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Hepiinyn

Baoikdg 6t6)0¢ TG mopodcog SITAMUOTIKNG Vol N TOPOLGIOoT) OPIGUEVOV YPTCILOV
vodeiéewv Yo o €0KoANn Kot ypnyopn epappoyny tov Pro/NC, tov Pacikdtepov,
oniadn, vmoovotnuatog tov Pro/Manufacturing tov Pro/Engineer. Tevikdtepa,
napovotaletor o oyedlacpdc kot 1 ektédeon Katepyoaowwv Yoo CNC opéleg tpiov
aovav, pe Eva oLYYPOVO Kat g0xpNoTo TPOTo UEcm Tov Tpoypdupatoc Pro/Engineer.
Emniéov, mapovoidlovior mapdAAnia Pacikég Aettovpyieg TOL  TPOYPAULOATOS
npocouoimong Vericut, to omoio amotelel onuoviikd Pondntikd TPOYpAUUL GTOV

OYEOOG O KATEPYATIDV.
H epyocio mov akorovbel meprrappdvel téooepa KeAALL.

o Apyikd, yivetar o mopovcioon tov epyoreounyoavav CNC, kabong wo
APOP®V TANPOPOPIAOV TOV GYETILOVTAL LE TO KOTTIKA epyaiein KoL TIC cLVONKES
pe tig omoieg Oa mpémetl va ypnoyonotovvion avtd. EmmAéov, yiveton pia cuvioun
avVOPOPE GTOV KMOTKO TMV EPYOUAELOUNYOVAOV KAl GTOV TPOTO OMLLovpYios Tov.

e X10 0g0tepo  KeQAAoo, yiveron it GOVIOUN  ovO@OpPE  GTO  GUCTNUO
Pro/Manufacturing kot oto vrocvotiuatd tov. Exiong, mapovcialetal to Aoyikd
SLAYPOLLLLOL PONG Y10 TO GUGTNLLOL OVTO.

e X170 TpiTO KEPAANL0, TAPOVGIALETAL OVOALTIKA O TPOTOG GYESOGHOD KOTEPYOUTLDV
oto ocvotuo Pro/Manufacturing ywo @péleg tpuov a&ovov. Tapdiinia pe oavtod
mopatifevtol Kol TANPOPOPIES YO TIG TOPUUETPOVE TOV EIVOL CNUAVTIKEG GTNV
EKAOTOTE KOTEPYOSIO KO Yo TIC PaoIKOTEPEC EMAOYEG OATAENG YIOL KOAVTEPT
SLUOPPMOT) TOV AEITOVPYIKOV TEPBAAAOVTOC TOV TPOYPAULOTOGS.

e X710 TETOPTO KOl TEAELTOIO KEPAAMLO, TaPOLCLAleTal 0 TPOMOG YPNONG TOL
npoypbupatoc mpocopoimone Vericut, kobmg Kot oNUOVTIKEG TANPOPOPIES Y10,
™V pLOULIoT TG TPOGOUOIMOTG.

H Odwmlopotikny epyacio xheiver pe ta mapoptipato, 6mov mpofdiioviol Kot To
LN OVOAOYIKA GYESL0L TOV VIO KOTEPYOTIO SOKIIOV.



Evyaprotieg

Me t0 mEpas ™S mapovoas OmAmUOTIKNG Epyacios Ha nbelo vo. evyopiotiow Tov
kaOnynty k. MmiiaAny Nikdiao yio. tqv evkoipio. Tov pov &0woe vo. ooyoinbon ue to
ovykerpiuévo Oéua, kobwgs ko yio v roldtyun Ponbeia kar kaboonynon tov kal’ oin

OLGPKELD, EKTOVIIONG THG.

Oa nbeia emions vo evyopiotnow tov vroyneio diodktopo. Tamoyiov Nikoiao yio Tig
OVVEYEIS DTOOEILEIS KAl EDATOYES TOPOTHPNOELS, TOV NTAV KATAAVTIKES Y10, THV EKTOVHON

THG EPYOTIOS QVTHG.

Evo ueydlo evyapiot@ o OA0VS EKEIVODS TOD GOVELAALAY TTNY TPOYUATOTOINGH QVTHS THS

OLTAWUOTIKNG EPYOTLOG.

Eniong, éva ueydlo evyapiotw otovs giAovg Hov yia Ta. OUOPPa POITHTIKG, YPOVIG. TOD
wepaooue noll, 1waitepo. atyv @iin wov Nikn kol oTiS AdEPPES UOV VIO THV DTOUOVH KOl

TNV GOUTOPBOTOCH TOVG.

Télog, Ba nbeto va ekppoow v e0YVWUOTOVH LOD GTOVS YOVEIS OV YIO. THV GUEPIOTH

nOixcn Kot vAIKH TOTTHPIEN TODS OO ODTA TO XPOVIAL.

H mopodoo oimlwuoticn epyacio aplepmvetar oTny OtKOYEVELL HOD.

Xoapitov Kairionn,

Xovia 2010
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KEDAAAIO |: EIZATQI'H
l. Ewayoyn

1. loTopIKO epyaAciopnxavwyv

H avantoén tov epyoietounyovov ypovoloyeiton yopw oto 1775 kot mopovcidlet
ypyopn avénon kotd tov 19° audva.

To 1775 o Ayylog John Wilkinson xatackedoce Eva optlovtio dpamavo (epelodpamovo)
YL TNV EMEEEPYOACIA TOV ECOTEPIKOV EMLPOVEIDY TLPOPOA®V GTO OTOio 1 KIvnTi Pl
dvvaun TG UNXaviS £pxOTaV omd £va VOPOTPOYO.

To 1794 o Henry Maudslay katackevoce €vo HETOAMKO TOPVO HE OLTOSVVOUN
Tpomdnom tov Komtikov gpyoieiov (Ewovo 1.1.1) kot ta emdpeva ypdvio, KOTooKEDACE
APOPOVG OLOIOVE TOPVOLG LE LETOPAAAOLEVT) TOYVTNTO TEPLGTPOPNS, KOOGS EMiong Kot
KOTLTIKEG UNXOVEG Y10l GTEPAOLLOTA KOt YpovaliaL.

Ewcova 1.1.1

O mpatog tOpvog Tov MOGAL Yo
KOT OTELPOUATOV

Koatd ™ oexkaetia Tov 1810 o James Watt katackebace Evav Tovtoypdaeo, Lo unyovn
OV YPNOOTOLEITOL CLYVA Kol GNUEPO YOl VO, «OVTLYPAPE> OVAYALPES EMUPAVELEG
(vopiopota x.6.) kou o Thomas Blanchard évav topvo, yio mopaywyn Kovov pkKpoOv
OmA®V, GTOV Omoi0 £€va TPOKOTOCKEVACUEVO LTOSEYHO KaHOONYoLsE TO KOMTIKO
epyoieio. 'Emeita ot dexoetio tov 1840 KOTOGKELAGTNKE O TPMOTOG ALTOUATOS TOPVOG

(pePOArBep).

Y10 devtepo umicd tov 19%" adva mapatnpeitor  avamtoén  ueydAng  mokiiiog
EPYOAEIOUMYOVAOV Y100 TIG PociKéES Aeltovpyieg KOMNG UETAAAOL, OMMC TOPVELOT),
epeldpiopa, ddTpnon, TAavicua Kot Agiavern, ot omoieg apyilovv va ¥pNGYLOTOI0VVTOL
eVPEMG 6TOV Plropnyavikd TopEa.
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Inuovtik nrav 1 ovuPfoin tov Ayyiov Joseph Whitworth, o omoiog aoyolbnke pe
KOTOOKEVEG OPYAVOV LETPNOEMS KOl CTEPOUATOV, KOO eniong dNUovpynoe Kot Tig
apyéc tomomoinong. Adym avtdv Tov apymv, kibe eEdptnuo 6g p pnyovh, o€
nepintoon PAAPNG, pmopovoe eOkoAa va  aviikataotabel pe €va aVTOAAUKTIKO
movopototumo. ‘Etot enépyeton polikonoinon e UnyovoroyIkng mopoymyns.

Kotd 1o 1800 otmv Ayyiio xoatackevdlovior ol mpadTeG MAAVES Yol UETOAMKES
EMUPAVELES KOl OTIG TPATEG OEKOETIES TOV 190V OOV GNUEIDVETOL 1] KATAGKELT] LEYOADV
TAOVAV, Y10, CNULOVTIKEG LETOAMKES KATAOKEVES, o€ AyyAla, Apepikn| ko ['eppoavia.

To 1947 frav adbvato Yo TNV KATOGKELACTIKN Propunyavio vo KOAOWYEL TIG avayKeS TG
Apepwcbvikng IloAepukng Aegpomopiag. Agv Ntov pHOVO 1 HEWOUEVT] TOPOAYOYIKN
wKavOTTO TOV GLUPATIKOV EPYOAELOUNYOVAV, OAAL KOl 1) GUVEYNG TOPOYy®YN XOPIg
CLUVINPNON KOl 1 KOTOGCN TOV TEXVIKAV, TOV 0ONYOVCE GUYVO GE EANTTOUOTIKA KOt
emkivouva koppdrtia. ‘Etor 10 1949 o John Parsons tng Parsons Corporation kot to
Teyvoroyikd  Ivotitovto g Moaocayovcétng  (MIT) avéraPav v  avdmrtuén
OVTOUATOTTOMUEVAV  gpyarelopnyavay. Eretta, 1o 1952, 10 MIT oloxAnpwoce e
egmtoyion TV TPOTN  YNOWKY epyorsopnyovny (Unyovny oplBuntikov eréyyov -
Numerical Control — N.C.), o @péla pe kataxdpuen GTpaKto, 1 0moia pEPEL T0 GVOLLL
Cincinnati Hydrotel, xai éxet v Jdvvatdmra vo Kotaokevdlel sEapTiUoTa pe
TAVTOYPOVES KIVIGELS KOTNG GE TPELS AEOVES Kol va, 164yeL TANpoPopieg HEc® O1dTpNnTNG
towviog (Eixova 1.1.2). To 1954 dpyice va dnuiovpyeitar 1 Tpd@T GVUPOAKT YA®GGO
npoypoppatiopov, o “Avtouatog Ilpoypappotiopnods Epyareiov”  (Automatically
Programmed Tool, APT), 6nog¢ ovopdotnke. Mo and TG KOTOAOKEVEG TG TPATNG
ymoeakd kaBodnyoovpevng epyoaretopnyoavig pe t pondewa g APT eivon to tacdxt tng
Exovac 1.1.3.

Eixova 1.1.2
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Eixkova 1.1.3

To 1958, n etaupio Bendix, ayopace v matévro amd tov Parsons kKot Kataokenooe Ty
TPAOTN EUTOPIKT] YNOOKA KOO0 YOOUEVT] EPYAAEIOUN)OAVT).

Ao exeivn v mEP10d00 Ko HETA, 1| YPNON TWV UNYOUVOV GLTOV YIVETAL OTAPOITTN OTOV
Bopnyoavucd topéa. Apyiler, Aowmdv, m mPOoTADEI OVTOUOTOTOINONG OA®V T®V
HUNYOVOLPYIKAV KATEPYOUSLOV Ko 1 ovantuén avtiotoiywv NC epyaletopnyavov.

H &&éMén tov MmAeKTpiKOV KUKA®OUATOV, TOV NUIOYOYOV Kol TOV KPOUTOAOYIGTOV
odnynoe ot petdPfoon amd tigc NC otig CNC gpyaretounyavég (Computer Numerical
Control ) kot n avémtuén TV aetnTNPOV Kol TOV GLUGTNUATOV OVTOUATOL EAEYYOL
otic ovtiotoygeg DNC (Gueca KoBodNYOOUEVEG EPYOAEIOUNYOVEG LE MAEKTPOVIKO
vroloytotr - Direct Numerical Control). Ta cvotiuata CNC amotelodcav cuotiuota
eEAEYYOL HE UIKPODTOAOYIGTEC, GTOL OTTOI0L TOL TPOYPAULOTO UTOPOVCHY VO LETAPEPOOVV
oV unyovn eite pe poyvntikéc kacéteg (Exova 1.1.4) gite péow 60pag RS-232 (Ekova
1.1.5). Ev®, n Aertovpyioc DNC yopoktipile to €idog g Aetovpyiog Kotd 0 0mOio
neprocdtepeg unyovée CNC tov €iktd va TApovv T TPOYPAUUATO TOLG Omd Evav
KEVTIPIKO voAoyioth). ‘Etot, onfuepa, amd v amAn dSdtpnon, €mg v TOAOTAOKN
emeEepyosio  aVAYALPOV ETIPOVEIDV, YPNOWOTOOLVTOL OomAEG Kol @OnvéC 1
ouvleTeg KoL aKPPEC EPYUAELOUNYOVEG.

Ewcova 1.1.4
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- Ecova 1.1.5

¥m ovvéyewa, Paon tov kotepyacidv pe NC, CNC kot DNC  pnyovég kot dAAwv
NAEKTPOVIK®OV AEITOVPYUDV, OMNULOVPYOVVTOL OAOKANP®UEVO GUCTAUOTO TOPAYWOYNG LE
vroloyiot, Ta CIM. 'Etot, ta cvotiuata avarntuéng (Computer Aided Engineering -
CAE) épyovron va Peitiotomomoovv to embountd mpoidv. Ta cvotiuata ovtd
nepilapPavoov  cvotyuata  oxediaong (CAD - Computer Aided Design) «ot
TPOYPAULOTA SOPOP®V VTOAOYICU®V HE TN ¥PNoM TG HEBOOOL TV TEMEPAGUEVOV
ototyeiov (FEM — vmoroyiotikn péfodog oTatikng Kot SUVOLIKNG OVTOYXNG KOTOGKELMOV
Kat Ot povo). O wpoypapaticlog e TV Katepyaolav yivetor oe ovotiuoto CAM
(Computer Aided Manufacturing), Aaupdvovtag vroyn OSlGpopec  TEXVOLOYIKEG
TOPOUETPOVS TOV KOTEPYOUSLOV AVTOV.

Ta oOyypova unyavovpyeio eviaccovv T1g NC, CNC ot DNC epyoretounyovic oe
okOpo mo ovvOetec douég, mov ovopdalovionr evéMkta cvotiuato mopaywyns (FMS-
Flexible Manufacturing System) (Ewéva 1.1.6 a kai ). To FMS cuvietdtot and punyavég
7OV EKTEAOVV KATTOL0V ap1fud epyaciav, évo cvatnua dtayeiptong vikav (MHS) kot o
VTOAOYIOTIKT] LOVAdQ YloL TOV €AEYYO TOL cLoTNUATOS. To choTnUa aVTO EVOOUATDOVEL
NAEKTPOVIKO GYESOGUO TNG TOPAYWYNG, OLTOUOTEC HETOQOPIKEG — OaTAgelg Ko
amobnkeg, Prounyovikd poumdt Kot StoTdéelc molotikov eAéyyov (Eikoves 1.1.7). Ola
avTd KaBOONYOUVTOL KOl ETONMTEVOVIOL OO EUTELPOVG UNYOVIKOVS KOl TEYVIKOVS, LE
™ Ponbela S1KTOOL MAEKTPOVIKOV VLIOAOYIGTOV. Me TOV TPOTO 0OVTO, 1 TAPAYWOYT
amotehel TAEOV oL EAEYXOUEVT] KOt amAoTOEVY dtadikacio.

2T1g pépeg pag Exovv avomtuydel kot vynAdv otpoemv unyavéc (High speed), ot omoiecg
pe v Pondewa tov cvomudtov FMS, peidvouv e moAd onpoavtikd Babud tov ypdvo
napayoync. Ot unyovég avtég dtapépouvv and Tic cvpPatikég CNC unyovée, oc tpog v
TeyvoAroyio, Tov ypnowomolovy. o v extédeon high speed katepyoaocidv mpémel va
gyovpe tayHTNTO TEPIOTPOPNG OTPAKTOL peyaAvTep amd 6000 RPM, tpdwon €mg ko 18
m/min, kotdAAnio kot Cuyootabpicuéve KomTikd epyaAeion kKot kKovovg yioo HSM,
ovommuo CAD/CAM vy pebodoroyia HSM kot e&etdikevpévong eplotég. v
napakdtom ewkovo (Ewmovo 1.1.8) oeaivetar po katepyacio @pelapiopatoc vynidv
tayvtTev HSM.
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Ewcova 1.1.6a

11



KED®AAAIO I: EIZATQI'H

ikovo, 1.1.6

SOUTEPACUATIKG, 1| XPNON NG TEXVOAOYIOG AOYIGUIKOV KOl VITOAOYIOT®V, HE GTOLYEin
TEYVNTNG VONUOGULVTG , 00NYEL GTNV PO €VVOL0L TOL OUTOUOTOV E€PYOCTAGIOV, GTO
omoio M GLUUETOYN TOL avVOpPOTIVOL TOPAyoVIO GTN ANYN OTOPACEMV KOl GTNV
Kafodnynon petdvetTol akopa teptocotepo. To chyypovo TALOV OVTOUOTO EPYOCTAGLO
amoteleiton omd epyaAEOUN(OVEG UE YNOLOKY KoOOONYNoN, MOV EMIPEPOLV  UEV
EVIVTIOOIOKY OOENCT NG TOPAYOYIKOTNTAS, OAAG omoutohv O  €EE1OIKELUEVOVG
YEPLOTEC.

Yty ewcovo Tov akorovdei (1.1.9) mapovoialetor dtaypappotikd | 16topikn eEEMEN TV
EPYOAELOUMYOVAOV OTTO TO OpPYIKA OTAdL £PELVOC WEYPL TNV OAOKANPOTIKN Kol

EMLTUYMNULEVT] EQAPLLOYN TOVC.

AUTOMGTO tpyocmmo

}Zucn'r,pum FMS

Mnxavsg DNC

Iumnpaw CiM

Mnxuvsg CNC

g M Ewxcova 1.1.9

Yfuepa, TAEOV, TO OVTOUATO EPYOGTACLO EIVOL GTO GTASIO TNG OAOKANPOTIKNG EPAPUOYNS
pe ovveylldueveg, Opms, tacelg eEEMENG. A&ilel va onuewwdel 6t tdpa 1 Evpomaikn
‘Evoon ypnuotodotel ta ‘Epyoctdcia tovo MéAlovtog’ (Factories of the Future) péoa
and 1o 7° Ipodypappa Miaicto.

12
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2. Tevikég apxég apliOunNTIKOU eAéyxou

Opropnoc aprduntikov eAEYyov

Ap1Buntikog éleyyos epyaletounyovav civor o TOMOG EAEYYOL TOV YPTNOCLUOTOLEL
aplOunTIKég TWEG Yo TV ovoeopd ot 0éom kor v Kivnon tov advev g
UNYOVIG, Yoo Tov opopd epyoreimv, oTpoedV atpakTov KAT.. O apfuntikog Eleyyog
dtvel TV duvaTOTNTA GTOV YEPLOTN VO KEMKOWVOVED) LLE TNV EPYAAEIOUNYOVY KOL VO TNV
«KkaBodnye» HEo® VOGS KMOKA, ONAOON HECH HOG akOAOLOTIOG YPOUUATOV Kol aplOpdV.
Méow ™G povadag eAEYXOL TNG EPYOAEIOUNYOVIG EKTEAOVVTOL KATEPYOGIES LE VYIOTN
axpifela Kot eAéyyovtor OAeS ot Aettovpyieg e Ot epyOAEOUNYOVES TTOV AEITOVPYOVV LIE
aVTO TOV TPOTO AEyovTor ynotakd kabodnyovueveg epyaretounyovég (NC).

Edv mopeppdiietor mMAEKTPOVIKOG VLIOAOYIOTNG Ol gpyoaielounyavég ovopdlovtot
ynoelokd kabodnyovueveg epyaielopnyoveg pe miektpovikd vmoroyiot) (CNC). Ztig
CNC epyaretopunyovég avTopaToTolEiTOL 1) AstTovpyia Kot 0 AEYY0G TOVG Hmopet va yivel
Ko and amootacn (remote control).

Ymv  mopokdte®  €KOva  mopovcstalovior  Slpopes  ynolokd  kaBodnyovueveg
EPYAAELOUNYOAVEG.

TOPNOZ ®PEZA KENTPO KATEPrAZIAZ

|

HAEKTPOAIABPQZH
m —ia

Eixova 1.2.1

13
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Ta kOpra oTorNElD EpyaAEtOoUnYOVIC optOuNTIKOD EAEYYOL (Etxova 1.2.2) givar ta €ENG :

* O1 d&oveg ™G epYaAEIOUN(OVIG - GLVOLOAGLOG YPOUUIKOV KOl TEPIGTPOPIKDOV, OTOV
k6O dEovag voeital kol pE TNV KWWNUOTIKY TOL évvoln, OAAG Kol oav GOGTNUO
petddoong xivnong, Otmwc emiong kot PETPNONG T®V GTOolKEi®V aVTNG NG Kivnong
(Béom, toyvINTO, emitayvvon). [apdderypa ypappikng kivnong anotedel 1 TpdwoN TOL
Tpamellov piag epeLac, EVM TEPIGTPOPIKNG N TEPIGTPOPN TOV SLoPETN TG PPELaC.

* To niektpovikd cvomnuo €Aéyyov to omoio meplhapfdvel cuvnbmwg éva aplBuod
uikpo-eneEepyaoct®v, RAM, ROM kot oAokANpoUéveOy  KUKA®UATOV Yoo TNV
enefepyacio Kot Olayelpton ToL TPOYPAUUATOS KOODS Kol NAEKTPOVIKE 1GYVOG YloL TOV
Eleyyo TV aEoOvav.

« To Xoywouikd - Aettovpyikd ovotuo 10 omoio TePAapUPAVEL TAPAUETPOVE
pnyovng, TepBaALov Tpoypappatiopnol, oTafepég povTiveg EMUEPOVS KATEPYUSLDV,
poVTIVEG O1ELKOAVVONG TOL  TPOYPOUUATIGHOD TNG  HOVAdNG EAEYYOL, GUOTNUO
evoeilemv Tpéyovcag Katdotaong, dloyvooTikd BAafodv KAT.

*  AlQopo TEPLPEPEIOKA YO TNV EGAYMYN TOV TPOYPAUUOTOS GTN UNYXOVY, TNV
EKTUTMOT  opyelmv kol  evogydueva v  mopaKoAovOnon 1ng Aertovpyiag g
EPYOAELOUNYOVNIG.

MEFIOEPE (A KA
e, EEFEC-
MHXANIZMO! ovm
ferie e
‘—‘ MHXANIEMLN *—| -
AIZEHTHPET | EPTANEIA
MONAZA EAETXOY EFTAAEIOMHXANH

I

Eixova 1.2.2

Ta onuepva  ocvotquota  eAéyyov CNC  (opBuntikdg  éreyyoc pe  H/Y)
YPNOOTOOVLY  emmpdcobeta  oplOunTikég TG Kol yuoo  Agltovpyieg, OM®OS O
HETOGYMNUOTICUOS CUGTNUATOV GUVIETAYUEVOV, 1) OlXEIPION TIVAK®V OE00UEVAOV , T
avTIoTAOUIoN JOUETPOV KO HNKOVG epyareiov KAT. Avtég kabdg kol emmpoOcHeteg
Aertovpyiec Ypoekmv, emkowvmviag pe dAiovg H/Y kot mepipepelokd aviidactéAAovy
tov anAd aplBunTko éieyyo (NC) pe avtdév mov Paciletor € NAEKTPOVIKO VITOAOYIGTH
(CNC). Xruepa mAéov dev voiotatar NC pe v apyikry tov évvola, amid, CNC kot
OVTO EVVOOVUE TAEOV LE TOV OPO «aPLOUNTIKOG EAEYYOCY.
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ITieovekTnuoTo Kol TEPLOPIGUoi Tov AprtOuntikov EAEyyov

Ov onuepwég povadeg CNC  extelobv peydAng oyetikd éxtaone enelepyocio ToV
dedopévov, 10 omoio, VoL HEV  TOVG npochétel  AsrtovpykdTnTO, OAAG KOt
noAvmAokotnta. To Pacikdtepo kivitpo otV avAmTLEN TOV  EPYOAELOUNYOVAOV LLE
ocVoTNUO  oplOUNTIKOD €AEYYOVL, OMOTEAECE 1 OVAYKN Yo VYNAN  okpifelo  oTIg
KOTOOKEVEG  €EAPTNUATOV — TOAOTAOKNG  YEOUETPIOG, GE CLUVOVOGCUO TOGO UE TNV
EMOVOANYILOTNTO TOV ATOTEAECUATOC OGO Kol [E TN Helmon Tov ypOVOL KATEPYAGIOC.
["a Toug Tapomdvo Adyovg, 1 TAELOYNEI0 TOV EPYUAEIOUNYAVOV TOV TOAOVVTOL GTLLEPOL
etvar CNC gpyaretopnyoavéc. H avddeitn tov TAEOVEKTNUATOV TOV EPYOAEIOUNYOVAOV
CNC pmopet va yivel cvykpivovtag Tig OLVOTOTNTEG TOVG UE OVTEG TOV GUUPATIKOV
EPYOAELOUNYOVAV.

Koataokevéc vymAng akpifetag, g taéng tov 0.0lmm 1 pikpdtEPO, AMOUTOOV OTIC
ovpPatikés epyarstopnyoves eEatpetikd  xpovoPOpeS KatePYAoies, apovd 0 YEPIGTNG
elval vmoypemUEVOg Vo SOKOTTEL GLYVA TNV KOTN Yo, Vo, PETPE TIC O100TAGELS TOV
KOMMOTION, €161 0ote va eEac@alicel v amortovpevn axpifeta. Ot gpyahetounyavég
CNC, oumg, e€otkovopobv autd to YpOvo, apov 1 axpifeia komne — cuvnbwg iom mpog
N SLOKPLTIKY) IKOVOTNTO TNG EPYAAELOUNYOVIG — elvar dedopEVN amd TO GOGTNUA.

Emniéov eEouwovopeiton ypovog pe tic CNC ko xoatd v ordayn g @dong
Katepyacioc, Omov 0 YEWPIOTNG OLUPATIKNG UNyovig Ba MTov VITOYPEDUEVOC Vo
OTOUOTNGEL £TG1 MOTE VO £IvOl dSuVOTH 1| GLVEYION TNG ETOUEVNS PAGNG.

H mopayoywn owdikacioo kot 10 omotélecpd ¢ e€aptdtonr akOpo Kot omd Tnv
KOm®o™n Tov Yepoth). Xto cvotnuato CNC, mopokAumTtovior ovtd to TpoPAnuota
KOl EMTAEOV, EMEWON 1) EMAVOANYILOTNTO TOL OTOTEAEGUATOC Elval 6€ LVYNAG emimeda, O
ELeYY0G TNG TO1OTNTOG TEPLOPILETOL GTO TPMTO UOVO KOUUATL.

Evod Olec ot unyovovpykéc katepyaoies, amiég 1 obvbeTeg, umopovv va yivouv amd
Ynoelokd KaBodnyovpeves epyarelopunyoves, ogv oupfaivet to 1010 kot Pe TIg CLUPATIKEC.
211¢ ovUPATIKEC EPYOAEIOUNYOVEG, 1] OLVATOTNTO. KOMNG TEPLYPUUUAT®V T  OToio
amottovv Kivnon tov Komtikolh epyaieiov tavtodypova oe 6vo dEoveg, Ppioketar o€
dpeon e&aptnomn amd v eumelpio kot OeEl0TEYVIOL TOL YEWPICTH KOl ALTO UOVO Ylo
OmAQ KOUUATIO, €VO T KOTN TEPLYPOUUATOV OE TPELS OlOOTAGELS €lval €VIEAND
advvartn. Avtifeta otig  epyareounyavég CNC, ot duvatdomteg avtég  eivar
YOPOKTNPLOTIKEG,.

Y ovTioTaOon ouTOV TOV  TAEOVEKTNUAT®V, ot gpyoaretounyavég CNC  €yovv
VYNAGTEPO KOGTOC AYOPAC KOl GLVTIPNONG KOl OTOLTOVV EUTELPOVS TPOYPUULOTIOTEG
eCOWKEIMUEVOVG  LE TIG UNYOVOLPYIKEG KOTEPYOOIEG, TOV TPOYPOUUATIGUO Kol TN
Aertovpyio TOVG.
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3. Adoveg Katepyaoiag

H évvowa tov 1Omov ghéyyov tav afdvav £yl 1daitepn onuacio yo TNV KOTAvOno”n Tng
apyns Aertovpylag g epyoietopnyovis. e v kivinon tov afdévov €xel onuacio
10 opyikd onueio, 10 TEMKO onueio (mpoopiouds) kot N TayvTnTo TS Kivnone. O
amAoVGTEPOG TPOTOC Kivong amd TO apyKOd oT0 TeEAKO onueio elvar m aveEdptnt
petatémon kdbe dEova towtdOypova, OALL ywpic cbvoeon TV afdvov HETAD TOVC
(onpeio mpog onpeio). Avtdg o TpOTOG elval GaEEg OTL Kivel, my éva epyaieio kommg, amod
éva onpeio og éva dALo, aAAd yopic va divel onuacia otnv akolovBovpevn tpoyrd. O
TPOTOG AVTOG YPNOLUOTOIEITO GVVNOWMC OO TIC TOANIOTEPEG UNYAVEG OATPNONG Ko
KATOlES EPYAAELOUNYAVES OLAUOPPOONG EAUGUATOV.

[MopaArayn Tov TOmMOL aLTOV amotelel | petotdmion kdbe GEova dradoyKd, 1 OTwg
ovopdleton cuVNO®G “YPAUUIKNG TPOYLAS, GTOV OTT010 EKTEAOVVTAL GLUVNOM®G O1000YIKES
YPOUUIKES KIVIOELS, TOL £X0VV OUMOG TEPLOPIGUEVT] YPNOIUOTNTA, ETEWN givor SVGKOAO
va akoAovOnBel cuykekpyévn Tpoytd otn yevikn mepintwon. O mo eEeMypévog THmog
Kivniong tov afdvov elvalr pe oLYYPOVIGUO TOLG £TGL MGTE Vo dypdeeTon pia
ovykekplévn  tpoyld oto yopo. H mo ovvnbwopévn mepimtoon eivor o
oLYYXPOVIGUOG TPV advav, pe Tov omoio givor dvvat) 1 daypaen KAUTOA®V GTO
Y®OPo. Mia Tapodiayr] aVTOL TOL TPOTOL VTAPYEL Kol OTO €mimedo pe dvvatdtnTo
YPNONG OUMC TOLAAYIoTOV TPV aEOVeV (kiviion 2.5 dlaotdcemv). O cuyypoviordg
ovtog yivetar pe mapeppfoin (Interpolation) mov viAomoteitar cuvnBwg e Aoyiopikd. O
TOTOG AVTOC EAEYYOV OVOUALETON “YEVIKEDUEVNG TPOYLOS .

Kabopiopoc tov a&dvav

Ov d&oveg ovvtetaypuévov kKot o tpoémog kabopiopod 1ng Oetikng katevBuvong
Kivnong ywa gpyaietounyavég aplBuntikod ehéyyov meprypdeovtor oto ISO-841 tov
1974 xor ot avtictoyya €0vikd mwpdTuma DIN, BS .

Opiletar 0e&166TPOPO  KAPTESIOVO GUGTNUO. YL TOVS KLOPLovg GdEoveg X, Y kot Z
(Exova 1.3.1)

Ot ypappikoi AE0VeC [ag epyarElopnyovng eivort

s otkOopor X, Y, Z,

* o1 oevtepevovieg U, V, W, mapdAiniotl mpog Tig d1evBivoels X, Y, Z avtictotya.

* ot BonOntwcoi P, Q kat R., 6yt avaykaio wapdAiniot tpog tig dtevbiveelg X, Y, Z.

Ot a&oveg meprotpoeng cvpPorilovtar pe A, B ko C ko glvan eniong mapdAiniot tpog
TIG KUPLEC KOPTEGLAVEG OevBiveels X, Y, z. H Betucn xatehBuvon mepiotpong Yo Toug

déoveg A, B ka1 C mpoodwopiletar pe tov xKoavova Tov  JeEOCTPOPOV  KOYAlo
Kortwvtog Tpog ) Oetikn kotevbuvon tov a&dvov X,Y,Z avtictorya (Eikova 1.3.2).

O d&&ovag R (Reference = avagopd) cvyvd ypnowomoteitor avii tov Z vy va
dniwcel 10 eninedo (avapopds) OTOv amocVPETOL TO £pyareio EPELAC, OPATAVOL Kot
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GAADV CUVAQOV EPYUAEIOUNYOAVAV HETE TNV OAOKANP®OON HWOG QACTNS KOMNG Kot
mpwv v Evapén ¢ enOUEVNS Kol TOV® oo TO omoio To gpyoieio eivar dvvatd va
Kivelton pe ypnyopn npdmon.

-x
7 é‘tji.._,x

Eixova 1.3.1 Eixkova 1.3.2

Ot kavOveG TPOCGAVATOAMGHUOD TOV KOPTEGLOVOD GUGTNUOTOS GE  EPYOAEIOUNYOVEG
etvar o1 axodrovbor :

['a tov déova tav Z
« Xg gpyoreopnyaveés opelopiopatog 1 dwdtpnong n oduPaon eivor o Z d&ovog

va givon TopdAAniog pe v atpaxto kot 1 Oetikn Katevbuvon va aviiotoyel o€
avénon g amdoTaoNg TEpOio - pyaAeiov.

* T'evikd o G&ovag Z elval KoTd UNKOG NG KLPLIG OTPAKTOL (TS OV JbETEL TNV
péyiom woyv). H drpaxtog umopel va mepiotpépel 10 gpyareio (0nwg o dpdmava) 1 To
TeUd 10 (0TS 6 TOPVOLG).

* Ed&v dev vmdpyer drpaktoc, 6mwg A.x. o€ mAdves, o afovog Z eivor kaBetog otnv
EMPAVELD GLYKPATNOMG TOV TEHOYioV (Tpamélt).

["a tov d&ova tov X :

* O d&ovag X elvatl TapdAANAOG TPOG TNV EMPAVELL GLYKPATNONG Kol TOPAAANAOG
TPOG TNV LOKPVTEPT OO TIG KWWNGES TG Unyovns. Omov eivanr dvvatdv mpémet va
etva oprlovtioc.

* Y& gpyodelounyoveég UE TEPOTPEQPOUEVO  gpyoAeia €dv o dfovag Z elval
oplovtiog, M Betikn katevBuvon X eivon mTpog T He&Ld KOITOVTOS OO TNV KOAMVA TPOG
10 Tepdyo. Eav o d&ovog Z eivar xoataxopveog n Oetikny katebBovon tov dova X
elvatl Tpog ta 018 KOTMVTOS 0o TNV ATPOKTO TPOG TNV KOAMVA.

