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1. EIZAITQrH

O1 amaItioeIg yia PNXavoAoylKa TTPOoIovTa KaAUTEPNG TTOIOTNTAG KAl UWNANG akpifeiag Ta
OTTOI0 HOPQPOTTOIOUVTAI CUXVOTEPA PECW KATEPYAOIWV AQPAIPECNS UAIKOU | OTA ApXIKA TOUG
OTAdIO PEOW KATEPYAOIWV TTOPANOPPWONG, KABWGS Kal n €mdiwén €AaxioToTTOINCNG TOU
KOOTOUG TTapaywyng o€ ouvouaoud e Tnv oAoéva autavouevn TTOIKIAIG Kal TTOAUTTAOKOTNTO
TWV KATEPYOOIWV TePaxiwy, odAynoav Ta TeAeutaia xpovia oTnv TTEPAITEPW €EENIEN Kal
QUTONOTOTTOINCN TWV EPYOAEIONNXAVWYV HE WN@IOKH KaBodrynon Kabwg Kal TwWV aVTIOTOIXWYV
ouoTnuatwyv CAD/CAM. I8iaitepa yia TIG KATEPYATIEG KOTING, TTOU aTTOTEAOUV TNV KAAOOIKN
MEBOBO TTapaywyng TTPOIGVTWY atmd HETAANIKA UAIKA, TIG TeAeuTtaieg OekaETieG TO UWnAd
KOOTOG TOUuG e€TTERAAE Tnv avadntnon peBOdwv adf¢nong Tng TapaywyikéTnTag TTou
I00dUVAET JE BEATIOTOTTOINON TWV XPNOIUOTTOIOUUEVWY AVA TTEPITITWON CUVONKWY KOTTAG.

2T0 HETWTTIKO @paIldpIopa, 6TTWwG Kal OTIG UTTOAOITTEG KATEPYATIEG KOTTAG HWE YVWOTA KOTITIKN
YEWUETPIA, N POVTEAOTTOINCN TOU KOTITIKOU €PYOAEioU, TNG KIVAPOTIKAG TOU KABWG Kal Tou
katepyalouevou Tepayiou, Oivel T duvaTtdéTNTa TTIPOCDIOPICHOU  BEATIOTWY OUVBNKWVY
KATEPYOOiag TIOU €ival KPIOIMEG yIa TNV €TTITEUEN KAAUTEPNG TTOIOTNTAG TTAPAYOMEVNS
EMQAVEIAG KAl YIA MIKPOTEPN KATATTOVNON TNG €PYOAEIOUNXOVAG N OTIoia €KTEAEI TNV
Katepyaaoia.

H povtelotroinan autr) TTPETTEl va eTTAANBEUETAI TTEIPAUATIKA Kal UTTOPEl va odnyroel TEAIKA
0€ YpNyopoTEPN Kal TTO OIKOVOMIKN Trapaywyrf TIPoiovIiwy. 2Tnv Ttapolda epyaaia
avaTtrTuooETAl éva POVTEAO TTPOCOMOIWONG TNG KATEPYATIOAG WETWTTIKOU QPAICapiouaTOC HE
TTETTEPACPEVA OTOIXEID TO OTTOI0 UAOTTOIEITAI PE TN XPAON £&eIdikeupévou Aoyiopikou FEM
katepyaoiwv (DEFORM 3D). To povtéAo auTto eTIREPAIWONKE UE TTEIPAUATIKEG HETPHOEIG.

Baoikdg 0TOX0G QUTAG TNG EPYACiag €ival N TTPOCOPOIWGCN TOU PJETWTTIKOU QPaIfapichaTOG Kal
N MEAETN Twv OuVAPewv KOTTAG. TMa TN HEAETN Twv OUVAUEWYV KOTING XPNOIUOTIOIEITAI
AOYIOMIKG TTPOCOMOIWONG KATEPYOOIWV HE TIETTEPACUEVA OTOIXEIO KABWG Kal TTEIPANATIKA
METPNOTN TOug TTou £yive 0TO gpyacThpio MikpokoTig kai KataokeuaoTikig Npooopoiwong
Tou lMoAutexveiou KpATNG o0& peaMIOTIKEG oUVONKeG KOTING. O UTTOAOYIONOS TwV OUVAUEWY
KOTTAG £YIVE YIQ OUYKEKPIMEVEG TIMEG TAXUTNTAG KOTING KABWG KAl YIA CUYKEKPIPEVO apiBud
KOTITIKWV GKPwv. Q¢ amoTéAeOpa TNG TTPOCOUOIWONG KAl TNG EKTEAEONG TNG TTEIPAMOTIKAG
d1adikaoiag e¢ayovTal XpAOIUA CUUTTEPACUATA YIA T CUUTTEPIPOPA TWV BUVAUEWY KOTTAG ME
TN XPNOoN €vog Povo €vBetou TTAAKIDIOU KOBWGS Kal Twv dUVANEWY KOTTAG HE Ta Xpron TPV
EvBeTWYV TTAAKISIWV TOU KOTITIKOU £pyaAciou.



2. XZTAOMH TQN 'NQZEQN

2.1 H kaTtepyaoia Tou HETWTTIKOU @paifapiopaTog

H Kivnuatikf TNg KATeEPyaoiag HPETWTTIKOU @pallapiohaTtog atToTeAsiTal amd duo POOIKEG
KIVAOEIG o1 OTToIEG TTapoucidlovtal oTo oxAua 2.1. OTTwg @aiveTal 0To OXAUG N KaTEPyaaia
TOU PETWTTIKOU Qpaiapiouatog ouvTiBeTal atrd TNV TTEPICTPOPIKN Kivnon Tou epyaAeiou Kal
TNV afovikr Kivnon TG Tpdmedag TG epyaielounyxavAg. H kivnon auth egaptdral ammo
TEOOEPIG TTAPAUETPOUG, Ol OTTOIEG Eival TO OKTIVIKO BAB0g KOTTAG (1), TO agoviko BaBog KOG
(tp), TNV TTepI@epEIakr) TaxuTnTa KOTTAS (V) Kal TEAOG TRV TTpdwaon avd d6vi (f,).

—

/ MepioTpogn

’ ‘ KorrTikoU
’

2xAMa 2.1 : KivnuaTikr JETWTTIKOU @paIfapiopaTog

Avaloya pe Tn Qopa TTEPIOTPOPNG TOU epyaAeiou o€ oxéon PE TN PETATOTTIOH TOU KAl ThV
ETTAPA TOU MPE TO KaTEPYAlOUEVO UAIKO, UTTOpEl va KaTnyoploTroinBei n Katepyaoia o€
OpOPPOTIN Kal aAvTippoTIn. ZTO OPOPPEOTIO GPAICAPIOCUA TO KOTITIKO KIVEITAlI OTnV idla
KateuBuvon e Tnv TTPoOwaon oTn B€on KOTMG, VW avTiBETa YE QUTAV OTNV TTEPITITWON TOU
avTippoTTou Ypaifapiouartog. H kartnyoplotroinon auTh TTapouciddeTal oTo oxnua 2.2

F : d0vaun koTmig
Fe : KOpia dUvapn KoTIg Fy : ouvioTwoa dUvaun oTnv KaTeubuvan Tng TTPOWoNG
Fr @ akmiviki d0vaun Kotrmg Fa : ouvioTwoa duvaun k&dBeta otnv TPdwaon

ZxNMa 2.2 : OuOPPOTIO KOl AvTipPOTTIO @PaIfAPIoUa Kal KaTeuBuvan Twv OUVAUEWY KOTTNG
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H kaTtepyooia Tou PETWITTIKOU QPaIfapiouaTog XPENOIYOTIOIEITAI KUPIWG OTIG APXIKEG PACEIG
TNG KATEPYAOIOG VOGS TEPAXIOU yIa TNV agaipeon HeYGAwV dykwv UAIKOU Tou TePaxiou (pdon
EKXOVOPIONG) Kal yia auTd TO0 AGYyOo XPNOILOTTOIOUVTAl KOTITIKG HE OXETIKA PeEYAAn dIduETpO.
MNa 1 peiwon Tou XPOVou KATEPYACIOg XPNOIMOTIOIOUVTAlI OUVABWS OPKETA HEYAAES
TIPOWOEIG PE ATTOTEAEOUA TNV TTAPAYWYN UYnAWY BUVANEWY KOTIHG TTOU KATATTOVOUV TO
KOTITIKG. IMNa Toug dUo TTapatTdvw AGYOUG OTn CUYKEKPIYEVN KATEPYQOia gival amapaitnTn n
XPAon €mKaAUPpévwy €vBeTwy TTAGKIOiwY OTA KOTITIKA gpyaAcia. Ta KOTTIKA epyaAcia,
avaloya pe TN OIAPETPO TOUG, WTTOPEI va éxouv atmd 2 péxpl Kal 40 emmKaAUPuéva EvBeTa
TTAOKIDIA. Ta UAIKG Twv ETTIKAAUWEWYV TToIKIAOUV adAAG ouvABwG gival €ite Kepapika (Al,O3) €iTe
kapRidia r vitpidia Tou TiITaviou (TIC) (TiN) avaueyuéva TTOANEG @Opeg e ahoupivio (TIAIN) A
Kal avapelypéva petagu toug (TiICN) (TIAICN).

2.1.1 YAIKG KOTAOKEURG

2¢ Jia katepyaaoia gival IdIaitepa onPavTikd va yivel owaoTr €TTIAOYN £pyOAgiou Kal o€ auTd
OuVvTeAET KUpiwg TO UAIKO KaTaoKEUNG Tou. Tpeic gival o1 1810TNTEG Tou UAIKOU TTou KaBopilouv
TAV ETTIAOYN TOU KOTTTIKOU €PYAAEiOU:

e OKAnpoTNTQ
o duoBpauoTéTnTa
e avToxn otn ¢Bopd

EkT6¢ a1rd TIG SUVAEIG TTOU TTPETTEI VA AVTEXEI, TO UANIKO TOU KOTTTIKOU OQEIAEl va NV XAVEl T
OKANpOTNTa TOUu 000 avePBaivel n Bepuokpacia katd TV Katepyaoia. PUOIKA oTnv TEAIKA
ETTIAOYN onpaacia €Xel Kal TO KOOTOG TOU UAIKOU. Ta KUupIOTEPA UAIKG KATAOKEUNG KOTTTIKWY
epyaAeiwy gival Ta akéAouba:

o AvOpakouxol XGAuBeg: peE TTEPIEKTIKOTNTA O€f AvOpaka 0,6 - 1,5% Kkai PIKEA
TTEPIEKTIKOTNTA O GAAa oToIXEia (Jayydvio, TTUPITIO, XPWHIO K.ATT.) €ival TO TTPWTO
UAIKO TTOU XPNOIKOTTOINBNKE YIa TNV KOTAOKEUR £pyaAgiwy KoTmG. H XpAon Toug 0Tn
Biounxavia civar TTAéwv acruavtn, a@ou n oKANEOTNTA TOUG MEIWVETAl ONUAVTIKA
META TOUG 200°C. MAvo TTAEOVEKTNUA ATTOTEAET TO XAUNAG TOUG KOOTOG.

o TaxuxdAuBeg (HSS): cival 1Ioxupd& KpapaTouévol XAAuBeg TTou TTEPIEXOUV BOAQPANIO
KOl XPWHMIO, EVW TO TTPWTO OUVOETIKO TOU OVvOPATOG TOUug TTPONRABE atrd Tnv avroxn
TOUG 0€ UYNAEG BEPUOKPOTieg Kal apa UWNAEG TaxuTnTeG KOTTAG. MNa Bepuokpaaieg
Katepyaoiag péxpl 600 °C kal TaxUTNTEG KOTAG MEXPI 50 m/min armroTeAolv Tn
@OnvoTEPN AUON Kal Pia agidTmioTn €MAOYN.

e  XKAnpopETOAAQ: n €QEUPEDN KAl N €QAPUOYH TOUG £QEPE OUCIAOTIKA ETTAVACTOON
oTnV KOT Twv PETAANwWY. Ta okAnpopéTaAda dev cival KpdpaTta PeTGAAwY, aAAG
TIPOKUTITOUV  0av  TTPOIOVTa  KoviopeTaAAoupyiag ammd  piypgata  KapPidiwv  Tou
BoAgpapiou (WC), Titaviou (TiC) kai Tavraliou (TaC) kal GAAG e CUVOETIKO UAIKO TO
KOB&ATIO (Co). Ta TTAeOVEKTAUATA TOUG gival Ta €ENG:

v' AlaTnpouv Tn okAnpoTNTa TOUug O€¢ Bepuokpaaieg kovrd atoug 1000 °C kal
MTTOPOUV va @TAcouV péXPI Toug 1500 pe TG KataAANAeg emikaAuyelg. ‘ETol ol
TaXUTNTEG KOTTAG KupaivovTal petagu 150 kar 600 m/min, evw Pe MIKPOTEPEG
MTTOPOUV VO KATEPYAOTOUV XWwpig TTpoBARuara Bauuévo XaAupa.

v' 'Exouv PeyaAn Oepuikl  aywyiudtnta  kal €101 N Bgpuokpacia  TToU
avaTITUoCETAl KATA TNV KOTTA €ival n MIKpOTEPN atrd Ta UTTOAOITTA UAIKG e idia
TaXUTNTA KOTTNG.

v' 'Exouv peyGAo PETPO €AOOTIKOTNTAG Kal Opio dlapporg, eival dnAadh TToAU
OTIBapPAG Kal he JeyAAn avtoxr oTn ¢Bopd.



v' Epydlovial Bacikd Xwpic uypd KOTAG yiaTi eivar TOAU euaioBnta o€
BEPUOKPACIOKES UETAPBOAEG. Ze TTEPITITWAON TTOU XPEIOoTEl N XpAon uypou
KOTTAG TOTE auTd TTPETTEN Va gival d@Bovo.

KaBwg 1a okAnpouéTaAda dev atroteAolv TTavakela, pgavifouv Ta akdAouba YEIOVEKTAUATA:

v' Eival euaioBnta oe kpadaououg Kal aTrOTouEeG PETARBOAEG Bepokpaaciag Kal
QopTiwv, yI 'autd dtv XpnOIPOTToIoUVTAl OKANPOUETAAAG C€ OIOKOTITOMEVEG
KOTTEG.

v To T1poéXIoNa TWwV OKYWV TOUG aTrauTei  PeyAAn TIpoooxnd, VI 'autod
KATaoKeuddovTal JE Avw TNG MIOG OKMAG, WOTE VA AatroQelyeTal TO TPOXIoUA
Kal aTTAWG va aAAdlel N Kopu@r) Tou KOTITIKOU pyaAgiou.

o Kepapikd UAIkd: kataokeudlovtal OTTWG Ta OKANPOMETAANG pe Tn HEBOdO TG
KovioueTaAAoupyiag, PE KUPIO GuOTaTIKO Tn OKOvn TEXVNTOU Kopouvdiou (Al,Osz) pe
OUVOETIKO PECO WIKPG TTOO00TA TTupipaxwyv ofeidiwv Mg kai Si. ‘Exouv mepitrou 1O
idla TTAEOVEKTAPATO PE TO OKANPOMPETAAAQ, YOVO TTOU Ta €XOUV O€ PeYaAUuTepo BaBud
Kal €701 N TaXUTNTA KOTTAG MTTOPEl va cival €wg Kal dUo @opég peyaAutepn. To
KUPIOTEPO MEIOVEKTNMA TOUG €ival N TTOAU HIKpy ducBpaucToTnTa, KATI TTOU TA KAVEI
ETTIPPETTA O€ KATOOTPOYIK) Bpavon. H XpAon Toug TTAVIWG CUVEXWG QUEAVETAI,
TTAPOAO TO UYNAG KOGTOG TOUG KAl TN MIKTH AVTOXK TOUG O€ DIAKUPAVOEIG INXAVIKES 1
BepUIKEG.

o Alapdvri: £xel atrepiopioTn (TTpakTiké) didpkeia wAS Kal TTapouaidlel oxedov Ta idia
TIAEOVEKTAHATA PE TA KEPAUIKA UAIKA. Opwg dev avTéxel OTIG uYnAég Bepuokpaaieg
KOTTAC (Méxp! 800 °C) Kai €101 XPNOIUOTIOIEITE O€ KOTTEC TTOAU UWNAAG TaxUTNTag aAAG
ME TTOAU pIKpd BAB0G KOTIG (1IBaVIKS yIa QIVIpIoUQ).

o CBN (KuBik6ég Bopiovitpitng): cival pia aAAOTPOTTIKA POP@ry Tou BoploviTpitn Kal
TTapackeuddetal ye PeBGdOUG uwnAwyv Bepuokpaciwy kKal Téoewyv. Eivalr ouvBeTiko
UTTEPOKANPO UAIKG, deUTEPO KaTd TAEN OKANPOTNTAG HETA TO DIGUAVTI. YTTEPEXEI OUWG
£VAVTI QUTOU OTO YEYOVOG OTI DeV OLEIBWVETAI OTOV Aépa Kal OTI QVTEXEI O UWNAEG
Beppokpaoieg. To KUPIOTEPO PEIOVEKTNUO TOU Eival TO KOOTOG Tou, TTou gival 50 - 60
POPEG MEYOAUTEPO EKEIVOU TOU OKNPOPETAAAOU.

