
OThing [0 | = [fodeg
[FlRotary  [T0deg | =] [70deg

] Under Defined _Editing Assembly MMGS [

Eucova 2.23: Tedio pOOuiong TopapéTpOV Yio TNV OTOQLYT GVYKPOVGEDV.

CAMWarks Solids

Y10 nedio Gouge Checking 6o op1oToHV 01 TOPAUETPOL Y10, TNV ATOPVYT GLYKPOVCEMV
KOTTIKoU pe mAatd tpanello, Pdon ntepmtng kot Tpd ¢ VANG (Ewcova 2.23). Apyukd.
gmAéyovpe oto medio options to check gouges between positions kot to Check tip
radius. Me avtd tov Tpomo pog avoiyetot edio oto onoio Ha emhéEov e Ta. onpeio 6To
GUGTNLO KOTTIKO-KMVOG GLYKPATNONG oL o€ Ba Aappdvouv pépog oty Katepyacio.
>to medio Gouge checking emléym to Non-cutting position kat to flute 6mov opileton
010 TPHypappa OTL 1 EAEVOEPT EMPAVELN TOV KOTTIKOV OAAY KOL 1) EMPAVELN LE TIG
EMKDOGELG VO U1 AapPAvel HEPOG GTNV KOTN. XT1 GUVEXELD TPETEL VO, OPLoTOLV To, avoid
features, onAadn ot empaveleg 6mov Oa deytovv katepyacio @wipicpatog (Ewova
2.24).

| GoriWorks | e st view e oot cuiens cuanrusnies winsow e # | D @ 8- I8 HE® - Moo Q- o ox
i .

CELEE ]
g’;s
Technology
Databas
ssembly | Layout L_sketch | ualuate | Camworiee 2017 Workflon | caporks 2017 | P = A0 - %

@ Avoid Featwres
7- Avoid Group 1

P Stock May [7] Show Aveid Features only.
£ Setupl G
g Mot || [ seeem ][ cearm | [create Featues |

-4 Mutti
- Mutti

g Mot tieo
M i - all En
L. e

AT 171 Model | Motion Studyl |

CAMWarks Solids

Under Defined _Editing Assembly MMGS - [©]

Ewodva 2.24: Enthoyn emipavelog omopuyng Katd Ty Katepyasio.

‘Enerta oo medio Gouge check options emhéyOnke wg otpatnywn 1o tilt tool dote va
onuovpynbet 1o mpdcbeto medio Omov yivovionr pvORIcES GOUEMOVO LE TOVG
TPOGHETOVG AEOVEG TOL UNYOVILLOTOG .
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| G 0 Word Operaton Perametes @gg]@\ﬁ~gv B8 88 - Esncomns Q| - @ x
m ] 2

8 8 || Tod [ s | Fatem | Eun/Rewmx | ks | GougsCheckng | Advanced | Posing |
Stafitics. ‘s Control | Finish | Roughing Rest

[
Number of axis —_—

Rotate about : | Z Ais.
ol
— Max. angularstep : 3deg
e[E[F ]

a0 2- 1 I S

Cating dinection tt options

Tool s wil be : [Tiked Relative To Cutting Drecton_+

[F] Alow fipping side direction

Lead/lagangle : 0deg

Sidetik angle : Sldeg

‘Side it strategy {Ortho To Cut Dir At Each Fostion v

T Lines
T Cunve
Define tit port
T X: [Omm
Gradual lead angle * Ddeg -
¥: [onm
Grachsalside i angle : Ideg 2. [
Define s ine:
Options o st X: [0
[ Limt tool angle ¥ [Omm
Z: [omm
Coeon Wee o
Y [onm
Z: [onm

[C)Common direction

Type : Al Contours

E Under Nefined  Feitinn Acsemhhs MMGS - 3

Ewova 2.25: Tedio puOpiceav mapapétpmv yio toug tpochetovs dEovec.

Y7o medio Axis control népo twv Pacikdv pubuicewv Tov mediov number of axis, oto
nedio cutting direction tilt options o1 pvOuiceic Tpaypatomomdnkoy pHeTd amd apKeETO
ap1Oud mpocopoidoewy g katepyooiog (Ewova 2.25).

| G 0 Word Operaton perametes e -2 B8 Ea -« Eswoms Q- & x
i BE 8/ H) % || "ma [ Fs [ Patem | EunsRetmel | Lnks | GougeCheoking | Advanced | _Postng | =
Sistisics Firigh Roughing Rest -
i)
‘Surfacs finish TE(mgy B
Mach deviation : ‘TIiEara] = C=Em
Assembly | Layout | Alowance o Z i m® O v @ - 00 - x
@[E[RB] Charingtal.: 0.25mm Z
- [] Siow and safe path creation
» [ History [ Adaptive cuts.
[ ne
Opton
su
L Addtional
[ [@)Edendain

[C]CNC compensation

- aR wei
WD ™
CAMWorks Solids

Under Defined  Editing Assembly MMGS ]

Ewodva 2.27: TIedio pOBuiong tov mdyxovs evipicpotoc.

Yo medio finish opiletar o mhyog TOL APVETOL GTNV TTEPMTH KOTA TNV KOTEPYACIQ
™G eKYOVOPLONG . ZTNV MEPIMTMOOT pag apnveTol hyog 0.15 mm pe andrxiion g tédéng
tov 0.03 mm 1o onoio Ba agaipedel oty Katepyasio ewipicpoatog (Ewova 2.27).
Axoun oto nedio options emdéyetar to Extend/trim 6mov pog mopoméunel og va
ekoviolo omov pvOuilovpe v emBountn ArOGTACT AT TO TEUAYIO GE YIAOGTA GTNV

apyn Kot 6to T€A0G NG SLdPOUNG oL akOAOVOEL TO KOTTTIKO KATA TNV KOTEPYAGIaL
(Ewcova 2.28).
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- ==

Extend / Trim
Start
1 1 0rarm :
End e
* 1 0mm =

E xtend/Trim gaps

ook ]|

Cancel

Ewcova 2.28: Pubpuiceis tov amootdoemv €£0000 TO KOTTIKOD 0o TNV TTEPMTY.

Y10 medio roughing oleg ot pubpicelg TopapEVOLY B1EG E OVTEG TOV TPOYPALLLOTOG
(Ewova 2.29). To udévo mov emdéyovpe givor o area roughing, 6mov pog avoiyet Eva
npocBeto medio 6to onoio opilovpe o PAOog Komg TG Katepyaciag kot v Vmapén
Y OPICTIKAOV TTEPVYIMV EAV VITAPYOLV.

| & camvarormmmrrmmes @;ﬂ]@ @2 FeE® « Bwooms Q- _ & x
LEELL] IFrmrramr e e Checking | _Advanced | _Posting | %
Statistics: | AdsContol Firish | Roughing Rest -
B
[ Mutipassee Technalogy »|
Depth processing : [ By Fegon Databas
Foughing Frishing ; : :
Number: 1 Nunber [0 S aeE Dy O go-=

Spacing : [t tm
Gradual machiving angle XY change: |Odeg
[ Al cut depths

Depth prosessing : |Ey Region

Aoply depthto
Roughing

Number: |1

Spacing - [omm

Tangert ramping

[CIPlnge

Step length : [5nm =] Punge height : [omm

Siide length - [Omm

[T Connect by shortest distance

[ [ Area roughing

MMGS -

| Under Defined _ Editing Assembly

Ewcova 2.29: Tedio npdcbetwv pubuicemv g Kotepyaciog ekyovopionc.

Téhog, oto medio statistics paivetar 0 ypOVOG KATEPYAGIOG KOl Ol EAUYIOTEG-UEYIOTEG
LETAKIVIOELS 6TOVG AEOVEG GTT) O1001KaGio EKYOVIPLONG Y10 TO CUYKEKPIUEVO TTEPVYIO,
evo ota media links, advanced, posting ko rest de mpaypatonodnke kdmolo exmAéov
pOOoN TTEPQ TOV TPOKADBOPIGUEV®V TOV TPOYPEULATOC.
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Endpevo otddo givarl to ewipiopa tov mtepuyiov g ntepoc. Emiéyovue
Eava 1o gwkovidio New Multiaxis Mill Operations amd v ypouur epycieimv tov
TPOYPAUUATOS, OTOVL Bl emAEEovpe TIC KATAANAEG empaveleg Kot Oa puBuicovue o
medial Yo Vo 01OV PYGOVUE TNV KATEPYOGIaL.

Operation Parameters hESleok | 0-p-E-8-9 [0 S -« Eoaoms Q- _ @ x
Statisios | s Control [ Fnism | Roughing [ Rest ] E
| [ Tool F/S | Patem | Eniy/Retmct | links | GougeChecking | Advanced | Posting
Method Technology
] Database
Pattem b
1 PEAPB - D-v- &2

0deg Parallel

0deg

q

] Generate tool path oniy at front side
Uppertangent angle : Odeg
Lowertangent angle : Odeg
Direction
=
b Climb.
E Blend spiral along distance Omm

[ Reverse siepover Close frst cut
Maintain cutting diection (Close last cut

Limits
Method : [Avoid Cuts At Exact Edges -

3

L Under Defined_Editing Assembly MMGS - [

Ewova 2.30: [Tedio emhoyng eidovg Kotepyasiog.

Onwg mapatnpeitor and v topandve siova 2.30, ot empdveleg Tov AL OnKay yio
10 PvipIopa TV TTepLYimV anetkovilovtat pe TPAcIvo YpdLLo OTOL Eival Ol ETPAVELES
mieong, avoppdéenong ko shroud, n akurn eKELYAG Kol T0 PETOTO TPOGPOANG TOV
ntepuyiov. Xt cvvéyela avoiyeton o gikovidlo Operation Parametres omov 0o mpémet
yivouv ot amapaitnteg pvbuicelg e 6Aa o media. Xta media Tool, F/S, Entry Retract
ko Axis Control yivovtor ot idieg pvBuicelg mov éywvav kot otn Sledikacio
ekyovopionc. Xta medio links, Advanced, Posting kotw Rest d¢ yivovtor emumhéov
pviuicelc mépa TV TPoKabopIcUEVOV TOV TPOYPAUULATOS. 2T0 Ttedio pattern emAdyston
10 1010 €idog katepyaciag (flowline between surfaces) pe poévn drapopd to emdved Kot
10 KAt Oplo ¢ katepyacioc. EmAéyovtag to medio Upper pog avolyetat £va dAlo
uevod o6mov Oa dnuovpynoovue éva feature ywoo to dveo pEPOC TG Katepyasiog
emAéyovtag v emipdaveia shroud tov nrepuyiov (Ewdva 2.31). Emhéyovtog to medio
Lower avoiyetat Eavd véo pevobd omov Ba opicovpe To Katw onueio 6mov Oa PpOdacel n
Kotepyacio eipiopatog emthéyovrag t hub empdveia OAng g TTEp®TAG YOPIC OUMG
T1g round meployég mov Ppiokoviar oe avty (Ewdva 2.32). Ty katepyacio Tov
ewipiopotog dev emAéyetan To medio Generate tool path only at front side.

>to medio surface finish to max. stepover pvOuilel To Baboc kot Oy TV TAELPIKA
petaxivnon og kébe dradpoun mov akoAovBel To komtikd. Téhog, opiletor wg pnéBodog
n Avoid Cuts At Exact Edges, evd ot vmoéloumec pvbuicelg tov mediov pattern
ToPaEVOLV 101EC.
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| G onos | rie et view men oo cuvions cwanrviies window weo 4 | D@ 8- [B8 B® - o Bsacmns Q- _ = x

;3“5&—:3\

Technology »|
E Database
Aosebly wﬂmmww%mu PEAPD B v O - 00 -3 x
Q[E[R] B & =
7. Features
’ History =TI Mil Part Setupl
B Sensors (VY4B Muti Suface Feature2 [Avoid]

Muli Suface Feature3 [Avoic]

* [ Annottions % Muki Suface Feature? [Avoid]

1) Front Plane {14 Muli Suface Feature [Avoid]

(1] Top Plane {18 Mot Suface Feature1 [Avoid]

1 R {1 Mot Suface Feature13 [Avoid]

[} Right Plane TP Ml Suface Feature 15 [Avoid]

L, o {E1 Muli Suface Feature17 [Avoid]

» [ (0 vooimi| 1 Mot Suface Feature19 [Avoid]
<l

G E[R

B caMWorks NC
e Configuration)
-, Machine[Mill
- Part Mana)

7] Show Avoid Features only

[ seectar |[ Gearml | [ceste Featres .|

[
CAMWorks Solids Under Defined _ Editing Assembly MMGS - @

Ewova 2.31: Emthoyn avdtepov opiov Katepyociog.

| Gonots | e et view men Toos cumions cvanruies wnsw veo 2 | D@ 8- [0 B - Boamomns Q- oo x
IEECE]

Assembly | Layout |_Sketch | Evaluate | CAMWorks 2017-WorkFlow | CAMWorks 2017 Y B O 90 - = x
I — i PEAPB © v OB O Gl
s[E[R . —
T Features |
> [ History 1T Ml Part Setup1
3 sensors {C14D Muli Suface Feature2 [Avoid]
o {718 Muiti Suface Feature3 [Avoid]
o {18 Multi Surface Feature7 [Avoid]
1] Front Plane {C1AD Muli Suface Featured [Avoid]
[] Top Pi {142 Muli Surface Feature11 [Avoid]
4 (14D Mult Suface Feature13 [Avok
L1 ight Plane {18 Mot Surfacs Featurs15 [Ave
1, origin {C1AD Muli Suface Feature 17 [Avoid]
» [@ @ vovo.imi 8D i Suface Feature19 [Avoid]
@ B
B CAMWorks NC
- Configuration
-, Machine[Mil

7] Show Avoid Features only

[ sectar |[ Gearm | [ceate Featues .|

Lo J[ram J[ e )
A

CAMWorks Solids Under Defined  Editina Assembly. MMGS @

Ewova 2.32: Enthoyn katdtepov opiov katepyoasioc.