* XV mepintmon topvov o aovag X £xetl kotevBuvon akTvikd mpog ta EE.

[a tov dfova tov Y 1 Oetuq xotedBuvomn mpokdmier amd 1o deEOGTPOPO
ocvotnua X-Y-Z petd tov mpocsdlopiopd twv Oetikdv Katevfiveemv yla tovg dEoveg X

Ko Z.
17
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[T avoivtikd, yo va yiver xatavonmy m €vvola tov afdvev katepyacioc, &ivot
eukoAOTEPO vo vrmotebel OTL Oheg ol KIVNGES MOG KOTEPYOsiog HE WYNOuKd
Kafodnyovpevn epyaretopnyovny yivovtalr and to KomTikd epyolieio, ympic PEPoara va
oyvEL OV TO.

Mo mopdderypo, oty TOpveLOT He ynoelokn kabodnynon, a&oveg Katepyoasiog eivar ot
KIVNGELS, OV eKTEAEL TO gpyareio kdbeta Kot mapdAAnAa mTpog ToV AEOVA TEPLGTPOPTNG
T0V  KotepyolOUEVOL Tepayiov, EMOUEVMS, dpkel M ypNoN ERNESOV GLOTNUATOV
CUVTETOYUEVOV, KOl LOAMGTO KOPTESIAVOV, OT®G Tapovstaletal oty Eikova 1.3.3.

To ouaTnua gpyaAcgiou - Teuayiou

Ecova 1.3.3

[Topdderypo TOpveLONG.

Avrtiotorya, oto ppeldpiopa pe ynelokn kabodnynon, ot Pacikég KIVIGELS TOL EKTEAEL
éva epyorelo ¢ mpoc 1o Katepyalouevo Koppdtt, eivor 1 kAT, M SopnKNg Kot 1M
eykapoto. XT1g pELeg e Ynoelokr Kabodnynor, ToLAdy IGTOV dVO amd OVTEG TIG KIVIOELS,
ONAadn M OWUNKNG KOl 1 €YKAPCLOL MG TPOG TO TEUAYLO, UTOPOLV VO EKTEAEGTOVV

18



KED®AAAIO I: EIZATQI'H

ave€apmra M po and v GAAN aAAd Kot Towtoypova. Axopa eivor duvatég ko
TEPLOTPOPIKEG KIVNGELS. [V avTd 10 AOYO, GLUYVE YpNoIoToLEiTatl 0 Sy ®PIGHOG HeTAED
TOV YPOUUKOV Kol TOV TEPIOTPOPIKOV Babumv ehevbepioc. (Ewova 1.3.4)

| Karoxdoupn wpéfa | |_T|'J ouaTua £pyaALiou - Tepayiou |

Eiwxovo 1.3.4

il [Mapdaderypa ppelapiopotog.

Avaroya pe TOVG AEOVEG KATEPYUSTOG Lo HUNYOVIS, 0VTH TTAipVEL £VOL OVTIGTOLYO OVOLLOL.
‘Eto1, 6A01 o1 tépvol ymotakng kaBodnynong ivar tovddytotov 2 aEovov (dtaEovikol).
Xty do katnyopio avikovy Kot TPEGGEC, unyovég komng e laser kou plasma, pnyoavég
NAEKTPOSIEPpmONG, KaBMG Kot unyaveg StiTpnomng.

Mio pnyovn, oty omoia Kiveital tavtdypova to Tpaméll 6tovg d00 0plovTiovg AEoveg,
aAAG Oyl Ko 6ToV KOTaKOpLeo dEova, Aéyeton punyovn 2 %2 a&oévov. Av n kabBodynon
EMTPEMEL TNV TOVTOYPOVN KIvNom Kot 6Tov Katakdpupo aova, n unyovn givat 3 a&dvov
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(tpra&ovikn). Mnyavég 3 alovov eivor ot @péec, oL HETPNTIKES UNYOVEC, Ol HNYOVEG
AT oG Kot TOAAEG AAAEC.

Téhog, avaroya TIC SUVATOTNTEC TEPIOTPOPNG TOV TPOmECIOV UE TO KOMTIKO E€PYUAELD,
oNAaodmn, dv vdpyet pia 1 Kol TEPIGCOTEPES TEPIGTPOPIKEG KIVIGELS, LWITOPEL Iio, YoV
va gtvar 4, 51 6 a&ovav.

O meprocodTepeg Qpéleg elvor TPLagovikéc, evd TePLGGOTEPOLS GEoveg ObEToVY TaL
KEVTIPO Katepyaoiag mov givar cuvnOmg teTpaovikd 1 teviaovikd.

4., KotrTikd gpyaAegia

To womtwkd epyorela oTic epyaisounyoveéc e€ivor ovtd mov  EKTEAOVV OAEG TIG
katepyacies. To epyoreio Kataokevalovior amd SAPopo VAKG Kol HE OLpOPETIKT
YEOUETPIO, TPOKEUEVOL VO Vol KATAAANAO Yol TO €100G TIC KATEPYOGING OV EKTEAOVV
Koty 10 KotepyolOopevo vAko kol Yo vo Tpocdidovy v emBount axkpifela. X
Bropmyoavia. vIdpyovy TOAAA VAIKA KOTTIKOV epyaleinv mov ypnoiomolovvtal (Ewxovo
[.4.1). To kaAbtepo epyoreio Yoo po. Kotepyaoio givor ovtd mov Exel emAeybdei
TPOGEKTIKA KOl TPOLYLOTOTOLEL TNV KOTEPYOUGIO YPTYOPQ, OTTOSOTIKE KOl OTKOVOULKA.

‘Eva komtikd epyadeio, yio vo TopdyEl TOLOTIKG KOL OIKOVOULKE KoppdTia, o tpémet vo
dwtnpet ™ okAnpodTNTA TOL, TIC LYNAEG Beplokpacieg mov avonTOGGOVTAL KOT TNV
KOTN, TNV avOekTIKOTNTA TOv, ®oTe va unv OpvupotiCetar kotd v Kotepyosia,
Kol TNV avtoyn tov otn ¢Bopd, yio va emtevytel n embBounty {on tov epyareiov,
TPV avTd YPEOCTEL VO avTIKOTACTOOEL.

H oM 1ov xomtikov epyoieiov givoar 0 MO ONUOVTIKOS OLKOVOUIKOG TTOPAYOVTOC
OTNV KoM METAAA®V Kol €mMNPedleTol omd TNV TOYOTNTO KOMNG KOl TNV TOYVTNTA
napayoync. H peiowon e taydmmroag komig avédvel ™ (on tov  gpyareiov, OU®G
HEWOVEL TNV ToyvTNTO Topaywyns. Eve oavtiBeta, n adénon g taydmtog KOmng
avédvel ™V TaYLTINTO TOPOY®YNG OAAG OTTOITOVVIOL TEPICCOTEPES OAAAYEG TV
eOapUEVOV KOTTIKGOV gpyOaieimV, TO 0mol0 GUVETAYETOL ALENGT TOV KOGTOVG,.

Ta woupdtepo LVMKO TV KOTMTK®OV gpyoieiov  elvar, o yoAvPag (Wlaitepa o
tovydAvBag HSS - High Speed Steel), ta yvtevtd xkpdapoatoa(Cast Alloys), o
okAnpouétoria (Carbides), to kepoukd (Ceramics), to StopudvTior Kot Ol AELOVTIKEG
okovee. To komtikd epyoreio amd TayvydAvPa Kol SKANPOUETOALO €ivol ovTO TOL
YPNOOTOLOVVTOL GE LEYOADTEPT £KTOON YO TIS KOTEPYOUOIES aApaipeESNC VAKOV.
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‘\\ki};’,’ !\\‘?\?'l ]

I'a tic CNC @péleg ko o KEVTPO KOTEPYOOING, TO TIO CNUAVTIKA €pYaAEio givon Tal
KOVOUALO, TO. TPLTAVIA, Ol GTEPOTOUOL POUES K.0L.. XTO KOVOVALL UTOPOVUE VO EXOVLE

Ewova 1.4.1

péxpt déka mepimov TTEPLYLOL.

O apBuds TV etepdv - mtepuyiov (flutes) ota kovovAla ppelapiopatog eEaptdtol amd
10 KaTEPYALOUEVO VAIKO, TIC O10CTAGELS TOV VO KATEPYASia TEUMYIOL KOl TIG GUVONKES
katepyacioc. ['evikd 1oyvel 011 660 TeEPLGGOHTEPU TTEPVYLD TOGO UEYAAVTEPT aKpifeia
APOIPECTC VAKOV.

Mo v emioyn tov KatdAAnAov epyaieiov mpémel vo TPoGOopicovE TIG EMBLUNTESG
ouvOnkeg komnc. 't avtd eivan ypnoo va eléyyovpe 10 Pabog Komng Kot v TAdylo
petatomion (amd Tovg KATAAOYOUS TMV KOTOUCKELOGTMOV) KOl VO LTOAOYIGOLHE TNV
TaYOTNTO TEPIGTPOPNG TNS ATPAKTOL KoL TNV TAYVTNTO TPOWGCNG TNG EPYOUAELOUNYOVIG.

[o Tov vTOAOYIGUO TOV TOAYLTATOV OLTOV, Ol KOTOOKEVAGTEG TOPEXOVY TNV
TEPLPEPELOKT] TAYVTNTO KOL TNV TPOMGT OvVA TTEPVY1O.

H zmepipepeioxn toydpra elvor n amdGTOGN 7OV SOVUEL TO KOTTIKO €pyoreio otnv
TEPLPEPELDL TOL KOOMDG TEPIGTPEPETOL Y10 VO, TPAYUATOTOMGEL M0 GUYKEKPLUEVT
Kotepyaoio, 1 ahMdg N taydtyro. komng (cutting speed), kot cvpforiletar pe Ve Kot

uetpiétan og pétpo ava Aemwtd (m/min).

H mpowon romnc f (cutting feed) eivar 1 omdotacn v omoiat Stovdel TO KOTTIKO M
T0 vnd Katepyacio Tepdylo (petatdémon TPAmELNC  EPYOAEIOUNYOVIG), KATA TN
SLIPKELD HOG TTEPLOTPOPNS TNG Kupiag atpdktov TG epyareiopnyovig (spindle) pali pe
T0 KOMTIKO, peTpovuevn oe ivioeg avd mepiotpoer, (IPR) 1 mm avd mepiotpogn
(mm/rev). T éva moAdETEPO KOomTikd gpyaieio (multi-point tool) , n TpoOWON KOTNG
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16o0toL pe T Tpdwon avé séva T, (feed per tooth) kot petpiéton oe tviceg avé Sovtt

(IPT) 1 mm/d6vTi, TOAATAAGIOGUEV LE TOV PLOUO TV SOVTIAV TOV KOTTIKOV.

[Mapakdrm tapovcidleton n facikn oporoyio Kol didpopot GVUPOAICHOT KATH TO

opeldplopa:

D, : Awdpetpog xomng (mm)

Iy @ Yn6 xarepyacio unxog (mm)

: BdBoc xomng (mm)

8, : [TAdtog komng (mm)

V¢ : Taybdtmro konrg (m/min)

Zn  Ap1Ouog doviidv

f, : péwon avd d6vt (mm/S6vri)

f, : IIpdwon avd mepiotpoen (mm/rev)

Vv  Taydmrta tpéwong tpaméing (mm/min)

hex : Méy1610 TéY0C omofArTov (mm)

hy : Méco Bepnticd méyog amofAitov (mm)
N : Ztpoeéc atpdrtov (RPM)

K, : Baocwy yovio komic (degrees)

Ot Baocikég oy€oelg vtoAoyioHoD givat:

. i na-D o
Tayityre komjs (V) : v, = [ m/min ]
1000
1000 :
Lrpogéc atpaxton [ REM ) : e D [ rev/min ]
7D,
Tapityra mpowens (v, ): v, =n-z - f [ mm/min ]
v, =mn-z, - f. [ mm/min ]
1.1
Hpiwey ava déver (f,) @ f. =— | mm/dovn |
n-z,
1J
Hpéwan ava repiatpopn (f,): f,=-=+ [ mm/rev ]
n
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5. Kwdikag epyaAgiounxavig

H mapaywyn tov kodika g epyaretopnyavig ivol 10 TEAELTAI0 GTAOI0 TNG EUKOVIKTG
onuovpyiag TV SEOp®V  Katepyacslav. Teleudvoviag, Yo mopddslypa, TIg
KOTEPYAGIEG KOMNG EVOC LOVTELOV KATEPYAGTIOC, Ol OLOPOUES TV EPYOLEi®V TTPETEL Vol
evofolv Kot va LETAPPACTOVV GTOV KAOJKO NG e€PYOAElOUNYoviG. Ymapyovv moAAoi
OLLPOPETIKOL  KMOTKOTOMTEG, Kabmdg  vmdpyovv Kol TOAAEC OLOLPOPETIKES
gpyoretopmyoavés. ' avtd to AdOyo, mpémer va Ppebel 0 cmGTOC KMOKOTOMTAS Yo
Vv KAOe EpyarElOUN)OVT] TOV YPTCLLUOTOIEITOL.

O K®OKAC NG EPYOAEIOUNYOVIG TTPEMEL VAL TTEPLEYEL GULVTETAYUEVES YoL TNV Kivnon
TOV €PYOAEIOD KOL TOL KOUUATIOV, OMMG EMIONG KOl TANPOQOpieg Yo TOV EAEYYO
TOV CLUGTNUATOV TNG €PYOAEOUNXAVNG, OM®G &ivar 1 TOYOTINTO TEPICTPOPNG, 1
YPNON TOL YLKTIKOL VYPOV KOl 1) OAAQYT] TOL KOMTIKOV gpyoAeiov.

Ynrépyovv Tpelg S0POPETIKEG TPOGEYYIGEIS GTOV TPOTO GUVTAENG KOl OTOGTOANG €VOG
KOOIKO G€ o unyovn aptfuntikov eAéyyov, ot omoieg eivan n xepovoktikn (Manual), n
niektpovikd vrofonBovpévn (Computer assisted) kot 1 avTOHOTN TPOGEYYIOT).

2NV YEPOVAKTIKT], O KMOKAG GUVTACGCETOL GTO XEPL YPTNCULOTOLDVTAS TPLYWOVOUETPIKESG
Kot OAYEPPIKEG OYEGEIS KO LETOPEPETAL GTNV KEVIPLKT] HOVASA TNG UNYoviS €ite amd 10
TANKTPOADYLO TNG UNYOVIG €iTte HEGH KATOL0LV AAAOV HEGOV UETAOOCTG OTTMC OATPNTES
Kbpteg (oe mo maMég pnyoaveg), oeplakn B0pa (RS232) wor diktvo (Ethernet). H
ONUovPYio KOIKA HE aTOV TOV TPOTO Eival apKETA TOAVTAOKN Kot Ypovofopa, 101KA
YO TOADTAOKO KOUMATIO, KOl 1Owitepa Yoo avTd HE EMQAVEIES €AeVBEPNC LOPOTG.
Eniong, pmopovv edkoAia va ompiovpynfovdv GLVTOKTIKG Kol DTOAOYICTIKG AGON ©TO
Tpdypappo 1| vo, Yivel AaBog elcaywyn OE00UEVOV GT| LITYOVT.

SOppova pe TV NAEKTPoVIKd VTofonBovévn TPOCEYYIoT, TEPLYPAPETUL GE LU0 YADGGO
TPOYPOUUOTICUOD 1 YEOUETPIOL TOV OVTIKEWWEVOL KaBME Ko 1 embounty mopeia Tov
KOTTIKOV Kol pe Baon avtd yiveton avtopata 1 dnpuovpyio tov apyeiov BEong KomTikon
(CL File — Cutter Location File). £t ocuvvéyelo évog katdAinio pvOuiopuévog TeEAMKOS
eneEepyaotg (Post-processor) avalapupdvel tnv petatpony) tov apyeiov BEong Komtikon
o€ apyelo pe K®OIKa Tov avtiapfPdvetol 1 ekdotote unyavr. Amo ekeivo 10 onueio Ko
petd yivetor 1 HETASOON TOL OpPYElOL OTNV UNYOVY OTMOC Kol OTNV  XEPOKIvITN
TPOGEYYIoN. AVT M TPOGEYYIoN YPNOUOTOLEITO TPV TNV OVATTLEN TOV GLYXPOVEOV
CAD/CAM cvomuatomv.

Téhog otV avTOPATN TPOGEYYIST TO KOUUATL 7OV OEAOVLUE VO KATOUGKELAGOVUE
oyxeddleton og éva mpdypappo CAD kol 6TnV CUVEXELD TEPTYPAPOVUE TNV YE®UETPiO
0V, ®oTE v dnuovpyndel avtopata 1 mopeion wov Bo akolovOnocel to Komtkd. Ta
dedopéva avtd dnuiovpyodv to apyeio Béong tov komtikov (CL File — Cutter Location
File), to omoio pe éva xotdAinio pvOpicpévo telMkd emelepyaotn UETATPEMETAL GE
apyelo e K®OKa Tov ovTIlapuPdvetor 1 ekdotote unyovi. And exeivo 1o onpeio Kot
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HETG yiveTow 1 HETAOOON TOL OpPYElOL OV UNYOV OTMOC KOl GTNV YXEPOKIVITY
npocéyylon. Xta ovyypova ovotiuate. CAD/CAM, 1o kvupltdTEPO TPOYPAUUOTO TOV
ypnowomotovvtar givar CATIA — Dassault, Pro/ENGINEER — PTC, UG — Unigraphics
solutions, I-DEAS — SCDR/ Unigraphics solutions, Solidworks — Solidworks/ Dassault,
Inventor/ Autocad — Autodesk kot ToAAG GAAQL.

Ldvioln Fewpcrpia
TOOYPOUaTO, Avrscgtvou

r

MerayMiTron Nopcia Koo

CL dedogitva

\

Lovaln xadea pt Tehxry
1o Xipt Emlepyooic

e CL. St Bopiva

Y Y -

Xoposheym AnocroM) swodea AMOaroAy wasea
[ O T gmV pnxov oy prpavr’

|

Kwisog Mayow)g Kuwdeog Mnyovng Keodmag Mgeavrg

EAcyxrig

Manyovr
apBunmrod

My xou

To apysiov 0éonc komtikov (CL File — Cutter Location File) eivar éva mpoypappo
KOTEPYAGIOS TOL OVTIKELEVOL, Ypoupuevo og APT.

H APT (Automatically Programmed Tools) €ivalr n mp®dtn] Kot TO OVIITPOCORTELTIKN
yAoooo mpoypappaticpod CNC. Eivolr mpocavatoAopévn otov opiopd  yeoUeTpiog
Kol Aydtepo o1n AVomn  TeYVOAOYIKOV Oepdtov g komng. Exet v duvvatdtnta
TPOYPOUUOTICHOD 5 a&dvov kol €xel emnpedost T Onpovpyio TOAADY TAPOUOLDY
yahwoowv, Omowg NELAPT kot EXAPT, ot omoieg Opm¢ woAdmTOLV KO TV
TEYVOAOYiO KOG, OTMC VITOAOYIGUO TOGMV (SL0O0YIKMV TEPACUATOV), TPOWCNG KAT.

H APT meprhapPdver tpio €idn evroddv. Avtéc mov opilovv yewpetpio m omoia
Oa ypnowomnomBel yoo tov Kabopiopd ™G TpoYLdc Tov epyareiov, avtég mov opilovv
TIG KIWVNOELS TOL EPYOAEIOL KOU QUVTEG TOL GLUTANPAOVOLYV TO TPOYPOUUO HE TOV
OPWOUO  TEYVOAOYIK®OV TOPAUETPOV (TPO®ON, OAAYN €PYOAEIOL KAT) OAAGL Ko
TOPOAUETPOV dloyelptoNg TOL TPOYPAUUOTOG.
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O xodwag unyavne eivar o k®Okag mov avtiapfPdveror n unyovy. O KOOWKOG
amaptiletor and évo TAN00G EVIOADOV OV €KTEAOVV O10POPEG AELTOVPYIEG OTNV UNYOVY.
Ot evtoAég elval YoPIGHEVES, avaAoYa e TNV Asttovpyio TOVG, G€ 7 KT YOpleC.

n  Ap1Ouoc mpotaong (Nxxx): ANAOVEL TOV aplBLd TOV GET EVIOADV.

= EvioAég Opaocmnpromoinong «ivnong (Gxx): Eivar ot evtodéc mov  divouv
TANPOPOPIES Y10 TO €100C TNG Kiviiong mov Oa eKTEAECEL TO KOTTTIKO.

«  2vvtetoypévee (X,Y,Z, A xouu B): AnAdvouv TIG GUVIETOYUEVEC KOL TOV
TPOGUVOATOMGUO TOV KOTTIKOV.

x«  [Ipowon (F): AnAdvouv v toyvtnta pe tnv omoia yivetot po Kivnon.
= Taybvmtao nepiotpoens (S): ANAdveL TNV TOVTNTA TEPIGTPOPTS TNG ATPAKTOV

n  Kontikd (T): Aniover to xontikd mov Ba ypnoyomomBel yioa v eKtéAecT €vOC
UTAOK EVTOADV

=  Bondntikég Aertovpyieg (M): Aniovovv v evepyomoinom 1M amevepyomoinom
KAmo1mV TpocheT®dv AELToVpyldV (.Y, EVEPYOTOINGT THG ATPAKTOV, POT] YUKTIKOV KAT) .

Ka0e oet eviohav amoteleiton Kupimg amd eviodég dpaotnplomoinong kKivnong (KOdukeg
G) 7M/xou amd Pondntikég Asttovpyieg (kddkeg M). Xto téhoc KAOe pUTAOK EVIOA®DV
EI0GYETOL KO O YOPAKTNPOG €0b OV ONAMVEL TO TEAOG TOV UITAOK EVIOAMV TOV TPETEL VO,
exTeELEOTEL.

O mpokatapktikol k®IkeG Asttovpyiog N Kddowkeg G mpoetotdlovy TV pnyovn £1ot
wote va yvopilel Tt va Kavel pe t1g vrolouec mAnpoeopies. Ot Pacikdtepor kwdwkeg G
uag tomikng epélac CNC pe ovotnua eréyyov FANUC eivau:

00 | EvBbypapun kivinon pe tayeio tpéwon

01 | Ipappuxn mopepfoin

02 | Kvkhkn mapepfoin pe mv @opa TV SEIKTOV TOL POAOYLOD
03 | Kvkhkn mopepfoln avtifeta amd v gopd TV SEIKTMOV TOV PpOAOYL00
04 | Xpovikd kobopiopévn ovoovn

33 | Kom onelpouatog pe otabepd Prpa

40 | AxOpmwon ¢ avTIoTAOoNG TOV KOTTIKOV

43 | AvtiotdOuon WiKovg Tov KOTTIKO

70 | [Ipoypoappaticpudc e ayyAosaovikd GUGTN O

71 | [Ipoypoppaticpog 6 HETPIKO GUGTN UL

90 | ATOAVTO GUGTNLO GUVTETUYUEVOV

91 | Zyetkd GVOGTNUO GUVTETOYUEVAOV

OOOOOOOOOOO®
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H evtoln kddika M ypnoipomoteitat yio Tov EAEYY0 TAPUAEITOUEV®V AELTOVPYIDV, OTWG

elval n ekkivnomn g aTpdKkTov, 1 6TACT, N dAAAYT] KOTTIKOD gpyareiov KTA. Xe KdaOe

UTAOK

glvar ovvatov va opwofel povo poe Aettovpyia M. Ov Aertovpyiegc M

TOPOVCIALOVTOL GTOV TOPAKAT® TIVOKOL:

00 | Atokom TPOYPAULOTOG

01 | IIpooaupetikn S10KOTN TPOYPELUATOC

02 | Téhog mpoyplupoTog

03 | Ag&lOoTpOPN TEPIGTPOPT TG ATPAKTOV

04 | ApiotepOGTPOON TEPIGTPOPT TNG ATPAKTOV

05 | Alokomn Aettovpyiog aTpaKTOn

06 | AALoyn KOTTIKOD

07 | Yoktiko oe pop@1| opiyAng

08 | Yuktikd o€ pon

09 | Awkom| YuKTIKOD

19 | [IpocavotoMcopds atpdkTon

30 | Télog tauviag

48 | [Mopdkapyn — akvpwon OFF

49 | Iapdkapyn — axkvpmon ON

98 | Metapopd 6€ VTOTPOYPOLLLLLOL

TREREREREREEEEEEREER

99 | Metagopd 6to KUPLo TPHYPAULO (TELOG VITOTPOYPELLUATOC)

6. ZTadia HEAETNG Yia TTpoypaupaTiIond CNC

To otdolo peAétng mov eivol amopaitnto vo yivouv TPV TOV TPOYPUUUATICUO NG
KOTEPYAGIOC, TOV TEPLYPAPTNKE TPONYOVUEVMG, EIVOL :

>

H emoynq ™c unyovie (KatdAAnin kot embount) unyovn, kédbetn 1 oplovtia,
AAPOPEC TOAVAEOVIKES K. 0L )

H emloyn 1ov 1poémov ovykpdtnong (mpocdlopiopds OlGTAGE®Y  TOL
OKOTEPYOOTOL KOUUOTION, GYESGUOC 10lookevnc-fixture ywoo v kaAvtepn
GLYKPATNOT] TOV)

O mpocdopiopds TV edoewv Katepyosiog (avaAoyo HE TNV YEOUETPIOL TOV
KaTEPYAULOUEVOV KOUUATION, YEVIKA ETBLUOVUE OGO TO dVVOTOHV MYOTEPES PACELS
Y10 VO EE0TKOVOUNGOVE XPOVO KOl KOGTOG)

O mpoodiopiouds tov otadinv katepyoasiog (0nmg 1 Tpoepyacio- preparation, to
Eeyxovopiopa- roughing, to mpogwviptopa- semi-finish kot to ewiptopa- finish ko
dNuovpyio. VWOSOUNG GTO VIOAOITO LAKO Ylol TNV EWOUEVN GAOT Kol YEVIKOG
TPOGOIOPIGHOG KOTEPYATLDV)
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KED®AAAIO II: PRO/MANUFACTURING
Il.  Pro/Manufacturing

1. Eicaywyn

To Pro/Manufacturing omotekei éva amd ta Pacikd vroovotiuate tov Pro/Engineer.
To vmocvotTUa aVTO EMTPENEL TN ONUIOLPYID KOl TNV EKTEAECT] TPOYPOUUAT®V Yo
pNYavéG aplOunTkov €AEYYOL, T OMUOVPYIK TPOYPOUUATOV Yio. TNV €mBe®dpnon
KOUUATIOV KaB®G kot GALeg Asttovpyieg mov oyeTilovTon Kot pe GAAQ VTTOGVGTNUATO TOL
Pro/Engineer. ITo ovykekpéva, to Pro/Manufacturing omuovpyel ta  ovoykoio
dedopéva yio v kKaBodnynon tov epyareiov o ol unyovr] apltdunTikov eAEYYOL, Yo
NV Kotepyacio evog KOUpatod to omoio £yel non povtelomombel oto Aoyispukdé CAD
tov Pro/Engineer. T'ivetor oakpiPrig Tpocdloptopds e OladKaciog KOTOOKEVNG TOL
KOUUATION, KABMG vIdpyel 1 SuvaTtOTNTO OPIGHOV OAMV TMV TOPAUETPOV KOTNG Kol
EMAOYNG TOV KATOAANA®V KOTTIKOV gpyoreiov kol emiong, 1o mo Pacwkod, yivetot
TPOGOUOIMOT TOV KATEPYACSU®Y GTOV LIOAOYLoTH. Bdoel g mpocsopoimwong yivetot
ELeyyog Yo TuyOv AGON Kou BedticTomotovvtot ol Katepyaoies. 'Emeita, apov emAeyel n
KATOAANAN oAAnAovyio KATEPYUSLDV, TO AOYIGHIKO €YEl TN SLuvatOTNTO VO €EAYEL TIG
KOTEPYAGIEG QVTEG GE LOPON CLUPOTOD KMAKO e TNV CLYKEKPLUEVT unyavi] mov Ha
KATEPYOUOTEL TO KOUUATL. O KOOKAG QVTOG, GTY] GLUVEXELN, LETAPEPETOAL GTN UNYOVI LECW
KATAAANAOL AoYiopKoV, cuviBmg pécw Bupag RS-232.

To Pro/Manufacturing amoteAeitol amd T0 TOPUKAT® VITOGVGTHLOTOL:

* Pro/NC
To Pro/NC eivar to x0pto vrmocvotnuo tov Pro/Manufacturing pe 10 omoio

UTOPOVLE VO ONUIOVPYHCOVUE TPOYPGLUATO Y10, UNYOVES aplOunTiKoh eAEYYOL
(ppélec, TOPVOLG, UNYOVES NAEKTPOOAPP®ONG K.0L.)

* Expert machinist
To Expert machinist givor éva vroovotnua tov Pro/Manufacturing, to omoio
TPOGPEPEL £VaL YPOPIKO TEPIPAALOV OOV UITOPOVV Vo, dNUtovpyNnBovV o 0KoAa,
Kot ypryopa axolovbieg apBuntucod eréyyov, He okomd TN dnuovpyia
TPOYPOUUATOV Yo Opéleg TPV a&ovav. To Tpoypappo avtd mopéyel £va
oVUVOAO 18 £TOMV KATEPYACIOV OTME KOTEPYUSIO TPOSAOTOV, TPOPIA, O18vVOIEN
KOWAOTNTOG, OTNG KOl KOVOALOD, 0TS POIVETAL GTO TOPAKATM TANIGLO:

FEHGDPGGESSEEHIVFIET

* Pro/Process
To Pro/Process givatl éva vrocHotnuo tov Pro/Manufacturing oto omoio yiveton
0 TPOYPOUUOTICUOS TOV KATEPYAGIDOV Yo TNV OTLOVPYIe TOL KOUUATION KAOMC
K0l 01 QACELS OTIC 0moieg Ba dnpuovpynOet.
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# Pro/CMM

To Pro/CMM eivai 1o televtaio vmoovotnua tov Pro/Manufacturing pe to omoio

UTOPOVUE VO, SNUIOVPYNGOVUE TPOYPAUUOTO Y10 UETPNTIKEG UNYXOVES YO TNV
EMOEDPNOT TOV YOPOKTNPLOTIKOV EVOC KOUUOTIOV.

Pro/NC-GPost

To Pro/NC-GPost glvor 1o vmocOoTNnUo €KEIVO ©TO OmMOI0 UTOPOLUE V.
onuovpyncovpe kot va  pvbuicovpe Ttovg TEMKOVC €emeepynoTEG Yo Vo
petatpéyoupe to apyeio BEong KomTikoh G€ apyelo KMOOKO UNYOVIS.

Kabe katepyacio (NC Sequence) amoteAei éva CL Data (Cutter Location Data)
apyeio, To omoio avtimpoowneHeL TNV TPOYLE TOL KOTTIKOD epyaieiov. Xta apyeio
avtd TpEmeL vo. yivel katdAANAN enelepyacio ®ote va avayvopilovol amd v
gpyoreropnyovny. H enelepyacia avtq yivetar, ocoppmva pe tig pubuicelg oto
apyeio Post Processor File, to omoio €&optdtor amd tov TOTO TG UNyovig (To
YPOOWKO TePPaArov dnuovpyiog teAkol emeCepyaotn eppaviletor amd Tnv
ypouun epyoieiov tov Pro/Manufacturing: Applications — NC Post Processor -
Ewcovo 11.1.2). O Post Processor amotelel Tov GUVOETIKO KPIKO TOV LITOAOYIOTH
He TNV gpyoietounyovr], agov ce avtoév amooctéldovtol to CL Data apyeia kot
avtdg pE TN OEPE TOL ONUIOLPYEL TOV KATOAANAO KAOJIKO 7OV KOTOVOEL T
gpyaretounyovny (cuvnbog G kmodka). Emouévmg, 10 ovotnua Pro/NC-GPost
YopileTon 6€ dVO SLOKPLTA UEPT), OTO HEPOG TTOV AVOAAUPAVEL TNV UETAYAMTTION
tov CL-File kot 6to pépog mov mepthapufavetl Eva GOGTNUO, TO 0010, HEC® EVOG
Ypoewov mepdrlovtog, Ponbd otov kabBopiopud twv pvbuicemv yia Vv
eKAoTOTE UNyovn apduntikov eléyyov (PA. Ewova 11.1.1).

Pro/NC
I
’q_ —
4] Pro/NCGPOST
| GPOST "—'.llll | Optfile
] \

V' [optienFie
NC Tape Verification
- [ wll
— J
_ — _
e ——
r l —

MC Machine & Control

Eixova 11.1.1




% Option File Generator
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File Window  Utiiies Help

L3 *+ CURRENT DIREC|

Lo Lathes

@ Mills b
11: HaaSVFE |
12 NIGATA HN.

14 FADAL VMG
15 FADAL WMC):

19: TOVODAFH.
20: LEBLONDM:
23: SHODA 584
24: MAHO MH-1|
26: DYNA 2800 |
37 CINGINNAT]S
© i Wire EDMs
© L Lasers
© . Punches
o] | IRRAR | =i Tel
fmmas] |
4. CProgram Filesiproewildfid
nejlibs
=Ea
k= Xeil
E=Jel]
= El
V77777777

=¥ open OptFile

el ®[z] Cunent Files E

4} ontion File Generator i '

Welcome to the

OPTION FILE GENERATOR

Eixova 11.1.2

1 ovvéyela mapovotdleTor To Aoyikd didypoppa pong yro. to Pro/Manufacturing.

29



KE®AAAIO II: PRO/MANUFACTURING

30

MovTEhD Eyebioonc
(Design Model )

AvTikEipEVD Epyadiog
[(Workpiece)

Yy

MaovTEra KaTepyagias
(Manufacturing Model)

L

Xwpog Epyagiag
{Workeell)

Anuoupyia
nNEpIBAAADVTOC
KOTEQYOTIIY

(Tonls)

Opiouis axoloudion
apBunmxol shtyxou
(NC Sequences)

L

Anpoupyia Ty
apyEiwy AEBopEVLV
Beanc Konmkol
(CL Data Files) oz AFT

Mapaywyr
MovTEAOU EVTOG
KaTepyagiag

Tehikr) Enggepyaaia
(Post - Process)




KEDAAAIO I1II: PRO/NC

I1l. Pro/NC

1. Eicaywyn

To Pro/NC, o6nm¢ avapépape Kot TPponyouHEVOS, OmOTEAEL TO KVPLO VITOGVGTNLO TOV
Pro/Manufacturing yia tnv dnuovpyio tpoypappdtov yio CNC epyaietopnyoves.