2.1.2 EmKaAUWEI

O1 eMKOAUWEIG TWV KOTITIKWY aTTOTEAOUVTAI ATTO KPAUATA HETAAAWY, OTTWGS KpdpaTa TiITaviou,
XPWHiou, Cipkoviou KABWG Kal aAOUMiva o€ TTOAUCTPWUATIKA KAl HOVOOTPWHATIKA HOP®H.
Ekté¢ ammd kpduara MPETAMNwY, ouxvh €ival n  emMKAAUWN KOTITIKWY TTAOKISIWV  ME
TTOAUKPUOTOAIKO TexvnTo diaudvt (Polycrystalline diamond), kabwg kal POVOKPUOTAAIKO
SlapavTi. 210 oXAUa 2.3 TTapoudIAeTal PIa OIpd atrd TETOIEG ETTIKOAUWEIG.

b 2 g )
N o7 R i S e
'.‘ v, d‘ b IS 4

EmikéAuyn TiN-TiC-TiN

TiCN-AlO,

ZxNMa 2.3 : NMapadeiypata eMKAAIWEWY EVOETWYV TTAAKIBIWV



H pop@n Twv evBéTwy TTAaKISiWY €xel TTpoodiopioTei pe Bdon 1o ISO 1832 -1991. O1 yoppég
auTég Oev gival atmapaitnTo va akoAouBouvtal ammd OAOUG TOUG KATOOKEUQOTEG KOTITIKWY,
OAAG aTTOTEAOUV KOTEUBUVTAPIEG YPOAUMES. EKTOG aTTd Th HOPPr TwV KOTITIKWY TTAAKISiWY OTO
OUYKEKPIPEVO TTPOTUTTO KaTaypAgovTal TTPOTUTTEG TIMEG I TN ywvia eAeuBepiag (clearance
angle), TIC avoxég OTIG OIOOTACEIS TOU KOTITIKOU TTAGKIGioOU, Tn YEWMETPIG TNG TTEPIOXNS
OuYKPATNONG Kabwg kal TTARBog aAAwv TTAnpo@opiwyv. O HoPPES TwY evBETWY TTAAKISiWY
OUPOQWVA pe To TTPOTUTTO ISO TTapouaciddovTal oto oxAua 2.4.

ZxAua 2.4 : Mopor évBeTwyv TTAakISiwv cUu@wva pe 1o 1ISO 1832 -1991

H yxpnoiuotroiouuevn hop@r] Tou TTAAKISIOU KABWG Kal N ywvia JE TNV OTToia CUYKPATEITal
TTaifel KaBopIoTIKG POAG GTN POPPI TOU TTAPAYOUEVOU ATTAPAUOPPWTOU atToBAITTOU, OTTWG
TTapPoUCIAdeTal Kal 0TO oXnua 2.5.

V' A i
6| ||
| |

ZxAua 2.5 : Mop®@n amrapaudpewTtou atroBAiTTou avaAoya Je Tn Hop@r Tou TTAakidiou

Ooov agopd Tn oTPaATNYIKA Kivnong Tou KOTITIKOU KATé Tn SIAPKEIQ TG KATEPYAOiag Tou
TTPOCWTIOU TOU TEHAXIOU TO KOTITIKO diatpéxel To OOKiUIo KATA MPrKOG Tou e&vég déova
KpatwvTtag oTtaBepd Kabd’ 6An Tn didpkeia 1o BABog koTS. O1 duo TI0 BaAciKoi TUTTOI TETOIOG
OTPOTNYIKNAG TropaTiOeTal oTO0 OoXAuUa 2.6 Kai a@opouv TO TIAAIVOPOUIKO Kal TO OTTAd
@PAICAPIoa. ZNPAVTIKA TTapatApnon €ival 0TI 0To TTAAIVOPOUIKO @PaI{dpIoPa N KATEPyaoia
evaAAdooeTal avaueoa 0TO OUOPPOTIO KOl TO AVTipPOTTO @paIldpIoua.



MAAINAPOMIKO OPAIZAPIZMA
OPAIZAPIZMA ZTAOEPHZ AIAAPOMHZ

2YXNMA 2.6 : ZTPATNYIKEG KATEPYATIOG GPaIfapiouaTog

2.1.3 XapaKTNPIoTIKA oTOoIXEio Kal JEYEON KIVNTAPWY KUPIAG ATPAKTOU

H Baoikdtepn TTAPAPETPOS TTOU €TTNPEEACEI TIG TAXUTNTEG KOTTAG KAl METATOTTIONG O€ MIa
KATEPYOOIa CUCXETICETAI UE TOV KIVATHPA TTOU KIVEI TO KOTITIKO €PYOAAEIO Kal €ival N ywvIakn
TaxuTnTa W (o€ rad/sec) n otroia dIAPOPETIKA EKPPAZETAI KAl oav TaXUTATA TTEPICTPOPAG N
TOUu KIVvQTPA (0€ OTPOPES ava AETTTO - rpm) GUVOEOUEVEG HETAEU TOUG E TN OXEON:

w=2x1xn/60 (rpm) (2.1)
H taxutnta KOTAG U, €KTOC aTrd TN ywviakn TaxUutnTa i TRV TaXUTNTa TTEPICTPOPAG TOU
KIVNTAPA KUPIOG aTPAKTOU TTOU KABOPIOTIKA £TTnpeddovTal atrd TNV ammaitouuevn 1I0XU yia Tnv
ETTTEUEN TNG KOTTAG, €EOPTATOI £TTIONG KOl ATTO TN YEWWETPIO TOU KOTITIKOU gpyaAeiou. H
MaBnuaTikr oxéon TTou divel TNV TaxUTNTA KOTING Eival:
u=Tmxdxn/1000 (m/min), n(rpm) , d(mm) (2.2)

o1Tou d n SIGUETPOG TOU KOTTTIKOU £PYAAEiou.

2xnua 2.7 : TaxutnTa KOTTAG 0€ KaTEPYaoieg @PaIfapicuaTOq

ZNUAVTIKA €TTIONG TTOPAUETPOG TWV NAEKTPIKWY KIVATAPWY TTOU TTPETTEI va AauBAaveTal uttown
givalr n armmodidéuevn 10xU¢G P, n otroia peTpiétal oe kWatt kol o€ Hp. Z& OAEG TIG TTEPITITWOEIG
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TWV KIVNTAPWYV dev evdla@Epel TG00 N 10XUG TOUG WG atTOAUTO PEyeBOGg, 600 N CUOXETION TNG
I0XU0G HE TIG OTPOYES AEITOUpYiag OTIG OTToiEG atrodideTal auTh. Na TN CUCXETION AUTH TTPETTE
va AQUBAvETAl UTTOWN KOl N avATITUCOOUEVN POTIH OTPEWEWS Ta TTou PeTpIETal o Nm Kai
eKQPAgeTal atro Tn oxEon:

T=P/w(Nm) (2.3)

H potm oTpéwewg evog Kivntipa ek@pdalel Tn duvaTtdTnTa UTTEPVIKNONG MIOG QVTIOTOIXNG
avlIoTAPEVNG POTING. ZTNV TTEPITITWAON TOU KIVATAPAO KUPIAG aTPAKTOU MIOG EPYAAEIONNXAVNG,
N POTTH TTOU TTPETTEl va UTTEPVIKNOEI, o@eileTal oTNV avTioTAon KOTTAG, dnAadr oTnv KABeTn
duvapn KoTmG. H poTr) auTh TTepIypA@EeTal 0To oXAuUa 2.8 yia T0 @PaIldpIoHUa, WG N OUVOAIKN
POTI TTOU TIPOKUTITEI ATTO TO ABPOICHA TwV ETMPEPOUS POTTWV TIOU O@eiAovTal OTIG
AvTIOTOIXEG OUVANEIG KOTTAG (avda dOVTI KOTTTIKOU).

T1=F1 XR i R
To=F2 xR [ +_ i -
T§=F§ x R T_T1 +1’2"’1’3"’1’4 H
T=F4xR

Pommn = Auvapn F X AktivaR

2ynua 2.8: XpnolyoTroinon Tng POTIAG YIA TNV UTTEPVIKNON TNG AVTIOTAONS KOTTAG

2.1.4 EKAubpevn BepudTNTA KOOI AVOTITUOOOUEVEG BEPIOKPATIEG KATE TV KOTTH TWV
METAAAWV

H tmapayouevn BeppdtnTa KATA TNV KOTH €ival pia amd TIG KPIOIUEG TTAPAPETPOUG TTOU
ETTNPEACOUV ONUAVTIKA TN oWoTr dlEgaywyr TNG KOTTHG Kal auTo yiaTi N BepudTtnTa £TNPeddel
TIG OUVAUEIG KOTTAG, au&dvel Tnv TaxutnTa @BOPAG TOU KOTITIKOU €PYOAEiOU, WEIWVEI TN
O1dpkela (WNG TOU, TTPOKAAEI BEPUIKA KATATTOVNGON OTO KATEPYALOUEVO TEUAXIO, K.O.K.

2TIG KOTEPYQOIEG KOTIAG CUVUTTAPYXOUV KOl Ol TPEIG PUNXAVIOUOI JETOQOPAS TNG BepudTtnTag,
onAadn pe eTagn, aywyn Kal akmivoBoAia. H petagopd Bepudtntag péoca oto amoBAITTO, TO
KaTePYalOUEVO TEUAXIO, TO KOTITIKO €PYAALio Kal TN PHavEAQ CUYKPATNONG TTPAYUATOTIOIEITAI
ME €TTA@N, N METAPOPA OepudTNTAG PETAEU WUKTIKOU uypou/agpa Kal atroBAITTOU/KOTITIKOU
epyaAeiou/Tepayiou yiveTal ge aywyr, eV n akTIVOBoAia gival TTEPIOPICUEVN OTIG CUUBATIKES
KaTeEpyaoieg KOTTAG. Adyw TnG TTOAUTTAOKOTNTAG TOU BEPUIKOU TTPORAAPATOG KATA TNV KOTH,
yIa HIO TTPWTN TTPOCEYYION TOU, OTTAITEITAI VA Yivouv 01 aKOAOUBEG TTapadOXEC:

o 2xedOV TO aUvoAo (90% - 100%) TNG WNXOVIKAG EVEPYEIAG TTOU KATAVAAWVETAI KATA
TNV KOTTH METATPETTETAI O€ BEPUIKN EVEPYEIQ.

e XTN YEVIKN TTEPITITWON KOTITIKOU €PYOAEIOU PE OTPOYYUAEPEVN KOWN, UPioTaVTAI TPEIG
TTEPIOXEG TTOU AEITOUPYOUV WG TTNYEG BepudTNTAG KOTA TV KOTA: H TTpwrelouca
Cwvn () (épyo didtunong), n deutepetouca Cwvn (I) (¢pyo TPIBAG) Kal n TTEPIOXA
TPIBAS OTO KAUTTUAO TUAMG Tou KOTITIKOU gpyaAeiou (III) (em@dveia eTagrg Tepaxiou
KOTTTIKOU €pyaAciou), oxnua 2.9.
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S Tepaxio

(@)

2xnua 2.9:  Mepioxés mapaywyng BepudtnTag KAtd TNV KOTI Kal N cUpBoAn kéBe dwvng
oTn diavoun TG BepudTNTAG

MNa va oAokAnpwBei n TTpoctyyion evog TOOOU GCUVOETOU @aivouévou, Ba TTpETTEl va
KaBopIoToUV Kal KATTOIEG OPIOKEG OUVONRKEG. Z& XAMNAEG TaXUTNTEG KOTTAG, O pPuBudg
amaywyng TG mapayouevng BepPOTNTAG €ival TTEPITTOU i00G PE TO puBud £KAuaNG TNG Kai N
KOTI| MTTopei va BewpnBei wg 1060gpun. Me adfnon Tng TaxuTNTAG KOTAG, O PuBuog
ammaywyng TNG BepUATNTAG UTTOAEITTETAI TOU pUBPOU £KAUCNG TNG, HME ATTOTEAECHO TNV AUgNON
TNG BEpUOKPATIiag Tou KATEPYAZOUEVOU TEPAXIOU KAl TOU KOTTTIKOU gpyaAgiou. TEAOG, o€ TTOAU
uwnA&g TaxUTnTES KOTTAG, N KOTTA UTTOPEi va BewpnBei wg adiaBartikn.

O1rwg Tpoavo@EépBnKe, N eVEPYEIQ KOTTAG METATPETTETAI O€ BEPPOTNTA KATA KUPIO AOYO OTn
Cwvn OloTuAoEwS Kal Katd deutepevovta oTn Cwvn €ma@AS atmmoBAiTTou Kal gpyaAciou.
ETtriong, oTIG TTEPICOOTEPES TWV TTPAKTIKWY EQAPUOYWY, TO epyaleio dev gival aTOAUTWG OEU,
TOTE TTAPAYETAI BEPPOTNTA KAl OTN {wvn £TAPAG TEPaxiou - gpyalegiou, n oTroia TTPETTEl VO
AapBavetalr uTTOWN. TNV TTEPITITWON QUTH, N avaTITuoooOuevn Bepuokpaacia emTnPEEAdel TIG
MNXAVIKEG KOl QUOIKEG IB1I0TNTEG KAl TNV KPUOTAAAIKT) SO TNG €MIQAVEIAKNAG OTIBAdAG Tou
Tepayiou.

Me Bdon 6ca avagépbnkav, n ammoBoAn Kai n TTapaywyr TG BEPUOKPATIag ATTOTUTTWVETAI
oTo oxAua 2.10.

AnoépAirro

EpyaAtio

Zovn
diarpnoewg

Tepayio

ZxAMa 2.10: Tumkn katd Tpooéyyion dlavou TG TTapayouevng, KaTd TNV KOTTH Twv
METAAAWYV, OUVOAIKAG BepUOTNTAG O€ OUVNOEIG TaXUTNTEG KOTTNG
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1. 80% TnG OUVOAIKAG EVEPYEIOG KOTTNG METATPETTETAI O€ BepUATNTA
oT1n wvn SIATUNCEWS

2. 18% TNnG OUVOAIKNG EVEPYEIAG KOTTAG METATPETTETAI O BepudTnTa
oTnV TTEPIOXN €TTAPAS ATTORAITTOU - EpyaAgiou

3. 2% TnG OUVOAIKNG EVEPYEIOG KOTING METATPETTETAI O€ BepudTnTa
oTnV TTEPIOXN ETTAPNAG EpYaAEiou - TEpayiou

4. 75% TNG OUVOAIKNAG EVEPYEIOG KOTTAG aTTAYETAI ATTO TO ATTORAITTO

5. 8% Tng OUVOAIKNG EVEPYEIOG KOTTAG ATTAYETAI ATTO TO TEPAXIO

6. 17% TnG CUVOAIKNG EVEPYEIOG KOTTAG ATTAYETAI ATTO TO £PYAAEio

H Bepuokpaaia, Kupiwg atn Cwvn TPIPNAG Kal KaTtd deUTEPO AOYO OTn SIETIPAVEIQ EPYAAgioU -
Tepaxiou (6Tav n @Oopd Tou epyaAeciou oTnv eAeUBepN ETTIPAVEIR TOU OpPXilel va BPIOKETAI O€
KATTWG TTPOXwPNHUEVO OTABIO), TTaiCel pUBUIOTIKG Kal KupiapXo pOAO 0T0 pubud ¢Bopdg Tou
KOTITIKOU €pyaAgiou, yeyovog TTou uttoBonBda atmd Tn Wia hepid Tnv €mmAoyr Tou KatdAAnAou
UAIKOU KATOOKEUNG Tou €pyaAgiou kal atrd TNV AAAN Twv CuvBnNKwvY KOTTAG WOTE VA JEIWVETAI
0 pUBPOG PBOoPAG Tou epyaAeiou e ouvakodAouBn avénon NG Cwng Tou. Opiopéva Bacika
OUMTTEPACHUOTA TTOU £€XOUV TTPOKUWEI OTTO OXETIKA TTEIPANATA Eival;

1. To péyeBog TTOU OOKEi TN PEYOAUTEPN ETTIPPON OTn HEON Bepuokpaaia gival n €18IKN
avTioTaon KOTAG Kal JAAIoTa n emidpach Tng gival avaioyn.

2. Ta &00 BepuikG peyEONn Tou kKaTepyalOuevoU UAIKOU TTou UTTEioépyovTal, dnAadr n
OYKOUETPIKA €I10IKA BepudTnTa KAl O OUVTEAEOTAG OepuIKAG  aywyindTnTag,
Katardooovtal deuTepa o€ OTI aPopd 1o BABPG £TIPPONG TOUG OTN PECN BepPoKpaaia.

3. H taxutnta kotAg emdpd otn uéan Bepuokpacia evrovoTepa atd OTI N BewpPNnTIKA
Olatoury Tou amofAittou. H Beppokpacia peTaBaAAeTal TepiTou avdAoya e Tnv
TETPAYWVIKN pifa TNG TaXUTNTOG KOTTAG Kal PE TNV TETAPTN pPifa TNG BewpnTiKAG
dlaTounRg Tou aTToRAITTOU.

2710 oxNua 2.11 TTapoucCIAZeTal N KOTAVOUN Twv BEPPOKPACIWY OTO £pYaAEio, 0TO ATTORBAITTO
KAl OTO TEPAXIO KATA TNV KOTTA €vOg XAAUBa KATW aTTd TOUG aVAQEPOPEVOUG TTAPAYOVTEG
KOTTAG, OTTOU QaivovTal KAl Ol BE0EIG TWV AVOTITUCOOUEVWYV JEYIOTWY BEPUOKPATIWY. ZE QUTO
MTTOpPE va TTapaTtnenOEi oTI:

e 0l Bepuokpacieg ecival Katd TTOAU uwnAOTEPEG OTO epyaleio amd OT eivalr OTO
atrOBAITTO KAl QUOIKA OTO KOPMATI

e Ol YEYIOTEG BepUOKPOTiEG avaTTTuooovTal CUVABWGS og BEoEIg TTou aTtTéxouv aTrd Tnv
akpn Tou egpyakeiou. TloAU ouxvd, oTn Béon Tou eP@avifovial Ol HEYIOTEG
Bepuokpaaieg apyilel va avamTuoaeTal @Oopd KpaTrpa.
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ATTORAITTO

ZxAua 2.11: Kartavoury Beppokpaciwv oTo amoBAITTOo, OTO KOTITIKO €pyoaAgio kal OTO
Tepdxio. XadAuBag mmapdéuoiog pe SAE 1095, u = 66 m/min, t,=0,195 mm, y =
10° pe mig Begppokpaaieg va didovtal o€ °C.

2.2 M€0030G TTETTEPACTHEVWYV OTOIXEIWV

2.2.1 l'evikd

Me 10 TTépacpa Twv XPOvwy Kal TV avATITUEN TNG TEXVOAoyiag OAo Kal TTI0 €EEIBIKEUPEVA
TEXVIKA TTPORANAMATA TTAPOUCIAdovVTaV OTTOU Ol KATOTTOVAOEIG KOl TO YEWMETPIKA OXNUOTA
ATav oAoéva Kail 1o ouvBeTa. Mpokeiyévou va AuBouv TéTolou €idoug TTPoBARUATA ETTPETTE VO
YivEl O TTPOCEYYIOTIKOG UTTOAOYIOUOG APKETWYV Kal TTEPITTAOKWY BIAQOPIKWY eEI0WOEWY. 'ETOI
avaTTuxenkav dIAPoPES TTPOCEYYIOTIKEG HEBODOI ETTIAUCNG TWV EEICWOEWY QUTWV.