Yo medio Gouge Checking yivovrtat ot id1eg puOpiceig 6mov £yvav ot Kotepyasio g
EKYOVOPIONG LOVO TOL aTH T Popa g ypetdletan va opicovpe avoid feature oto nedio
check against. Akoun oto medio Gouge check options oto angle definition emiéyetan
n evtoAn use side tilt angle 6mov pvOuilovrar avtdpato Ta EAGYIGTO-PEYIOTA OPLOL TOV
notpmv. Xto medio finish eicdyovue v Tyun 0 oto chaining tol 5161t dev embupodpe
VO 0QNOEL EMMTAEOV VAIKO €MAVMD OTO TTEPVYIO YO TEPULTEP® KOTEPYUSIO KO
emléyovpe tn poBuion Adaptive cuts. Eniong dev emdéym v evtodn Extend/trim amod
t0. options. Télog, To medio Roughing agfvetar pe tic Tpokabopiopéves pubpicelg Tov
TPoyphupoTog Ko dev emAéyetar 1 pubuion Area roughing.
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Televtaio katepyacio givar o @wviptopa g hub emedvelog g ntep®TNG.
Emléyovpe to eicovidro New Multiaxis Mill Operations am6 ) ypapun epyaieiov tov
TPOYPAUUATOS, OTTOL Bl emAEEov e TIC KOTAAANAES empaveleg Kot Ba puBuicovue o
medial Yo Vo 01OV PYGOVUE TNV KATEPYOGIaL.

‘ [&) Workd operation Parameters | ESREEN ) Y ‘E ~&- ' (] R T — Q- & x
i BE B ED B || somis | AesComwo [ Aom | Ruowg | J
Too | F/S | Pattem | Eriry/Retmct | Links | GougeChecking | Advanced | Posting _
B
atabase
Pattem
-——— e ———

Cutangle (Y] : [0deg Faralel

Cut angle 2] [-90deg Constant Z

Suface firish
Max. stepover: 0.35mm | =

Max seallop : 001mm =

Start hint
7] Use start hint

LY X:[omm

Method : [Avoid Cuts At Exact Edges -

Number of cuts [T

] Under Defined_ Editing Assembly MMGS ®

Ewova 2.33: Tedio emhoyng €idovg Kotepyasiog.

Onwg mopatnpeitor and v topamdve eikova 2.33, 1 EMEAVELL TOV ETAEYONKE Y10, TO
ewiptopa givat 1 empdaveto hub, 6mov anekovileTon pe TPAGIVO YPOU. XTN GUVEXELL
avoiyetal to ekovidlo Operation Parametres 6mov Oa mpémet vo, yivouy ot aapaitnteg
pvBuiceic oe Oha ta media. Xta medion Tool, F/S, Roughing ka1 Axis Control yivovtat
ot 1d1eg puBpicelg mov £yvav Kot 6TV KATEPYUGio IVIPICUATOS TV TTEPLYIWV.

Y10 medio pattern ¢ &idog kotepyaciog emiéyetan m Flowline between Curves.
Emiéyovtag to medio Upper pog avoiyeton éva GAA0 pevod émov o dnpovpynoovue
éva feature yio 1o dve PHEPOG TG KATEPYUGTIOG EMAEYOVTOG T YPOLLUT TTOV GLUVOPELEL
ue v emodvela wicong (Ewova 2.34). Emidéyovtog 1o medio Lower avoiyetar Eava
vEo pevoL O6mov Ba opicovpie To kdTm onueio dmov Ba PBAceL 1 KaTepyacia emALyovTag
TN YPOUUT TOV GLVOPELEL PE TNV empavela. avappdenong ( Ewova 2.35).
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[Shapee |

n
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Ewova 2.34: Emloyn akpng og avatepo onpEio TG KOTEPYOTIas.

}Q wm\ Fie et view [ imsen | Toass | camwors cwor7utites window Hep 4 | [ (- (-Gt L~ @ . [ SR Conmna (V5 _® x

imERS|

]
Technology »
Database
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Curve Wizard
v X
| Selection Mode ”
[
I [singeEdge -
| selected Contours a
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0% Eie
[ Allowed Sketches. A
SketchS@CwWPart
Sketchd@CWPait @
Sketch3@CWPart
Sketch2@CwPart
[ Shape 2

[
TIIEIRI Model [ Motion Studyl |
CAMWorks Solids

Under Defined __ Editing Assembly S (2]

Eucova 2.35: Emloyn akpung og Katdtepo onuelo tng katepyosiog.

Axoun og pébodog ota limits eméyeton n Avoid Cuts At Exact Edges, evd oto medio
surface finish swdystar n TN ™G TAEVPIKNG peTOKIVIIGNG TOL KOTTTIKOV (Max
stepover). Xe avtd t0 onueio Ba Ttovicovpe 0Tt g yperdletar va opicovpe 0 Pdbog
KOTN G 01071 B 0p1oTel avTOHATA 0G0 £XEL LEIVEL O TV KATEPYUGIO TNG EKYOVIPLONG.
Orvmoroumeg pvOpicelg Tov mediov moPapEVOLY 1O1€C.
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‘ [&) Workg operation Parameters @M]@ ‘E = ' 0 B @& - i [ scarch commands Q- -8 X
i e o E
PEE B R [ smwes | AeCmol | fun [ Rougwng [ Rew ] =
Too | F/S | Pattem | Entry/Retmct | Links | GougeChecking | Advanced | Posting -
B
Leadin move. Technology »|
) & @ e = % - & X
(] Stat rom home posiion SaeP® - & o ao
Leadout mave Home postion
7] Retum o home posiion Z: [omm
Clearance
N —
2: 50 z
= 2 o
i
v @ @ volvo_impel R Efip e
~ ool s creriation : [Fixed =
e
4 Perameters
© Length/wicth
Distances Lengtn: [07mm
Rapidlength : 20mm
Feedlengh: 3nm Widh: [0.75nm
Samincrement : Smm © A
Rapid angle step * [5deg Ao angie: S0deg

Y7o medio Entry/Retract 0dec ot puOuiceig Topapévouy 181eg e Tig TPoNyoHUeEVEG dVO
Katepyaoieg povo mov Topa Bo aAldEel o TOHTOG €16660V TOL KOMTIKOD KATH TNV

[ Keep inita ori
Dis

[] Smoctting

Tool diameter % : 50

Height : Omm

UnderDefined  Editing Assembly MMGS - (]

Ewcova 2.36: [edio phbpiong Tomov e160y@yNiG TOL KOTTIKOD.

Kotepyaocio amd Tangent Arc mov fitav mpv og Vertical Tangent Arc (Ewova 2.36).

Yta wedia links, Advanced, Posting kot Rest ¢ yivovtar emmAéov pvOuiceig népo Twv
npokafopiopévev tov mpoypaupatos. Emiong oto nedio Gouge Checking éywvav ot
idteg pvBuioelg pe v mpomyoduevn Koatepyacio @Wipicpatog pHOvVo Tov TOPO
opiotnkav w¢ avoid feature ot empdaveieg micong ko avappoenong Kabmg kat to. round

tovg (Ewova 2.37).

| @ oovWorks | e et view e | oo cwions cwanrrusies winsow teo ¢ | P @G- - [Bl0 H® - n Esmomns Q- _ @ x
EELEE]
Technotogy »
e

£ Setupl [Gi
-4 Mutti
-4 Mutti
-4 Mutti
@ & Multi
-4 Mutti
-4 Mutti
-4 Mutti
@ & Multi
- 4h Multi

‘Show Avoid Features only

[ sekecta |[ cexa

| [croate Features .|

Help

-4 Mutti

ﬁM
[

Interectively creal

Under Defined _ Editing Assembly MMGS ©

Téhog, oto medio finish yivovtor ot idieg pvBuicelc mov £yvav oTnV TPONYOLUEVT
KoTepyacio. uovo mov vt T @opd oto medio Options emidéyovpe TV EVIOAN
extend/trim 0nmg otV Katepyasio e ekyOvopLoNc. TuyKeKpuéva Do pLog Topomépyet
070 €1KOVidlo 6mov puBuilovpe TV EMBLUNTA ATOGTAGT TOL KOTTIKOV OO TO TEUMYLO
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oV opyf Kot 6To TEAOG TNG SdpOoUNnG Katd TNV Katepyoasio, ovTi T QOpd og
1060670 NG dapéTpov tov kortikoy (Ewova 2.38).

| © 01 Wored Operaton Pararmeters ST w e -2 -9 [ E® -+ Boaoms Q] -3 x
: =

P eo o By
{55 B9 EA SR |\ [Too [ RS | Pamem | Ewy/Reveet | Lnks | GougeChesking | Advanced | Postng |
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Suface finish

Extend / Trim

Mach devistion: 0.g3mm

= nolo
. Database

Mlowance O = Start

Chainingtal.: 025 = £ 2
: : e N
o 2

Extend/Tiim gaps

() @ Edendtrim
[CICNC compensation

Under Defined _ Editing Assembly. MMGS -

Ewcova 2.38: [edio phOpiong tov méyovs evipicpotog.

2.4 IIpoocopoimon KATEPYUOLAOV

"Exovtag onpiovpynoet Tig amoutoOUEVES KATEPYAGIES YO TNV TTEPMTY, MoG dtveTon N
duVaATOTNTO TPOGOUOIMONG TV KATEPYASIOV HEGH TOL Tpoypdupatos. Kdavovrog
TPOGOUOIMOT TOV KATEPYACIOV PEATIOCTOTOOVUE TO YPOVO TNG KOTEPYOSING KO
amoeevyoLe TOAVEG GLYKPOVUGCELS TOL KOMTIKOV oTnv  gpyorsounyovy. To
OLYKEKPIUEVO TTPOYpappLa O100€TEL 4 €101 TPOGOUOUDCEWV:

1. TIpocopoimon dwadpounc tov epyareiov (Toolpath simulation).

Ymv mpocopoiwon Sedpouns tov epyoreiov omewkovileTor 0 KMOVOG
OLYKPATNONG TOL KOTMTIKOV HE TO KOMTIKO Ko M PAon ocvykpdnong g
TTEPMTNG UE TNV TPOTN VAN. Tlpocopoidveton n apaipeon vikold og KO
drdpopn g KoTepyasiog, ot mOavES GLYKPOVGELS Kot 1 TEAIKT LOPPY| TOV
Teparyiov petd to mépag ¢ katepyaciog (Ewdva 2.39).
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| G oriWorks | ezt vew e toss cwens cwrorrunines winsen vy A | % @G- [0 B @ Bracmes Q- @ x
T
Technotogy >

Database

Assembly | Layout | Sketch | Evaluate | CAMWorks 2017 WorkFlow | CAMWorks 2017

>
Toolpath Simulation - -

i PIPEs [ BN
ZICd DT

® Instances
P Stock Manager[6061-T6]
& setupl [Groupl]
4 Muttiaxis MlL[T13 - 4:3° Ball End Tapered]
& Multiaxis MIllZ[T13 - £3° Ball End Tapered]
& Multisxis MIIBTL3 - £3° Ball End Tapered]
4 Muttiaxis Mill4[TL3 - £:3° Ball End Tapered]
4 Muttiaxis MIIS[TL3 - 43° Ball End Tapered]
& Multiaxis MIIGITL3 - £3° Ball End Tapered]
& Multisxis MiIBTL3 - 3" Ball End Tapered]
4 Multizsis MIIILO[T13 - 4:3" Ball End Tapered]
4 Muttiaxis MIILA[T13 - $:3° Ball End Tapered]
4 Multiaxis MIlILS[T13 - 3" Ball End Tapered]
4 Multiaxis MIlILG[T13 - 43" Ball End Tapered]
4 Multizxis MIlILTT13 - 3" Ball End Tapered]
4 Muttiaxis MIILS[T13 - $:3° Ball End Tapered] |
4 Multizxis MILO(TL3 - 43" Ball End Tapered]
4 Multiaxis MillZ0[T13 - 43" Ball End Tapered]
4 Multizxis MiIIZL[T13 - 3" Ball End Tapered]
4 Muttiaxis MiI2[T13 - $:3° Ball End Tapered]
4 Multizxis MiIlZ3(T13 - £3° Ball End Tapered]

4B ot LRI D 132 Dot ot Tt
[EIET0] Model | Motion Study1 |

CAMWarks Solids Under Defined _ Editing Assembly.