To povtého oyediaone, M oAMdg to TehMkd oavrtikeipevo (Reference Model),
OVTITPOCMOTEVEL TNV TEMKN LOPON TOL HOVTEAOV, TOL XPNOLOTOoLEiTOL ¢ Pdomn yia Tig
embountéc katepyaoiec. To aviikeipevo epyaocioc (mpog katepyooio) (Workpiece)
OmOTELEL TO OKOTEPYOGTO OVTIKEIPEVO OV B0 KOTEPYOUSTOVUE Yo VO GYNUOTICOVUE TO
telMkd aviikeipevo. To poviého katepyociog (Manufacturing Model) amotelel v
GLVOPUOAOYNON TOV VO TOPATAVE® KOl HoG OiVEL Hiol AvATOPAoTOGT) TOV OVTIKELLEVOL,
TPV Kal PETA TNV Kotepyosia. Emiong, edv mposBécovpe v yewpeTpio T@V KOTTIKOV
(Tool geometry) kaBag kot to ydpo epyosiog g unyavng (Workeell) maipvovpe to
nepifaiiov katepyoosiog (Manufacturing Environment) kot pe tnv tomofétnon Ttov
povtélov katepyoaoiog otov opiktipo (Fixture), oe dedopuévo mepipdAlov Katepyosiog,
umopovue vo opicovpe po Aettovpyion (Operation), n omoia givor po cepd amod
axolovBieg apOuntikov eiéyyov (NC Sequences) mov dnuovpyovvtal pECH GE Eval
CUYKEKPILEVO  YOPO  gpyociog €Yoviag LmOYN €va  GUYKEKPLUEVO  GUGTNHO
ocvvietayuévav. Ot akolovBieg avtég meprlauPdvouv otoryeion NG YEWUETPIOG TOL
OVTIKEWEVOL KOl KOTOlEG TAPAUETPOVS Ol omoieg opilovv TOV TPOMO Kivnomg Tov
KOTLTIKOV KO TNV TOYVTNTO TOV.

A@ob oplotel por akolovbio apBuntikod eréyyov (NC Sequence) pmopovue va
Kataokevdoovue to apyeio 0éong tov xomtikov (CL File) wote va exteléoovpe o
npocopoimon komng pe to Vericut. Edv n mpocopoimon dev pag dmoel to emtBountd
OMOTEAECUOTA TOTE TPEMEL VO, EMOVOTPOGOIOPIGOVUE KATOLEG OO TIC TOPOUETPOVS 1)
Kémow amd To. AL GTOLXELD TOV £YOVE dMOEL KOTA TNV dLAPKELD TNG ONUOVPYING TG
akoAovBiag. Edv n mpocopoiwon pog 0dcel to emtBountd amoteAéoUOTA UTOPOVLE VO
AQOIPECOVLE TOV OYKO OV KATEPYOUCTIKOUE KOl VO, GLUVEXICOVUE OVAAOYQ LE TO GTASLO
7oV PPIOKOUACTE GTOV OPIGHO TNG EMOUEVIG akolovBing 1 otV TeMKT| eneéepyacio Tov
apyeiov B€ong ToL KOMTIKOV.

H tehikn eneepyacia tov dedopévaov (Post Process) eivar pio dwodikacio kotd v
dlapkelo TG omoiag to apyeio BEoNG TOL KOMTIKOD UETATPEMETOL GE APYEID UE KMDOKA
Katavontd omd v unyxovr, pe Pdon Tig pvBuicelc mov €yovv yivel 6TO YPAPIKO
nepairov tov teAkov enelepyaoty) (Post Processor). Edv 1o amotéhecua g teMKng
enefepyacioc O0ev  toupralel amdivta pe avtd mov  amoutel M unyovn toTE
emovonpocdlopilovpe Tig puBuicelg Tov tehkov eneEepyaotn (Option File). Edv n popon
KOOIKO €lvol amodekT| omd TNV Unyovy, TOTE TPOYMPAUE OTNV OTOCTOAN] TOV
TPOYPAUNOTOG oty pnyavn pe tv Ponbewa g Ovpag RS-232. To mpdypoppa
amooToAG pécm ¢ 0Opag RS-232 Oa mpémel va ivar kot avtd cuyypovicuévo pe v
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unyovn aplounTikov eAEyyov 06OV a@opd TNV TayOTNTO TNG UETAO00NG TWV OEG0UEVOV
Kol 70 PEYeHog TV OMOGTEAOUEVDV TOKETMV.

MoOMGg oamootoAel TO TPOYPOUUO GTNV UNYOVY], UTOPOVUE VO TPOYWPTGOVUE GTNV
KatePYacio Tov Koppatiov. Edv 1o amotélespa e Katepyaoiog 0ev LOG IKOVOTTOLEL TOTE
emavanpoodlopilovpe KAmola 1 KATolEg amd T1g akoAovOieg aplOuntikov eA&yyov.

Ola 6ca wpoavapépOnkay moapovstaloviot SoypoUHaTiKd 610 mopakdto oynua. Ot
Bpoyyxol e TO KiTPVO YPOUO EKTEAOVLVTOL TOAAEC QOPEG GTNV 0Py TNG XPNONG TOVL
TPOYPAULOTOS KOl TNG UNYOVIS, OTTOV 0 ¥pNoTNG Umopel va eA&yyel Katl va yvopilel ta
anoteléopota TV pvluicewv, yopic va avatpéxet ocvyvd ot puvluicelg Tov
TopapETpv. Avtictorya, o Bpdyyog pe 10 poP ypoua extereiton kKupiwg, Lovo, Katd tnv
dnpovpyia Tov TEMKOD EMEEEPYATTN KO LEYPL VAL EMTVYOVLE TIS EMBuuNTEG pLOUIGELS.
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2. AkoAouBieg ap1OunTIKoU eAéyxou

Ot axolovbicgc apiBuntikov eiéyyov (NC Sequences) mov ypNGLULOTOLOVVTOL Yiol
epeldpiopa, yopilovtal otig €ENG KaTNYOopleg:

34

Volume: avaeépetar oe Katepyaoio £vOC GUYKEKPLEVOD OYKOL avorytod M
KAeloToh 0 omoiog apatpeital e dadoykd TapdAinia wepdopata 2.5 aovmv
(TopaAANAL 6TO EMITESO EMGTPOPTC).

Local Mill: xoatepyaletar kdmolo Oyko, o0 omoiog &yel amopeivel amd pio
wponyovpévn katepyacio. H xotepyosio avtn yiveror cuvnBmg pe xomtikod
HIKpOTEPNS SaUETPOL. ZVVNO®G avapépetal og akoAovBia Volume, aALd pmopel
va avoeépetor kot o uia akoiovBio Profile, Conventional Surface, Contour
Surface 1 o Tponyovpevn Local Milling.

Surface Mill: ypnowonoteital ylo v katepyocio kdmolag empdavelag pe 2.5-5
a&ovec.

Face: avagépetor omv xotepyacio g Gve ETOAVEINS TOL OVTIKEILEVOL LE
dwdoyikd mepdopata 2.5 afévov. Xpnotpomoteitar ywoo va ‘kotefdos’ v
npocoymn tov Workpiece pe éva eninedo 1 aktvikd epeldpiopa.

Profile: avagépetar oty katepyacio evog HEPOVG 1} OAOKANPTG TNG TEPLPEPELOG
evog avTikelévon pe dadoyika mepdopata 2.5-5 agovav. o ekydvopion 1
TEAIKT] OTOTMEPATMOTN KAOETOV 1 OlOyOVIMV ETIQAVEIDV. XTIG EMAEYUEVES
EMPAVELEG TPETEL VoL €lvat duvatn 1 VIOPEN UG GLVEYOVS TOPEINC TOL KOTTIKOD
gpyareiov.

Pocketing: eivar o okolovBion mov £€yel @G oKOmMO TNV  OMOTEPATMOON
KOWAOTNTMV, VOTEPA OO L0l APYIKT EKYOVOPIoN, N Yo amevdeiog amonepdTmon).
H xodtteg pmopet va mepikieiovy optlovTies, KAOETEG 1 SLOYDVIEG EMPAVELES.
Ol emheypéveg em@aveleg TPEMEL KOl €0M VO EMTPEMOLY TNV VIApEn U0G
OLVEYOVC TOPELONG TOV KOTTTIKOV EPYAAEIOL.

Trajectory: éyel ®g 6KOmO TNV KOTEPYAGIO TOL OYKOV TOV OVIIKEILEVOL TOV
Bpioketon mhvw o€ pior Tpoyld mov €xel oplobel amd Tov ypnotn. Ymapyovv
TOoAAEG dvvatdtnteg Kabopiopod TG mopeing TOv KOMTIKOV, EMAEYOVIOG O
¥PNOTNG TOV TPOTO HE TOV OMOi0 TO KOMTIKO akoAovbel po kivnon Komng M
ouvoéovtag Hall TOAAATAEC KIVIIGELS KOTIG.

Holemaking: éyet og oxomd v dnuovpyia Kol KATEPYOOIO OTMOV TOV® GE
Kémoww omd TIC empdveleg Tov aviikelwévov. Ot oméc  dmupovpyovvTol
emAéyovtag opykd Ttov katdAAnAo tomo (didtpnon-drill, mpdooyn-face,
devpovvon avoiypartog onfg-countersink kti.), otn cuvéyEld EMALYOVTOC TIG OTEG
Kol T€A0g, mpoodtopilovtag Ty néBodo chHvoeong TV oMV PETAED TOVC.

Thread: éyel ¢ okomd v dNUIOVPYIL. CTEPOUATOV TOCO GE ECMOTEPIKEG OGO
Kol 0€ £MTEPIKEG KLAIVOPIKEG EMPAVELEC.

Engraving: éyet wg okomd v yapaén. To komtikd epyareio akolovbei éva
TPOGYESNAGUEVO OVAAKL.

Plunge: &yet dnovpyndei yioo v ekyovopion KootV peydiov Pabovg ue
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dradoykd Pubicpota Tov KOTTIKOD HEGH GTO OYKO TOL KOWLUOTION.

Téhog, o1 akolovBieg Roughing, Re-Roughing kot Finishing avagépovralr oty
EKYOVOPIOT 1M ONOTMEPATMOT GUYKEKPIUEVOV TEPLOYDV TOV OVIIKEWEVOL LE
KATEPYAGTO VYNADV TOYVTATOV.
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3. Anuioupyia povtéAou KaTepyaoiag

To povtédo kotepyoasiog amotelel o GLUVOPULOAOYNOT, 1| OTTOlo TEPLEYEL TNV YEMUETPIOL
TOV TEMKOU OVTIKEWEVOL KOl UTOPElL Vo MEPLEXEL KOl TNV YEMUETPIOL TOL OPYLKOV
(aKaTEPYOGTOV) AVTIKEWWEVOL (E4V YL LTOPOVUE VO TO ONOVPYNCOLUE OTT®S B dovue
TopakdTm). Eiodyovtag v popen Ttov apytkov oviikeywévov to Pro/Manufacturing
umopel vo vwoloyicel Ta Opila. KaBmG Kot TIG TOPAUETPOVS TNG KATEPYASING, OTWS EMIONG
TOPEYEL TNV SLVATOTNTO TS SVVOUIKNG TPOCOUOoiwon TG Katepyaciog pe tnv Pondeia
tov mpoypaupotog Vericut. Ewodyoviag to apywkd aviikeievo emiong pmopovpe vo
EYOVUE AVATOPAGTACT) TOV DAIKOD TOV amopokpOveTal amd KaOe Katepyacia.

[Tpoxeywévov va KataokevacHel to pHoviéAo Kkotepyociog eivorl omapoitnto va
yvopilovpe 1660 TO OVTIKEILEVO OV £YOVLHE OKOTO VO KOTAOKEVAGOLUE OGO KOl TO
KOUUATL aKATEPYAGTOV DMKOV amd T0 0moio avtd Bo mpoéABet. To telkd xoppdtt ivor
amapoitnTo va €yel povtelomombel ex towv mpotépwv oe éva cvotua CAD, evod 1o
apyo koppdtt propel gite va kataokevacHei oto Pro/Manufacturing yio oxetikd omiég
yemueTpieg eite va povieAomoBel Ommg 10 TEMKO KOUUATL Y10 T GUVOETEG YEMUETPIES
T.X. eVOldpESH TPOIOVTAL.

To ocvykekppévo avtikeipevo mov BEAovpe va KatepyaoTovpE €ivorl €va SOKIHo amd
alovpivio pe méyog 30mm, mAdtog 120mm xor pnkog 120mm, énwg gaivetor otnv
TopaKATO €KOva. Ta yeOUETPIKA YOPAKTNPIOTIKE TOV AVIIKEWWEVOL (OIVOVTOL GTO
PN avor0Y1KS oxéd1o mov vrapyet ota [lapaptipata.
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H xatackeun tov povtélov katepyoasiog yivetor og €ENG:

Exkwoope 1o Pro/ENGINEER Wildfire. Xt ouvéyela, and v koptéia File tov
Wildfire 4 gmdéyovue Set Working Directory kot evromiCovpe 10 @akelo mov givat
tomofetTnuévo 10 TEMKO KaBMG KOl TO TPOg Katepyaoio Koppdtt (av vrapyet). Avto
eCaoparilel 6tL OAec o1 amobnkevoelg apyeiov mov Ba kavete Bo yivovtol 6€ ovTOV TO
@axelo mov opicate wg Working Directory.

Ano v xaptéra File emdéyovpe New yuo va gpgaviotel To mapdbupo onuovpyiog evog
véov gyypapov (Eikova I11.3.1) emiéyovue Assembly, NC Model kat ypagovdue 1o dvopa
TOV LOVTEAOV KOATEPYAGIOG.

I Hewr |
Type Sub-type
O i Sketch (O Design
) (1 Pat () Interchange:
O Verify
[y (") Process Flan
O i, Manufacturing NC Madel
O Drawing () Mold Layout
() Ext. Simp.Rep.
(0 [ Format
O [E] Report
(0 =& Diagram
@ El Layout
O @ Markup
Mame sm 001
Comman Mame
LOK | Cancel )
Ewova 111.3.1

AoV moatioovpe OK pog epeavileton éva mopdbvpo oto omoio pog {nteiton vo
emlé€ovpe To TeEMKkO avtikeipevo — Reference Model (Ewova 111.3.2).
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Menu Manager

4 = & |1 - Owner - MyDocuments = testd

Common Folders Delete Ref Model

] In Session sxed3,) Create Stock

ﬁ Desktop [ sxediol ptt Retrieve Stock

£ My Documents () sxedio2 pit Modify Stock
. [T sxedioasm_wrk_01 prt E Delete Stock

|‘=_|‘ Working Directory | 7 I T m

Network Neighborhood

3 Favorites

File name: sxed3prt Date modified: 12-May-10 02:25:26 AM Preview =

File name: | sxed3 prt | T}pe| Part (*prt) |; IS‘.‘JI}DE| Al |;

Folder Tree - MI&“L‘ ElKéva 11132

Emniéyovtag to avtikeipevo mov BEAovpE HETAPEPOUACTE QVTOUATO GTIV TPLCOUGTATY
oLVAPUOAOYNOT He TO TEMKO avTikeipevo (Ewxova 111.3.3).

Add Ref Model
Replace Ref Mody
Delete Ref Model
Create Stock
Retrieve Stodk
Modify Stodk
Delete Stock

Ewxcova I11.3.3
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Edv 0élovpe vo mpooBécovpe war to apywkd tepdyo (avtikeipevo epyoaciog —
Workpiece) Oa mpémet vo 0 kbvovpe pe £va amd Tovg HVO TAPUKATO TPOTOVG:

1)

2)

Edv to apywod woppdtt éxet Mon poviedomombel oe kdmowo cvommua CAD
emléyovpe omd to Menu manager v emidoyn Retrieve Stock xot o@od
EMALEOVLE TO AVTIKEILEVO TTOV BEAOLLE TO GLUVAPHOAOYOVUE LE Bhon Ta emimeda
avaeopdg (datum planes).

Edv 10 apyikd koppdtt dev €xel povieAomomOei oe kdmoo cvotnuo CAD «at
EXeL OYETIKO OmMAY YewUeTpio TOTE TO KoTOokevdlovpe péco oto Assembly
emléyovtag amd To Menu manager tnv emthoyn Create Stock. H emthoyn avtn
pog epeoviCel éva mhoiclo 6to 0moio B KATaYMPNGOLVLE TIG GYETIKEG O10GTACELS
TOL OKOTEPYOGTOV KOUUATION pe Bdon owtég tov teAkol (Ewovo 111.3.4). To
Koppdtt avtd pmopel va eivarl eite mpiopotikd (rectangular workpiece) eite
KoAwvdpikd (round workpiece). Apobd emidlé€ovpe T0 €100C TOL AKOTEPYOGTOL
KOUULATION, EIGAYOVUE TIG YOVIEG TOV GYMNUATILEL TO OKOTEPYOOTO KOUUATL [LE TO
TEMKO KOl TNV TEPIGGELD LAKOV G€ KAOE ddoTaoT).

Units | Milimeters 7

Overall Dimensions

X Total 120000000 T

Y Total 30.000000 '

Z Total 120.000000 Z

Linear Offsets | Cument Offsets | Minimum Offsets

+X  |0.000000 X | 0.000000
+Y | 0.000000 Y| 0.000000
+Z  |0.000000 -Z | 0.000000

Rotation Cffsets
About X | 0.000000

AboutY | 0.000000
About 7 0.000000
(z=# Placement 'Options Properties

Menu Manager

w NC MODEL

Delete Ref Model|

Retrieve Stock

X Fikovo I11.3.4

o 10 ovykekpyévo poviého Katepyoaociog OETovpe TIG TOPOUETPOVS OMT®G OQVTEG

eaivovtor otV Ekova 111.3.5.
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s
Ovenl Dmemsors . @gdE Ao
X Total 125.000000 - i & / —— 31.000000
YTotal |31.000000 .
Z Total 125 000000 .
L fsts Gurr Ot o et
X |2500000 X [2.500000
<Y |1.000000 ¥ [0.000000
+Z  |2500000 Z 2500000
Rotation Offsets

seotz (0000000
{27 Placement |Options Propertis

Euxéva I11.3.5

Telkd, To povtédo Katepyaoiag 0o mepléyel To TEMKO OVTIKEIILEVO GE YKPL YPOLUO KoL TO
apykd TEUAYLO € TPAGIVO NUSQAVES ypopa (Ewkova I11.3.6).

Menu Manager

w NC MODEL
Add Ref Model
Replace Ref Modj
Delete Ref Model

Create Stock

Retrieve Stock
Modify Stock
Delete Stock

FEixova I111.3.6

g mepintmon aAAayNG TOV SIOGTAGEMY TOV apYIKoD KOUUOTION EMAEYoLUE amd To Menu
Manager to Modify Stock.
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4. Config.pro options (emAoyég diaTagng)

To mepiparrov tov Pro/NC Swbéter kdmoleg mOAD onUOVTIKEG EMA0YEG O1aTaéNC
(config.pro options), ot omoiec ivor avarykoio va puOutotody yio Tn dnpovpyia evoc mo
ebpNoTa AELTOVPYIKOD TEPIPAALOVTOS KOl YL OTOQLYN EMAVOANTTIKNG pLOUIONG
OPIGUEVOV TTOPAUETPOV. Me avtd Tov TpOmo 10 TEPPAALOV TOL YiVETOL O KOTOVONTO
KOl AELTOVPYIKO, OTOPELYOVTOL TUYOV AoKoTa AGON Katd TV dnpovpyios KOTEPYUSIOV
Kol e€okovopeitor onuavtikdg xpodvog amd Ty TAEVPE TOL YPNOTY.

[Mapokdtom Topovetdalovtotl optopévec omd TIc o onpavtikég config.pro options:

» pro_mf_workcell_dir (diadpopn 6mov amodnkevoval ot ydpot epyaciog)
» pro_mf_tprm_dir (dwadpoun émov omodnkebovTal Ol TOPAUETPOL TOV KOTTIKOV EPYUAEI®V)

» pro_mf_param_dir (Swdpour 6mov amofnkedovral ot TOPAUETPOL TNG UNYOVAG KOl TO
apyeio Kotepyaoiog)

» postpp_dir (dtadpoun émov amobnkeveTon 1 PAodNKN Tov TEMKOD eneepynotn)

» pro_library_dir (dwdpoun 7y tig mpodtumEg PiPAlodnkeg, ocvumeplapPavopivng g
BiAoONKNG TOV KOTTIK®V £pYAAEi®V)

» start_model_dir (diadpour| yio v tom00EGia TOV 0PYIKOV LOVIEADV Kot oXESI®V)

» search_path (Swadpoun yio TXOV QAKEAOVG TTOL TEPLEYOVY T MOVIEAN TTOL OTOLTOVVTOL,
OGS GOLYKTAPES Kot 6TEPEN EPYOLEi)

» cl_arrow_scale (m Ty O onuaiver 6t dev vapyovv BEAN mov delyvovv TV TTopEia TOL
KOTTIKOV gpyoieiov - fonbdel Katd TV TEPIGTPOPY] TOL LOVTEAOD LE EULPOAVT] TNV TOPEID TOV
KOTLTIKOD)

» rename_drawings_with_object (o opioudc ‘both’- kowd- dnovpyei ta oyédia avToUT
KT T dNpovpyio vOC VEOL HOVTEAOD KATEPYAGING - aVTONOTN pOOUIOT POAA®V)

o va gpeavicovpe kot vo, eneepyaotodue TIC eMA0YEG avtéc, emhéyovpe Tools —
Options ka1 gueoviCetan To mapdbvpo g Topakdto ewovag (Eikova I11.4.1). Metd tig
emBountég aAlayéc mov kdvouvpe, umopovue va Tig amofnkevoovpe (Configure files)
opilovtog KAmolo GLYKEKPIUEVN OLOOPOUT, MGTE VO, UTOPOVUE VO, TIC OVOKTIOOVUE CE
KéBe GAAN mepimton, N UTOPOVUE ATAG VO TIG YPNCULOTON|GOVUE Yo TV TPEYOLGA
KatePYAoial.
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Options

Showing:

| Current Session

# Show only options loaded from file

Sort:

|V| Bﬂ @ |A|phabetica|

|V|

Valus Status Source Description
Cument Session ﬂ
j’ allow_confirm_window yes” E ] C\Documents and SettingsOwner'\My Doc... Display a confimat
j’ allow_move_attach_in_dtl_move yes ” & C:\Documents and Settings\Owner'\My Doc... Yes - Move and M
j’ allow_old_style_round Yes E ] C:\Documents and Settings*Owner'\My Doc... 3
j’ ang_units ang_deg * E ] C:A\Documents and Settings \Owner'\My Doc... Sets the display of 1
;g( angular_tol_0.0 1 E ] C:\Documents and Settings“Owner\My Doc... Sets the default tol
j’ auto_regen_views yes * E ] C:\Documents and Settings'Owner\My Doc... Yes - Automatically
% ais_display no Y C:\Documents and Settings'Chwner'\My Doc...
j/ bell no * & C:\Documents and SettingsCOwnerMy Doc... Yes - Tums on the
j’ cl_amow_scale 0 & C:\Documents and Settings'Owner'\My Doc... Enables you to cor
j’ clock no * E ] C:\Documents and Settings“Owner\My Doc... Yes - Displays the
j’ create_drawing_dims_only no * E ] C:\Documents and Settings\Owner'\My Doc... Yes - Saves all nex
j’ datum_display no E ] C:\Documents and Settings*Owner'\My Doc...
j’ datum_point_display no E ] C:\Documents and Settings*Owner'\My Doc...
j’ datum_point_tag_display no E ] C:\Documents and Settings*Owner'\My Doc...
% default_dec_places 3 Y C:\Documents and Settings"Owner'\My Doc... Sets the default nu
% default_draw_scale 1.000 & C:\Documents and Settings"Owner'\My Doc... Sets the default dre
9’ digplay hiddenvis & C:\Documents and Settings Owner'My Doc... Wireframe - All solic
j’ display_coordinate_sys no E ] C\Documents and Settings'Crwner'My Doc...
% enable_absolute_accuracy yes E C:\Documents and SettingsOwner'\My Doc... Controls display of ©
j’ flip_amow_scale 2 E ] C:\Documents and Settings“Owner\My Doc... Sets a scale factor
j’ gpostpp_dir SPROMNC_SETUP_D.. % C:\Documents and Settings'\Owner'\My Doc... Specifies the direct
j’ info_output_mode SCreen E ] C:\Documents and Settings"Owner\My Doc... Sets default metha
;g( linear_tol_0.0000 3 E ] C:\Documents and Settings"Owner\My Doc... Specify a range for
% mapkey CoolntFlood @MAPK... & C:\Documents and Settings"Crwner'\My Doc... Stores a keyboard
j/ mapkey CoolntMist @MAPKE... & C:\Documents and Settings'Cwner My Doc... Stores a keyboard
j’ mapkey CoolntOFF @MAPKE... & C:\Documents and Settings'Crwner'My Doc... Stores a keyboard ﬂ
e . ll..m.”r....n.,.- . PR . AP, vin o, ~ - LI
Option: Walue:
| I =
4, Find...

Close
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5. Anuioupyia TTepIBAAAOVTOG KATEPYATIWV

AoV €yovpe ONUOLVPYNCEL TO HOVTIEAO KOATEPYAGIOG Kol £YOVUE OPioeL TIG EMOLUNTEG
emloyéc ddtoéng (config.pro options) pmopovue va Eekviicovpe Tn dNUIOVPYic TOL
nepairovtog (Manufacturing environment) pésa 6to omoio Ba yivovv ot Katepyaoieg,
kaBmg kot ov Agttovpyieg (Manufacturing operations) mov 6o AapPdavovv yopa cto
nepairov avtd. Kdébe Aertovpyio mpémel va mepiéyel tor dedouéva, TG UNYOviS, TO
cVoTNUO cuvietayuévov pe Pdon to omoio yivovior ot Kotepyaoieg, TO €mimedo
EMOTPOPNG TO KOMTIKA epyareia, Tig axorlovbieg apuntikod eAéyyov kobad¢ kol ta
péca e T omoia YIVETOL 1] GUYKPATNOT TOV KOUUOTION otV Tpdmelo TG Unyovig.

["a va opicovpe 1o mep1dArov 6to omoio Ba yiver n oyediaom kavovpe to eENG:

Amo v xaptéla File emdéyovpe New yio va gpoavietel 1o mopdbupo dmpovpyiog evog
véov gyypapov (Ewova I11.5.1), emréyovpe Manufacturing, NC Assembly kot ypdgovpe
10 6VOLOL TOL TEPPAAAOVTOG KATEPYATIDV.

I New x
Type Sub-type
(O i Sketch e MC Assembly
O (] Pat -.::.- BExpert Machinist
(_JCMM
O [ Assembly (") Sheetmetal
@ i, Manufacturing (") Cast Cavity
@ Drawing ':;:::' 2 AE
§ . () Dieface
)[4 Format () Hamess
) [ Report () Process Flan
() L Diagram
I | E LE}"CIUt
(O [ Markup
Name gOo01
Common Mame
W Use default template
QK Cancel
—— — Eixova IIL5.1

Ao¥ mamoovpe OK petagepdpacte oty 006vn tprodidctatng oxedioons. Tavtdypova
enpavifetan ota de&ld g 006vnc to Menu manager. Avtd dnpovpyet 1o véo mepiBdAiov
010 omoio Ba yivouv o1 Katepyacieg. Apyukd tpémnel va opicovpe Ol o1 povadeg pETpnong
elvar mm emiéyovtag Aowmdv Set up — Units ko 610 mapdbvpo mov pog epeaviCertal
emAéyovpe too mmNS Kot 611 cuvEE 610 ToPdBvpo mov Ba gppavicbel emAéyovpe va
petayhotticovpe TIc omootacelg (interpret).
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> ouvéxeln, TPEMEL VO EIGCAYOLUE TO UOVIEAO Katepyaoiog oto TePPAAiov
Kotepyoolov. Emdéyovue and to Menu manager ta e&ng Mfg model — Assemble —
Gen Assem. Mg autég Tig emAoyég pag epeavifetot évo mapabupo 6to omoio emléyovue
TN GLUVOPUOAOYTOT TOL HOVTEAOV KATEPYOGIOG TOV £(OVUE KATACKEVAGEL TPOTYOVUEVMG
Kol TOTMOOETACOVUE TO OVTIKEIUEVO £€TOL MOOTE VO TOVTICTOUV TO  GLGTHLOTO
CUVTETAYUEVOV NG GLVAPUOAOYNONG Kol Tov TepPdiiovioc katepyooidv (Ewovo
111.5.2).

Menu Manager

) MANUFACTURE

w MFG MDL

Ewcova 111.5.2

> ovvéyewa, opilovpe 10 GUGTNUO GUVTETAYUEVOV TNG UNYOVIS, ONAOOY] TO CUGTNUA
ocvvtetoypévov pe Bdaon to omoio Ba peTpovvVTOL Ol AMOCTAGES. ALTO TO GUGTNUO
CLVTETAYUEVOV Elval To onpeio mov opilovue kot wg undév otny unyovy CNC (Machine
zero) (Ewxova I11.5.3).
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Vi

MACHINE ZER O

Eiwxova I11.5.3

Opwopic Aertovpyioc (Operation)

Mia Aertovpyia (Operation) eivar pia oepd amd Axorovdieg Apuntikod Exéyyov (NC
Sequences) mov ektelovvtol oe évo ovykekpiuévo Xopo Epyaciog (Workcell) wau
YPNOLLOTOL0VV EVOL GLYKEKPLUEVO Zootnuo Xuvtetoyuévav (Coordinate System).

Ye o Aettovpyia Tpénet va oprotodv o Xmpog Epyaciag (Workcell), dniadn o tomog g
unyovig apuntikov eléyyov (NC Machine), to péco cvykpdtnong (ceyktpag), o
cbotuo cvvtetaypévav g unyovig (Machine Zero) kot n emdvelo em6TPOPNHg TOL
KOTTIKOV €PYOAEiOV.

[Tpoywphue cov opiopd pog véag Aettovpyiog, emiéyovrag Mfg Setup — Operation
(omVv mepinTmon mov 1 Asttovpyia eivar 1 TPdTN TOL dNpovpyEital, To TapdBvpo ™G
véag Aettovpyiog epgavifeton avtopata pe v emioyn tov Mfg Setup) kot to mapabovpo
oplopov véag Aettovpyiag epeavileton (Ewova 111.5.4).
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" Operation Setup

File
0 X
Operation Mame QOF010 -

MC Machine
v LIFE |
Ficture Setu FSETPO -
I L0 X |2y
General | From/Home | Output

Reference
& Machine Zero k

Retract

Surface

ILI

Tolerance

Stock Material Unspecified -

0K Cancel Apply ,
ot = O | Eigva 11154

I. Aquovpyio pnyovis opldunTikod eAEYY0V

To mpdto PHa GTOV OPIGUO NG VENG AElTovpyiag ivarl M emAoyn 1 dnovpyio pog
véog unyovig apduntikov eréyyov (NC Machine).

Me 10 ekovidlo ﬂ eueavifetar to mapdabvpo oploUod UG UNYOVIS opOunTikon
e éyyov (Eixova I11.5.5), 610 0010 €1GAYOVUE TO OVOLO TNG UNYOVIG, TO £100G Kol TOVG
adEoves. Bdoel tov €l00vg TG pnyovng, EMAEYOVTOL Kol Ol AEOVES. ZVYKEKPIUEVAL Yol
epéla (Mill) : 3-5 a&oveg, v topvo (Lathe) : 1 11 2 epyaretopopeia, yia epéla/tdpvo
(Mill/ Lathe) :  2-5 a&ovec kot yio niektpodidfpwon (Wedm) : 2 9 4 d€oveg. EmmAéov,
Yo TIG EMAOYEG TOPVO Kot PPELa/TOPVO EICAYETOL KOL O TPOSAVATOMGUOG TNG HNYOVIG
(oprlovto/kadetn). Axkdpa, pumopodv va eweayfodv mpootpeTikd T0 €005 TOL EAEYKTN
(CNC Control) ¢ unyavng xabac kat 1 torobecia tov (Location).
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11" Machine Tool Setup

File
ul
O = O
Machine Mame MACHO1 w» | CNC Contral
Machine Type Mill w | Location

Mumber Cf Axes 3 Auis -

Cutting Custom Machine

Output | Spindle | Feed Toals | Travel o Commerts Assembly

Post Processor Oplions

PP Name LINCXDN ID|01 = | Reset | Defaults

| Reset | | PERINT |

CL Command Qutput Options

FROM Do Mot Output -
LOADTL Modal -
COOLNT/OFF | Output -
SPINDL/OFF | Output -

P Cuiter Compensation ...

| OK || Cancel || Apply |

Ewcova I11.5.5

210 TapaBvpo avtd gpeavilovtol ot TopaKAT® KOPTEAES:

-Output: 6mov eicdyoviar mAnpogopieg yo ta apyeia Béong xomtikov (CL files —
Cutter Location files), tov tehikd ene&epyactn (Post-Processor) kot yio to. 6yOAL0 TOL
0éhovpe va elcayBovv oto apyeio BEong Tov KomTIKov amd o cuotnua (PPrint).

-Spindle: 6mov gledyovtal  HEYIGTI SVVATH TOYLTNTA TEPIGTPOPNE TNE ATPAKTOL (O€
RPM), mov mepropilel tig toydv AGOog tayhtnteg mePIoTPOPNg 6€ KATOw okoAovdio
apunTiKov eAyyov, kot 1 mmodvvoun tng unyovig (Horsepower).

-Feed: 6mov e16dyovtal o1 HOVASEG HETPNOTG TG TPOMGNG KOl TO OPlO TNG TOOTNTAG
kivnong pe tayeia Tpdwon. Ot povadeg pétpnong g tpéwong sivon gite IPM (inches per
minute) eite MMPM (millimetres per minute) KtA.

-Cutting tools: 6mov sledyovtat 0 ypdvog oAhaync Tov kdbe Komtikod Kal To Epyoreia
vy k6Be por amd TIc KEQUAES (OV0 KEPOUAES £XOVV Ol TOPVOL 2 £PYOAEIOPOPEIDV Kol O1
epéleg/topvol 4 ko 5 a&ovmv, evd ot vTdAoITol TOToL unyovev £yovv 1 keeain). Ta
KOTTIKG EpYAAEiQ, LITOPOVV VO TPOTOTTOMOOVV KOl GE PETAYEVEGTEPO GTAD1O.

