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1. Elcaywyn OTIG HIKPOKATEPYOAOTIEG

H ouykekpiyévn gpyacia @iAodotei va TTapoucidoel TNV UTTdpXouoa KATtdoTaaon OTIG MIK-
pokartepyaacieg, divovtag 1I0IAITEPN EUPacn OTIG HEANOVTIKEG ATTAITACEIG OTNV AVATITUSN TWV
O1adIkacIwy, Tn MOvTEAOTTOINGN, TN BEATIWON TWV PNXAVWY KATEPYOOiag KaBwg Kal Ta TTEl-
PAMATIKA ATTOTEAECUATA TTOU £XOUV TTPAYHATOTTOINOEI.

1.1 EEEAIEN TWV HIKPOKATEPYATIWV

O TOouéag TwV HIKpOKaTEPYAOIWY KEPBIZEI UVEXWG £DaPOG Adyw Twv auéavoueEvwy aTTal-
TACEWV VIO YIKPOOKOTTIKA TTPpoiovTa. H €EEAIEN TWV KATAOKEUWY OTIG ETTICTANEG, TNV TEXVN
KAl TNV TEXVOAOYIa augnaoe TIG ATTAITACEIG VIO VEEG EQAPUOYEG, KOAUTEPN TTOIOTNTA KAl MEi-
waon Tou ataitoupevou K6oToug. O TTaykOouIeg €TTEVOUCEIC O€ PIKPOKATEPYATIEG UTTOAO-
yieTal onpepa TTwg EeTTEPVOUV Ta 60 TpIoeKATOPHUPIA DOAAPIA, EVW O PUBPOS aVATITUENG
TOUG KupaiveTal 010 16% ava £€10¢. Ta TTapaydueva PIKPOTTPOIOVTA BPICKOUV EQAPUOYEG
oTnVv agpodiacTnuIKn, TN BioTexvoAoyia, TIG TNAETTIKOIVWVIES, T QAPUAKEUTIKRA/ XEIPOUPYI-
K, O€ OIKIOKA KAl o€ TTponypéva Biopnxavikd mTpoidvta. O avaykeg ol 0TToieg odnyouv
oTnV UIoBETNaN MIKPOTTPOIOVTWY G€ OAoEva Kal TTEPICOOTEPOUG TOMEIG, aTToTEAOUV Kal Ta
BaoIKOTEPA TTAEOVEKTHMOTA:

o XaunAoTepo KOOTOG

o Madiki TTapaywyn

o Néeg ayopég/ epapuoyEg

o BeATiwpévn AsIToupyIkOTNTA TTPOIGVTWY
o ®duaoikrl oAoKAApWON TTPOIGVTWYV

o EuvaioBnaoia kai akpipeia

o OAokAnpwuévn TTapaywyn

o Moi6TNTa KAl atrddo0N ETIPAVEING

o ACloTTIoTIO Kl KOAEG NXAVIKEG AVTOXEG
o MIKPOOKOTTIKEG DIAOTACEIG

o Mikpo Bapog

o Aco@dAcia kai TTepIBAAAoV

2AMEPa XApn oTnV PIKpOTEXVOAOYia UTTAPXEl dUVATOTNTA KATAOKEUNG TEPAXiWV TTOAUTTAO-
KNG yewpeTpiag. O1 pébodol kaTtepyaoiwyv TTou ErTaifav TTAvTa onuavTiké poAo OTIG KaTao-
KEUEG €XOUV ONUEIWOEI €TTIONG ONUAVTIKA BeATiIwon 6oov apopd oTnv TTPOCPEPOUEVN a-
KpiBeia kKatd TNV €@appoyn Toug. 210 oXApa 1.1 TTou akoAouBei @aivetal n eEENIKTIKN TTO-
pEia TWV PIKPOKATEPYAOIWY OTTWG gekivnoe 10 1983 amd v epyacia Tou Taniguchi péxpl
TN onuepIv] €TToxr. ETTiong @aivovTal o1 duvatdTnTeG TTOU TTPOCPEPOUV Ol JIKPOKATEPYA-
oieg pe BAon CUYKEKPIUEVES TTAPAPETPOUG OTTWG TN HMEBOSO aPaipeonsg UAIKOU KaBwg Kal
TNV aKpiBeia Twv KatepyalOPeEVWY TEPaXiwy TTou TTpoKUTITOUV. MNap’ 6Aa autd Ta PIKPOTT-
poiévta dpynoav va eI0éEABoUV OTIG ayopEG, KUPIWG Adyw TwV €EAG TTEPIOPICHUWV:

o KooTog

o 2UVTNPNTIKEG ayopPES

o Al0BeciudTNTA UAIKWV

o Ayvolia oxedlaouou

o Mn €€eIBIKEUUEVO TTPOCWTTIKG

o AvwpligoTnTa /EAEIYnN TeEXVOAoyiag
o ‘EAAEIYN TTPWTOTUTTOTTOINCNG



o MoAuTTAOKOTNTA KATEPYATIWY OTIG 3 BIACTACEIG
o AlagopoTtroinon TexvoAoyiwv/ EAAEIYN TTPOTUTTOTTOINONG
o 2uvapuoAdynon Kal cuokeuaaoia

o MeTtpoAoyia

EpyaAgiopnxavég kai E€omrAiopog
Tépvol & Ppaileg

Ag1avTiKEG pnxavég
CNC EpyaAsiopnyxavég

Lapping, Honing, Boring kai
epyaAeiopnyavég Asiavong

EpyaAsiopnxavég akpifeiag
yia Agiavon Kal TOpveEUon

YynARig kai ugioTtng
akpiBeiag EpyaAeiounyaveg

Kartepyaoieg pe A£1avTiKoUG KOKKOUG

Kartepyaoieg pe déopn 16vTwv
Alayeipion o€ HopIaKO eTiTTEdO
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ZxApa 1.1. EEENIEN pIKpOKATEPYATIWY

1.2 AvamrTugn MIKPOTTPOIOVTWYV

OpIopO6g TNG HIKPOUNXAVIKNG

H avdmrugn evog PIKPOTTPOIOVTOG dev gival JOVO N ueiwon TNG KAipakag evog TTPoIdvTog
Kal piag pakpodiadikaoiag, aAAd gival B€pa evog dIa@opETIKOU TPOTTOU OKEWNG PE XPron

OIAPOPETIKWY apPXwWwV Kal hEBodOAOYIWV.

Mikpounyxavikni givar n avamruén Kai KATaOKEUR TTPOIOVTWY TwV OTTOIWV Ta AgITOUp-
VIKG XapakTnpIioTiKG éxouv O1aoTdoeic TS 1adéewd Tou 1um. 2T1a Tpoidvia autd ev-

owuarwvovrtal dIaPOPETIKES AEIToUpYieC Kai GAAa uikpo-eéaprhuara (oxnua 1.2).

Mikpo-Mnxavikn
Mikpo-llpoidv
AvarrTugn . )
MpoidvTog Mapaywyn Mpoidv
AlaoTdoeig
AsiToupyikéTnTA
OAokAnpwon

ZyAua 1.2. OpIoPOG TNG MIKPOUNXAVIKAG



H aAucida pong twv dlgpyaciwy yia TNV avattuén Kal KATOOKEUN €VOG MIKPOTTPOIOVTOG
oivel TN duvaTtdTnTa AeTITOPEPOUG avalATNOoNG TwV KATAAANAWY XOPAKTNPIOTIKWY TWV TEX-

VOAOYIWV KAI TWV QVTIKEIMEVWY TTOU CUPUETEXOUV (oXua 1.3).
ASSEMBLY]—P PRODUCT

[ DESIGN ]—' MATERIAL AP[PROCESSIN

\ 4

IMAGE OF
PRODUCT

CONTROL
MEASUREMENT

ZxApa 1.3. Zxéon PeTagU TWV QAVTIKEIMEVWV KAl TWV TEXVOAOYIWY OThV aAucida pong yia
TNV TTAPAYWYH €VOG MIKPOTTPOIOVTOG.

Baoikoi d§oveg oXeSI0GHOU HIKPOTTPOIOVTWYV
° AeIToupyikOTNTO
o EukoAia KaTaOKEURG
o XaunAd KOOTOG KATAOKEUNRG, OUVAPHOAOYNONG KAl CUCKEUATIOG
o YwnAn aglotmoTia Kal guvoAikr attédoaon
o AuvaTdTtnTa BEATIOTNG ETTIAOYNG UAIKWV
o MepIOPIOPEVEG ETITITWOEIG OTO TTEPIBAANOV
o AuvaTéTnTa PAdIKAG TTApaywyng

1.3 Topeig E@appuoywv

H pikpo kai vévo texvoAloyia Bpioketal oxeddv TTaviou o€ TTPoIdvTa TG KABnUePIVOTNTAG,
TIG TTEPIOOCOTEPEG POPES XWPIG va yiveTal avTIANTITO. MNMapadeiyuata ouyXpovwy KavoTo-
MWV TTPOIOVTWY TA OTToIa TTapdyovTal HETA aTTd KATEPYAOIa O€ WiKPO 1 vavo KAiJaka gival
Ta €€AG: Apple IPod (ue oToixeia peyéBoug 100 nm), adidGBpoxa vavougdouara Nano-Tex
TTou ¢ Aepwvouv kal O @BegipovTal, autokaBapi{dpeva T¢auIa, vavogiATpa Kabapiouou
a€Pa, OUCOWPEUTEG, 0BOVEG UYPWV KPUOTAAAWVY UWnAnG atmmodoong, EKTUTTWTEG, KIvNTA
TNAEPwva K.ATT.. ATTO TO0 2008 Kai €TTEITO T TPAVEIOTOP TTOU XPNOCIKOTIOIoUVTAl ATTd TNV
Intel €xouv péyeBog PIKPOTEPO TWV 45 nm.

Topeig eapuOyNG MIKPOTTPOIOVTWV:

o E€aptAuata TTANPOQOPIKAG (TTX. YIO eKTUTTWTEG inkjet, yia okAnpoug Siockoug
K.ATT.)

o latpikd kai Bioiatpikd TTpoidvTa (BnuatodoTeg, e€OTTAIONG avaAuoewy, aiobn-
TAPEG K.ATT.)

o AloONTAPES Kivnong aTnv autokivnTofiounxavia

o MpoiévTa auTouaTiIoPoU

o MpoidvTa oToV TOPEA TWV TNAETTIKOIVWVIWV



O mivakag 1 TTapouciadel Jia KatnyoploTroinon KATTOIWY TTApAdEIYUATWY HIKPOTTPOIOVTWYV.
Omwg @aivetal amd Tov TTivaka o idl1o¢ TUTTOG TTPOIOGVTOG, JE TV idla KUpla AsiToupyia,
MTTOPEl va TTpaypaToTroinBei BacIoCPéVog o€ DIAPOPETIKEG APXES AsIToupyiag, odnywvTag
KAT& CUVETTEIO O€ €va aTTOAUTWG BIAPOPETIKO OXEDIO.

Main Working Principle
L
B
=l -|®
sl [S| 8¢
vl 5] — g c 5
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Product group alo|jolm|E|w Examples
IT/computers X | X | Magnetic bearings [14]
Sensors X[ X | X | X ] X | X | Gyroscopes [11]-[12], Accelerometers [13] [15]-[16], Micro
pumps [17], Micro total analysis systems [9] [18]
Actuators X | X | Stick and slip actuators [19], Magnetic actuators [14],
Piezoelectric elastic force motor [20], Micro motor [21],
Electrostatic actuator [22]
Optical communication X Holographic memories [23], Lenses [24], Micro optics [8],
Optical switching devices [25], Optical network, Connectors
Displays X X | X | Micro mirror [26]-[27], Display devices [9]
Electronic parts X | Ink jet printer nozzles [9] [28], Colour printing [29], Hearing
aids, Micro parts on circuit boards
Medical equipment X X Implants [30], Surgery devices [31]-[32]
Watches X | X | Gear wheels [33], Micro transmissions

Table 1.4. Micro product categories.

1.4 M€B0d0I HIKPOKATEPYOTIWV

TexvoAoyia MIKPOKATEPYATIWY
O1 katepyaaieg MIKPOECAPTNUATWY Kal PIKPOdOoPWY UWNARS akpifelag diaipouvtal e dU0
YEVIKOUG TEXVOAOYIKOUG TOWEIG :

a. Micro System Technologies (MST) kai
B. Micro Engineering Technologies (MET)

O1 MST Ttexvohoyieg gival KatdAANAES yia TNV KATaoKeur TTpoidviwy Micro
Electro Mechanical Systems (MEMS) kai Micro Opto Electro Mechanical
Systems (MOEMS) cuutrepidapBavopévwy NG UV-AIBoypagiag, KaTepya-
oieg TrupiTiou Kai LIGA.

O1 texvoloyieg (MET) mepiAapfdavouv TNV TTapaywyr] MNXOVIKWY eEaptnua-
TWV UYNAAG aKPIBEIaG, KAAOUTTILWV KOl ETTIQAVEIOKEG UIKPOOOMEG. XAPAKTN-
PIOTIKEG PUNXQAVIKEG KATEPYOOIEG TTOU AVIIKOUV O€ AUTOV TOV TOUEQ €ival Ka-
TEPyaoieg pe diapdvT (Topveuon, epeCApIoUa Kal Agiavon).

EmmAéov, Katepyaoieg KATAOKEUNS OTTWG PE BEoUN akTIvWV AéiIlep (LBM)
Kal 10VIKWV akTivwv (IBM), katepyaoia d€oung nAektpoviwv (EBM) kal n-
AeKTPIKAG ekKEVWONG (MEDM) aviikouv OTnv KATAYOPia TwV KATEPYOOIWV
ME Xpron evépyelag (Energy Assisted Processes).

TéNog péEBOdOI avatrapaywyns (xuteuon, BepUOTTAQOTIKA XUTEUOHN K.ATT.)
aTToTEAOUV EEXWPIOTH KaTnyopia.
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Handling, assembly, quality control, etc.

ZxApa 1.5. TexvoAoyieg TTou epapuodlovTal OTIG HIKPOKATEPYATIES

1.4.1 Katnyopieg MeB86dwv Mikpokatepyaoiag

1. Mnxavikég KaTepyaoieg agaipeong UAIKOU
o MIKPOKOTTH
o MikpoAciavon
o Ymrepnxntikh pikpokatepyaoia (MUSM- Micro Ultrasonic Machining)

2. OEPMIKEG KATEPYAOTIES
o Katepyaoia aktivwv Aéilep (LBM- Laser Beam Machining)
o Katepyaoia déoung 10viwv kal nAektpoviwv (IBM-lon Beam Machining kai
EBM-Electron Beam Machining)
o Katepyaoia nAekTpIkig ekkévwong (EDM- Electro discharge machining)

3. Karepyaoieg avatrapaywyng
° XuTteuon
. OgpPoTTAQOTIKA XUTEUON

4. Katepyaoieg MEMS — Micro Electro Mechanical Systems
o Electrochemical Machining- ECM
o Etching

5. LIGA
o X-ray lithography
o Electroforming
o Electro molding



2T1ov Trivaka 1.6 yivetal ouykpion S1agopwyv d1adIKaoIwy PIKPOKATEPYATIAG.

MI.Cr.O Ma- Geometric Range of : Mass Pro- Surface -
chining : . Prototyping . : Affordability
Complexity Materials duction Quality

Processes
Mechanical 0 N o N N
Processes
EDM, ECM,

+ - +
USM © ©
LBM O + + - O O
LIGA - - - + + )
Near Net
Shape @] (@) - + (@) @]
Processes

+ Good / O Fair / - Poor
Table 1.6 ZUykpion MIKpoKATEPYATIWV

MpoBAARMATA TWV HIKPOKATEPYATIWV
Mpokeiyévou va dlatnpnBei N akpiBeia ce PIa PIKPOKATEPYAOia, TTPETTEI va EAAXIOTOTTOIN-
Bouv ol TTapdyovTeg TTou TTpokaAouv o@dAuata 1 EGFs (Error Generation Factors) 61Tw:

(a) H pnxavikn rapapép@ewon cival £va Koivo TTPORANUA TWV PINXAVIKWY KATEPYOOI-
WV OTTWG Ol KATEPYATieG KOTTAG. ZTIG PIKPOKOTEPYATIES, AUTO TO PAIVOUEVO €XEI ME-
yaAUTePN €TTIppon €TTEIOA TO EpyaAEio rY/kal TO KOPMATI TTPOG KATEPYATia gival ouyvd
TTOAU AeTTTAL.

(B) H Ggpuiki apapdpewon civalr Aiyotepo 1oxupr) 0Tav 10 PEYEBOG TWV epyalEiwy
A/Kal TWV KOUUATIWV gival TTOAU PIKPd, KaBwS auth N TTapapopewaon cival avaioyn
TOU PEYEBOUG.

(y) H akepaidTnTa TNG £MQPAVEIOG KATEPYATIiAG ival €vag OnNUAVTIKOG TTapAyovTag
TTOU aQOopa OTn oxéon PETAlU TNG TPaXUTNTAG TNG ETTIPAVEIOG KAl TWV dIAOTACEWV
TWV MIKPO-TTPOIOVTWYV. 18avikd, n TpaxUuTnTa TTPETTEl VO PEIWVETAI AVAAOYIKA PE TO
MEyEBOG TOU TTPOIOVTOG. EvTouTOIg, €ival €QIKTO n TpaxUuTnTa va gival JIKPOTEPN atro
TO MEYEBOG TWV ATOPWY TOU KATEPYALOUEVOU UAIKOU.

(6) O1 aAAayég oTo SidKkevo PETAEU TOU gpyalAgiou Kal Tou Tegayiou. Acdouévou OT
ol dladikacieg pe epyalcia gival Baciopéveg 0TV avaTtapaywyr TNG HOPPAS TNG KO-
WnG TWV €pYOAEiwy, N cuvlnikn €TTa@ng Tou KOoUUaTioU Kal Tou gpyaAciou gival on-
MaVTIKN. ZTIG avéTTa@eg dladikaoieg 0TTwg n EDM, utrdpyel éva didkevo PeTagu Twv
ETTIPAVEIWV TOU EpYaAgiou Kal Tou Tepayiou. Autd PTTopEi va gival aitia GQOAPATWY
Katd 1n didpkeia avatrapaywyns Tng Hopeng. AkSun kal o€ pia diadikaoia eTagng
OTTWG MIO PNXAVIKA KOTTA, N £TTIPAVEIA KATEPYAOIiag WTTOpEi va dlapépel OTTWG TTPOo-
KUTITEl a1Td TN poplakny avdAuon MD (Molecular Dynamics). ZTnv mepimmtwon g



XPAONG OTITIKWV €pyaAciwy, OTTwWG oTnv Katepyacoia pe akTiveg Aéifep (LBM-Laser
Beam Machining), n popen Tou epyaAeiou dev gival TOGO oagrg 600 evOg OTEPEOU
epyaAeiou.

(¢) H peETATOMION TWV CUVTETAYMEVWYV KATA TO XEIPIOUO. Eival dUOKOAO va TTapapei-
VEI TO epyaAgio A/kal To TTPOIdV KaAG eUBUYPAPMPIOHEVO, KOBWG dEV UTTAPXEI APKETH
EMQAVEIQ YIO va OpIoTOUV eTTiTTeda ava@opds. Autd 1o TTPOBANPa odnyei otnv a-
VAYKN XPNong KOIVWYV CUVTETAYUEVWY o€ 600 TO duvatdv TTepIocdTEpa oTAdIa TTa-
paywyng, atrd TNV KATaOKEUN TOU EpYaAgiou PExpPI TN ouvapuoAdynan.

ZTIG TTEPICOOTEPEG PEBODOUG WIKPOKATEPYATIWY, TA TTAPATTAVW TTPORARUATA £XOUV Aiyo
TTOAU AuBei. OAo kai TTepIoCOTEPES EQapUOYES Ba gival duvaTtdv va uAoTroinBouv Kabwg Ta
TTPORANPaTa AUvovTal PE TIG HEANOVTIKEG TEXVOAOYIKEG BEATIWOEIG.

1.5 NMapadeiypara MIKpOKATEPYATIWV

(a) OTrég
KaTepyaoieg TTou epappdgovTal yia To Avolyud oTTwyv Eival:
o Mikpo-0i&Tpnon
o Mikpo-cpupnAdtnon
° Micro-EDM,
° Micro-LBM,
o Micro-USM kai
o SL-Stereo Lithography.

MEow TWV PIKPOKATEPYAOIWV KaTaokeuddovTal didpopa eEapTiPaTa OTTWG QIATPa pEUO-
TWV, TTAéypaTa, BIOIATPIKG QIATPA, AKPOQUOIO EKTUTTWTWV inkjet, akpopuola Kauoiywy,
OTTEG OTITIKWYV, OTOMIA UWNANG TTiEong, ailoOnTApeS Kal Bpaxioveg agpokivnong, odnyoi Ka-
AWDBIO-CUVOECEWY KOl TTEPIOTPEPOPEVA OKPOPUTIAL.

Mapadeiypara:
o Avolyua oV @5um o€ péTala Kal KpdpaTa o€ unxavni pikpo- EDM (oxAua
1.7a).

o OT1rég @5um o€ yuaAi xaAadia kai o€ Trupitio péow USM (oxrua 1.7p).

o FS A&ilep xpnoihoTTOINBNKE OTNV KOTOOKEUR OTTWV O€ akpo@uoia &250um
XWPIG TO OXNMATIONS EEBUPGOoPATOG. 2T0 OoXAPa 1.7y @aiveTal pia eQapuoyn

0€ aKPOPUOIa YEKATHOU KAUGIHWV.

-
.

(a) Microholes fabricated (B) A microhole in quartz (y) A fuel injection nozzle cap

by EDM glass machined by USM with holes machined by an
FS laser

ZxApa 1.7 Anioupyia oTTWV PE EQAPUOYH NKPOKATEPYATIWY




(B) MikpoTreipol (micropins)
Ald@opol TUTTOI PIKpOoTTEipWY PE dlapéTpoug atmmd 10um €wg PEPIKEG EKATOVTASEG um TTa-
payovtal cuvnBwg Pe katepyaoieg OTTwg WEDG, pikpo-Aciavon Kal JIKPOTOPVEUDH.