MMGS [

Ewova 2.39: Tlpocopoinon d108poprg tov epyareiov.

toolpath).

[Tpocopoimon PAua mpog Prua g dadpounc tov gpyaieiov (Step through

Ymv mpooopoiwon Prpo mpog Pruo g dadpoung Tov gpyaieiov
amekovileTal 0 KOVOG GLYKPATNONG TOL KOTTIKOV UE TO KOTTIKO Kot 1 fdon
GLYKPATNONG LLE TV TTEPMTI). LT CLYKEKPLUEVT] TPOCOUOIMGT POivVOVTOL OAES
ol Jdpopég ™G katepyosiog mov Oa akolovbhceEl TO KOMTIKO Kot Ogv

anewkoviCetar  agaipeon tov vAkov (Ewdva 2.40).

‘ (&) Works‘ File Edit View Inset Tools CAMWorks CW2017 Utilities Window Help x‘ - - = - - & - i | Bl search Comman: ds Q- - 8 X
-

EEE]

B
Technilog 5
Dt

Assembly | Layout | Sketch | Evaluate | CAMWorks 2017-WorkFlow | CAMWorls 2017

@ ﬂﬂﬂ b @ impeller_allagh 8

Step Through Toolpath

v

s )
<<l 4] (1] [t o] o] }

Speed

i

Positon

Control turet : |Automatic t
-

Al urret toolpaths

Information A

D=3 x|

TITITINModel [“Mition StudyT |

[camworks solids

Under Defined

Ewodva 2.40: TIpocopoimon Bipa tpog fpe g Sodpopnig Tov epyareiov.
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3. Ilpocopoiwon g kotepyasiog oto mePPAAAOV NG €PYOUAELOUNYOVIG
(Machine Simulation)

"Exovtag ddcel oty gtaipeion Tov TPOYPAULOTOS TOV TOTTO KOl TIS SLOGTAGELS
TOV UNYOVILLOITOS SNULOVPYOVV TO avTiGTOLY0 POSt Processor 6ov elGAYETOL TO
apyelo Tov 6to TPOHYPApE KOl £YOVUE TN OLVOTOTNTA TPOCOUOIONG TNG
Katepyoaoiog oto mepidrrov g epyoretounyovig (Ewodva 2.41). Axoun
TPOGOUOIDVEL TIG TOAVEG GLYKPOVCELS KATA TNV KATEPYOTin, KPATMOVTOS TN
oTLyUn oOYKPOLONG 6TOV J-KAJIKA TG KATEPYAGTAS.

€ APT.ept - CAMMWorks Virtual Machine [Premsium version] -~ . aw anas - (2|6
Pl Modly View Setings Samistion Fundtioos

SEELT % WLREE onpdr-»-J2% ,BHUXdima®F

Citmiil

OFF —_—

Ewova 2.41: IIpocopoinon katepyasiag 6to mepBAAlov TG EPYOAELOUNYOVIC.

4. Tlpocopoimon-Avédivon g  katepyosiog oto  mepdAiov g
gpyaretopnyavnc (Machine Simulation).

2V GLYKEKPUEVT] Tpocopoimon ameikoviovtal povo 1 ATPOKTOS KOl TO
Tpomell TG EpYOAEIOUNYOVIG. AKOUA EYEL TEPIGGATEPES TANPOPOPIES TYETIKA
HE TG KIVNOES TV aEOvmv TOV UNYOVIHOTOS, TIG OTPOPES TNG OTPAKTOL,
axpiPeic ypdvovs Katepyaciog Kot OAAAYNG KOTTIKOV KOODS Kot avaADGELS
v katepyacidv (Ewova 2.42).
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7 Machine Simulation 9 N . =@ =

Mackine:  Mil_Tuoiid v [L)  Xefbet Omm S Yolfset Omm S Zoffset Om =

[ qa poE R Q s v =
SIMULATION 'VERIFICATION VIEW .o

[5) ‘:NC:‘ :Ll: » » Bl Step Fud O ' : : Top Bottom =7 &=V {“,7‘ ..’7 7
Vtenal e wscnine fun Fat PINGCOD pestar Bt ometre B0 R Bt Tool Worcpiece Stoot Initiat Tooipatn
Removal™ Mode™ - Forward D Right 7 Left M M T Sterk Rendering ¥
Simulation Control Simulation Run Speed Views Visibility
) 1/5 687 Statistics vax
Move -
Block 1
Feed Rate: -
Move Type. Contour-line
RTCP mode: off
Machining Time: -
Spindle Speed
Tool Tip Position
X 4265127
Y 24480942
z 50.000004
Tool Center Position
X 40148157
Y 29.801401
z 59676258
Machine Angles
25615681
A 31373980
626 mm Operation v
Move List | Statistics | Machine
Progress v X
Progress v

Ewova 2.42: TIpocopoinon katepyasiog 6to meptBAAlov TG EPYOAELOUNYOVIC.

Ocov agopd v 1010t OVAALONG TOV KATEPYOSIOV Umopel  vo
TPAYUOTOTOWOEL €iTe KATA TN OPKEID TNG KOTEPYASing €ite 6TO TEAOC.
Evdewtikd pmopel va Kavel avalvomn GYeTikd Le T S0GTATIKY OTOKAGT TNG
KOTEPYOAGIOG OOV e KOKKIVO PO O OTTEKOVILOVTOL TEPLOYEG LLE TNV EMTPENTN
JoTOTIKY AMOKAIOT, UE TPAGIVO XPMUO TEPLOYES OOV EXOVUE UEYUADTEPY
ATOKALOT OO TNV EMITPENTY] KOL UE UTAE TEPLOYES OMOV dev Eyovv deytel
katepyaocio (Euwova 2.43). Axoun €xet m dvvordomto avdAvong Uikpo-
GLYKPOVGEMVY TOV KOTTIKOV UE TNV KATEPYALOUEVT] EMLPAVELX, OTTOV LE KOKKIVO
PO amewkoviCovior TePoyES Omov VINPEE GUYKPOLOT), HE YKPL XPDOUA
TEPLOYES OOV EYIVE KATEPYATTIO Kot OeV VANPENY GUYKPOVGCELG KOl UE UTAE
TEPLOYEG OToL dev Eyovv degytel katepyacio (Ewdva 2.44).

i1 Machine Simulation " ™ . = =

Machine: Ml Tutorial v []  Xoffsst Omm 2l Yoffset Omm 2 Zoffset Omm =
Q ks

VERIFICATION | VIEW A

Move Analysis Statis
List  (Toolpath)

Analysis

€ 3 904/3 904

Deviation | &2 @:

Start value [ End value |
[ ] 2 Max
1 2
L] Min i

Color Range Manual
Offset to target part Omm
Relative Absolute
Gradient minimum 1mm 1mm
Gradient maximum 2mm 2mm
anberofcolon 3
.\B?\‘
Progress vax

Progress v B

Ewodva 2.43: Avéivon g SlooTatikng amdkAons TG KOTEPYuoiog.
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7 Machine Simulation

Machine:  Mill_Tutorial - D

Koffset: Omm

¥ offset; Omm Zoffset, Onm

L3R e Q | - R+
SIMULATION VERIFICATION VIEW
= =7 1 =
D > = Q
Move Analysis Statistics Machine Simulation Report Progress| Axis CutSim Analysis Measure Reset
List Toolpath)
Docking Panes
Analysis v X

Gouge and Excess -] @

[ ] Gouge
| In Threshold
L Excess

Progress

) 3 904/3 904

Progress

Eucova 2.44: Avadloon Tov Kpo-cUYKPOHGEMY TOV KOTTIKOV.

2.5 E€ayoyn kodka

"Exovtag oAOKANP®OEL TIC OMOITOVUEVEG KOATEPYOOIEG TNG MTEPMTING, GEPA EXEL M
e€aymyn Tov KOS amd T0 TPAYPOUUA. ZVYKEKPIUEVO pmopodpe va eEdyovpe tov
KOO KaOe Katepyaciog Eeywplotd 1 OOV TV KoTepYasL®V puOuilovtag Opmg oTov
KOO TIG cvuvtetaypéves mov Ba Ppioketar to tpamélt katd ™ dedikacio aAAayng
TOV KOTTIKOV Y10, TNV AmOQUYN cLykpovcemv. TéLog amekoviletot éva HéPOg KOIK
NG KOTEPYOGIOG EKYOVOPIONG TNG TTEPMOTNG Le TVTOTOMéEVN doun katd DIN 66025.

b4

¢ NAME :MILL 2 ROUGH )

{ DATE :27.7.2017 2
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017 w-16.141 Z15.106 F120
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Y-13.
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618 F20.087 B33.506 A36.401
042 Z20.841 B25.624 A3ZF7.182

Y—-9.

e r
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|
b
HHHH@@M mmmmm

o.
1.
2.
EN

15

REE T rE:

736 Z15.164

FF9 Z15.192

65 ZI16.067 B22. 506 A32.215
©EBE8 Z16.887 B24.751 AZ3.096
755 Z17.735 B27.02 A33.909
975 Z1E8.527 B29.193 AZ4_762
226 Z19.336 B31.392 A35.562

595 Z21.539 B37.665 A3B.

-les z22.244 B29.737 AZEB.7G5
-B53 Z22.892 B41.74 A39.5465

565 Z23.531 B42.747 A40. 315

.381 224.114 345.692 A4l 098

65 24. 88 48.609 A43.161
56 225 294 BSO 102 Ad44.216
-B62 FZ25.288 B50.097 aAd4 218
-212 226.031 B52.712 aAad6.0632
-971 £26.886 B55.621 A4B.12
Fl8 Z27.646 B5E8.207 A49_ 998
627 Z2B.416 BG60.BG66 AS51.95
699 F29.19 B63.616 A53.962
904 Z29.91 BG6G6. 341 AS55. 966
205 Z30.571 BGE9.018 A57.93
621 £31.142 B71l.642 AL59. B84

a.
56 ¥— 18 463 Z231.47 B72.937 AGZ.082
174 ¥-20.447 Z31.668 B76.151 Acd4. 322

Ewodva 2.45: Kddkag katepyaosiog ekyovdpiong katd DIN 66025.
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KE®AAAIO 3. NMEIPAMATIKH
ATAAIKAXIA

3.1 KaBopiopodg cuvOnkmv komi|g

Apyika Topatnpeitol 0TIG TPOCOUOIMGELS OTL TO KOTTIKO TTov Ba ypnopomombet dev
TPENEL VAL EEMEPVA T SLAUETPO TOV SMM ENEWN GTO EMAVO UEPOS TNG TTEPMTNG HETAED
dvo mrepuyimv N amodctaon ivol apketd pikpn. Exiong éywve €épevva o€ KOTTIKA TOTOL
KapPidiov yio va amro@evyBovv ot kKpadacol d10TL 01 CLYKEKPIUEVES Katepyaoieg Ba
EKTEAEGTOVV LLE VYNAEG TOXOTNTEG TTEPLOTPOPNG.

[Mpdto meipopa mov de&Nydet NTav 1 ekydvopion wog emeavelog hub pe komtid
KopPidiov tomov ball-nose, dwapétpov Smm kot olkod pnkovg 80mm (Ewdva 3.1).
Kotd ) didpreta exyovopiong mapotnpnonkoy apketol Kpadacpoi Tov KomTikoh Ady®
™G pkpng otapétpov. Emiong povo e 20mm tov Komtikod £yve 11 GLYKPATNOT TOV
Yol va, Uy vtapEEL GUYKPOVGT TOL KOVOL TOV KOTTIKOV L TN PAon cuykpdtnong g
TTEPOTNG.