2TIG KATEPYOAOiES, Ta BIAPOPA PHOVTEAD TTOU XPNOIKOTTOIOUVTAl TTPOCTTAB0UV VO GUVOETOUV TO
aimo, dnAadn Toug TTapdyovTeS Kal TIG CUVONKES KOTTAG MIAG KOTEPYATIAG, JE TO ATTOTEAECQ,
onAadn Tig duvapelg kai TIG Bgpuokpacieg Tou Ba avarrtuxBolv, Ta ATOBANITTA, TIG
TTAPAPEVOUCEG TAOEIG, TNV OKPIREIa ETIPAVEIAG Kal TH @OOPA TOU KOTITIKOU €PYOAEgiou.

H pébodog memrepacpuévwv OToIxEiwy gival pia TETola aplOunTik pHEBODOG n oTroia PE TN
BornBeia nAekTpovikoU UTTOAOYIOTH, Qv Kal TIPOCEVYICTIKA, MTTOpEi va Owoel afiomoTa
atmroteAéopaTa Kal To Bacikd TNG TTAEoVEKTNHA gival OTI UTTopEl va Bpel epappoyn o€ OAa Ta
TTpoBAjuarTa.

NAOGYWw TNG MEYAANG eTTITUXIAG TNG XPNOIKOTTOIEITAlI CAPEPO EUPEWS TOOO OTNV £peuva GCO Kal
oTn Blounxavia yia Tov UTTOAOYIGHO Kal T MEAETN SIAPOPWY KATAOKEUWV.

2.2.2 M£€0080G TTETEPATUEVWV OTOIXEIWV

To 1944 o Merchant mrpdtelve TO TTPWTO AVAAUTIKO POVTEAO TTOU £€Be0e Ta TTAdioIa yia Tn
MovTeAoTTOINON TNG 0pBOYWVIKAG KOTTAG. Me TNV €QeUpeon Twv NAEKTPOVIKWY UTTOAOYIOTWV
Kal TN paydaia avdamTuén TnG UTTOAOYICTIKAG I0XUOG, Ol TEXVIKEG WE TTETTEPACHEVA OTOIXEID
dpxioav va xpnolhoTrololvTal €Upéwg OTTd TOUG EPEUVNTEG yIA T MOVTEAOTTOINON TG
d1adIKACIOg KATEPYATIWV.

H povrteAotroinon pe mn HEBOSO Twv TTETTEPACTHEVWYV OTOIXEIWY EEKIVA e Tn OIOKPITOTTOINON
TWV OUVEXWV MEOWV TNG Katepyaoiag. O xwpog Tou auTtd kataAaufdvouv xwpiletal o€
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TeETpAywva A ot Tpiywva (oe &iodiaoTarto TTPORANUA, oTo TPIodIAoTATO ATTOTEAEITQI ATTO
avaAoyo TTAEYMQ) Kal EVWOVOVTAI AUTA TA TTETTEPACUEVA OTOIXEIa pe KOUPBoug. To TTAEyua TTou
onuioupyeital dev gival TTAvTa ouoIOUOPPO. EIBIKA ORueEpa UTTOPOUV VA KATOOKEUGOTOUV
TTAEYUOATO TTUKVOTEPO OE TTEPIOYXEG TOU XWPOU HOVTEAOTTOINONG TTOU HAG €vOIAQEPOUV
TTEPICOOTEPO KAl APAIOTEPD OE TIEPIOXEG MIKPOU  evOIOQEPOVTOG, ME Xpron EI0IKWV
aAyopiBuwv.

4 4.5

2xAMa 2.12 : MovTteAoTroinon Tepayxiou Kai epyaAgiou Pe TN HEBODO TTETTEPATUEVWV OTOIXEIWV

21N ouvéxela divovtal 1I016TNTEG OoTa oToIXEia avdloya pe TIG 1D10TNTEG TOU WECOU TTOU
MovTeAOTTOIOUV Kal KaBopifovTtal oplakéG ouvlnkeg otoug KOuBoug. TEAoG Auvovtal ol
aAYEBPIKES €EI0WOEIG TTOU €ival O PNTPWIKA POP@r Kal uTtoAoyiovTal ol TINEG KABE Babuou
eAeuBepiag. Mpopavwg 600 TTEPICTOTEPOI KOPBOI UTTAPYXOUV, TOOO TTIO KAAd TTpOooEyYideTal TO
TTPAYMOTIKO TTPOBANUa TToU £XEl ATTEipous (BewpnTikd) KOPPBouG. BéBaia o uttoAoyiopog KaBe
TTETTEPACKEVOU OTOIXEIOU ATTAITEI UTTOAOYIOTIKO XPOvo Kal €101 Oev gival duvartd va augndei
uTTEPBOAIKG 0 apiBudg Twv KOPPBWY av gival emMOUPNTO TO ATTOTEAECHA 0 AOYIKO Xpovo. H
XPAON Tou UTToAoyIOoTH €TIBAGAAETAI yIa TN PHOVTEAOTTOINCON €vOG TTPORARUaToS e T FEM kai
EKTOG TWV YPHYOPWYV UTTOAOYIOUWY PTTOPEI va OWOEl TA ATTOTEAEOUATA O€ TTIO TTAPACTATIK

Hop®n.

Mo ouyKeKPIYEVA YIA TIG KOTEPYATIEG, DV €ival TTAEOV ATTOPAITNTOG O TTPOYPANMATIONOS OANG
NG TTapaTTavw d1adIKaTiag KaBws KUKAOPOPOUV agIOTTIOTOI EUTTOPIKOI KWOIKES. EiodyeTal n
YEWMETPIO TNG KATAOKEUNG o€ €va mpoypapua CAD kai dnuioupyeitar 1o TpIodidoTaTo
HOVTEAO. XwpiCeTal TO YOVTEAO OE TTETTEPOCHEVA OTOIXEID KAl AQOU ETOINACTEI TO TTAEyud
EMAEYETAI TO €idOG TNG ETTIAUCNG KOl €lI0GYovVTal TA ETTITTAEOV dEDOUEVA TTOU ATTAITOUVTAL.
MapadeiypaTtog xdpiv, av mmAgyei va AuBei To JovTENO PIag opBoywVIKNAG KOTIAG Ba TTRETTEl va
doBouv Ta dedopéva yia Tnv TaXUTNTA KOTIMG, TOo B&BOC KOTTAG Kal TRV TTpdwaon. AuTh n
diadikagia yiveTal ue TTPOYPAUUATA TTOU aTToKaAoUvTal pre processor. Otav €ToiyacTouv Ta
oedopéva yia emiduon €ilocdyovtal o€ éva TTPOYPAPUA TO OTToio Ba KAvel Tnv €TTiAuCn TOU
TTpoBAAuaTog. Tétolou €idoug Trpoypduuata Aéyovral solver kKal XpnoIKOTIOIoUV vyia TIG
EMAUCEIG apIBUNTIKWY PEBOdwWV. OTav TeAElwaoel n TTIAUCT XPNOIYOTTOIEITAI £va TTPOYPANHO
TTOU QTTOKOAEITOI POSt processor yia va PTTopEcel 0 PEAETNTAG va del Ta atroTteAéopaTa. Ta
TapaTradvw TTPOYPAPUATA  PTTOPEl va  aTToTeAOUV KAl ETIPEPOUG TUAPATA Tou idiou

TTPOYPANMATOG.
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2.2.3 Euler ka1 Lagrange

AUo gival ol BaCIKOTEPA POVTEAQ TTETTEPACUEVWY CTOIXEIWY YIa TV TTPOCOMOIWON dIEPYACIWV
Karepyaoiag, Tou Euler kai tou Lagrange. Katrd Ttn Slotumwon Tou Euler, n otoia
EUQAVIOTNKE TTPWTN, TO TTAEYUO TWV TTETTEPATHEVWV OTOIXEIWVY Eival XwpIK& oTaBePO Kal TO
UAIKO péel yéoa atmd autd TTPOKEIPNEVOU VA TTPOCONOIWCEI TO OXNUATIONO Tou atrofBAiTTou. Ta
TTAEOVEKTAMATA TNG MEBODOU gival OTI N TTOCOTNTA TWV OTOIXEIWY yia TN JovTeAOTTOINON TOU
TEPaxiou Kal Tou atroBAITTOU TTOU XpeIddovTal yia TNV avaAuon €ival JIKPr, ETTITPETTOVTOG TN
Meiwon Tou xpovou avaAuong Kal To yeyovog OTl dgv ugioTavTal cofapry oTpéBAwaon,
Oedopévou OTI TO TTAEYHA KAl ETTOPEVWG N HOPPNA TOU TTAPAYOPEVOU OTTOPRAITTOU €ival €K TwvV
TPOTéEPWY  yVwoTh. Ta  HeEIovekTAPOTA TNG MeEBSdoU  egival OTI  atraitei  TTEPITTAOKO
TTPOYPOMMATIONO Kal OTI Ta TrElpapaTIKG dedopéva TTPETTEl va gival yWwOoTd TTpIv atmd Tnv
KATAOKEUN TOU HOVTEAOU TTPOKEIMEVOU va KaBopIoTel N yewueTpia Tou atmmofAitTTou. Auth n
HEBODBOG XPNOIUOTTOIEITAI AKOUA aTTO HEPIKOUG EPEUVNTEG YIO TNV TTPOCOMPOIWON TNG OTABEPAG
Kartdotaong TnG O10dIKaCiag KOTTAG.

B W

2xAua 2.13 : MovtéAo Euler

ATIO Tnv dAAn, otn uetayevéoTtepn PEBodO Lagrange, Ta oToixeia gival cuvdedepéva e 1O
UAIKO Kal TO €pYaAgio €Xel TTPOXWPACEI TTPOG TO TEUAXIO. To ammOBAITTO oxnuUaTiCeTal Pe TN
XPNon €vog KpITnpiou dIaXWPICKOU PTTPOOTA aTrd TNV Ak Tou epyaAgiou. MExpl oTIyuNG
YEWMETPIKA A QUOIKA KPITAPIA €XOUV TTPOTABEI PE TN CUUPMETOXN TNG KPIOIUNG aTTOoTO0NG
METOEU epyaAgiou Kal Tepayiou, Twv KPICIJwV TIMWV yia  TTOPAdEIyUa  TTiEong N
TTApAPOPPWOnNG, 1 akopa Kai KpItApia diddoong TNG pwyuns. ‘Eva peiovékTnua tng ueBodou
EXEl va KAvel PE TN PEYAAN TTapaudp@wan Tou TTAEYPOTOG TTOU TTaPATNEEiTAl KATG TNV
TTpooopoiwon. Adyw Tng oUvdeong Tou TTAEyHATOG OTO UAIKG TOU TEPOYiou TO TTAEyHa
KAataoTpEPeTal AOyw TNG TTAACTIKAG TTapauépewaong otn {wvn KOTAG. MNa va {eTepacTei autd
ouvnOwWG eQapPUOCETal £VaG CUVEXNG ETTAVACKNMATIONOG TOU TTAEYUATOG KAl Yia TTPOCOPUOYA
TOU TTAEYUATOG TTOU ETTIBAPUVOUV CGNPAVTIKA TOV ATTAITOUUEVO XPOVO uttoAoyiopou. Map’ 6Aa
auTd, n TTPO0BOG TWV NAEKTPOVIKWY UTTOAOYIOTWY €XElI KATAOTAOElI duvaTr Tn HEiwon Tou
XPOVOU TTOU OTTAITEITAI YIA HId TETOIA avAAUON O€ OTTOOEKTA TTAQICIO.
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1.7 -

1.2% 1520 e 1.965 2w

2xnua 2.14 : MovtéAo Lagrange

2AMEPQ, TO PJovTENO Tou Lagrange TTPOTINATAl TTEPICCOTEPO aTTd TO POVTEAO Tou Euler otov
TOMEQ TNG £PEUVAG.

ZnUavTIKG gival edw va ava@epOei 0TI Ta TeAeuTaia Xpovia £xel avaTTuxBei éva ouvOuaoTIKO
povTélo Lagragnian-Eulerian (ALE) To o1T0io OUuvOUAdel Ta TTAEOVEKTAPATA TwV OUO PEBOOWV.

OAeg o1 rpooTTdBeleg povreAoTToinONG TNG MOP®AG Tou aTToBAiTTOU oTnpiovTal OTOV TPOTTO
dlaxwpIiopou autol atrd 10 Tepdylo. H péBodog Lagrange xpnoiyoTrolei ouvABwg yia Tnv
TTEPIOXH ATTOKOAANCNG TOU QTTORAITTOU ATTO TO TEWAXIO TNV TEXVIKA TOU SIaXWPICHOU TWV
KOMBwV pe TN péBodo d1ddoong pwypng, OTToU OTaV O TEAEUTAIOG KOUBOG TNG KOTTTIKNAG OKMUNAG
TTANOIGZel KovTUTEPQ aTTO Mia amoéoTaon Tov KOUPO TOou TEPAXIOU Kal IKAVOTTOIoUVTal
OPIOHEVEG QUOIKEG TTAPAUETPOI (BepPoKpaciag Kal TAoEWV), aUuTOG XwpileTal o€ dUO KOUPBOUG.
Emiong, n péBodog Lagrange £xel TO PEIOVEKTNMAO TNG UTTEPPROAIKAG TTAPANOPPWONG TOU
TTAEYMOTOG KOl £TOI QTTAITEITAI O OUVEXAG ETTAVATTIPOCOIOPIoUOG TTAéyPaTOG (remeshing) kail n
opaAoTtroinory Tou (smoothening). Kai o1 800 TeXVIKEG UTTOAOYIOTIKA OTOIXiCouv TTOAU €V
TTapdAANAa aTTaITEITaI KAl TOTTIKA) TTUKVWOonN Tou TTAéypaTog (refinement) Tou TTAEyPaTOG TOU
Tepaxiou aTo anueio KABe Qopd TTou EpXETal OE ETTAPN UE TO EPYAAEio.

H apiBunTikn emmiAucon o€ 6Aeg TIG HEBOGOOUG AUvel ouaiacTiké TNV TTapakdTw egicowon: M* = P
— |, émou M 10 unTPpWoO palag, n €mTAXUVON TOUu KABe KOuBou, P n eEwTtepikEG Kal | ol
EOWTEPIKEG OUVAUEIG TTOU aoKOUVTal 0 AuTov. lNa Tov UTTOAOYIOHS TWV EMITAXUVOEWY OEV
XPNoIJoTToIEiTal TTAOV N PHEBODOG TWV CUVEXWY ETTAVAAAWEWY YPAUMIKWY EEICWOEWY, OAAG
n AUon Bpioketal Ye TN Xpron KevIpikng d1apopdg yia Tn AUon Twv €§I0WOEWV Kivnong TTou
Oev €ival YpappIKES Kal N uEBodOG auTh XapakTnpifeTal wg aueon (explicit) . Autd cuppaivel
OI10TI yIa TIG ETTAPEG TWV TTAEYUATWY OTIG KATEPYQTIEG KOTTAG TO TTPOPRANUa gival duvapiké Kal
Ba aTTaItouvTav TTOAAEG ETTAVOANYEIG.

2.2.4 NpoBARpara KATd T PovreAomroinan

‘Eva kUplo mTPORAnua TTou ep@avideTal KAT@ Tn POVTEAOTTOINCON TWV KATEPYOAOIWV KOTINAG
TTPOKUTITEI OTTO TIG OUVONAKEG ETTAPAG €pyaAgiou pe TEPAyIO 1 atrOBAITTO. ZuvhnBwG YiveTal
XPAon TG attAng ouvbrikng Coulomb yia Tnv IR F = P * N, ye F 1n d0vaun 1pIBAg, N v
KGBeTn OUvaun avtidpaong TTou OXeTICeTal Ye TO PAPOG KAl O OUVTEAEOTNG TPIBAG M
AapBavetar oTabepdg yia PIKPEG TAOEIS TTOU OUWG OTTAVIA CUVAVTOUVTOl OTIG KATEPYATIES
KOTTAG. Z€ aUTEG O OUVTEAEDTNG TPIRNG d¢ev gival oTabepdg kal e€aptdTal ammd Tnv TaxuTNTA, T
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Bepuokpacia Kal TIS SUVANEIG KOTTNG, 0€ AyvwoTo PBaBud péxpl OTIYUNAG av Kal €xel HEAETNOET
ekTeVvWG. Kdabe péBodog TreTTEpACUEVWY  OTOIXEIWY XpnoldoTtrolei TN OIKA NG TEXVIKN
UTTOAOYIOUOU TOU OuvTeAEOTH TPIRAG Kal pévo To aTToTéAeopua KaBopisl TNV opBOTNTA TWV
ATTAOTTOINCEWV KOl OPIAKWY ouvBnkwv 1Tou yivovtal. Kal éuwg, TapdAo TTou 0 unxaviopég
NG TPIBNG KAT& TNV KOTTA d¢ev gival TTARpwWS avaAupévog, atrd Tnv TpIRR kabopilovtal Kupiwg
Ol TTaPAPEVOUCEG TAOEIG.

‘Eva akOun onPavTiko TTPORANUa evIOTTICETAI OTA TTAKETA AOYICUIKWY. Ta EUTTOPIKA AOYIOMIKG
TTaKETa TTou SIaTiBevTal orjuepa PTTOPEI va atTAOTToIOUV KAT& TTOAU Tn POVTEAOTTOINGN Twv
KATEPYOOIWV HE TN MEBODO TWV TTETTEPACHEVWY OTOIXEIWV £QOOOV UTTOPOUV va AUCOUV Un-
YPOUMIKG TTpoBAAuaTa, OTTWG yia TTapddelyua Ta Beppoduvapikd. O1 TTapadoxEG TTou KAvVouv
Ouwg, KaBwg Kai ol TpdTToI £TTIAUCNG BEV €ival EUKOAO va €EETAOTOUV TIG TTEPICOOTEPES POPEG
aTtro T0 XPAHOTN, KATI TTOU KAVEI TO ATTOTEAEOUA TOU TTPOYPANUATOG APKETA aupioBnTtroiuo. Ol
TTNYEG AUTWV TWV EVOEXOMEVWY AABWV KATA Tn MPOVTEAOTTOINON HIO KOTEPYAOIaG KOTIAG
MTTOPEI va TTPOKUWOUV aTTO QVETTAPKH Kataxwpenon dedouévwy, UTTEPPOAIKEG aTTAOTTOINCEIG
Kal TTapadoxég, AavBaouéveC OpPIOKEG OUVONKEG, apIBUNTIKEG OTPOYYUAOTTOINGEIG Kal
TTPOBANUATIK TTPOCAPHOYH TOU TTAEYHOATOG.