Mapadeiypara:
210 oxnua 1.8a Tapouaiaderal pikpoTreipog katepyaoiog WEDG ue didpetpo @4,5um kai
oT1o oxfua 1.8 éva epyaleio yia TTapaywyr] JIKPO-£00XWY KATAOKEUATHUEVO [E TOPVEUOT.

(a)
ZxAMa 1.8 Anuioupyia PIKPOTTIpWY PE EQAPPOYH MKPOKATEPYACIWY

(y) EykoTrég Kal auAaKWOEIg
H mapaywyr] auhakwoewy gival duvaTtév va TTPayuaToTroinoei Ye:

o Topveuon

o ppaidpioua

o Agiavon

° Laser

° EDM

o EDG - Electro Discharge Grinding (TUtmo¢ EDM pe kivnon Tou nAektpodiou
OTTWG 01N Agiavon)

Mapadeiypara:

o 210 oxnua 1.9a trapouciagovtal dIAPOPEG PIKPODOUEG PE HIKPOPPAICAPICUO
ME KOVOUAOQOPO eTTiITTEdNG ATTOANENG.

o Me xprion FS-Laser, kataokeudoTnkav oXIOHES KAl QUAAKIG ue TTAATN WIKPOTE-
pa Twv 100um og did@opa UAIKA OTTwG 0 XAAKOGS (oxAua 1.903).

o 2710 oXAua 1.9y TTapoucIddeTal £vag avtiXnTrG VIKEAIOU

o To ekpayeio Tou oxAuaTog 1.90 KATAOKEUACTNKE HE HIKPO@PAI(ApIoUa Kal a-
TTOTEAEITAI ATTO TPEIG EKOETIKEG OTTEIPEG OUVOEONEVEG PE EUBUYPAPUN QUAGKW-
on o¢ €10IKn, Aiav upnAng akpiBeiag epyaAeiopnxavr) pikpogpaifapioparog. H
OIGPETPOG Tou fTav ~1.5mm Kai 1o BA60G TWV AUAAKWOEWY 62um.

o 210 oxAua 1.9¢ mapouaciadetal KUAIVOPIKOG G&ovag aloupiviou, pe SIAPETPO
25mm kai pkog 100mm, 1Tou @€pel dlaunkn TITEPUYIA KAl EYKOTTEG KATAOKEU-
OOUEVEG PE OIOPAVTOKOTTH.



(a) MikpodOUEG KATAOKEUOOWEVEG E MIKPOEPYOAE- (B) Mleooxlopsg o€ TITavio ue FS-
ia etTiredng ammoAngng laser

/////2////

(¢) Alapnkn nTabUyla Kai ayKﬁég o€ GEova aAoupiviou e BIAPAVTOKOTTH
ZxApa 1.9 Anpioupyia HIKPOAUAOKWOEWY HE EQAPHOYH UKPOKATEPYATIWY

(8) TprodidoTaTa TPoIdVTA
O1 TTepIo0dTEPEG ATTO TIG PEBODOUG KATEPYATIWV PTTOPOUV VO EQAPUOCTOUV KAl OTNV KO-
TAOKEUN TPIOOIACTATWY HIKPOTTPOIOVTWV.

Mapadeiypara:
o Mikpoypavadia avTAiag (J 596um) kataokeudoTnkav pe LIGA (oxnua 1.20a)
o Mikpodoun TTupitiou KataokeudoTnke pe EDM (oxAua 1.2008)



©

Me EDM KaTaoKeUAOTNKE MIKPOKAAOUTTI QUTOKIVATOU, WrKkoug 500um yia tnv
avaTrapaywyn TPoTUTTwyY atrd TTAACTIKO (oxnpa 1.20y).

PoTopeg pIKpooTpoRidwy péow katepyaoiog SL (oxAua 1.208)

MikpogpyaAgio dlapdp@wong eCApTNUATWY HIKPO-IVWV O KAIJOKO KATW Twv
10um pe KaTeEpyaoia PIKPO@PAI(apioUATOS Kal KOTITIKO epyaAcio atrd SlaudvTi
(oxnua 1.20g).

Me pikpo@paildpioua dnuioupynenke etriong n TPICOIACTATN dOUNA WE KUPTEG
em@Aveieg Tou oxnuarog 1.20¢.

Aopég (atrd TAaoTIKO PMMA) KaTaoKeuaouéveg Ue AEICEP XpNOIKOTTOIRBNKaY
WG eKPayeia yia TNV TTapaywyh METAAAIKWY TTPOIOVTWY OTTWG auTd TToU @ai-
vovTal ota oxfpata 1.20n-1.



AccV  Spot Magn  Det WD
nnw 0 60x  SE_143 NANOBAMA

ZxAMa 1.20 Anuioupyia TpIoOIGOTATWY TTPOIOVTWY HE EQAPUOYI HKPOKATEPYATIWYV

2. Eicaywyn oTn HIKPOKOTTK)

Q¢ PIKPOKOTTN OpIdeTal N KINXAVIKN KOTTA TEMAXIWV HE XPAON £PYOAEiwWV Ta OTToIO €XOUV
duvaTtoTnNTa KOTING MIKPOTEPNG TOU 1mm Kal €X0UV YEWUETPIKA KABOPIOUEVES OKMES KOTTNG.
‘ETO1 atTOKAgiovTal O NAEKTPIKEG, XNMIKEG, BEPUIKEG Kal AEIQVTIKEG dlEpyacieg Kal diveTal
BapuTtnTa GTN QUGIKA TwV dIEPYACIWYV TTOU BewpeiTal wg Baaikr Bewpia yia TNV Katavénon
TWV PIKPOKOTEPYATIWV.

21N WIKPOKOTT TO BABOG KOTTAG cival pIKpoTePO atrd 10 um kai gival TTAéov TG idiag Tagng
MEYEBOUG PE TNV AKTiVA KAUTTUAGTATAG TNG KOWNG. ETriong n avauevéuevn tpaxdtnta gival
NG TAENG MEPIKWV NM. AuTO 0dnyei oTa €ENC AUECO CUPTTEPACUATA:

o H koéwn &ev ptropei va BewpnBei oeia.

o H eAaoTIK €TTAVOQOPA TNG KATEPYOOHUEVNG ETTIPAVEING BEV UTTOPET va ayvonOei
Kol ETTOPEVWG Ba AngBei uttdwn Kai n TPIR PETAgU KOTITIKOU epyaAegiou/ TeEpa-
Xiou aTnv €AeUBepN ETTIPAVEIR TOU KOTITIKOU.

o MNa Tnv e€wBnon Tou atroBAiTTou Kai TNV “Gpwon” Tou TePayiou atrd To KOTITIKO
EPYOAELIO aTTaITEITAI N €QAPUOYH apVNTIKAG YwVviag atToBAITTOU.

H kUpia Sia@opd PETOSU TWV KATEPYAOIWV OTN CUMBATIKA KOl OTN HIKpodidoTaon
EyKeITal oTov pnxaviopd kotng. O yikpokatepyaoieg Bacifovral o€ TTI0 TTEPITTAOKOUG [N-
Xaviopoug o1 oTToiol e€apTwvTal atrd To BaBud TNG €MdPACNS TNG KAIOKAG KAl TNG MIKPO-
OOUAG TOUu UAIKOU, €V O PNXAVIOUOG KOTING 0T MaKPOKAipaka BaagileTal yevikd aTn OIAT-
HNon Tou UAIKOU PTTPOCoT atrd TNV KOWN Tou £pyaAgiou Kal 0To OXNMATIONS Tou aTTORAIT-
Tou. Qg emidpaacn TNG KAipakKag opideTal TO ATTOTEAECUA TNG MIKPNG avaAoyiag Tou BaBoug
KOTTAG TTPOG TNV aKTiva TNG KOWNG. H emmidpaon TG KAiPakag Kal n HIKPOSOWN Tou UAIKOU
EXOUV ETTITITWOEIG OTAV AKEPAIOTATA TNG ETMPAVEIAG, OTNV TPAXUTATA Kal 0Tn dUvVaUn Ko-
TIAG €iTE MIAGME YIA ICOTPOTTIKEG EITE VIO AVIOOTPOTTIKEG KATEPYOATIEG.

To oxnpa 2.1 deixvel TN oUYKPION TWV PIKPOKATEPYAOIWV KOTTAG (Tpaxutnta eTmipaveiog/
MEyEBOG) CUYKPITIKG e GAAEG Biadikaoieg OTTwG pe Aéilep (LBM), EDM, Aciavon kai LIGA.
O1wg @aivetal TIWEG Ra yUpw oTa S5nm gival EQIKTEG yia EQAPUOYES HEYEBOUG Tum.
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ZyAua 2.2 Baoikoi TTapauETPOI TNG TEXVOAOYIOG TWV HIKPOKATEPYOTIWY

2.1 QuoIKN TNG HIKPOKOTTAG

MNa TIG MIKpOKATEPYQOiEG auvexiCouv va 10XU0OUV OPKETA XAPOKTNPIOTIKA TNG CUMPBATIKAG
MNXAVIKAG PE TN d1a@opd OTI UTTAPXEl Peiwon oTo PEYEBOG Kal TNV KAIMAKA TWV AVTIKEIME-
VWV TTPAYHa TToU €AAXIOTA €TTNPEACEI TA YEVIKA XAPAKTNEIOTIKA TNG dladikaciag. MapdAa



autd otav gite n avaloyia Twv dlacTAoEwWY Tou TEPaAxiou, €iTe TO PEyeBog TNG MIKPODOUNAS
TOU UAIKOU O€ OX£0N ME TO KOTITIKO €PYAAEio TTou xpnoiyoTroigital (T1X. n SIGUETPOG Tou)
gival apkeTA WIKPN, TOTE O €MOPACEIS aTTO TNV AAAAYA TWV dIACTACEWY UTTOPEI va OAAG-
¢ouv TNV 0An TTPOCEyyIon TNG KATEPYAOIAg.

H emidpaon NG peiwong Tou pey€BoUG TwV TEPAXIWVY KAl TWV KOTITIKWY £EETAJOVTaI ATTO
Ouo TAeupég. MpwTov yia 1o av To BABog KoTMG eival TNG idlag TAENG WE TNV aKTiva TG
KOWNG Tou gpyaleiou Kal BEUTEPOV KATA TTOCO N MIKPODOUHA TOu UAIKOU TOU KATEPYalOuE-
VOU TeMaxiou eival eTnpeddel 1o pnxavioud Tng Kotmes. To oxrfua 2.3.a TTapouciadel
QUOIKN TNG 0pBOYWVIKAG KOTTAG OTN MiKPo KAiJaka OTTou TTapatnpouvTal TE0oEPIG JUVEG
TTAPANOPPWONG:

EAaoTikn
gnavagopa

(a) duoikA opBoywWVIKAG KOTTNG

Fas
FZ
an\L
F1

(0i+6f)/2

F4n

AigBuvon Kotriig
g

(B) O1 duvdapeig oTIg eMQAVEIES TPIRAS TOU KOTITIKOU £pyaAgiou
ZyAua 2.3. PuoIKr TNG HIKPOKOTTAG
o Zwvn 1: Eivail n ¢wvn d1GTUNONG 6TToU avaTiTUoOETAl N PEYIOTN BIATUNTIKN TA-

on.
o Zwvn 2: Eival To TuAPa Tou aTToBAITTOU TToU £§WBEiTal ATTO TO KAUTTUAO TUR A



NG KOYNG.

o Zwvn 3: Apopd otnv TrepIoXn TPIBAG Tou atmoBAiTTou TTdvw OTNV ETTIPAVEIQ
a1roBAITTOU TOU KOTITIKOU €pyaAgiou.

o Zwvn 4: AvTIOTOIXEI OTNV TTEPIOXN TPIRNG TOU TEPAXIOU PE TNV EAEUBEPN ETTIPA-
vela atroBAITTOU TOU KOTITIKOU €pyaleiou, n oTroia o@eiAeTal 0TV EAQOTIKN €-
TTava@opd Tou UAIKOU.

O1 duvdpeig TTou avaTTuooovTal OTIG TTEPIOXEG ETTAPNG TOU KOTITIKOU JE TO TEPAXIO KAl TO
atréBAITTO TTapouacidlovTal ato oxAua 2.30.

2. Epappoyég

O1 oupBaTikéG KaTepyaoieg apaipeons UAIKOU, Topveuan, dIdTpnon, epaildpioua, Asiavon,
MTTOPOUV €UKOAQ VO XPNOIYOTTOINB0UV YIa TV KATAOKEUR TEPAXiWV TTOAU HIKPpWV dIAoTA-
OEWV TTOU atraITouVv TTOAU peyaAn akpifeia. MNa 1o Adyo autd XpnoIUoTToIoUVTal EPYAAEIO-
HNXavéS TTOAU UWNARG akpIBeiag, eCOTTAIOUEVEG JE ECAIPETIKIG KATAOKEUAOTIKAG aKpIBEiag
oANioONTAPEG, £dpava Kal epyaAgia. AKOun, n €QIKT TpaxuTnTa £TTIPAVEIOG gival TG TAENG
MEPIKWYV NM O€ EQAPUOYES vavoTeEXVOAOYIaG. MeEPIKEG YEVIKEG EQAPUOYEG UIKPOKOTING (U-
WNARG akpipeiag) agopouv O¢:

o AEOVOOUUMETPIKEG ETTIQPAVEIEG: ETTITTEDEG ETTIQPAVEIEG, CPAIPIKG | YN CTQAIPIKA
oxfuaTa.

o 2UvOeTeG yewpeTpies: MNMapaBoAikéEg, eAAeIPoeIdEiG Kal DAKTUNIOEIDEIG ETTIPAVEI-
£G.

o MoAuywviké& KATOTITPA, MIKPOPOKOI.

o MIKPOKATAOKEUEG, EKPAYEIQ.

o MIKPOEYKOTTEG.

MapadeiypaTa TPoIOVTWY PIKPOKOTTHG TTapouaidfovTal 0To oxpa 2.4.

" o

(a) Mikpogpakoi (B) AEovOOUUUETPIKA KATOTTTPA
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(y) ‘Exkevipn pIKpOKO'IT ﬂGpGBXlKo (8) ZaipIKA MIKPOKATAOKEUR
KaTOTITPOU

ZyAua 2.4 EQapuoyég NIKPOKOTTAG

2.3 Katepyaoieg MIKPOKOTTHG

O1 KaTEPYOOieg MIKPOKOTTAG XAPAKTNPICOVTAl OTTO TN PNXAVIK AAANAETTIOpacn evOog aiXun-
poU KOTITIKOU epyaAgiou pe To UAIKG Tou Katepyadduevou Tepayiou, TTPOKaAwWVTAG Bpalon
Méoa oTo UAIKO KOTA UAKOG HIOG KOBOPIoUEVNG TTOPEING, HE ATTOTEAECHA TNV aPAipeECH TOU
TTEPITTOU UAIKOU HE Tn Jopen atrofAitTou. lMpokeiyévou va Trpayuatotroindei pia téroia OI-
adikaaoia:

o TO UAIKO Tou gpyaAeiou Ba TrpéTrel va gival OKANPOTEPO ATTO TO UAIKO TOU KO-
HaTIoU Kal va pnv diaxéetal 0epuoTnTa JETAEU TwV SUO0 UAIKWV.

o N akTiva TNg KOWNG Tou epyaAciou Ba TTpéTrel va gival TnG idiag 1 HIKPATEPNS
Té&NG peyEBoUG Tou TTAXOUG KOTNG. Epdoov o1 dlaoTdoeig Twv dopwy KaTep-
yaoiag gival TNG TaENG PEPIKWY OEKABWY TOU UM, Ol €TBUUNTEG TIMEG yIa TO
TTAX0G TOU ATTORAITTOU KOl KOTA OUVETTEID N OKTiva TNG KOWNG Tou €pyaAEgiou,
gival Tng Té&NG MEPIKWV eKATOVTAdWY nm. lMa Tapddelyua, n TTPOCOUOIWoN
MOPIOKAG OUVANIKAG, £D€IEE OTI TO EAAXIOTO TTIBAVO TTAXOG KOTIAG £XEI UTTOAO-
yioTei va gival Aiyétepo ammé 1nm yia 10 XaAKO Kal TO aAOUUIVIO O€ KOTEPYAOia
ME KOTTITIKO aTTO SIQUAVTI OKTIVAG aKUNAG PIKPOTEPN atrd 10nm.

o AAAN pia atropaitnTn OUVBAKN OTN PIKPOKOTTA €ival n dlaBeoiudtnta epyaAeio-
MNXavwVv UWnANg akpiBelag yia TNV TTITEUEN avoXwv Kail TTaxn ammoRAITTWY Ka-
Tw ToU Tum. Mnxavég CNC pe akpiBeia 8éong 5nm, oe dIAPOPETIKEG KATEU-
BUvoeig O1EUKOAUVOUV TN PIKPOKOTTH.

‘Eva OnNUAVTIKO MEIOVEKTNHO TWV KATEPYACIWV PIKPOKOTING Eival N oXETIKA peyaAn duvaun
KOTTAG n otroia  eTnpeddel TNV akpifeia kal Ta opia Tou PeyéBoug katepyaaiag, Adyw ek-
TPOTIAG TOU £pYAAEiOU Kal TOU KOHATIOU. H aixunpedtnTa NG KOwng Tou epyaleiou, dnAadn
N aKTiva NG, €TNEEAel KaBoPIoTIKA TN dUvaun KoTmg. MNapd Ta PEIOVEKTAPATA TOUG , Ol
MIKPOKATEPYOQTIEG KOTIHG TTAPOUaIAdouv peydAn suehigia. Or NAEKTPIKEG 1610TNTEG TOU KO-
paTiou dev eTnpedlouv Tn diadikaagia, KaTd CUVETTEIR TTAACTIKA KAl HETAAAIKA UAIKA KOBWG
€TTIONG Kal OUVOETIKA UAIKA gival eTTe¢epydaiua otn pnxavr). 'Eva xapaktnpioTike TTapdde-
IYMQ gival n dIGTPNoN OTTWY O€ TTVOKEG KUKAWMPATWY. AVTIBETWG, TTOAU okANpd A wabupd
UAIKA gival BUOKOAa oTnv Katepyacoia. EvrouToig, Ta wabupd UAIKA PTTopoUV va KOTTouv o€
OAKINEG TUVORKEG yIa TTOAU HIKPA BABN KOTTAG, TNG TALEWG EVOG DEKATOU TOU M.



To eAKUOTIKOTEPO TTAEOVEKTNMO TNG MIKPOKOTIAG €ival n duvatoTnTa Karepyaoiag 3D pik-
po-0opwv TTou xapakTnpiovral ammd uwnAég avaroyieg OIOOTACEWY KAl YEWMETPIKN TTO-
AUTTAOKOTNTA.

Mapadeiypara:

ZxAMa 2.5 Exkpayeio o xdAupBa SAE H13 pe uleocpmedploo(

Katepyaoia ypauuikwy audakwoewyv o PMMA, kpdua 6061 opeixaAkou Kai
aAoupiviou (TTAGToug 15 - 20 um) Kal OPOKEVTPEG aUAAKWOEIG TTAGToug 30um
o€ emiTedeg emMPAvEIEG ahoupiviou 6061.

Katepyaoia eAIKOeIdWY auAakKwaewy 13um o€ KUAIVOpIKA Tepdyia Al 6061 kai
PMMA. O1 auAaKwaOE€IG TTOU KATOOKEUAOTNKAY TTapoucidlouv péon TpaxutnTa
Ra pikpotepn ammd 0,30um yia OAa Ta UAIKA.

Mikpo@paildpiopa aulakwoewy TTAGToug 15um oe Al 6061, opeixaAko, XGAu-
Ba kai PMMA pe koTITiKé 2, 4 Kal 5 aKuwv.

MikpoKkoTrj XGAUBa pe KOTITIKA atrd KapRidlo BoA@pdauIou yia TNV KOTAOKEUR
MIag TTARpouUg TPIodIAoTATNG MATPAG YIa TTAAOTIKA, @Tiayuévn atmd SAE H13,
EMTUYXAVOVTAG TpaxuTnTa £mipaveiag Rz ion pe 0,5um (oxnua 2.5).

Arédo0on MikpokoTrig

Aldgopa pétTpa amdédoong cuvdEovTal ouUVABWG PE TNV atmddoon TG MIKPOKOTTAG (OX M
2.6). & auTd UTTOPOUNE VO CUPTTEPIAGBOUNE TO OXNUATIOKO EEBUPACUATOG KAl T TTAPOUO-
IO ATTOTEAEOUATO TTOU APOPOUV GTNV aKpipeia.

®Bopa
EpyaAcgiou

AxpiBeia

ZXHanaNoS Tepayiou

ATtroBAiTTOU

Avuvapeig
Kotriig

TpaxuTnTa
Em@adveiag

ZyApa 2.6 TMapdueTpol TTou TTNPEACOUY TNV aTTOd00N OTN MIKPOKOTTA



‘Eva onuavTtiké ATAUa 0TnN PJIKPOKOTT €ival N agaipeon Twyv EeBupacudtwy. Eteidn o i
AO0TACEIC TWV TEAIKWY TTPOIOVTWY KAVOUV TO XEIPIOUO TOUG WETA TNV Katepyaoia SUOKOAO,
ol oupBaTikég péBodol yia TNV agaipeon Twv ¢gBupaopdTwy gival aduvaTtov va eQapuoc-
TOUv. INa 10 Adyo auTtd £xouv avaTtTuxBei €IBIKEG TEXVIKES yIa TNV A@AipeECn TOUG KaBWG Kal
OTPATNYIKEG KATEPYAOIAG TTOU uNdevi(ouv TO OXNHATIONS TOUG.