-Travel: 6mov elcdyovtal ta. dpla OV YOPOL epyaciog oe kabe d&ova pe Paon to
OUGTNO CUVTETAYUEVOV TNG UNYOVIGS. AV Katd tnv Oldpkela pog akolovdioc to dplo
avto mapaflactel tote epeaviCetar pvopa oty 006vn 10 omoio mpogwomnotet yia v
nopoPioon.
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KEDAAAIO I1II: PRO/NC

-Custom circles: 6mov pmopovv va gicayfovv kKhKAoL KoTepyasiog yio Tnv dnuiovpyia,
dwtprioemv (Holemaking).

-Comments: 6mov giodyovtal TuxdV YoM TOV GYETILOVTOL LLE TNV UIYOVY.

2V KL PG TEPIMTOON, E1GAYOVUE TO GVOUO TNG UNYOVIS, TO €idog ¢ (epéla TpLdv
acovav). Emiéyovpe moteg mAnpogopieg Oéhovpe va eEdyovian oto apyeio CL matmvtog
PPrint — Create ka1 emAéyovtog TpdTa TOEG TANPOPopicc embvuovue (Ewovo. I11.5.6)
kol otnv ovveyel OK kot DONE (ot puBpiceic avtég anobnikedoviol 610 GUYKEKPIUEVO
yopo gpyaciag). Opilovpe g mpoemieypévo tehko emefepyaoctny (UNCX01 XX) v
péylom toyvnTo TEPLOTPOPNG (o€ rpm), TIG povddec mpdwong oe MMPM, ko v
tayeio tpowon oe mmpm. TELog opilovpe Tov ¥pOdvo 0ALAYNG TOV KOTTIKOV GE SEC OTMG
emBopodpe. To xomtikd epyadreion Oa ta opicovpe otV cvvéyela. Aol €lGAYOLUE TO
dedopéva méCovpe OK kot emotpépovpe oto mapdbvpo dnuovpyiog véag Asttovpyiog.

i1 Activate PPRINT ==
ftem Option Comments

PART_NAME Mo -
DATE_TIME Mo Tl
SCALE Mo

TRANSLATE Mo

ROTATE Mo

OFERATION_NAME Mo =
OFERATION_COMMENTS Mo I
LAYER_MNAME Mo

UDF_NAME Mo

TOOL_TABLE Mo

OMNLY_OUTPUT_USED_TOOLS Mo -
CUTCOM_GECMETRY_TYPE Mo

NC_SEQUENCE_MAME Mo

NC_SEQUENCE_CSYS_NAME Mo

NC_SEQUENCE_COMMENTS Mo

FEATURE_ID Mo

SEQUENCE_TYPE Mo

CUSTOM_CYCLE_NAME Mo

CUTCOM_REGISTER Mo

SPINDLE_SPEED Mo

CONVEX_CORNER_FINISH_TYPE Mo

CUT_FEEDRATE_&_UNITS Mo

ARC_FEEDRATE_&_UNITS Mo

FREE_FEEDRATE_&_LINITS Mo

RETRACT_FEEDRATE_&_UNITS Mo ll

=k (=]
(il = Ecéva I11.5.6

Xpnown coufovin

Mo ToAd onuovtikny ovpfovAn glval n amoBNKELON Kol 1) ETOVOYPNGLLOTOINGT TOV
Xopwv Epyaciog (workcells).

Me avtov 10V TpOmo, UTOPOVIE EVKOAN VO OVAKTI|COVUE TOV 101 dNUOVPYNUEVO YDPO
gpyaciag mov mpokettat yio po péla 3 afdvov kot ovopaletoan "MACHO1", kdBe popd
OV EEKIVALLE EVOL VEO TTPOYPOLLLLLOL.
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[Ma va amwoBnkedoovpe 10 ydpo epyacioc mov Eyovpe dnuovpynoet, emiéyooue File —
Save o610 TapdBvpo opiopov TG unxavng apuntikod eléyyov (Eixova I11.5.5) kai €tot
amodnkeveTon ®¢ éva apyeio *.gph oto pro mf workcell dir @dkelo (6mmg £xovue
opioet, oT1c emA0YEG ddTaéng - config.pro options)

2ovuPovin: Ortav onuiovpyodues évo ywpo epyacias, kar emiléyooue  “Defaults”, uog
EMITPETETOL VO, ETIAECOVUE EVO TPOETILEPUEVO OPYELO KATEPYOTIAS Y10, VO YPHOIUOTOIODUE
UE O0TO TOV YWpo epyaciog. To tpéyxwv avvapés apyeio katepyoaoiog Qo amobnkevtel aro
XOPO EPYATLAG.

2ovuPovin: Eivar ewions pio. kadn 10éo vo, onuiovpyovue 1 vo. UTopoOUE VO, OVOKTHOOVUE
KGO TPOTLOTO EPYOLELO KOTNG TOV Exel YOPTWOEL oTn UNYOVI] (TEPLOTOTEPO. Y10, EPYOAELQ
KOTHG 010 vTokepaiaio ‘Anuiovpyia komtikwv epyaleiowv’). To komtika epyoleio. mov
EYOVV OPLOTEL LUE ULO. TOYKEKPIUEVH] LY OV, TTOPOUEVODY OE ODTH OTAY amobnkedovral.

il. Anuovpyio pécov cuykpdTnong

2 ovvéyela, TPEMEL VO TOMODETNGOVIE TO HECO GLYKPATNONG TOL OKOTEPYOGTOL
Koppatiov. EmAéyovpe 1o ekovidio i Kot gpeaviCetal avtopudtog 1o mapddvpo

oplopov tov ceryktpa (Ewxovae 111.5.7)

i1 Fixture Setup o |

File

Setup Mame FSETPD

Components | Comments

v | X

——————\Ewova IIl.5.7

Y10 mopdBvpo avtd emAéyovpue to ‘+7 yio vo €164yovuEe ®G CEIKTIPA Eva oM
LOVTEAOTOINEVO avTIKEIpEVO (eGv BEhovpe PTOPOVE VO KOTOGKEVAGOVE KOl GE AT
10 mepipdAiov éva cowkmpa). To poviého mov 0Oa elodyovpe mpémer va  givor
amoOnKevUEVO GTO 1010 PAKELD LE TOL OVTIKEIHEVO TPV KO LETE TNV KOTEPYATIOL.
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O corykmpag (Eikova I11.5.8) mov éxovpe NN poviedonomoet givat o akdiovbog:

Ewxovo I111.5.8

Aol emAélovpe, Aoudv, TOV OOLYKTNPO UG, UETOPEPOUOCTE GTNV TPIGOLAGTATN
amEKOVION KOl GUVOPUOAOYOVUE TO OKOTEPYOOTO KOUUATL PE TOV COIKTNPA, KOTA TOV
emBounto 1pomo. H suvolikn cuvappoAidynon eaiveton oty Eixova 111.5.9.

Eiwxova I11.5.9



KEDAAAIO I1II: PRO/NC

21N GUVEYELN TPEMEL VO, OPIGOVIE TO GUGTNUO GUVTIETAYUEVDV NG umyovng (Machine
Zero)

Reference

& Machine Zero 3
— emAéyoviac 1O GUOTNUO 7OV &£YOLUE

onuovpyneet (Ewxove 111.5.3) 1 to dnpiovpyoHUE QTN TV GTUYUN.

Té\og, opilovpue mv EMLPAVELD EMOTPOPNG TOV KOTLTIKOV,
Retract
Surf
uface L3
Talerance

onuovpyovtag éva véo datum plane, 1
emAéyovtag Eva on vrdpyov, N dnuovpydvtag po empdvela, | t€Aog opilovtag v
andotacn wg tpog tov Z afova pe eopd mpog ta Oetikd Z. Anpovpyovue, Aowov, Eva
plane opifovtag andotacn ion pe 5 mm Oetikd Tpog Tov Z doval.

Emiiéyovtag OK oloxAnpodvoope 1t Onuovpyic G  véag Asttovpyiog Kot
LETAPEPOLACTE GTNV TPLGOLAGTOTN GYEdioT.

lii. Anpovpyio KOTTIKOV EPYULeEi@V

H yeopetpio tov xontik®v mailel mpoTELOVTO POAO GTOV OPILGUO TV OKOAOLOIDV
aplOunTikov eAéyyov. Ta komtikd epyareia Tpémel va Exovv oplotel KatdAANAa yio KéOe
Katepyooio.

Mo vo gppavicovpe 10 mopdbvpo dnuovpyiog Kontikov epyareiov (Ewxova I11.5.10)
emiéyoops amd to Menu Manager — Mfg Setup — Tooling kot emAéyovue 10 yOPO
epyaciog (NC Workcell) mov éyovue dnuovpynoet, OTmE TEPLypAPETOL TO TAV®, 1) OTTAL

EMALYOVTOG TO EIKOVIO10 Al amd TV YPOUWUY| EpYOLEI®V.

14 Tools Setup

File Edit View

O - =0 N X oo | General | Settings | Cut Data | BoM | Offset Table
TOOL POSI... TOOLID TOOL TYPE || Name: Geametry
TOO0
Type: |1—,Qj' - —
MILLING - . 'ﬂ
Material:
Units:
Millimeter - 100
MNumber of Flutes:
1] i r
| OK | | Cancel | 4p Hide Details Apply Revert l;co'va 111. 5 10
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KEDAAAIO I1II: PRO/NC

['a vo dnuiovpynoovpe éva véo kontikd epyaleio emiéyovpe File — New. Mg avtdv

ToV TpOTO eppaviletol éva véo komTikd epyareio. Eiodyovpe oto medio Name Eva dovoua,

YL TO KOTTIKO LE TO omoio Ba gppaviletor oTig Katepyaoieg, 1o €100¢ ™G KotEPYUSing
OV €KTEAEL, TO DAIKO KOTOOKEVEC TOV (TPOOPETIKA) KOl TIC LOVADEC OTIG OToieg lvat ot

OlOTACEIS TOV KOMTIKOV. A@QOD TO KAVOLUE OVTO EGAYOVLUE TNV YEOUETPIOL TOV

KOTITIKOV, LE £VO A0 TOVG TPELS TPOTOVS TOV OVAPEPOVTOL TOPAKAT® KOl GTIV GUVEXELL

elodyovpLe TIg pLOUIGELS TOL KOMTIKOV, TIC OVTOYEG TOL OGOV APOPA TIG TPOMGCELS KOl TIG

TAYOTNTEG TEPIGTPOPT|G.

O 0p1oO¢ TNG YEOUETPIOG TOV KOTTIKAOV UTOPEL vaL YIVEL LE TPELS TPOTOVC:

*  Me tpomonoinom TV £TOU®V GYEMMV TMV KOTTIKOV EPYOAEi®V

To Pro/Manufacturing mopéyet 23 étoywo mpOTLIOL KOTTIKOV Yio KAOE TOTO
katepyaocioc(Taper Mill, Tapping, Boring Bar, Corner Rounding, Milling, Drilling

DU 8T & e

T U W LU -

5 5 5 =3 E—
T U T ILE o

TUTEE e

BASIC DRILL
TUT Y COUNTERSINK

-

FS

|

KTA.).
Eméyovtag €éva  amd ovtd kot
SLLOPPDOVOVTOG KOTOAANAQL TIG

SGTAGELS TOV, UTOPOVLE VO, TAPOVLLE TO
gpyareio mov emBupovpe.

Ye kBe tOmo epyoieiov vmapyel éva GHVOAO TOPAUETPOV Ol OTOIEC TMPEMEL Vol

puOoTovy. Ot KuplLoTEPEG OO AVTEG €lval 1 SIAUETPOC TOL KOTTIKOD EPYUAEIOVL
(Cutter Diam), to unkog tov (Length), n axtiva kaprvAdtntag tov (Corner Radius),
N Yovid Tov kontikov (Side Angle), 1 yovia g akung tov kontikoL (Point Angle)
Kot 0 aptOpdc Tov dovtidv tov komtikov (Number of flutes) (Eikovo I11.5.11).

CUTTER_ DM

=
oy HEE_ANGLE
ad

-
T 1
1

LEMGTH

|

!
L) \'H.__ ! 3
O CORNER A

LEMNGTH

CUTTER_DiAM
-

Ewcova I11.5.11

Y10 [TAPAPTHMA 1 mapovcidlovtor dtdpopot TOmotr gpyoieimv, kabmg kot ot

Bactéc Tovg TapAUETPOL.
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Me oyedioon Tov KonTiKo 6€ dVO HACTAGELS (TPOPIA)

"o va oyedidcovpe 10 KomTikd emthéyovue oto mapdbvpo tov Tools Setup — Edit
— Sketch kot epgpavifetor 10 mapokdto mapdbvpo, o6mov pe to Sketcher
LETOPEPOUACTE GTO TEPIPAALOV O1G31AGTATNG TYESTIOONC.

-1 Tools Setup
File Edit View
[0 - il General | Settings | Cut Deta | BOM | Offset Table
TOOL POSI.. TOOL_ID TOOL_TYPE Name: Geometry
TODO1
Type:
MILLING -
Material:
Urits:
Millimeter -
Sketcher ...
4 1 v
| QK | | Cancel | 4p Hide Details Apply Rewvert

2y dodidototn oyedioon oyedidlovpe 10 deél od ¢ Tounc Tov KomTikov. To
Tunpo. avtd TPEREL va givar de&ld (Ko povo) tov dEova GLUUETPiag, 0 omoiog elval
KOTOKOPLPOG Kol PUOTKE Vo givan £vol KAEIGTO GYTLLaL.

Me avalmon &vog MOM OYXESIOICUEVOL OVTIKEWEVOL 1 GLVOPUOAOYNOT ©E &va
TPOYpOUO TPLEOdGTATNG povtehonoinong (*.prt 1 *.asm), exiléyovtag File —
Open Tool Library.

To oyedouévo epyaieio yuoo va pumopode va 10 elodyovue o mpémet va elval
OYEOCUEVO €TOL MOTE Ol SUCTAGELS KOl Ol TOPAUETPOL TOV OTALTOVVTOL Y10 TOV
TANPN OPIOUO TOV KOTTIKOV Vo Exovv lcaybel pe To dvopa Toug 6tV 6yediaon tov
K0l TO CUGTNHIO GUVTIETAYHEVOV TOV KomTikoV va £xel ovopo TIP kot o daEovag z va
tavtileton pe tov ASova mEPIGTPOPNG HE TO OETIKA TPOS TO €0MTEPIKO TOV

gpyoreiov. 'Eva tétoto komtikd mopovcialetonr oty emdpevn ewova (Ewova
111.5.12):

length ——=

™1 | _.TIP

\\

Rcomer_radius >

@ cutter_diam

Eixova I11.5.12
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PvBuiocsic tov kortikov

v koptéda Settings (Eikova I11.5.13) ewodyoviar o apiBudc tov komtikov (Tool
Number), mov givatl 0 apBuds mov Ba e€oybel 6TIC AAAAYEG TOV KOTTIK®V, TO UETPO TOL
UNKOVG Tov Komtikov otovg a&ovec X kot Z (Gauge z , x Length) kaBdg kot toxdv oydia
v to epyoareio (Comments). Téhog o€ avtn TNV KOPTELX KOTAYOPEITOL TO OV TO KOTTIKO
eivar poxpv (long tool) étor dote €hv ypnowomolovVTUL TEPIGTPOPIKOL AEOVES, TO
gpyareio va amopaxpuvlet o pio B¢on acpaieiog.

1 Tools Setup

File Edit View
O -2 8 X oo General| Settings | Cut Dota | BOM | Offset Table
TOOL POSL... TOOL_ID TOOL_TYPE___ || Tool Number: 0] Long Tool
Comp. Oversize: :
Comments: |-
Custom CL Command:
A I ]
oK Cancel 4 Hide Details Apply Revert ,
' | | Lfoely | | Rovert | Eéva 111.5.13

Op1o Tep1oTpopnc Kou Tpowaonc

Yy kaptéha Cut Data (Ewova 111.5.14) giodyovion To Oplo LG 6T 0ol TPEMEL VaL
Kivettal to komtko. Edv ta vrepPel tote epoaviletar pvopa AdBovg (avtéc 1 emroyég
epappolovtal poévo edv €xovv glcaydel ta LVAIKA TOGO TOV TPOG KATEPYUGIO KOUUATION
OG0 KOl TOV KOTTIKOV £PYAAEIOL).

b Tools Setup
File Edit View
O -2 @ B X oo M General | Settings | Cut Dete | BOM | Offst Table
TOOL POSI.. TOOL ID TOOL_TYPE s
MMBULO9 MILLING Application: (© English Unit System

Stock Material: Unspecified |+ (@ Metric Unit System

Cutting Data Misc Data
Speed: | | | rev ./ min |v | Coolant Option:
Feed: | | | mm / in |v | Coolant Pressure:
Hodal Depth: | | | mm |v
|

|
| | Spindle Direction:

Radial Depth: | | mm

& i v

| OK | | Caneel | 4p Hide Details

Ewcova 111.5.14
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BifrioOnkn kortikdv gpyoleicwy

‘Evog ypfoipog tpomog yio vo Uy dnUovpyovpe kabe @opd Komtikd epyaieion sivon va
onuovpyncovpe pa BPAoONKn KOTTIK®OV pYOAei®V Kol va T ovalnTovLE and eKel.

['a va tpocBécovpe Eva epyadeio ot PiPAodMKn eKTEAOVLE TO TOPOKATO:

o Emiéyovue amd to Menu Manager —Mfg Setup— Tooling— emidéyovpue éva yodpo
gpyaociog mov &xovue TpmTo dnovpynoet (workceell).

e Aivovpe 6vopa (Name) oe kd0e epyaieio kot opilovpe TIG mOPAUETPOLGS, TO GYOMQL,
KAT., OT®G amoLTeiTol, Kol TNV YEOUETPIO TOV pE Evav omd TOVG 3 TOPATAVED TPOTOLG
TOV OVOTTOEOLE.

o Amobnkedovue 710 epyareio  (amoBnkevovioaw oto pro_mf_tprm_dir). Ta
amonkevpéva epyoareia pmopovv vo avokAnBodv ava oo oTiyur) o€ AALES UNYaVEG.

e To va avaxtoovpe éva amoOnkevpévo epyodeio (Tool parameter files : *.xml,

|

* tpm, *.tprm) entéyovpe File — Open Parameter File 1 anhé Open = .
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IV. ZUVOvOaOopHOS VMKOV KOTEPYUOINS UE KOTTIKG EPYULEin

Mo onUOVTIKY Kol YPNGLUN TEXVIKT €IVOL 1] GLGYETION TOV TOPUUETPOV LE TO KOTTIKA
ePYOAElD Kol TO VAIKE TOV aVTIKEWEVOV Katepyaoiac. Mmopoldue gvkola va. opicovpe
KOl VO ETOVOYPT|CUYLOTO|GOVLLE TO, DVAKA TV OE00UEVAOV KOTNG LLE TO KOTTIKA EPYOAELQ.
‘Eto1 Ba éxovpe 10 KatdAANA0 epyadeio Yia TO KAOE VAMKO TOV AVTIKEEVOL KOTEPYOGIOG.

Mmropovpe va 0picOVUE TA DAIKA LOG, ONUIOVPYDVTOG Lo SOUT PUKEAOV, OC EENG:

Xt0 apyeio @okéhov pro_mf tprm_dir, omuovpyodue £va @dkelo pe to Ovoua
‘materials’ (VAIKE) Kot 6€ ALTOV TOV PAKEALD ONLOVPYOVLE v PAKEAO Yo TO KAOE TOTO
vAkoV. Ao 10 Tool Manager tov Pro/NC, emdéyovpe éva kontikd (gite Ompovpyio
véov egite avalnmmon) kot omv kaptéha Cut Data (kaptélo yio Speeds & Feeds)
emAéyovpe 10 VAMKO (Eixovo I11.5.15) xou 6N GuvE LD TPOGOHETOVLE T OEGOUEVD KO TIG
ovvOnkeg komng oto gpyoreio avtd (roughing v Finishing, oplo mepiotpopng Kot
TPOMOTG). APOV KAVOLpE OAESG TIC amapaitnTEG pLOUIGELG omoBnKevOLE TO EpYaAEiD Kot
emovolappdvoope OAn avtiv v dtadkasio yio kabe emtBountd vAIKO.

1 Tools Setup
File Edit WView
O -2 Q8 X o General | Settings | Cut Data | BOM | Offset Table
TOOL POSI.. TOOL ID TOOL TYPE B
Application: Roughing |7 () English Unit System
Stock Materal: Unspecfied | = (®) Metric Unit System
Unspecified
ALUMINIUM
AUSTEN
Cutting Data BRASS-HARD Misc Data
BRASS-MEDIUM
Speed: CASTIRON-HARD ™ Coolant Option: | QFF -
Feed: CASTIRON-MEDI| |
COBALT Coolart Pressure: | NONE -
Huial Depth: COPPER -
) . FERR Spindle Direction: | CW -
Radial Depth: NICKEL -
STAINLESS-HAR
STAINLESS-MED)
STEEL-100BHN
STEEL-200BHN
Kl " D STEEL-300BHN
- STEEL-400BHN
| OK | | Cancel | 4@ Hide Details Apply STEEL-S00BHN
TITANIUM-HARD)
TITANIUM-HARD)
T HED Eixéva I115.15
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>e wo oxorovBio (NC sequence)

o va ypnoiponotoovpe avtéc Tic mopapuétpovg oe o akorovdio (NC sequence),
emléyovpe pio amod Tig akdlovbeg nebddovg: (eivar kaldtepo va mpoodiopicovue TpiTo.
70 DAIKO 0€ 1o AE1Tovpyin)

o Xto Parameter Tree oe pwo oakoiovBio apiBuntikod eréyyov (NC sequence),
emléyooue Edit — Copy From Tool — All / Spindle / Feed / Depth ,
Roughing/Finishing — (n toybtrta, n apdéwon kot to komtikd Pabdog, vy To
GLYKEKPLUEVO VAKO, Ba dtofactodv amd To apyeio KOTTUKoV)

e 'H ypnoomotodue oyEGE OTIG TAPAUETPOVS Y10 VO OVOKTICOVUE T OEdOUEVAL
komnc. Ta ovopota TV TOPAUETPOV TOV YPNGLLOTOLOVVTOL OTIS GYECELS PAivovToL
GTOV TVOKa TOV 0KOAOVOEL.

H ypnom tov oxécemv oydetl Yo pepovopéva apyeia mtopapétpov, Kabng eniong Kot yuo
apyeio xotepyaciag, yeyovog mov 10 Kabotd avtd por moAD oyvpr| teXVIKN. [
napdoctypo, edv oto egvepyd oapyeio m emioyn STEP DEPTH é£yer opiotel o¢
TOOL ROUGH_ AXIAL DEPTH, t6te 10 STEP_DEPTH 60a opileton mévta pe oot
™V €voelEn (ne v tpodmoddeomn 41t To epyareio mepiéyel TANPOPOPIES Yo TO VAKO).

Cutting Data Roughing Roughing Finishing Finishing

Speed (rpm) TOOL_ ROUGH_SPINDLE _RPM TOOL_ FINISH_SPINDLE_RPM
Speed (length/min.) TOOL_ROUGH_SURFACE_SPEED  TOOL_FINISH_SURFACE_SPEED
Feed (/min.) TOOL_ ROUGH_FEED RATE TOOL_FINISH _FEED RATE
Feed (/tooth, eg ipr) TOOL_ROUGH_FEED_PER_UNIT TOOL_FINISH _FEED _PER_UNIT
Axial Depth TOOL ROUGH_AXIAL_DEPTH TOOL_FINISH_AXIAL DEPTH
Radial Depth TOOL ROUGH_RADIAL_DEPTH TOOL_FINISH _RADIAL_DEPTH
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6. MpoéTutro povréAo KaTepyaoiag

O mo ypNyopog TPOTOC Yo Vo EEKIVIICOVLE oL VEQ KOTEPYUGIO/TPOYPAUUATIGHO givan
VO YPNOILOTOMOOVUE £V KATOGKELOOTIKO TpOTLIo (1 dnuiovpyic TEToImV TPOTHTMV
elvar owBéoun oto Wildfire 2.0 xou dvw). Mmopodpe va SnMUOLPYNGOVHE Kol Vol
YPNOUOTOMGOVUE OG0 TPOTLTTO, EMOLIOVUE, TAL OTTola givat miong YvmOTA Kol ¢ start
models. Mrmopovpe, yio mopddetypa, vo EYOVHE EVa SOPOPETIKO TPOTLTO Yo KAOE
pnyavi, 1 akoun Kot yuo kdhe VAKO 1) avTikeipevo.

[No va dnuovpynocovue éva mpotvmo (template) mpémer vo exteléocovue opiopéva
prrota (otnv mpaypatikdtnTo HOVO TO MPAOTO Kol TO TeAevtoio Pruc omottodvrat,
®WOTOCO OGO MEPLOGOTEPO GTOLYEIDL cLUTEPIAAPovLE 6TO TPOTLTO, TOGO MO GYLPO Kot
oAoKkANpopévo Ba yivel To povtédo pag). Ta arattodpeva Prpata eivat:

1) Apykad, dnuovpyovpe Eva véo povtédo katepyasiog (manufacturing model) kot tov
dtvoupe éva emBounto dvopa. (ZvpPouvAn: eivarl KaAVTEPO VA YPNCULOTON|GOVLE TO
npoemileypévo povtéro kotepyaciog (default mfg start model) yio va amogvyovpe 1o
Brua 3 mov TapPoVGLAlETaL TAPUKATM)

2) X1 ovvéyela opilovpe Tig povadeg (Setup — Units). Emiéyovue ta mmNS kot ot
ocuvéyelr oto moapdBvpo mov Ba egppavicBel emAéyovpe va PETAYAMTTIGOVUE TIG
anootdoelg (interpret).

3) Anuovpyodue Evav TPOETIAEYUEVO GUGTNUO, CLUVTETOYUEVOV Kot emmédwv (datum
planes), eav eivar amapaitnro.

4) Anuwovpyodue layers ywo va kpdyovue avrtikeipevo ommg datum planes kot
0moONKEVOVLE TNV TPEXOVOO, KATAGTACT).

5) Opilovue dyelg 6mmg embopovpe (yio mopaderyua, po oyn XZ yo éva topvo 1 top,
front, ko TAdytec Oyelc yro o epélar 1 yevikd pa Oym yio kéOe Aettovpyio)

6) Xtn ocuvvéyelo dnpovpyovpE pia 1 TEPIGGOTEPES AstTovpyiec, Kabopilovtag To LAKO
onm¢ emBouove oe KaBe Aettovpyia.

7) Avaxtoope 1 dnpovpyovue éva yopo epyaciog (workcell) yio kabe Aertovpyioa.

Eniong, avaxtodue n dnuiovpyovue Komtikd epyodreio, av ypsraletal, Yo, ovtovg
TOLG YDPOVS EPYOCLAG.

8) X1t cuvéyela, avaKTOVUE 1) SNULOVPYOVLE KOt TO EXOVUNTA opyEin. KOTEPYOTING.

9) Kadvovpue o6moteg GAleg puOpicelg amatrtovvtal — Pacikd pvOuilovpe otidnmote dev Oo
vrootel Eova aAlayn 1 Ba to aAddEovpe omdvio Ko otidnmote 0gv BEAovue vo To
opiCovpe kabe Popd (Yo mapdadetypa, o optopds ToV PHEGOL cuyKpdtnong- fixture).

10) Anuovpyovpue évo oyédo  (drawing) tov apyikod povtédov (Start model),
YPNOLOTOUDVTOG TO 1010 OVOLO LE QLTO TOV OPYIKOV LOVTEAOL KOl YPTCLOTOLDVTOG
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10 apyeio manufacturing .asm og to mpoemheyuévo povtého “default model”.
Kavoupe tic pvBuiceilg avtég 0nmg emBupovpe kot amodnKeDoLLE.

11) 10 1éhog amobnkevovue 10 povtého katepyoociog. Ta apyeio filename.mfg, wou
filename.asm Qo amwoOnkevtovv (Lall pe TVYOV EEAPTNHOTA GLYKPATNONG TOVL £XOVLLE
dnuovpynoet). Oro avtd ta apyeio To evompotovovpe oto start model dir (ko to
apyIKO o010, EAV KAVOVLE). ZNUELOVETOL OTL TO apYEla oVTA cuvicTavTol LOVO Yo
avayvoon (Read Only).

["a va ypnoyomocovpe €va 101 ONOVPYNUEVO TPOTLTO, TO EMAEYOVLE amd TN AloTal
Katd TN dnuovpyio evoc véou poviélov katepyaciog (mfg model). T vo eivor epiktd
avtd, TPEMEL TPMOTO VO EELOPKAPOVLE TO TPOETIAEYUEVO TPOTLTO, OTMOS PAIVETOL GTNV
gicove [ HssesfautiemREE oy 1oTe peTapepOUAGTE 6TO TapdOLPO ETAOYAC TPOTOHTMY
(Ecovo 111.6.1) xou emAEYovUE 0OTO TOL EMOVUOVLE.

il New File Options

Template

Empty Browse...

inlbs_mfg_ema
inlbs_mfg_nc
mmns_mfg_emo
mmns_mfg_nc

Parameters

W Copy associated drawings

Ok Cancel

Ewcova I11.6.1

Avtd ov pével Aomdv va yivel eivon 1 ovaKTN o™ TOL TEAMKOD OVTIKELEVOD, 1] dNovpyia
N M avakmon Tov avtikelévov tpog katepyaoio (workcell) kot petd sipaocte étoot va
Eekvnooopie T onpovpyia akolovbidv apduntikov eréyyov (NC sequences).

Mia axopa cuuBovAn, edv vapyet £va. apyeio oyediov (Yo Tapddetypo, Eva QUAAO) ueE
70 1010 Ovopa pe to TPOTLTO KaTEPYATiog, Tavtoypova Ba dnovpyndel Ko Eva 6yEo10
TOV VEOV HOVTEAOVL Katepyaoiag. [ va eival epiktod avtd, apkel LOVo va opicovue v
emloyn rename_drawings_with_object otnv évdeién "both", yio va to kdvel avtopata.
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7. MapdaueTpOI KATEPYATIOG

Ot moapdpetpol katepyaciog eival amapoitnTeg KOTA TNV SLAPKELNL TNG ONOVPYiaG TV
0KOAOVOLDOV apBunTikod eléyyov, Kabmg meptiapfdvouy mapapéTpovs mov oyetilovton
e TNV Kivnom Tov KOTMTIKOU Kol TopapeETpoug Asttovpyiog g unyovng CNC. Ot
TOPAUETPOL TAiPVOLV €iTE aPOUNTIKES TIUEG, OTMOC ATOCTAGELS EITE TPOETMIAEYUEVES TIUEC.
Mepikég and avtég TIg mopapéTpoug elval 1 Ta\LTNTO TPOWGCNGS, 1 TOXVTNTO TEPICTPOPNS
NG aTPAKTOV, T0 BdO0C KomTg KaBMG Kol 0 TPOTOG LE TOV 0010 KIVEITOL TO KOTTIKO KOTA
TNV KOTEPYOOIO LIOG EMLPAVELQC.

Ov mapapetpor oto Pro/Manufacturing ywpilovtor ce dvo katnyopiec, ot Pocikég
(basic), 6mov gpeavifovtol HOVo ot amapaiTnTeES TOPAUETPOL Yia TNV dnpovpyia ™G kabe
akoAovBiog kot otig OAeg (all), 6mov gppavifovior OAEG 01 TAPAUETPOL TOV UTOPOVYV VO,
kabopicovv v akorovbia. Ot mapdpetpol mov elvarl amapoitnTeg Yo v onuovpyio
pog axolovBiag apBuntikov edéyyov epeavifovror pe kitptvo mAoiclo, evd ot dAleg
TAipVOLV TIC TPOEMAEYUEVEG TILEG TTOV €lval GVVNOME Kol ALTEG TOV YPTGLULOTOLOVVTOL
(avtictoyo oto Site tree, kotd ™ Snuovpyia evog apyeiov katepyaciag (Site file), ot
ATOPOITNTES TOPAUETPOL EYOVV TNV TIUN -1).

Yy mopaxkdto ewova (Ewova I11.7.1) eoivovtal ot Topdpetpor yio pio. okolovbio
volume milling:

i1 Edit Parameters of Sequence "Volume Milling”

File Edit Information Tools
Parameters | Basic | All | Category: | Al categories -
Ld=|

Parameter Name Yolume Milling
CUT_FEED
ARC_FEED
FREE_FEED
RETRACT_FEED
TRAVERSE_FEED
PLUNGE_FEED
STEF_DEFTH
TOLERANCE ot O—0
STEP_OVER
PROF_STOCK_ALLOW i]
ROUGH_STOCK_ALLOW 0 Cb I O)
BOTTOM_STOCK_ALLOW - * O ({O—)
CUT_ANGLE 0 i
SCAN_TYPE TYPE 2 2
CUT_TYPE CLIMB
ROUGH_OPTION ROUGH_&_PROF
CLEAR_DIST
SPINDLE_SPEED
COOLANT_OPTION OFF

Cancel 4@ Hide Details Eucovo 171
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Eniong, ou mapdapuetpor katepyasiog yopilovtal otic €€Ng katnyopies: ovopota (Names),
napdapetpot komng (Cut param), emhoyég g komng (Cut option), TaPAUETPOL TPOD®GNC
(Feed), mapdpetpot tng unyavnc (Machine) kot mapduetpor e106dov e£6dov (Entry/Exit).
Ou kamnyopieg Cut param kor Cut option petofdiiovior avaioyo He TO €00G NG
aKoAoLOiaGg ap1BunTiKov eAEYYoL, EVM 01 VTOAOWTES TPELS elval oTabEPES Yo OAaL.

Ymv kotnyopio ovopdtov (Names), opiCovpe to ovopata mov kabopilovv ta apyeio
0¢onc tov xomtiko¥ (CL file) wov Ba dnpovpynBovv yio v akorovdia.

Yy katnyopia T@V TopouETpmv komng opilovpe to PdBoc komng (Step depth) 1 Tov
ap1Ouo tov tepacpdtov (Number of cuts), to eldyioto Babog kommg (Min step depth),
TNV TOCGOTNTA AKOTEPYOGTOV VAIKOD TTOV TPEMEL VO OTTOUEVEL GE EMAEYUEVEG EMLPAVELEG,
Vv Yyovid Tov Oa oynuatifel n wopeio Tov Komtkov pe tov dEova X (Cut angle) kot v
EMKAAVYT] TOV KOTTTIKOV KT TNV KOTEPYAGIAL.