Mapd Suwg Ta TTPOPAAUATA, T AOYIOUIKA TTETTEPACHEVWY OTOIXEIWV UTTOpOUV CRUEPA Va
aoxoAnBouv pe did@opa €idn ouvlbnkwv @OPTIoNG OTTWG yia  TTapddelyua  Tdong-
TTapauépeWong, BEPUIKN, NAEKTPIKY, va KAvouv avaAucon Tng SUVOUIKAG TWV PEUCTWY 1] Kal
va Kavouv ouvduaaTIKG avaAuaon pe TTapatrdvw aTrd pia atrd TIC TTpoava@epBEeioeg oUVONKES
@opTIoNG OTO D10 PovTENO. Mapéxouv O dIoBIAOTATEG A Kal TPIOBIACTATEG AVAAUCEIG.

‘Eva a11é Ta 10 afIOTOTa AOYIOHIKG TO OTTOI0 UTTOPEI VO TTPOCOMOIWCEI KATEPYATIEC KOTTAG
eivar To DEFORN 3D 1ng etaipiag Scientific Forming Technologies Corporation 10 oT1T0i0
XPNOIUOTTOIRONKE yIa TNV €KTTOVNON TNG TTAPOUCOSG DITTAWUATIKAG Kal TTEPIYPAPETAlI OTNV
ETTOPEVN EVOTNTO.
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3. MONTEAOINOIHZH TOY MNPOBAHMATOXZ KAl ENIZKOmMIzH
TOY NMPOrPAMMATOZ

3.1 Mevikd

O1 amaItAoeIg yia PNXavoAoylKa TTPOoIdvTa KaAUTEPNG TTOIOTNTAG KAl UWNANG akpifeiag Ta
OTTOi0 POPPOTTOIOUVTAl WECW KATEPYAOIWV HE aAPaipecn UAIKOU KaBwg Kal n €mdiwen
EAAXIOTOTTOINONG TOU KOOTOUG TTAPAYWYIG O ouvVOUAO S PE TNV OAOEVa augavouevn TTOIKIAIG
Kal TTOAUTTAOKOTNTO TWV KATEPYAOUEVWY Tepaxiwv odAynoav Ta TeAeutaia xpdvia oTnv
TepAITEPW €EEAIEN KOl QUTOMATOTTOINCN TWV EPYAAEIONNXOAVWY HE WN@IOKH KaBodrynon
KaBw¢ kal Twv avrioTolxwv cuoTnudtwy CAD/CAM/CAE. 1diaiTepa yia TIG KATEPYAOIEG
KOTTAG, TTOU aTTOTEAOUV TNV KAAOOIKN PEBODO TTapaywyrg TTPoIdVTWY atrd PHETAANIKG UAIKA,
TIG TeAeuTaieg DeKAETIEG TO UWNAG KOOTOG eTéBaAe Tnv avalAtnon peBOdwv auénong Tng
TTAPAYWYIKOTATAG, YEYOVOG TTOU ICOBUVAE JE BEATIOTOTTOINON TWV XPNOIMOTTOIOUPEVWY, aVa
TTEPITITWON, CUVONKWY KOTTAG. AVTIOTOIXA, N €EENIEN TWV UAIKWV TWV KOTITIKWYVY £PYOAEiwY Kal
O MEYAAOG avTaywVvIOHOG, ETTETEIVAV QUTAV TNV avAaykn yia JEYaAUTEPN TTAPAYWYIKOTNTA. 2TO
id10 TTAQiCI0, 01 aUTOMATOTTOINMEVEG TEXVOAOYIEC OTO XWPO TNG TTapaywyns (CNC, CAD/CAM,
FMS, CIM), éxovtag peydho KOOTOG £yKATAOTAONG, OTTAITOUV HE Th OEIPA TOUG PEYAAOUG
puUBPOUG TTapaywyng TTPOKEINEVOU va aTTooBeaTel auTd To KOOTOG.

MNpokelpévou OAa autd va yivouv €@IKTA Kal dedOPEVOU OTI KOl TO UAIKA TwV KOTITIKWYV
epyaAciwv £xouv BeATiwOei og onuavtikd BaBud, 1o KUpIo BAPOG TNG OXETIKAG £PEUVAC OTIG
MNXOVOUPYIKEG KaTEPYQOieg €OTIAleTal QTTO TN MIA TTAEUpA OTNV AUTOMATOTTOINON TNG
Oladikagiag eMAOYAS BEATIOTWV TEXVOAOYIKWY TTAPAUETPWY KOTING TIPIV aTTé TNV KATEPYATia
Kal atrd TNV GAAN oTnV UI0B£TNON Kal el0aywyr KATAAANAWY PETPOTEXVIKWV UEBODWY EAEyXOU
TWV TTAPayOvTWV TNG KOTINAG, Ol OTToiEG dlaa@aAifouv TNV TToIOTNTA TNG KATEPYAOIAG. ZNUEPT
AoITTOv, peyYAAO MEPOG TNG €PEUvVAG OTNV TIEPIOXA TWV HNXAVOUPYIKWY KATEPYACIWV
TTIPOYHUATOTTOIEITAI WE OTOXO TNV €EENIEN  MOVTEAWV TTPOCOMOIWONG TwWv  dlaQopwv
KATEPYOOIWV KOTTAG Kal Slauép@wong HE XPNoN YAWCOWY TTPOYPANUATIONOU, AOYICHIKWY
CAD, AOYIOUIKWYV TTETTEPACHEVWV OTOIXEIWY, ETOINWY AOYIOUIKWY TTPOCOMN0IWONG K.ATT.

3.2 AoyiopIKO
XpPNOIYOTTOIRBNKE TO TTPOYPAUMG TIETTEPACTHEVWY OTOIXEIWY, TO oTToio BIaBéTel To EpyaaoTriplo
MikpokoTig kal KataokeuaoTiKAg MNpooouoiwong:

e DEFORM - 3D (ékdoon 6.0),

e H/Y Intel Core 2 Duo CPU E7400 @ 2.80 GHz, 4.0 GB RAM.

To ouykekpigévo TTPOYPaUPa XpnolyoTtrolei Tn péBodo Lagrange kal peBddoug yia Tnv
eCaywyn aglomoTwy atmmoTeAeOPATWY OTTWG: TOTTKA TTUKVWOTN, ETTAVATTAEYUATOTIOINCN KOl
opaAoTroinon Tou TTAéyuaTog o€ OAn Tn didpkela TNG Katepyaoiag. ‘Eva oToixeio eAEyxeTal o€
KaBopIopévo XpovIKG BIAoTNUA Kal av €XEl EETTEPACEl éva OpIo TTAACTIKAG TTapaudpwaong,
TOTE ETTAVATTPOODIOPICETAI N VEA YEWMETPIA TOU, av O€ €ival ATTAPAITNTO, TIPAYUATOTTOIEITAI KAl
oMaAoTToinan.

To améBAITTO dlaxwpiletal ammd TO TEPAXIO WE TO KPITAPIO TNG d1Gdoong PwyHAS Kal TNV
TTAQOTIKI) por} YUPW ATTO TNV OKYA TOU KOTITIKOU gpyaAgiou. To KpITrpio dIddoong TG pWYMNS
KaBopidel 6T n TPOXIA TNG pWYMNG diadideTal TTPOG TN ywvia, KaTd TNV oTroia n Tédon TTaipvel
Mia péyiotn Tipn. Otav n iR auth EemmepaoTei, TOTE yiveTal SITTAACIAONOS TwV KOUBWY OTNnv
dKpn TNG PWYUNAGS Kal €101 dnUIoUPYEiTal TO ATTORAITTO.

H popen Tou amoBAitTou yia 10 av Ba gival diakoTrTépevo i X1, KABWG Kal TO onueEio TTou

auTo Ba otrdoel kaBopideTal atd TNV uTTEPBACN TNG TAong dlIoPPOrG OTO GNUEIO KOTTAG A OTO
atroBAITTO.
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3.3 Eqpappoyn TnG HEBOBOU TWV TTETTEPACHEVWV OTOIXEIWV
2T CUVEXEI YIVETOI MIT YPIYOPN TTAPOUCiacn Tou AOYIOUIKOU KaBwg Kal TG diadikaoiag TTou
akoAouBnénke yia Tn povreAoTToinon Tou TTPORAAMATOG.

Avoiyoviag TO TIPOYpapua TTPORAANETAl N TTOPAKATW 080vn. ZTnv apioTepr) OTAAN
dlakpivovTal Ta TTpoBARPaTa TTpog etTiAucn. KAaBe TTpoRANua PUTTopEi va TTEPIEXEI ETTINEPOUG
utrotrpoBAfuaTta. Ta utrotrpoPAfuata autd eu@avifovial otV AapécwWS €TTOMEVN OTAAN.
KaBwg kai Ta apxeia TTou dnuioupyouvTal Katé Tnv £TTiAucn Tou KABe TTPoBAPATOG. APECWG
META TTapOUCIAZeTal £va TTaPABupo ATToU O €TTIAUTNG KOTA TNV €KTEAECT TOU ETTIOTPEPEI TNV
TTopeia Twv UTTOAOYIOHWY Tou. TEAOG, uTTdpxel N PTTapa atrd OTTOU WTTOPED va ETTIAEXTEN N
Aeiroupyia Tou TIpo 1 peT@-eteCepyaoTr|. Emiong, amd 10 Tapdbupo “simulation graphics”
YiveETal O XEIPIOWOG TNG TIPOOOPOIWoNG KABWG Kal 0 £€Aeyxog TnG TIopeEiag Twv
ATTOTEAECUATWV.

ten b
FRION PR RGY B

23kanousgokomeno2-1093-2377

RO

7 OO0

2xAua 3.1 : Kupiwg Tpdypauua

3.3.1 MNpo Kol YETA - ETTEEEPYAOTAG

H epTtreipia NG Blounxaviag dcixvel 0TI éva atmoteAeopaTikG TTpoypauua FEM pévo tou dev
OPKEi va atroTeAEoel éva TTPOKTIKO epyaAeio TTpocopoiwong. H eloaywyr) dedopévwyv Kal
€UKOAN avaKTNON TWV ATTOTEAECUATWY €ival ATTapaitnTn yIia £éva TTPOKTIKG  €PYaAEio
TTpocopoiwong FEM, dedopévou OTI n TTPOCOMOIWGN TTETTEPACHEVWV OTOIXEIWV TTEPIAAMBAVEI
€va OXETIKA PeYAAO OyKO TTANpo@opiwyv. H TrpoeTolyacia Twv deSOPEVWV YIO OTTOIOdNTTOTE
Tpoéypappa FEM eival pia xpovoBopa diadikacia. O 1po-emeéepyacTy Tou TTPOYPAPPOTOS
DEFORM é£xer oxediaoTei va OIEUKOAUVEI TOUG XPNOTEG OTNV TIPOETOIMACIA KAl Tnv
eTaAnBeuon Twv dedouEVWYV €100D0U.

Ta atrairotpeva dedopéva €1I0aywyng TTou gival atmmapaitnTa yia mn die§aywyn TTpooouoiwong

FEM, ek16¢ atrd Tn dlakpitoTroinon, TTepIAaUBAVEL:

e TIG 10I0TNTEG TWV UAIKWYV, OTTWG TNV Tdon dlIoppoAg wg ouvaptnon TG TTapauopewaong,
TOU TTOC0C0TOU TTAPANOPPWONG Kal TIG BEPUOKPATiag KaBwg Kal TIG OEPUIKES IBIOTNTEG WG
ouvapTtnon TnG Bepuokpaaiag

o TIG 1016TNTEG TNG DIETTAPNG OTTWG TO CUVTEAEOTA TPIBAG KAl TO CUVTEAEDTH PETAPOPAG
BepudTNTAG

e OpPIOKEG OUVOAKEG, OTTWG TIEPIYPAPEG TWV  KIVACEWV Kal TV TTAKTWOn  TOu
KatepyalOuEVOU TEpaXiou
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e TIG APXIKEG OUVONRKEG, OTTWG N aPXIKH BEpUOKPATia K.ATT.

MNa va dieukoAuvBEi 0 XproTNG KaTA TNV €l0aywyn autwyv Twyv dedopévwy, Eva d1adpacTiKO
TEPIBAAANOV TTaPEXETAI ATTO TOV TTPO-ETTEEEPYAOTA TOu DEFORM yia va emTpEWEl OTO XPrOTN
va e€eTdoel Kal va Tpotrotroinoel Ta dedouéva autd. Etriong mapéxetal Kar EAeyxog Twv
Oedopévwy 6tToTeE gival duvaTdv. Ev oAiyolg, To TTpdypauua yia TNV i0aywyn Twy dedopévwv
éxel oxedlaoTel yia va OIEUKOAUVEI KAl va QUTOPATOTIOINGN XPOVOROPES epyacieg 600 TO
OuvaTOV TTEPIOTOTEPO, TTAPEXOVTAG TOUTOXPOVA QPKETH €UEAIia yia va €ITPETTOUV OTO
XPAOTN va TTPoREi OTIC ATTAPAITNTEG TPOTTOTTOINTEIG TWV OEOOHUEVWV.

O JETA-£TTECEPYAOTNG TOU TTPOYPAUMATOG TTAPEXEI TPEIG PATIKEG AEITOUPYIEG:
o  aAQaPIBUNTIKA £E000GC TwV OTTOTEAECUATWY YIa TnVv €mMBewpnon TOUG ATTO TOUG
XPNOTEG
e aA@apIBUNTIKA £€£000¢ Twv atroteAeoudTwy yia CAD / CAM
®  YPAQPIKN ATTEIKOVION TWV ATTOTEAEOUATWV

H ypa@Iikr atreikovion Tou PETA-eTTEEEPYOOTH TTEPIANAUBAVEI BOCIKA XOPOAKTNPIOTIKA, OTTWG
e 1 ATTEIKOVION TNG dlIOKPITOTTOINONG Tou FE
e N aTmelkOVIon TNG KATAVOMNG ThG TTApauép@waong, Tou TTooooToU TTapauép@waong, TiG
TAoEIG KAl TIG OEPUOKPATIES
e n Katavoun TNG TaxuTnTa
e TO JIAYPANPOTA YIA TO POPTIO OTA QAVTIKEIMEVA PAG K.ATT.

3.3.2 Eilcaywyn d£50UEVWV OTOV TIPO-ETTEEEPYAOTH

2NV TTapakdTw oBdévn @aiveTal TO KUPIO TTEPIBAANOV DIETTAPNG TOU TTPO-ETTEEEPYAOTH. ZTNV
aploTepr] 0846vn @aivetal To oTEPEO POVTEAD evd OTn Be€Id 0BOvn aivovtal Ta TTapdbupa
€l0aywyng Twv 8edOPEVWY TOU POVTEAOU TTPOG TTpocopoiwon. Ta eikovidia Tavw aTtd Tn
aploTtepr] 086vn xpnoidelouv oTn dIAXEipIon TOU OTEPEOU POVTEAOU EVW TA €IKOVIdIO OTa
0e€Id XpnoIJeUoUV OTNV €l0aywyr Twv puBuicewy TTPOCOPoIWoNG, OTNV €lIoaywyr UAIKOU
Katepyaoiag, oTtov KaBopiopd Twv IBIOTATWY ETTAPAS TWV QAVTIKEIMEVWY KABWGS Kal oTn
onuioupyia NG Baong dedouévwy TG KATEPYATIAG TA OTTOI TTAPOUCIALOVTal OTN CUVEXEIQ.

(30 0FORM-30 fre Ver 60 Servce Pack 1] e

2 Fe_ ot Vowpon Diglay Uodel Tooe \iew Ovton Heb T
S5 & md |} 86 5= +AR0E0E Attt ¥NNHE WON

ZxNMa 3.2 : Kupiwg TapdBupo Tou TTPo-€TTEEEPYATTH.
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2710 oxAua 3.3 @aivovTal Ol YEVIKEG pubpioelg TG TTpocouoiwang. O1 KUPIOTEPEG ATTO AUTEG
givalr n €mAoy Tou CUCTAPOTOG PovAadwy, O TUTTOG TNG TTPOCOMOIWGONG Kal n €mMAoy TNG
emiAuong NG petddoong BepudTNTAG KATA TNV KOTEPYATIa.

Q¢ 1pog TN €mmAoyn yia Tov TUTTO TNG TTpocouoiwang emdéxOnke n Lagrangian Incremental
kabwg n emAoyr) Lagrangian Incremental xpnoipoTroleite yia OAeG TIG ouuBaTIKES dlEpyaaieg
OlauopPPWONG, METAQOPA BepudTNTAG Kal OTIG €QOPUOYEG Bepuikwyv dliepyaciwy. ETriong
peTaBaTikéS @AoeIg Twy dIadIKaoIwy, OTTWGS £Aacn, TOpveuan @pPaIlApIoHa Kal BIEAQCH K.ATT.
MTTOPOUV va PovTeAOTTOINBOUY o€ auTd TO YEVIKO TTAQICIO.

Simulation Cantrol — , P
@‘ imulation Controls — . & Iﬂ
e Mame and Mumber Units oK

Simulation Title: s 5l " English

: [DEFORM SIMULATION %
- Type
i Operation Name:
- Stap (¢ Lagrangian Incremental ¢ ALE Rolling
) |OPERATION 1
S (” Steady-State Machining ( Ring-Rolling
Remesh Criteria Operation Number: |1 =

(™ Steady-State Bxtrusion

| Mteration Mesh Number: 1586 =

Process Conditions

Mode
[v Deformation

g g i

Advanced [v Heat Transfer

Cortral Files [ Transformation

[T Grain

[~ Heating Induction

[~ Diffusion

ZxNMa 3.3 : Mevikég pubuioeig TTPOCOUOIWONG.