H duvatétnta epapuoyng epyaleiwv armd diapdvTi gival TTepIopIoPEVn oTa PN 01dnpouxa
UAIKA. Mia eATTIB0@OPOG TEXVIKA YIA TNV KATEPyaoia Tou XAAUBa pe dIaPAvTI €ival N KOTA
eMemTIkig dovnong (Elliptical Vibration Cutting) 61Tou XpnoidoTtrolouvtal dovAoEI§ o€ dU0
KateuBuvoelg e ouxvotnta Trepitmou 20kHz. Kabwg n péyiotn taxutnta dévnong opieTal
MeYaAUTEPN aTTd TNV TAXUTNTA KOTTAG, N KOTTA TTPAYUATOTTOIEITAI TTEPIODIKA O€ KABE KUKAO
NG ddvnong. Me autr Tnv TEXVIKN N OUvVAUN KOTTAG WEIWVETAI GNUavTIKA, TO id10 Kal n Bep-
MIK EVEPYEIQ TTOU TTOPAYETAI KAl O XPOVOG ETTAPAG METAEU TOU €PYAAEIOU KAl TOU KOPUATI-
ou. O1 Mo ouvnBeIg TUTTOI KATEPYAOIWV WIKPOKOTING €ival N MIKPOSIATPNON, TO MIKPOPPAI-
{apioua Kai n JIKPOTOpVEUDH.

2.3.1 MikpodidTpnon

H pikpodidtpnon gival hia TTOAU ONUAVTIKN KATEPYQOia O€ MIKPOKAIMAKA KAl XapaKTnpiZeTal
ato Ta PIKPWYV d1aoTAcEwWV TPUTTAVIA. H KIVAPOTIKA TNG KABWG Kal T YEVIKA XOPAKTNPIOTI-
KA TNG gival TTapouola he TN cupBaTikn didrpnon. Mia onuavTikni diagopd TG diIdtpnong
oTn MIKpodIdoTaon cival N uynArf akpifeia TTEPIOTPOYPNS Tou HIKpoepyaAgiou. H akpiBeia
TTEPIOTPOYPNG HTTOPEI VA €TTNEEACTE ATTO TTOAAOUG TTapAyovTeS OTTwG N AdBog ToTToBETNoN
1 oAicBnon Katd Tnv TTPEWTN ETTAQPr] TOU TPUTTAVIOU UE TO AKATEPYOOTO TEUAXIO. TO QaIvo-
MEVO AUTO TTPOKAAEI EKKEVTPN ATTOKAION TOU £pYaAgiou aTTd TOV TTPAYUATIKO KUKAO TTEPIO-
TPOPNG KAl €XEI KATOOTPOPIKEG CUVETTEIEG YIA TNV OMAAN dieEaywyr TNG KATEPYAOTiag Kal
yid TO idI10 TO KOTITIKO EPYAAEiO.

AGYW TNG XAUNANG AvTOXNG TWV PIKPO-£PYOAEiWV N Katepyaaoia Ba TTPETTEl va EKTEAEITAI O€
MNXAVA PE TTVEUPOTIKO oUOTAPA aTpAKTOU Kal €Aeyxo B€ong kAeioTou Bpdyxou. Or TaAav-
TWOEIG Ba TTPETTEI VO EAAXIOTOTTOIOUVTAI EVW O EAEYXOG TNG TTPOWONG TTPETTEI VA YiveTal e
opaAS Kal ouveyr TpOTTo. AKOUa Kal éva epyaleio eEQIPETIKAG akpiBelag putropei va odnyn-
B¢ei o€ avemBUPNTN €KKEVTPN ATTOKAION. ZTN WIKPOJIATPNGN N KOWN Tou epyaAciou agaipei
UAIKO KUPIWG YE CUUTTIEON KAl KOTTA O€ TTOAU HEYAAEG apvnTIKEG Ywvieg atroBAiTTOU. H TTE-
piTTwon TnG d1GTPNONG UTTO KAION aTTOTEAEI TTPOKANCN YIa TOUG £PEUVNTEG KABWG €KEI Ol
Ouvdapeig TTou avamTuooovtal odnyouv o€ eUKOAN Bpaucn Tou KOTITIKOU epyaAciou. Emmim-
Aéov, TA TOIXWHOTA TWV PIKPOOTTWVY TTOU AVOiyOVTal AVAKOUV OTIG TTIO AEIEC ETTIQAVEIEG TTOU
atrodidovTal HEOW CUUBATIKWY KATEPYOAOIWY (OQEIAETAI KUPIWG OTOV €10IKO KUKAO d1ATPN-

ong).

Ta uIkpOTEPQA TPUTTAVIa gival TUTTOU-@TUAPIOU (spade type). Ta pikpoTputrava autd dev
Exouv eAIKoeId] TTITEPUYIA OTTWG Ta CUMBATIKA TPUTTAVIA, YEYOVOS TToU KaBIoTd Tnv aTTo-
Makpuvon Twv amoBAITTwy atté TNV oTTh 1110 duoxepn. Tputrdvia pe SIAUETPO PEYOAUTEPN
atrd 50um PTTOPEi va KATOOKEUAOTOUV pE eAIKOEION akur (twist drills), evw TpuTTravia piIk-
POTEPNG OIOUETPOU Eival ATTOKAEIOTIKA TUTTOU QTUAPIOU AOYW TwV OUOKOAIWV KOTAOKEUNG
€ANIKOEIOOUG PopYNG o€ auTr] TNV TAEN PEyEBoUG. 210 OXNPa 2.7 TTapouciAlovTal EIKOVEG
EPYAAEiwV WIKpodI&TPNONG.
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ZxApa 2.7 MNMapadeiydaTa KOTITIKWY JIKPOdIATPNONG

H peyadAn apvnrikn ywvia atmrofAitTou Tou TputravioU atraitei uwnAr duvaun Tpowong
TTPAyUa TTOU KaTadeIKvUEl Kal TNV ETTidpacn TNG KAINOKAG oTnv Katepyaoia. Etriong n a-
TToudKpuvon Twv ammoBAITTWY gival o dUCKOAN, yI'auTd n UIKPOodIATPNGCN TTPETTEI VA EKTE-
Agital wg pia eravaAnmTikh d1adikaoia KaTtd TNV OTT0ia TO TPUTTAVI ATTOPOKPUVETAI KAl
ETTAVEICAYETAI OTNV TTPOG KATEPYATIA OTTr, WOTE va €ival duvartr) n AmTOPAKPUVON TwV O-
TTOBAITTWY aTTd TO ECWTEPIKO TNG, OTTWG PaiveTal 0TO OXAMA 2.8.0.

To oxfpa 2.8 TTapoudciddel To PNXAavOAOyYIKO OXEDI0 VOGS TUTTIKOU KOTITIKOU £pyaAgiou yia
MIKpOBIATPNON, OTTOU ATTOUCIACE!l N KAQOIKI EAIKOEIOAG YEWMETPIA TWV CUUBATIKWY TPUTTO-
viwv. H atropdkpuvon amoBAiTTwy atraitei wg kai Tn SITAdoia aovikry dUvaun Kai £XEl WG
ouvETTEIa TNV ypryopn ¢Bopd Twy KOTITIKWY. OTTwg Kal OTIG CUMPBATIKEG KATEPYATIES, £TOI
KAl OTn MIKPOdIATPNOT), Ol CUVIOTWHEVEG TIUEG TNG TTPOWONG KAl TNG TAXUTNTAG KOTTAG €-
EapTwvtal atrd 10 UAIKO Tou KaTepyadouevou TePayiou. TUTTIKEG TIMEG yIa TNV TTPOWON €ival
NG TAENG Tou 1um/rev Kai yia TiG oTpo®Eg aTtpdkTou 5000 rpm. YWnAOTEPEG TIMEG TTEPIO-
TPOPNG MTTOPEI va 0dNynoouv o€ OKAfPUVON Tou UAIKOU TOU TEPayiou pE ETTakOAoudbn au-
gnon Tng dUvaung TPOwWang.

TTopakpuvon
putravou

Omiobia

Eioaywyn A ﬁ‘,
uypouU KOTING N /
Alciodnon
TPUTTAvou 1 ;
Naxog kéyng 4 AW
KopUPrig
‘ & AN
|~ eheuBepiag
(a) (B)

ZxApa 2.7(a,B) MEB0SOG UIKPOBIATPNONG KAl YEWMPETPIA JIKPOTPUTTAVIWY

MAgovekTApaTa & MEIOVEKTAMATA TNG MIKPOSIATPNONG
Ta TTAgovVEKTAPATA ival Ta akdAouBa:
o O1 NAeKTPIKEG 1810TNTEC TOU KOMUATIOU TTPOG KATEPyaaia dev eTnpeddouv T OI-
adikaoia. ETTopévwg ITTopouv eUKOAA va EKTEAECTOUV KATEPYOAOIEG OTA TTEPIO-



00TEPA METAAAA Kal TTAOOTIKA, CUUTTEPIAGHUBAVOUEVWV TWV CUVOETIKWY TOUG.
‘Eva xapakTnpioTikd TTapadeiypa gival n d1dTtpnaon oTrwy o€ TTiVAKEG KUKAWHA-
TWV.

O xpovog katepyaoiag utropei va eAeyxBei eUkoAa €treldr n diadikacia givai
o1afepn 6tav £xel oploTei N KATAAANAN TTPOWON ava TTEPICTPOPN.

AQ' eTépou, TO MEIOVEKTAMATA gival TO £ENG:

EuButnTa Tou TpoiévTog

O1 TpUTTEG oUXVA £Xouv KAion €TeIdA 0 TTPooAvVATOAIOUAGG TOU TPUTTAVIOU £TTH-
peadel To NON-KOATEPYAOHEVO WEPOG TwV OTTWV. [poKEeINévou va aTToPeuyBEi
auTh N KAion, €ival atrapaitnTn N CwoTA TOTTOBETNON OTAV apXilel va KOBEl N
KOwn Tou Tputraviou. Edv n Béon NG KOWNG PETATOTTIOTEN £€0TW KOl O€ WIG TTO-
AU pikpr) aréoTaon a1rd 10 KEVTPO TNG OTTAG, TO TPUTTAVI TEIVEI va aKOAOUBACEI
TN ywvia TTou KaBodnyeital atrd tnyv TPUTTA TTOU TO idI0 TO £pyaAcio dnUIOUPYEI.
MoAU okAnpd f wabupd UAIKG cival dUoKoAa oTnv Katepyacoia. ‘Eva tputrdvi
ato SlapavTl e PIKPO BAB0G KOTMG (A YE MIKPR TTPOWON) KTTOPEI va ival Jia
A0on o€ autd 1O TTPOPRANUA, EVIOUTOIC AOYW WabupdTnTag, gival dUOKOAO va
KATaoTOAEI EVTEAWG N dnuioupyia BpaucudTwy Kal n Bpalon Twv PIKPOTPUTTA-
VIWV.

2.3.2 Mikpo@paildpioua

To pikpogpalldpioua cival atmo TIG IO dNUOPIANG PIKPOKATEPYATieS. Mpoapépel UWPNAES
aTTOdOCEIG KATEPYATINOTNTAG TTPOIOVTWY UE AOYIKO KOOTOG A@AvovVTag £T01 JEYAAQ TTEPI-
Bwpla kEPOOUG. 21O PIKPOPPAICApIoua:

n mpoéwon ava d6vr dc Lemepvdel To
Tum

T0 BdBog KOTAG KupaiveTal amd 2-15
Mm

n TaxuTnTa TEPICTPOPNS TG ATPAK-
Tou &etrepvd Tig 50000 rpm

n SIGUETPOG TOU KOTITIKOU gpyalAciou
gival pikpoTepn atréd 0,3 mm (oxnua 2.9).

ZxApa 2.9 KovduAlogpopo epyaAsia

Map’ 6Aa auTé To EPAIEPICUA 0T HIkpodIdoTacn  EMITTEONG  amoAngng  oupBarikou
aTTOTEAE] I GPKETG QTTAITNTIKY KaTepyaoia Adyw  PPAICapiopatog peyéBoug 6mm kal
TWV IBIAITEPWY POPTICEWY TTOU aoKoUvTal 0To gu-  MIKPOPPaIGapiopaTog MeyéBoug
aioBnTo avaAoyiKa KOTITIKO £pyaAgio. 210 akpOTa- 200pm.

TO ONUEIO TNG KOTITIKAG AKUNAG ETTIKPATOUV BAITTTIKEG TACEIG, EVW Ol CUVOAKES KaTatrévnong
HOKpIG atrd TNV KOWN PETATPETTOVTAI O KOUTITIKEG.

Alagopég ppailapiocparog otn cUPBATIKA KAIMOKO Kal T HIKPOKAiJaKa

AoTOXiOo TWV KOTITIKWYV £PYAAEiWV. ZT0 KaVOVIKO QPaIldpIoHa TTapaTnPOoUlE
@O0PAa TWV KOTITIKWV €PYOAEiwV. ZTn Wikpo didoTacn OPwG gival o olvnBeg
TA MIKPOOKOTTIKA KOTITIKA epyalegia va @Bdavouv oT1o 6plo KAPWNG Toug TIpIV
onueiwBei agidAoyn @Bopa.

Tax0TnTa KOTAG TOU gpyaAgiov: V=r-w



oTTOU:
V n mepIPePEIaK TaXUTATA KOTTAG (M/S)
I €ival n akTiva Tou KOTITIKOU gpyaAgiou (m)
W N ywviaknh Tax0tnTa TepIoTPoPng (rad/s).

o KaBwg perwveral 1o PéyeBog TG SIQUETPOU YIA KATEPYATIEG OE MIKPOKAIMOKA,
n TaxUTnNTa TTEPICTPOPAG TTPETTEI VA auENBEi £T01I WOTE va AvTIOTABUIOTEI N a-
TTWAEI O€ TTEPIPEPEIAKT TAXUTNTA KOTTAG.

o EAAOTIKA €Tava@opd TG KATEPYAOMEVNG ETTIQAVEIAG. Oa TTPETTEl va AaU-
BaveTal uTtdWn Kai n TPIRA METOEU epyaAciou-Tepayiou oTnv eAeUBEpPN ETTIPAVE-
IO TOU KOTTTIKOU.

o Mayxog Tou atroBAiTTou. XTI PIKPOKATEPYOOiEG TO TTAX0G ATTOBAITTOU €ival
MIKPOTEPO ATTO TNV AKTIVO KAPTTUAOTATOG TNG KOWNG TOU £pyaAEiou. 2Tnv Tre-
piTrTwon TTou cupBei To avriBeTo To KOTITIKO epyaleio aoToxei. H cuuBaTikn
KOTTH UTTOBETEI 0&gia KOWN Kal avaTITuén TTAPAROPPUOEWY OTO ETTITTEDO OIAT-
HNoNG KAl oTNV ETTIQPAVEIQ JETAGU TEPaxiou-atTOBAITTOU aduvaTei va AVTIMETW-
TTioel Tnv emidpacn KAipakag. Q¢ amoTréAeopa auThg TN TTapadoxng eival o
OXeOIOONOG TWV KOTITIKWY €PYAALiwWY PE apvnTIKA ywvia atmrofAiTTou 1Tou
@Tavel TIG 50 poipeg. Ze TETOIEG ywVvieg atTORAITTOU n dUVANN KOTTAG TTOU dniI-
oupyeital auEdvetal, e ATTOTEAECUO TN ONUIOUPYIa PIKPOOKOTTIKWY atToRAIT-
TWV. AuTO pag divel TRV duvaToTnTa PETARBAONG aTTd TTPOWOCEIS mMM/rev o€ TTo-
AU Mo Tapaywyikég mm/min. MNa va cuuPei autd xpeialovral TTOAU uwnAég
TaXUTNTEG TTEPIOTPOPAS TNG ATPAKTOU TTOU WTTOPOUV va GTACOUV CHUEPA TIG
500.000 rpm (oxAua 2.10).

o Auvapeig TpIBAG. 210 HIKPOPPaIlApICHa O dUVAUEIS TPIBAG METPOUVTAI WE
TTpoxwpnuéveg peBddoug Ommwg FFM (Friction Force Microscopy) evwy 0Tn
MokpoKAiyaka pe atmAd opyava pErpnong Tdoswv. Etiong n TpiBoAoyikr Bew-
pia Tou pikpo@palilapiopaTog BacifeTal 0TV KBAVTOUNXAVIKA, EVW OTN HOK-
POKAIUAKA OTNV KAQGTIKY JNXOVIK).

o ®Bopd. 210 pIKpOPPAI{APICHa N @OOPA PETPATAI PE TTPOXWPNMEVES HEBOOOUG
otTTwg AFM (Atomic Force Microscopy), FFM KATT evw, 0Tn HaKpodIdoTaon HE
pEBOOoUG SEM (Scanning Microellipsometry), 1 péow PETPNONG ATTWAEIOG PA-
Cag A dykou. Emiong n @Bopd oTn pikpodidoTaon TTPAYUATOTIOIEITAlI O YOpPIa-
KO ] aTOMIKO €TTITTEDO, QVTIOETA PE TN MOKPODIAOTACN OTTOU €ival OpaTr) akOua
KAl JE YUUVO JATI.

o Daivopeva TOAAVTWOEWYV. 2T0 PIKpo@paifdpiopa AauBavouv Xwpa PeyaAng
€KTOONG QAIVOUEVO TOAQVTWOEWV T OTToi0 OTTOTEAOUV Kal Ta coBapdTepa
TTPOoBARAMATA TNG KATEPYOTIOG.

o ZuvexNg ETOTITIKOG éAeyxog OTn pikpodidoTtaon. [Mapddeiypya atmoTeAe n
TTEPITITWON AO0TOXIOG TOU KOTITIKOU epyaAgiou, dTTou gival aduvaTov va dIaTTIo-
TWOEI JE YUPVO PATI. ZTNV TTEPITITWON AUTH XAvovTal TTOAAEG EpYATOWPES aPoU
yiveTal KaraoTratdAnon Tou XpOvou Xwpig va uTTapxEl KaTEPYaaTia.

KaBioTatal Aoirév ca@Eg Twg N pn BEATIOTN €TTIAOY OUVONKWY KOTTAG £XElI WG ATTOTEAED-
MO va xavovTtal AoKOTTa XINIAOEG EPYATOWPES ETNCIWG, ME TTAPAAANAN KaTavaAwon TTépwV
KAl KEQOAQIOU. ZTNV TTEPITITWON TNG MIKPOUNXAVIKAG AOYW TWV IDIAITEPOTATWY TTOU TTEPIY-
pagnkav TTapatrédvw Ta TTEPIBWPIa BEATIWONG O€ OPICUEVEG TTEPITITWOEIS ayyi(ouv TO
65%.
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ZxApa 2.10 MewpeTpia pikpo@pailapiopaTtog (a) otn Hakpo Kai (B) oTn MIKPOKAipaka

2.3.3 MikpoTtopveuon

la TN MIKPOKOTTA KUPTWV HOP@PWY, N TTIo d1adedouévn KATEPyaaoia gival N MIKPOTOpVEUDN.
H a@aipeon uAikoU oe TOpvo atraitei £éva TTOAU avBekTiIkO gpyaAeio (oxAua 11). ‘ETol o¢
QUTEG TIG KaTepyaaieg ouvnBieTal n xpAon KOTITIKOU atrd diapdavTl. ‘Eva Tapddeiyua piag
KUPTAG MIKPOKOTAOKEUAG O€ MIKPOTOPVO HE KOTITIKO atrd SIOPAVTI TTAPOUCIAdeTal OTO OX -
pa 2.12a.

ZxApa 2.11 Mapddeiypa Katepyaaoiag YIKPOTOPVEUONG

H uikpoTépveuon yia Tnv Trapaywyn MIKPOTTipwy gival duvatl aAAd OUOKOAOTEPO va
TTpayuaToTroIiNBEi aTmd TIG AAAEG EQAPUOYEG TTOU TTEPIYPAPNKAV avwTépw (oxniua 2.12pB).
To onpavTikdTEPo TTPOPRANUA TTOU AVTIMETWTTIETAI €ival n dUvAPN KOTING TToU TEivEl va
KAUWEl TO KOPUATI TTPOG Katepyaaoia. Eival Trapdpolo e tnv TTEPITITWoN TOU JIKPOYPaI{a-
pioPaTog evioUToIG TO TEUAXIO OTNV UIKPOTOPVEUON gival CUXVA eAACTIKOTEPO aTTO TO £p-
yaAgio. XpnoIgotrolwvTag Eva eQedPIKO epyaAeio f/kal peTaBAAAOVTOG TN ywvia KOTIAG,
aAAagovtag TNV KAion TnG KOWNG €ival duvartr) N KATAOKEUR PIKPOTTEIPWV UE PEYAAEG ava-
Aoyieg dla0TACEWY KAl JIKPEG DIANETPOUG.

D275 um
@377 um

@477 uym

(@ (8)
ZxApa 2.12 Mapddelyha KATEPYAOIAg 0€ HIKPOTOPVO



3. Tomropopgia

21NV TTapaKATw £vOTNTO EPEUVOUVTAI TOMEIG O OTTOIOI TTEPIAQUBAVOUV:

o Tnv emidpaon NG KAiJaAKag Kal To TTWG eTTNPEAlel TIG OUVANEIS KOTING, TO OXN-
MaTIoNO aTToBAITTOU, TN HOp@OAOYia Kal TNV TTapaywyr) EME@AVEIQC.

o Tnv emidpacn Tou oXNUATIOPOU EEBUPAOPATOG Kal TNV EAACTIKA/TTAACTIKA TTA-
PANOPPWON KATA TNV KATEPYOQTIa OTNV MIKPOKAIMOKA.

o Tnv eTTidpacn TNG HIKPOBOUNG OTNV ATTOdo0N TNG UIKPOKATEPYATIAG.