Yty katnyopia Cut option mepiéyovtar ot pvOuicelg KOTNG TOV EAEYYOLV TOPAUETPOVG
TOL APOPOVV TOV TPOMO TNG KIVNONG TOV KOTTIKOD 6T Oplol TOL YMPOL TTOL YIVETOL M
katepyacio. Or mapdpetpor avtég pvOuilovv tov TpoOTO TG Kivnomg katd v ddpkela
™m¢ katepyacioag (Scan Type) kar mowo tunpa tov dokipiov katepydaletor (trim to
workpiece, rough option).

2V Katnyopio TOV TOpAUETPOV TPOMONS LIdpYovv pvbuicelg mov kabopilovv v
TayOTNTO KIVNOMG TOV KOTTIKOU KOl TIG LOVAOES LE TIG OTOLEG LETPLETOL 1] TOYVTNTO OVTN.
Mepikéc amd TIC TOPAUETPOVS AVTES lval M TayLTINTO TPOWGONG KATA TNV KOTEPYAGin
(Cut feed), katd v amoudkpuvven tov kortikov (Retract feed), xotd v didpxeia g
kivnong og t6&o (Arc feed) kat Katd v odpkela extéleong fudiong .

v Katnyopio. TV TOPOUETP®V NG HNYOVAS TEepPLEYovial ot  pubuicelc mov
pocolopilovv emAoyég mov agopovv v unyovy CNC. Avtég meprhapfdvovv v
TayOTNTO TEPIOTPOPNG TG aTtpdktov (Spindle speed), v @opd TEPIGTPOPNS NG
(Spindle sense), T0 GOGTNHO CLVTETAYUEVOV TG akolovBiog, Tnv gvepyomoinon 1 Oyl TG
OVTICTAOUIONC TOV KOTTIK®V, TNV Topoy1| 1 Oyt Tov YyuktikoL vypoL (Coolant option) kot
v mieom tov (Coolant pressure).

2y Koatnyopio T@V TApaUETPOV 16000V 6000V LVITdpyovv puuicelg Tov kabopilovv
TOV TPOTO KIVNoNG TOL KOTMTIKOV KOTA TNV OIIPKELD TOV KIVIGEDV 10000V Kot ££600V.
Ot xvupdtepeg and avtég eivan 1 andotaon aceareiag (Clear Dist), oniadn, n andotoon
otov GEova z mpokeywévoy vo Ppedel mave amd 1o avtikeipevo, Kabdg Kot ol yovieg
€160000V ka €£050v.

61



KE®AAAIO ITI: PRO/NC
I.  Apyeio KOTEPYOOINS Y10 TUPUPRETPOVS KATEPYAGIOG
Xp1on apyeiov KoTEPYUOIOS Y10 TPOETAEYPEVES PLOUICELS TOV TAPAPETPOV

Avti va aAlalovpe cuvey®S oplopEVES POCIKEC TAPAUETPOVG, KOTE TV Onpiovpyio pog
VNG 0KoAOLOTOG, UITOPOVLE VO XPNGUYLOTOGOVLE £val apyEl0 KATEPYATING TOV £YOVUE
onuovpyncet pe T embountéc pvuicelg tov mopouétpov. o mapdderypa, edv
Béhovpe va Exovpe por YukTiKov Katd v ddpkelo KéOe Katepyaoiag, dev yperdleton va
aAldlovpe kdBe popd TV £VOEIEN TOV YUKTIKOD GE ‘Oon’, €MELON M TPOEMIAOYT TOV ival
‘off”. Apkel pévo va €govpe dnuovpyncel €va apyeio pe v povbuion avty Kol vo
YPNOLOTOLOVUE TO apyElO AVTO.

[Ma va dnovpyncovpe éva apyeio katepyaciag emiéyovpe and 1o Menu Manager —
Mfg Setup — Param Setup — Site — Create — enter a name — select a type (emdoyn
tonmov and Generic, Mill, Turn, Holemaking, WEDM). £t ocvvéyewa, pvOuilovpe tig
TOPOUETPOVS OTwg emBupodue kot va to arodnkevovpe (amodnkedeton wg .sit file oto
pro_mf_param_dir).

I Menu Manager

p MAMUFACTURE

Mfg Setup -

w MFG SETUP

[ 1 Site Tree

Waorkeell File View Column
Tooling nput: |- -~
Operation
DEFAULT VALUE LOW RANGE  HIGH RANGE  SET UPVISIBLE  INFO VISIBLE  INHERIT
Param Setup =
Manufacturing Parameters LI
CL Setup =) Names
Ref Quilts NCL_FILE YES YES YES
FProcessor PRE_MACHINING_FILE YES YES YES =
POST_MACHINING_FILE YES YES YES
Done/Return =-CUT OPTION
SCAN_TYPE TYPE_1 YES YES YES
S R OPEN_AREA_SCAN CONSTANT_LOAD YES YES YES
CLOSED_AREA_SCAN CONSTANT_LOAD YES YES YES
CUT_TYPE CLIMB YES YES YES
Param UL ALLOW_NEG_Z_MOVES YES YES YES YES
Mach DB ALTERNATE_CUT_DIRECTION |YES YES YES YES
Peck Table ISLAND_CLEARANCE ZONE YES YES YES
) CUT_CONNECTION LINE_CONNECT YES YES YES
Register CONNECT_OPTION NOT_OPTIMIZE YES YES YES
Radius Subst STEEP_CONNECT_OPTION  |S_CONNECT YES YES YES
— HELICAL FALSE YES YES YES
S SSESLE CUT_ORDER SWEEP YES YES YES
START_EDGE LEFT YES YES YES
Modify ROUGH_OPTION ROUGH_ONLY YES YES YES
WALL_FINISH_CUT AT_EACH_DEPTH YES YES YES
Retrieve STEPOVER_ADJUST YES YES YES YES
Save RETRACT_OFTION OPTIMIZE - YES YES YES
RETRACT_TRANSITION CORNER_TRANSITION - YES YES YES
Delete TRIM_TO_WORKFIECE NO - YES YES YES
Where Used CUT_DIRECTION STANDARD YES YES YES
Activate LACE_OPTION NO YES YES YES
AUTO_SYNCHRONIZE YES YES YES YES
Show AUTO_INNERCUTLINE NOD YES YES YES
Done/Return CUTLINE_TYPE FLOWLINES YES YES YES
CORNER_FINISH_TYPE FILLET YES YES YES
OUTPUT_POINT CENTER YES YES YES
Generic GOUGE_AVOID_TYPE TIF_ONLY YES YES YES
GOUGE_AVOID_OPTION RETRACT_TOOL YES YES YES
mill APPROXIMATE_SPLINES NO YES YES YES
Turn AXIS_DEF_CONTROL USE_SURF_NORMS YES YES YES
) NO YES YES YES
Holemaking EnE(M?wDDDE:i_ScLuI?*F:f i MO YES YES YES LI
WEDM 4] i | el m | ]
Done
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[Ma va ypnoomomcovpe éva apyeio katepyosiog epappolovpe pio amd T ETOUEVES
pefodovG:

MébBodog 1. Mfg Setup—Param Setup — Site —Create (Retrieve) —Activate — choose
site.

MébBodog 2: Xto moapdbvpo SaAddyov g unyovig - Machine Tool Setup (workcell)
emAéyovpe 1o kovumi Defaults xor emiléyovpe 10 opyeio Katepyaciog yio va
gvepyomon el Yo TOV GUYKEKPLUEVO YDPO EPYACTOGC

MéBodoc 3: Katd ) dibpreio ¢ dnuovpyiag pog akoiovdiog apOuntikod er&yyov,
emléyovpe File — Open Site and to pevov Mfg Params 1} Edit — Copy from Site kot
oTN GLUVEYELD SLIAEYOVLLE TO apyelo Tov BELOVLE VA XPNGLOTO|COVLLE.

8. Anuioupyia akoAouBiwv

Ot axorovBieg apBuntkod eréyyov gival £€va. GHVOLO EVIOADY OV £XOVV MG GKOTO TNV
KATEPYOSTO LOG TEPLOYNG LE CLYKEKPIUEVES TapaETpovs. [ va dnpovpyncovpe po
véa, axolovbio emAéyovpe amd o Menu Manager — Machining — NC Sequence. Xtnv
006vn pog gpeaviletor éva chHvorlo akorovBidv aplBunTikov EAEYYOV TOL UTOPOLV VO
onuovpynBovv, kabmg kot 0 aplBnoc TV adveV pe Tovg omtoiovg Ba yivel n Katepyacia
(Ewova 111.8.1).

Menu Manager
P MAMUFACTURE
p MACHIMING

MNC Sequence =
~w MACH ALX

Machining

Auxiliary

User Defined
Vaolume

Lacal mMill

Surface Mill

Face

Profile

Pocketing
Custom Trajector
Trajectory

Holemaking
Thread
Engraving
Plunge
Roughing
Re-Roughing
Finishing

Corner Finishing

Manual Cyde

Done

Qut Ecéva 111.8.1
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Eniléyovtag éva amd avtd ta €idn kotepyosidv Kot tov apldud tov afdvov UE TOVG
omoiovg Ba yiver m katepyacio emAéyovpue DONE kot peTapepOHOOTE GTO HEVOD
emloynv ¢ akolovdiag (Ewxova 111.8.2). Edd emléyovue tig TAnpogopieg mov OEhovpe
va glodyovue yoo v onuovpyioa ¢ axoiovdbiog. H mieovotmta €€ avtov £€yet
TPOOLPETIKO YOPAKTNPO OGS KOU GUUTANPOVOVTIOL CUTOUATO KOL LTAPYOLV Yo TNV
KaAvtepn pvOuion g akolovbioc. Ta onuaviwotepa €€’ avtdv givor 10 Ovopa g
katepyaoiog (Name), o oyoie (Comments), or mOPAUETPOL TNG KOTEPYOSIOG
(Parameters), to cvomuo cvvietoyuévov (Coord Sys) kol To KOTTIKO epyoAeio Tng
axoAovBiag (Tool).

[C] Mame
[[] Comments
[[] Toal
[[] attachment
[[] Parameters
[[] Coord Sys
[[] Retract surf
[[] volume
[ wWindow
[[] Close Loops
[[] Scallopsrf
[[] Exdd Surfs
[[] Top Surfaces
] Appr walls
[C] Build Cut
[[] Start
[[] End

Done

Quit

Ewcova 111.8.2

AoV olokAnpmoovpe Tig emroyég pog motape o DONE ko epgaviletal n mpdtn ond
T1G EMAOYEG Hag. AoV, Ommg Bo 60VUE Kot TOPAKAT®, GUUTANPMOCOVE TIG OTALTOVILEVES
TANPoPopieg lNAoTE £TOHOL VAL SOVLLE TNV TOPELD TOL KOTTIKOV 1) OO0 AVTIGTOLYEL OTAL
dedopéva ta omoia elcaydyope. Awd 1o Menu manager emidéyovpe 1o Play path. Mg v
emloy" ot epgaviCetat Eva véo pevov pe tpelg emhoyég (Eikova 111.8.3)

[C] Compute CL

Screen Play
MC Chedk

G Check ,
oee e Eixova 111.8.3
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Mo va dovdpe ™V ypoeIK OTEWKOVION TNG KIvnomg TOL KOMTIKOV €PYUAEiov ©TO
nepiaiiov tov Pro/Manufacturing emidéyovpe amd to pevov avtd to Screen Play kot
enpavifetar to mapdbvpo ¢ Ewxovag I11.8.4.

-1 PLAY PATH

File Wiew MCL File

| Tool Clearance. .. |

b CLData

[
oo

Position Cutting Tool Iil

| ol ||

Dizplay Speed
| J
Slow Fast
| Close |

Eixova 111.8.4

Eniong, pe 1o ewovidio 4 eneavifetar 10 Tapdbvpo TANPOPOPLOV TS KATEPYUTING.
>10 mapdBvpo avTo, UTopPoVUE Vo SOVUE TO GVOUA TNG UNYAVNG Kol ToL onueiov undév,
T0 KOMTIKO gpyodreio kTA. (Eixova 111.8.5) ko moatodvtag mave oto kobéva amd avtd
pumopovpe vo dobue meplocdTEPES TANpoYopies, KaBdG emiong kou to onueio mwov
Bpioketotl 10 KEVTPO TOL KOTTIKOV G€ oxéon pe to onueio undév (Tool Path Info) (Ewova
171.8.6), k0O 6An TN S1dpKeLa TG Kiviong TOL KOTTIKOV.

| i1" Manufacturing Info

Status | Tool Path Infe

| Operation: (OPO10
| Worcell: | \MACHOT, Mil

| Mach Csys: (MACHINE_ZERO (SXEDI...| SeqCsys: |MACHINE_ZERO (SXEDI...

| Sequence: Face Milling

[ Tool: | MMFLT10{1

1

Eixova 111.8.5

e Manufacturing Info

Tool Path Info

-5 0000000000
0. 0000000000
5. 0000000000
0.0000000000
0.0000000000
0.0000000000

Feedrate: RARID

Coolant: MAA

Fie Reqister: MR

Spindle: 3000.0 RPM, CLW
Cutcom: MAA

Cutcom Reg: MAA

Eiwxova 111.8.6
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Emumdéov pe v emioyn NC Check umopovpe va dodue v ypagikn Tpocouoimcn g
Kivnong tov Komtikov ato Tpdypappa Vericut. Xto mpdypappa ovtd, emthéyovpe to Play
amd TV KAT® de&10 Umapa Yio vo SOVUE TNV TPOGOUOIMOT) TNG KATEPYUGIOG [LOGC.

(@ N~ > )

Téhog, edv N Katepyacio amd TNV YPOPIKN TPOGOUOIMOT| LOG IKAVOTOLEL, TOTE EMAEYOVLE
Done Seq ka1 oAokAnpdvovpe v dnpovpyio g akorovdiag (Ewova 111.8.7). Eav oy
UTOPOVUE VO TPOMOMOMGOVUE  TIG  TOPAUETPOVS €MAEYovTaG TO Seq Setup o
EMAEYOVLE TOLEG TAPOUUETPOVS OEAOVILE VO TPOTOTO|GOVLLE.

Menu Manager .

p MAMUFACTURE

p MACHIMING
NC Seguence =
w MNC SEQUEMCE

Seq Setup
Play Path
Customize

Seq Info

Daone Seq
Quit Seq

Eiwxova 111.8.7

i. AxkolovOia kotepyasiog mpocdmov (Face)

Ymv akolovbio mpocsmmov (Face) katepyaldpoote T0 TPOCOTO TOV OVIIKEUEVOD,
OMAadN TV EMPAVELD TOL ival TaPAAANAN o10 eninedo XY ko Ppiokeror oTtnv OV
TAevpd Tov TTPog Katepyacio koppotiov (Eixoves I11.8.8). H xatepyacio tov glvar o
katepyacio 2.5 afdévov kol kotd v odpkeld avthig G axolovBiag 10 KOTTIKO
epyoreio ektelel S100Y KA TEPAGLATA TAV® OO TNV ETPAVELD TOV TPOG KOTEPYACTOL
KOUHOTION, OOUOKPUVOVTAG KAOE @opd po oTpdon VAol pe mayog 6co 10 Pdog
KOTY|G.

Tool Rotation

O Face Mill

Machined Surface

Ewcoveg 111.8.8
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Ot Baokég mapapeTpol oty axolovbio katepyosiog Tpocomov ivat:

» Cut feed: n taydmTa TPOM®ONG KOTA TNV KOTEPYAGIO =0

“Ct = 0)!

CO—(O0—0

N
®» Step depth: to BdBog komng, mov kabopilel To TAYOG TOV

VAMKOV Tov  katepydletor kdbe @opd TO KOMTIKO
gpyareio. ;_U .

®» Step over: m andcoTaon HETOED SUOOYIKMY TEPACUATOV

—y
OO0

®» Scan type: H mopdpetpog avt eAEYyEL TOV TPOTO e TOV 0TTO10 KIVEITOL TO KOTTTIKO
v otV oKatéPyaotrn emeavela. Ot emAoyég ival:

- Type 1, omv omoio T0 KOTTIKO KIvEiTOl 6TV
EMPAVELD AKOAOVODVTAC TNV QOpd 0e€1d aploTEPQ. 8_
50

O—0-

(:

- Type 3, otnv omoia To KOTTIKO Kiveital Opota
pe tov mpwto Tpdémo, HOvo mov Katepydleton

.._
Ié Ié I4 /4 . .
Eexwplotd KaOe {dVN TOL AVTIKEEVO.
O—0- CO—8
- Type spiral, oy omoia €YOVUE OTEPOELIN O—0) o
Kivnon Tov KOnTikov.
O—(O——
O—0- O—0
- Type one dir, omv omoio TO KOWTIKO
Katepydletal uovo otnv Kivnon Katd v pio. gopd o SN,
KOl OOMOKPOVETOL  HETOED  TOV  OlOOOYIKMV 8jjjj_O:
TEPACUATOV. Qm=lCr—===0)
(Or==0
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» Clear dist: 1 ondotaon aceareiog, oniadn N andotacn
o0TOV Z &0V TAV® OO TO OVTIKEIUEVO. (=

®» Cut angle: n yovio komng, onAadn 1 Yovia Kiviiong ToL KOTTIKOD G€ GYECT LE TOV
aéova X.

®» Bottom stock allow: to wéyoc tov VAKOD OV APHVOLLE

OKOTEPYOOTO GTO KOUUATL TPOKEWEVOL VO KOTEPYOOTEL |

Spginh—

4 I3 1l : i
o€ emOLEVT aKoAoVOiaL. L\Q\ i -

®» Approach distance: n emmAéov omdGTAGT TOV KOTTIKOV B
and TV apyn TOL KOUMUOTIOD KOoTd TNV O10pKEW TOV
TPMOTOL TEPACUATOS, OMAadn kotd v &€lcodo ToL

, , folo
KOTTIKOV GTO KOLLUATL. L W_J

» Exit distance: n emmAéov amdoTOGT TOV KOTTIKOD KOTA TO B

00

TeEAELTAIO TTEPAGLLO, ONACON KATA TNV ££000 TOV KOMTIKOD
oo TO KOUUATL.

= 2

®» Start over travel: 1 amoudkpvven Tov KomTIKOD OTd TO m
KoTeEPYOLOUEVO KOUUATL KATE TNV 0PYY] TOV TEPACUATOV.

0

O0—0 O-
= sl
» End over travel: 1 amopdkpouven tov KonTikoh Omd TO B
KatePYALOUEVO KOUWUATL TOL TPOGTIBETAL ALTONATA.
= &

®» Spindle speed: n taydTNTO TEPIGTPOPNC TNG OTPAKTOV.
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KEDAAAIO I1II: PRO/NC

Anuovpyia TG oKoAoV0I0C KATEPYUGLOC TPOGMOTOV

o tov kaBopiopd g EMPAVEING TOV TPOGMTOV TOV OKATEPYOSTOL KOUUATION O
ekteE éoovpe 6o dadoykd mepdopata. To Eva Oa givar yia v exydvopion (Rough) g
emoveiag Kot To 6e0TEPO Yo TV amonepatwon ™ (Finish). T va dnuovpyncovue
o akolovbio mpoowmov emdéyovue Machining — NC Sequence — Face — Done
(Eixova 111.8.9), ko1 ot0 emdpevo pevov mov pag sueoviletar epovtiCovpe vo givol
emieypuéva ta: Name, Comments, Tool, Parameters, Coord Sys, Retract Surf wou
Surfaces (Eixova 111.8.10) xon emAiéyovpe Done.

| Menu Manager

p MANUFACTURE

p MACHINING

MC Sequence 7

w MACH ALIX

Machining

Auxiliary

User Defined
Volume

Local Mill
Surface Mil
Profile

Pocketing

Custom Trajectory
Trajectory
Holemaking
Thread

Engraving

Flunge

Roughing
Re-Roughing
Finishing

Corner Finishing
Manual Cyde

Done
Quit

Eiwxova I11.8.9

I Menu Manager

p MANUFACTURE
Machining
p MACHIMING

Flay Path
Customize

Seq Info

Daone 5eq
Mext Seq
Quit Seq

Iﬂ Mame
W Comments
W Tool
[[] Attachment
Iﬂ Parameters
¥ Coord Sys
W Retract Surf
¥ surfaces
[[] StartPoint
[[] Build Cut
[] Start
[C] End

Done

Quit

Eiwxova 111.8.10

21 ovvéyelo eledyovue to Ovouo e okolovbiag (Face Rough) kot matdpe Enter kot
apov opicovpe To dvopa TG akoAovBiag epeaviCetal Eva mapdbvpo 6To omoio pumropovie
Vo EI0AYOVHE TOL TUXOV GYOMO TTOV €YOVUE Yoo TV akolovBio. MOAIS 0AOKANPOGOLE
NV €160y0YN TOV oYoMov emAéyovus OK.
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KEDAAAIO I1II: PRO/NC

‘Enetta, epopaviCetonr to mapdbvpo ompiovpyiog TV KOTTIKOV gpyareimv. Xe avtd TO
mopdBupo emAéyovpe 010 KOTTIKO ivon avtd ov Ba Kavel v akoAovBia aptduntikon
eréyyov. Tl va avoaktoovpe évo amobnkevpévo gpyoieio emiéyovue File — Open

Parameter File 1 amAé Open BN ™mv PAI0ONKN KOTTIK®V ETAEYOVUE TO KOTTTIKO,

onwg eaiveton otV Eixove I111.8.11:

il Tools Setup

File Edit View

O -2 O ) X o

GBHEETlSeﬂings Cut Data | BOM | Offset Table

TOOL POSI.. TOOL_ID

MMFLT10

Cancel

TOOL_TYPE Name:

Geometry

MILLING

|

MMFLT10
Type:
MILLING

Material:

HSS5
Units:

Millmeter
Number of Flutes:

I

2]

|

o

Bl ]

L]
C—

Q E
Ja Rl
Ro |

48 Hide Details

wova 111.8.11

Ye avtd to onueio 1o Pro/manufacturing pag (ntéd va cdyovpe TiIg TOPOUETPOVS
katepyaoiog (Ewova 111.8.12).

f il Edit Parameters of Sequence "FACE_ROUGH"

File Edit Information Tools

Parameters | Basic | All Category: | All categories |v

|| d=]

Parameter Name:
CUT_FEED

FREE_FEED
RETRACT_FEED
PLUNGE_FEED
STEP_DEPTH
TOLERANCE
STEP_OVER
BOTTOM_STOCK_ALLOW
CUT_ANGLE
END_OVERTRAVEL
START_OVERTRAVEL
SCAN_TYFE
CUT_TYPE
CLEAR_DIST
APPROACH_DISTANCE
EXIT_DISTANCE
SPINDLE_SPEED
COOLANT_CPFTION

FACE_ROUGH

0.01

TYPE_3
CLIMB

G

OFF

Cancel 4 Hide Details
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KEDAAAIO I1II: PRO/NC

[Ipéner va aAra&ovpe Aowmdv TIC TOPAUETPOVS £TGL OGTE Vo £yovpe tnv emboun
nopeio. Tov komTkoV. EkTtoc amd tov amAd tpdmo, mov opilovpe €00 TIG TIWEG OTI
TOPOAUETPOVS, VILAPYOLY Kot 2 aKOUO TPOTOL Y10 VAL TO KAVOVLE QUTO.

1° Tpémog

o 'Eyxovtog e10dyel oto komtikd oty koptéla Cut Data (kaptéla yioo Speeds & Feeds)
T dedopéva Ko TIC cLuVONKeg Komng 6to epyareio owtd (roughing 1 Finishing, opua
TEPLOTPOPNC Kol TPOWGTG)

[l Tools Setup
Fle Edit View
O -& 0 X e Genersl | Settings | Cut Date | BOM | Offset Table
TOOL POSI... TOOL_ID TOOL_TYPE R Eals
IE MMFLT10 MILLING Application: Roughing | = () Engish Unit System
Stock Matenal: ©) Metric Uit System
Cutting Data Misc Data
Speed: 3000 rev./min | ¥ Coolant Option OFF -
= 400.00 mm / min_|g Coolant Pressure: | NONE -
Puial Depth: 1.000 mm A
Spindle Direction: | CW =
Radial Depth: mm b pindle Hrecton
1] m | k]
OK Cancel 4@ Hide Details

Emdéyovpe amd 1o mapdbvpo tov napauétpov Edit — Copy From Tool — All /
Spindle / Feed / Depth — Rough «xot étot 1 taydrTae, N TPO®GN Kol TO KOTTIKO
Ba&Oog dafactodv amd To apyeio TOV KOTTIKOV.

f 1 Edit Parameters of Sequence "FACE_ROUGH"

File Edit Information Tools
Parameters  Basic i‘ Category: | Al categories -
400 | d=|
Parameter Mame FACE_ROUGH
400
FREE_FEED
RETRACT_FEED
PLUNGE_FEED
STEP_DEPTH 1
TOLERANCE 0.01
STEP_OVER (O—0
BOTTOM_STOCK_ALLOW
CUT_ANGLE 0
END_OVERTRAVEL 0 Ck . O)
START_OVERTRAVEL 0
SCAN 'I_'YPE TYPE_2 ) O T CC O
- - &

CUT_TYPE CLIME ¥
CLEAR_DIST
APPROACH_DISTAMCE
EXIT_DISTANCE -
SPINDLE_SPEED 3000
COOLANT_OPTION OFF

Cancel 4@ Hide Details
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KEDAAAIO I1II: PRO/NC

211 GLVEYELN KAVOVUE TIC OopaitnTEG OALAYEC GTIC VTOAOITES TOPAUETPOVG.

2% tpémog

72

‘Exovtoc dnuiovpynoet éva apyeio katepyaciag (site file), pe tov tpémo mov Eyxovpe
avoEEPEL Topomdve, Kol Exovtag opicel T Pacikés mapapéTpovg (vrevBvpilovpe
Ot €3 o1 amapaitnTeg TapdueTpot £xovy Tiun -1)

i1 Site Tree

File View Column
Input: -
DEFAULT VALUE LOW RANGE HIGH RANGE SET UP VISIBLE

Manufacturing Parameters B

=} Names
NCL_FILE - - - YES
PRE_MACHIMING_FILE - - - YES =
POST_MACHINING_FILE - - - YES

=~ CUT OPTION
SCAN_TYPE TYPE_1 - - YES
OPEMN_AREA_SCAN CONSTANT_LOAD - - YES
CLOSED_AREA_SCAN CONSTANT_LOAD - - YES
CUT_TYPE CLIMB - - YES
ALLOW _NEG_Z_MOVES YES - - YES
ALTERMNATE_CUT_DIRECTION YES - - YES
ISLAND_CLEARANCE ZONE - - YES
CUT_CONMECTION LINE_CONNECT - - YES
CONNECT_OFTION NOT_OPTIMIZE - - YES
STEEP_CONNECT_OPTION S_CONNECT - - YES
HELICAL FALSE - - YES
CUT_ORDER SWEEF - - YES
START_EDGE LEFT - - YES
ROUGH_OPTION ROUGH_ONLY - - YES
WALL_FINISH_CUT AT_EACH_DEPTH - - YES
STERPOVER_ADJUST YES - - YES
RETRACT_OPTION OPTIMIZE - - YES
RETRACT_TRAMSITION CORNER_TRANSIT... - - YES
TRIM_TC_WORKPIECE NO - - YES
CUT_DIRECTION STANDARD - - YES
LACE_OPTION NO - R YES
AUTO_SYNCHROMIZE YES - - YES
AUTO_INNERCUTLINE NO - - YES
CUTLINE_TYPE FLOWLINES - - YES
CORNER_FINISH_TYPE FILLET - - YES
QOUTPUT_POINT CENTER - - YES
GOUGE_AVOID_TYPE TIP_ONLY - - YES
GOUGE_AVOID_OPTION RETRACT_TOOL - - YES
APPROXIMATE_SPLINES WO - - YES
AXIS_DEF_CONTROL USE_SURF_NORMS - - YES
REMAINDER_SUURFACE WO - - YES
FIY SKIPPEM €1ICES (sl - - YES Ll

4 T | (2]l T ]

Helpline for parameter.

Amofnkevovpe 10 0pyelo katepyaciog kol emAEYovpe amd TO TApAbvpo TV
napapétpov File — Open Site | Edit — Copy from Site kot emAéyovue 10
GUYKEKPULEVO.

"Etot avtopata ot mapdpetpot aAAGLovV Kot Toipvouy Tig TIES 0O TO GUYKEKPIUEVO
apyelo Katepyasiog.
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f 1" Edit Parameters of Sequence "FACE_ROUGH"

File Edit Information Tools
Parameters Basic | All | Category:| Al categories -
400 | d= |
Farameter Mame FACE _ROUGH
FREE_FEED )
RETRACT_FEED 3
PLUNGE_FEED 3
STEP_DEPTH (1
TOLERAMNCE (0.01)
STEP_OVER ) (O—0
BOTTOM_STOCK_ALLOW 0.2)
CUT_ANGLE (1]
END_OWVERTRAVEL (a) Ck i O:l
START_OVERTRAVEL ) =
SCAN_TYPE (TYPE_1) O O—0
N
CUT_TYPE (CLIME) v
CLEAR_DIST (5)
APPROACH_DISTANCE -
EXIT_DISTANCE 3
SPINDLE_SPEED (3000)
COOLANT_OPTION (OFF)
| 0K | | Canmcel | 4@ Hide Details

2 ovvéyew KAvovue TIC amapoitntes OAAOYEC OTIG LIOAOMEG TOPOUETPOLG,
avaioyo BEPota pe TIG TAPAUETPOVS TOL £YOVLE OPIGEL GTO OPYEL0 KATEPYATIOC.

A@QoV OLOKANPOCOVUE TNV EI00YOYN TOV TOPAUETPO®V UE €VOV OO TOVS TOPOTAVED
TpOTOVC, KAEivovue T0 TapaBupo kot emAéyovpe OK.

2V TopoKate ekdva paivovtal ol TapapueTpot yio v akolovdio Face Rough (Ewxova
111.8.13).
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e Edit Parameters of Sequence "FACE_ROUGH"

File Edit Information Tools
Parameters ' Basic LA Category: | Al categories -
400 | d=
Parameter Name FACE_ROUGH
FREE_FEED
RETRACT_FEED
PLUNGE_FEED
STEP_DEPTH 1
TOLERANCE 0.01
STEP_OVER 4 O—0
BOTTOM_STOCK_ALLOW 02
CUT_ANGLE 0
END_OVERTRAVEL 0 Ck L O:'
START_OVERTRAVEL 0
SCAN 'I_'YPE TYPE_1 i O ’ CO O
- - ¥
CUT_TYPE CLIMB kd
CLEAR_DIST b
APPROACH_DISTANCE
EXIT_DISTANCE
SPINDLE_SPEED 3000
COQLANT_OPTION OFF
| OK || Cangel | 48 Hide Detais Eucova 118,13

Xy ovvéyetla, pog {nrteital va emhééovpe to ovotnua cuvtetaypévov (Coord Sys) e
Baon 1o omoio Oa yiver n akoAovBia. Emidéyovue to Machine Zero kot petd emAéyovue
10 €MinEd0 EMOTPOPNS, emAéyovtac Select kat to datum ADTM1 kot OK.

Téhog, pog (nteitar va meptypdyovpe tov 0YKo mov Oa Katepyaotel 10 KOMTIKO. AVTd
umopel va yivel gite EMAEYOVTOG O ETLPAVELN TOV LOVTEAOV, €1TE KOTACKEVALOVTOC TOV
oyko pe kdmowo feature tov Pro/E onwg extrude, sweep k.A.m. . Euelg emiéyovpue 10
Model kot Done. EmAéyovtag tv dve emedvelo tov poviéhov kot Done €youvpe
0AOKANPOGEL TV pUOLIGT TS akolovBiog.

¥ ovvéyewa, Bélovpe va gréyEovpe €av M Kivnomn 1oL KOTTKOL €ival 1Kov] dCTE va
KOTEPYAOTEL TO GUVOAO TNG EMPAVEING TOL EMAECAUE. £TO HEVOD TTOL HoG gpeaviletal
Aowmov emaéyovpe Play path kot screen play. EmAéyovpe Play kou fAémovpe v mopeia
TOV KOTTIKOV (KOKKWvT Ypouun) (Ewkovo I11.8.14).
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KE®AAAIO III: PRO/NC

) MANUFACTURE

p MACHINING

MC Seguence =

w NC SEQUENCE

Customize
Seq Info
Done Seq
Quit Seq

Gouge Check

I PLAY PATH X

File View MNCL File

p CL Data
I

Position Cutting Tool m

Fixova I111.8.14

¥t ovvéyeln, emiéyovpe omd to Play path, to NC Check ywn va extedéocovpe o
YPOPIKT TPOGOUOI®GT KOTNG 6T0 Ttpdypappo Vericut.

Metagpepopacte, Aomdv, oto nepipdilov tov Vericut, énwg gaivetor oTny TOPUKATO
EWKOVOL.
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KE®AAAIO III: PRO/NC

:; VERICUT 6.0.2 by CGTech - cetpro_operations.VcProject (Millimeter)

Flle Edit View Info Project Configuration Analysis OptiPath Help
-Project————————— 23@66@@ B EAEN A UAEFEFEESEANIEAL S EHE
E|--F'mject'cgtpm_operations 4 C EQ B1 ,E =E @ ‘i @ @ ﬂ U‘ @ @> @l a) E - w fR @ B IQ @ H i’ f “

B-Setup 11 BEe I CITHE X
Tool path rewind performed - '7:%0?“_2 M > )

Kot emAéyovtag 1o Play yiveton  mpocopoimon konng, 0Tmg QaiveTol 6TIS TopuKOTo
ewoveg (Eixoveg 111.8.15).
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File Edit Wiew Info Project Configuration Analsis OptiPath Help
et WS HEHESEA M OB AN REEFMSELLUIYER e EHE
Project: cotpro_operations ¢k 5Y G1 "B B v & BEye @ aK®>aFRMO =AMl ~ZAN
- Setun: 4 mEde S0 FE S X

& S
@ &

% View 3-Stock 1 (Workpiece)

Finighed CiDocuments and SetingslOwnerhy Documentsit. |« —j%oﬂ"_g HEm > )

FEwcoveg I11.8.15
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v ovvéyela, Kotaokevalovpe e Tov 1010 TpoOmo o akolovbio Katepyaciag Tov
TPOGMTOL TOV OVTIKEIUEVOL Yio TV amonepdtmon g empdvelog (Finish). Ewsdyovue
og ovoupo Face Finish, emiléyovpe 10 1010 KOmMTIKO KOu 6T0 TOPAOLPO EMAOYDOV TOV
TOPOUETPOV €lTE KAVOLUE €vay Ad TOVE TPOUVOPEPOUEVOLS TPOTOVE EITE EMAEYOVUE
Edit — Copy from Sequence kot extléyovpe v Tponyoduevn akorlovbio Face_rough.