210 oxqua 3.4 yivetar n €ioaywyr] Twv dedopévwy Twv PnudTwy TnG TTPOCOPOIWONG.
2UYKeEKpIMEVA TTPETTEI VA 0pIoBei TO apxIKO BAMG (To oTToio TTPETTEl va gival apvnTIKG) OTO
OTT0i0 O €TTIAUTNG UTTOAOYICEI TIG OPXIKEG CUVONKES TOU TTPORANUATOG, O HEYIOTOG ApIBUOS Twv
BnuaTwY TNG TTpoocopoiwaong, 10 TTARBOG Twv Pnudtwy OTO OT0I0 O UTTOAOYIOTHG Ba
atroBnkevel Ta 0edouéva TTou TTPOKUTITOUV aTTd TNV £TTIAUGN Kai TToia Ba gival n kupia PATPa.
Emiong kaBopifetal 10 Xpovikd BAPA 1 N OTOIXEIWONG METATOTTION £PYOAgiou yia Tn
OnuIoupyia Twv ATTOTEAECUATWY. Z€ QUTO TO OnUEio TTPETTEl va eAEXON OTI N PETATOTTION TOU
KOTITIKOU €pyaAgiou péoa o€ €va Bripa dev TTPETTEl va ival PJeyaAUTepn atmmd To WIOO Tou
MEYEBOUG TOU HIKPOTEPOU OTOIXEIOU Pag oTnv TTepIoXh OTTou yivetal n KaTepyaoia d16T Ba
uTTapEel TTPoBAANATA KATA TNV TTPOCGOMOIWGN.
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General | Advanced 1 Advanced 2 I

Starting Step Number I-‘I

Number of Simulation Steps I‘IDDDD

Step Increment to Save IH]

Primary Die I 3 - Bottom Die
Solution Step Definition

" With Constart Die Displacement I:
Process Conditions i i
¢ With Constant Time Increment IZe-D& seC

Advanced

@ Control Files

ZxAua 3.4 : POBION Twv XPOVIKWY BNUATWY Kal TwV BNUATWY epyaAeiou

210 oXAUa 3.5 €XOUMPE TNV €I00QYWYN TWV KPITNPiwV dIAKOTIAG TNG £TTiAuong. Qg KpITHpIa
OIOKOTING UTTOPOUV va opIicBouv n eAAXIOTN TaxUTNTA 1) TO QOPTIO TOU epyaAEiou, N PEYIOTN
TTAPANOPPWON 1] N dIAPKEIA KAl OTIG TPEIG KATEUBUVOEIG.

Process Parameters I Die Distance I

—General

Process Duration |El

Primary Die Displacement X ID

—Advanced

Min Velocity of Primary Die X |D mm./sec

Max Load of Primary Die X [0 M

Mz Strain in any element |ﬂ

2xAua 3.5 : Eicaywyn kpirnpiwy SI0KOTTAS TG TTPOCOH0IWoNG

210 oxAua 3.6 @aivetal To TTAPABUPOo €Icaywyng Twv KpITnpiwy avadlakpIToTioinong. Z1a
KpITpla autd cupTtrepIAapBavovtal Ta €€AG: AvadiakpITOTToinan PE PEYIOTN XPOVIKA augnon A
METABOANG TNG Kivnong Tou epyaAciou A pé€yiotou BAuartog tng diadikacoiag r atméAuTou N
OXETIKOU Bd&Boug KOTTAG (UETPOUNEVO aTTO TO €PYOAEI0 WG TO WEYIOTO UWOG TNG €AeUBePNG
EMMQAVEIAG TOU TEPAYiOU).
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——
@‘ Simulation Controls — - Iﬁ
i — i . s
Object | 1 - Workpisce - (’?
J Cancel

Remeshing Triggers
Interference Depth

=
o
2

It 4
2]

1]

=l

&

(" Absolute (¢ Relative
B

0.7

@/]’ teration

S Maxdmum Stroke Increment |0 mm

% Process Condtions
Madmum Time Incremert |0 sec

Advanced . <

Maximum Step Increment |0 =

@ Control Files

|

2xAMa 3.6 : Elocaywyn KpItnpiwy avadiakpITotroinong

2710 TTapaBupo oTo oxAua 3.7 yiveral n eMAOYA Tou €MAUTN KAl TNG ETAVOANTITIKAG HéBodou
KaBwg Kai n diaxeipion Twv c@AAPATwyY TNG ETTAVAANTITIKAG HEBGOOoU eTTiAUGNG.

O aAyo6pIBuog €TTIAUONG apaIWY UNTPWWY gival YIa aTTeudeiag HEBODOG TTOU KAVEI XPrion Tou
apaiou untpwou TG FEM povrteAotroinong yia va BeAtiwoel tnv taxutnta emiAuong. O
EMAUTNG ouluywv KAicewv (conjugate-gradient) TTpooTradei va AUcel 10 TTPORANUA Twv
TTETTEPACPEVWY OTOIXEIWV PE TNV eTavaAnTITIKG péBodO TTpocéyyiong otnv emmiAuon. lMNa
opiopéva TTPoRARuaTa, autdg O €TMAUTNG TTPOCPEPEI TEPAOTIO TTAEOVEKTAUATA OE OXEON ME
TOV €MAUTN APAIOV UNTPWWYV. AUTA T TTAEOVEKTAMATA £XOUV VO KAVOUV JE TTPORAAUATA OTO
oTroia uTTdpxel TTAPAa TTOAU PEYAAOG apIBUOG OTOoIXEIWY KAl OTAV oudia TTPOCPEPEI TTOAU
ypriyopn €mAUonN.

Etriong vivetan emAoyf avdueoa o€ dU0 eTavaAnTimikég ueBodoug, Tn Newton-Raphson kai
TN u€BodOG atreubeiag emmiAuong (Direct).

H Newton-Raphson cuvioTtaTal yia ta TepIccoTepa TTPORAPATA, OI0TI OUYKAIVEl YEVIKA HE
AiyoTEpEG eTavoAqwelg aTté TIG AAAeg dlabéaiueg peBddoug. QoTéo0, o1 AUoeig gival TTIo
mMBOavd va unv cuykAivouyv e T HEBodo auTh atod OTI e Tnv AAAn puébodo.

H péBodog artreuBeiag etriAuong eivar 1o TBavoe va CuykAivEl OTO OCWOTO ATTOTEAECUA OE
oxéon pe TN pEBodo Newton-Raphson aAAG atraitei yeEVIKG TTEPICOOTEPEG ETTAVAANYEIG.
Etriong oe mepiTrtwon pe mopwdn UAIKA, n HEBodog artreubeiag etmiAuong eival n povadikn
MEBODBOG TTOU PTTOPET Va £TTIAEXOEI.

210 TTPOBAANATA TTOU TTPOCOMOIWVOVTAI OTNV E€PYOOia AUTA, Ta OTOIXEIa €ival avaueoa

70,000 ka1 80,000. MNa Tov Adyo autd £yive xprion Tou apaiol €TIAUTA (Sparse solver) kai yia
eTTavaAnTITIKY HEBOBO eTAEXTNKE N PEBODOG atreuBeiag emiAuong (Direct).
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Deformation | Tempersture

—Saolwer

" Conjugate-Gradient

¥ Sparse

teration Method
+ Direct teration
(™ Mewton-Raphson

—Convergence Emor Limit
Velocity Emor
Force Emor

Band Width Optimization

¥ Deformation

ZxNua 3.7 : KaBopiopdg eTavaiiyewy.

2710 TTapdBupo oto oxAua 3.8 emAEyeTal 0 €TMAUTNG TTOU UTTOAOYICEl TIGC BEPUOKPATIEG KATA
TNV KOTEPYQOia. TNV oudia 0 apaidg AUTNG (sparse solver) gival kal 0 povadikog TTIAUTNG yia
TTpoPAnpaTa pe Bepuokpacies. Etmiong emAéyetal To Bandwidth optimization. To Bandwidth
optimization BeATiwwvel TO Xpovo eTTiAuong BEATIOTOTTOIWVTAG TN dOUIN TOU TTiVOKA KOTA TNV

etiAuon. AuTr n €TIAOYI TTPETTEI VA XPNOIYOTIOIEITE OXEDOV YIO OAA T TTPORANMATA.

Deformation Temperature |

—Salver

¥ Sparse (" Conjugate-Gradient {~ Skydine

—Band Width Optimization

[v Temperature

Zxnua 3.8 : Elcaywyn Twv ouvenkwy KaTtepyaaoiag

210 TTapdbupo oto oxAua 3.9 emAfyovral oI ouvlnKkeg Katepyaoiag OTTwG Bepuokpaaia
TePIBAANOVTOG Kal cuvTeAEDTH peTAdoong BepudtnTag. O cuvBnAKeS AUTEG PTTOPOUV va gival
oTa0epég A va PeTaBAaAAovTal cUVOPTACEI TOU XPOVou.
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Heat Transfer IDiFFusion |Induu:.1ion ICnnstant I

Environment Temperature

f+ Constant IZD C

£ Function of Time iff Define...

Convection Coefficient
+ Constant ID.D2 N/sec/mm./C

¢~ Function of Temperature f Defing. .

2xNua 3.9 : Elcaywyr Twv ouvenkwy KaTepyaoiag.

210 TTapdBupo oto oxAua 3.10 utropei va gilocaxBei ) va oxediaoTei (yia atmAd opBoywvia 1
KUAIVOPIKA QVTIKEIMEVA) N YEWMETPIA TOU KATEPYACOUEVOU QVTIKEIUEVOU. AANAEG €TTIAOYEG
TepINaUBAvouv Tov €Aeyx0 Kal TNV €mMOIOPOWON TNG YEWMETPIAG. TNV TTapoloca epyacia
€I0NXON TO QVTIKEINEVO TO OTTOI0 OXEDIAOTNKE OTO TTPOYpAPua Inventor Tng Autodesk kai
ammoBnkeuTnKe o€ HopPPA stl.

Object  |(3) Bottom Die 4
E"-a ' I Examine | Symmetric Suface | Poly/Point Deletion | Options I
General
) (= Import Geo... | @ Extract Border | (5] Bxdract Mesh | Geo Primitive ... |
Geometry
= Check GEO | Check Interception | FixGEO |
Mesh
- Reverse GEO | Show/Hide Nomal | Sttch GEO |
Mowvement
+
+
Bdry. Cnd
Properties
@ [~ Assign the filename to the object name whils loading geometry
Advanced
H save Geo . | 2 Delete Geo |

Zxnua 3.10 : MepiBaAAov eiIcaywyng YEWMETPIOG

210 oxAua 3.11 eicdyovTal Ta KPITHPIA WE Ta OTToia dNIoUPYEITal TO TTAéyUa KaBwg Kal Ta
KpiItipla avadiakpitotroinong. H dladikacia NG dlakpitoTroinong WTTopei va  yivel gite
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atmoAuTa, opifovtag eAAXIOTO Kal PEYIOTO PEYEBOG oToIXEiwv KABWG Kal Tov AGyo TOug, €iTe
OXeETIKA KaBopifoviag amAd 1o TTOCO TTUKVO Ba cival 1o TTAéyda atmd Tov apIBud Twv
oToIXEiwv. INa Katepyaoieg KOTAG 0 AOyog auTtdg TTPETTEN va gival attd 7-15.

Object |(3) Bottom Die 2
=2 Mesh Type
General {+ Tetrahedral mesh {— Brick mesh
D
Geometry  Tools Detailed Settings Remesh Criteria
&=
T
Mesh e
o {* System Setup " User Define
Movement
i General | Weighting Factors | Mesh Window ] Coating ]
1=t
D Type Number of Elements [32456
- -
. Qi Tz Size Ratio |?
Froperties
Advanced f+ Min 21821

~ Absolute

[v Finer intemal mesh

Surface Mesh ‘ Solid Mesh | Default Setting | Show Mesh

ZxNua 3.11 : MepiBaAAov dnuioupyiag TTAEypaTOg

To mpdypaupa divel emtiong Tn duvardtnTa va opioTei éva Mesh window o€ Trepioxn TTou givai
emMOuUUNTO va uTtdpxel HeyaAuTepn akpifeia. To apdBupo autd Xwpilel TN CUYKEKPIUEVN
TTEPIOXN ME TTIO TTUKVO TTAEYMO. ZUYKEKPIYEVA XPNOIKoTToINBRAKav duo TTapdBupa. To £va cival
€vag KUAIVOPOG, OTTWG QAiVETE Kal OTn TTAPOKATW €IKOVA, TO OTI0I0 XPNOIMOTIOINBNKE yIa
peyaAuTepn dlakpiToTroinon TTavw oTnv KaTepyagduevn em@aveia. Emiong, €i0Ax0n kal éva
OelTEPO TETPAYWVO TTAPABUPO AKPIBWG OTNV TTEPIOXH OTTOU yiveTal n €ma@r HETALU TOu
gpyaAgiou pag Kai TnG KaTepyalopevng. Z1a duo autd TTapdBupa 0 AdYyog Twv OTOIXEIWV PJECT
oTa TTapdBupa TTPOog auTdv £¢w aTTd Ta TTapdBupa £xel opioTei 0,2. Emiong, Ta Tap&bupa
auTtd akoAouBoUv Tnv Kivnon Tou KOTITIKOU gpyaAgiou Kal oTnv ouaia KivouvTal padi.
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Object |1) Workpiecs 2
2 Mesh Typ
General ’7 % Tetrahedral mesh " Brick mesh

O
Geometry  Tools | Detailed Settings | Remesh Criteria

BB

Mesh Trpe

o {* System Setup " User Define
Movement

3 General | Weighting Factors | Mesh Window ICoating I

ot
Bdry. Cnd. i N

Windows Size Ratio to Blem Outside Window [0.200001

Window 1 Vo
Properties gaiy

@ Follow |3— Bottom Die LI
Advanced

Iﬂ Iﬂ ID mm.sec
%| -=-| t | L3 |

¥ Finerintemal mesh
Suface Mesh | Soid Mesh | Default Setting | Show Mesh

| 1msec |DER]RM—31}—Hemomsnr

ZxNpa 3.12 : MepiBaAAov eicaywyng Mesh window

ZxNMa 3.13 : MNepiBaAAov pop@oTroinong TTAEyUATOG



Object

2

General

]
Geometry

&
Megh

=

/
Mowvement

1
+ii
Bary. Cnd.

Froperties

&

Advanced

Specifications

{* Defined " User Routine
Defined

{* Constant "~ Function of time

{~ Function of stroke

Congtant value [159 mm.sec

" Proportional to speed of other object

|(3) Bottom Die 2
I Rotation
Type
(+ Speed " Hammer {~ Mechanical press  Sliding die
{~ Force ™ Screw press {” Hydraulic press
Direction
& X Y O Z O Other [1 o [0
© -X O -Y -7 Cumentstroke [2.3865374 |0 [ mm

2| & B & tare |

3 X

Zxnua 3.14 : MepiBaAAov eicaywyng TNG KIVAUATIKAG Yia euBUypauun Kivnon

To TapdBupo oT1o oxAua 3.14 emTPETTEl TRV €I0AywYn KivnNong OTa QvTIKEIPEVA OTTOU OThV
TTEPITITWOT TToU €€eTAETAN €ival TO KOTITIKO gpyaleio. O1 KIVOEIG UTTOPOoUV va opIoTOUV EiTE
ME METATOTTION €iTE PE TTEPIOTPOPN. YTTdpxouv TTOAAOI TUTTOI KIVAOEWV avAaAoya HE TNV
KATEPYOOIiQ TTOU TTPOCOMOIWVETAI. 2TNV TTEPITITWON AUTH XPEIAZETal PIa Kivnon WETATOTTIONG
Kal pia Kivnon mepIoTPo@ng. H Kivnon NG METATOTTIONG OTNV €6€TACOMEVN TTEPITITWON €ival N
TPéwaon Kal OTTWG @aiveral oto oxnua 3.14 civalr euBlypauun Kivnon oto dgova X Kal Pe
Tpoéwon 15,9 mm/sec. Evw oto oxAua 3.15 mmapoucidleTal n TePICTPOPN, N oTToia €ival n
Kivnon TTEPIOTPOPAG TOU KOTITIKOU epyaAciou. ETTiONG, o1 KIVIOEIG QUTEG JTTOPOUV VA PNV gival
oT00epEG aAAG va peTaBaAAovTal Ye Tov XPOVO A PE TN PETATOTTION K.ATT..

Object

2
General

0
Geometry

==
Mesh

7

[
Movement

P
-

Bery. Cnd.

=
.

Properties

&

Advanced

|(3) Bottom Die

Translation | Rotation l

=

Rotation 1

Type Angular velocity

(" Torque {* Angular velocity |Constar|t ﬂ |1I}D_D|}?
Pods

rad/sec ﬁ’

CRCY CZ ¢ Oter [0 |0 |-

Curent angle

=X Y & -Z Center [0 [40 [o iy 762563 rad
L)

Rotation 2

Type Angular velocity

(" Torque % Angular velocity ||| Constart | |0 rmd/sec

Posis

CX CY CZ & Other [0 0 0 Curent angle

O -X € -Y  -Z Certer [19969535 [4093255 [49502 K 0 rad

=| B B 8 rvere |

3 ¥

ZxNua 3.15 : MepiBaAAov eicaywyng TNG KIVAUATIKAG YIa KUKAIKA Kivnon
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To mapdBupo Tou oxAUaTog 3.16 €I0AYOVTal Ol OPIAKEG OUVOAKEG TWV QVTIKEIMEVWY. ZE
auTég TTEPIAAUPBAvVOVTAI Ol CUVONKES TaXUTNTOG 1 AvTIOTOIXA €10Qywyr TTAKTWOEWYV, TTiEONG,
OuvApewy, KIVAOEWY, ETTAQNAG, HETAdoOoNG BepudTnTag K.ATT.O

Obect  [{1) Workpiece =
= B.C. Type -] Boundary Conditions
General | Symmetry Velocity |0 mm/sec
) : | Symmetry plane _ -
Geometry <% Rotational symme Function | Maone J Edit
e Deformation Direction
cx v ez
Mesh -7 Fixed
23 Y, Fixed
Movement e ¥ Fieed
1 P’g Pressure
T . F1
Bdry. Cnd F g Force
Mg Movement
= -~ Bl Shrink Fit 51:'4} Him Intempolate & Initialize
Properties :
- s Cortact
@ - Beqginning Surface
Advanced - Free Surface
""@}-‘«:Ivanced
Themal
"% Heat Exchangs v
E‘O Temperature
4 Heat _
‘I‘g Heat Fux
4 3

ZxNMa 3.16 : MNepiBaAAov eiIcaywyng OPIaKWY OUVONKWY € KAOE aVTIKEIUEVO

210 TTap&Bupo Tou oxNuartog 3.17 eiodyovtal ol IBIOTATEG TOU AVTIKEIMEVOU OTTWG PUBHOG
TTAPANOPPWONG. TEAIKOG OYKOG META TNG KaTEPyaoia, KaBWG Kal GAANEG 1810TNTEG OTTWG

OKANPOTNTA KaI BEPMIKES 101OTNTEG.