3.1 EAGXI0TO TTaX0G KOTTAG

To eAdxioTo maxog kot (MTC - Minimum Thickness of Cut) oTig Katepyaagieg HETAAAWY
opieTal wg To EAAXIOTO TTAXO0G UN-TTAPAPOPPWHEVOU GTTOBAITTOU TTOU UTTOPEI VO a@alpeDEi
oTa0epd aTTd HIA ETTIPAVEIQ KATEPYAOTIAG KATW ATTO TEAEIQ ATTOd00N PIAG EPYAAEIOUNXAVAS
(dnA. gival n oplakn TIPA Tou TTAXOUG KOTTAS KATW aTTd TV oTToia &gv axnuartifetal otabepd
atmmoBAITTO). ATTO TTPAKTIKA dtTown, To MTC atroTeAei JETPO TNG MEYIOTNG EQIKTAG aKPIEIag
KATW a1ré KAaBopIopéveG OUVONAKES KOTTAG UE 10AVIKI atTddoon TNG EpYOAEIopunXavhg. ATrd
QUOIKA ATTOWn QTTEIKOVICEl TNV UAIKA CUUTTEPIPOPA TOU TEMAXIOU UTTO OKPAIEG MNXOAVIKEG
OUVONRKeG OTNV KOWN. 210 oXAMA 3.1 TTOPOUCIAZETAI TO ATTOTEAEOUA KATEPYATIAG TNG ETTI-
QAVEIAG PE KOTITIKO £pYAAEiO KUKAIKNG AKUAG.
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ZyAua 3.1 Mpo@iA em@AveIOg YE KOTTTIKO KUKAIKAG KOWNG.

To evepyd TTAXOG KOTTAG Oev gival TTAVTA I00 PE TNV OVOUAOTIKA TIUA TTou uTToAOYileTal ye-
WHETPIKA KaBWG eTnpeddeTal atrd TN CUPTTEPIPOPE TOU UAIKOU yUpw aTrd TNV KOTITIKI aK-
M Tou epyaleiou. H diapopd peTagl Twv OVOUACTIKWY KAl TWV TTPAYUATIKWY TIHWV BEw-
peiTal 6T KupaiveTal Tuxaia Kai ETTOPEVWGS gival BUOKOAO va TTpoBAe@Bei. H oxéon petagu
TWV OVOUOOTIKWY KAl TWV TTPAYUATIKWY TTAXWV KOTTAG TTOPOUCIAZETAl OTO oXnua 3.2.
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ZxApa 3.2 OewpnTIKA OXEON METALU TOU OVOPACTIKOU KAl TTPAYUATIKOU TTAXOUG KOTTHG

21a oxnuara 3.3(a) kai (B) gaivovral Ta arOBAITTA KATEPYATIWV PE OVOUAGCTIKA TTAXN KO-
¢ Tepitrou 1Tnm kai 30nm avTioToixa. MapaTtnpeital oxnUaTiIopudg oTabgpou atroBAiTToU
akoun Kai otn vavo kKAipaka. ‘Exel amodeixBei Ot €dv n KOTITIKA akur diatnpnBei apkeTd
arxunen (akTiva KOWng MEPIKWY VAVOUETPWY) TOTE gival OuvaThA N KaTepyaoia evog TEPai-
OU HE KOAR atTddoon £TTIPAVEING KOl JE AKPIBEIa TG TAENS TOU VOVOUETPOU.

ZxApa 3.3 ATTOBANITTA KATEPYATIWY PE OVOPAOTIKG TTéxn KOTTAG (a) 1nm kai (B) 30 nm

Tooo n 106TpOTIN GCO KAl N avioOTPoTIN KOTIH €TTnpedlovTal o€ peydAo Babud amod Tnv
avaloyia Tou B&Boug KOTTAG 0€ oxéon WE TNV AKTIVa TNG KOWNGS TOU €pyaAEiou. ZTIG YIKPO-
KATEPYAOieg N akTiva TNG KOWNG Tou gpyaleiou Teivel va gival Tng idiag TdENg peyEBoug e
10 TTéX0G Tou atroRAiTTOU. OTTOTE pIa PIKP aAAayr) aTo BABOG KOTTAG ETTNEEACEI ONUAVTIKA
Tn Sladikacia. AuTtr) n avaAoyia kaBopilel Tov TPOTTO APAipecNnS Tou UAIKOU OTTwG eival n
KOTTA | n BUBION TOU KOTITIKOU OTO TEPAXIO XWPIG agaipean UAIKOU Kal n oAioBnon, kai
ETTOUEVWG TO ATTOTEAECHA TNG TEAIKNAG TTOIOTNTAG TNG £m@aveiag. H évvoia Tou eAdxioTou
TTAX0UG ATTORAITTOU KATW ATTO TO OTT0i0 TTaUEl TTAéoV va dnuioupyeital atroBAITTO 1 aAAIWG
TOU eAdxI0TOU BABOUG KOTIMG KATW OTTO TO OTT0i0 TTaUel va aalpeital UAIKO €xel ¢eTaoBei
atmo apkeTOUg epeuvnTéS. O TTPOadIoPICUOS TOU EAAXIOTOU TTAXOUG OTTOPRAITTOU €ival atra-
PaITNTOG WOTE Va eKTEAEITAI OPOA N KOTTH KAl va atro@eUyovTal @aivoueva BuBiong A oAio-
Bnong Tou KOTITIKOU gpyaAeiou. 210 oxfua 3.4 Trapoucidletal n €10IK EVEPYEIQ KOTTAG O€



ouvapTtnon Pe 1o AkoTTo TTaxog atmoBAITToU yia éva véo Kal éva @Bappévo epyaleio. OTTwg
TTapaTNPOUE N €I0IKA evEPYEIQ Eival JIKPOTEPN YIa @BAPUEVO EPYAAEio KAl yIa PIKPA TTAXN
atToBAITTWV.
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ZxApa 3.4 EIdIkA evépyela KOTTAG CUVOPTACEI TOU TTAXOUG AKOTTOU aTTORAITTOU YIa VEO KOl
©BapuEVO KOTITIKO epyaAcio.

O Kim k.a. Trapatfjpnoav Bubion Tou KOTITIKOU KATW aTTd £V CUYKEKPIPEVO BABOG KOTTAG
OIaTTIOTWVOVTAG OTI UTTAPXE! £va EAAXIOTO TTAXOG KOTTAG WOTE va dnuioupyeital atréBAITTO.
O Shimada k.a. diegfiyayav pia avaioyn PEAETN XPNOIMOTTOIWVTAG TTIPOCOUOIWCEIG YOPIa-
KAS OUVOUIKAG TTPOKEINEVOU va TTPOCBIOPIcoUV TNV atTOAUTN aTTaitoudevn akpiBeia Kai
Bpnkav 611 TO eAdxI0TO TTAX0G atroBAiTTOU gival TrepiTTou T0 5% TNG aKTivag TNG KOWNG Tou
gpyaAeiou yia To XaAkS Kal TO aAouyivio.

Qot1é00 0 Yuan K.a. Bprikav o¢ TTEIPAPOTA TOPVEUONG TTOU UAoTToincav pe SIaPdvT o€
Kpduata ahoupiviou 6T To eAdxXIoTO TTAX0G Tou atroBAiTTou Bpiokétav avapeoca oto 20-
40% TNnG aKTiVaG TNG KOTITIKAG aKWNG. OTTéTE N Tiur Tou EAAYIOTOU TTAXOUG aTTOBAITTOU TTO-
IKIAEI JE TNV akTiva TNG KOWNG, TO UAIKO TOou TEPayiou Kail TIG ouvenikes Kot G. Ooov agopd
oTn Povtehotroinon o Vogler k.a. TTpdTeivav TRV avattuén dUo XwpIoTWV HOVTEAWV duvd-
MEWV TTPOKEINEVOU VA YiVEI CWOTH aTTEIKOVION TG ETTIOPACNG TOU TTAXOUG TOU aTTOBAITTOU.

3.1.1 Emidpaon Tou eAdXI0TOU TTAXOUG ATTORAITTOU OTIG SUVAMEIG KOTTHG

O Vogler k.a. peAétnoav Treipapatiké T1a atTroteAéopaTa Tou EAAXIOTOU TTAX0UG atToBAiTTou
oTIG dUVANEIG KOTTAG. To @aopa ouxvotntag TG duvaung BPEOBNKE va TTEPIEXEI YIa OUVIO-
TWoa uTToappoVviKn (1/3 yia TIG OUVONKES KOTTAG TNG MEAETNG) TNG ouXVOTATOG TTEPACHATOS
TOU OOVTIOU, HE PUBUO TTPOWONG MIKPOTEPO aTTO TO EAAXIOTO TTAX0G ATTORAITTOU, OTTWG PO-
iveTal oto oxApa 3.5. AUTA n UTTOOPUOVIKA CUVIOTWOO CUXVOTNTAG OTTEIKOVIOTNKE OTO
XPOovIKG TTedio we eTmavalappBavépuevo oxEDI0 yia KABe ’n” Trepdopata dovTiwy (N=3 yia
TNV TEPITTTWON MEAETNG). AOYW TnG €midpaong Tou eAayioTou Tréyxoug atmofAiTTou, Katd
TNV KaTEPYaoia e PIKPR TTPOWon, To TTAX0G atToRAITTOU cucowpeleTal Kal N dUvaun au-

cavetal o€ KABe TTépacpa Tou epyaAgiou yia “n” TrepdopaTta Tou dovTiou, £wg OTou TO TTd-
XO0G ToU aTToBAITTOU Yivel HEYaAUTEPO ATTO TO EAGXIOTO TTAXOG ATTORAITTOU.
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ZxApa 3.5 MNeipapaTikd aTToTEAECHOTA TWY OUVANEWY KOTIHG KAl TO AVTIOTOIXO QACGHA I0-
XUog.

3.2 Mop@oTroinon amofAiTTou

EoTmidfovrag otn gopgoTtroinon Tou atroAiTTou, o Donaldson K.a. TTpayuaToTToincav JeAE-
TEG TTAVW OTN dIAPOpPwon HiIkpoatmoBAiTTwyY Kal o Nishiguchi k.a. katédeigav didgpopoug
MNXaviopoug popgoTroinong atmofAittou pe Bdon Tnv akTiva Tng kOwng. O Jackson Bew-
pnoe o1l 0 OXNUATIOPOG Tou atroBAiTTou Atav oTevd cuvdedeuévog e TV TPaxUTNTA TNG
ETMPAVEIAG KATEPYATIAG KAl OUOXETIOE TNV EAIKOEIO HOPPr) TwV ATTOBAITTWY PE TOUG UN-
XAVIOPOUG TTOU oUVOEOVTAl JE TNV TTPWTN Kail Th deUTePN wvn dIATUNONG. TO JOVTENO TTOU
aveTTTUEE TTPOERAEWE OTI N apXIKA ENIKOEIOAG HOP®r Tou ATTOBAITTOU OQEINOTAV O€ EvaTTO-
Mévov UAIKG aTnv emmipaveia attoBAITTOU Tou KOTITIKOU TTou JETEBAAE TNV ywvia Tou atrof-
AitTou Kai €101 GAAade To eTTiTredo SIATUNONG (OXAMa 3.6).

ZxApa 3.6 ATTOBAITTA YIKPOKATEPYATIOG a)\ouu'u L' ivowou TITUXWOEIG O€ HOPPN
¢Nikag (Jackson sel 213)

2TIG CUMBATIKEG KaTEPYATieg N WeUdOKOTIH ouvdéeTal cuVNOWG HE EAPVIKEG aAAQYEG OTNnV
Tpaxutntag TnG em@dveiag. O Weule k.a. diammiotwoav 011 70 id10 PTTOpEi va cupBei kai
OTIG MIKPOKOTEPYOAOIEG O TEIPANATA MIKPOPPAI(OPIOPATOG HE Mi KOTITIKA OKWF TToU
TTpayudatoTroincav e xdAuBa SAE 1045. O Waldorf k.a. TTapathpnoav 61 pia oTabepn)
WEeUDOKOTTA, N oTToia augdvel onPAvTiKa Tn duvaun diIdTunong, oxnuari¢erar otav n Tpow-
on eival piIkpdéTepn atrd TNV akTiva KOTTIKAG akuAg. O Kountanya kal Endres peAétnoav
ETTIONG TO PNXAVIOUO TTApPAuOPPWaONG ToU UAIKOU OTnv TTEPIOXN TNG KOWNGS XPNOIKOTTOIW-



vTag epyaleia pe apPAcia KOtk akpr. Mapartipnoav o€ TTpayuaTikd Xpovo uia otabepn
WeudOKOTIA KOVTA OTNV aKTiva TNG KOWNG, OE OpEiXaAKo, TNV OTToia ouvédEaav WE TIG [E-
TABOAEG TWV BUVANEWY KOTTAG TTOU PETPAHONKAY TOUTOXPOVA.

YTapxouv onUavTikEG dIAQOPEG OTN HOPPOTToINCN aTToBAITTOU avdAoya pe Thv TaxuTnTa
KOTTAG. Ta atréBAITTA TTOU TTPOKUTITOUV ATTO HIKPOPPAICAPIOHA UWNAWY TAXUTATWY TTApO-
uoldlouv peyaAuTepn auvoxn kal oTig Tpeig diaoTdoelg. O1 pwyuéG TToUu TTapouaidlouv
eQaviCovTal o€ idIa ouxvoTnTa Kal €KTACN 0€ OAA Ta ATTOBAITTA, TTPAYUA TTOU ONUAivel
TTWG OTO PIKpoPPaIldpiopa o uPnAEG TaxUTNTEG O CUVONKEG KOTTAG TTapapévouy oTabe-
PEG. Ze MIKPOTEPEG TAXUTNTEG TTEPIOTPOPAG TA ATTORAITTA £XOUV PEYOAUTEPO UAKOG. AUTO
MTTOPET va oQEiAeTal OTO YEYOVOG OTI TO €PYOAEIO TTAPAUEVEI OE ETTAPH PE TO TEPAXIO YIA
TTEPICOOTEPO XPOVO. ZT0 oxNua 3.7 @aivetal N poper Tou atmmoBAiTTou o€ XaPNAEG Kal O€
uYnAég TayxUTNTEG TTEPIOTPOPNCG.

ZxApa 3.7 Mop@oTtroinon atroBAiTTou aTo lepocppm(c'xplopa UYnANG TaxuTnTag

‘Exel rapatnenBei TTwg N oxNUATIoNoS autou Tou €idoug Twv aTToPAITTWY gival o id1og Kal
o€ GAa pETAAAO OTTWG O XOAKOG Kal 0 opeixaAkog. EmmTAéov €xel TrTapatnpnOei TTwg n
Hop®n gival n idla akOun Kol 0TV KATEPYaaia TEAEIWG SIAQPOPETIKWY UAIKWYV. AuTé onuaivel
TTWG 0€ UYWPNAEG TaXUTNTEG PPAICAPICHATOS O UNXAVIOUOS Hop@oTToinong atroBAiTToU €ival
avegapTnNTOoG aTTd TO KATEPYALOPEVO UAIKO.

O1 Lucca kal Seo YyeAETNOAV TTEIPOPATIKG TNV ETTIOPACN TTOU £XEI N YEWMETPIOG TNG KOWNG
epyaAeiou atrd povoKPUOTOAAIKG SlapdvT oTnVv €IBIKN EVEPYEID KATA TNV UWNANG aKpiBelog
opBoywvia Kot ev Kevo Tou Te-Cu. H ovopaoTikh ywvia Tou atmoAiTTou €xel heyaAn €-
Tidpacn otnv €I0IKN evépyeia OTav T0 BABOG KOTING €ival PIKPOTEPO ATTO TO TTPOPIA TNG
KOWNG OTTWG yiveTal Kal e TV evepyd ywvia Tou atmofAitTou étav 1o B&B0G KOTTAG TTANCI-
acel oo péyebog TG kOWnNG. O1 Moriwaki kal Okuda kai o1 Furukawa kair Mononuki Trapa-
TAPNOAv pia ueydAn auénon tng evépyelag Katd tn SIGPKEIA TWV TTEIPAPATWY TOPVEUONG HE
dlapavt o€ BAB0OG KOTTAG MIKPOTEPO ToU £vOG um. ‘Eva pépog autAg TG augnuévng evépye-
10G 0€ PIKPO BABOG KOTAG O@eiAeTal OTO yeEYOVOG OTI N EAACTIKA £TTAVAPOPA TOU UAIKOU
KATW atrd TNV TTAEUPIKN €TTIPAvVEIa 0dnyei o€ oAioBnon Tou KOTITIKoU. ETTAéov, o€ autd
TO £TTTTEDO N evePYOS Ywvia TOU KOTITIKOU YIVETAI APVNTIKI KAl TO KOTITIKO KATAARyEl va
BubiCeTal TNV £MPAVEIQ XWPIG va apaipei UAIKG, TTPAyUa TTOU CUPBAAAEI OUCIACTIKG OTNV



augnon Tng €I0IKNAG evépyeiag (oxniua 3.8). O Lucca K.a. cuutrépavav £TTiong 0TI N CUVOAI-
KA evépyela @aivetal va auéavel onuavTikd o€ JIKpa BAdn KOG Katé Tn JIKpoKaTepyaaia
Tou OFHC xaAkou. OTroTe n €10IK evEPYEIQ OUVOEETAI OTEVA PE TO EAAXIOTO TTAXOG TOU
atroBAITTOU Kal PTTopEi va atmoTeAéoel Evav akoua O€ikTn yia aAAayEG oTov TPOTTO KOTTAG
Kal oTov £€AeyX0 TNG OANG B10dIKOTIAg.

Napapoppuptve
andpAiTio \

Apvnikn
yuwvia
anophittou

Tepdyio

Napoapoppuptve
S, améphito \
Lo : Zuwn SidTpnang Apvnmer
1.8 : Zuwvn porig amopAitiou EVEDYT) Ylvia
amofhittou
Tepdywo

ZxApa 3.8 Alaudpewaon atroAiTTou, oAicBnon kal BuBion og opBoywVIKY KOTTH JETAAAOU

Axtiva

3.3 TpaxurnTta Emigpdveiag

YTapxouv apkeTd povréAa otn BIBAIoypagia oTa oTToia TO TTEIPOUATIKG atroTEAéopara
Tpooeyyifouv pe heydAn akpifeia Ta BewpnTikA. MapdAa autd Adyw Twv SUVAUIKWY @al-
VOMEVWYV TTOU AapBdavouv xwpa Katd Tn SIGPKEIa TNG KATEPYATiag Kal TNG YEYAANG eTTid-
PACNG TWV TTOPANETPWY TOU UAIKOU, BV UTTAPXEI OKOPO KATTOIO JOVTEAO TTOU va divel Je-
YAaAn akpiBeia yia OAeG TIG TTEPITITWOEIG. 2T0 oXAua 3.9 TTapouaialovTal TOTTOPOPPIES ETTI-
QAveIag PETA aTTd pIKPOPPaIfdpioua yia SIGQOoPES TTPOWOEIG. H ToTTopop@ia TNG ETIPAVEI-
ag taifel onuavTiké pOAo yia Tov TTPoadiopioudg TNG TpaxuTnTag. 210 oXfpa 3.10 gaiveTal
n €midpaon Tou KPUoTAAAOYpaPIKOU TTpocavaToAlopoU Kal Tou BABoug KOTTRG OTnv Tpa-
xutnTa. Otmrwg eival pavepd n kot katd tnv dietBuvon (011) éxel TN HIKPOTEPN €TTIOPAON
OTNV QVATITUOOOWPEVN TPaXUTNTA.

/; .’;/?:’:"\\‘:\s\-\

7pm

(v) (5)
ZyAua 3.9 Totrouop@ia PIKpo@PaI{apiopaTogS Yia dIAQopES TTpowaoElg F
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ZxApa 3.10 Emidpaon tng kKpuoTaAAoypa@ikAg dieuBuvong kal Tou BABoug KOTTAG OTnv
TpaxutnTa (Yi Quin)

o

3.3.1 Emidpaon Tou eAdxI0TOU TTaXoug atroBAITTOU OTNV TPAXUTNTA ETTIPAVEING.

O Weule k.a. ggiynoav Tn ox€on tng TpaxUtnTag TNG £TMIQAVEIAG PE TO AAXIOTO BAB0G
KOTTAG. Bprikav 611 To eAdxioTo TTé)X0G atToBAITTOU (A TO €AGXIOTO BABOG KOTTAG) £¢apTaTal
o€ TTPWTO BaBuod atd TNV alXuNEOTNTA TOU KOTITIKOU epyaAciou Kal o€ deUTEPO BaBPG atrd
TIG 1010TNTEG TOU UAIKOU KaTepyaoiag. H TpaxuTtnta TnG €TMQAVEIQG UTTOPEI va TTPORAE@OEi
ME Bdon Tnv emava@opd Tou EAACTIKA TTAPAMOPPWHEVOU UAIKOU OTav 10 BABOG KOTTAG
@Tavel £éva avw OpIo Tou eAdYIoTou TTaxoug Tou atroBAitTTou é1Tou To UAIKO agaipeital he
dlaTunon.

2¢ Teipapa hikpo@pailapiopaTog Ye KoTImikG atrd kKapPidio BoAgpauiou akTivag Sum o€
XO0AuBa SAE 1045, o1 epeuvnTtég UTTEBECQV OTI N €TTIOPAON TOU €AaXiOTOU TTAXOUG aTTORAIT-
TOU ATaV apuédia yia To TTPIOVWTSO TTPOGIA TNG em@daveiag (oxnpa 3.11). H avaloyia Tou
eAdyioTou TTéyxoug atroBAiITTOU TTPOG TNV aKTiva TNG KOWNG uttoAoyioTnke 0,293, TTOAU ue-
yaAUTEPN atTd QUTAV O€ TOPVEUCH WE £va TTOAU TTIO AIXUNPO EPYOAEIO ATTO dIAUAVTI.

Down Milling
1.54 SAE1045 T300

1.00 ﬂ f, =0.3mm
0.50 j " a =0.3mm
0.00 .