(i Select Sequence

1: FACE_ROUGH, Operation: QP10

0K Cancel

H emoyn avt B&tet T1g mapapétpoug i01eg e avTég TG TPONYOVUEVG KATEPYOUGTOG Kot
aAddlovpe T emBLUNTES TOPAUETPOVS, UE TEMKEC TIUEG OMMG POIVETAL GTNV TOPUKATM
ewova (Eixovo 111.8.16).

11 Edit Parameters of Sequence "FACE_FINISH"

File Edit Information Tools

Parameters Easicli‘ Category: | All categories -

300 | d= |

Parameter Name FACE_FINISH

FREE_FEED -

RETRACT_FEED -

PLUNGE_FEED -

STEP_DEPTH 1

TOLERAMCE 0.01

STEP_OVER 2 O—0
BOTTOM_STOCK_ALLOW o

CUT_ANGLE o

END_COWVERTRAVEL 1] % n O:‘
START_OVERTRAVEL o = -
SCAN_TYFE TYPE_1 T O - CC O
CUT_TYPE CLIME L

CLEAR_DIST 5

APPROACH_DISTANCE -

EXIT_DISTANCE -

SPINDLE_SPEED 3500

COOLANT_OPTION OFF

|  ©OK || Cancel | 4 Hide Details

Ewcova I11.8.16
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H mopeia tov komtikod otnv Face_Finish gaiveton oty Ewovo 111.8.17.

Kot m mpocopoioon konfg kot Tov 2 mapamdve akolovdidv oto Vericut:

) VIEW1 - Stock 1 (Workpiece)

e )

12 I -
i BUSY OplPalh -

wove II1.8.17
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il.  AxolovOia katepyasiog wpo@il (Profile)

>ty akoArovBia mpoeid (Profile) katepyalopacte to mpoeik Tov avtikelwévov, dniadn
TNV TEPLPEPELOKT EMPAvEIL Tov. Katd v Katepyacia ovtn, to KOmMTIKO epyaieio

KIVEITOU TEPLPEPELOKA TOV AVTIKEWEVOL (Eixova I11.8.18).

Ewcova I11.8.18

Ot Baoikég mapapeTpol oty axorovbio katepyoasiog Tpoeid eivat:

»

LA 2 2R 2B 4

80

Cut feed

Step depth

Clear dist

Approach distance

Exit distance

Num prof passes: o aplOudg aKTIVIKGOV TEPUCUATOV 7OV EAEYYXEL TO TOGO
nepacpato 0o Kével cuVoAKd TO KOTTTIKO Yo vo kotepyacsOel To dokipo yio kdbe
éva PaBog Komng, Yo va KATEPYOOTEL TO KOTTIKO amdGTOON UEYOAVTEPN Omd TV
OLAUETPO TOV.

Prof increment: to oktwvikd Pdboc Komc, onNAadn T0 TAYOG TOV VAIKOD 7OV TO
KomTkO katepyaletar aktwvikd. H petafint) ooty €yet vonpoa €dv o apBudg
OKTIVIK®V TEPACUATOV EIvVol LEYAADTEPOG TOV V.

Prof stock allow: to méyoc tov axatépynoctov vIoloimov,
onAadn to mAYOg TOL VAKOL Tov Bo Tmopopeivel 6TO
TPOPIA TOL OVTIKEILEVOD UETA TO TEAOG TNG KATEPYAGTOG. i :

Chk srf stock allow: To mdyog Tov aKaTEPYAGTOL VITOAOITOV, SNANST| TO TAYOG TOL
VAoV ov O TapapEIVEL GE oL EMAEYUEVT] ETIPAVELL TOV OVTIKELEVOD UETE TO
TEAOG TNG KATEPYATTOG

Spindle speed




KEDAAAIO I1II: PRO/NC

ANnuovpyia TS aKoAoV0i0C KATEPYOUGLUC TPOPIA

[a tov kaBapioud tov TPOPIA TOL OaKOTEPYOSTOL KOUpoToh o ekteAécovue Ovo
dradoykd mepdopata. To éva Oa ivar yio v ekyovopion (Rough) e emodveiog kot to
devTepO Yoo v amomepdtmon ¢ (Finish). T vo dnpovpyncovpe pio axolovdio
npocmmov emthéyovpue Machining — NC Sequence — New Sequence — Profile — Done
(Eixova 111.8.19), ko 6T0 €mOUEVO UEVOL OV oG epeavifetor epovtilovpe va gival
emleypévo to: Name, Tool, Parameters, Surfaces xar Check Surfs (Ewova 111.8.20) ko
emAéyovpe Done.

Menu Manager Menu Manager

p MANMUFACTURE
Machining
p MACHINING

} MAMUFACTURE
Machining

p MACHIMING
NC Sequence

MC Sequence -
> MACH AKX w NC SEQUENCE
Machining
Auxiliary
! Flay Path
Mirrar _
zer Defined Customize
Volume Seq Info
Local Mill Done 5eq
Surface Mil Mext Seq
Face Quit Seq
> seqsene
Pocketing E Name
Custom Trajector ] Comments
Trajectar
! ! [[] Tool
Holemaking
Thread [[] Attachment
rea

Enaraving IE Parameters
Plunge [[] Coord Sys
Roughing [[] Retract Surf
Re-Roughing # Surfaces
Finishing [ Scallopsrf
Corner Finishing W Check Surfs
Manual Cyde [[] Build Cut

[[] Start

[C] End
Done Done
Quit , Quit ,

Eixova 111.8.19 Ewxova I11.8.20

1 ouvéyela glodyovpe To ovopo e akorovdiog (Profile_Rough) kot mataue Enter.

Ao ™V PPAodnkn komTikdv emidéyovue 10 KOMTIKO, OM®G Qaiveton oty Eixovo
I111.8.21:
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1 Tools Setup

File Edit View

O - &0 8 X s General | Settings | Cut Data | BOM | Offset Table
TOOL POSI... TOOL ID TOOL TYPE | Narme: Geometry

MMFLTOS MILLING MMFLTOS
S 21—y
MILLING
Material:
HSS
Units: N
Millimeter

Number of Flutes: Qf ]

Q.

]
K
a

I
ﬂ

] i r

| OK || Cancel | <8 Hide Details

Ewova 111.8.21

211 GULVEYELD EIGAYOLUE TIC TOPUUETPOLS UE EvaV OO TOVG TOPATAVE® TPOTOVLS KO
emiéyovpe OK.

2TV TopaKAT® €KOVO, @oivovtal ot mopdaueTpot yo. v okolovbio Profile_Rough
(Eicova 111.8.22).

f i1 Edit Parameters of Sequence "PROFILE_ROUGH"

File Edit Information Tools

Parameters Easic LAl Categony: | All categories |v |
a0 ld=
Farameter Name PROFILE_ROUGH
ARC_FEED -
FREE_FEED -
RETRACT_FEED -
PLUNGE_FEED -
STEF_DEPTH 3
TOLERANCE 0.01 A © A
PROF_STOCK_ALLOW 0.2
CHK_SRF_STOCK_ALLOW 205 O
WALL_SCALLOP_HGT 0 % L o)) .
CUT_TYFE CLIME % . ; é_ ~
CLEAR_DIST 5 i ('j . ©
SPINDLE_SPEED 3000 g
COOLANT_OFTION OFF

| ©OK | | Cancel | 4@ Hide Details

FEwxova 111.8.22

82



KE®AAAIO III: PRO/NC

Téhog, Yo vo oAokAnpdcovpe TV akoAovbia, €icdyovpe kot o mpoPil to omoio Oa
KOTEPYOOTEL 1] UNyovi. AVTO Yyivetal emAEyovVTaG TNV TEPIUETPO TOV KOUUATION, ONANON
6Lo to Tpo@iA kar 6to Check Surfs emAéyovpe v kdTO ETPAVELR TOV AVTIKEIUEVOV.

2m ovvéyela Béhovpe va eréyovpe edv M Kivnon Tov KOmTIKOL €ival KoV OGTE va
KOTEPYOOTEL TO GUVOAO NG empaveiag mov emAégape. Xto pevov mov pag epeovileton
Aowmov emaéyovpe Play path ko screen play. EmAéyovpe Play kou PAémovpe v mopeia
TOL KOTTikoU (KOKKwv ypouun) (Eixoveg I11.8.23).

FEixovec I11.8.23
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Onwg eoivetor Kol GTNV YPOEIKY] OTEKOVIOT, £YOLUE pLOUicel €161 TIC TOPAUETPOVCS
(éxovpue opioel va amopeivovy 20,5Smm vAkov oto Chk srf stock allow), dote T0 KOTTIKO
Vo Uy Xtomad otig olaydéves e péyyevne. o voa Befarmbodue Bo extedécovpe pua
YPOQIKY Tpocopoimon g komfg pe to Vericut (Ewova I11.8.24). Tto Vericut, eav
VIapyel AdBog eppaviletar pe KOKKIVO Ypo L.

% VIEW'1- Stock 1 (Workpiece)

v I I A MR > ) Eucva 11.8.24

1o Vericut dgv vapyet AdBog kot m €kOVe, TOv EUPAVICETOL HOC TKOVOTOLED Kol £TG1
emAéyovpe Done seq yio va OAOKANPMOGCOLLLE TNV ONpovpyic TG KATEPYATioG.

Ymv ovvéyewn Kataokevdlovpe pe tov 1o Tpomo por akolovbio Katepyosiog tov
TPOGHOTOL TOV OVTIKELLEVOD Y10 TNV amonepdtmon tng emedvetog (Finish). Ewsdyovue
¢ 6vopa Profile Finish, emiéyovpe 10 110 KOTTIKO Kol 6T0 WAPAOVPO ETAOYDV TOV
TAPOUETPOV EITE KAVOLUE EVOV OO TOVG TPOUVOUPEPOLEVOLS TPOTTOVG €lTe EMAEYOLE
Edit —  Copy from Sequence «xot emAéyovpe TNV mponyovuevn akoAovdio
Profile_rough. Ot mopduetpot paivovrat otn endpevn wova (Ewxova 111.8.25).
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1" Edit Parameters of Sequence "PROFILE_FINISH"

File Edit Information Tools

Parameters E]II\ Category: | All categories |! |

Parameter Name PROFILE_FINISH
»

ARC_FEED

FREE_FEED

RETRACT_FEED

PLUNGE_FEED

STEP_DEPTH 05

TOLERANCE 0.01 (3\ C(O
FROF_STOCK_ALLOW 0

CHK_SRF_STOCK_ALLOW 205 O
WALL_SCALLOP_HGT 0 Ck_ i O}\ -
CUT_TYPE UPCUT C - C(C 6'C)/o
CLEAR_DIST 5 é— .

SPINDLE_SPEED 3500

COOLANT_OPTION OFF

0K Cancel | <a Hide Detais

H mopeia tov komtikov otnv Profile_Finish gaivetoar oty Eixova 111.8.26:

FEwcova I11.8.25

FEixova I11.8.26
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Kot 1 tpocopoimon komfg kot Tev 2 mapamave okolovbidv oto Vericut:

[ & View 2-Stock 1 (Workpiece)

Finished CiDocuments and SettingsiOwnerMy Documentsitest3cotpro.tp |' '7] g\,oﬁn_ﬁ |« ] > '

iii. AxkolovOia katepyasiog dwarpnong (Holemaking)

Me v dnuovpyia g okoAovBiog O1dTpnong UmTOpovUE VO EKTEAECOVUE OTEG GTO
KatepyalOpuevo avtikeipevo. Ymdpyouv d1d@opotl TOTOL TOL UTOPOVUE VO EMAEEOVUE GE
avtv Vv Koatepyacio. Ot tHmotl mov pmopovv va ypnoioronfovv givor:

» o tomog drill: avagépetar oe Khaooikn didvoién omne and komtikd gpyareio. Ot
emoYEC o€ avToV Tov tomo eivar: Standard, Deep, Break Chip, Web, Back.

» 0 tomog face: avagpépetal otn dnuovpyion OTNG HE SLUGPAAIST] OUUANG ETLPAVELOG
o1 Bdon g omng.

» 0 TOmOG bore: avagépetot ot S1AvolEnN (oG TEMKNG OTNG LE LEYAAT aKpifeta.

» 0 TOmog countersink: avagépetal otn d1volEn TG apyng TG OTNG UE KOTAAANA
SUOPPOUEVO EPYOLElD, DOTE v dNUovPYNGEL ecmTeptkd chamfer oty axun
™m¢ om¢ (kovikny omn). H emtloyn o€ avtov tov tomo eivon Back, ywo back
countersinking.

» 0 TOmog tap: avaeépetor oy dnovpyio. CTEPOUATOS 68 vIdpyovca omr. Ot
eMAOYEC o€ aVTOV Tov TOTO eivon Fixed kon Floating.

» 0 TOTOG ream: avoPEPETOL GTNV ATOTEPATOON LG OTNG LE VYA akpifeta.
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¥ 0 TOmOG CUStom: ava@épetar otn S1vVolEN Kot ¥PNOLLoToinen extBuuntdv KOKA®V
KOTEPYAGIOS Y10 TO TPEXWOV KOTTIKO EPYAAEID LMY AVTG.

tomog drill
Start surface
Csaink Diam
= [
- :

TOmog countersink

Ot Baocikég mapapeTpol oty akolovdia katepyoasiog StdTpnong eivat:

» Cut feed

» Clear dist

®» Scan type: H mapdpetpog avtn kabopilet tn oepd pe tnv omoia Ba yivouv ot oméc.

Ot emoyég etvat:

-Type 1, otv omoio. TO KOTMTIKO GKOVAPEL TNV EMIPAVELNL TOL OVTIKEUEVOD,
avéavovtac to Y Kot EvoAldccsovtag to X
- Type spiral, v omoia 10 KomTikd extelel deEIOGTPOPT GTEPOEN Kivnom,
apyiCovtag amd TNV TANGLEGTEPN OMY| GTO GUGTNO GUVTETAYUEVOV.
-Type one dir, omv omoio TO KOWMTIKO OKOVAPEL TNV EMPAVELL TOV
AVTIKEWEVOL, 0vEAVOVTOG TO X Kol LetdvovTag To Y.
- Pick order, otnv omoio. T0 KOTTIKO ONpovPyel oméG e TV Gelpd mov €xel
opicel 0 xpMoTNG.
- Shortest, otv omoiot T0 KOTTIKO dNULOLPYEL OMES e TETOW GEPA DOTE V.
SLVOEL TNV LUKPOTEPT duVATH SLAOPOUN.

® Breakout distance: kafopilel v andcotacn mov Tpémel v SlovHGEL TO KOTTTIKO,

®ote vo. €ovpe pol ikovomomtikn omhf. E&optdtal amd v kovikoTnto Tou
KOTTIKOV.
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» Rapto dist: kabopilel v amdGTACT EMOTPOPNG Kol EXTPENEL TV KIVIOT TOL
KOTTIKOV WE Taelo TpO®on akoua Kot KAto amd v amdotoct aceoreiog (clear
dist).

» Spindle speed

Anmovpyia TS oKoAoV010C KATEPYUGLUC OLATPNGNC

Bo dMNUOVPYNGOVUE dVO KAUGGIKEG OTEC OLPOPETIKMY SIUUETP®V, Ui, LE OEUETPO MM
Ko pio pe otdpeTpo 9mm.

Mo vo dnuovpynoovpe pio akoAovBia didtpnorng emiéyovoue Machining — NC
Sequence — New Sequence — Holemaking — Done (Ewovo. 111.8.27), kot 6Tt0 €ndUEVO
pevod mov pog eugaviCeton emiéyovue to Drill ko Standard (Ewove 111.8.28) xou
emAéyovpe Done kot 610 endpevo pevod mov pag gpeaviCetor epovtilovpe va givot
emleypévo to: Name, Tool, Parameters xor Holes (Eikova I111.8.29) xor emidéyovus
Done.

| Menu Manager

p MAMUFACTURE

p MACHIMING

NC Sequence -

p MACHINING

MC Sequence i

| Menu Manager

> PRCHA P MANUFACTURE
Machining w MNC SEQUEMNCE
Auxiliary
] } MACHIMIMG
Mirror Blav Path
Uger Defined NC Sequence b ¥ )
Volume w HOLE MAKING Customize
Lacal Mill Seq Info
Surface Mill Face Done Seq
Face Baore Mext Seq
Profile Countersink Quit Seq
Pocketing - ——
Custom Trajector, ap w 5EQ SETUR
Trajectory Ream E MName
Holemaking Custom [[] Comments
Trres =g
E:-ugra'-.-'lng Deep [ Attachment
Flunge i
g ) Break Chip IE Parameters

Roughing Weh
Re-Roughing Back (] Coord Sys
Finishing [[] Retract Surf
Corner Finishing [[] Chedk Surfs
Manual Cyde E Holes

[[] Start

[[] End
Done Done Done
Quit Quit .

Exéva I11.8.27 Ewcova I11.8.28 Quit Ewcova I11.8.29
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1 ovvéyelo slodyovpe to dvopa g akorovdiag (Hole 1) yio tqv omn dtopétpov 8mm
Ko Totape Enter.

Ano v Piprlodnkn KonTikOV EMALYOVUE TO KOMTIKO, OM®G Qoivetar otnv Eixdva
111.8.30:

(R Tools Setup

File Edit View

O -2 0 8 X oo General | Settings | Cut Data | BOM | Offset Table

TOOL FOSL... TOOL_ID TOOL TYPE | Name: Geometry
2 MMFLT08 e MMFLTOR

Type: Fﬂ\:\ —
MILLING \:\ I

|

3

Material:
HSS

Units:
:"Iil:meter N E:\
Number of Flutes: '@’ 8
L]
- T4 T +
Ro |

2 ovvExeld €1GAYOVUE TIG TOAPAUETPOVS UE £vOV OO TOLG TPOTOVG TOL EYOVLLUE
avaeépel Kot emiéyovue OK.

3

I

K n ]

L OK || Camesl | 4p Hide Details

Ewoévo 111.8.30

2V mopakdTe skdvo @aivovtor ot mapduetpotl Yoo v okolovBioa Hole 1 (Ewkova
111.8.31).

. 1" Edit Parameters of Sequence "HOLET"

File Edit Information Tools
Parameters | Basic LAl Category: | All categories |v |
B Jaal
Parameter Mame HOLE1
%
FREE_FEED
TOLERANCE 0.0
BREAKOUT_DISTANCE ]
SCAN_TYPE TYPE_1
CLEAR_DIST 5 Mo image available
PULLOUT_DIST
SPINDLE_SPEED 3000
COOLANT_OPTION OFF

OK | | Cancel |  <¢ Hide Details

Ewova I11.8.31
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21 ovvéyeln, oto Tapabvpo mov eppaviteton (Eixova I11.8.32) eiodyovpe tov aova g
onng mov o dnuovpynoovue. Xto wapdbvpo, Aomdv, avtd emdéyovue Single ko Add
Kot emAéyovpe tov emBounto agova kot OK kat otn cvvéyeia Done.

Diameters | Surfaces Parameters
Fues Groups Points
Fues cumenthy selected to drill

Options

| UsePrev... | | Depth.. |
Show rules used in selection Irfa
QK Preview Cancel

Ewova I11.8.32

¥ ovvéyeln Béhovpe va gdéyovpe TV Kivon TOv KOTTIKOV. XTO HEVOL 7OV HOG
enpaviletar emiéyovue Play path kot screen play. Emidéyovue Play kot PAémovue v
nopeio Tov KOTTiKov (KOKKvn ypapuun) (Eikova I11.8.33).
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FEixova I111.8.33

Yvveyiloope pe tov d10 tpoémo v dnuovpyio omne dwapétpov Imm. Ewsdyovue to
ovopo tng akorovbiog (Hole 2) kou motaue Enter.

Amo ™V BiprodnKn KomTIKOV €MAEYOVUE TO KOMTIKO, OM®G @oivetar otnv Eixova
111.8.34:

File Edit View

O -2 E B X e General | Settings | Cut Data | BOM | Offset Table |

TOOL POSI... TOOL_ID TOOL_TYPE | Name: Geometry

3 MMFLTOS MILLING MMFLTOS
Type: |‘_’®'|:| _.|
MILLING |+
Material:
LUnits:
Number of Flutes:

1 m []

[ ok || Cancel <@ Hiide Detail [ Aeoly | [ Revet |

| | - Eixova I11.8.34
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211 OULVEXELD EIGOYOVUE TIC TOPUUETPOVS HE €vav OmO TOVG TPOTOVS TOV EYOVLE
avaeépetl kKot emiéyoovue OK.

XtV mopakdTo skdvo @aivovior ot mapduetpotl yo v okoiovbio Hole 2 (Ewkdva
111.8.35).

' 11" Edit Parameters of Sequence "HOLEZ"

File Edit Information Tools
Parameters |Basic | All | Category: | All categories -
50 | d= |
Parameter Name HOLEZ
e
FREE_FEED _
TOLERANCE 0.01
BREAKOUT_DISTANCE 0
SCAN_TYPE TYPE_1
CLEAR_DIST 5 No image available
PULLOUT_DIST
SPINDLE_SPEED 3000
COOLANT_OPTION OFF

| OK | | Cancel | <47 Hide Detais

Eiwova I11.8.35

2 ouvvéyewn, EMAEYOLUE TOV AEOVOL TNG OMNG OV OEAOVLUE Vo ONUOVPYCOVUE KOt
emréyovpe OK kot ot cvvéyeio Done.

Emi\éyovtag Play path kou screen play kou petd Play PAémovpe v mopeia 1oV KOTTIKOD
(xoxkwvn ypopuun) (Ewxovo 111.8.36).
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FEixova 111.8.36

Ymv Ewxova I11.8.37 PAémovpe TV TPOCOUOI®MOT KOl TOV 2 OT®V GTO TPOYPOLLLLOL
Vericut.

v IR A MR D ) g 37
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AkolovOia katepyasiog 6ykov (Volume)

Me v akoiovBia katepyaciog 6yKov UTOPOVLE VO KOTEPYUGTOVUE EVO LEYAAO KOUUATL
o010 avtikeipevd pog (Ewxovo 111.8.38), apol pmopovpe va dnUovpyncovue akolovdieg
EKYOVOPIONG TOV APOLPOVY LEYAAD LEPOG TOV TTPOC KOTEPYUSIO OYKOV, LUE GYETIKA EOKOAO
TPOTO, TAPAAANAQ TAVTO TPOG TNV EXLPAVELDL ETIGTPOPTG.

Eiwxova I11.8.38

Ot Baoikég mapapetpol oty akoAovbio kotepyasiog dykov sivat:

»

AR 2 2B BB BB BN

94

Cut feed

Step depth
Step over
Clear dist

Cut angle
Bottom stock allow

Spindle speed

Rough option: avagépetor otnv €mAoyn Tov €idovg TG KaTEPYUSing, dNANdT T
Katepyacieg Oa yivouv kat pe mola oelpd. Ot emroyég ivat:

- Rough only, otv omoio. 10 KOMTIKO KAVEL €KYOVOPIOT TOV OYKOL Kol Oyl
OTOTEPATOOT) TOV ETLPAVEIDV.

-Rough & prof, oty omoia t0 KOTTIKO KAVEL EKYOVOPION KOl GTN GULVEYELQ,
OTOTEPATMOT] TV EMPAVELDV TOL GYNUATILOVV TOV OYKO.

- Prof & rough, otnv omoio. T0 KOTTIKO KAVEL OTOTEPATOON TOV EXIPAUVELDY
oL GYMUaTiCovV TOV OYKO KOl GTI GLVEXELN EKYOVOPLOT] TOV OYKOV.

- Prof only, omv omoia T0 komTIKO KAVEL LOVO OTOTEPATMGT TOV EMPOVEIDV
oL oynuatifovv tov dyko.

- Rough & clean up, omv omoio. T0 KOTTIKO TPOETOUALEL TOL TOLYDUATO, TOV
OYKOL YOPic VO KAVEL ATOTEPATMOT TV EMUPAVELDV.

- Pocketing, otnv omoia 10 KOTTIKO KAVEL OMOTEPATMOT TV ETPOVEIDY TOV
oynpotiCovv Tov OYKO KOl GTN GUVEYEW OMOTEPATOCT TMV EMLPOVELDV TOL
glval TapAAANAEG GTO EMIMEDO EMOTPOPNG,.

- Faces only, otv omoia t0 KomTIKd KAVEL OTOTEPATOOT TOV EMLPAVELDY TOV
glval TapAAANAEG GTO EMIMEOO EMOTPOPNG,.
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ROUGH_ONLY
PROF_OMNLY

ROUGH_&_PROF
PROF_&_ROUGH

1. ROUGH_&_CLEAN_UP with TYPE_3
2. ROUGH_&_CLEAN_UP with TYPE_ONE_DIR

®» Scan type: eivol 1 TokTIKN Kotepyooiog Kol EAEYYEL TOV TPOMO UE TOV OMOIO0
KIWVEITOL TO KOTTTIKO TTAV®D GTNV aKaTEPYNoTN MPavel. Ot emhoyég Tov umopel va
TapeL elvat:

-Type 1: otmv omoio TO KOWMTIKO KOTEPYALETOL GLVEYMG TOV OYKO KOl
avacOPETAL GE TUYOV VNGOG TTOV OEV TPEMEL VAL KATEPYOUGTOVV.

-Type 2: otv omoio T0 KOTTIKO KaTEPYALETOL GLVEX(DS TOV OYKO, YWPIS Vo
OVOGVPETAL, KO KIVEITOL YOP® 0O VNGIOEG TOL OEV TPEMEL VO KATEPYATTOVV.

- Type 3: omnv omoia 10 KOMTIKO KATEPYALETOL TOV OYKO GE cuveyelg Ldveg mov
&xovv kaBopiotel amd TIC VNGI0EG TOL OEV MPETEL VO KATEPYATTOVV.

- Type spiral: oty omoia 10 KomTIKO 0koAOVOEL GTTEWPOEIN TPOYLEL

- Type one dir: oty omoio 10 KOnTIKO KatePYALETOL LOVO GTNV KivioT KOTA T
Lo OPA KOl ATOLLOKPUVETOL LETAED TV OL0O0YIKAOV TEPUGUATOV.

- Type 1 connect: otnv omoia 10 KOTTIKO KoTePYAleTOl LOVO GTNV Kivion Katd
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96

™ po eopd, Kol €4V TNV apyn Tov KAOE TEPAGLOTOS GLVOVTIGEL KOUUATL TTOV
dev TPEMEL Vo, KATEPYUOTEL, aKoAoVOEL TOV TOlYO.

- Constant load: otv omoio T0 KOTTIKO eKTEAEL MO KATEPYOOIO VYNANG
tayvtntog (high speed machining) yia ekyovopion (ue o ROUGH_OPTION va
eivat ROUGH_ONLY) 71 anomepdtmon (ue to ROUGH_OPTION va eivau
PROF_ONLY).

- Spiral maintain cut direction: otnv omoia T0 KOTTIKO EKTEAEL L0l KOTEPYOTIOL
vyning tayvtntag (high speed machining) evo axolovBel orelpoedn TpoyLd
He oOvoEo™ S HETOED TV TEPACUATMOV.

- Spiral maintain cut type: otnv omoiot TO0 KOMTIKO €KTEAEl [or KOTEPYOTIiOL
vyning tayvmtog (high speed machining), evdd axolovBel omelpoctdn Tpoytd
e T0E0€1ON GUVOEST LETAED TEPUGUATOV.

- Follow hardwalls: otv omoia 10 KomTIKO €KTEAEL Mot KOTEPYOSIO, VYNANG
tayvttog (high speed machining) evdd to oynuo kdbe kommg axoiovbei to
GYNLO TOV TOYOUATOV TOL OYKOV.

TYPE_1
TYPE_SFIRAL
TYPE_2

TYPE_3
TYPE_ONE_DIR
TYPE_1_COMNECT

UL S A
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®» Rough stock allow: n mapdpetpog avt avoeépetor 6To

ToY0G TOL OKATEPYOSTOV DVAIKOU Y10 TO TEPAGLOTO

eKYOVOPLONG.

®» Prof stock allow: n mopdueTpoc avt avoaeépetal 6To TaY0G

TOV OKOTEPYOGTOV DAMKOV Y10 TO TEPAGLOTO, OTTOTEPATMONG.

ANULovpyio TS 0K0A0VOLOC KATEPYAGLOS OYKOV

I

I
o

210 avtikeipevd pog Ba ompovpynoovpe 000 akoAovBieg katepyaciog Gykov, Yo

EKYOVOPLOT KOl AMOTEPATMOT TG KUKAIKNG £€60YNG OtapéTpov 20mm o BdBovg Smm.

["o va dnpovpynoovpe pa akolovbio katepyaciog dykov emAaéyovpue Machining — NC
Sequence — New Sequence — Volume — Done (Eixova 111.8.38) ka1 610 €nduevo
puevod mov pag epgaviCetor epovtiCovpe vo eivar emdeypéva. to: Name, Tool,

Parameters, Volume kot Top Surfaces (Eiwxova 111.8.39) kot emidéyovpe Done.

f Menu Manager !

p MANUFACTURE
P MACHINING
MC Sequence
- MACH ALX

Machining

Auxiliary

Mirraor

User Defined
Volume
Local Mill

Surface Mil

Face

Profile

Pocketing
Custom Trajector
Trajectory
Holemaking
Thread
Engrawving
Plunge

Roughing
Re-Roughing
Finishing

Corner Finishing

Manual Cyde

Done
Quit

Eiwxovo 111.8.38

Menu Manager |
P MANUFACTURE

P MACHIMING

MNC Sequence w7
~ MC SEQUENCE

Seq Setup
Play Path
Customize
Seq Info
Done Seq
Mext S5eqg
Quit Seq

m Mame

[ Comments
& Toal

[ Attachment
m Parameters
[[] Coord Sys
[ Retract Surf
= vaolume

[ window

[ Close Loops
[ scallopsrf
[[] Exdd Surfs
] Top Surfaces
Appr Walls
Build Cut
Start

End

oooa

Done
Quit

Eiwxovo 111.8.39

97



KEDAAAIO I1II: PRO/NC

¥t0 mopabvpo g Eikovag I11.8.39 éxovv eupoviotei ot emhoyég Volume, Window,
Close Loops, Excld Surfs, Top surfaces, Appr Walls. Ano tig dvo npmdteg, n o givot
duvatdv va emheyel Kot va opicel Tov 0yko mov Oo katepyoostovpe. H emhoyn Close
Loops avagépetal oe KAeloTéC emipdveleg, N emAioyn Excld Surfs avagépetar otic
emeaveleg mov Oo amokAeloTOvV amd TNV amomepdTmon, mn emtloyn Top surfaces
AVOPEPETOL GTNV TAV® ETLPAVELL TOV OYKOL Kot 1 emthoyry Appr Walls avagépetat otig

dVVOTEG EMPAVELEG OO TIC OTTOIEG TO KOTTIKO UTOPEL VoL TPOGEYYIiGEL TOV OYKO.

Aol &yovpe emAélel TIG KOTAAANAES emAoyEG amd To Seq Setup pevov, 6T GLVEELD
glodyovue 1o Ovoua g axkoAovBiag (Circular Vol Rough) yio v exydvopion tng

KUKAKNG €c0yMg Ko wotdipe Enter.

And v PPAoONKN KOTTIKOV EMAEYOLUE TO KOMTIKO, OM®G @oivetor otnv Eixova

=

.1 Toals Setup
File Edit View
O - & O I X oo M | General | Settings | Cut Data | BOM | Dffset Table
TOOL POSI... TOOL ID TOOL TYPE | Name: Geometry
3 MMFLTDS MILLING MMFLTOS
Type: Qj’ o
MILLING ﬂ |
Material:
HSS
Units:
Millimeter 50
Number of Flutes:
2 0
Rlo
4| n |
| OK || Canesl | 4a Hide Details

wxovao. 111.8.40

21 ocuvéyeln eleayovue TIc mopapétpouvg kot emAéyovpe OK. v mapokdto eikdva
eaivovtat ot mapapetpot yio v akorovbio Circular Vol Rough (Ewxoéva 111.8.41).
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File Edit Information Tools

Parameters | Basic | All Categony: | All categories

|v|

400 | d=
Parameter Name CIRCULAR_VOL...
CUT_FEED 400
ARC_FEED
FREE_FEED
RETRACT_FEED
TRAVERSE_FEED
PLUNGE_FEED
STEP_DEFTH 0.7
TOLERAMNCE 0.0
STEP_OVER 4
PROF_STOCK_ALLOW 0.2
ROUGH_STOCK_ALLOW 0.2
BOTTOM_STOCK_ALLOW 0.2
CUT_ANGLE 1]

SCAN_TYPE TYPE 2
CUT_TYPE CLIMB
ROUGH_OPTION ROUGH_ONLY
CLEAR_DIST 5
SPINDLE_SPEED 3000
COOLANT_OPTION OFF
| ©OK | | Caneel | <& Hide Detais

\Eixova I11.8.41

2NV GLVEYELD Y10 VOL OPIGOVLE TOV OYKO TTOL Oa KATEPYUGTOVUE, TPEMEL E1TE VO OpIGOLLLE
éva oM dnovpynuévo eite va tov dmuovpynoovpe pe to Mill Volume Tool, omec
QOIVETOL GTNV TOPOKAT® EKOVOL:

Menu Manager

p MANUFACTURE

Wil- ¥4 sk 8000

p MACHINING

NC Sequence hd
N N
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Yyedralovpe Aowmdv Tov dyko oto Sketcher (£xovtag opicel éva enimedo oV emipaveln
TOL TEMKOD OVTIKEWWEVOD) Kal PETA Tov Kavovue Extrude yio va tov dnpiovpyncovpe.
X1V cuvéyela emAEyovpe g top surface v mévo exipdvela Tov OYKOV.

Eméyovtag Play path kot screen play kot petd Play BAémovpe v mopeio Tov KOTTIKOD
(koxKvn ypouuny) (Eixoves 111.8.42).

Eixoveg I11.8.42
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>ty ovvéyela PAETovE TNV Tpocopoimwon komng oto Vericut (Eikova 111.8.43).