Object  |(1) Workpiece 3
= Deformation l Themal ] Fracture ] Hardness Induction Heating Rotational £ 4 | »
General
O Average Strain Rate  |1109.23 1/g  ~Creep Calculation
Geomety  Limiing Strain Rate  [11.0923 15 | o MNotAdtive
252 " Active
Mesh Vaolume Penalty |‘|e+I}E
H Target Volume EF Initial Guess, Use
Mowvement
. {* Mot Active { Plastic Solution
-
Bary. Crd. (" Active " Hastic Solution
|: ——5, . {* Previous Step Solution
Properties
@ I Compensate during remeshing
Advanced

ZxAua 3.17 : MepiBaAAov eicaywyng IDIOTATWY TOU QVTIKEIMEVOU.
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210 TTapaBupo Tou oxAuatog 3.18 ueTakivoUvTal T QVTIKEIMEVO WOTE va €pBouv OTnv
emBupunT 6éon. H emAoyn auth gival kaBopioTikAG onuaciag kabwg 1o Deform épxetal otn
Baoik Tou £kdoon Xwpic PBIBAIOBAKN €TAOYNG TTPpoKaBopIoPEVWY  epyaAsiwv. ETol n
TOTTOBETNON TWV QVTIKEIUEVWY OTN owoTh B€on yiveTal hia oxXeTikG etTitrovn diadikaoia yia
TOV XPAOTN apoU dev UTTAPXE! ETTIAOYT WOTE AQUTA VA YiVEl QUTOUATOTTOINUEVA.

i B

Positioning object |'I - Workpiece ﬂ
Method Cffset type
f* Distance vector (mm)
i~ Drag
% (1 Y [0 z o
- )
 Drop Two points
Fom X |0 Y |0 z|o
& Offset To X |0 Y |0 z|o

" Interference

" Rotational

OK Applhy Coupled Positioning

2xAMa 3.18 : ZXETIKN TOTTOBETNON TWV AVTIKEIYEVWV

To oxnua 3.19 &¢ixvel 10 TapdBupo €MAOYNG TwV UAIKWYV. 2TO KATW PEPOG KABWG Kal OTIG
ETAVW KOPTEAEG MTTOpPEl va eloaxBei TTANBWPA 18I0TATWY TOU UAIKOU. 2TO OUYKEKPIUEVO
TTPORANUa To UAIKO TOU Tepayiou emAEyeTal va gival To AlISI-1060 TTou €ival To avtioToixo Ck-
60. H kartepyaoia éyive pe xaAuBa Ck-60 yia autd avapéveralr Kamola atroékAion oTa
ATTOTEAEOPATA JAG O€ OXEON KE QUTA TTOU TTPOEKUWAY aTTd duvapouéTpnon.

Material List
AIS11060_machining
Coating-TiC

Phases

Add
Remove
Transformation Load from lib.

Plastic | Elastic lThen-naI ] Diffusion ]Gmin ]Hardness ] Blec./Mag. ]Ad\ranc:ed ] Savein lib.

Import

i

Young's modulus |f|_Temp.} j|
Export

Poisson’s ratio | Constant j | 03

| f(Temp.) j |

Themal expansion

Reference temp. |2D Copy prop.

Unit conv.

i

ZxAua 3.19 : MepiBaAAov eTIAOYNG UAIKOU Kal KaBopiopoU Twv IDIOTATWY
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To oxAjua 3.20 deixvel 10 TapdBupo €1I0AYWYAS TWV PNXAVIKWY IBI0TATWY TOoUu UAIKOU. To
UAIKO TTou BiaAéxtnke AISI-1060 trapatnpouue OT11 divel dedouéva yia €va PeydAo €Upog
puBpoU TTaPaAuOPPWONG.

H 1don diappor|g Tou GUYKEKPIPEVOU UAIKOU BiveTal wg €EAG:
T=06(EET)

oTTOU:

= Tdon dlappPong

= TTPAYMATIK TTAACTIKA TTAPANOPPWOT

= TTPAYMATIKOG PUBUOG TTAPANOPPWONG
T = Beppokpaoia

ral- ral o)

O1 Tipég Twv Tdoewv TTou Oev KOAUTITOVTAl aTrd Ta dedouéva uttoAoyifovtal atmmd auTd PHEow
YPOUMIKAG TTOPEUPBOANG 1 HEOW YPOUMIKAG TTOPEUBOANG O€ AOYapIBUIKO XWwO.

Current Data ] Conversion l
Flow Stress
Temperat] | Strain Rate| - Strain | - Apply |
1 20) 1 0.m 1 0 z I
ance
2 100 01 0.05 4
3 200, — 1 01
4 300 10 02
5 a0, =[5 w00 =[5 04 ~|
8 |ngert | Fm Add | g Delete | X Delete Al |
Fixed Entry
¥ Temperature "~ Strain Rate 20 -
¥ Bz Interpolation
i~ Strain Rate @ Strain i~ Linear f* Log
Strain Rate
Plot Int.
0.01 0.1 1 [10 u
0 664.1266 692.80478 72272133| 7 Edrapolate +
0.05 817.56075 852 36445 88969272 3
0.1 857.20306 935.9459 576.36173 1
0.2 584 6037 1027.1207 1071.4736 1
. 0.4 1080.5184 11271771 1175.8507
Strain
0.7 1164.7311 1215.0263 12674933 1
1 1221.7978 1274.5573 1325.5945 1
5 1516.1328 1581.6022 1645.8986 1
< | 2

L J

ZxNpa 3.20 : MNepiBaAAov KaBopIoPoU TwV PNXAVIKWY I810TATWY TOU UAIKOU

210 Deform o1 TAO€IG KOl Ol TTOPOUOPQPWOEIG OTTEIKOVICOVTAI WG Ol TIPAYMATIKEG Kal
uttoAoyifovTal CUPPWVA PE TOUg €€M1G TUTTOUG:

Effective (von Mises) Stress

| . 2 - P - - P - ]
Hoy—oy)*+ (0, —02)" + (0, — 0, )" + 6( T + Ty + T2)

_ 1
o=— |0,
V2N
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Effective Strain

_ A2
5=3

f ] ] ]
ViEr —22)" + (22— 23)° + (g3 —51)°

To Deform ypnoiyotolei oToug uTToAOyIGUOUG Tou Tnv Taon Olapporis. H péBodog Tou
oTEPEOU TTOPAUOPPUCIKNOU OAKIPOU Kal I00TPOTTOU UAIKOU gival yvwoTh atrd Tnv aviox Twv
UNIKWV Kal ouvowideTtal oTo TTapakdtw didypapua. Etiong AauyBdaveral utr owiv n JETOBOAN
TWV PNXOVIKWY I8I0TATWY Tou UAIKOU OuvapTAceEl Tng Bepuokpaciag kal tou pubBuou

TTapauépPwaong.

o] -

War N

/ &
-

Initial stress required for an
increment of deformation is
simply the yield stress

Stress-5Strain Curve

After deformation, work
hardening increases the stress
level required to produce
additional deformation

Stress-Strain Curve

VS. VS
Temperature Strain Rate
o o

Increasing
Strain Rate

Inereasing

Temperature

£ &

2xAMa 3.21 : Alayp&uuaTa TAOEWY - TTOPANOPPWOEWYV

To TapdBupo Tou oxNPATOG 3.22 EMTPETTEI TNV ElI0AYWYH TWV IOI0TATWY ETTAPRG METAEU TWV
UAIKWV. Me autdv Tov TpdTTO €lod@yovTal oI TINEG yia TNV TPIRH 1) TOV OUVTEAEOTH peTGdooNg
BepudTNTaC K.0. ETTioNG, 0€ TePITITWON TTOU TA 2 AVTIKEIMEVA AKOUUTTAVE TO £€va PE TO GAAO
UTTapxel PUBPION QuUTOUATNG avayvVWEIONG TNG ETTAQNG Kal €1I0aywYynAS Twv KATAAANAwvV
OuVONKWV.
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IStick I Relation{Master-Slave) | Sep. | Friction | Inteface H

(1) Workpiece - (1) Worpiece YES ~ Shear 0.5 45

(3) Bottom Die - (1) Workpiece YES ~ Shear 0.5 45

| 2]

;‘f Edit... | Apply to other relations

Master I 1 - Workpiece ;I ﬁ

Cancel

—Contact BCC ——
Tolerance

0.0002 = mm

(Generate

Generate all

Initialize

184

Slave I 1 - Workpiece |

[~ Sticking condition

2xNua 3.22 : Kabopiopog XapaKTNPIOTIKWY ETTAPAG

Restore mesh &
contact BCC

To TTapdBupo oTo oxnua 3.23 deixvel ToV autOuaTto EAeyX0 Twv deOOUEVWY Kal TN dnuIoupyia
NG BAONG TWV TEXVOAOYIKWY TTANPOYOPIWY TNG TTPOCOoUoiwonG. H diadikaoia auTh TTpETTel va

Yivel agou £xel oAokANpwOei N povteAotToinon Tou TTPORAANATOG.

. 0900000 e

= New

Data Checking
(@) Done checking
0 Database can be generated

(7] Generating database
= @) Number of objects, 3
Elo Initizlizing database
' & Real amay size required 43915913, allocated 4331513
& Integer amay size required 1181664, allocated 1181664
----@‘Genemﬁng simulation controls
n (Generating materal properties
- il Generating object data
----C%Genemting inter-object data
- [l Genersting inter-material data
- ) Writing database
- () Done writing database

Stored | 1750

ZxNMa 3.23 : Anuioupyia BAong TexVOAOyIKWY dESOUEVWV TTPOCOUOIWONG

33



3.3.3 AvaAuon TA0EWV OTO KOTITIKO EPYOAEio

‘Eva epyaAeio Tou TTpo-eTTeEpyacTh ival kal n avdAuon Tdocwv 010 KOTITIKO £pyaAgio (Die
Stress Analysis). Autd To epyaAcio BonBdasl oTov UTTOAOYIOWO Twv TACEWV TTAVW OTNV
KOTITIKA akuA. MNa va oTnBei éva TEToIo TTPOBANMUA TTPETTEI TTPWTA VA £XEI TPEEEI Eva TTPORANUG
TTPOCONOIWONG KATEPYOOIAg Kal META YIA £va OUYKEKPIMEVO BrKA TOU va Yivel 0 UTTOAOYIOUOS
TWV TAoEWV TTAvw OTO epyaAcio. MNa va avoitel 1o Tpoypauua emAéyeTal To Die Stress
Analysis TTou BpiokeTe de€Id TTAVW OTNV KEVTPIKA 086vn. OTav 1o avoiyel, divetal éva Ovoua
yIa va JTTOPEi va To a1roBnkeuBei OTTwG Qaiveral oTo oxfua 3.24.

¥ Problem Setup 2

Problem Loading

{* Mew wizard problem

Problem 1D |Die_stress_:'—‘«nahrsis_T00|
= Open with keyword and wizard files

" Open with database and wizard files

< Back | Mesd = Cancel

2xAua 3.24 : Eicaywyn ovéuatog TpoBAfHaTog
O1 tdoeig uttoAoyidovTtal yia Tn XPOVIKI OTIYUR TTOoU gu@avifovtal o1 HEYOAUTEPEG OUVAUEIG
KOTTAG. MNa autdv Tov Adyo TTpéTrel TTpwTa va Bpedei o€ Toio Bripa ep@avidete n PeyaAUuTEPN

duvapn oto TTPORANua oTo otroio uttoAoyifovTtal autég ol TAoEIG. To TTPWTO BAKA O€ AQUTAV
TNV £Qapuoyn eival va dlaAexTei To cwoTo database.

Deformation Database

Select the deformation database and the step to be analyzed.

|i||ingf'1 SAIS1_4140_machiningf«enourgio 1-2008.0B Browse...

Select a step
Dpemtiur| Step | Time | Die strc:kfl Mesh Nu| ¥ Fold | -
1558 0134 0.000 [v]
-1555 0134 0.355 384 [v]
2000 0134 0.000 [v]
2004 0135 0.000 [v]
-2005 0135 0.858 385 [v]
2007 0135 0.000 [v]
-2008 0.135 0.859 386 [v]

Close opr | End == | < Back Mext >

ZxNua 3.25 : EmAoyA TTpoBARPaTOS Kal BAPATOg
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270 €TTOUEVO OTAdIO ETTIAEYETAI TO QVTIKEIMEVO OTO OTTOI0 Ba yivel N avdAuon TAoewv KaBwg
Kal TIG ID1I0TNTEG TIG OTTOIEG £XEI TO EPYAAEIO. Z€ AUTO TO ONMEIO ETTIAEYETAI TO KOTTTIKO €EPYAAEio.

Object Selection

Select the object(s) for which the die stress is going to be analyzed.

Mo | Mame Type Entity Modes Elements

1 Workpiece FLASTIC O-0 11507 51313
3 Bottom Die RIGID  316-632 3271 33304

Close opr End == < Back Mext =

ZxNMa 3.26 : EmAoyA avTiKEInEvou TTPOG avaAuon

Mame I Bottom Die

Temperature |20 ~ 70 C

Ohject Type
|7{'3' Elastic " Rigid

Import Object

Delete Object

Close opr End == < Back Mext =

2xAua 3.27 : Eicaywyn Tou avTiKEIuEVOU Kal BaCIKWV IBIOTATWY Tou
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Size ratio |5

Mumber of Solid Elements

e s

|5mm 3: W Preview |

Generate mesh

Close opr End == < Back Mext =

ZxnMa 3.28 : EmAoynA Tng dlakpiTotroinong

210 e€mopevo Brua eivalr To Deformation BCC oTo otmoio Trpétrel va opioTei To onueio oTo
OTTO0i0 OTNPICETaI TO EPYAAEID. 2TN TTEPITITWON AUTH €ival N OTTA N OTToIa BPIOKETAI OTO KEVTPO
Tou KOTITIKG gpyaAeiou éTTwg @aiveTal kal oto oxAua 3.30.

Deformation BCC

BCC — Fi direction
Symmetry X
Welocity

¥, Fied L0y
¥, Fied r Z
Z. Fixed
Shirk Fit 0 X2

o |

Close opr | End == < Back Mext =

2xAua 3.29 : EmAoynA onueiou oTApIENG TOU KOTITIKOU
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2xnua 3.30 : EmAoyn onuegiou OTrPIENG TOU KOTTTIKOU

To emmduevo oTAdIO €ival n €TMAOYR TOU UAIKOU YIO TO QVTIKEIMEVO OTTWG QaAiveETal KAl OTNV
TTapakdTw oxnua 3.31. ¥& autd uTTdpyxouv dIAPOPES ETTIAOYEG OTTWG TO UAIKG atrd Tn Bdon

0edouEVWY TOU TTPOYPAUUATOG, N €l0aywyrh evOG UAIKOU ) akOpa Kal n dnuioupyia UAIKOU
atrd Tov XpnoTn.

Die Matenal

Import material from library
Impart materal from file
Create new materal

Edit cument material

Delete selected matedal

2 - Coating-TiC

Close opr End == < Back Mext =

2xAua 3.31 : Eicaywyn uAikou

270 €TTOUEVO Bripa €10AayovTal oI QUVAUEIG KOTTEIG atTd TO OOKINIO OTO KOTITIKO YA VO UTTOPETEI
TO TTPOYPAUMA VA UTTOAOYICEI TIG TAOEIG KOTTAG.
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Force Interpolation

Interpolate force Tolerance ID.E'IEE?E 'ﬁ‘ |

Close opr End == < Back Mext =

ZxAua 3.32 : Eicaywyn Twv duvdpewy

MeTd Tn peTaBifacn Twv SUVAPEWY PTTOPOUV VA OTTEIKOVIOTOUV Ol QUVAUEIG HECT OTO TTAEYHO
OTTWG QaiveTal otn TTapakdTw oxnua 3.33.

Force (N)
372

124 W

2xAMa 3.33 : Auvaueig TTdvw oTo £pyaleio
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Otmwg mmapoucidletal oto oxnua 3.34, o€ autd 1o oTddIo uTTdp)XouV BIAPOPES ETTIAOYEG Yia
TNV TTPOCOMOoIWGN, yia To TTOoa Ba eival Ta ouvoAikd Bripata kal kdBe Tméoca PBAPaTa Ba
yiveTal atrofrkeuaon.

Simulation Controls

—Step Control
Starting step number I-'I i’
Mumber of simulation steps |1DD ﬁl
Step increment to save I'H] ﬂ
Max. elapsed process time per step I'I— sec
—Saolver
& Conjugate-Gradient { Sparse

Close opr End =3 < Back Mext =

ZxNMa 3.34 : EmAoy£EG TTpoCOp0oiwaNg

To TTapdBupo oto oxnua 3.35 deixvel Tov autOuaTto EAeyxo Twv deOOUEVWY Kal TN dnuIoupyia
NG BAONG TWV TEXVOAOYIKWYV TTANPOPOPIWY TNG TTPOCOMOoiwaong. AuTd €ival Kal TO TEAEUTAIO
OTAdI0 TNG MOVTEAOTTOINONG Kal PJETA aTTd auTd PTTOPED va TPEEEI KAl va uTToAoyioel TIg TAOEIg
TToU dnpioupyolvTal TTAvw OTO EPYAAEio.