) 0.5 1 1 5\“/ V. =180m/min
-0.50 (mm) - 11.49mm
-1.17 y =8°

RMS =0.582 ym
RzDIN = 2.360 um

m)

Profile (M

ZxApa 3.11 AtmroteAéopara TpaxUuTnTAg ETTIPAVEIAG WE HIKPOYPAICApIoUa



3.3.2 Emidpaon Tng TaxUTNTOG KOTTAG OTNV TPAXUTNTA ETTIPAVEING

To oxnua 3.12 ammoTeAei XapakTnPIoTIKO dIAYPANUA TTAPOUOIO WE TN GUMBATIKN diadikagia
KOTTAG. Ta MOAAKA UAIKG  egp@avidouv augavopevn Tpaxutnta ETMIQAVEIAG OE  XAMN-
Aég TayxuTnTeG KOTNG. OCo 1Mo okAnPd eival 1o UAIKO, TO00 n YEyIoTn TpaxUTnTa TNG ETTI-
QAvVEIOG  UETATOTTICETAI  TTPOG  XAMNASTEPEG  TAXUTNTEG  KOTTAG.  2TIG  UWnAOTE-
PEG TAXUTNTEG KOTTAG Ol TINEG TNG TPAXUTATAG TEIVOUV TTPOG WIa aTABEP TIUN, N oTroia dgv
MTTOpEl  va  pelwBel pe TNV adénon Tng TaxUTNTOG KOTAG. 2€ VEVIKEG ypau-
MEG, N HEON €TIQAVEIOKN TPAXUTNTA O€ UWPNAEG TaXUTNTEG KOTTAG YiveTal KAAUTEPN OO0 TTIO
OKANPO €ivail TO UAIKO.

MeAéteg €xouv O¢€iel OTI N UTTAPEN WEUDOKOTTAG augavel Tnv TpaxuTnTa akOun Kal o€ Xo-
MNAEG TaXUTNTEG KOTING OTNV KaTepyaoia paAakwy UAIKWY. To oxniua 3.13 atmodeikviel O
Ol WeUDOKOTTEG 0dNyouUv o€ KOKH TToIéTNTA ETTIPAVEIAG OTN MIKPOKOTTA, OTTWG gival 1dn
yvwaoTé atmd Tn cuuBATIKR KOTI.

SAE 1045, f, = 0.1 mm; a, = 0.1 mm; y = 8°, down milling
State: —o—hard. -0—T180 —a—T300 ——T450
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ZxApa 3.12 Tpaxutnta TTIQAVEIAG CUVAPTAOEI TNG dUVAUNG KOTTAG YIa UAIKA SI0QOPETIKAG
OKANPOTNTAG.

SAE 1045; f, = 0.2 mm; a, = 0.1mm;
6.0 ]
50 4+ T Af—— At
40 4 R
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5 60 140 220 300

roughness R z [um]

cutting velocity v. [m/min]

Mpokelpgévou va emTEUXOET YIa ATTODEKTH TTOIOTNTA ETTIPAVEIAG OTN UIKPOKOTI CUGCTHVETAI
N €QApPUOYH UWNAWVY TAXUTATWY KOTTAG Kai N €TTIAOYF OKANPWY, OUOIoYEVWY UAIKWV. Opwg
eeIdN N SIAUETPOG TWV EPYAAELIWY TTOU XPNOIKOTIOIOUVTAl €ival TTOAU PIKPR, N TTPWTN TTa-



PAUETPOG gival JAAAovV BUCKOAO va IkavoTtroinBei. Q¢ ek ToUTou, aTTapaiTnTn TTPOUTTOBEON
yla TN MIKPOKOTTH gival Ta UAIKG va BpiokovTtal o€ okAnpn, odoloyevr katdoTtaon.

3.3.3 Emidpaon Tng aKTivag KAUTTUAGTNTAG TG KOWYNG OTNV TPAXUTNTA ETTIPAVEIONG

H @ikt TpaxutnTa em@aveiag ecapTtdral ammd 10 UAIKS Kal TV KOTACTACH OTnv OTToid
BpiokeTal OTTWG AVOQEPBNKE TTPONYOUNEVWG. AUTO OQEIAETAI OTN CUUTTEPIPOPA TOU UAIKOU
katd 1n dladikacia KoTrAG. Kabwg 1o epyaleio eioépxeTal 010 UAIKO, N apxIKr EAACTIKA TTa-
PANOPPWON TNG ETTIPAVEING AKOAOUBEITAI aTTO TTAACTIKI] TTAPAPOPPWON. Z€ VA OPIOUEVO
BaBog kot¢, To oTToio ovouddletal eAdxioTo BABOC KOTIAG, YiveTal 0 dlaxwpIoUOS Tou a-
ToBAiITTOU  ammd TO UANKOG. Autd TO €eAdyioto BdBog  KOTTAG gival cuvapTnon
TNG AIXUNEOTATAG TNG KOWNG Kal TwV IBIOTATWY Tou UAIKOU. Katd cuvéteida, n mropeia Tou
epyaAciou Ba TTpétrel va utrepPaivel To eAdxioTo BABog KOTTAG woTe va SIacPaNIoTEl n a-
TTopAKpuvon Tou atmoBAiTTou. H @Ikt TpaxUTnTa OpideTal atrd TO TTOCOOTO TOU EAQOTIKA
TTAPAPOPPWHEVOU UAIKOU, TO OTTOI0 YUPVAEI TTICW OTO QUAAKI Kal JTTOPEI VO UTTOAOYIOTE-
i a1ré TNV TapakdTw e€iowon epdoov To hmin gival yvwaoTo:

2
f Z hmin rhmin
Ry =—+ 1+—>
8r 2 fz
otou, r :N akTiva TNG KOWNG Tou epyaAgiou
fz N TPéwaon avda dovTI

hmin :10 eAdxI0TO BAOOG KOTTAG
Rth :N BewPNTIKN EQIKTH TPaXUTNTA TNG ETTIPAVEIAG

To oxAua 3.14 atreikoviel To oXNHATIONS Tou TTPIOVWTOU TTPO®IA TNG ETTIPAvVEIAS Adyw TNG
emidpaong Tou eAdyioTou Traxoug atmmofAitTou. Etriong mapatnprdnke 611 600 Mo pHaAakd
gival To UAIKG T600 augdvetal N TPAXUTNTA ETTIPAVEING. Z€ KATTOIEG TTEPITITWOEIS EUPAVIO-
TNKE PUBION TOU KOTITIKOU, yeyovog TTou €TTNEEAZeTal OPACTIKA aTTd TO €AAXIOTO TTAXOG
atTOBAITTOU pE OTTOTEAEOPA va auaveTal Eviova n TpaxuTtnTa em@aveiag. Emouévwg, ol
epeuvnTéG UTTOOTAPIEAV OTI TO AAXIOTO TTéX0G aTTORAITTOU £§apTATAI KUPIWG aTTd TIG 1610~
TNTEG TOU UAIKOU.

2 /"' -\ [ Rth
!_,- ‘\\ 7 \\ \
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fz R. = B
kin — 8*r

ZxApa 3.14 OewpnTikd TTPOPIA ETTIPAVEIAG UTTOBETOVTAG OTI N €QIKTA TPAXUTNTA ETTIPAVEI-
ag KaBopiceTal atTd T0 EAAXIOTO BABOG KOTIAG

Tpaxutnreg emeaveiag Tng Tagng Twv 0.8um(Rz ) eivalr duvatdv va emTeuxBolv ouvdud-
Covtag 16avika TIG TTAPANETPOUG HIOG KaTepyaoiag. Me Tnv kaTepyacia evédg UAIKou, TO O-
TT0i0 OUVOUALEl KAAN OKANPOTNTA UE TNV KATAAANAN OAKINOTNTA, €ival dUVATH N KATOOKEUN)
OouWV XWpPIg To oXNUATIONS EEBUPACUATWY Kal PE TTOAU KAAR YEWMETPIa OTTWG QaiveTal
oTo oxAua 3.15. H doun Tou oxpaTog atmoTteAgital atrd oTAAEG Pe BABog 1Tmm kai diatopun
200um*200um pe piIkpo@paiapiopa BepuIka eTTeEEpyacuévou XaAuBa SAE1045. H Tayu-



TATa KOTTAG €ival 420m/min, o puBuog TTpdwaong gival TG TédEng Tou 0,1mm avd dévTi Kal
BaBog kotmg HeTagl 0,1mm oTo @Ivipiopa Kai 0,4mm yia ypriyopn agaipecn UAIKoU.

| 1 mm |-----] 200 pum
ZxApa 3.15 Aigtagn amd oTAAeg oe SAE1045 o¢ pikpo@paildpiopa Pe EpYaAEio PIag KO-

wne

ZUPTTEPAOHATA TTEIPAMATIKAG MEAETNG TNG TPAXUTNTOG ETTIPAVEIOG OL KATEPYOTia
HIKpo@pallapiopaTog emitTredng amoéAning.

e H T1paxutnTa em@QAveIag eTTNPEACETAI EVTOVA ATTO TNV AKTIVA TNG KOWNG TWV EPYOAEIWV.
To oxAua 3.16 deixvel 6T n TPAXUTNTA ETTIPAVEIAG TTOU TTAPAYETAI ATTO £va pyaAEgio pe
aKTiva KOWNG Sum gival TTOAU pueyaAUTEPN ATTO QUTH TTOU TTAPAYETAl ATTO £va £PYOAEio
ME akTiva 2um.

e H TpaxuTtnTa TNG EMMQAVEIOG TOU TEPOXIOU €TTNPEACETAl ONPAVTIKA atrd Tnv Tpéwaon.
MapatnpABnke 611 yia akTiva KOWNG 2um, 600 N TTPOWOCN PEIWVETAI OE PIO OPICHEVN
TIMA, N TPAXUTNTA TNG €MIPAVEING apXidel va augdvel, deixvovtag 0TI UTTAPXEl HIa BEA-
TIOTN TTPOWON N oTroia divel TN MIKPOTEPN TIMA TPAXUTNTAG ETTIPAVEING. 2TO OUUTTEPAO-
Mo auté odriynoav Ta onuadia TG Tpoéwong 600 aufdveTal, KABWG Kal n €midpacn
TOU €AAXIOTOU TTAXOUG OTTORAITTOU TTOU €XEI WG CUVETTEID TO KOTITIKO VA eKTEAET TTEPAO-
HaTa XWpPIig va agalpei UNIKO 600 n TTpdwon HEIWVETAI.

016

0.08 “or=20um
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ZxApa 3.16 Emidpaon Tng akTivag KOWNG Tou gpyaAciou otnv TpaxutnTa £MIPAVEIAG KATA
TNV KATepyaaoia TTEPAITN.




4. TXnuaTiopog ATToARgewyv

O1 atéAeleg oTNV €MQAVEIQ TWV TEPAXIWV OTTWG TO KAKO TEAEiWUA OTIC AKHUEG, Kal Ol aTro-
A&eig dnuioupyoloayv yia TTOAU Kaipd TTpoBAAuaTa OTIG CUUBATIKEG KATEPYOTIEG KOTTAG.
Mepikd atméd autd Ta TTPoBAARUATA EETTEPACTNKAV WE UETETTEITA ETTEEEPYATIES Kal BEATIOTO-
TT0iNON TWV KaTEPYaoiwy. Ta TTPOoRARPATa auTd gival £§icoU onUAvTIKA Kal OTIG MIKPOKQ-
TEPYOOIEG KAl ATTAUTOUV AKOUA UEYAAUTEPN TTPOCOXHA £TTEIDN, O€ TTOAAEG TTEPITITWOEIG, TA
XOPAKTNPIOTIKA TWV UAIKWYV I Ol TTEPIOPICHOI OTN YEWHETPIO TwV TEPAXiwWV eV ETTITPETTOUV
TNV €TTIAUCT TOUG. 270 OXNHa 4.1 TTOPOUCIAZOVTal PEPIKEG XAPAKTNPIOTIKEG ATEAEIEG KATA

TO MIKpo@paIldpioua.

ZxApa 4.1 TuTTIKA EAQTTWHATA ETTIPAVEIAG O€ HIKPOKATEPYATTT

4.1 TUmrol Z€OUNACHATWY
O Gillespie, 6pioe Tpia Baoikd €idn amoARgewy 6TTwg TTapoucIdlovtal oTo oxNua 4.2:

a) Poisson

B) Tear

y) Roll-over
O 1UTTOG Poisson gival atroTéAeoua TNG TAONG TOU UAIKOU va SIOYKWVETAI OTIG TTAEUPEG O-
Tav CUPTTIECETAI HEXPI va ETTEABEI péviun TTAACTIKA TTapaudpewaon. O TUTTOGg tear TTPOKUTT-
TEl OTAV TO UAIKOU aTTOOTTATAl aTTd TO TEUAXIO XWPIS OuwS va kéBeTal. Evw o TUTTog roll-
over gival ouolaoTIKA éva atmOBAITTO AUYICPEVO Kal OEV ATTOKOTITETAI 0ONYWVTAG OTn dnui-
oupyia piag peydAng atréAnéng. Autdg o TUTTOG gival ETTIONG yVWwOTOG WG atmoAnén £§6dou
(exit-burr) yiati cuvABwg oxnuartifetal aTo TEAOG TNG KOTTHG OTO PIKPO@PaI(ApIoHa.

‘ E v @
Poisson burr Rollover burr
a. B. Y.

ZyAua 4.2 Tutrol ammoAngewv



O ouvduacopog atmdAnéng Poisson kal piag amoAngng tear ptmopei va KataAngel oto Aeyo-
pevo top-burr ) atréAngn €106d0u n oTToia ep@avideTal 0TV Avw TTAEUPd TOU TEPAXioU O-
Tav 7O epyaA&io KOBeEl pia auAdkwon A KaTa PAKOG TNG TTEPIPEPEING MIBG TPUTTOG OTAV TO
EPYOAcio eloépxeTal o€ éva TEPAxIO (OXAMO 4.3). ZTn OUUBATIKY KOTTH, Ol ATTOANEEIG £100-
Oou gival apKeTA PIKPOTEPES ATTO TIG ATTOANEEIG £60DOU, Kal £Ta1 dev ival atrapaitntn n OI-
adikacia agaipeong Toug. QoTO00, OTN MIKPOKOTTH o1 atmroAAeIS e10600u gival CUYKPITIKG
MEYOAUTEPEG, BIOTI N AKTiVA TNG KOWNG €ival geyaAlTepn o€ OXEOon Pe Tnv TTpdwaon avd
OOVTI.

op burt
i o S

Chip

fop burr

- =22 e ) (B)
ZxApa 4.3 Napadeiyuata amoAfewyv €100d0u (a) ae pikpo@paildpioua Kal (B) o€ PIKpo-

o1aTpNonN

Mia a1rd TIG HEYAAUTEPESG TTPOKAACEIC OTN PEAETN TwV ATTOAAGEWY €ival N HETpNon TOU [e-
y€Boug Toug: Uywog, TTaxog, OyKog Kal okAnpdTnTa. To UWOG Kal TO TTAX0G €ival ol 1o Cu-
VABEIG KOl EUKOAQ PETPNOINEG TTOOOTNTES. YTTAPXOUV didpopeg uEBODBOI yia TN HETPNON TOU
Uyoug Kal Tou TTaXoug, OTTWG:

o n péBodog eTagng (contact method),
o n PéBodOG OTITIKOU HIKpooKoTTiou (optical microscope method) kai
o N MEB0BOG pe oTImIKG pnyxavnua CMM (Coordinate Mesurement Machine).

To UWog Twv EEBUPOoPATWY 0 avogeidwTo XAAuBa Tou oxAuaTog 4.4 YeTPABNKE YE TTPO-
QINOUETPO ETTIPAVEIQG.

ZxApa 4.4 AoAngeig e106dou o€ avoeidwTo xaAuBa



O oxnuamiopdg amoAngng cival €vag onuavTikOg TTEPIOPICUOS OTO €AAXIOTO PEYEBOG TEUA-
Xiou TTou Ba PTTOPOoUCE va UTTOOTEI KATEPYAOia. ZTIG TTEIPANOTIKEG MEAETEG Twv Lee kai
Dornfeld, epeuvABnke o oxnuaTionog amoAAewy o€ piIKpo@palldpioua ahoupiviou 6061-
T6 ka1 o€ xaAk6-110. E¢eTGoTnKE pia o€1Ipd aTTo SIQOPETIKA TTAXN ATTORAITTWY Kal BAdn
KOTTAG, Kal XpnoiyoTroinénkav epyaAcia pe diapérpoug 127um, 254um, kai 635um. Ta ue-
vEON Twv ammoAAgewv UTTOAOYIOTNKAV TTOIOTIKA XPNOIMOTIOIWVTAG HIKpookotio SEM. lMa-
patnendnkav dIAQopes HOPPES ATTOAALEWY, KATTOIO KUMATIOTA KAl KATTOoIa TUAIyOvTOouoQV
o€ PoAG. 210 oxnua 4.5 @aivovtal o1 atroAnEelg (a) otnv £€0do kai (B) oTnv €icodo Tou
KOTTTIKOU, Ol OTToieG BPEOBNKav va gival avaAoyiKa HEYAAUTEPES ATTO OTI OTIG CUUBATIKEG KO-
Tepyaoieg paifapiopatog Aaudvovtag uttoyn TNV avaloyia Tou peyéBoUG Twv aTToAA-
EEWwV TTPOG TO TTAXOG TOU OTTORAITTOU.

B)
ZyAua 4.5 Sxnuatiopog atmoAAgewy o€ pikpogpaildpiopa (a) otnv £€€odo kal (B) otnv €i-
0000 TOU KOTITIKOU.

O1 epeuvnTég ammédwoav autiv Tn dlagopd oTn XaunA TaxUuTnTa KOTTAG Kal TN huEYAAn o-
vaAoyia TnNG akTivag TNG KOWNG TTPOG TO TTAX0G TOU OTTORBAITTOU OTO QPAI(APICHA. Z€ XauN-
AEG TOXUTNTEG KOTING, ouVABWG To atTORAITTO O OTTAEl AAAG KAuTrTETAl. OTAV N KOWN £EEP-
XETaI aTTd TO TEPAXIO, TO ATTORBAITTO TUAIYETQI agrvovTag ammoAngn. EmmAéov, n peydAn
avaAoyia TNG akTivag TNG KOWNG TTPOog To aTTORAITTOU TTPOKAAEL TPIRH KOl CUPTTIESN avTi yia
KOTT) dnUIoUpYWVTAG TTEPICCOTEPES aTTOANEEIC. OC0 TO BAGBOG KOTTAG Kal N TTpdwaon auéd-
vovTal T600 To PEyEBOG TwV aTTOANEEWY BPEBNKE va auaveTal.

O1 Lee kai Dornfeld Trpayuatotroincav TeIpGUaTa HIKPOPPAI{OPIOUATOS AUAOKWOEWY O€
aAoupivio Kai XaAkéd Kai Bprikav 6Tl avaAoya PE TN YEWUETPIA KOl TN OXETIKA B€0N KOTITIKO-
U-Tepayiou dnuioupyouvtal didgopol TUTTOI ATTOAAEEWV. AUTEG OI HOPYEG aTTOAREEWY ATAV
TTOPOUOIEG YE AUTEG TTOU EPQPAVICOVTAl OTIC HAKPOKOATEPYATIEG Kal ETTNPEACOUV TIG TTAPA-
METPOUG KOTMG. Mia onuavTiky TTapaTtiipnon Tou €yive ATav OTI n €KKEVTPN Kivnon Twv
KOTITIKWV gpyaAgiwyv (tool run-out) emdpoloe onuavtikd otn diaudpewaon ammdAnéng oTo
MIKpo@paildpiopa aulakwoewyv. O Bissacco K.a. Bprikav 6Tl GTO PIKPOPPAI{APICHA OXETI-
K@ peyAAES aTTOANEEIG TTOU OXNUaATIOTNKAY o@eilovTav oTnv £TTidPacng TnG KAiyakag. Otav
n avaAoyia Tou BABOUG KOTING TTPOG TNV OKTiVa TNG KOWNG €ival pIKpr TOTE uwnAr diagovi-
KAl ONITITIKR) TAON OTTPWYVEI TO UAIKO TTPOG TNV €AeUBEPN €TIQPAVEIQ, dNUIOUPYWVTOG £TOI
MEYAAEG QTTOANEEIG.

Mpdogarta TreipduaTa o€ PHIKpogpaildpioua avogeidwTtou XaAuBa £dsigav o1 To UWoGg TNG
atréAngnG augdveral ypapuikd Kabwg auéaveral n TTpéwaon Kai n Taxutnta KotAG. E€aipe-
on atoTeAei N TEPITTITWON ATTOU N OKTiva TNG KOWNG gival geyaAdTepn atmod TV TTPOWON
OTTWG QaiveTal Kal atd 10 oXAUa 4.6.
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ZxApa 4.6 "Yywog ammoAnéewv auvapTAoEel TNG TTpOwWaoNG Kal TnG TaxUTnTag KOTiMG

2NMAVTIKOG OTOX0G OTN MIKPOKOTTA €ival n atropuyr dnpioupyiag Twv atmoAfgewy. O atro-
AAEEIG uTTOPOUV va UEIWBOUV PE TN CWOTH TOTTOBETNON TOU KOTITIKOU €pyaAciou, Tov opBo
OuVOUQOUO TWV TTAPAUETPWY TNG KATEPYATIAG Kal TNV KaTdoTaon Tou UAIKou. Kal o€ auTh
TNV TTEPITITWON 01 UYPNAEG TAXUTNTEG KOTTAG €ival TTAEOVEKTIKEG. AVTIBETO PE TOV IOXUPIOHO
OTI n TTOIOTNTA ETTIPAVEIAG €ival KAAUTEPN OTA OKANPATEPA UAIKA, oI atToAReIs axnuaTifov-
TAV OUXVOTEPQ O€ UAIKA TTOU £Xouv OKANpuvBei (oxAua 4.7). AuTo o@eileTal OTO yeyovog
OTI £xoupe TaxuTepn @BopPd Tou epyalgiou, KATG TNV KOTIT OKANPWYV UAIKWV.