(% iEw 1 - Stock 1 (Workpiece)

‘ FEwcova 111.8.43

Mo va xotepyaotobpe Kol TO VAIKO OV €YEL OMOUEIVEL amd TNV €KYOVOPLON, OTMC

(QOIVETOL KOl GTNV EIKOVO, TNE TPOGOUOImONG, B KAVOLUE amOTEPATM®ON TNG EMLPAVELAG.
Me tov 610 tpomo, eicdyovpe to dvopa (Circular Vol Finish) yioa v amomepdtmon g
KUKAMKNG €00yM¢ Ko wotdipe Enter.

Ao v PProdnkn komtikdv emdéyovpe 10 KOMTIKO, OmmG Qaivetor oty Eixovo

111.8.44:

11 Tools Setup

File Edit View

O -2 O R X so (i

TOOL POSI... TOOL_ID

TOOL_TYPE

2 MMFLTDS
3 MMFLTDS

B mn

[ ok || Cancel

MILLING
MILLING

0

4a Hide Details

General 1Seﬂings Cut Data | BOM | Offset Table

-
Name: Geometry

MMFLTDS

Type: |1—,®' ;
MILLING - : I‘
Material:
HSS
Units: L
Millimeter -7
Number of Futes:
2 0

ikovao. 111.8.44

21N CUVEXELD EIGAYOVUE TIC TOPUUETPOVS, OVOKTOVTOC TIG TAPAUETPOVS TNG AKOAOLOiaG
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Circular Vol Rough kot aAldlovtog Tic embountég kat emiéyovpue OK. Ztnv mapokdatom
eicovo eoivovtal ot Topapetpot yio v akorlovdia Circular Vol Finish (Eikova I11.8.45)

f 1 Edit Parameters of Sequence "CIRCULAR_VOL_FINISH"

File Edit Information Tools

Parameters | Basic | Al | Category: | Al categories -
300 | d=|
Parameter Name CIRCULAR_VOL...

ARC_FEED

FREE_FEED

RETRACT_FEED
TRAVERSE_FEED
FLUNGE_FEED

STEP_DEPTH 07 (O=—()
TOLERANCE 0.01
STEP_OVER 3
PROF_STOCK_ALLOW 0 0, o
ROUGH_STOCK_ALLOW 0 -6 (O
*
BOTTOM_STOCK_ALLOW 0
e
CUT_ANGLE 0 v
SCAN_TYPE TYPE 2
CUT_TYPE CLIMB
ROUGH_OFTION POCKETING
CLEAR_DIST 5
SPINDLE_SPEED 1500
COOLANT_OPTION OFF

| OK | | Camgel | <A Hide Details

Ewcova 1I1.8.45

Emiléyovpe katl tov 0yko mov €xovpe ONUIOVPYNGEL GTNV TPONYOLUEVT aKoAoLOia, 6TV
Circular Vol Rough, yia va. ohokAnpdcovpe v akoiovdia.

H mopeio Tov KOmTiKov (kOKKVN yYpOUUn) @aivetor otnv mapakdteo €kova (Eixova
111.8.46) xou n Tpocopoiwon komng oto mpdypappo Vericut otny Ewxova I111.8.47.
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KE®AAAIO III: PRO/NC

FEwcova I111.8.46

) VIEW1 - Stock 1 anorkniece)

FEwxova I111.8.47
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2V TOPOKAT® €KOVO TOPOVCIALETOL 1] TPOGOUOI®MOT KOTNG KOl TOV 2 TOPUTAVE
aKoAoLOIDV (ekyOVOPIOTN KOl OMOTEPATOON TNG KLKAKNG €GOYNG), OTO TPOYPOLLLOL
Vericut.

W VIEW 1- Stock 1 (Workpiece)

- Display updated. o IR I~ (e D> )
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KE®AAAIO III: PRO/NC
V. AkolovOia katepyasiog foOiong (Plunge)

H axoiovbia katepyasiog fudiong ypnoiwomoteiton yio va yivel ekyovopion KOIAOTHTOV
peydiov Babovc. H katepyasio avty yiveton pe o1adoyikd fubicpata tov Kontikov péca
GTOV OYKO TOVL KOppatov (Ewxdva 111.8.48).

Eiwxovo 111.8.48

Ot Baokég mapapetpol oty akoAovbio koatepyasiog PHOiong sivat:

¥

Cut feed
Clear dist

Cut angle
Spindle speed

Scan type (type 3, type spiral, type one dir)

Prof stock allow

Chk srf stock allow

Plunge step: n mopduetpog avty opilelt v amdctacn HETaED 600 SLSOYIKOV
Buvbicewv Tov KomTIKOL £pyareiov.

AR 2 2R 2B BB BN

Anmovpyia tTnc axkorlovdioc katepyoaosioc PvOienc

Y10 avtikeipevd pag o dnpovpynoovpe o akoAovbio kKatepyaciog fvOong yu v
EKYOVOPLOT TV OVO TPLYOVIKDOV EGOYDV.

[No va dnpovpynceovpe pia akorlovbio fudiong emaéyovpe Machining — NC Sequence
— New Sequence — Plunge — Done (Ewxova 111.8.49) Kot 6T0 ETOUEVO LEVOD TTOV UAG
enpaviletar ppovrtiovpe va givar emieypéva ta: Name, Tool, Parameters, Surfaces kot
Check Surfs (Eixova I11.8.50) ko emidéyovpe Done.
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KEDAAAIO I1II: PRO/NC

Menu Manager - Menu Manager

p MAMUFACTURE

} MAMNUFACTURE

p MACHIMIMG

MC Segquence b

P MACHIMIMG

NC Seguence bl

w MACH ALIX w NC SEQUENCE
Machining
Auxiliary Play Path
Mirrar Customize
User Defined

Seq Info

Valume
Local Mill Done Seq
Surface Mil Mext Seq
Face Quit Seq
Profile
Pocketing # Mame
Custom Trajector [[] Comments
Trajectory # Tool
Holemaking [[] Attachment
Thread W Parameters
Engraving [[] Coord Sys

[[] Refract Surf
Roughing # surfaces
Re-Roughing ] window
Finishing # Check Surfs
Corner Finishing ] Start Axes
Manual Cyde [C] Build Cut

[[] 5tart
[ End

Done Daone
2 Ewcéva 111.8.49 Quit Ewéva 111.8.50

Eicdyovpe to ovopa g axkorovdiog (Plunge) ko matdpe Enter.

Ao v PPAodnkn komtikdv emidéyovpe 10 KOMTIKO, OmmG Qaiveton oty Eixovo
I11L.8.51:

(! Toals Setup

File Edit View
O -2 E X oo General | Settings || Cut Data | BOM || Offset Table
TOOL FOSI... TOOL 1D TOOL TYPE | Name: Geometry

2 MMFLTOS MILLING

|

MMFLTOZ2

o - |
MILLING \:\ I

Material:
HSS

Units: ’
:"Iilime‘ter - ‘: ‘E:\
Number of Flutes: ,@f 2
o
-+ SRt +
Rp___|

MMFLTO2 MILLING

23

I

4 i ]

| OK || Cancel | 44 Hide Details

FEwcova I11.8.51
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21 ovvéyela glodyovpe Tig Topapétpoug Kot emaéyovpe OK. Tty mapokdto gkovo

eoivovtal ol TopaueTpot yio v akoiovbio Plunge (Ewova 111.8.52).

- 1 Edit Parameters of Sequence "PLUNGE”

File Edit Information Tools
Parameters Basic | Al | Categony: | Al categories | T |
B =)
Parameter Name PLUNGE
CTE R
FREE_FEED
PLUMNGE_FEED
TCOLERANCE 0.01
PLUNGE_STEP 2
PROF_STOCK_ALLOW 02
CHE_SRF_STOCK_ALLOW 02
CUT_ANGLE 0 -, o, -
SCAN_TYPE TYPE_3
CLEAR_DIST 5 O
SPINDLE_SPEED 3000 % + O) €
COQOLANT_OPTION QFF ] O 3 CC (b_ .
o
W
| oK | | Cancel | 4p Hide Details

Ewcova 111.8.52

Yty ovvéyela Ba emhéSovpe Tig empdveleg mov Oa katepyactovue. Emiéyovpe Model

kot Done

) Menu Manager
p MANUFACTURE
p MACHINIMG

MC Sequence =7
~w MC SEQUENCE

Flay Path
Customize
Seq Info
Done Seq
Mext Seq
Quit Seq

Workpiece

Mill Wolume

Mill Surface

Done

Quit
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Kot oto pevod mov poc epgaviCetor emiéyoovpe Add xor tic empdvelieg mov 6Oa
Katepyoostoope (Eikova I111.8.53).

p MANUFACTURE

Hacunng

p MACHINING

Play Path
Customize
Seqg Info
Done Seg
Quit Seq

w SELECT SRFS

Remove
Show
Done/Return

4 Select

Ewxova I11.8.53

‘Emerta, pog {nrteiton va opicovpe v empdvela oty onoio o amopeivel VAIKO Tayovg
petd to Téhog TG Katepyaoiog Kot £T61 EMAEYOVE TIG 016G EMUPAVELES, ONANON TNV KAT®
EMPAVELD TOV KOIAOTNTAV, Y10 VO OLOKANpdGOovLE TNV pLOLeT TG akoAovBiog.

Emléyovtag Play path kot screen play ko peté Play BAémovpe v mopeio Tov KOmTIKoD
(xoxKwvm ypouun) (Ewxovo, 111.8.54).
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KE®AAAIO III: PRO/NC

Fixova 111.8.54

Kat v mpocopoimon komng oto tpdypoppa Vericut (Ewova I111.8.55).

s

Uy VIBArT - Stock 1 (Workpiecey

Display updated. |'| '—Egﬂroﬂn_g e > FEixova I111.8.55

109




KEDAAAIO I1II: PRO/NC

vi. AxkolovOio katepyaosiog korhotntog (Pocketing)

H oaxoAlovbia katepyosiog xotlotntog ypnoitomoleital yio vo Yivel OmomePATOOT
Koot twv. Me v akolovBio avtr), T0 KOmMTIKO epyadeio katepydletal TPAOTO TO
TPOPIL TNG KOIAOTNTAG KOl GTN GLVEYELD TNV KAT® EMQAveLd TG (Eixova I11.8.56).

Ewcovo I11.8.56

Ot Baokég mapapeTpot oty akoiovbia katepyasiog KOLOTNTOG Elvat:

¥

Cut feed

Step depth
Step over
Clear dist

Cut angle

Spindle speed

Scan type (type 1, type 2, type 3, type spiral, type one dir)

Prof stock allow

Bottom stock allow

Wall scallop hgt: n mapdauetpog avty eréyyel 1o Pabog komnc. Tvvhbwg maipvel
v T 0 kot og BdBoc komng opiletar to Step depth. Av mdper peyarvtepn tov
UNOEVOG TN, TOTE 0pileTON TO HIKPOTEPO OO TOL OVO.

L0 2R 20 2 2R 2B BB B

Anmuovpyia TN aKoAoV0i0c KATEPYOUGLUC KOLLOTNTOC

210 avtikeipevo pog Ba dnuovpycovpe o akoAovbio katepyaciog KOIAOTNTOS Yio TV
OTOTEPATMOT) TV OVO TPLYOVIKDOV EGOYMV.

[No va dnuovpyncovpe o akolovdior kokdttoag emidéyoope Machining — NC
Sequence — New Sequence — Pocket — Done (Ewova 111.8.57) kot 6T0 €TOUEVO LEVOD
mov pog epeavietar epovtilovpe va givar emdeypéva to: Name, Tool, Parameters kot
Surfaces (Eixova I11.8.58) ko emthéyovpe Done.
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f NMenu Manager

} MAMNUFACTURE

P MACHINING
MC Sequence w7
w MACH ALIX

Machining
Avxiliary
Mirror

User Defined
Volume

Local Mil
Surface Mill
Face

Profile

Pocketing
Custom Trajector

Trajectory
Holemaking
Thread
Engraving
Plunge
Roughing
Re-Roughing
Finishing

Corner Finishing

Manual Cyde

Done
Quit

Ewcova I11.8.57

f Menu Manager

p MANUFACTURE
Machining
p MACHINING

MC Sequence 7

w MC SEQUEMCE

Play Path
Customize
Seq Info
Done Seq
Mext Seq
Quit Seq

w SEQ SETUR

# Mame
[[] Comments
# Tool
[[] Attachment
Iﬂ Parameters
[[] Coord Sys
[[] Retract Surf
# Surfaces
[[] Chedk Surfs
[[] Build Cut
[[] start
[[] End

Done

Quit

Eiwxova I11.8.58

Eicdyovpe to 6vopa g axorovbiog (Pocket) kot mataue Enter.

And v PPAoONKN KOTTIKOV EMAEYOLUE TO KOMTIKO, OM®G @aivetor otnv Eixovoa

111.8.59:

"1 Tools Setup

File Edit View

O - E 8 X

Sor [

Gereral | Settings | Cut Data | BOM | Offset Table

TOOL POSI... TOOL_ID

TOOL_TYPE Name:

2 MMFLTOS
3 MMFLT02

MMFLTO1

Geometry

MILLING MMFLTO1
MILLING
MILLING Type:
MILLING
Material:

HSS

|

B

W |

—

~E
3
o
a
=
s ]
=4
[
]
4

| .
== : £
ah |
Q L]
I —

4 i b

4@ Hide Details

Ewxova I11.8.59
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2 ocvvéyela eleayovue TIc mopapétpovg kot emAéyovpe OK. v mapokdto ekdva

oivovtal ot TopaueTpot yio v akolovbio Pocket (Ewxova I11.8.60).

f 11 Edit Parameters of Sequence "POCKET"

300

File Edit Information Tools

Parameters  Basic | Al Category: | All categories -

Parameter Name
CUT_FEED

ARC_FEED
FREE_FEED
RETRACT_FEED
FLUNGE_FEED
STEP_DEFTH
TOLERANCE
STEP_OVER
FROF_STOCK_ALLOW
WALL_SCALLOP_HGT
BOTTOM_SCALLOP_HGT
CUT_ANGLE
SCAN_TYFE
CUT_TYPE
CLEAR_DIST
SPINDLE_SPEED
COCLANT_OPTION

POCKET
300

0.5
0.1

| Cancel | 4@ Hide Details

O—0

Ewcova I111.8.60

Ymv ovvéyela Bo emAéEovpe TIg empaveleg mov Oa katepyactovpe. Emdéyovpe Model
kot Done, kot emAéyovpe T1g 2 TPIy®VIKEG KOIAOTNTEG.

Emiéyovrtag Play path kot screen play kot petd Play BAémovpe tv mopeio 1oV KOTTIKOD
(xoxkwvn ypouun) (Ewxovo I111.8.61).
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KE®AAAIO III: PRO/NC

Eiwxovo I11.8.61

Xy mopoakdto wkova (Eikova I11.8.62) mapovctdletol 1) Tpocouoimon Komng Kot Tov 2
TOPATAVED aKOAOLOIDVY (EKYOVOPIOT KOl GTOTEPATMON TOV TPLYOVIKOV EGOXMDV), GTO
npoypaupo Vericut.

0 VIEW 1 Stock 1 (Workpiece)

Display updated "l '—E$°9="_2 bl o ElKéva 1118 62
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vii.  AkolovOio katepyacsiog 6ykov og Tpoyra (Trajectory)

Me v axolovbia katepyaciog OYKov 6g Tpoyld, T0 KOTTIKO Katepydletal To VAIKO TOV
OVTIKEWEVOL, 0KOAOLOMVTOG Hiot GLYKEKPIULEV TpOoYL (Eixoves 111.8.63).

Eixoveg 111.8.63

Ot Baocikég TapapueTpol oty aKoAovbio katepyasiog OYKov 6e TpoyLd ivat:

» Cut feed

» Prof stock allow
» Clear dist

» Spindle speed

Anmovpyia TN 0K0AoV0I0C KATEPYUGLOS OYKOV GE TPOYLA

>10 avtikeipevo pog Bo dnuovpyncovpe 6vo axorovdieg katepyosiog dykov ce TpoyLd,
0L Y10L TIG MLUKVKATKES €YKOTEG KO 0L Y10, TV KOTEPYOGTO TOL KUKAKOD TULOTOG.

[a vo onpovpynoovpe o akoAiovbio katepyaciog Oykov o€ TPOYI ETAEYOLUE
Machining — NC Sequence — New Sequence — Trajectory — Done (Ewova 111.8.64)
K01 GTO ETOUEVO PEVOD TTOV HaG epeavileTar @povtilovpe va givon emieypéva ta: Name,
Tool, Parameters kot Tool Motions (Ewxova. I11.8.65) ka1 emAéyovpe Done.
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| Menu Manager

p MAMUFACTURE

p MACHINING

MC Sequence b

w MACH ALX

| Menu Manager

Machining

Auxdliary p MANUFACTURE
User Defined b MACHINING
Lacal Mil w NC SEQUENCE
Surface Mill
Face
Profile
Pocketing
Custom Trajector, Dane Seq
Trajectory Quit Seq
Holemaking
Thread & Mame
Engraving [[] Comments
Plunge # Tool
Roughing [[] Attachment
Re-Roughing ¥ Parameters
Finishing [[] Coord Sys
Corner Finishing [] Retract Surf
Manual Cyde ¥ Tool Motions
2 Axis [ start

€] End
Done Done
= Ewova 111.8.64 L2 Ewova 111.8.65

Eiodyovpe to ovopa g axorovbiog (Traject) kot motapue Enter.

Amo ™V BipAodnKn KOTTIKOV €MAEYOVUE TO KOMTIKO, OM®G @oaivetar otnv Ewxova
111.8.66:
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1 T
File Edit View
O - & O ) X s Genersl | Settings | Cut Data | BOM | Offset Tabl
TOOL POSI... TOOL_ID TOOL_TYPE | Name: Geometry
2 MMFLTO3 MILLING MMSPHIS
3 MMFLT02 MILLING gl
4 MMFLTO1 MILLING Type: I S
5 MMSPHOS MILLING MILLING B -] Il |

Material:

I

Units:

Millimeter |v - 50

MNumber of Flutes: J@’ 5

O

-+ + J—
-

4] m ]
| OK || GCancel | 4p Hide Details Eucove I11.8.66

¥t ovvéyeln glcdyovpue Tig Topapétpoug Kot emaéyovpe OK. Tty mapokdto ekovo
eoaivovtal ol TopaueTpot yio v akolovbio Traject (Eikova I11.8.67).

I Edit Parameters of Sequence "TRAJECT" !

File Edit Information Tools

Parameters | Basic LAl Category: | All cateqories |v |
[0 Jand
Parameter Name TRAJECT

ARC_FEED

FREE_FEED

RETRACT_FEED
PLUNGE_FEED
STEP_DEPTH - r (:C et et -

TOLERANCE 0.1
PROF_STOCK_ALLOW 0 Q

CHEK_SRF_STOCK_ALLOW

=) |
CLEAR_DIST 5 = O %o, é)_ ¢
SPINDLE_SPEED 3000 <
COOLANT_OPTION OFF v
| OK | | Cancel | 4 Hide Detais

FEixova I11.8.67
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¥ ovvéyew, gpeaviletor to mapdbvpo g Ewxovog 111.8.68, oto omoio Ba gcdyovpe

TNV Kivnomn Komrg Tov gpyaieiov.

Edit

Type Status
«start of tool path:

<end of tool path:

Curve Cut |v| Inzert |

[ oKk

C .

Eiwxova I11.5.68

Emniléyovue to Curve Cut xou petd Insert kot petapepdpacte oto mopdbvpo tov Curve
Trajectory Setup kot SlOHOPPOVOVUE TNV TPOYLE TOV KOMTIKOD, OTMG (QOIVETOL GTNV

Eiwxova I11.8.69.

"1 Curve Trajectory Setup
Placement
Trajectory Curve
| One-by-One Chain

Height| Suf:FIS[EXTRUDE_3_2)SXED3

Options
Tool Offset

Left  None |[Right | |Right
Check Sufaces

[] Add Reference Parts

Selection
No ltems

Ewxova I111.8.69

Eniong, opifovue ®g dyoc avagopds v kapmvAn kot omd tmv emioyn Details —
Options, opilovpe TIc empaveieg mov Ba. oplobeTobv TV TPOYLE TNG Kivnong Tov

KOTLTIKOV.
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i1 Chain ®

| References | Options

Length Adjustment

End 1: |Trimat Reference |v|

| Suf-FEEXTRUDE_1):

End 2: | Trim at Reference |"|Ir |

| Suf:FBEXTRUDE_2).

Start Point

Direction: | Flip
[+ Dynamic validation

| OK | |Cancel |

‘Enerta, opilovpe kat Tig vmwoOAowmeg tpoylec e tov ido tpdémo (Ewova 111.8.70). To
KOTTIKO eKTEAEL TNV Kivnom, akolovBdvTag, e TNV GEPA, TIS TPOYLES TOV £YOVUE OpicEL
oto Tool Motions.

! Tool Motions

Edit

Type
«start of tool path:
1: Auto Plunge

2: Curve Cut

3: Retract

4: Auto Plunge

5 Curve Cut

o
o
o
&
v
&: Retract o
&
¥
o
o
ol

7: Auto Flunge
8: Curve Cut

9: Retract

10: Auto Plunge
11: Curve Cut

<end of tool path>

I l I Eova 111.8.70
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Emiéyovrtag Play path kot screen play kot petd Play BAémovpe v mopeio 1oV KOTTIKOD
(xkoxkvn ypouun) (Ewoveg 111.8.71).

W—

Eixovec I11.8.71
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H npocopoimon kommc oto Vericut tapovoialetar oty Eikova 111.8.72.

. 0y View 2-Stock 1 (Workpiece)

T11 0
Display updated. |' :ﬁoﬁn_ﬁ m >

Ewcova 111.8.72

> ovvéyelo Bo KaTEPYASTOVUE TOV OYKO OGS KUKMKNG Tpoylds. Me tov 1o tpomo,
opiCovpe to dvopa ¢ axorovbiog (Traject 2). 'Emetta emAEYOVUE TO KOMTIKO UG LE
dwapeTpo 8mm, dmwg paiveron oty Eixova 111.8.73.

1 Tools Setup

File Edit View

O -2 3@ 8 X oo General | Settings | Cut Data | BOM | Offset Table |
TOOL POSI... TOOL_ID TOOL_TYPE Name: Geometry
2 MMFLTOS MILLING MMFLTOR
3 MMFLTO2 MILLING
4 MMFLTO1 MILLING Type: | |'"® \:\
5 MMSPHO3 MILLING MILLING - \:\ Il |
g MMFLTO& MILLING et
Units:
Millmeter |v . j
Number of Flutes:
O
4 " i+
L _OK || Coneel | <p Hide Details

Ewcova 111.8.73
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Opilovpe TIg TOPAUETPOLGS, 1O1EC LE TNG TPOTYOVEVNS aKoAovBiag, ETAEYOVTAG TV ATtd
to Edit — Copy from Sequence

1 Select Sequence

1: FACE_ROUGH, Cperation: OP010

2: FACE_FINISH, Operation: OPO10

3: PROFILE_ROUGH, Operation: OP010

4: PROFILE_FINISH, Cperation: OP010

5: HOLE1, Operation: OP010

&: HOLEZ, Operation: OFD10

7: CIRCULAR_VOL_ROUGH, Operation: OP0
8: CIRCULAR_VOL_FINISH, Operation: OP01
§: PLUNGE, Operation: OP010

10: POCKET, Operation: OP010

11: TRAJECT, Operation: OP010

al | &

Kot ot ovvéyewa, opiCovpe v tpoytd mov Ba axorlovdncel 10 komtikd, pe TV 101
napomave dwudikacio (Ewoveg I11.8.74).

71 Curve Trajectory Setup

Placement
Trajectory Curve
| One-by-One Chain

Start Height |
Height| Mo ftems

Options

Tool Offset Material Side
[L_eﬂ_ Mone Right Right
Check Surfaces

[[] Add Reference Parts

Use Mil Stock Allowance
Selection
No ltems

| Oetlee |
Il v s X

11 Tool Motions

Edit

Type
<start of tool path>
1: Auto Plunge
2: Curve Cut
3: Curve Cut
<end of tool path=

FEcoveg I11.8.74
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Eméyovtag Play path kot screen play kot peté Play BAémovpe v mopeio Tov KOTTIKOD
(xoxkvn ypouun) (Eixova 111.8.75).

Eixovo I11.8.75

Ymv mopokdTeo ekoOva PAETOLUE TNV TPOCOUOIMON KOMNG KOU TV 2 TOPATAVE
akorovOumv Trajectory oto npodypappa Vericut.

) View 2 - Stock 1 (Workpiecey

b — R N~ (= > )
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Y10 onpeio owtd, Ba ektelécovpe o akolovbio katepyasiog 6ykov (Volume), yuo va
KOTEPYAOTOVUE TNV TNUIKVKALKY] EMPAVED. OTO KEVIPO TOL OVTIKEWWEVOL pog. H
akorovbion (Vol_cycle) 6o onuovpyndei pe tov TpOTO TOL EYOVUE TPOAVOPEPEL.
Opilovpe amhd 0 KomTiKd gpyaleio, idto pe g akorovbiag Circular Vol Rough, kat ot
napduetpol yioo v akoiovbio Vol_cycle g@aivovtar ot moapakdto swova (Eikovo
111.8.76).

" Edit Parameters of Sequence "VOL_CYCLE"

File Edit Information Tools

Parameters ’Eli‘ Category: | All categaories |v |
|400 || d=|

Parameter Mame WVOL_CYCLE

=

ARC_FEED -

FREE_FEED

RETRACT_FEED

TRAVERSE_FEED

PLUNGE_FEED -

STEP_DEPTH 05 ) —————— =
TOLERANCE 0.01

STEP_OVER 2 O
PROF_STOCK_ALLOW 02 %_ Lo

ROUGH_STOCK_ALLOW 0.2 ] C )—+—CCO_(J;} >
BOTTOM_STOCK_ALLOW 02 e

CUT_ANGLE 0 v

SCAN_TYPE TYPE_2

CUT_TYPE cLMB

ROUGH_OPTION ROUGH_3_PROF

CLEAR_DIST 5

SPINDLE_SPEED 3000

COOLANT_OPTION OFF

| ©OK | | Cangel |  4A Hide Detais ElKéV(X III 8 76

Emiéyovrtag Play path ko screen play kou petd Play fAémovpe v mopeio Tov KOTTIKOD
(Eixova 111.8.77).

Eiwxova I11.8.77
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viii. AkolovOio katepyaciog emoaverog (Surface)

H axolovbio xatepyacioc emedvewng ypnowyomoleital yw vo yivel ekydvopion M
ATOTEPATMOT] EMLPAVELDV TTOV £xovv NN dnuovpynBel (Eixoveg I11.8.78).

Eixovec 111.8.78

Ot Baocikég TapAUeTpol 6TV aKOAOVOia KOTEPYUTING EMPAVELNG ivat:

» Cut feed

Step over

Scan type (type 1, type 2, type 3, type spiral, type one dir)
Prof stock allow

Clear dist

Spindle speed

LA 2R 2R 2B 4

Anmuovpyia TS 0K0Aov0I0C KATEPYUGLOC ETLOAVELOC

210 avTiKeipevo pag Ba dnuovpyncovpe o akoAovdio Katepyaoiog ETPAVELNS Y10 TNV
OTOTEPATMOT TNG NUKVKAKNG ETPAVELQGS.

INo vo dnuovpynoovue po akoAovdia katepyaciog empavelag emxtiéyooue Machining
— NC Sequence — New Sequence — Surface Mill— Done (Ewova I11.8.79) ka1 610
EMOUEVO pEVOD TOV pog eppaviletal gpovtilovpe va gival emleypévo ta: Name, Tool,
Parameters, Surfaces kot Define cut (Eixova 111.8.80) ko emléyovue Done.
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Menu Manager
p MANUFACTURE
Machining
p MACHIMING

-

MNC Sequence hal
w MACH ALIX

Machining

Auxiliary
Mirror

User Defined
Volume

Local Mil
Face

Profile

Pocketing
Custom Trajector
Trajectory
Holemaking
Thread
Engraving
Plunge

Roughing
Re-Roughing
Finishing

Corner Finishing

Manual Cyde

Done
Quit

Eiwxova I11.8.79

; Menu Manager

p MAMUFACTURE

p MACHIMING
-

MNC Sequence
- MC SEQUEMCE

Play Path
Customize
Seq Info
Done Seq
Mext Seq
Quit Seq

IE Mame

[[] Comments
# Tool

[ Attachment
IE Parameters
[[] Coord Sys
Retract Surf
Surfaces
Window
Close Loops
Scallopsrf
Check Surfs
Define Cut
Build Cut
Approach/Exit
Start

End

Done

Quit

OO00DO0DROOOO®EO

Ewxcova 111.8.80

Ao v P1Mobnkn KomTik®V emhéyovue To KomTikd TG akoAovbiog Traject, and 1o
File — Use previous (Eixova 111.8.81)

[ 1 Use Previous Tool

Select a tool used by previous sequence:

No Sequence Name Operation Name Tool Used
7 CIRCULAR_VOL_ROUGH QP00 MMFLTO9 ﬂ
8 CIRCULAR_VOL_FINISH OPO10 MMFLTOS
] PLUNGE OPO10 MMFLTO2
10 POCKET OP010 MMFLTO1
TRAJECT QP010 MMSPHOS =

12 TRAJECT2 QP00 MMFLTOS |
13 VOL_CYCLE QPO10 MMFLTO3 | =
< n | >
List tools used in:

(@) Cumrent Operation

(0) All Operations

Ok Cancel

Eixovao 111.8.81

21 ovvéyeln glodyovpe Tig mapapétpoug Kot emaéyovpe OK. Ztnv mapoakdto gikovo
eoaivovtal ot TopapeTpot yio v akoiovbio Surface (Eixova 111.8.82)
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KEDAAAIO I1II: PRO/NC

f 11 Edit Parameters of Sequence "SURFACE"

File Edit Information Tools
Parameters | Basic Iil Category: | All categories -
400 | d=
Parameter Name SURFACE
FREE_FEED -
RETRACT_FEED
PLUNGE_FEED -
TOLERANCE 0.01 CC O
STEP_OVER 0.5
PROF_STOCK_ALLOW o
CHK_SRF_STOCK_ALLOW % £ O}
SCALLOP_HGT * O O—0
SCAN_TYFE TYPE_1 i
CUT_TYPE cLIMB .
CLEAR_DIST 5
SPINDLE_SPEED 3000
COOLANT_OPTION OFF
| oK | | Cancel | 4@ Hide Details Elk_orva III 8 82

2mv ovvéyela Ba emiéEovpe v empdvela mov Ba kotepyaotovpue. Emiéyoope Model
kot Done ko emiéyovpe v emBountr eTQAvVELQ.

2mv ovvéyew, Bo emiéEovpe tov tpdémo pe tov omoio Ba yiver M amomepdtmon NG

emdaveoc. Ot emloyéc sivat:

[ 1 Cut Definition ——— |
Cut Type
(@) Straight Cut
() From Surface lsolines
() Cut Line
() Projected Cuts
Cut Angle Reference
(@) Relative to X-fds
() By Surface
() By Edge
Cut Angle | 0.00
Cut Direction | S CL‘_E
| G | | Cancel | | Preview |
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- Straight cut: 10 «omtkd ekterel mOPAAANAQ
nepacpato ved yovioa pe tov afova X, KAmowo akun M
KATOLoL GAAT EMLPAVELQL.

- From surfaces isolines: 1o kontikd Kveitar cOUEOVA
LLE TIC IOOTOPUUETPIKES KOUTOAESG TNG EMUPAVELAC.

- Cut line: to xomtikd exteAel kivnon Pacetl g apyikn
KOUTOANG, TNG TEAIKNG KOl LEPIKDV EVOLAUECOV.

- Projected cuts: o kontikd akolovbei po Topeion OV
éxel oplotel oe emimedo TOPAAANAO OTNV  EMIPAVEL,
TPOPAAALOVTAG TNV GE QTN V.



KE®AAAIO III: PRO/NC

Emiéyovpe to Projected cuts kot opiCovpe to Mill Window ¢ nuikvkAkng expdvelag,
¢ TpoPePAnuévn mopeia (Eikova 111.8.83).

Eiwxovo 111.8.83

Emiéyovrtag Play path kot screen play kot petd Play BAémovpe v mopeio 1oV KOTTIKOD
(xoxKkwvn ypauun) (Eixova I11.8.84).

Eiwxovo 111.5.84
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KE®AAAIO III: PRO/NC

v moapakdte ewova (Eixova 111.8.85) PAémovue ™V TPOGOUOI®ON KOTHG GTO
npoypappa Vericut tov dvo tedevtaiov axorovbiov (Volume xor Surface), g
NUKVKAMKNG ETPAVELNG TTOV BPICKETOL GTO KEVIPO TOV OVTIKEULEVO.

(@ VIEW 1~ Stock 1 (Workpiece) = = | %

-

Eixova 111.8.85
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KED®AAAIO III: PRO/NC
9. TAnpo@opicg Katepyaoiag

Koatd v didpkelo oxedlaolod TmvV aKoOAoLOIdV, UITOPOVUE VO TAIPVOVUE TANPOPOPIES
YU, QVTEG, OTTMG Y10 TOPAOELYUA TOV OVOUEVOUEVO XpOvo TG Kotepyaciog (Machining
time), ta Opla ™G Katepyaocioag ®¢ mpog Tto cvotnue cvvietayuévov (Tool travel
envelope). Yrdpyovv 600 TpoOmoL AYNE oUTOV TOV TANPOQOPL®Y, £iTe He TO Tapabvpo
TANPOPOPLAV, EITE LLE TOV Process manager.

¥ [HopdBupo minpogopidv
To mapdBvpo mAnpoeopidv pog mopéyel TANPoPopieg yo tnv akolovbio mov
onuovpyovue kéBe @opd, eite yuoo 0OAOKANPT TV Asttovpyia. Ymapyovv didpopot
TpOTOL gPPAviong Tov. ‘Evag tpomog eivar va emléEovpe Info — Manufacturing kot
010 mopabvpo mov eppavifetal, pmopovue vo emhéEovue Operation yio. oAOKAN PN TV
Aertovpyio 1 NC Sequence yio v akoAiovBia mov 0éAovpe. ‘Evag dAlog tpomog eivan

va emAégovpe pécm pag cvykekpipévng akoiovbiog, and to Menu Manager — Seq

B
Info — Done Sel 1 emAéyovpe t0 €1KOVIdL0 i Ko mwathpe Sequence yio TIC
TANpogopieg TG akorovbiog kot Operation yio Tic TANpoPopieg T Asttovpyiag.