Generate Database

Status: Ready

Check data
(Generate database

Close opr | < Back | Finish

2xnAua 3.35 : ‘EAeyxog kai ammoBrikeuon Tng Bdong dedopévv
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4. MNEIPAMATIKH ENIBEBAIQZH

Ta KEVTPA KATEPYAOTIAG ATTOTEAOUV TIG TTIO KOIVEG EPYOAEIONNXAVESG OTN WNQIAKK KaBodrynon.
Ta TUTTIKG XapaKTNPIOTIKA TOUG €ival:

o Karegpyadovral TTOAUTTAEUPA TEPAXIO PE £va OECINO O€ TEGOEPIG ] TTEVTE TTAEUPEG
XPNOIUOTTOIWVTAG WN@Iakd KaBodnyouuevoug Agoveg.

e [lpayuatotroloUvTal Aol oI TUTTOI KATEPYAOIWY, OTTWG N KATEPYATia TTPOTWTTOU,
n d14GTpnon, n yAUeavon, n KOTA OTTEIpPWUATOG, OTTWGS AKOUA Kal N KaTEpyaoia
OUVOETWY TTEPIYPAUPATWY.

o To amapaitnto K&Be opd epyaAeio ToTroBeTEITAI OTN BE0N KOTTAG PE AUTOUATO
Tpo6T0. O apIBudS Twyv gpyalciwy, TTou atmmodnkevovTal gival cuvABwg atd 30 Ewg
120, e€apTwpevog atrd Tov TUTTO Kal TO PEYEBOG aTToBniKkng.

o YTrooTnpidetal a1rd €EOPTAMATA yId QOPTWON KAl E€KQOPTWON TwV TIPOG
KATEPYOOia TEPAXIWV.

2Tn OUYKEKPIUEVN €pyaaia Xpnolhotroindnke 1o ynelokd kabBodnyouuevo DMU 50 eco Tng
DMG, Ttou gpyacTnpiou MikpokoT ¢ kai KaTtaokeuaoTikKAg Mpocouoiwong Tou TUAPATOG
Mnxavikwy Mapaywynig kai Aloiknong MNMoAutexveiou Kpntng.

4.1 ESoTTAICHOG TTEIPANATWYV
4.1.1 Nevragovikd kévipo Karepyaoiag DMU 50 eco

Ta Treipauata £yivav oto Epyactripio MikpokoTrrig kKai KataokeuaoTikrg Npooopoiwong (m3)
Tou MoAutexveiou Kpntng, oT1o kévipo katepyaaciag Tng Deckel Maho DMU 50 eco.

To kévipo katepyaoiag yevikig xpriong CNC DMU 50 eco cival €COTTAIOUEVO [E 10XUPN
atpakTo péEXP! 8.000 rpm, 83 Nm (40% ED), 1oxU atpdktou 13 kW (40% ED) kai 12 m/min
ypriyopn HETATOTION. TO TTEPIOTPEPOPEVO TPATTECI TOU KABIOTA €QIKTA TNV KATAOKEUN TTOAU
oUvBeTWYV Tepaxiwv kKatepyaoiag. H udpauliky oUCQIEN EPTTEPIEXETAI OTO TTEPIOTPEPOPEVO
TPATTECH KAl N TTEPIOXT) TTEPIOTPOPNG MEXP! TIG 115° (-5° / +110°) KaBIOTA EQIKTEG KAIOEIG PHEXPI
20°. O epyoAeiopopéag pe 16 BECEIG KAl TO ATTOOTIWHEVO XEIPIOTAPIO KABIOTOUV EQIKTH TNV
atmmAf kal vetn ekTéAeon Twv dlOPOPWYV EpYaciwV @paifapiopatog. H kataokeun eival pe
XUTOCIONPO OKEAETO, yia PEYIOTN OKPIBEIO Kal TTOIOTNTA ETTIPAVEIWYV. TO epyovouikd DMG
SLIMIine® Panel pe oB6évn TFT 15", SIEMENS 810D powerline kai Aoyiouikéd ShopMill
KaBIoTOUV €QIKTO TOV ATTAO TTPOYPAUMATIONO Kal TNV TPIcOIACTATN TTPOCOMOIWan.
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ZxAua 4.1 : Kévrpo katepyaciag DMU 50 eco

2xNMa 4.2 : AGoveg Kivnong TnNG EPYAAEIOPNXavig

XapakTnPIoTIKA EPYOAEIOUNXAVAG

Alodpopun oTov agova X
Aladpopun oTov agova Y

Aladpopr oTov dgova Z

2TPOYEG

TUTTOG CUYKPATNONG
EPYaAciwv

MéEy10TOG apIBPOG KOTTTIKWV

MéyioTo BApOg KOTITIKOU
MéEy10TO UWOG KOTITIKOU
MéyioTtn SIAUETPOG KOTITIKOU

Taxeieg TTpowWoEIg

loxUg KivnTipa aTpakTou
MeyioTn duvapn Tpdwong
Poti

AlooTtdoeig Tpameag
Méyiotn didoTaon Tepayiou

MéyioTo Bdpog oTtnv TpdTeCa

500 mm
450 mm
400 mm
20-8.000

CAT40/BT40

16
6kg
300mm
80/130 mm

12 mm/m
13/9 kW

(40/100% DC)
45 kN
83/57,3nm

(40/100% DC)
@ 630 mm x 500 mm

@ 550 mm x 450 mm
200kg

EUpog mrepioTpo@ng Tpdmmedag -5/+110

Mvdakag 4.1 : XapaKTnPIOTIKA EPYAAEIONNXAVHG



Torque [Nml] Power output [kW]

| | L1

40% DC (13kW) |

40% DC (83 Nm) 100% DC (9 kW)

S

100% DC (57,3 Nm) ~:\

<
-c\-
<<

ZxNMa 4.3 : Aidypaupa TG POTIAG Kal TNG 1I0XUG TNG EPYOAEIOUNXAVAG

4.1.2 KoTrTikO epyaAeio
To epyaAcio ouykpdtnong Tmou Xpnolpotroindnke cival Tng ‘Kennametal’ amd 1n ocipd
‘Dodeka’ pe apiBuo6 karaldoyou ‘KSHR40D03R50B25SHNOY’ é1Twg @aiveTal oto oxrjua 4.5.

D1 MAX

I 0 N Y P

40 KSHR40DO3R50B25SHN09 3 25 51 50 107 4.5 15800

ZxNua 4.4 : Kotrmiké epyaheio ‘Dodeka’ kai Tivakag e TEXVIKA XAPaKTNPIOTIKA

To TTapatrdvw epyaleio dEXETAI PEXPI TPEIG KOTITIKEG AKUEG Kal €ival 1I0AVIKO YIO ATTAITNTIKEG
d1adIKaaieg EKXOVOPIONG KAl ATTOTTEPATWONG.

Ta évBeta TTAaKidIa TTOU Xpnolpotroindnkav eival €mmiong Tng ‘Kennametal’ amd mn ocipd
‘Dodeka’ pe apiBud kataAoyou kartd ISO ‘HNGJO905ANENLD’ kai KwdIKO €TTiOTpWONG
‘KC725M'. Eival kataokeuaouéva atrd kapPidio BoAgpauiou, éva kKpdua uwnAAg avioXAg
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METOAAIKNG oUvBeong, Tou Trepiéxel BoAppdauio kai dvBpaka. H emiotpwon eivar atméd
TrponyMévo AITIN, To oTToio €ival KATAAANAO yia YEVIKN | ATTAITNTIKI XPrOon, Yo KaTEpyaoia
aTo0AIoU, avogeidwTou ataaAiou Kal KpAPaTa, TToU avaTrTiooouv TTOAU uwnAr Bepuokpacia
(High-Temp Alloys). H kaAr) BeppikA avTioTaon TOU UTTOOTPWHATOG TO KAVEI 1I6avIKO yia KOTTA
ME 1 Kal xwpig AImmavTikd. 210 oxAua 4.5 @aivovTal Ta TEXVIKA XAPAKTNPIOTIKA TOU KOTITIKOU
epyaAciou.

Api106g kaTtaAdyou katd ISO |KomTIKEG aIXES E

HNGJO0905ANENLD 15.88 6.35 12 1.2

ZxNMa 4.5 : TEXVIKA XapaKTNPIOTIKA KOTITIKOU EpYOAEiOU

4.1.3 Opyavo duvauouéTpnong

MNa T1g duvapoueTpnocelg xpnolygotroBnke duvapoperpo KISTLER 9257BA & povada
eAéyxou KISTLER 5233A1. To duvauOuUETpO aTroTeAEITal ATTO TECOEPIG QIOONTAPES TPIWV
OUVIOTAPEVWY TOTTOBETNUEVOUG UTTO uwnAR TTpO@WPETNON, METAEU MIag TTAAKAG yia BAon Kai
piag TAdkag yia KAAuppa. To duvauduetpo eival avBekTikd oTn diIdBpwon Kal gival
TTpooTaTeupévo aTrd Tn digicduon vepou Pe YeKaouo Kail Ta uypd KoTmG. H Tavw TTAdKa ival
e@odlaopévn YE Eva EIBIKO OTPWHA BEPUIKAG HOVWONG, YEYOVOGS TTOU KOBIOTA TO SUVOUOUETPO
QVETTNEEQOTO OE PEYGAO BABPO OTIC BEPUOKPATCIOKEG ETTIPPOEG. 2TO OUVAUOUETPO gival
EVOWUATWHEVOG €vag TPIKAVAAOG evIOXUTHG. ETTopévwg, To ofua €€6dou 010 SUVAUOUETPO
gival xaunAAg avtiotaong. To duvapoueTpo gival cuvOedEPEVO PE TN POVADda EAEyXOU TUTTOU
5233A1. Z1n povdada eAéyxou uttdpxel n duvaTtdTnTa €TMAOYAG TECOAPWVY TAGEWV HEYEBOUG
duvdpewv og dUo ouddeg (FX, Fy, Fz). To duvapOuETPO Kal N Hovada eAéyxou TTANPoUV TIG
amairjoeig CE oupgwva pe Tnv odnyia 89/336/EOK Ttou ZupPBouAdiou g EE kai
OUMMOP@WVOVTAI JE Ta Biounxaviké TpoTuTIa yia Tov eE0TTAIONOG EMC.
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ZxAMa 4.6 : Auvauduetpo KISTLER 9257BA

100
|

15
o5 60 -03
|

) 70 30 .20 5m
\
T

— | =2 Mi-Siecker 14-19

Milling, grinding

140

20

60

|
o =‘

—H
-4 i
a— |

%5 |25 | %
™ T

TXAUa 4.7 : Movéda eAéyxou KISTLER 5233"

4.2 TuvONKeG KOTTAG

O1wg Tpoava@Eépbnke, TTpAyUaAToTTIOINONKE Wia oeipd atrd 8 TreipduaTta o€ dUo dIaPOPETIKA
OOKiUIa O€ OUYKEKPIMEVEC OUVONKEG KOTING, YIa va PEAETNOei n emidpaon Tng TaxuTnTag
TTPOWOEWG, TOU apIBPOU Twv dOVTIWY KAl TOU akTIvikoUu BdBoug KOTIG oTnv TpaxuTtnTa Tng
TEAIKIG TTPOKUTITOUCAG ETTIPAVEIAG.

To yevIKO TTAGVO TwV TTEIPAPATWY €iXe WG KOIVOUG TTAPAPETPOUG, TNV TAXUTNTA TTEPIOTPOPNG
V=120m/min, 10 agovikd6 PBaBog¢ kotm¢ a,=0.5mm kai 10 UuAikd, TTou eivar CK-60. Oi
UTTOAOITTEG GUVBNKES KOTTNG GAAalav KaTd Tn dIApPKEIa TOU TTEIPAPATOG KAl TTaipvouv TIG €€AG

TINEG:

Mpéwaon ava d6vt (mm/tooth): f,=1, f,=0.8, f,=0.6, f,=0.4
Ap1Bu6g dovTiwv: N=3, n=1

Me autd Ta dedopéva eKTEAEOTNKAV OUVOAIKA 8 TTEIpdPaTa, Ta OTToia £€XOUV OIAQOPETIKEG
OUVONAKEG KOTTAG Kal €ival TOTTOBeTNPEVA O TEOOEPA OIAPOPETIKA TEUAXIA, OTTWG PaiveTal
TTAPAKATW.

A1 \_/ A2
)

Ad

C

44



ZxAMa 4.8 : Tepdyio A atmd uliké CK-60

© /44 O

B2

©, "  ©

2xNpa 4.9 : Tepaxio B atmmd uhiké CK-60

)

B1

(.

C

21a Tepdyia A kal B peAetiBnke n emidpaon Tng TaxUTNTAG TTPOWOEWS OTNV TPpaxUTNTA TNG
TIPOKUTITOUCOG ETTIPAVEING. 2TOV aKOAOUBO Trivaka 4.2 @aivovTal avoAUTIKA Ol OUVOKEG
KATEPYAOIag Twv 8 TTPWTWV TTEIPAPATWY TTOU TTPAYHATOTTOoINONKAav.

Tep. N SP(rpm) FD(mm/min) V¢(m/min) f,(mm/d6vTi)

1 A1 1 955 955 120 1

2 A2 1 955 764 120 0.8
3 A3 1 955 573 120 0.6
4 A4 1 955 382 120 0.4
5 B1 3 955 2865 120 1

6 B2 3 955 2292 120 0.8
7 B3 3 955 1719 120 0.6
8 B4 3 955 1146 120 0.4

Mivakag 4.2 : ZuvBAKES KATEPYATIOG TWV OKTW TTPWTWYV TTEIPAUATWY

To agovikd BaBog koTmg gival t,=0.5mm yia éAa Ta TTEIPAUATA Kal OTTou ‘n’ , 0 apIBPOg Twv
OOVTIWV.
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5. AINOTEAEZMATA

5.1 NeipapaTikd

ApXIKA YiveTal N TTAPOUCIiaCN TWV TTEIPAUATIKWY ATTOTEAECUATWY. AnAadn Ta TTEIpduaTa TTOU
Eylvav aTnV EPYAAEIOUNXAVI) TOU EPYOOTNEIOU Kal TAUTOXPOVA BNVAUOUETPOUVTAV Ol QUVAEIS
KOTTAG. ETeidn €yivav duo oeIpég TTEIPaUdATWY, MIA yIa KOTTA PE éva €vOeTO TTAOKISIO Kal GAAN
MIO yia KOTTH) PE Tpia évBeTa TTAOKIOIO, TO TTEIPAPOTO OEV €XOUV TOV iBI0 TTPOCAVATOAIGHO.
AuUTO o@eileTal aTO yeyovog OTI Oev aAAAXTNKE TO OECIKO TOU DOKIMIOU o€ KABE TTEipapa aAA&
povo otav aAAdgape koTTIKG epyaAeio. ‘ETor n duvapn Fy Tou TpwTou Treipdparog givar n Fy
TOU TPITOU TTEIPAPOTOG evw N Fy Tou TTpwTou €ival n - Fy,tou deuTtepou Adyo TnNG avTiBeTng
@opdag kotmg. Movo yia Tnv F, n otroia €ival n katakdpugn dUvaun KOTTAG ival Koivh yia oAa
Ta TTEIpduaTa.

Ta ammoteAéopata TTAPOUCIAZOVTAl TTPWTA PE VA TTIVOKA O OTTOIOG BEIXVEI TIG OUVONKEG KOTTAG
Kal ETTEITA JE TNV YPAQIKA TTapdoTacn atré To Tpoypaupa Tou duvapoueTpou DynoWare. Z1a
ypagnruata £xel yivel eoTtiaon o U0 1 TPEIG TTEPIOTPOPES TOU KOTITIKOU £pyaAEiou.

SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6vT)

1 A1 1 955 955 120 1

Mivakag 5.1 : YuvBnKeg KOTING

face__milling

Page 1 of 1
Printed on 12. April 2011 at 13:20

M ring File

Path: C:\Documents and Settings\DML\Desktop\xristos_face_milling\1.dwd
Cycle: 10f1

Date: Wednesday, 23 March , 2011 14: 14: 34

Size: 2 446 840 Bytes

Documentation

Remark: range Il : 500N range Il : 1kN

Material: CK 60

Tool: D40 Facemill

ve =45 m/min f=1 mm/rev ap=0.5mm
n =955 rpm vf = 955 mm/min ae =0 mm

Measuring Data

Zoom on face__milling XN

1000~

800+ Fy [N]

6001 Fz [N]
400+

2001

° 152 154 156 158 160 162 164 166 168 1.70

=TTV

-400-

-600- Time [s] Cycle No.: 1
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ZxAua 5.1 : Mpdenua duvAPEwWY KOTTAG

SP (rpm) FD (mm/min) V¢ (M/min) f, (mm/d6vTi)

2 A2 1 955 764 120 0.8

Mivakag 5.2 : ZuvBnkeg KOTING

face__milling
Page 1 of 1
Printed on 12. April 2011 at 13:23

Measuring File

Path: C:\Documents and Settings\DML\Desktop\xristos_face_milling\2.dwd
Cycle: 10f1

Date: Wednesday, 23 March , 2011 14: 16: 21

Size: 2 446 840 Bytes

Documentation

Remark: range Il : 500N range Il : 1kN

Material: CK 60

Tool: D40 Facemill

vc =45 m/min f=10.8 mm/rev ap =0.5 mm
n =955 rpm vf = 764 mm/min ae =0 mm

Measuring Data

face__milling

Zoom on
400+

300+ Fy [N]
100+ Fz [N]
0

100 5.020005.040005.060005.080005.100005.120005/140005.160005.180005_.20000
-200
-300-
400
-500
600

-700- .
Time [s] Cycle No_: 1

Fx [N]

2xnua 5.2 : Fpdenua duVAPEWY KOTTAG
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SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6v)

3 A3 1 955 573 120 0.6

Mivakag 5.3 : ZuvBrKeg KOTIAG

face__milling
Page 1 of 1
Printed on 12. April 2011 at 13:26

Measuring File

Path: C:\Documents and Settings\DML\Desktop\xristos_face_milling\3.dwd
Cycle: 10f1

Date: Wednesday, 23 March , 2011 14: 18: 10

Size: 2 446 840 Bytes

Documentation

Remark: range Il : 500N range Il : 1kN

Material: CK 60

Tool: D40 Facemill
vc = 45 m/min f=0.6 mm/rev ap =05 mm
n =955 rpm vf = 573 mm/min ae =0mm

Measuring Data

face _milli
Zoom on —_— ng Fx [N]

500- Fy [N]