Euwcdva 3.1: Aok komtikod tomov ball-nose otig katepyaocieg g ntepwng.
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Youpwvo pe tovg Li-Chang Chuang kot Hong-Tsu Young eixe mapotnpnOei
TEPOUOTIKA OTL 1] KOADTEPT] ETAOYT KOTTIKOV Y10, TNV KOTEPYOUSIO TTEPMTMOV Eivol TaL
xomtikd taper ball-mill kon cuykekppéva pe yovia kovikétnrag 3° (taper angle).

'Etot, 1o devtepo meipapa die€nydet pe komtikd kapPidiov taper ball-nose dwopétpov
d=10mm, yovia kovikémtac 6=3% ocvvolkd pfikoc L=80mm amd to omoio Ta
L1=34mm givou pe TV KOVIKOTNTO KOl KOTOANYEL o€ dtdpetpo D=4mm ko R=2mm
(Ewova 3.2).

e —
AN

Ewodva 3.2: Kontikd kapPidiov tomov taper ball-nose.

od

L

Emiong 1o komtikd avtd £xel ) duvotdTTa KOG OA®V TV THTOV adAoVUVIOL (Kot
7075 aepomoptkov TOMOV), OAAL Kol TNV EKTEAECT] OA®V TOV KOTEPYOSLOV ONMG
eKYOVOPLON Kot PLVIpIGHO TG TTEp®TNG. AtabéTel Tpeic apyEc eEAiKmong Kot 1 yoEN Tov
TPOYUATOTOEITAL [Le GLVOETIKO VYPO OPAULOUEVO GE VEPO.

Ot cvVONKEG KOTNG TOV KATEPYACIOV QVIPIoCUATOS KaBOpIoTNKOV GOUPOVO UE TIG
TPOSLYPOAPES TTOV EYEL OMGEL 1) ETOLPELD Y10 TO SLYKEKPUEVO KomTikd (Ewcdva 3.3).

Material Carbide |Alumina-Zirconia

CRE W | rminl () (mm] e S . (]
L3 oo oo ) 30000 30 000 001
100 0.08 30.000 100 0.015 0.08
L2000 016|300 200 003 014
250 0.19 30.000 250 0.04 0.19
300 025
300 03
B NN T O X
275 033

| 240 015 0.35
220 0175 0.37
L0 b2 04

Eucova 3.3: ZuvOnkeg Komfig TOL KOTTIKOV Y10 KOTEPYAGIES PIVIPIGUATOC.

Qc n opiovtal o1 6TPOPEG TEPIOTPOPNE TOL Komtikov, VI 1 mpoéwon , ap to stepover
ONAadN M TAEVPIKY HETAKIVNOT KATA TNV KoTePYAoio kKot oG ae to Bdbog Komng.
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3.2 Xye0106L0G TELPANATMOV

O oyedlaoOg TV KOTEPYUSIOV EYIVE GUUPMOVO UE TIG TPOJAYPAPEG KOTMNG TOV
KOTTIKOV. AKOUN 1 OMOLTOOUEVN TOYVTNTO TEPLGTPOPNG TOV KOMTIKOV KOTé TNV
katepyaoio émpene va gtvon otig 24.000 rpm, ) oty TOL M EPYOAEOUNYXOVT] TOV
gpyaotnpiov &xer g pEyotn toyvmnta T 7.500 rpm. ‘Etoil, oto mepdpota
TPOTOTOLEITOL 1] TPOMGT| TOL KOTTIKOV LELOVOVTAG TNV 0VAAOYIKA OGO KOt 1) AvTiGTOUY
HelwoN TOV GTPOPOV.

Hexwvovtog omd v Kotepyacio ekydvopiong g mIEPMTNG oxeddotnKoy ot
TOPAKATO Katepyaoieg yio kabe 0éon g nrepoc (Ewdva 3.4).

Ewova 3.4: ApiOunon tov Bécewv endveo ot ntepmTh.
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ITivaxog 3.1: XovOiKec KOMNC TOV KATEPYUSLDY EKYOVOPLOTG.

' KATEPTAXIEX EKXONAPIZTHZ (ROUGH) |

OEXH >YNOHKEZ BAPOX ATA®OPA
KATEPT'AXIAX KOITHZ [ITEPQTHX BAPOYZX
YTHN
INTEPQTH
1 Stepover: 1.5mm ITPIN THN
2TpoPEC: 3800rpm | KATEPT'AXIA
2 [Mpéwon:  120mm/min 410.15 gr 1291 gr
3 Baboc Komnc: 1.5mm META THN
Rough 1 KATEPT'AXIA
4 397.24 gr
5 Stepover: 2.0mm ITPIN THN
2TpoQéc: 3800rpm  KATEPI'AZIA
6 IMpéwon:  120mm/min 397.24 gr 12.84 gr
7 Ba&boc Kommg:  1.5mm = META THN
Rough 2 KATEPI'AZIA
8 384.40 gr

[ao tov «aBopiopd TtV ocuvOnk®OV KOMNG TG Koatepyaoiag ekyoOvOplong,
ypnoonomdnke o e&ng tomog:  Vi= (z*D*n)/1000  6mov,

Vf: n mpdéwon oe mm/min, D: 1 S14pueTPOg TOV KOTTTIKOV, N: Ol GTPOPEG TEPLGTPOPNG
KoL 72 1] podnuotikn otadepd.

I'vopilovtog 01t 1 TPO®ON TOL KOTTIKOV TPEMEL va. ivor péypt 120mm/min and tov
KOTOGKELOGTY] TOV KOTTIKOV LITOAOYI{ovpe TIg 6TpoPEg TepioTpoPns. To Pabog komnc
Kot to Stepover eniong divovrav.

Mobvo ot dadikacior TG exyoOvoplong mpaypotonombnke pérpnon tov Papovg pe
Cuyoptd akpieiog ovo Oekadikdv yneiov, dote vo petpndel to Pdpovg TOL
evamopeivovtog VAKoU petald Tmv 600 KATEPYUSUDY EKYOVOPLOTG.

A6 TOV TOPOTAVE TIVOKO TPOKLITEL OTL 1] KOADTEPT KATEPYUSIO EKYOVOPLONG AOY®
pkpdtepng oapopds Pdpovg eivar ovt) pe stepover 2.0mm, otpoeéc 3800rpm,
npoémon 120mm/min kot Babog komng 1.5mm (rough 2), 6mov npaypatonoleitan oTic
0éoeig 5, 6, 7 ka1 8 TN TTEPMOTNC.
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Y1 ovvéyeln kabopiotniay ol Katepyasieg gvipiopartog g entpavelog hub (finish 1)
Kot ol Korepyooieg gwipicpatog tov mrepvyiov (finish 2). To Babog komfg otnv
katepyaoio finish 1 opiotnke avtopata kot d60nKe n T mov eixe apedel amd to
oTAd10 NG eKYOVApIoNG Kot avtiotolo oto Stepover otnv katepyacio finish 2. Ot
OTPOPEG TTEPLIOTPOPNG TOV KOTTIKOV KOl 1] TPOWGST TOV QWIPIoUATOV KoopiotnKoy

amd T TpodypapEc Tov Komtikov (Ewdva 3.2).

[Mivakog 3.2: ZovOnKec KOTNG TOV KOTEPYAGIOV PVIPICUATOG TV TTEPLYIMV.

KATEPI'AYIEY ®INIPIXMATOX

OEXH KATEPT'AXIAX FINISH 1 FINISH 2
YTHN IITEPQTH YYNOHKEX KOITHZ YYNOHKEX KOITHZ

1 Stepover: 0.35mm = Stepover: 0.15mm
Rough 1 YTpoPéc: 6000rpm = Etpoég: 7000rpm
[Ipéwon: 130mm/min | TIpéwon: 140mm/min

Baboc Kommg:  0.15mm  BabBoc Kommg:  0.15mm

2 Stepover: 0.30mm  Stepover: 0.15mm
Rough 1 2TpoQEg: 6000rpm  Xtpogég: 7000rpm
[Ipéwon: 130mm/min  TIpéwon: 140mm/min

BdBog Kommg:  0.15mm  BéBog Komic:  0.10mm

3 Stepover: 0.35mm = Stepover: 0.15mm
Rough 1 YTpoPés: 6000rpm = Xtpogég: 7000rpm
[Ipéwon: 140mm/min | TIpéwon: 150mm/min

Baboc Kommg:  0.15mm  BaBoc Kommg:  0.15mm

4 Stepover: 0.30mm  Stepover: 0.15mm
Rough 1 2TpoQEg: 6000rpm  Xtpogég: 7000rpm
[Ipéwon: 140mm/min  TIpoéwon: 150mm/min

BdBog Kommg:  0.15mm  BéBog Komic:  0.10mm

5 Stepover: 0.35mm  Stepover: 0.15mm
Rough 2 YTpoég: 6000rpm = Xtpogég: 7000rpm
[poéwon: 130mm/min | TIpéwon: 140mm/min

BdBog Kommg:  0.15mm | BéBog Komic:  0.15mm

6 Stepover: 0.30mm  Stepover: 0.15mm
Rough 2 YTpoig: 6000rpm  Xtpogég: 7000rpm
[poéwon: 130mm/min  TIpoéwon: 140mm/min

BdBog Komg:  0.15mm  BéBog Komic:  0.10mm

7 Stepover: 0.35mm | Stepover: 0.15mm
Rough 2 2Tpogéc: 6000rpm | Xtpoéc: 7000rpm
[Ipoéwon: 140mm/min | TIpéwon: 150mm/min

BdBog Komg:  0.15mm | BéBog Komig:  0.15mm

8 Stepover: 0.30mm  Stepover: 0.15mm
Rough 2 2TPoQEg: 6000rpm  Xtpogég: 7000rpm
[Ipoéwon: 140mm/min  TIpéwon: 150mm/min

Baboc Komg:  0.15mm  Bdboc Kommg:  0.10mm
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KE®PAAAIO 4. AIIOTEAEXMATA

KATEPI'AXIOQN

4.1 Ilapovcioon OTOTELEGUATOV GE TPUYNRATIKES CVVONKES

[Mopakdto akoAovBobv ekdves HETE TO TEPAS TOV KOTEPYASIOV EKYOVOPIONG Kot
ewipiopotog g nrepwtg (Ewcova 4.1).

Eucova 4.1: Ewcdveg amd to 6TAd10, KATEPYOOIOG TNG TTEPMOTHGS.

4.2 XpOvol KOTEPYAOLAV GE TPOGOUOLMOOT)

[Tivakag 4.1: Xpdvol TpoGoUoimoN g TOV KATEPYUGLDY EKYOVIPIONC.
KATEPT'AXIEY EKXONAPIZHYX (ROUGH)

OEXH
KATEPI'AXIAX
XTHN
IITEPQTH

1

A wnN

oo N o 01

YYNOHKEZ
KOIIHX

Stepover: 1.5mm
2TPOPEC: 3800rpm
[Mpéwon:  120mm/min
Baboc Komnc: 1.5mm
Rough 1

Stepover: 2.0mm

2TpoQéc: 3800rpm

IMpéwon:  120mm/min
Bd&Oog Kommg:  1.5mm
Rough 2

XPONOI

KATEPTI'AYIAY

65.75 min

45.93 min

Amo tov Topandve mivaka TPoKLTTEL OTL 1) Katepyaoio ekyovdpiong (rough 2) sivon
KOADTEPT AOY® KOADTEPOL YPOVOL TPOGOUOIMONG TNG KOTEPYOGINGC.
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IMivaxag 4.2: Xpdvol Tpocopoinons Tmv Katepyosidv evipicpatog tov hub emipoaveldy.
KATEPI'AZIEYX ®INIPIXMATOX HUB EIII®ANEIQN

OEXH KATEPI'AXIAX FINISH 1 XPONOI
YTHN ONTEPQTH YYNOHKEZ KOITHX KATEPI'AXIAX
1 Stepover: 0.35mm
Rough 1 2TpoQéc: 6000rpm 35.58 min