SAE 1045 T600 SAE 1045 T300 SAE 1045 hardened

T

|-~ 100 um |- 100 pm || 100 pm
ZxApa 4.7 Anpioupyia atroAAgewy yia dIa@opeTIK OKANPATATA TOU UAIKOU

O1w¢g QaiveTal Ta ToIXWHATA TNG AUAGKWONG TTapeKKAiVOuv aTa OKANPA UAIKA. AuTd oei-
AeTal oTnV EQQVIKA WUEN n oTToia TTPOKAAEI UWNAEG EOWTEPIKEG TAOEIG TTOU ATTEAEUBEPW-
vovTal KaTtd Tn diadikacia KoTm¢. ETITAéov YTTopei va eu@avioTouv pwyuES oTnv TTEPIBW-
piakf ¢wvn TNG MIKPodouNAG. AvtiBeTa, n OAKIUN KATAOTOON TOU UAIKOU, 0€ Bepuokpacia
T=600 °C, dev gu@avilel ammoAngeic. KaAUtepa atroteAéoparta 6oov agopd Tn heiwan Twy
atroANEEWY Kal TNV TTOIOTNTA TNG ETTIQAVEIAG TTPAYHATOTTOIOUVTAI, €AV TO UAIKO €ival OdoIo-
YEVEG, OKANPO Kal XWwpig eowTEPIKEG TAOEIG. [Na To Adyo autd Ba trpétrel KABe diadikaaoia
KOTTAG va BEATIOTOTTOIEITOI CUMPWVA PE TO UAIKO Kal TNV KATAOTACN OTNV OTToia BpiokeTal.

To kpdua NiTi (vikeAiou- TITaviou) XpNOIKOTTOIEITAI KUPIWG OE I0TPIKEG €QAPUOYEG, OTTWG
YIO XEIPOUPYIKA EPQUTEUPATA TWV OTTOIWV N TTapaywyn Yivetal ouvnbwg Pe PIKpo@paild-
plopa. To CUYKEKPIUEVO UAIKO evw) €ival OAKIJO KAl KATEPYALZETAI EUKOAQ, OKANpaivel KaTd
TN SIAPKEIQ TNG KATEPYAOIAG TTPOKAAWVTAG TTAPEUTTIODION OTO KOTITIKO KOl €VTOVO OXNUa-
TIOPO ammoAnéng. EmmimrAéov, N uwnAnR OAKIOTNTA £XEI WG ATTOTEAECUA TO OXNMUATIOKO PEYA-
Aou pAKouG, PTTEPDEPEVOU Kal avAoTPO@oU atToBAITTOU. 2T WiKPO KAIJOKG autd Ta aTTo-



NITTO £pXovTal o€ EUTTAOKA HE TO EPYAAELiO Kal TNV attOANEN Kal cUPPBAAAOUV OTNV KAKK TTO-
1I0TNTa TNG TEAIKAG ETQPAVEIAS TWV TEPAXIWV.

4.2 Emidpacn Tou TPpoocavaTtoAiIoHoU TG MIKPOSOMNG TOU UAIKOU OTO OXNMOATICHO

amoAR§ewv

Qg pikpokatepyaaia opifeTal N KaTePyaaia Pe epyaAeio Tou otroiou ol SIaoTACEIS €ival TNG
TAENG TOU PHECOU UEYEBOUG TV KOKKWY TOU KaTEPYALOPEVOU UAIKOU 1 KOTEPYQTia PE Epya-
Acio Tou oTtToiou o1 BIOOTACEIS €ival APKETA WIKPEG WOTE TO UAIKO va XAOEl TNV ICOTPOTTIKN
TOU OpOoIoYEVEID. ZTIC UWPNARG aKPIBEIOG KATEPYATIES, TO TTAXOG TOU UN-TTAPAUOPPWHEVOU
atroBAITTOU PTTopEi Va gival TNG TAENG PEPIKWY UM f KAl AlyOTEPO. Z& QUTEG TIG KAIMOKEG, TO
ATTOTEAECHA TNG EMPAVEIAS KATEPYATIAG KAl O UNXAVIOUOG YIO TO oXNUATIOUO atToBAiTTOU
ETTNPEACOVTAI TTOAU TTEPICTOTEPO ATTO TIG UAIKEG 1I810TNTEG KAl TN MIKPOOOWI TOU UAIKOU TwV
TeEpaxiwy, 6TTWG N OAKIUN 1} wabupr CUUTTEPIPOPA KAl TO MIKPOTOTTOYPAPIKG XAPAKTNPIOTI-
K@ OTTWG Kevd, OeUTEPEUOUOES PATEIS, KAl EVOIAUECT owWUaTidIa.

2TNV KOTT JOVOKPUOTOAAIKWY UAIKWY O TTPocavaTtoAIoudg Tou UAIKOU w¢ TTPoG Tn OIEU-
Buvon NG KOTING €XEl ONUAVTIKO QVTIKTUTTIO GTNV TPaxUTNTA NG TTPOKUTITOUCAG ETTIPAVEI-
ag. Ouoiwg, Katd TNV KOTTA TTOAUKPUGTAAAIKWY UAIKWY PE TOGO HIKPA TTaxn attofAiTTou, o
MNXavIoUOS aPaipeong UAIKOU UTTOPEI va ETTNPEQOCTEN ATTO JEPOVWNEVOUC KOKKOUG KAl TOUG
AVTiIOTOIXOUG TTPOCAVATOAMIOUOUG TOUG. ETTopévwg, avtiBeta armmd 1n cuphPBaTiK KOTI Me-
TAAWYV, O PUNXAVIOPOG KOTTAG OTIC MIKPOKATEPYATIEG ETTNPEACETAI TTEPICCOTEPO ATTO TNV
KpuoTaAAoypa@ia Kal Ta evepyd ocuoTAuaTa oAioBnong péoa 0TO KOPUATI TTPOG KATEPYOTIia
(oxnua 4.8).

elastic
springback
variation

shear zone single grains
N
‘conventional” machining: "precision” machining:
chip thickness = 0.1 mm chip thickness < several um

ZyAua 4.8 ZUykpion OXETIKAG KAINOKOG OUNBATIKAG KATEPYOTIAG Kal PHIKPOKATEPYATIAG

4.2.1 NeipapaTtiki MeAéTn oXNUATIONOU EOUNAOUATOG OTO MIKPOPPAI{APIoHA

ZUVvOAKEG KATEPYATIag

MovokpuoTaAAikdg xaAkog (OFHC) SiaueTpog: d=12.7mm
mAXO0G: t= 1mm

MpooavaroAiouédg (100), (110), (111)
TEHAXiWV

MoAukpuoTaAAikOg XaAkog (OFHC) TeTpaywviko Tepdyio | a=10mm

MéyeB0g KOKKWV : ato 0,1 éwg 4mm




KoTrTiké gpyalegio YAIké: dlauavri

OKTiva KOYng: r=0,274mm
ywvia atroBAitTou 10°
ywvia eAeuBepiag 12, 50
TaxiTnTa TEPICTPOPHRS ATPAKTOU 420rpm
TaxuTnTa KOTTAG ETTIPAVEING 2,Am/s
Mpéwon (oTabepn cross-feed) 13,3um/rev

OewpnTikéG TINEG TEAIKAG TpaxuTn- | Rth (peak- valley finish) = 80nm
TOG ETTIPAVEIOG Ra = 20nm

cutting direction

cutting direction -

max DOC 20um
m workpiece feed
— workpiece feed _ direction

direction
ZxAMa 4.9 ZXnUATIK TTAPACTOAON TNG KATEUBUVONG KOTING KAl TNG OXE0NG £pyaAEiou Te-
payiou

To oxnua 4.10 tTapoucidlel TNV aAAnAeTTidpacn epyaAciou-Tepayiou o€ dIAPOPETIKOUG
TTPOCAVATOAIGHOUG TOU TEPAYIOU, PE Ta TNBAVWG EvEPYA ouaThpaTa OAiIoBnong 6TTwg TTo-
pouaciadovTal atmmo TNV TTupapida oto oxnpa 4.10a (kK&Be £dpa TNG TTUPANIdAG AVTITIPOC W-
TTeVEl €va TITTEOO KAl KABE KOPUPHA avTITTIPOCWTTEUEI JIa KaTeUBuvan. Ocwpeital 6T TO €p-
yoAgio evepyei yia va avaykAoel TIC TTEPICCOTEPES METATOTTIOEIS O MIa avodIKA TTopEia
HoKpId aTTd TO KOUUATI KATEPYAOIAG, KAl KATTOIEG METATOTTIOEIG 0OEUOUY TTPOG TA KATW, TTi-
Ow OTNV EMQPAVEIQ KATEPYATIAG. TNV TTEPITITWON TTOU TTapoucidleTal oto oXfua 4.10a
yla karepyaoia otnv (100) kateuBuvon Katd unkog Tng em@adveiag {100}, o1 peTaroTmioelg
OTO TTOPOKEIMEVA ouoTiPaTa oAioBnong (Ta oxediaouéva cuptrayr BEAn) kivouvtal Tra-
PAAANAa 1o €va aTo GANO, ETITPETTOVTAG £T01 EVa OXETIKA EUKOAO OXNUATIONO aTTORAITTOU
KAl OMaAAn TEAIKN ETTIQAVEIQ. AUTH N CUPTTEPIPOPA ATTEIKOVICETAI OTAV OMOAA EJPAVIOH TOU
atroBAitTou oTo oxfua 4.11p.

21NV TEPITITwon Tou oxAuatog 4.10B (katepyacoia otnv KateuBuvon (100) katd PYAKOG TNG
TAcupdg {100}), o1 petaTotioelg ato idlo {111} emimedo cuykpouovTal N Wia pe TRV GAAN,
YEYOVOG TTOU KaBIOTA OXETIKA OUOKOAOTEPO (KOl KATAVOAWVEI TTEPICCOTEPN EVEPYEIQ) TO
oxnuoTioud atmmofAitTou. H TTapepBOAf Twy TTOPAKEIUEVWY PETATOTTICEWY QaiveTal TOCO
oTnVv ToTroAoyia Tou atmofAiTTou OTTwG TTapouaiddeTal oTo oxXAua 4.12B3 (TTapaPOPPWHEVO
atéBAITTO), 600 Kal TNV augnon TnG TPaxuTnTag TNG £mM@Aveiag. Qg €k ToUToU, yia KABE
HMOVOKPUOTAAAIKG KOUMATI, UTTAPXOUV CUYKEKPIMEVOI KPUOTAAAOYPOPIKOI TTPOCAVOTOANIGHOI
TTOU EUVOOUV T OXETIKA EUKOAOTEPN Kivnon TwV PETATOTTIOEWY Kal TO OXNUATIONO TOU O-
TTORAITTOU a1Td GAAOUG TTPOCAVATOAIGHOUG.
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ZxApa 4.10 (a) ouoTnua oAiocBnong epyaleiou otn dietBuvan (100), emiredo {100} (B)
ouoTnpa oAioBnong gpyaAeiou otn d1elBuvon (100), etritredo {110}

ATmroteAéopaTa

1.

(100) - {100}

To epyaAcio k6Bel o€ euBeia TTopeia TTapdAANAn oTnv KateuBuvon (100) pe Tnv eTIQAvVeE-
1o KaTepyaoiag oTo eTitredo {100} (oxAua 4.11y)

OuoAf emeaveia ye yéon TpaxutnTa Ra = 23,1nm

ZXNMOTIOTNKE TTOAU YIKPr atTOANgn n otroia TTpoegeixe Sum (oxAua 4.11a)

2XNUATIOPOG opolduoppou atroBAiTTou (oxAua 4.11B)

.{100) - {110}

O kpUoTaAAoG (100) oTn cuvéxela KOTINKE KaTd TTAGTOG Tou {110} emmédou e TTEPIO-
TPO®I Tou KPUaTdAAou oTn BAon cuykpaTnong Katd 45° (oxnua 4.12y).

BpéOnke onuavTik aAAayl 0TO UWOG Kal OTN YEWMETPIO TwV OTTOANALEWY UE OXETIKA
MEYAAEG aTTOANEEIG TTPOOKOAANPEVEG OTNnV dkpn (oxnua 4.12aq).

H péon tpaxutnta em@aveiag augndnke tepitrou ota 30,4nm Ra.

Emiong, maparnpABnke onuavtikry aAAayry oTtnv TotTroAoyia Tou atroBAiTTou, Pe TIG Ak-
PEG TOU ATTOBAITTOU va €xouv Hop@r @TeEPOU (oxnua 4.12[3).

(110) - {100}

Katepyaoia otnv kateuBuvon (110) katd pAkog Tou emmmmédou {100} (oxnua 4.13a)
“Ywog atrdéAnéng repittou 10um xwpig otragiyara.

H TTapouadia Kevwyv Kal TOTTIKWY ateAeiwyv uttoBiface Tnv TpaxltnTa TG €mM@AveIa on-
MOVTIKG 0€ oplopéva onueia, aAAd OTIG TTEPIOXEG XWPIG aTéAEIEG METPABNKE WIa péon
Tpaxutnta 32,6nm R, (oxAua 4.13y).

To ammoBAITTO TTOU CUANEXBNKE EPPAVIZE HIa EAAPPWG TITUXWTA Jop@r (oxNua 4.13pB).
(110) - {111}

O kpUoTaAAOG (110) KOTINKE £TTEITa KATA TTAGTOG Tou emmiTTédoU {111} pe TTeEPIOTPOPN
TOU Tepayiou Kata 54,7°.

Anpioupyia pwypwy Kal HeydAwv atmoARgewy prkoug trepitrou 200um (oxAua 4.14a).
H tpaxutnta em@dveiag augnbnke eha@pwg ota 37,1nm R, (oxnua 4.14y)

Mikpr] al&non Twv TITUXWOEWV OTNV akpn Tou atroBAiTTou (oxnua 4.1443).

(110) - {110}

MepioTpo@r) Tou kKpuaTdAAou (110) katd 90° atrd Tov ApXIKO TTPOCAVATONGNO, ETTIPAVE-
10 KaTEPyaoiag KaTd prkog Tou {110} emirédou.



ZxnuarioTnkav ammoAn&eig duolou peyéBoug (oxnua 4.15aq),

TO amOBAITTO (OXNMa 4.15B) epgavilel peyaAluTepn TTAPAPNOPPWON

MapaTtnpeital onuavTikr alénon oTnv TpaxutnTa TNG £TIQAveIag (oxnua 4.15y), ye pé-
on Ty 130nm Ra, deixvovtag Ot autdg o TTPOCcAVATOMONOG dev euvoei KaBOAou Tnv
KaTepyaaia.

AtréBAITTO TpaxuTnTa

Zynua 4.15 karevBuvon (110) - etriredo {110}

To yeviké cuptrépacpa gival 6Ti N TTEPICTPOPN TOU TEPAYXIOU OE BIAPOPETIKOUG TTPOCAVATO-
NOPOUG uTTopEi va em@EPEl TTOAU OnUavTIK aAAayA OTn YEWUETPIa Twv aTToARgEwy, TNV
TOTTOAOYIO TWV aTTORAITTWY Kal TNV TPAXUTNTA TNG ETTIQAVEIAG.



Emidpaon Tng TaxUTnNTOG KOTTAG

270 TTaPAKATW oxnua (oxAua 4.16) Tapoucidlovral Ta aTTOTEAECHOTA KATEQYATIiag Tou
Tepaxiou <110> oe dIGAQOPOUG TTPOCAVATOAICUOUG YIO DIAPOPETIKEG TAXUTNTEG KOTTAG. H
TTPWTN OTAAN TOU OXAMOTOG TTAPOUCIAEl PIa OEIPd KOTTWV HE TaxUuTnTa 2,1m/s o€ TE0OEPIG
TTPOCAVATOMOUOUG JE TNV ETTIQAVEIA KaTepyaoiag TTapdAAnAn ota etritreda {100}, {322},
{111} xar {110} avrioToIXO. TN CUVEXEIA N TaXUTNTA KOTING auéfbnke oTa 6,8m/s Kkai ol
TTPOKUTITOUCEG £TTIQAVEIEG PaivovTal OTn deUTEPN OTAAN WE ONUAVTIKEG DIAPOPES GTO OXN-
HaTIONO Twv aTToANEEWV. AlyOTEPES aTTOANEEIC oxnuaTioTnkav oToug {100}, {322} kai {111}
TTPOCAvVATOAICHOUG OTIS UPNASTEPES TaxUTNTEG KOTTAG. O1 uwnAdTEPESG TAXUTNTEG 0BNYN-
oav €TTIONG O€ MI PIKPA PEIWOT TOU OUVOAIKOU UWOUG TwV OTTOANEEWV.

Mpo/ouoég ZuvORKEG KOTTAG

(110) 420rpm 13.3uym/rev 2.1m/sec 1330rpm 13.3pum/rev 6.8m/sec

{100}

{322}

{111}

{110}

ZxApa 4.16 Emidpacn tng TaxUTNTAG KOTING OTO OXNUATIOWO ATTOAAgEWY

To oxnua 4.17 TTapouciadel Ta ATTOTEAEOUATA KATEPYAOiag OUO TTOAUKPUOTAANIKWYV TEUA-
Xiwv XaAkoU (péan SIAUETPOG KOKKWY 250um) uTtrd Tig idIEG TTEIPAPATIKEG CUVONKES OTTWG
OTO JOVOKPUOTOAAIKG TreipdpaTa. MeTd Tnv Katepyaaoia, ol TEAIKEG €TTIQAVEIEG XapAXTNKAV
XNHIKG yia va attokaAu@Tei n BabuTtepn doun Twv KOKKWYV. Kal oTig dU0 TTEPITITWOEIG, N



TOTTOMOP®Ia TNG KOTEPYAOMEVNG €TMIQAVEIAS Kal oI aTToANEeIG pHeTaBAAAOVTal onPavTIKG
OUVapPTAOEl TOU TTPOCAVATOAIOHUOU TWV KOKKWY, PE KABE KOKKO va eu@aviCel dIapopeTIKO
Uyog ammoAnéng.

ZxAua 4.17 Eikéveg SEM ammoAnfewv o€ KaTepyaoia HIKPo@pai{apiouaTog TTOAUK-
PUCTAAAIKOU XOAKOU

4.2.2 MNelpapaTIK MEAETN OXNUATIONOU EEOUNAOUATOG OTN HIKPOSIATPNON

2uvlnkeg karepyaoiag Aidrpnong (Drilling set-up)
MoAukpuoTaAAikég xaAkég (OFHC) Maxn tepayiwv  t1 = 130mm

t2 = 250pm
t3 = 375um
KoTrTiké gpyalegio (oxiua 4.18) YAIK6: WC xwpig emKaAUYnN
AkTiva: D= 250um
Tax0TnTa TEPICTPOPNRG ATPAKTOU : ato 6000 ewg 8000rpm
Mpéwon : atré 0,5 ¢éwg 10mm/min

Side view

Zyxnua 4.18 EpyaAcio pikpodiarpnong diapétrpou 250um

ATtroteAéopaTa

O oxnuaTiopog ammoAiéewv oTn PiIkpodidTpnon eCapTdtal atd TTOAAOUG TTaPAYOVTEG, ME
Kupiapxo Tnv TTpowan. Mevikd, oTIC UWPNAEG TTPOWOEIS Ol ATTOANEEIC £XOUV HOoPYr “KOpw-
vag”, evw OTIG XAUNAEG €ival TTIO OPOIOUOPPES OTA TTEPIOTOTEPA OAKIMO PETOAAQ (oYM



4.19). To 6pio PETAEU TWV BIOPOPETIKWY TUTTWV atmoAAfewyv e€apTdtal cuvhBwg atrd TIg
1016TNTEG TOU UAIKOU.

1. Uniform Burr Type |

2. Uniform Burr Type Il

3. Uniform Burr with drill cap
4. Crown Burr

5. Transient Burr

ZxApa 4.19 Mapadeiypara atmroANEewV HIKPOBIATPNONG O& OAKIPNO HETAAAG

AkoAouBouUv xapakTNPIGTIKOI TUTTOI ATTOAACEWY TTOU OXNMUATIOTNKAV O€ TTEIPAUATIKA MEAETN
MIKpodIATpNOoNG e PEYIOTN TTPowaon 10mm/min (oxAiua 4.20). O1 HopPEG TOUG gival OUOIEG
ME eKeEiVEG TNG oUPPATIKAG dIATPNONG, YEYOVOS TToU deiXvel 6Tl O UNXAVICUOG OXNUATICUOU
atréAnéng eival TTapoOuoIog OTIG BUO TTEPITITWOEIG. 2TO APXIKO OTABIO OXNUATIONOU TNG a-
TOANENG, KABWG TO TPUTTAVI TIPOXWPEAEI, N TTAACTIKN {Wvn OTO KEVTPO TNG KOWNG ToU TPU-
Taviou @Bdvel otnv em@dveia €€6dou Tou Tepayiou. H TAAoTIKr {wvn TToU apXIKA dia-
MOPQUWVETAI OTNV TTEPIOXN KOVTA OTO KEVTPO TOU TPUTTAVIOU ETTEKTEIVETAI GTNV TTEPIPEPEIQ
NG oG (oxNua 4.21a). Me Tnv eméktaon NG TTAAOTIKAG {wvng, éva apxIkd OTTACIYO E-
QavifeTal oTNV TTEPIMETPO TOU TPUTTAVIOU Kal dnUIOUPYEITal hia ogoidpop@n atréAnén (oxn-
Ha 4.21B). Adyw Twv ateAgiwv oTn diadikaoia, To apxIkd OTTACINO deV EU@AVICETAI KOl QU-
TG 00NYEi OTO OXNMATIOPO KATTEAOU, OTTWG PaiveTal OTO oxrpa 4.216.