Fz [N]

8.020008/040008.060008.060008. 100008 120008_14G008_160008_180008.20000

Cycle No.: 1

Time [s]

2xnua 5.3 : Fpdenua duVAPEWY KOTTAG
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SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6v)

4 A4 1 955 382 120 0.4

Mivakag 5.4 : £uvBrKeg KOTIAG

face__milling
Page 1 of 1
Printed on 12. April 2011 at 13:29

Measuring File

Path: C:ADocuments and Settings\DML\Desktop\xristos_face_milling\4.dwd
Cycle: 10f1

Date: Wednesday, 23 March , 2011 14: 19: 29

Size: 2 446 840 Bytes

Documentation

Remark: range Il : 500N range Il : 1kN

Material: CK 60

Tool: D40 Facemill

vc =45 m/min f=0.4 mm/rev ap=05mm
n =955 rpm vf = 382 mm/min ae =0 mm

Measuring Data

face__milling
Zoom on - Fx [N]
300+
Fy [N]
200+
100- Fz [N]
0= SR
8.12000
-100+
_200-
-300+
-400- B
Time [s] Cycle No.: 1

2xnua 5.4 : F'pdenua dUVAPEWY KOTTAG
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SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6v)

5 B1 3 955 2865

120 1

Mivakag 5.5 : ZuvBrKeg KOTIAG

Measuring File

face__ milling
Page 1 of 1
Printed on 12. April 2011 at 13:17

Path: CADocuments and Settings\DML\Desktop\xristos_face_milling\1.dwd
Cycle: 1 of 1
Date: Wednesday, 23 March , 2011 14: 14: 34
Size: 2 446 840 Bytes
Documentation
Remark: range Il - 500N range Il : 1kN
Material: CK 60
Tool: D40 Facemill
vc = 45 m/min f=1 mm/rev ap = 0.5 mm
n = 955 rpm vf =955 mm/min ae =0 mm
Measuring Data
face___milling
Zoom on Fx [N]
8004
Fy [N]
600+
Fz [N]
4004

o

AN

-400-

-600-
Time [s]

sz\/WV\/\/\/\/\f\/\/T/\/

Cycle No.: 1

2xnua 5.5 : Fpdenua duVAPEWY KOTTAG
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SP (rpm) FD (mm/min) V¢ (m/min) f, (mm/d6vTi)

6 B2 3 955 2292 120 0.8

Mivakag 5.6 : ZuvOrKeg KOTIAG

6

Page 1 0f1
Printed on 12. April 2011 at 13:35

Measuring File
Path: C:\Documents and Settings\DML\Desktop\xristos_face milling\6.dwd
Cycle: 1of1

Date: Thursday, 24 March , 2011 13: 14: 48
Size: 2 446 840 Bytes

Documentation
Remark: range Il : 500N range Il : 1KN

Material: CK 60
Tool: D40 Facemill

vc =120 m/min f= 0.8 mm/rev ap=05mm
n =955 rpm vf = 2292 mm/min ae =0mm

Measuring Data

Zoom on Fx [N]
400+

Fy [N]
200 —ve

/\ Fz [N]

TR

-400-+

J

-800-

o

Cycle No.: 1

Time [s]

2xNua 5.6 : Mpdenua duVAPEWY KOTTAG
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SP (rpm) FD (mm/min) V¢ (m/min) f, (mm/d6vTi)

7 B3 3 955 1719 120 0.6

Mivakag 5.7 : ZuvBnKeg KOTIAG

10

Page 1 of 1
Printed on 12. April 2011 at 13:39

Measuring File

Path: C:\Documents and Settings\DML\Desktop\xristos_face_milling\8.dwd
Cycle: 10f1

Date: Thursday, 24 March , 2011 13: 36: 32

Size: 2 446 840 Bytes

Documentation

Remark: range Il : 500N range Il : 1kN

Material: CK 60

Tool: D40 Facemill
ve = 120 m/min f=0.6 mm/rev ap=0.5mm
n =955 rpm vf = 1719 mm/min ae =0 mm

Measuring Data

Zoom on 10

6004
500- N HMN
4001

Fx [N]

Fz [N]
300+

200+

100+

0  210002/220002,230002/240002, 250002/260002.270002/280002,290002/30000
,1m.
_2m-

-300-
-400-

Time [s] Cycle No.: 1

2xnua 5.7 : Tpdenua dUVANEWY KOTTAG
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SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6vTi)

3 955

1146 120 0.4

Mivakag 5.8 : ZuvBrKeg KOTIAG

Measuring File

8

Page 1 of 1
Printed on 12. April 2011 at 13:37

Path: C:\Documents and Settings\DML\Desktop\xristos_face_milling\7.dwd
Cycle: 10f1
Date: Thursday, 24 March , 2011 13: 16: 02

Size: 2 446 840 Bytes
Documentation
Remark: range Il : 500N range Il : 1kN
Material: CK 60
Tool: D40 Facemill
ve = 120 m/min f=0.4 mmfirev ap=0.5mm
n =955 rpm vf = 1143 mm/min ae = 0mm
Measuring Data
8
Zoom on Fx [N]
300+
200 Fy [N]
100 70 Fz [N]
0 \a/_'zﬁ 6.22 \5}3 624 \ p25 626 \e/.'z‘f 628 \ 629 6.30
-1004
-200+
-300- \
-400+
-500-

Time [s]

Cycle No_: 1

2xnua 5.8 : M'pdenua duvAPEwWY KOTTAG
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5.2 YroAoyioTikda

Mapakdtw YyiveTal n Trapouciacn Twv UTTOAOYIOTIKWY OTTOTEAEOUATWY. 2€ aUTA Td
atroteAéopata dlakpivovTal £vag TTiVAKAG JE TNG OUVOAKEG KaTEpyaoiag, éva oxfiua TO OTToio
Ociyvel TN dnuioupyia Tou aTTORAITTOU KATA TNV TTPOCOMOIWGN, £€va ypd@nua To oTToio deix Vel
TIG UTTOAOYIOTIKEG OUVAUEIG KOTING Kal GANO €va ypaenua TTou JeiXVel TIG OUVAUEIG KOTTAG
opaAotroinuéveg. ETmiong yivetal kal TrTapoudiaon yia TNV Katavour Tng BepPokpaciag oTo
TEMAXIO KAl OTNV KOTITIKA AKWA KaBwg Kal TIS avTioToIXN KATAVOUNRS TACEWV.

SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6vT)

1 A1 1 955 955 120 1

Mivakag 5.9 : YuvBiKeg KOTING

Step 7330

ZxNMa 5.9 : ZxnuaTiopodg atmoBAiTTou

2000
1000 v

- \ e X LOAD
£ 0 -
g e LOAD
3 -1000 ZLOAD
<

2000 M

-3000 -

Xpovog
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ZxAMa 5.10 : YTTOAOYIOTIKEG DUVAEIG

1500
1000

500 yaal N\

-50;] 1 "““—\ N\ /"/'“ X LOAD
000 N N /1'/ ——YLOAD
1500 N / Z LOAD
2000 ‘\Mw/

-2500

Avvoun (N)

Xpovog

ZxAMa 5.11 : OyaAoTToINUEVES UTTOAOYIOTIKEG OUVAEIG

Step 7340 , Step 7340
er g

ZxAua 5.12 : Karavopry Beppokpaciag kard Tn péyiotn duvaun otnv Katepyalopevn
ETTIPAVEIQ KAI OTN KOTTTIKI OKUA

Step 7340 " Step 100
Stres: a

2ynua 5.13 : Katavoun Taoswyv KAta TN PEYIOTN dUVANN OTNV KATEPYACOUEVN ETTIPAVEIQ KOl
OTn KOTITIKN OKUA
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SP (rpm) FD (mm/min) V¢ (m/min) f, (mm/d6vTi)

2 A2 1 955 764 120 0.8

Mivakag 5.10 : ZuvBAKEG KOTTAG

Step 2886

ZxNMa 5.14 : Zxnuatiopdg armmofAitTou

1500

1000 Jwb.“v‘a.\
500

= 0 \
= ——X LOAD
3 500 v
g Nt ——Y LOAD
o N o
e 7 LOAD

-1500 A

-2000

-2500

Xpovog

2xAMa 5.15 : YTTOAOYIOTIKEG DUVAEIG
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1500
1000 /—- -\
500 \
0 - Lﬁ...\ \C — X LOAD
500 N\ N //f Y LOAD

-1000 \ W ZLOAD
-1500 \ /"/

-2000

Avvoun (N)

Xpovog

2xAHa 5.16 : OYAAOTTOINUEVES UTTONOYIOTIKEG DUVAEIG

Step 2920 . Step 2886
emperature (C)

d '

>xAua 5.17 : Katavounn Beppokpaciog katd 1n Wéyiotn duvaun oTtnv karepyalouevn
EMQAVEIQ KAl 0T KOTTTIKA aKuA

Step 2886 S o Step 100

2ynua 5.18 : Katavoun Taoswyv KATa TN PEYIOTN dUVANN OTNV KATEPYACOMUEVN ETTIPAVEIQ KOl
OTN KOTITIKI OKUA
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FD (mm/min) V. (m/min) f, (mm/d6vT)

3 A3 1 955 573 120 0.6

Mivakag 5.11 : ZuvBnKkeg KOTTAG

Step 4008

z
F o
X

ZxAMa 5.19 : Zxnuatiopdg armofAitTou

1000

. AN

£00 s LOAD

'\\ W ——ZLOAD
- v

Xpovog

=X LOAD

Avvoun (N)

-1500

2xnua 5.20 : YTTOAOYIOTIKEG DUVANEIG
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1000
500 //—'\\
0 — AN // ——X LOAD
500 \ N\ ——YLOAD
\ >‘<__/ ZLOAD
-1000

v

Xpovog

Avvoun (N)

-1500

2xAHa 5.21 : OYaAOTTOINUEVES UTTONOYIOTIKEG DUVAEIG

Step 4008 . Step 4028
er C)

>xAua 5.22 : Katavounn Beppokpaciog katd 1n Wéyiotn duvaun oTtnv katepyalouevn
EMQAVEIQ KAl 0T KOTTTIKA aKuA

Step 4008

2xAMa 5.23 : Katavoun Taccwyv Katd Tn Yéyiotn duvaun oTnv Katepyalouevn eMQAVEIQ Kal
OTN KOTITIKI] QKM
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SP (rpm)

FD (mm/min)

V¢ (m/min)

f, (mm/dévi)

4 A4 1 955

382

120

0.4

Mivakag 5.12 : ZuvBnkeg KOTTAG

ZxNMa 5.24 : Zxnuatiopég amofAitTou

Step 3720

1000
500
£ 0 -
j=n
3
g
2 500
Q
-1000
-1500
Xpobvog

=X LOAD
=Y LOAD
7 LOAD

2xXAMa 5.25 : YTTOAOYIOTIKEG DUVAEIG
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1000
500 “’////’-——hnn-\\\\\\
0 (et T
\ N // X LOAD
500 N ——Y LOAD
\ // ZLOAD
-1000

-1500

Avvoun (N)

Xpovog

2xAHa 5.26 : OUAAOTTOINUEVES UTTONOYIOTIKEG DUVAEIG

3
Step 3720 Temporauf) Step 3720

1020

- |I

>xAua 5.27 : Katavouny Beppokpaciog kard 1n deyiotn duvaun otnv karepyalouevn
EMQAVEIQ KAl 0T KOTTTIKA aKuA

Step 3720

2xAMa 5.28 : Katavour Taccwyv Katd Tn Yeyiotn duvaun oTnv Katepyalouevn €MIQAVEIA KOl
OTN KOTITIKI] QKM
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SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6vT)

5 B1 3 955 2865 120 1

Mivakag 5.13 : ZuvBnkeg KOTTAG

1500

1000

500 /\/J \ /\/\,AI{V \
T )
-500 S
e\ | OAD
-1000 M[F ZLOAD
o0 “‘Vb\rqlll" WV
-2000

-2500

Avvoun (N)

Xpovog

ZxNMa 5.29 : YTToAOyIOTIKEG OUVANEIG

SP (rpm) FD (mm/min) V¢ (m/min) f, (mm/d6vT)

6 B2 3 955 2292 120 0.8

Mivakag 5.14 : YuvBrikeg KOTTAG

1.000

A

TN NN

— v v N\,

=

E - X LOAD
g ——Y LOAD
=2

< ———7LOAD

-1.000 M‘
-1.500

-2.000

W

Xpovog
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2xAMa 5.30 : YTTOAOYIOTIKEG DUVALEIG

SP (rpm) FD (mm/min) V¢ (m/min) f, (mm/d6vTi)

7 B3 3 955 1719 120 0.6

Mivakag 5.15 : ZuvBAKeEG KOTTAG

1000

500

-500

Avvoun (N)

-1000

-1500

-2000

Xpovog

2xAMa 5.31 : YTTOAOYIOTIKEG DUVAEIG

SP (rpm) FD (mm/min) V. (m/min) f, (mm/d6vT)

8 B4 3 955 1146 120 0.4

Mivakag 5.16 : XuvBrikeg KOTTAG

800

600

400

200

0]
=X LOAD

=Y LOAD
ZLOAD

-200

-400

Avvoun (N)

-600

¥ y

800 -

-1000 Wiy
|

-1200

Xpovog

2xNua 5.32 : YTTOAOYIOTIKEG DUVALEI
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5.3 Z0ykpion ammoTeAEOpATWY

Mapakdtw yiveTal oUYKPION TwWV OTTOTEAEOPATWY yia KABe afova Eexwpiotd. Q¢ TTpog Ta
TTEIPAPATIKA ATTOTEAEOUATA €XEI ViIVEI QVTIOTOIXNON ME TA UTTOAOYIOTIKGA OTTOTEAECUATA KABWG
Ta TTeIpapaTiké dev £xouv oTabepr) d1EUBUVON KOTTAG EVWD TA UTTOAOYIOTIKA £X0UV.

NEIPAMA x DEFORM
1 537,11 1272
2 428,71 1030
3 321 851
4 241 688
5 401 914
6 383 652
7 310 785
8 250 537

Mivakag 5.17 : AUvapun KoTTAG Fy

Avvapn kotrig F,

1400 /\

1200

1000
800
600
400
200

Auvapun (N)

Neipapa

B Teipaparnikég duvduelg W DEFORM 3D duvdpelg

2xNua 5.33: ZUyKpIon TTEIPOUATIKWY KAl UTTOAOYIOTIKWY OUVANEWY KOTTAG Fy
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NEIPAMA y DEFORM

1 874,02 2020
2 688 1760
3 536 1460
4 363 1033
5 783 1963
6 735 1713
7 587 1408
8 436 1049

MNivakag 5.18 : Abvaun kot Fy

Avvapn kotrig F

2500

2000
1500
1000
500

Auvapun (N)

Neipapa

ETTeipapatikég duvdpelg W DEFORM 3D Suvdpelg

2XNHa5.34 : ZUyKpIoN TTEIPAPATIKWY KAl UTTOAOYIOTIKWY dUVANEWY KOTTAG Fy
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NEIPAMA z DEFORM

1 247 474
2 195 383
3 151 279
4 91 229
5 318 539
6 296 570
7 243 551
8 197 396

Mivakag 5.19: AUvapn Ko1ig F,

Avvapn kotig F,

Neipapa

ETTeipapartikég duvdpelg  ® DEFORM 3D Suvdpelg

2xAMa 5.35 : ZUyKpPIoN TTEIPAUATIKWY KAl UTTOAOYIOTIKWY SUVANEWY KOTTAG F,
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6. ZXZYMMNEPAZMATA

Metd Tn oUYKPION TWV ATTOTEAEOUATWY TTapaATnEEiTal Tl 01 UTTOAOYIOTIKEG OUVAEIG KOTTHG KAl
OTOUG TpEIG dgoveg eival oxedov dImMAdoIeg amo TG Treipapatikég duvdpelg. ETriong
TTapATNPEITAI OTI 01 UTTOAOYIOTIKEG OUVAUEIG KOTTHG £XOUV OWOTH CUUTTEPIPOPA WG TTPOG TO
XpPOvo, dnAadr £xouv Tnv idIa HOPPNA HE TIG TTEIPANOTIKEG SUVAUEIC AAAd, OTTWG ava@EépBnKe,
dlapépouv WG TTPOG TNV MEYIOTN TiUA. ETTTAéoV KaTd TNV TTPOCOPOIWGCN  HE TPEIG KOTITIKEG
OKUEG TO TTPOYpaUua OUCOKOAeUeTal va TPEEEl PAAAOV AOYW TNG OUVEXOPEVNG ETTAVA-
dlakpITOTTOINONG.

Metd atrd digpelivnon TWV AITILWV QAIVETAI TTWG VIO TA ATTOTEAECUOTA TA OTTOia €ival OITTAGCIA
o€ TINEG HAAAOV @TaiEl N TTIAOYA TOU CUVTEAEOTH TPIRAG O OTTOI0G ICWG dev gival KOTAAANAOG.
Av Kal eTTAEXBNKE CUPQWYA PE TO EYXEIPIBIO XPAOTN TOU TTPOYPAMMATOG €vag MIKPOTEPOG
OUVTEAEOTAG €XEI KOAUTEPQ QTTOTEAETATA.

Etriong otnv BiBAloypagia cuvavtaTal TTOAAEG @OpeS N xprion Tou TTpoypdupatog OXCUT yia
TN dnuIoupyia Twv IBI0TATWY €VOG UAIKOU. 2TO TTPOYPOMMa auTd €iocdyovTal atToTEAECUATA
ato €va Treipapa Kal HETA autd dNUIOUPYEI TIGC CUVAPTAOCEIS YIO TO UAIKG KAl OTr CUVEXEID TIG
xpnoipotroiel cto DEFORM kai €101 TTapdyovTal TTOAU TTI0 aKpIBr) atroTeEAéoPaTA.

2UVEXEID QUTAG TNG €pyaoiag Ba Ptmopouce va gival n JEAETN TOU CUuvTEAEDTH TPIBAG KAl TO

TTWG €TTNPEACEl TNV TTPOCOPOIWON KABWGS KAl N WEAETN yIa TO TTWG YivETAl N dnuioupyia Twv
€CIOWOEWV TWV UAIKWYV KAl N XPAON TTPOYPANMATWY YIa auTd TOV OKOTTO.
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