[Tpowon: 130mm/min

Baboc Kommg:  0.15mm

2 Stepover: 0.30mm
Rough 1 2TpoQéc: 6000rpm 41.21 min

[Tpéwon: 130mm/min

Babog Komrjg:  0.15mm

3 Stepover: 0.35mm
Rough 1 2TpoQéc: 6000rpm 33.01 min

[Ipowon: 140mm/min

Baboc Kommg:  0.15mm

4 Stepover: 0.30mm
Rough 1 2TpoQéc: 6000rpm 40.17 min

[Ipoéwon: 140mm/min

Babog Komrjg:  0.15mm

5 Stepover: 0.35mm
Rough 2 2TpoQéc: 6000rpm 35.6 min

[Ipéwon: 130mm/min

Baboc Kommg:  0.15mm

6 Stepover: 0.30mm
Rough 2 YTpoég: 6000rpm 40.94 min

[Ipéwon: 130mm/min

Babog Komrjg:  0.15mm

7 Stepover: 0.35mm
Rough 2 XTpoég: 6000rpm 33.07 min

[Ipéwon: 140mm/min

Baboc Kommg:  0.15mm

8 Stepover: 0.30mm
Rough 2 YTpoég: 6000rpm 38.51 min

[Ipéwon: 140mm/min

Bd&Bog Konrjg:  0.15mm

Amo tov mapomave Tivaka evipicpatog g hub emedvelac Tpoxvmter 6t1, ot 0o
3 ¢ TTEPOTNG Ko pe Katepyasio ekyovopiong rough-1 npaypatonoteiton ) kaAvtepn
o€ YPOVO KoTEPYOTio OO TNV TPOGOUOIMOT) TOL TPOYPELLUATOC.
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ITivaxog 4.3: Xpovol TpocoHoimong TmV KOTEPYUSIHV OIVIPIGLOTOS TV TTEPLYIMV.
KATEPI'AXIEY ®INIPIXMATOX ITEPYI'ITQN

OEXH KATEPT'AXIAX FINISH 2 XPONOI
YXTHN OITEPQTH YYN®HKEX KOITHX KATEPI'AXIAX
1 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm 73.27 min

[Tpowon: 140mm/min
Baboc Kommg:  0.15mm
2 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm 108.27 min
[Tpowon: 140mm/min
Bdbog Komrjg:  0.10mm
3 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm 66.64 min
[Tpowon: 150mm/min
Baboc Kommg:  0.15mm
4 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm 101.51 min
[Ipéwon: 150mm/min
Babog Komrjg:  0.10mm
5 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm 73.1 min
[Tpowon: 140mm/min
Bdaboc Kommg:  0.15mm
6 Stepover: 0.15mm
Rough 2 2TpoQEg: 7000rpm 108.19 min
[Ip6émon: 140mm/min
Babog Komrjg: ~ 0.10mm
7 Stepover: 0.15mm
Rough 2 YTpoég: 7000rpm 68.65 min
[Tpéwon: 150mm/min
Baboc Kommg:  0.15mm
8 Stepover: 0.15mm
Rough 2 YTpoeég: 7000rpm 101.3 min
[Tpéwon: 150mm/min
Baboc Kommg:  0.10mm

Ao TOV TOpaTAvVe TIVOKO QIVIPIGUATOS TOV TTEPLYI®V TPOKOATEL OTL, 611 0€om 3 T1Ng
TTEPOTNG KOl pe Katepyasio ekydvopiong rough-1 npaypoatonoleitor n KaAdTEPN GE
YPOVO KATEPYOSIO OO TNV TPOCOUOIMGT] TOV TPOYPAULOTOG,

Axoun o1 Tapamave YPOVOL TV KATEPYUSIDV £XOVV VTOAOYIOTEL WG TO GOpOIGLLA TOV
YPOVOL KATEPYUGING, YPNYOPNG LETOKIVIOTNG TOV KOTTTIKOV Kol AAAOYG TOV .
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4.3 XpoOvol KOTEPYUOLAOV GE TPOYURUTIKES GVVONKES

[Tivakag 4.4: [payuatikoi xpovol T@V KATEPYASIOV EKYOVOPIONG.

KATEPT'AXIEY EKXONAPIXHX (ROUGH)

OEXH YYNOHKEX XPONOI
KATEPT'AXIAX KOITHZ KATEPT'AZIAX
XTHN
INTEPQTH
1 Stepover: 1.5mm
2 2Tpoég: 3800rpm 71 min
3 [Mpéwon:  120mm/min
4 Bdbog Komng: 1.5mm
Rough 1
Stepover: 2.0mm
2TpoQéc: 3800rpm 52 min

IIpéwon:  120mm/min
Baboc Kommg:  1.5mm
Rough 2

o N o O

Amd tov Topandve mivaka TPOoKLITEL OTL 1) Katepyaoio ekyovdpiong (rough 2) sivor
KOADTEPT AOY® LKPATEPOL YPOVOL KATEPYOGIONG GE TPAYLATIKEG GUVONKEC.

IMivaxag 4.5: TIpaypatikoi ypdvol TV KoTepyacidv ewipiouatoc tmv hub empaveidv.

KATEPT'AXIEY ®OINIPIXMATOX HUB EINI®ANEIQN

OEXH KATEPT AXIAX FINISH 1 XPONOI
YTHN IITEPQTH 2YNOHKEX KOITHX KATEPT'AXIAX
1 Stepover: 0.35mm
Rough 1 XTpoég: 6000rpm 47 min

[Tpéwon: 130mm/min

Baboc Kommg:  0.15mm

2 Stepover: 0.30mm
Rough 1 YTpoeig: 6000rpm 53 min

[Mpéwon: 130mm/min

Bd&Bog Konmjg:  0.15mm

3 Stepover: 0.35mm
Rough 1 YTpoég: 6000rpm 44 min

[Ipéwon: 140mm/min

Baboc Kommg:  0.15mm

4 Stepover: 0.30mm
Rough 1 2TpoQég: 6000rpm 51 min

[Tpowon: 140mm/min

BdBog Konrjg:  0.15mm

5 Stepover: 0.35mm
Rough 2 2TpoPéc: 6000rpm 47 min

[Tpéwon: 130mm/min

Bd&boc Kommg:  0.15mm

6 Stepover: 0.30mm
Rough 2 2TPoQEG: 6000rpm 52 min

[péwon: 130mm/min

Babog Komrg:  0.15mm
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7 Stepover: 0.35mm
Rough 2 YTpoPé: 6000rpm 44 min

[Ipéwon: 140mm/min

Bd&bog Kommg:  0.15mm

8 Stepover: 0.30mm
Rough 2 2TpoQEg: 6000rpm 50 min

[Tpéwon: 140mm/min

Baboc Kommg:  0.15mm

Amo oV Tapandve tivaka vipicpatog e hub emedveiag tpokvntel 011, oTig Oé0€1g
3 ko 7 TG TTEPMTNG TPAYUOTOTOIEITOL ) KAADTEPT) GE YPOVO TPAYLATIKOV CLUVON KOV
KoTepyooia.

ITivaxog 4.6: Ipayupaticoi ypOvVoL TV KATEPYUSUDY GVIPIGUATOS TOV TTEPVYIWMV.

KATEPI'AYIEY ®INIPIXMATOX IITEPYT'TQN

OEXH KATEPT AXIAX FINISH 2 XPONOI
YTHN IITEPQTH 2YNOHKEX KOITHX KATEPT'AXIAX
1 Stepover: 0.15mm
Rough 1 YTpoPés: 7000rpm 95 min

[Ipéwon: 140mm/min

BaBoc Kommg:  0.15mm

2 Stepover: 0.15mm
Rough 1 2TpoQEg: 7000rpm 130 min

[Ipéwon: 140mm/min

Baboc Kommg:  0.10mm

3 Stepover: 0.15mm
Rough 1 YTpoPés: 7000rpm 88 min

[Tpéwon: 150mm/min

Baboc Kommg:  0.15mm

4 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm 124 min

[Tpéwon: 150mm/min

Babog Komrjg:  0.10mm

5 Stepover: 0.15mm
Rough 2 2Tpogéc: 7000rpm 95 min

[Tpoéwon: 140mm/min

Baboc Kommg:  0.15mm

6 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm 131 min

[Ipoéwon: 140mm/min

Baboc Kommg:  0.10mm

7 Stepover: 0.15mm
Rough 2 YTPoQEC: 7000rpm 91 min

[Tpéwon: 150mm/min

Baboc Kommg:  0.15mm

8 Stepover: 0.15mm
Rough 2 2TPoQEG: 7000rpm 123 min

[Tpoéwon: 150mm/min

Baboc Kommg:  0.10mm
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Ao 1oV mopamdve Tivako evipiopatog TV TTeEpLYiny Tpokintel 6tl, ot B€om 3 g
TTEPMOTNG TPAYLATOTOLEITAL T KAAVTEPT GE YPOVO TPAYUATIKAOV GLVONKAOV KoTEPYATiaL.
Téhog, €xovtag amd Tovg MAPUTAVE TIVOKES TOVS YPOVOLG OAMV TOV KATEPYAUCIDOV
eKoOVOpLoNG Kol Pvipicpatog, Ba emAégovpe ¢ PEATION Katepyosion avT LE TO
pikpoTEPO ABpoIcua TOL YPOVOL (TPOGOUOIMONG Kol TPAYLATIKOD) EKYOVIPIONG Kot
ewipiopaTod.

[Tivakag 4.7: BEATIGTOL YpOVOL TPOGOUOIMOTG TV KATEPYAGLDV.

OEXH

KATEPT'AXIAX YYNOHKEX XPONOI YYNOAIKOX
YXTHN KOITHX MNPOXOMOIQXHX XPONOX
HNTEPQTH
Rough 2
5,6,7,8 Stepover: 2.0mm
Ytpopég:  3800rpm 45.93 min 45.93 min

[Ipéwon:120mm/min
BdBog Konng:1.5mm

7 Finish 1
Rough 2 Stepover:  0.35mm
Ytpopéc:  6000rpm 33.07 min 79 min

[Tpdéwon:140mm/min
BabocKonng:0.15mm

7 Finish 2
Rough 2 Stepover:  0.15mm
Ytpopég:  7000rpm 68.65 min 147.65 min
[Ipéwon: 150mm/min
BdBog Konng:0.15mm

[Mivakog 4.8: BéXtiotol Tpoypatikoi ypovol TV KOUTEPYUGLDY.

OEXH

KATEPT'AXIAX YYNOHKEZX XPONOI YYNOAIKOX
YTHN KOITHX MPOXOMOIQXHX XPONOX
IITEPQTH
Rough 2
5,6,7,8 Stepover: 2.0mm
Ytpopéc:  3800rpm 52 min 52 min

[Mpéwon:120mm/min
Baboc Komng:1.5mm

7 Finishl
Rough 2 Stepover:  0.35mm
Ytpopéc:  6000rpm 44 min 96 min

[Tpémon:140mm/min
Baboc Komng:0.15mm

7 Finish 2
Rough 2 Stepover:  0.15mm
Ytpopég:  7000rpm 91 min 187 min

[Ipéwon: 150mm/min
Bd6og Komng:0.15mm
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KE®AAAIOS. TTOIOTIKOX EAEI'XOX

5.1 Tpayvtnro em@avelog

H moidtnta pog emeavelag ektog amd TV opoAn cuvepyosio LETaED cuvepyalopevmv
Tepoyiov (cuvieheotc TPIPNG, POOPE) eVOEXETOL VO EXEL ONUOVTIKY ETIOPACT) GTNV
avVTOYN TOL TEUAYIOV, EWOIKA OE MEPWMTMGELS TOADTAOK®Y Katamovice®my. Emumiéov
e€aptdTor omd TO LAIKO KATOGKELNG, TO VAIKO TOL KOTTIKOV gpyoieiov, T @Bopd Tov,
™ YEOUETPIOL TOV, TNV KIVNUOTIKY TNG KOTNG, TO LYPO KOMNG, TNV axpifeio g
EPYOAELOUNYOVIG KO OO TIG TOAAVIMGELS TTOL EVOEXETOL VO EpPavilovTat.