188vm

=

T c ]
IxAua 4.20 TlMapadeiyyata OMPOIOPOPPWY  ATTOAREEWV  HIKPOBIATPNONG  OTIG
8000rev/min pe dla@opeTikéG Tpowaelg (a) 10mm/min kai (B) Smm/min




ZxApa 4.21 Aladikagia oxnuatiopou on'ro)\r']ﬁswv (&) srréKTadr] ?T‘)\GOTIKI"]Q wvng
atrd TO KEVIPO OTnV TTEPIPETPO (B) dnuioupyia apyikoU oTraciyartog (y) €mEKTAON
TNG Bpalong oTNV TTEPIUETPO (B) OXNUATIOPOG TENIKAGS aTTOANENG

2€ YEVIKEG YPOAUMES N EPPAVION TwV ATTOAASEWY OTN WiIKPO KAl 0T PHAKPOKAipaka gival TTa-
POUOIa, WOTOOO TTAPATNPNONKE OTI OTIG YIKPOKATEPYATIEG TO UWOGS KAl N TOTTOPOPQIa TwV
atmmoARgewv TTOIKIAAOUV E TOV TTPOCAVATOAIOHO TWV KOKKWY. E@pdoov n dIGuETPOg Tou £p-
yaAgiou gival TNG TAENG peyEBOUG TwV KOKKWYV, OTIG TTEPIOCOTEPES TTEPITITWOEIG, N QUTIKA
TNG KOTTAG OTNV KOWN TwV £pyoAgiwv dlagépel KaBwe To epyalcio KiveiTal atrd KOKKO O€
KOKKO.

Eteidf n katelBuvon KOTMG Tou Tputraviou aAAdlel ouvexwg KaTtd Tn didpkeia TG S1adi-
KAoiag, Kal 0 TTPOCAVATOANITHOG TWV HEMOVWHEVWY KOKKWY BEV €ival yVwOTOG €K TwV TTPO-
TEPWYV, €ival TTOAU BUOKOAO va 10xUcel JiIa oapig ox€on PETAEU auTwy Twv dUo TTapaydv-
Twv oTn diaTpnon. Evroutoig, oto oxnua 4.22 @aivetal kabapd OTI 0 TTPOCAVATOAITHOG
€VOG KOKKOU EUVOEI JIa OUYKEKPIPEVN KATEUBUVON KOTING, TO OTToi0 0dnyei o€ OAKIUN KOTN
KAl OTN CUVEXEIQ O€ HEYAAUTEPN ATTOANEN.

(a) ano)\nﬁn swog va oplwv TWV KOKKWV (B) amoAnén mévw OTG- OpIa TWV KOKKWV
(20mm/min, 7000rpm) (5mm/min, 6000rpm)

(y) onTo)\r]F,r] Travw 08 MIKPG  KOKKO (O) omo)\r]ﬁr] Tou cxKo)\oueal TNV TOTToAOYia
(5mm/min, 7000rpm) TWV KOKKWV (10mm/min, 7000rpm)

ZyAua 4.22 Zxnuatiopog atmoAnéewv tikpodidTpnong d1a JECOU SIOPOPETIKWV KOKKWV



ATIO TNV TTapaTTavw HEAETN dIAMOTWONKE OTI TTPOCAVATOAIOHOS TwV KOKKWY TOU UAIKOU
ETTNPEACEl TO OXNUATIOPO ATTOAREEWY OTIG UIKpoKATEPYATieg. 'Eva evidio UNIKO PTTopEi va
TTAPOUCIACEl OAKIUN CUUTTEPIPOPA KOTING O évav KOKKO TOU Kal wabupr o€ évav AAAo,
TToU deiyxvel yia emOUUNTA atToTeEAéopATa TPAXUTNTAG ETTIPAVEIAG VA AauBavetal uttéyn o
KPUOTAAANOYPOQIKOG TTPOCavVATOAIOUAGG TOUu UAIKOU. AUTEG OI TTApaTNPAOEIS KATADEIKVUOUV
TN onUAcia TTEPAITEPW £PEUVAG OE AUTOV TOV TOMEQ.



5. Auvapeig Kotrig

H dUvaun KoTrAG ival atmd TIG TTI0 AVTITIPOCWTTEUTIKEG JETAPANTES TTOU ETTITPETTEI TNV Kpion
KAl TNV €€1Rynon Twv BACIKWY QAIVOPEVWY TWV KATEPYATIWY OTTWG:

o n ¢Bopa

o N BeATioTOTTOINON TWV PETARANTWY EI0GOOU

o N TPORAEWN TNG TTOIOTNTAG TWV TEAIKWV TEPAXiWV

o O UTTOAOYIONOG TWV EVEPYEIAKWY TTOOOOTWY OTO £PYAAEIO, OTO ATTORAITTO Kal
oT0 TEHGXIO

ETtriong o uttoAoyIouOG Twv dUVAPEWY KOTTAG €ival TTOAU OnUAVTIKOG OTO OXEBIAOUS TwV
epyaAciopnxavwy. Qotéoo 0 akpIBAG TTPOODIOPICHOS TWV OUVAUEWV OTIG HIKPOKATEPYATI-
€G €ival OUOKOAOG, AOyw TNG ouxvoTNTAG DIEYEPONG TTOU TTPOKAAEITAI ATTO TNV AAANAETTIO-
pPACT TOU KOTITIKOU HE TO TEPAXIO KATG TN DIAPKEIQ JIAG KATEPYATIAG.

To oxua 5.1 Tapouciadel TIS PUOIKEG TUXVOTNTEG EVOC CUMPBATIKOU SUVANOUETPOU Kal TIG
ouxvotnTeg diéyepong (KiTpivn TTEPIOXA) MIOG MIKpoKaTEpyaoiag (TaxutnTta aTtpaKTou
160000rev/min). ZUuveTtwg O AIOONTAPEG KAl TA CUCTAUATA PMETPNONG dUvVANUNG TTPETTEl va
EXOUV QUOIKEG OUXVOTNTEG TTAVW ATTO TIG OUXVOTNTEG OIEyePONG, TOUAAXIOTOV Avw TwV
8kHz.

5

30

amplitude ratio

10

/

0 2 4 6 8 T
frequency range (kHz)
ZyxAua 5.1 OuoIkéG auxvoTNTEG OTOV X-AEova Kal auyxvoeTNTEG OIEYEPONG TTOU CUVAVTWVTAI
O€ MIKPOKATEPYAOTIEG.

0

5.1 Auvdpeig KOTTAG Kal €18IKN EVEPYEIO KOTTHG

Meipapatikh) JEAETN opBoywviag KOTING PE pyaAgio pIag KOWNG UWnARS akpipeiag €d¢ige
OTI N YEWHETPIO TOU KOTITIKOU gpyaAgiou (ywvia atrofAiTTou Kal akTiva TG KOWNG) €xEl ON-
MaVvTIKN €TTidpacn oTIG OUVANEIG KOTING KOBWG Kal aTnv €101k evépyela Kotmg. Otav 10
akotro Trayog atmofAittou (uncut chip thickness) mAnoi1ader To péyebog Tng akTivag NG KO-
Wnge, TOTE N evePyOS ywvia atToBAITTOU @aiveTal va KaBopilel TIG TTPOKUTITOUCEG DUVAEIG.
AUTO @aiveTal Kupiwg ammd Tn PeAETN Tng O1elBuvong Tou dlavUCoPaTog TNG dUvaUNG WG
TTPOG TO AKOTTO TTAX0G ATTORAITTOU OTTWG QAIVETAI OTO OXNMA 5.2. Z& PIKPA GKOTTA TTAXN
atmoBAiTTou, n evepydg Kal OxI N OVOUACTIKA ywvia ammofAiTTou, uttayopelel Tn dielBuvon
TNG dUVaUNG.
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ZxApa 5.2 AigtBuvon diaviopaTtog dUvaung yia éva Kaivoupylo Kal éva @BapHUEVO KOTITIKO

EPYAAEio idl0G YEWUETPIOG

AOKIPEG MIKPOTOPVEUONG WE KOTTTIKO attd diapdvTl (r = 200nm) oe OAkIyo Al 6061-T6 ekTe-
AéoTnkav yia Tn YEAETN TNG ywviag Twv dUVAPEWY O 0pBoywvIa KOTTH.

o BpéBnke 611 yia TINES TTAXOUG ATTORAITTOU HIKPOTEPEG ATTO TAV AKTiVa KOWNG, N
Ouvaun avd povada TTAATOUG oTnV KATeUBuvon TnG TTPoOwaong augdveral ypn-
yopoTepa ato Tn duvaun avd yovdada TTAATOUG 0TnV KaTeuBuvaon Tng KOTTAG.

o Ooo 10 Th)0g atmoBAiTTOU pelwveTal, To dilAvuoua TnG duvaung Bpédnke TTiIo
KOVTA OTnVv Kareubuvon Tng Tpowaong atr'éTi TNV KaTeUBuvon TG KOTTAG.

o Etriong n katdoTtaon g akung Twv gpyaleiwy (@Bopd epyaleiou) Bpédnke va
Exel onpavtikh emidpacn oTig duvduelg wlnong (thrust force) étav 1o BaBoG
KOTTAG €ival PIKPOTEPO aTTd TNV aKTiva TNG KOWNG OTTWG TTAPOUCIACETAl OTO

oxnua 5.3.
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ZxApa 5.3 ETidpacn Tng KAtdotaong TNG KOWNG Tou £pyalEiou OTIG wWOTIKEG DUVAEIC O€

opBoywvia KOTI HIKPOYPAIapiouaTog Ye epyaAcio piag kéyng Tepaxiou Al 6061-T6 .



5.2 Auvdpeig KOTTAG OTO MIKpO@paI{dpIoua

2TIG KOTEPYAOIEG HIKPOPPAI(OPIOPATOS, N aaipeon UAIKOU eTTITUYXAveTal yéow OUO TAU-
TOXPOVWYV KIVIOEWYV, TNV TTEPICTPOPI) TOU £pyaleiou oTnv ATPAKTO Kal TNV Kivnon TTpow-
ONgG TOU TEPAXIOU TTPOG TO TTEPICTPEPOUEVO £PYAAELIO, OTTWG @aiveTal oTo OXAPa 5.4. ¢
KABe TTépacpa Tou epyaAeiou TTapdayeTtal atTOBAITTO he PETABANTO TTAXOG KATA TO WAKOG
Tou. To dakotro TTéxog h Tou aTToBAITTOU YTTOPEl Vva TTPOCEYYIoTE ATt TNV aKOAoUBN €&i-
owon:

h(e) = f*sin(6)
OTT0U 0 N Yywvia B€ong Tou epyaAeiou kai f; N TTPOWON avd dOVTI.

O1 duvauelg TTou evepyolv oTo gpyalcio kabopifovtal amd dUO CUCTANOTO CUVTETAYE-
VWV:
o n duvaun pdéwaong Fr kai n duvapun cross-feed Fy avikouv aTo cUCTNUA OUV-
TETAYUEVWYV TNG EPYAAEIOUNXAVAG
o N akTIVIK] woTikr duvaun Fr (radial thrust force) kai n epamTopevn dUvaun
KOTIMG Fc avAKouv 0TO OUCTNUO CUVTETAYUEVWY TTEPICTPOPIS TOU EPYaAEiou,
OTTWG PaiveTal oTo oXAua 5.4.

2710 QpaIfdpiopa 01N HakpOoKAipaka, n Tpéwaon ava dévTi (ft) eival cuvABwS TTOAU peyaAu-
TEPN OTTO TNV OKTiva TNG KOWNG, KAl TO KAAGIKO TTPOTUTTO GXNUATIOHOU atTtoBAiTToU UuTTtoBE€-
TEl OTI OTTOIOONTTOTE UAIKO EUTTAEKETAI E TO OOVTI TTPETTEI VA APAIPEITAI EVTEAWS ATTO TO
KOUMATI TTPOG KATEPYATia.

Rotation@

ZyAua 5.4 Zxnuatiki TTapdoTacn TG KATtepyaoiag MIKpo@paifapiouaTog.

To oxAua 5.5(a) eregnyei Tnv aAAnAeTidpacn evog epyaleiou pikpo@pailapiouaTog Pe Eva
TEMAXIO KAl TNV EKTPOTTH TOU AOYW Twv DUVANEWY TTOU EVEPYOUV OTO dOVTI. To gpyaAcio
TTEPIOTPEPETAI PE TNV TAXUTNTA TNG OTPAKTOU, EVW TO TEPAXIO, TOTTOBETEITAI O€ €va YPAUMI-
KO €TTiTred0 Kal KIVEITAI TAUTOXPOVA PE KATToIa TaxUTNTA TTPOWONG YIO VA TTAPEXEI TV AKTI-
VIKR Kivnon mmpowaong, atréd 1a de€Id TTPOg Ta apioTepd aTo oxnua 5.5(a). To epyaAeio ek-
TPETTETAI JAKPIA OTTO TO KOMMATI UTTO TIG DUVAEIG KOTTNG, Ol OTToIEG UTTOPOUV va avaAuBo-



Ov oTnV akTIVIKR) dUvaun wenong Fr kai otnv epatTtéuevn dUvaun KOTAg FC , 0TTwG gaive-
Tal oTo oXAMa 5.5(B).

To oxAua TTEPIYPAPEl TN OXETIKA PETATOTTION TOU KOTITIKOU BOVTIOU aTTO TO KEVTPO TTEPIO-
TPOPNAG, OTTWG PAIVETAI ATTO TNV KOPUPK TTPOG TO KATWTATO ONUEIo Tou epyaAgiou. Av Kal
OTO TTPAYHATIKO oUCTNUA UIKPOPPAI(OPIOUATOG, TO EPYAALIO EKTPETTETAI KAI OTIG dUO KOTE-
uBbUvoEIg, N YETATOTTION OTNV £QATITOMEVN KATeEUBUvon uTTopEi va BewpnBei apeAnTéa eTe-
101 N £TTIdPACT] TNG OTNV TTPAYMATIKA EUTTAOKN gival apeAnTéa.

(a) TpiodidoTarn ameikévion kaTtepyaciog (B) Avoywn Katepyaoiag
MIKpO@paIlapiouaTog

‘0. Cutting tooth
‘
!
'
'

.. e

p
(y) OpBoywvia atTelkOVION KOTTAG XWPIg ; . ,
apaipean uhikow (hg<hm) (8) Opoywvia atreikdvion kotms (hg>hm)

ZyAua 5.5 EptrAokn TnG KOWNG Tou epyaAeiou Pe To TEPAXIO KATEPYOTiag

Edv n mpdwon avd d6vT h(By) eival peyaAltepn atmd 10 EAGXIOTO TTAX0G aTToBAITTOU hyy,
TOTE oXnuaTti¢etal ammOBAITTO o€ KABE TTEPATUA Tou SOVTIOU OTTWG AVAUEVETAI KAl OTr CUW-
BaTikA KAipaka. H akoAoubBia Twv paltpwyv onueiwy TTou TTapoucidleTal oTo oxnua 5.6(a)
Ociyvel TN B€on NG KOWNG o€ KABE TTEpacua. Av Kal n Béon TG KOWNG TTaPEKKAIVEI ATTO TIG
I0QVIKEG TTOPEIEG AOYW TNG EKTPOTTAG TOU €pYaAgiou, n atrdoTacn PETALU Twyv BEoewy ava-
POPAG Twv BIAdOXIKWY TTEPACUATWY TwV OOVTIWV ival oTaBEePH.



ZXAMA 5.6 ZXNUATIOPNOG ouveXoUs aTToRAIT-
Tou (h(Bg)>hy) () Avw Own KaTepyaaoiag
MIKpo@paIlapiouaTog

Ideal engagement ht(6o,n)
Actual engagement ha(8o,n)
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Engagements, ht or ha (B)
ZyAua 5.6 (B) Advaun KoM cuvapTroel TG EUTTAOKIG TOU KOTTTIKO JE TO UAIKO

Eg@ooov n mrpaypaTiki déopeuon hy gival peyaAutepn atmd 10 eAAXIOTO TTaX0G atroBAiTTOU
hmm, OTNV TTEPITTTWON TOU OXNMATOS 5.6(B), 0€ KABE TTEPpacua oxnuaTifeTal atrORAITTO Kal N
diadikaoia ouvexifetal o€ éva otaBepd KaBeoTwG KOTMG. MoAAOI epeuvnTEG TTAYKOOUIWG
€Xouv TTpoCTTaBNoEl va PovTeEAOTTOINCOUV TIG BUVAUEIG KOTTHG OTO @paildpioua. Otav 6-
MWG auTtd TTPOKEITAI VA YiveEl OTN PIKPOBIAoTaoN TTPETTEI va An@BoUuv uttdyn opIoUEVOI KO-
VOVEG:

o H pikpodopr] Tou UNIKOU TOu TEpaxiou Katepyaoiag Oev gival oJoyevAg [5].

o KaBwg pikpaivel To pé€yeBog Tou KOTITIKOU epyaAeiou n emidpacn TnNG KAipakag
yiveTal oAoéva Kal TTI0 GNPAVTIKH.

o H emidpaon NG akTivag Tng kOYWNg dev gival apeAnTéa [6]. ETTNpeddel To pnxa-
VIOPO oxnuaTiopou atmofAiTTou kal kaBopilel Tn petadBaon peTaglu TnG KATAo-
Taong OTTOU TTPAYUATOTIOIEITAI KOTTA KAl AUTHG OTTOU TO €PYAAEIO TTEPIOTPEPETAI
XWPIG va apaipei UAIKO [5].

o AGYW TOU PIKPOOKOTTIKOU HEYEBOUG Ta KOTITIKA epyaAcia gival apKeTd eAAOTIKA
[7] pe atToTéAEOpa va dnuioupyouvTal QaIVOUEVA OTTWG O KPOTAAIOHOG Kal 10-
XUPEG €CAVAYKOAOUEVEG TAAQVTWOEIG TTOU OTO KAVOVIKG @paildpioua Bewpouv-
Tl APEANTEEG.

2710 oxfpa 5.8 rapouaciadovTal ol SUVAUEIS KOTTAG OTIC Tpeig dieubuvoelg kabwg kail n die-
UBuvon Tou dlavUOoPaTOG TNG dUVAUNG O€ OXEON KE TO TTAXOG TOU AKOTTOU atroBAiTTOU yia
OIAPOPETIKES YWVieG aTTOBAITTOU.
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ZxApa 5.8 Auvduelg KOTAG OTIG TpEig dlEuBUVOEIS Kal Kivnon KOTITIKOU epyaAgiou pe dUo
KOTITIKEG aKMEG (Yi Quin sel 35)



5.3 AvdAuon SuvdAdpewy KOTTHG

O1 duvdapelg KoTIMG uTTopouv va BewpnBolv wg cuvapTnon TG ouvexoug ywviag Béong 6
KAl ToU apiBpoU TWV TTEPACHATWY N, KaBWG N TaxUuTnTa TTEPIOTPOPAG TNG ATPAKTOU Eival
oTafepn KAl TTapaTnpEiTal TTEPIOBIKOTNTA TwV OUVANEWY KOTING KATA PAKOG Tou apiBuou
TWV TTEPACHATWY O€ PIa 0TaBepr ywvia B€ong.

Fr (6:) = Fr (6,n) kKar  Fy (6:) = Fn (6,n)

O1 Fe(6y) kal Fn(8y) givar o1 duvapeig otn dietBuvon TnG TTPOwong Kal n KABeTn o€ autAv
cross-feed , 6TTWG @aiveTal oto oxfpa 1. H oxéon YeTagu Twv B¢, 6, Kal Tou n opPIfeTE WG
€GN

O6c =0+2mrn 6mTou 0£0<2mkain=0,1,2, ...

H ocuviotapévn Twyv duvdpewyv TTPOwWONG Kal cross-feed ptmopei va PeTaoxnUaTIOTEN OTIG
duvdpeig oTig dieuBuvoelg TG WBNONG Kal TG KOTTAG ME TNV egiowon:

F+(8 ,n) = F(0 ,n)*sin(6) + Fy(0,n)*cos(0)
Fc(0 ,n) = F(8 ,n)*cos(8) - Fyn(B,n)*sin(0)

O1 ywvieg B€ong, OTIG oTToiEG UTTAPXEI EUTTAOKN TOU KOTTTIKOU PE TO TEPAXIO TTPOG KATEPYOQ-
oia, kataypagovtal Kai Eava undevifovral oe K&Be Trépaaua dovTiwy, dnNA.8=0. '’ autd n
ywvia €106d0u Tou gpyalgiou KaTaypa@eTal OTA OToIXEia TNG dUvaUNG, OTTWG TTAPOUCId-
Covtal 010 OXNpa 5.9. Ta KUKAGKIO o€ KGO ypaiki TTapdoTaon Tou oxnuatog 5.9 avrio-
ToIXOUV O€ TOTTIKN ywvia 8éong 90°.

° J 4 [ '
2oib ' w e R 20ff 14 )41
|| 1@ ° E- o ; o e ©
§a. O » ‘a8 r ol OB ol :: (1] S S e R P *
-20 «2: [ ! )V l } {
[ : J
0 720 1440 2160 28860 0 720 1440 2160 2860
6 [deg.] (a) & [deg] (B)
Auvaun Tpoéwong Auvaun K&GBeTn aTnV TTPOWON
s | 30 '
I‘|‘ .. ' [} ’r q’ } l
g._zoﬁ i :é' ‘PJ (RLRRRTA gozo ° A
\ i ] ¥
& 10 o w 1°q’ ‘dj | @ o °
o e N Pod s I e M o | 2 r o }'»-' »l.c () }‘. J
0 720 1440 2180 2880 0 720 1440 2160 2880
& [deg] (v) & [deg] (3)

Auvaun wlnong

Auvapun KoTTAg

ZxApa 5.9 Auvdpuelig KoTTAG ouvapThoel TG Ywviag Tou KoTrmikou (measured and trans-
formed cutting forces (ft=3um))

210 oxAMa 5.10(a), ol duvdpeig KOTIAG Kal wlnaong TTou ackouvTtal o€ 8,=90° ye TTpowaon
3um avd d0vTI £€xouv oxedIaoTEl WG ouUVAPTNON TOU APIBPOU TWV TTEPACUATWY YIa VO Qa-



VeI N YETAPBOAR QUTWYV TwV BUVANEWY, BEIXVOVTAG TO SIOKEKOUHMEVO OXNUOTIONG TOU aTTof-
Aittou. OTav n mpowaon avda dévT autdvetal o€ 12um, JeyaAuTepn aTTd To EAAXIOTO TTAXOG
atroBAiTTou, dev TrapaTtnpeeital PETABOAR OTIC dUVAUEIS KOTIAG Kal wlnong yia 6,=90°
(oxnua 5.10B), deixvovTag To OXNUATIONO GuvexoUg atroBAiTTou.