[No mopadetyua, 10 mopdbvpo mAnpoeopidv yio v akoiovBior Face Milling
nopovcildletot otig Eixoveg 111.9.1

L INFORMATION WINDOW (mfg_feat.inf)

File Edit View

NC Sequence name :FACE_ROUGH -
Feature ID : 1156 |
Feature Number : 11 =
Operation Hame : OPB18

Workcell Hame :© MACH@1
Workcell Type : Mill
Sequence Type : Face HMilling
Cut Mtn Feat : 1158

Axis Type T 3 Axis
Fixture Setup : FIXTURE

Tool ID : MHMFLT18
Machining time D 11479 min
Retract Plane : MACHIMNE_ZERO:F6{C3Y¥3)(Z), Offset: &
START POINT : H/A

EHD POINT : H/A

HCL File Hame : FACE_ROUGH
MACH C5YS : MACHIHE_ZERD
HCSEQ CSYsS : MACHINE_ZERO

Tool Travel Envelope:

X_MIN : -5
X_HMax : 138

¥ MIN 8

¥_HMax - 125

Z_MIN : -8.8 7
1 I —| v

| Close |
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KEDAAAIO I1II: PRO/NC

"l INFORMATION WINDOW (mfg_feat.inf)

TOOL_ID

4]

File Edit View

HCL_FILE
PRE_MACHIHIHG_FILE
POST_MACHINING_FILE
SCAH_TYPE
CUT_TYPE
STEPOUER_ADJUST
TRIM TO_WORKPIECE
CUSTOMIZE_AUTO_RETRACT YES
BOUHD_CURVE
STEP_DEFPTH
TOLERAHCGE
STEP_OUER
TOOL_OUERLAP
HUMBER_PASSES
OHE_PASS_O0OFFSET
BOTTOM_STOCK_ALLOW
AXIS_SHIFT
CUT_AHNGLE
EHD_OUERTRAUVEL
START_OUVERTRAVEL
INITIAL_EDGE_OFFSET
FIHAL_EDGE_OFFSET

MMFLT18

TYPE_-1
CLIMB
VES
VES

HO

'
M

| Close |

[[]

E Process manager

Exoveg 111.9.1

Me tov process manager umopoOE VO AVTANCOVUE TANPOPOPIES Yo TIG akoAoLOiEg

Kol emmAéov umopoVue vo,  emAéCovue mOlEG TANPo@opieg emBuuovupEe  vo

epeaviCovtat.
To mapdbvpo tov process manager (Ewova I11.9.2) epeoaviCeton gite emAéyoviog amo

10 Menu Manager — Process Mgr gite pe 1o gucovidro ) :

71" Manufacturing Pre

File Edit View Insert Tools Features
w0 e = ol L) () d= =
% Process Main View - | [
Name Status Type Workcell Tool Axes Fodure Oriertation R
_ FIXTURE = FIXTURE SETUP =l
= £U QP00 - OPERATION MACHO1 FIXTURE MACHINE_ZER...
¥ FACE_ROUGH - FACE MILLING MMFLT10 3 Axes FIXTURE MACHINE_ZER...
s FACE_FINISH - FACE MILLING MMFLT10 3 fues FIXTURE MACHINE_ZER
sy PROFILE_ROL... - PROFILE MILLI... MMFLTOS 3 Aes FIXTURE MACHINE_ZER...
¥ FPROFILE_FINISH - PROFILE MILLI... MMFLTOS 3 Axes FIXTURE MACHINE_ZER...
s HOLE1 - STANDARD DR MMFLTO2 3 fues FIXTURE MACHINE_ZER
sy HOLEZ - STANDARD DR... MMFLTOS 3 Aes FIXTURE MACHINE_ZER..| &
¥ CIRCULAR_VO... - VOLUME MILLI... MMFLTOS 3 Axes FIXTURE MACHINE_ZER...
s CIRCULAR_VO... - VOLUME MILLI MMFLTO5 3 fues FIXTURE MACHINE_ZER
sy PLUNGE - PLUNGE MILLI... MMFLTOZ2 3 Aes FIXTURE MACHINE_ZER...
¥ POCKET - POCKET MILLI... MMFLTOT 3 Axes FIXTURE MACHINE_ZER...
s TRAJECT - TRAJECTORY MMSPHIS 3 fues FIXTURE MACHINE_ZER
sy TRAJECT2 - TRAJECTORY ... MMFLTOS 3 Aes FIXTURE MACHINE_ZER...
¥ VOL_CYCLE - VOLUME MILLI... MMFLTOS 3 Axes FIXTURE MACHINE_ZER...
s SURFACE - CONTOUR SU MMSPHIS 3 fues FIXTURE MACHINE_ZER ﬂ
al | B
2=
Close
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KEDAAAIO I1II: PRO/NC

Emn\éov, umopodpe vo dnuovpyncovpe €va oTiypldtumo ¢tov Process manager kot
v EMAEEOVUE TIG TANPOPOPIEC TOV HOG EVOLAPEPOLV VO EpPOvIfovTol, EMAEYOVTOG
View — View Builder kot va to amodnkevcovpe.

Axoua, emhéyovtag OAec Tig okolovdieg kot otn cvvéyelo emhéyovtag Tools — NC
Check, oavoiyer avtopato t0 mpdypappo  Vericut, oOmov  umopodue  va
TOPOKOAOVONGOVE TNV  TPOCOUOIMOT) KOTNG TV  0KOAOLOWV Tov  €yovpe

ONUoVPYNGEL.

10. TeAkA emegepyacia

AP0 OAOKANPOGCOVUE LE TNV INUOVPYIN TOV AKOAOVOLDV Y1a TOV TEMKO GYESIOGIO TOV
OVTIKELEVOL MG, TTPETEL VAL YIVEL LETOYADTTION TOV apyeiov BEong Tov KomTikoh Gg pia
YA®OGGA Tov avtihapfdvetor n unyovn wov Ba cuvoéocovpe. o To Adyo avtd, Bo mpénet
va yivel cooty povBuon Tov post processor, @ote vo emtOyovpe TO €mMBLUNTO
OTOTEAEG LA

['a va onuovpyncovpe to apyeio B€one komtikod TV akolovbimv, emtiéyovue and to
Menu Manager — CL Data kot emAéyovpe €ite yia oAOKANpN T Agttovpyia gite yn
omoteg axolovbiec Oéhovpe (set of NC Sequences) eite yia o, akoAovdia.

Emdéyovpe va e€dyovpe 10 apyeio B€ong komtikov yio OAN Vv Agrtovpyia (Eixdva
111.10.1) xou o€ apyeio (Ewova 111.10.2) kot To amobnKevovpe 6Tov 1010 pAKELO.

f Menu Manager Menu Manager

P MANUFACTURE

CL Data 7

p MAMUFACTURE
CL Data =~

w CLDATA

p CLDATA
Cutput
| ]
Outout w PATH
Edit
NC Check Display
Gouge Check
Post Process Rotate
Queus Manager Translate
Daone/Return Scale
Mirror
Select Set Units
Select One Done Cutput
£E.ELTEET ~ OUTPLUT TYPE
# CL File
Operation I:I MCD File
MC Sequence
Done Iﬂ Interactive
Quit [C] Batch
SEL MEMLU m Cu:-mpute CL
P10 Done
uit Sel ’ Quit ,
c Eiwxova I111.10.1 Ewxova 111.10.2
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KEDAAAIO I1II: PRO/NC

Mot dnuovpynBei emttvyde 1o apyeio (0p010.ncl), emréyovpe Done Output kot ot
ocuvéyeln amod To Menu Manager — CL Data — Post Process, ywo va avoiovpe to apyeio
mov Onuovpyndnke. ‘Emerta epeaviCovtor ot dwbéoipor telkol eneepyootés Kot
emléyovpe tov  katdAinio (uncx01.p01). Téhog, epgaviCeton évo mopdbvpo e
TANPOPOpPIES GYETIKEG LE TNV dtadikacio Tov oAokAnpwdnke (Eixova I11.10.3).

71 INFORMATION  WINDOW (CADOCUME-1V0wnen\LOCALS- T\Temp\81.tmp)

File Edit View
Log File

Pro/fHC-GPOST HMill, Version 6.1 P-18.8, Copyright{c) 2087
Build number=58

Date=11-85-2818 Time=83:087:52

Input File=op818.ncl.1

Option File=uncx81.p81
Filter File=uncx81.f@1

==xx Tape length 881.68 Cycle time 351.28 Warnings B xxx
Date=11-85-2818 Time=83:087:55

| Close | Ewcovo I11.10.3
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KED®AAAIO IV: VERICUT
IV. Vericut
1. Eicaywyn

To mpodypappo Vericut amotelel €va TPOYPOAULUE TPOGOUOI®MONG TPOYPOUUUAT®V
aplOuNTIKOD €AEYYOL HE TOAAEG SLVOTOTNTEC. XTO TPOYPOUUO OVTO, UTOPOVUE Vo
glodyovpe akolovBieg mov yovpe dnuovpynoet oto Pro/NC tov Pro/Manufacturing ko
va mopakolovdncovpe v Tpocopoinon avtmv. Emiong, pmopodpe va dovpe Kotd mOG0
pog wavomotel n mpocopoimwon, Kabdg oto mTpodypoppe avtd givor epeoveic ot Toxov
OLYKPOUGELS TOV KOMTIKOV gPYOAEiov pe to KotepyalOUEVO KOUUATL, HE TO WEGO
ovykpdtnong M pHe ddpopa pUEPN TG UNXAVNG. AKOUO, UTOPOVUE VO PEATIOGOVUE TIG
TPOMGELS TOV TPOYPALULUOATOS, MGTE VO EMTOHYOVUE TIC KATAAANAES Y10 TO KATEPYALOUEVO
KOMUUATL Ko, TEAOG, DILAPYEL KOl 1] SLVATOTNTO KOTOYPAPNS TNG TOPELNG TOV KOTTIKOV GE
Bivteo.

To mpoypappoe Vericut pumopodue vo 10 avoifovpe eite emiéyovtag péco amd pua
akoAovBia Play Path — NC Check &ite and to Menu Manager — CL Data — NC Check
elte avoilyovtag tov Process Manager kot emiéyovtog Tig akoAovBieg Kot petd ond to
Tools — NC Check, yia va TpoGOHOUDCOVLE TEPIGGOTEPES OO L0, AKOAOLO1aL.

o va extedeotel por mpocsopoimon oto mpdypappa Vericut, givor amopaitnto vo
€100 YOVLE TO OKOTEPYOOTO KOUUATL, dNAadn To avtikeipevo gpyaciog (Workpiece), tnv
nopeia tov KontikoV (oe APT 1 kddwka G) kot T1¢ d10.6TAcELS TOV KOmTikov. EmmAéov,
pumopovpe va glodyovpe kot v unyovy CNC, yu va eléyEovpe mbavég cuyKpoOGELS

TOV KOTTIKOV LE HEPT) TNG UNYOVTG.

To xevipkod mapdBuvpo tov Tpoyphupatog Vericut tapovcsidletal oty Ewkova IV.1.1.

{0 VERICUT 6.0.2 by CGTech - cetpro_operations.VcProject (Millimeter) | e

File Edit “iew Info Project Configuration Analysis OptiPath Help
cpojeet——————— [ S H G AN S SARN BB EEN S INIYEL S HES kN
Sl Project-egtorocperatons | Bl *B 38 @ S @ ¢ A & Q @ 2 KX FRMWO 2 ANMD A ToE = I
= Setup: 1 S F®E X
o

© Finished CADocuments and SetingshOwneribty \catpro tp - Te«o I~ W > ) ElKéVOC ]V 1 1
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KED®AAAIO IV: VERICUT

Mo va mapakolovdncovpe TV TPosopoimon tov Koppatod emiéyovpe 1o Play to end

¥, y1o vo Sovpe TV mopeio: Tov KomTikod Katd Prpo emdéyovpe to Single Step 7 kot
VO, TO ETOVAPEPOVUE GTNV APYIKT TOV Katdotoor entiéyovpe to Reset Model £.

o vo aArdEovpe TOV TPOGOAVOTOAGUO TOV OVTIKEWWEVOL HOG, EMAEYoLpe View —
Orient yio va gueaviotel 10 mapdbvpo ¢ Eixkovas IV.1.2 xou gite 1o arddlovue
xewpoxkivnta pe Paon kamowov dEova, eite emAéyovpe o and Tig £Toeg Oyels, €ite 10
npocavatorilovpe dnwg emBopodue EMALYOVTAG KATO0 GNUEID TOV OVTIKELEVO.

[ View Orient

R

| or J vz J ELS | =elBOs |
| bes Il L Il i | | okl |
Angles -1B1221 || || |
Incrament 30 B R E|
Set Spin Center 000 ]

R QOrient on Feature

[ ] Zoom creates new Yiew

| Zoom || ZLoomin || Fit || Refine |
| Pan || Zoomout || FitAll || Reverse |
L Apply | [Reset| [Clase| 4 N.1.2
Ewcova IV .1.

['a va etodyovpe mapondveo and pa dyelg emiéyovpe View — Layout — Standard.

Info  Project Configuration  Analysis  OptiPath  He
Layout Standard
Orient Addd View

-

Aftributes... Delete Yiew El
Section Cascade
SelectiStare... Tile Horizontally =]
Wiew Axes.. Tile Verically %
Toolbar... Wiew To Back
Resolution » Wiew To Front Y EE
Look & Feel M Wiew Alweays In Front EE

EIE

Dynamic Controls »

[Ma epedvion tecodpov dyewv, emdéyoope v YZ oyn kato deiud, v XZ kdto
aptotepd, v XY mhve aprotepd kot Tavm 6e&id Ty default oym (Ewxova IV.1.3).

- Project
- Project catpro_operations | G1 B @ 4 @ O MA@ @ @ A X = F RM O =
- Setup: 1 J d Q‘f o0 X
(@ Ve 1T S(OCR TCNOIRmeeS)

Ewcovo IV.1.3
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Emn\éov, pmopovpe va kdvovue kdmoteg puhuicels, MoTte va, £YOVUE KAADTEPT EKOVA
OTNV TPOGOUOI®MOT), OTMC VO AAALEOVE TO YPDOUA TOV OVTIKEWEVOL KOl TOPAUETPOVS
oL oyeTilovtal pe TV Kivon Tov KOTTIKOV epyaieiov.

Emiéyovtag Configuration — Component Tree 1 1o &ikovidlo ok enpavifovral ta

avTiKeipeve Tov amaptilovy 1o poviédo pag kot emiéyovrag Define 1 to skovidio &
enpavifovtatl ot pvBuicelg yia to kébe avrtikeipevo (Ewovo IV.1.4), 6mov pmopovue vo
OAAGEOVLE TO YPOUQ, TNV LETOTOTION TOV Ko TOAAN GAAQL.

Modeling ()

Active Component g * Component Type : Stock

Selected () Model (8) Compaonent

Model | Position | Component Atributes | Impart

Type Model File =

Model File ChDocuments and Seftingst | Browse Sketcher

Marmals  Outward -
Units Millimeter -
Calar Inherit -7
Adid # visible
r
Lo | o e Eiwévo IV.1.4

Emiong, emléyovrac Edit — Colors umopodue va aAld&ovpe 10 ypodua yio v kabe
aKoAovOia.

Me v emioyn Project — Processing Options — Motion epgaviletor po kaptéia
(Ewcova IV.1.5) 6mov pmopodue vo aAlaEovue d1apopec mapopuETpovg Tov oyetilovtat e
TNV Kivn o1 TOL KOTTIKOV.

Start AtiStop At

Start At |SERTHTe .7

Stop At End )4

¥ Stop At Max Errors 9999 =

¥ Stop At Max Wamings 9999 ;

Motion

FastFeed 5000 é [ ] No Animation

Skip Cut a i [] Tool Spindle Akways On

Drrill Cycle Full Motion .7 [*] Check Spindle Direction

Min. dMotion Dist. 0,1 [] Check Cutting Limits

Max. Motion Dist. 10 ™ FastMill [] lgnare Undercuts

Toal

Tool Display Translucent - Min. Cutter Height 0 é

Contral Point ~ Toal Tip .

[ Display Holders in Waorkpiece Yiew ] Galculate Min. Gutter Extension
e e — Eiwovo IV.1.5

Axoépo, pmopovpe va eErEyEovpe to, KOmTIKG epyaieio, emtiéyovtag Project — Tools kot
va glo@yovue £va véo emAéyovtog omd to mapdbvpo avtd Add — Tool — New — Mill.
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@ Tool Manager : cgtpro.tis

File Edit View Add
D Description _ Units _ Gage Point _ Orientation _ Teeth _ Comnments B

o " il Millimeter 000 0 2

- " 3 MMFLTO9 Millimeter 00 0 000 2

[ MMFLTOZ |ilimeter[00 0 [T 2

= MMFLTOS ilimeter[00 0 [T 2

= MMFLTO2 |Millimeter0 8.0 000 2

(S8 MMFLTO! |Millimeter|08 0 100 2

EA MMSPHDS |Milimeter[0 0 0 n0o 2

1] (2] | =] m ]2

Metd 10 téA0G ™G Tpocouoimong pmopove vo. eAéyEovpe KATOEC AETTOUEPELES Yo
Omapén Toxdv Saeop®V TG EMOLUNTNG KE TNV TTAPAYOUEVN KOTEPYOSia, KAOMDS Kol Vo
BeATidoOLLE TNV TTOPELD TOL KOTTTIKOV, MOTE Vo £Y0VE BEATIOTEG CLVONKES KATEPYATTOC.

Emiéyovtag Analysis — NC Program Review 1} to €ikovidto ] UopovuE va dovuE
aVOAVTIKE TNV TopEin TOV KOTTIKOD KOl TOV KMOKA ToL apyeiov BEong Tov komtikol g
Kivnong mov ektelel (Ewova IV.1.6).

m NC Program - cgtpro.tp

File Edit Setftings
cEAE T T E g9 CFIFgEL g RY
§§-> C5Y5 / 1.0000000000, 0.000000000 =] {ly Stock (Workprece)
0.0000A0A000, 1. A0AAGAANN
0.0000A0A000, 0. A0AAGAANN
SPINDL / RPM, 3000.000000, CL
RATTD
5OTH 4 -5.0000000000, -0.000000A0AM,
FEDRAT / 400.000000, MMPK
Ey50T0 4 -5.0000000000, -0.00000AA0AM,
5OTO 4 130.0000000000, 0. 000000000,
GOTO 4 130.0000000000, 3.9062500000,
5OTO 4 -5.0000000000, 3.9062500000, -
5OTO 4 -5.0000000000, 7.&125000000, -
GOTN 4 130.0000000000, 7.8125000000,
5OTH 4 130.0000000000, 11.71&7500000,
5OTN 4 -5.0000000000, 11.7187500000,
GOTN 4 -5.0000000000, 15.6250000000, 3
Feme ¢ 136 annennaann 1E £sEaAARann

4 n

Line 17 cotprotp -

Errors:

Tool Display  Solid - Tool 11 (-5, 429668, -0.8,0,0,1)

Line Display 0On 7 Sow — ] Fast AHMdiE D)

Ewcova IV.1.6

["o va katoypdyovue v mopeia Tov komtikov ot Pivieo emiéyovue File — Images —
Record Movie ka1 610 mapdbvpo mov eueaviletoan (Ewovo IV.1.7), apod dOGOVUE TO
ovoua tov apyeiov mov Ba e€ayBovv ta dedouéva, emhéyovue Record yo eyypagn| Bivieo

N Snapshot yia va Ttapovpe pia 1kOVa TG KOTEPYUGIOG.

Qutput Format

Qutput Format © ¥ERIGUT O avi

Filename: Browse.

Snapshat Events
[] Ermor

[] Gutter Ghange

[] NRecords 100

[] Processing Camplete

Append Options
[] Append

Append Delay 1

Record

Animation Contral

O Disabled
@© Forward only
O Fanward & Backward

Fauses

Close

Snapshot
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Téhog, to mpdypaupo. Vericut pog moapéyel po TAN0dpo UNevov Tov UTOPOVUE VO
glodyovpe Yoo va €QOLUE UL O  OAOKANPOUEVT TPOPOAT] NG TPOGOUOIMOTG.
Eméyovtag Configuration — Machine — Open avoiyovpe m™v Piprlodnkn tov

UnNYovav.

:; Open Machine ...

[ licensing [<] | name Size Tima Shorteut h 24
m:{;;:}g;iﬁ;w aerh2200.mch KB OSIOE2010 0502 by &| | e
medusa,_dat hahbwl 20.mch TKE 05/05/2010 05:02 pp

-] nemdl_data hosd058.mch BKE 05/05/2010 05:02 pp
& pridats chr200.mch KB DEME2010 0502 py
piping_data cint30_z.mch 5KB 05052010 05:02 py

1 plot_config cint30_3.mch 9kB 05/05/2010 05:02 pp

] probes cint20rm.mch THE 0505/2010 05:02 pp

__lrender dix100m4.mch 5kB 05/05/2010 05:02 pp
resaurce dix100m5.mch BKB 05/05/2010 05:02 pp
sketcher_palette dix150m4 mch SKE 05052010 05:02 pp
SIMIM_parts dix150ma.mch BB 05/05/2010 05:02 pp

-1 smm_tools dixas0m.meh SKE 05052010 05:02 pp
-] smt dixi_dph80.mech fKE 0&0A2010 05:02 pp Help on Samples...
dmg_dmui 25p.mch TKB 05/05/2010 05:02 pp
dmg_dmu200p.mch 5kB 05/05/2010 05:02 pp
dmg_dmuslv.mch TKB 05/05/2010 05:02 pp
dmy_dmugitmch SKE 05052010 05:02 pp
-0 usasci dmuslv.meh 1KE 05052010 05:02 pp
-0 vericut | | ar_droga.meh 5K 05/05/2010 05:02 Py
...... J =| | fadal_vmcd4020.mch 13KB 05/05/2010 05:02 pp
...... ] samples fadal_vmcE030.mech 12KB 0570572010 05:02 pp
&‘l_| tol_tahles fadvmecl 5.mch SkB 05/05/2010 05:02 ””ﬂ
__luninstall T o e e
[Jusrprog File
1 wehlink El LmOnenms |
] e ——‘—‘—| j Filter *.mch |v Cancel

Y1ig axodAovbeg ewkoveg (Exoveg IV.1.8) ¢aivovton pepikég unyavég CNC omd v
Bprodnkn Tov Vericut.

VMEEd30

Eixoveg IV.1.8
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ANAZKOITHZH — SYMIIEPAXMATA
AvaokOmnon - LoumepaocpoTo

X mopovod OUWAMUOTIKY €pyacio. HEAETNONKE O ALTOUATOC TPOTOG OnpLovpyiog
KOOKO EpyoAgtlopnyavav aptduntikov eréyyov. [Hapovcsidotnke ektevig n pebodoroyia
pue Baon v omoia yivetar m avTOUATN ONUOLPYIKL TOL KOO e TNV Ponbea Tov
Pro/Engineer. To Pro/Engineer omotelel €va OLOKANPOUEVO TOKETO TOPUUETPIKOD
Aoyiopkol TpLedideTtatng poviglomoinong kot to vroocvotue Pro/Manufacturing tov
Pro/Engineer mov peletnOnke, emtpénet T ONUOVPYIC KOl TV EKTELECT] TPOYPUULATMV
Y0 UIMYOVES aPLOUNTIKOV EAEYYOV.

SVYKEKPIEVOL GTNV EPYACIO QVTY, TAPOVSIACTNKE O GVYYPOVOS TPOTOG GYEIAGHOD Kot
extédeong xotepyacidv yioo CNC o@pélec tpuov afdvov, kot mopdAAnio pe avtd,
napotédnkay  ypnowes ovuPoviés Yoo KOAVTEPT  OPYAVMOON TOL  AELTOVPYIKOV
TEPPAALOVTOG TOV TPOYPAULOTOG KOl CUAVTIKEG TANPOPOPIES Y10l TIG TOPAUETPOVS TOV
nailovv poAo TNV EKACTOTE KOTEPYOTIaL.

['a v mopovsioon Tov tapandve, Tpoypotoromdnke n dnuovpyio evog dokiiov kot
TOV OTOPOIiTNTOV aKOAOVOIOV aplOunTiKov €A&yYOv Yo TNV TANPN KATEPYAGio, avTOV,
KOt 6T0 TEAOG, 1] TPOGOUOI®MGN KOTNG e TNV fonfeta Tov Tpoypdppatog Vericut.

Kotd 1 d1dpkela tov oyedacpov tov a&iletl vo onpetmBodv ot e€Ng mapatnpnoels:
[Iptv TOV 6YEO1CUO TV KATEPYUSIDV TPEMEL:

v Na optotel 0 TpOTOC CLYKPATNONG TOV €KACTOTE KOUUOTIOD HE TO TPOMELL TNG
EPYOAELOUNYOVTG.

v Na givor yvootd to Kontikd epyoieio pe ta omoia Oa yivel | ekdoTote Katepyacio
KOl VO TKOAVOTTOL00V TIG YEMUETPIKES OTOLTGELS TOV TEpoyiov. [ katepyacieg mov
aPOpPOvV €KYOVOPION VO YPNCUYLOTOOVVTAL KOTTIKE UEYAANG OUETPOL Yo peimon
TOV YPOVOL KOTEPYOGIOG.

v Na yivel éva 018 ypoppa TOV KOTEPYOSLOY Kol TWV DITOSOUMV Tov Ba dnuovpynbovv
Y0 TEPETALP® KATEPYATIES (TT.). OmOTEPATMOO)).

Koatd ™ didpkela Tov 6yed10cHo0 TOV KATEPYUSUDY TPETEL:

v No AopBdvovtar vrdéyn ot avtoyég TV KOTTIKAOV, VO YIVETAL GLGYETION LE TO
VAMKO Kotepyaoiag Kot vo divetor onuacio oTig 101UTeEPOTNTES NG EKACGTOTE
punyxoving. H ypnon yoktikdv vypodv avédvel ) didpke (oG TOV KOTTIKGOV Kol
OLEVKOADVEL TIG KATEPYOGIES LE LEYAAES TTPODGELC.

v Na eodyovior 610 TPOYPOppE GYOMO Yol TN OELKOAVVGT TOL YEPIOT NG
EPYOAELOUNYOVTG.

v Na yivetol Tpocopoimon Tov KOOIK € E101KO TPOYPOLLA Y10 TNV oviyvevon Aabov
TOV TTPOYPAUUATOC KO TN BeATimon ng Topeiag TOV KOTTIKOV.
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ANAXKOITHZH - 2XYMIIEPAXMATA

v Na Aoppdvetar voyn to Yeyovos 0Tt UTOPEL TO OVTIKEILEVO TPOG KOTEPYATT VAL EYEL
andxon oto péyefog amod 1o emBounto, OGTE Vo AAUPAVOVTOL TO OTAPOITTO LETPOL
Kol Op1al.

Ooco avaeopd TV opyavmon Tov AETOLPYIKOD TEPPAALOVTOS TOL TPOYPAULATOG,
VIApyYEL 1 dSvvaToHTNTO PYOUIETS TOALDY emAoymdV ddtaéne (config. pro options), mote
va  mpocopuocovpe to mePPhAlov  otic embountéc ocvvOnkeg. Avtd  empépet
eCowovounon xpovov Kot KOTOL Yo EMIGTELGOTN OPOPWOV  OlAOIKACIDV, OTMG
dnovpyia, katepyasio, amodnKevon.

Eniong, dwitepa onuovtikd eivol ta apyeio katepyacioc, To omoio ¥pNGILOTOIOVUE Yo,
va opicovpe Kamoleg Pacikés cuvnBelc mapapéTpouvs, OMAnd v dNUOVPYTIGOVUE EVa
apyeio ota 01K pag mhaicila, mpocsdlopiloviag mposmieypéveg pulpicels TapaueTpwy,
70 01010 UTOPOVLLE VAL XPTCLOTOCOVUE GE TEPICCOTEPES O Lo AKOAOLOES.

‘Eva. axéun dvvatd onpeio tov mpoypdupotog omotedel 1 onpovpyia evog mpdtumov
povtédov katepyaciog. Me avtdv tov TpOmTo, SNUIOVPYOVLE VA IKOVOTOMTIKO TPOTLTO,
mov mePLEEL TG Paockég emBountég pvOuicelg, yu va pog OlELVKOALVEL KATO TN
dnpovpyio vOg vEOL HOVTEAOL KATEPYATTOLG.

Yvvoyilovtag, M Tapovca SMAMUOTIKY epyocia, amotelel éva apyikd oTdd0 Yoo TNV
EICAYMYN OtV Tpoympnuévn oyxediaon oto vmoocvotnua Pro/Manufacturing tov
Pro/Engineer, wotdco, eivar embounti n enéktacn ¢ He otdéyo v aélomoinon Kot
TOV VTOAOUT®V EQOPLOYDOV KOl SVVATOTHTMOV TOV AOYIGUIKOD QVTOV.
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PTC — Pro/Engineer, http://www.ptc.com

MCAD Central — Pro/Engineer, http://www.mcadcentral.com/proe
PTC Express, http://www.imakenews.com/ptcexpress

CG Tech — Vericut, http://www.cgtech.com

CAD information, http://www.cadinfo.net

CNC Magazine, http://cncmagazine.com

Wikipedia, http://www.wikipedia.org

ScienceDirect, http://www.sciencedirect.com

PC Magazine, http://e-pcmag.gr

CAM Lab, http://www.cam.tuc.gr

CAD Lab, http://www.cadlab.tuc.qr

Micromachining & Manufacturing Modeling Lab, http://www.m3.tuc.gr
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ITAPAPTHMATA

Hapaptnpa 1 — Konttika gpyoaieio

Insert Cut Width
Cutter Diam

» This dimension is calculated by the system, according to the formula:
d=02"({Cutter Diam - Insert Cut Width"2]

Cutter Diam* Cutter Diam Cutter Diam
d d d
o —
Side
Argle
|
Lergth
I
Corner Radius Corner Radius Corner Radius
r=dz2 O=r=di2 r=0for"-"
Ball Endmill Radius Endmill Flat Endmill
« For a ball endmill, you can set Cutter_Diam to -
The tool will then be driven by its Caorner_Radius.
Milling Tools
f
i
i
i
i
!
i Length
i
i
1 45“
i Cutter
Width
d* i
P
Corner Hadius

Plunge Mill Tool
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ITAPAPTHMATA

Shank Diam
— - fe——

- Cutter Diam

Length S
lfl .'"Ir I“\
i d k
| E:I
"\._. ).-" _.')

i

Cutter Width -

Corner_Radius - {or 0]

fthe same section will be displayed
if you set Gutter Diam to "-" and
specify 2 non-zero Cormer_Radius)

Shark Diam
— - -

Lerg

h Corner
/- Hadius
i [
Cutter Width
! e
- =
Cutter Diam

0« Corner_Hadius < Cutter Width /2

Length

Shank Diam
— - -

1
Cutter Width
+
E:utter DiamF
Corner_Radius - {or 0
Shark Diam
—- —
Length Corner
Radius
;
.

Cutter Diam

Corner_Hadius = Cutter Width 7 2
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ITAPAPTHMATA

Shank

Cutter Diam + _

Insert

' Cutter Diam
//—-—l-:_l__-_ End Cffset d

Erd Cffsat i -
- wl |nsertLength *

- Lergth —=

This diagram illustrates the Thread Mill tool parameters. Length

Tool parameters Insert L ength ard End_Offset are not reflected
inthe tool section display. The tool is shown like this- -

* If you specfy a non-zero Mum_Cf Teeth, Insert Length is ignored.
[f Mum_Of Teeth = 0, then machining is based on the combination of _r

the effective insert length {Insert_Length - End_Offset*?) and pitch
{defined by the marnufacturing parameter THREAD FEED).

Thread Mill Tool

Cutter Diam Cutter Diam® Cutter Diam
d d d

- - -

[

Side
Angle

Length Length Length

1/2
Lergth

Cormer Radius |

O=x=r<=di? ]
Contouring

Groove (Wire EDM) Auxiliary

~ Unlike cther tools, you can set the Cutter_ Diam of a Contouring tocl toba 0.

Groove, Contouring, and Auxiliary Tools
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ITAPAPTHMATA

-~ Cutter - Cutter - w— Cutter
: | v Diam : | . Diam : | . Diam
' 1 1 1 ' 1 '
| B | B | Y
| FPoint | |
' Angla ' '
| Length N | Length | Length
. N |
Cham%er .
Point Lergth
Argle o ----- . I S Lo LA
1 1 | 1
| i -
Poirt_Diamatar - {or 0) Point Diameter Point Diameter
Tip_Offset - N Can be 0
Drill—Regular Crill—Elongated Tap

Holemaking Tools - Drill and Tap

rt———w— Cutter r———— Cutter
| ! . Diam : | . Diam
| R | B
1 |
| Point |
| Argle \ i Length
| Length .
' Gauge
Ciffsat
Point e
Angle ofe----- r. -Y
|
Point_Diameter = 0 | .
Poirt Diameter
Regular Truncated

Holemaking Tools - Countersink
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Cutter
Diam

Lergth

Bore

Back Spotiing

Holemaking Tools - Bore and Back Spotting

_ =ido
Sidae Aﬂg'E
Argle
Length
= Cutter Diam

Ream

- «Cutter Diam
Length

o) | o

d Length
Point
Angle

d Drill

«=-iamater
Center Drill

Holemaking Tools - Ream and Center Drill
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ITAPAPTHMATA

Hapaptnpa 3 — ®HVALO O10.01KAGLOV

VA0 Awdikaciov (Route Sheet)

Assembly Name
author

0020

0030

0040

0050

0060

0070

0080

0090

00100

00110

00120

N/A

N/A

N/A

N/A

N/A

N/A

N/ A

N/ A

N/A

N/A

0.44

0.44

0.72404

1.6441

56.225

18.592

1.028

0.73824

180.08

SXEDIOMFG
» CHARITOY KALLIOPI
Machine and Sequence Rmvd
Description vol.
{cu. mm)
MILL N/ A
Face Milling
MILL N/ A
Face Milling
MILL 45852
profile mMilling
MILL 52945
Frofile mMilling
MILL N/ A
Holemaking
MILL N/ A
Holemaking
MILL 1750
volume Milling
MILL 1885
volume Milling
MILL N/ A
PLUNGE_MILLING
MILL N/ A
Pocket Milling
MILL N/ A
Trajectory Milling
MILL N/ A
Trajectory Milling
MILL N/ A
volume Milling
MILL N/ A
surface Milling
Total
rRmvd
volume
{cu. mm)
1.0243e405

0
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