[Ma Tov opopd 010POPMOV EVVOLDOV TOL QPOPOVV TNV TPUYVTNTO TOV ETLPOVEIDLV, Oa
Bewpnoovpe OTL 1| OVOUOGTIKY €mMPAvELD avagopds sivor eminedn. H mpaypatikn
EMPAVELD, TAPOLGLALEL DLOPOPETIKY LOPPN otd TNV OVOUAGTIKY emtpavelo. H popon
™m¢ elvar cuvnBwg KvpaToEWNS Kot pmopel vo avoivbel oe amokAicels dapopmv
td&ewv. To dBpoioua TV EMPEPOVS ATOKMOEWMV SIVEL TNV TPAYLATIKY) ETLPAVELQL.
2V cvvéyeto Tapatifevtar ot S1dPopeg TAEEIS TOV ATOKAMGE®V.

e Amokhicels TPOTIGS TAENG 1] amoKAicelg popeng:
Avoeépovial 6 GQAALOTO OTNV EMIESOHTNTO 1] TNV KULKAIKOTNTO TOL
Koppatiov. Opsilovtol 6e GOEAALATO GTOVG 00MYOVS TOV EPYOAEIOUNYAVOV KoL
o€ €0QUAUEVT TPOGOEGT] TOL KOUULOTIOV.

e AmokAicelg ogvTEPNGS TAENS:
‘Exouv ) pop@N] KLUOTIGHOD e peYOAo pnKog Kvpotog. Ogeilovior oe
éxievrpn (e0EN Tov TEUAYIOV 1 TOL KOTTIKOV KOl GE OOVAGELS TOV KOTTIKOD
epyarelon 1 TG EPYAAELOUNYOVIG.

e AmokAioelg Tpitng TAENG:
"Exovv m popen avAakdcemv. OQeilovtal 6T Hoper) TOL KOTTIKOV £pyareion
KOl GLVOEOVTOL UE TNV TPOMOT).

e Amoxkhicels TéTaPTNG TAENG:
Eivan pikpoyeopetpicéc (poypés, poPomoels, @OMOES, KPOTNPES) oOTNV
emeaveln kot opgilovtal otn eBopd tov epyaireiov, ot AavBaouévn tpdyion
TOV €PYOAEIOV KOl GTNV TOPOVGIO YEVOOKOTNG.

o ATOKMOELS AVATEPNS TAENGS:
Opcilovior 6e YNUIKES EMOPACEIS OTNV EMOAVELD KOl GE UETOPOAES TOL
KPLGTAAMKOV 16TOV.

60



MPArMATIKH ENMIQANEIA
5>

___________________________

AMNOKAIZH AEYTEPHI TASHE

AMAAAAAAAAAAAANAAS

ANOKAIEH TPITHE TAZHE

" “'".“"lm'ﬁ |
ANOKAIZH TETAPTHI TAZHEZ

Ewova 5.1: Ta&eig v anokiicewy.

Ot petaPoréc tpitng Ko avatepns tééng etvor avtéc mov ovoudlovpe tpoydnTO
emoeavelong. Ondte yoo va Ppebel n tpoayvnTo TPEMEL va amopovmbovy ot mlavES
OMOKAICELS TPAOTNG Kot OeVTEPNS TAENS TO oOmoio emitvyydvetonr pe Tn YpNoM
KOATAAANA®V TPOYVUETPOV.

5.2 Megyé0n tpayvtrog

H tpaydmra g emodvelag pmopel va yopaxtnpiotet amd otdpopa peyédn. Tao peyéon
AVTA AVOPEPOVTOAL GE KATOLO YapaKTNPloTikd punkog L. Ta cuvnBéotepa peyédn eivan
0 HéYeTog Pabpdc anddoons Rmax, N péom tpaydnta Ra, o Hécog 6pog HEYIGTOL VYOUG
Rz, n péon tetpayovikn pia tpayvmmrog Rq (Rrms), 10 Héytoto vyog kopveng Rp kot
10 HEY15To PABog Kotkadag RV. Znv mopovca SITA®UATIKY £PYACio AGYOANOTKALE LE
™ péomn tpoyvunta Ra, to péco dpo péyiotov Hiyoug Rz kat 1o péyioto fabud amddoomng

Rmax.

e  Méon TpayvTnTa Ra.

H péon tpaydmra divetar amd tnv opOuntikn péon tipn Tev amokiMcemv AV
TOV CNUEIOV TOL TEPTYPAUUATOS 0Td TNV KEVTPIKN Ypouun (amdAivtn tiun). H
KeVTIPIKN ypapun opiletar kKatd tétolo tpdno dote va ywpilel To mepiypappLo
™G emeavelog o€ dvo Tupata icowv epfadwv. H péon tyun vroroyiletar amd
70 pofnpatid Tomo g ekovag, pe f(X) to mpoeik g empavetag (Ewdva 5.2).
Téhog, Pdon g Tyung tov Ra yivetanr n agloAdynon g TpayvINTOS GTNV
Apepin.
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Ewcova 5.2: Adypappa péong tpayvtros Ra.

e Mzéoog 6pog péyretov vyovg Rz.

H péon myun tov déka xoatd amdAvtn T pEYIoTOV omokAiicewv (mévie
KOPLO®V KOl TEVTE KOIMAO®V) nésa 6to pnkog avaeopds L (Ewkova 5.3). Bdon
g TnG Tov RZ yivetan ) aoddynon g tpayvntag oty I'eppavia.

hd/ s el P\ D7\
,‘ Eyﬁrﬂ{ = EMEM

Rz= | Yp1+Ypz+Ypa+Ypa+Yps|+ [¥vs +Yve+Yva+Yva+Yvs|
5

Yp2

Ewova 5.3: Awdypoppa pécov 6pov péyiotov vyoug Rz.

e Méyotog faBpdg amrdooong Rmax .

Opileton og 1 amdcTacn and TV LYNAOTEPN KopLeN £mG T Pabvtepn Kotlada
(Ewova 5.4). Eivon éva péyeboc g tpaydTnTog mov £XEl QUOIKY vvola, yloti
umopet va yivel dpeca avtiAnmto pe v O6pacn 1 v oen.

T~

-

n [od A A AL

Ry=Rp+Av

Ewova 5.4: Aidypappo péyiotov fabuod amddoong Rmax.
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5.3 Eion tpoyvpeTpov

Ta 6pyava TpoyyvUéTpnong Ta 0ol YPTGLLOTOIOVVTAL GTNV TOPAYM®YT| EMLTPETOVY TNV
TOGOTIKT avaAvo™ TG TpaydTTas. To dpyava avtd HeTpohv aptBunTIK®MG KOO0 oo
To peyen g tpaydINTAG Kol Sivouv e KoTaypoen TG TPayDINTOS G€ UEYOAN
peyédvvon. Eniong, yopifovtal o€ Katnyopieg avdioya LLE TN YEOUETPIO TNG EMPAVELNG
mov Ba Tpaypatorombei n uétpnon.

o Tpayvperpa o gvbseicg empavereg (skid system).

Ta tpoyduetpa gvbeiwv empaveidv €ovv TN dvVOTOTNTO UETPNONG TOV
ueyebov Ra, Rgq, Rmax kot Rz (Ewdva. 5.5).

Ewova 5.5: Tpaydpetpo yio evbeieg empdvetec.

o Tpayvpetpa Yo kekhpéveg empaveres (skidless system).

Ta tpoyduetpo avtd €govv ™ dvvatdTNTo HETPNONG O KEKAMUEVEG KOl
aktvikég empaveieg (Ewovo 5.6). T ™ ocwot pétpnon omorteiton
evbuypauon pe v emeavel Tov tepoyiov. Extdg amd ™ puétpnon tov
TOPATAVE PEYEDDV EYEL TN SLVATOHTNTO PETPNONG KOl TOL VYOVG KUUATIGHOD
Wit.

Ewdva 5.6 Tpoydpetpo yio KEKAMUEVES ETLPAVELES.
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Skid Skidless

Ewova 5.7: Tpayvpetpo tomov (skid system) Ewova 5.8:Tpayduetpo tomov (skidless system)
o  MetpnTtikég pnyovég cuvretaypévov (CMM)

Xmv mepintwon Omov mpEmel v Yivel HETPNOM TNG TPOYLINTAG GE TPELG
JLOOTAGELG KO GE TEUAYLOL TOADTAOKNG YEWUETPIAG YIVETOL XPNOT UETPNTIKOV
unyavav (CMM) . T Ty vAOTOINGN T™E TPAYLUETPNONG TG TTEPOTNG MOG
gywve ypfion tov unyovipatoc LEITZ PMM-C 16-12-10 (Ewova 5.9) g
etapeiog HEXAGON ot I'eppavia.

LEITZ PMM-C

Eucova 5.9: Metpntuicn umyavn ocvvietaypévav papkog LEITZ.

To unydvnua avtd ¥pNGIULOTOLEITOL Yo TO O100TAGIOAOYIKO EAEYYO TEUA)IOV
KO Y10 T LEAETN TOV TAGEWV TNG TOLOTNTAS. AKOUT dtobETEL LYNAN axpifela
LETPNONG N AVTLYPAPNG € OAOVS TOVG THTTOVS TV TEHOYIWV 0POVL £YEL APKETA
vy axpifela g taéng 0.001um xor ™ SvvatdTNTA OEPUOKPOUCIOKNG
avTIoTA0oNG.

Oocov agopd TIc HeTpPNOES TPaYLTNTOG LAPYEL 1 dLVATOTNTO UETPNONG WE
emoen N Létpnong pe aontmpeg Aélep.
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2TV TTEPMOTN LOG TPOYLOTOTOMONKAY HOVO PETPNCELG Le ooOnTpeg Aélep
e€autiag tov HKpol Otbkevov HeTaED TV mrepuyiwv. Ilpaypatomor|dnkav
HETPNOELG KABeTa otV TTPO®oTN Yoo TV afloddynon ng KoTepyasiog Kot
TOPIAANAO STV TPOMGT Yol TNV AEOAGYNOT TNG PONG TOV 0EPOL GTNV TTEPMTH.
Téhog, o1 petpnoelc Eywvav oty emeavela hub kot otig empaveieg mieong kot
avappOENONG TG TTEPMTNG, OTTOL HeTPNONKaV amd Tpeic Popég 1 kdbe pia yo
va Befarwbovpe 6Tt drafalet tpoyvTNTO EMPAVELOG Kot Ol 06pLo.

Euwcdva 5.10: Métpnomn tpaydtnrog tng hub emedveiag.

Ewova 5.11: Métpnon tpaydTnTog TG ETLPAVELNS AVOpPOPTONG.
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Ewoéva 5.12: Métpnon tpoydntog g ETQAvELNS TEoNC.

5.4 AvaypappoTo TPOYVUETPNCEMV KUl GYOAOGHOG
OTTOTELEGNATMOV

‘Exovtoc petpriicel v tpoydtmrta ¢ em@dvelag hub kot tov empaveudv mieong-
avappoenong omd tpeic popég voroyiletar 0 HEGOG OPOS TV TIMOV Yo To. ueyédn Ra,
Rz xou Rmax. Axoun ywo 11g emedveleg mieong-ovoppoenong £ywe UETPNON TG
TpoyvTNTOG KABETO TNV TPO®GT Yo TNV a&OAOYNoN TG KaTEPYAGiag (LETPNOT GTOV
a&ova Y) Ko mapdAAnAc oTtnVv TpO®oT Yo TNV 0E0A0YNo TS PONG TOL OEPO GTNV
ntepmT (LETPNOT oTOV GOV Z).

[Mopakdte akolovBoOv 10 OMOTEAEGUOTO OMO TS HETPNOELS TPOYVLTNTOS TOV
EMPOAVEIDV KOl €KOVEG Oomd TNV KOTOYpPAPN TNG TPoyVINTOS o€ ueyEébuvon.
Yuykekpéva og kb euova apykd ametkoviCeTon To d1dypappo tng YeOUETPiog TG
EMPAVELONG OOV YiveTanl 1 UETPNOT, OTN GUVEXEW OMEIKOVICETOL TO SLAYPOUUO TNG
TPOYOTNTOG TNG EMPAVELNG £TCL MGTE Vo, LETPNBoVV T LeyEn mov emBupovie Kot 6To
TEAOG VTTAPYOVY OVO TVOKEG OOV GTOV TPAOTO LVILAPYOLYV TANPOPOPIEG GYETIKA LLE TO
UAKOG NG OOPOUNG KO TO VYOG TOL TPOYVUETPOL OO TNV TTEPMTN KATA TN
SladKaGion TPOYLUETPNONG, EVAD GTO JEVTEPO TIVOKO OVOPEPOVTOL TO, OTTOTEAEGLLOTOL
amo to peyédn Ra, Rz kow Rmax.
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HEXAGON Roughness Quinpos
METROLDGY
Deseription Cusfomer Order
Drawing number Serial number Arficle number :
Inspector . Georgios.Siganakis Depariment Inspection date © 31-AUG-2017 11:41:50
Measuring device ; PMC 1612 108511 QD3-Version o Q7 -V 7.12.16361-RC-17082 [Remarks
primary profile
[um]
151 LN e
] ‘f\’& "M \-&\
i
04
] o
-4
2
g
_M -
a5
0 05 1 § 2 25 3 a5 4 45
— :pnimary profile — :pre and post trave — > waviness profile
roughness profile - IS0 4287
[um]
250 Lo e — | ]
21 \|| |1 T
0 | | [ | | o
100 I | M 1 | /‘ | \ \‘
1501 AN | IR m '*
WLl e |

0 03 1 5 2 25 3 k1 4 45
measuring and calculation parameters
traversing length It = 43 mm filter le = 080 mm
evaluation length In = 400 mm filter ls = 1100 pm
point distance = 030 pm
Flat1{1)
Parameter [um] ‘ actual nominal upper fol. lower tol. ‘ act-nom ‘ graphic
Ra 0.5748 0.0000 0.0500 -0.0500 05748 -.++
Rz 38375 0.0000 0.0500 -0.0500 18375+
Rmax 45928 0.0000 0.0500 -0.0500 45928 +

Ewova 5.13: Abypoppio amoteAecpdtov TpoydTnTag Tg emedavetog hub.
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HEXAGON Roughness Quinpos
METROLOGY
Deseripticn Customer Order
Drawing number : Serial number Article number :
Inspector : Georgios. Siganakis Depariment Inspection date T 3-AUG-201T 11:41:50
Measuring device : PMC 1612 108511 QDS5-Version o Q7-Y7.12.16381-RC-17082 | Remarks
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measuring and caleulation parameters
traversing length t = 40 mm fiter Le = 080 mm
evaluation lsngth In = 400 mm fiiter Ls = 1100 pm
point distance = 050 pm
SuctionZ(2)
Parameter [um] ‘ actual ‘ nominal ‘ upper fol. ‘ lower tol. ‘ act-nom ‘ graphic
Ra 0.8255 0.0000 0.0500 -0.0500 08255 -+
Rz 5.9837 0.0000 0.0500 -0.0500 59837 +
Rmax 7.3732 0.0000 0.0500 -0.0500 73132+

Eucova 5.14: Adypoppo anote eGUATOV TPOYDTNTAG TG EXLPAVELNG THECNG.
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HEXAGON Roughness Quinpos
METROLOGY
Description Cusfomer Order
Drawing number Serial number Article number :
Inspector . Georgios Siganakis Depariment Inspection date T 31-AUG-2017 11:41:50
Measuring device : PMC 18 12104511 QDS-Version o Q7 -V7.12.16361-RC-17082 |Remarks
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measuring and calculation parameters
traversing length k£ = 4 mm filter le = 080 mm
evaluation length In = 400 mm filter Ls = 1100 pm
paint distance = 050 um
SuctionZ(1)
Parameter [um] ‘ actual ‘ nominal upper tol. ‘ lower tol. ‘ act-nom ‘ graphic
Ra 08241 0.0000 0.0500 -0.0500 08241 -++
Rz 6.0031 0.0000 0.0500 -0.0500 6.0031  +
Rmax 75854 0.0000 0.0500 -0.0500 75854+

Eucova 5.15: Adypopipo. amoTeAeSUATOV TPODTNTOG THG EXLPAVELNG AVOPPOPTONG.
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ITivakag 5.1: Arotedéouato TpayLUETpRoe®my TG enpdvetag hub.

AIIOTEAEXEMATA TPAXYMETPHXEQN HUB EINI®PANEIQN \

OEXH KATEPT' AXIAX FINISH 1 Ra(um) Rz(um)  Rmax
YTHN IITEPQTH YYNOHKEZ KOITHZ (um)
1 Stepover:  0.35mm
Rough 1 Ytpogéc:  6000rpm  0.5745 3.8380 4.5925

Mpowoen: 130mm/min
Bd0oc Komrn) 0.15mm
2 Stepover: 0.30mm
Rough 1 Ytpopéc:  6000rpm  0.9270 6.3240 7.9593
[Ipéwon: 130mm/min
Bda6og Komng:0.15mm
3 Stepover: 0.35mm
Rough 1 2TpoQéc: 6000rpm  0.7588 4.3540 4.9226
IIpéwon: 140mm/min
Babog Komng:0.15mm
4 Stepover: 0.30mm
Rough 1 2TpoQéc: 6000rpm  0.9233 4.8275 5.4307
[Tpéwon: 140mm/min
Babog Komng:0.15mm
5 Stepover: 0.35mm
Rough 2 2TpoQéc: 6000rpm  0.8160 5.7950 7.6172
IIpéwon: 130mm/min
Babog Komng:0.15mm
6 Stepover: 0.30mm
Rough 2 Ytpopég:  6000rpm  0.7881 5.0687 5.7665
[Tpéwon: 130mm/min
Baboc Kommg 0.15mm
7 Stepover: 0.35mm
Rough 2 Ytpopég:  6000rpm  0.8632 6.3746 7.8736
[Mpéwon: 140mm/min
BdBog Konng:0.15mm
8 Stepover: 0.30mm
Rough 2 Ytpopég:  6000rpm  0.8879 5.9854 6.5327
[Ipéwon: 140mm/min
BdBog Konng:0.15mm
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ITivaxog 5.2: ATOTELEGUOTA TPOYVUETPHGEDY TNG EMPAVELNG TTiEoNC 6TOV GEoVa, Z.

AITIOTEAEXEMATA TPAXYMETPHXEQN EINI®PANEIQN NIEXHY. Z \

OEXH KATEPT' AXIAX FINISH 2 Ra(um) Rz(um)  Rmax
YTHN IITEPQTH YYNOHKEX KOITHZ (um)
1 Stepover: 0.15mm
Rough 1 2Tpoéc: 7000rpm  0.8245 6.0034 7.5850

IIpéwon: 140mm/min
Bda6og Komng:0.15mm
2 Stepover: 0.15mm
Rough 1 Ytpopég:  7000rpm  0.9418 6.4249 9.6049
[Ipéwon: 140mm/min
Bda6og Komng:0.10mm
3 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  0.7680 5.8352 7.8287
IIpéwon: 150mm/min
Babog Komng:0.15mm
4 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  0.9363 6.7393 8.1717
[Tpéwon: 150mm/min
Babog Komng:0.10mm
5 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm  1.1039 7.3818 10.2317
IIpéwon: 140mm/min
Babog Komng:0.15mm
6 Stepover: 0.15mm
Rough 2 Yrtpopég:  7000rpm  0.7479 6.4238 8.0098
Mpémon: 140mm/min
Ba0oc Komg:0.10mm
7 Stepover: 0.15mm
Rough 2 Ytpopéc:  7000rpm  0.8005 5.3997 6.8962
[Ipéwon: 150mm/min
BdBog Konng:0.15mm
8 Stepover: 0.15mm
Rough 2 Ytpopéc:  7000rpm  0.7503 5.8713 8.1566
[Ipéwon: 150mm/min
BdBog Konng:0.10mm
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[Tivaxag 5.3: AToteAEoUATO TPOYVUETPNCE®Y TG EMPAVELNG Ttieonc oTov AEova Y.

AINIOTEAEEMATA TPAXYMETPHXEQN EINI®PANEIQN INIEXHY Y \

OEXH KATEPT' AXIAX FINISH 2 Ra(um) Rz(um)  Rmax
YTHN IITEPQTH YYNOHKEZ KOITHZ (um)
1 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  1.1677 5.6531 7.5022

[Ipéwon: 140mm/min
Bda6og Komng:0.15mm
2 Stepover: 0.15mm
Rough 1 Ytpopéc:  7000rpm  1.2272 6.2513 10.1393
[Ipéwon: 140mm/min
Bda6og Komng:0.10mm
3 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  1.0330 5.4161 7.1790
IIpéwon: 150mm/min
Babog Komng:0.15mm
4 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  1.3933 7.9755 8.8779
[Tpéwon: 150mm/min
Babog Komng:0.10mm
5 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm  1.1095 6.5757 8.3865
IIpéwon: 140mm/min
Babog Komng:0.15mm
6 Stepover: 0.15mm
Rough 2 Ytpopég:  7000rpm  1.2048 6.7887 8.2551
[Tpéwon: 140mm/min
Baboc Komng:0.10mm
7 Stepover: 0.15mm
Rough 2 Yrpogéc:  7000rpm 1.0075 5.8723 7.4402
Mpowen: 150mm/min
Ba0oc Komg:0.15mm
8 Stepover: 0.15mm
Rough 2 Ytpopég:  7000rpm  1.6176 8.4932 11.1054
[Ipéwon: 150mm/min
BdBog Konng:0.10mm
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[Tivaxag 5.4: AToteAéoUATO TPOYVUETPNOEDV TNG EMLPAVELNS avappdeN oG oToV dEova Z.

AIIOTEAEEZMATA TPAXYMETPHIEQN EIII®ANEIQN ANAPPO®HIHE Z |

OEXH KATEPT' AXIAX FINISH 2 Ra(um) Rz(um)  Rmax
YTHN IITEPQTH YYNOHKEZ KOITHZ (um)
1 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  0.7621 7.3977 8.3948

[Ipéwon: 140mm/min
Bda6og Komng:0.15mm
2 Stepover: 0.15mm
Rough 1 2Tpoéc: 7000rpm  0.9630 7.0453 9.8650
[Ipéwon: 140mm/min
Bda6og Komng:0.10mm
3 Stepover: 0.15mm
Rough 1 2Tpoéc: 7000rpm  1.1763 7.9055 10.6288
IIpéwon: 150mm/min
Babog Komng:0.15mm
4 Stepover: 0.15mm
Rough 1 2TpoQéc: 7000rpm  0.7779 6.6052 7.4591
[Tpéwon: 150mm/min
Babog Komng:0.10mm
5 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm  1.0178 6.9149 12.9585
IIpéwon: 140mm/min
Babog Komng:0.15mm
6 Stepover: 0.15mm
Rough 2 Ytpogés:  7000rpm 0.7488 6.3450 9.0230
IMpowon: 140mm/min
Ba0oc Komg:0.10mm
7 Stepover: 0.15mm
Rough 2 2Tpoéc: 7000rpm  1.2796 10.1676  18.2873
[Ipéwon: 150mm/min
BdBog Konng:0.15mm
8 Stepover: 0.15mm
Rough 2 2Tpoéc: 7000rpm  1.2780 10.2810  17.8762
[Ipéwon: 150mm/min
BdBog Konng:0.10mm
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ITivaxog 5.5: ATOTELEGLOTO TPOYVUETPHGEDY TG EMPAVELNG avappOPnong otov dEova Y.

AIIOTEAEEZMATA TPAXYMETPHIEQN EINI®ANEIQN ANAPPO®HIHE Y |

OEXH KATEPT' AXIAX FINISH 2 Ra(um) Rz(um)  Rmax
YTHN IITEPQTH YYNOHKEX KOITHZ (um)
1 Stepover: 0.15mm
Rough 1 2Tpoéc: 7000rpm  0.9227 6.5361 8.3166

[Ipéwon: 140mm/min
Bda6og Komng:0.15mm
2 Stepover: 0.15mm
Rough 1 Ytpopéc:  7000rpm  0.8431 5.9793 7.0063
[Ipéwon: 140mm/min
Bda6og Komng:0.10mm
3 Stepover: 0.15mm
Rough 1 Ytpopéc:  7000rpm  1.0052 6.3519 8.5606
IIpéwon: 150mm/min
Babog Komng:0.15mm
4 Stepover: 0.15mm
Rough 1 Ytpopéc:  7000rpm  0.8488 5.9156 6.9063
[Tpéwon: 150mm/min
Babog Komng:0.10mm
5 Stepover: 0.15mm
Rough 2 2TpoQéc: 7000rpm  1.2173 10.3742  21.7170
IIpéwon: 140mm/min
Babog Komng:0.15mm
6 Stepover: 0.15mm
Rough 2 Ytpopég:  7000rpm  0.8807 6.5427 9.4124
[Tpéwon: 140mm/min
Baboc Komng:0.10mm
7 Stepover: 0.15mm
Rough 2 Ytpopég:  7000rpm  0.8761 7.2416 10.7048
[Ipéwon: 150mm/min
BdBog Konng:0.15mm
8 Stepover: 0.15mm
Rough 2 Yrpogéc:  7000rpm 0.7406 5.9406 7.5370
Mpowen: 150mm/min
Bd&06og Komg:0.10mm
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[Mivaxag 5.6: Kaldtepeg ETUPAVELES TV KOTEPYAGLDY QVIPIGUATOC.
OEXH

KATEPI'AYXTAX EINI®ANEIA XYNOHKEX
THX NTEPQTHX KOITHX
INTEPQTHX
1 Stepover: 0.35mm
Rough 1 Hub emoavea Z1pogéc: 6000rpm  0.5745 um

[Ipéwon: 130mm/min
BdBog Komr:  0.15mm
6 Stepover: 0.15mm
Rough 2 Emodvewn tieong Z  Ztpopéc: 7000rpm  0.7479 pum
[Ipéwon: 140mm/min
Bdbog Kommg: 0.10mm
6 Stepover: 0.15mm
Rough 2 Emodveln 2Tpoéc: 7000rpm  0.7488 pm
avappoeononc Z  Ipéwon: 140mm/min
BdbBog Kommg: 0.10mm
7 Stepover: 0.15mm
Rough 2 Emopdavewo nieong Y = Ztpoeéc: 7000rpm  1.0075 pum
[Mpowon: 150mm/min
BdaBog Komng: 0.15mm
8 Stepover: 0.15mm
Rough 2 Emoedveln 2TPoRéc: 7000rpm  0.7406 um
avappoenonc Y  Ilpoéwon: 150mm/min
Bdbog Konrig: 0.10mm

‘Exovtag ouyKevVIpMGOEL TO. OMOTEAEGUOTO TOV TPUYVUETPNCEMY GTOLG TOPUTAVED
nivakeg KoOMG Kol TOV Tivaka, e TIG KOADTEPES TLUES TNG TPUYVTNTOS TOV KATEPYOUTIDV
QW1IPIoUATOG TNG TTEPMTNG GEPA £XEL 1 €E0Y®YN YPOPNUATOV KOl O GYOAUCUOG TOVC.
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QOwipopa hub emudpavelag

1 9927 s 08632  0.8879

0.816 (7881

0,35 0,3 0,35 0,3 0,35 0,3 0,35 0,3

130 130 140 140 130 130 140 140

stepover (mm)
npowon (mm/min) —Ra
0on

Atdypoppo 5.1: Aypappo tpoydTnTag g empdvelag hub yia Bébog komng 0.15mm.

210 mapomdve odypappa 5.1 ansucoviCoviot Ta aroteAéopata e TpoyvTnToS Ra Yo
Kk@0e BEom TC TTEPOTNG OTTOL YiveTan alhayn TG TPO®GNG Tov Stepover.

Eivor mpogavég 6t kaAdtepn empdvela givatl avtn ot 0éon 1 g trepmtg pe péon
tpayvtnto Ra=0.5745um. Xt 0éon 1 €xet yiver kotepyaoia exyovopiong rough 1, evod
o1 6LV KES KOTNG TOL Pvipicpatog NTav Tpdmweon 130 mm/min, stepover 0.35mm «o
Baboc komng 0.15mm. Axoun moapatnpeitor 6To Sdypoppo 0Tl GTIC TPMTEG TECCEPIS
0£0€1g TG TTEPMTNG UEWDVOVTOS TO StEePOVEr av&avetal 1 T TG HECTG TPUYLTNTOG,
EVA OTIC VITOAOUTEG TECOEPLS BEGELS TNG TTEPOTNC LEUDVOVTOS TO SEPOVEr LEWDVETOL M
péon T S TPayDINTO YOPIg va emnpedlel onuavtikd n ovénon N N peioon g
npoémonc. Télog, mapatnpeitar 611 otic Béoelg pe katepyacio exydvopiong rough 1
VILAPYEL LEYOAVTEPO DPOG YLDV TNG LESNS TPAYVTNTOG O€ avtifeom pe Tig o€l g
TTEPOTNC UE Katepyooio ekyovopiong rough 2 6mov 1o €0pO¢ TIUMOV TG UEONC
TPOYVTNTOG EIVOL APKETA IKPOTEPO.
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Atdrypappa 5.2: Atdrypappa Tpoydtrog g enipdvelag tigong otov dova Z yio Stepover 0.15mm.
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Abypappa 5.3: Atdypoppia TpoydTnTaG TG ENLQAVELNG Tieons otov a&ova Y yio stepover 0.15mm.
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Erudpavela Avappodnong Aéovag Z
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Adypoppo 5.4: Atdypoapplo TpoydbTnTos T Empavelag avappdens otov dova Z yia stepover 0.15mm.

Erudavela Avappodnong Atovac Y

1.4 1.2173
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1
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1 2 3 4 5 6 7 8
B&Bog¢ Komig (mm)
Mpéwon (mm/min) ——Ra
0éon

AGypoppa 5.5: Atdypoppa TpoydTNTOG TG EMQAVELNG avappdenong otov GEova Y yia stepover 0.15mm.

78



210, TOPOTAV® TEGGEPQ dlarypApLILaTO OTEKOVILOVTOL TO ATOTEAEGLATO TG TPOYVTTOG
TOV EMPOVELDV TECNG KO avappdPnomng otovg a&oveg Z kot Y yio kébe Béon g
TTEPMTNG GLVOPTNGEL TNG HETAPOAN TOV BABOVE KOTNG Kot THG TPOMOTG.

EeKvmvtog amd To Stypoappa 5.3 topatnpeitot 6Tl 1 KOADTEPN EMPAVELD TECNG GTOV
a&ova Y etvar avti) ot 0éom 7 g mrepmg pe péom tpayvnrog Ra=1.0075um. Xt
0éon 7 €xer yiver kotepyooio exyovoplong rough 2 evd ot cuvOnkeg KOmNG Tov
ewipioparog Nrav pe tpéwon 150mm/min, Babog konrg 0.15mm kou stepover 0.15up.
Opoimg N KaAbTEPN EMPAVELD avoppOPNonG oTov dEova Y gival avty ot 0éon 8 g
TTepOTC pe péomn tpayvtnto Ra=0.7406um (Sidypappo 5.5) pe poévn dopopd oTic
oLVOnKeG KOTNg Tov evipiopatog To fabog komng 0.10mm.

[Mapatnpdvrog ta Stoypdppata 5.2 kot 5.4 Ta onoia ametkoviCovy TV T TG HECTC
TPOYOTNTOG TOV EMPOAVEIDV TEONC Kl avappOPnong oTov d&ova Z GuVaPTHGEL TOV
BaBovg Komng Kol TG TPOMONG TPOKLITEL OTL 1| KOAVTEPT EMPAVELD PpioKeTon o
0éom 6 ¢ nrepmTC pe péon TpayvrTa Ra=0.7479um ko Ra=0.7478um avtiototya.
¥t 0éom 6 £xel yivel katepyacio ekydvopiong rough 2 evéd ot cuvOnkeg Komng Tov
ewipiopatog rav pe fadog konfg 0.1mm, tpéwon 140mm/min «kou stepover 0.15mm.

Axoun oto dtdypappa 5.2 mopatnpeitor 6Tt o1 KoAOTEPES LETPNOELS elvan oTig Béoelg
™G MTEPOTNG, OMOL £yl mpaypoTonombel Katepyacio ekyOvoplong pe HEYAADTEPO
stepover (rough2) ka1 xotepyociec @uipiopatog pe pkpotepo Pabog Komng Kot
peyoAvtepn mpowot. Avtifétmg oto duaypappa 5.3 mapotnpeitor 0Tt 01 KOAVTEPES
petpnoelg sivar otig Béoelg g mrEp®ING OMov £yl mpaypatorombel Katepyoasio
eKyovoplong pe peyoldtepo stepover (rough2) kot Kotepyaoieg QWVIPIGUATOC HE
peyoAvtepo Babog Komng ko peyaAvtepn Tpdmon).

Eniong oto dudypappa 5.4 mapatnpeitonr 6Tt o1 KAAVTEPEG LETPNOELS TPaYDTNTAG Elvarl
oT1G Béoe1g ™NC MTTEP®TNG OTTOV 01 KaTtEPYsies Pvipiopatog elyav to pikpotepo Pabog
KOTNG KO TV IKPOTEPN TPOWST. AvTIBET®OS 6TO dtdypappo 5.5 mapatnpndnke 6Tt o
KOAVTEPEG PLETPNOELS TPaYVTNTOS Eivon oTIg BECELS TG TTEPOTNG OTTOV 01 KOTEPYUGIES
ewipiopatog £xovv pkpotepo PaOog Komng AL peyadlvTeP TPOMOT).

Téhog, cuykpivovtag Tig LETPNGELS OV £ytvay 6Tovs AEoveg Y Kot Z ( OnAadn kabeta
Kol TOPEAANAG oTNV TPOM®GON) KOl Yo TIC 2 EMPAVEIES TECNG KOl OvVOPPOPNONG
napatnpeitor 0Tt oTic B€oelg G MTEPOTAG OMOL peTprOnke M pkpdTEPN HEOT
TpoyvTNTA 6TOoV dEova Z, otov a&ova Y petpridnke n peyaAlutepn péon tpoyvtnro.
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KE®AAAIO 6. XYMIIEPAXMATA-
IHAPATHPHXEIX

"Exovtog oAokAnpacet e emtuyio OA0 To GTAON TNG SWTAMUATIKNG EPYOGIOG UTOPOVLLE
TAE0V VoL TPOPOVIE GTOL GUUTEPAGLLATO TTOV TPOEKLYALV.

H xotepyooio ntepmtig pe Komtikd kapPidiov pkpng dwapétpov tomov ball-
NOSe £yl WG AMOTEAESUA. TN ONLOVPYIO KPOSUGUMY KOl GUVETMG TNV adENOT
™G péomng TpayhTNTOC. AVTIOETMOC M KOTEPYOSIO TNG TTEPWOTNG HE KOMTIKO
kapPidiov Tomov taper ball-nose peidvet Tovg kKpadacHovS, TN HEGT TPAYVTNTO
Kol 10 ¥pdvo Katepyaciog oa@ol £xel T dvvoardTNTo EKYOVOPIONG KOl
QW1pIiGHOTOG.

O mepopopdg ™G TOYOTNTOG  TMEPLOTPOPNS TOL KOMTIKOV (amd TNV
gpyarelopnyovn) Kot v katepyasio vipiclatog Kot avtiototya n peiwon
™E TPOMOTG, EIXE MG ATOTEAEGLOL TNV EUPAVIOT KpadooudY otV Kapurdin hub
G emPAaveLng Tieong.

Mo 1dwitepo onpovTiky mopothpnon eivor 6Tt ot KotePyacio Tng
ekyovoplong 6co to Stepover moaipver TWEG MO KOVIA OTN OLWIUETPO TOL
KOTTIKOU TOGO Ay0Ttepo evamopeivoy LAIKO éxovpe oto tepdyo. 'Etot, og
BéAtiomn katepyoacio ekyoOvoplong AOy® evomopeivay LAIKOL oAAG Kol
TPOYLLOTIKOD ¥PpOVOL Kotepyaoiag ival 1 katepyaoio ekyovopiong (rough 2) pe
Baboc womncg 1.5mm, stepover 2.0mm, otpoeéc 3500rpm kot mpoéwon
120mm/min.

Axoun mapatnpeitar 60tt ot hub emedvelo g TTEpOTC HEIOVOVTOC TO
stepover avédvetor TN TG HEONG TpoLTNTAS OTIS Béoelg Omov VITETTEL
Kotepyaoio ekydvdpiong rough 1, eved otig vadroweg Béoelg peidvovag to
stepover peidveton  HECT TN TG TPaYvTNTA YWPIiG va emnpedlel onuavTikd
n av&non 1 N peioon g TPOWONS.

Ocov agopd 10 @wvipiopo t@v Trepuyiov mapatnpeitar OTL, TG EMPAVELES
nieong Kot avappdenong otov Gfova Y €yovpe KOAVTEPES LETPNOELS
TPOYVTNTOG OTIC KOTEPYOTiES pe peyolvtepo Pabog kol peyadvtepn mpoO®oN.
Ytov d&ova Z £yovpe KOAOTEPEG LETPNOELS Le LIKPOTEPO PABOC KO LLoryolvTEPN
TPOMON.

Ocov agopd 1t hub emedvelon ¢ ntepmtig, ©¢ PéATIOT Kotepyooio
QWIPIGUATOG AOY® TPOYHOTIKOD ¥POVOL KOl HECNG TPOYVTNTOG EMALYETOL M
Katepyaoio. mov mpaypatonomdnke ot 0éon 7 g mrepwtng pe Stepover
0.35mm, otpopég 6000 rpm, Tpdémon 140 mm/min ko fabog komng 0.15mm.

IMa to pwipiopa Tov mtepuyiov TG TTEpOTS O¢ PEATIOT Katepyacia AOY®
TPOYUATIKOD ¥POVOL KOl HECTG TPOYVTNTOG EMAEYETOL QTN ot Béon 7 g
ntepw™C pe stepover 0.15mm, otpoeéc 7000rpm, mpoéworn 150mm/min o
BaBog xomnc.
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