40

=90deg —— Thrust

3

§2

o

“ 10
5 10 15 20 25 30 5 10 15 20 25 30
Number of tooth pass, n Number of tooth pass, n

(a) ft = 3um (B) ft = 12um

ZxApa 5.10 Auvaueig KOTTHG CUVAPTACEI TwV TTEPACHATWY Tou KOTITIKOU (Cutting forces
versus number of tooth passes (6=90°)).

Ta diaypdupara 5.11(a,B,y) deixvouv 611 660 auavetal n TaxuTNTA TTEPICTPOPNS TNG AT-
PAKTOU TOOO QUEAVETAI TO TTITTEOO ACUVETTEIOG TNG TTEPIODIKOTNTAG TWV OUVAUEWYV KOTTAG,
TO oTroio Ocixvel OTI n duVAUIKA aTTOKPIoN TwV £PYaAEiwv @palapicuaTog eTnNPEAdeEl TN
dladikagia axnuaTioPou Tou atroBAITTou.

40,
—— Thrust

“ o=80deg. | T o | 08
= Eﬂ.!
w9 g 04} %
% b S0l (1L BN e

10 J [ \

o "] S ]

5 10 15 20 25 30 5 10 15 20 25 a0
Number of tooth pass. n HNumber of Wooth pass, n
(a) ft = 3um (B) ft = 1.5um (a) ft = 0.375um

ZxApa 5.11 Auvaueig KOTTHG CUVOPTACEI TWV TTEPACTHATWY TOU KOTITIKOU YIA DIAPOPETIKES
TTPOWOEIG.

Maparnpnocsig:
o YTTApXEl XAPAKTNPIOTIKA WETABOAR Twv SUVAPEWV KOTTHG Kal wlnong o€ KAbe
TTeipapa.

o O apiBuédg TEPACUATWY YIa TOV OTTOI0 Ol SUVANEIG KOTTNG MEYICTOTTOIOUVTAI BEV
OUUTTITITE yIA TIG SUVANEIG WONOoNG.

o H dUvapn KOTAG YEYIOTOTIOIEITAI £va TTEPACHUA TTPIV ATTO auTO OTTOU N dUVAN
wonong peyioToTrolgiTal. To gaivopevo autd gival anuavTiké yia Tov KaBopioud
NG 0X€0NG METALU TWV dUVANEWV KOTTAG Kal TNG TIPAYUATIKNG EMTTAOKAG.



5.4 Txéon avdpeoa oTIG DUVANEIG KOTTAG KAl OTNV EUMTTAOKN TOU KOTITIKOU ME TO UAI-

KO

H peAéTN TG ox€ong TWV DUVANEWY KOTTAG WE TNV TTPAYUATIKA EUTTAOKK) TOU £pyaAgiou oTO
MIKPO@PaICAPICHa DEIXVEI TN KN YPAMMIKY CUMTTEPIPOPA, XAPAKTNPIOTIKN TNG TTPAYHATIKAG
EMTTAOKNAG KATW ATTO TO EAAXIOTO TTAXOG ATTORAITTOU. XUhQwva he Tov Merchant, ol duva-
MEIG KOTTAG auEAvovTal avaAoyIKA PE TO TTAXOG Tou atToRAITTOU OTav auTd gival TTOAU peyO-
AOTEPO aTTO TNV OKTiva TNG KOWNGS. AAAG 6Tav To TTAX0G aTTORAITTOU €ival TOGO WIKPO OGO N
aKTiva TG KOWYNG, N 0XE0N TOU WE TIG BUVANEIG KOTTAG YiveTal TTEPITTAOKN Adyw TNng €TTidpa-
ONG TNG KAUTTUAGTNTAG TNG KOTTTIKAG OKUAG TwV £PYaAEiwy.
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ZxApa 5.12 Auvdapueig KOTTHG CUVOPTACEI TNG EMTTAOKAG TOU KOTTTIKOU

To oxnua 5.12 Tapouciddel TIG OXECEIS HETALU TWV SUVANEWY WBNONG Kal KOTTAG Kal TNG
TTPAYMOTIKNAG EMTTAOKAG TOou epyaAeiou. Ta dedopéva Tng duvapng Exouv eEOPOAUVOE pe TO
TTAGTOG KOTTAG W. KaTtd Tn SIAPKEIQ TOU OXNHOTIONOU uveEXOUG ATTOBAITTOU, N TTPAYMOTIK
EUTTAOKN TOU gpyaAeiou gival n idia pe TRV TTPOWGCN ava d6vTIl. Katd cuvETTela, OTav EXOUME
KOTT Ta onpeia uttoAoyiovtal attd To HEGO OPO TWV POPTIWV TNG dUvVANNG OTNV ETTIOUNN-
TA- TTPAYMATIK EUMTTAOKA TOU EpyaAcgiou.

MNa mapddeiyua, Ta @opTtia Twv SUVAUEWY OTA 12um TTPAYHATIKAS €UTTAOKNG, (01 paupol
KUKAoI oTa oxruata 5.12(a) kai (B) avTimmpoowTtrelouV To0 PECO Opo Twv dUVAPEWY Won-
ONG Kal KOTTAG avTioToIXa, TTou aokouvTal oTta 12um tng TTpdwaong avd dovTl, OTTwG TTapo-
uoldotnkav ot1o oxfAua 5.10(B). O1 duvdaueig TTou avtaAAdooovTal PHETagU Tou epyaAeiou
KAl TOU TEPAXIOU OTIG KATEPYOQOTIEG PIKPOPPAICOPIOUATOG Eival OOUVEXEIG KAl upavidovTal
o€ KABe gUTTAOKN TOU KOTITIKOU HE TO Tepdylo. H évraon tng duvaung TrolkiAAel KaBe @opd
TTOU TO KOTITIKO TTPOXWPAEI KATA PKOG TNG YwViag EUTTAOKNG, WS aTTOTEAECHA TNG PETARO-
AfG TOu AKOTTOU TTAXOUG ATTORAITTOU.

5.5 Meipapatiki HEAETN TWV SUVAHNEWYV KOTTHG O€ KATEPYATIEG MIKPOPPAI(APICHATOG
EkTteAéoOnkav TTeIpdpaTa HIKPO@PAICapioPaTog o€ pia 3-AEovIKA pnxavh KABeTng kartep-
yaoiag he pgéyioTn TaxutnTa TTEPICTPOPNG TNG aTpdkTou 50000rpm (oxpa 5.13).



MNeipapaTikni diatagn

Sensor for run out

measurement -
©
High Speed Spindle
Workpiece
R !
© . | Dynamometer
& e = _4_J
ZxApa 5.13a

Xpnoiyotroiénkav epyaAcia @paiapiopyatog €Tti- m
mmedng amoAngng (2- fluted), pe emkdAuywn TiAIN
NG Hitachi, pe &apérpoug 0,5mm, 0,2mm Kai
0,Imm kai pAKN Aaigwv 3mm, 1mm kai 0,5mm

avTioToIXa, wWoTe va €xouv Adyo didoTtaong 5 yia
KGBe diaueTpo (oxnua 5.13p). ZxApa 5.133

Ta epyaleia eAéyxBnkav ommika pe xprion SEM

TTIPOKEINEVOU VO €6ACQPOAAIOTEI N ATTOUCIA KPIOINWVY

ateAeiwy TTou Ba uTTopoloav va E€TTNPEGCOUV TO Z

emiTredo TNG dUvapng Katd Tn OIAPKEID TNG KATEP- e R L

yaciag, Omwg @Bopég Tng emioTpwong (OxAMA IyAua 5.13y SEM image of a 200

5.13y). um end mill showing coating dam-
ages at the cutting edges.

Kpdpa aloupiviou Al 6082 T6
YANKG TEpaxiwv XGAuBag (maraging steel) 1.2709
Kai zirconia (pre-sintered).

ZUVvOAKEG KATEPYATING

e O1 duvdapelg KOTTAG uttoAoyioTnKav yia SI0QOPETIKEG TUVOAKEG EUTTAOKNG PETABAGAAOV-
TAG ETTIAEYMEVES TTAPAPETPOUG.

e H eptTAokn Tou gpyaAeiou oTo PIKpO@PAI(APIoHUA ETTITTEONS ATTOANENG OpPIfETAl YEWMET-
pIk& atrd To cuvOUACUO Tou a&ovikou BABoug KOTTAG (ap), Tou akTIVIKOU BABOUG KOTIG
(ae) ka1 Tng TPéwWoONg avd dovT (fz).



o [lpokeluévou va yivel oUYKPION HETAEU TWV DIOPOPETIKWY PeEYEBWV TNng diadikaaciag TTou
AVTIOTOIXOUV OTIG DIAPOPETIKES OIAUETPOUG TWV €PYOAEiwY, Ol TTAPAPETPOI EUTTAOKAG
dlaTUTTWBNKAV WG KAdoua TNG dlapéTpou Twv epyaAciwy (ap/D, ae/D, fz/D).

o O yetapAnTéG TTAPAPETPOI Eival TO AKTIVIKO BABOG KOTTAG, n TTpéwaon avd dévTi, n dia-
METPOG TOU €pYaAgiou Kal TO UAIKO Twv TEPAYXiWY, EVW N TaxUTNTA TTEPIOTPOPNG KAl TO
agovikd BdaBog kot ¢ TTapapévouv oTtaBepd. O TINEG TWV TTAPAPETPWY divovTal OTOV
Mivoka 5.14.

Mivakag 5.14 ZuvORKEG KATEPYATIOG HIKPOPPAIAPioHATOG

ae/D 0.1 0.3 0.5 0.7 1
fz/D 0.01 0.02

ap/D 0.05

n (rpm) 32000

D (um) 200

H kartepyacia atmmoteAeital ammd pia oeipd TTapdAANAwyY TTepacudTwy oTn dielBuvon Tou
afova X TnG epyaAeiounyxavng, ue oTaBepd acovikd BABOG KOTTAG Kal SIaQOPETIKA aKTIVIKG
BaBn clpewva Je TIC TIMES TOU TTivaKa 5.14.

ATmroteAéopaTa

Ta dlaypdupata Twyv dUVAPEWY TToU evepyouv aTo gpyaleio yia fz/D= 0,01 kai ae/D a1rd
0,1 éwg 1 (yia oTaBepr] TTPOWON ava BOVTI Kal SIAQOPETIKES YWVIiEG EUTTAOKNAG) TTapouaid-
CeTal 010 OXNAMa 5.15.
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(5)

o —Fx ——Fy —Fz
0,20
l‘ f ’ I i
g 05 0502 054 0506 0508 051

0,10

020

0 Time [s]
D0.2 mm
00 aare IxApa 5.15. Auvapeig koTig yia ae/D: ()

x ag/'L=u. =
ap/D=0.05 1, (B) 0.7, (y) 0.5, (d) 0.3 kau () 0.1.
down milling (E)
Maparnpnoeig

ATIO Ta dlaypAuhaTa TTAPATNEEITAI OTI O XPOVOG PETAEU TWV OUOAOYWV ONUEIWV PETALU
OUO JIadOYXIKWY KOPUPWV QVTICTOIXEI OTO XPOVIKO dIACTNUA TTOU TTEPVA TO dOVTI KAl UTTO-
AoyiCetal Bdoel TG OVOUAOTIKAG TaXUTNTAG TTEPIOTPOPAG.

EmTTAé0oV 01 KOPUQEG €xouv opoIdpopen Moper Kal Uwog. Autd Ocixvel OTI TO €pyaAcio
Oeopelel TO UNIKO Kal agalpei atméBAITTO o€ KABE TTEQIOTPOPN], TTAPA TO yeyovog 6T n
TTPOwOnN ava dO6vTI gival JOVo 2um Kal ETTONEVWG TNG id1ag TAgNG ueyéBoug Pe TNV aKTiva
NG KOYNG.

KdaTtroiol epeuvnTtég TTOpaTAPNOAV OTI € XAPNAEG TTPOWOEIG, TO £pyaAcio oAioBaivel TTavw
oTnNV €MQ@AVEIQ TOU TEPAXIOU KAl JOVO avd KATTOIEG TTEPIOTPOPESG DECHEUEI UAIKO, a@aIpwV-
TaG aTTOBAITTO TTOAU TTaXUTEPO OTTO TO ovopaoTIKG. Ouwg €dv auto eixe oupBei, Ba diakpi-
vovTav KATToIEG UWNASTEPEG KOPUPEG.

ATIO 10 oxrua 5.15 @aivetal 0TI oI YEYIOTEG DUVANEIS YIa OAEG TIG CUVIOTWOEG Kal OAEG TIG
ouvenkeg euTTAOKAG eival TTavTta xaunAoTepeg atrd 0,25N. H péyiotn Tiuf TNG OUVIOTWOOG
NG duvaung otov a&ova Y pével oxedov aueTdBANTN yia akTiviké BaBn atmé 1 €éwg 0,5. Au-
16 oupBaivel KaBWG To PEYIOTO AKOTTO TTAXOG ATTORAITTOU €ival TO idI0 Kal OTIG TPEIG TTEPITT-
TWOEIG, EVW VIO PIKPOTEPA AKTIVIKA BABN TO AKOTTO TTAX0G ATTOBAITTOU PEIWVETAI, JE ATTO-
TEAEOMQ TN PEIWON TWV PEYIOTWYV TIHWYV, OTTWG QaiveTal oTa oxnuata 5.15(8) kai ().

To oxfAuaTa 5.16(a) kai (B) Tapoucidlouv Tn péon PéyIoTn dUvaUnN CUVAPTACE! TOU OKTIVI-
KoU Bd&Boug yia fz/D=0.01 ka1 fz/D=0.02 avrioToixa. Omrwg @aivetal amd 1a diaypduuara,
ol péyloTeg duvdapelg Xapaktnpifovral atrd peydAn &iadoon. Autd gival XapoKTnpIoTIKO
TTPOBANMO KATA TNV EKTEAEON KOTING O€ QUTAV TNV KAipaka, é1rou Tmoaveég diatapaxEg oTo
oUCTNPO KATEPYQOIAg PTTOPOUV VA ETTNPEACOUV ONUAVTIKA TO ATTOTEAECUATA TWV PETPA-
OEWV.



Average peak force

0,35
0,30

0,25

0,20
0,15

Peak force (N)

0,10

—e— Fx
—e— Fy

0,05
0,00
0,0 0,2 0,4 0,6 0,8 1,0 1,2

Engagement ratio ae/D (a)
Average peak force

0,35

0,30

0,25
0,20

0,15 /r—.'/“

0,10

Peak force (N)

—e— Fx

0,05
—e— Fy

0,00
0,0 0,2 0,4 0,6 0,8 1,0 1,2
Engagement ratio ae/D (B)

ZxApa 5.16 Méon péyiotn duvaun yia mpowon fz/D (a) 0.01 kai (B) 0.02 oe diagopeTiké
QKTIVIKG 3G6n KOTTAG.

ZUNTTEPAOUATA:

e XT0 MIKpO@PaIlApIoPa, TO KOTITI-
KO epyaAcio uTTopei va TrEPIO-
TPEQPETAI APKETEG POPES XWPIS va
agaipei  UAIKG, €dka otav n
TTPOWON avd dOvVTI gival JIKPOTE-
pn ammd 10 eAdxioTo TTAXOG Q-
TTORAITTOU.

e  AOYW TNnG £Tidpacng Tou eAAXIO-
Tou TTAyxoug atroBAiTTou, ol Ou-
VAUEIG KOTTAG OTO WIKPOYPAI{Q-
pPIoHA PTTOPOUV va HETABAAAOV-
Tl TTEPIOBIKA HUE TOV APIBUS Twv
TTEPACUATWY TOU KOTTTIKOU O€ JIO CUYKEKPIPEVN Ywvia BEoNG.




o H mepIodIKOTNTA TWV OUVAUEWY KOTING €ival Pia ouvdpTnon Tou €AAXIOTOU TTAXOUG
atroBAiTTou, TG Tpdwang ava dbvTI, Kal TNS ywviag Béong.

e H duvauikr] ammokpion Tou JIKpoepyaAgiou etTnpeddel Tn dladikaoia oxnuaTiopyol a-
TTOBAITTOU, Ogv ETMIPEPEI WOTOCGO KaMia PETABOAR oTnV TTEPIOdIKOTNTA OGOV agopd TN
ywvia 6éong

e Ymdpxel €va TOTTKO MEYIOTO TNG dUvAUNG WONONG OTO MIKPOPPAICAPIoUA VIO TIUEG
TIPAYMATIKAG EUTTAOKNG TOU EPYaAEiou KOVTA OTO EAGXIOTO TTAXOG ATTORAITTOU.

5.6 Meipapatik HEAETN TWV SUVAHPEWYV KOTTHG O€ KATEPYATIEG HIKPOBIATPNONG

Meipapariki diatagn

microdrill

workpiece

Kistler sensor

ZyAua 5.17a MeipapaTikh didragn

H YEWHETPIA TOU KOTITIKOU 6'0“8T' Tool material: ultra fine grain carbide

pou d=100pum TTapoucIGdeTal OTO Point angle: o=118°

oxfua 5.178. i Front clearance angle: o= 10°
i Helix angle: §=35°

IxAua 5.178
YAIKO TEpayiwv XAaAuBag AISI 1045
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(B) TTAAPNg avéttnon yia 10 wpeg
otoug 1000°C (ueyéBn KOKKWV TrE-

400
pitrou 120um, oxAua 5.17y)

200

ZUVONKEG KATEPYATiaG
Méyiotn Taxitnta TeEpIoTpo@ng 160.000rpm

aTpAKTOU

EUpog TaOXUTATWY KOTTAG 35 - 95 m/min

Mpéwon 0,012d

Bdabog ko1rig 2 d, 610U d n SIGUETPOG KOTITIKOU
ATtroteAéopaTa

To oxnua 5.18 trapouaciadel Tn dUvaPn TTPOWONG CUVAPTHOEI TOU AKOTTOU TTAX0oUG aTrof-
AiTTOU yIa KOTITIKO SiapéTpou 200um, pe oTabepr) TaxutnTa KOTMG V=35 m/min. O1 péoeg
TINEG TNG BUVOUNG TTPOWONG €ival UYPNAGTEPES yia TN WIKPOBdIATPNON Tou XAAUBa TTou €XEI
uTTOOTEl €GOUAAUVON CUYKPITIKG pE TO TEPAXIO TTAPOUG avéTITNONG, AOYyw TNG dIapopdg
OTnNV avroxr OTTWG QaiveTal oTo oXnua 5.17y.

Mapéuola pe TN CUPPBOTIKA KaTEPyaaoia n dUvaun TTPOWONG OTN MIKPOBIATPNON MEIWVETAI
oTav pelwbei To TTaxog dkotrou atrofAiTTou. EvrouTolg, 4tav 1o TTaX0g AKOTTou atrofAiTTou
gival Tng idlag TédENG peyEBOUG e TNV akTiva TNG KOWNG Tou epyaAgiou, n dUvaun TTou TTpo-
KaAgiTal atré mn BUBION TOU KOTITIKOU XWpPIig va agaipeital UAIKO eAéyxel Tn diadikagia TnNg
KOTTAG. AUTA n Tdon ptropei va @avei yia 1o XdAuBa AlSI1045 oTig duo kaTaoTdoelg Bepui-
KRG eTTeCepyaaciag, OTTwG QaiveTal oto oxfiua 5.18.
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ZxApa 5.18 Alvaun TTPOWONG CUVAPTAOEI TOU TTAXOUG AKOTTOU ATTOBAITTOU

To oxApa 5.19 deixvel TNV €TTidpacn TG TAXUTATOG KOTTAG 0TN dUVAN TTPOWONG KATd TN
dldpkela Karepyaoliwyv Wikpodidrpnong. H aténon tng TaxutnTag KOTING MEIWVEL TN dUVAN
TTPOWONG MEXP! HIa EAGXIOTN TIMA. AUTO TO QAIVOUEVO OCUOCXETICETAI PE TN BEPUIKN XOAG-
pwaon Tou UAIKOU N oTToia TTPOKAAEITal atrd TNV augnon Beppokpaciag Adyw NG TaxutnTog
KOTTAG. Z& UWnAOTEPES TAXUTNTEG KOTTNG Ol BUVAUEIG TTPOWONG TTapoucialouv pia augnon.
To @aivouevo autd cival aTTOTEAECHA TOU OXNMOTIOPOU WEUDBOKOTING 0€ UYNAOTEPEG TaXU-
TNTEG KOTIAG avTiBeTa ammd Tn cuufaTikhy KaTeEPyaoia, OTTwWG TTaPOUCIAfeTal OTO OXAua
5.19B. Auti n Tdon ptTopei etTiong va gnynBei atrd 10 PUBPS TTAPAPOPPWONG TOU UAIKOU

oTnv apxiki ¢wvn didTunong.

3.0 T T T T T T T T
workpiece material: AISI 1045
L cutting material: HW-20 i
feed: f=24pum
o5 | drill diameter: d =200 pm B
™ | cooling: dry
= i
o steel AISI 1045
o 20 normalized =
o
i
Q
steel AISI 1045
15 - full-annealed b)
1.0 1 | | | | 1 | |
30 40 50 60 70 80 90

cutting speed vc/ (m/mim)
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ZxApa 5.19 Emidpaon Tng TaxUTNTOG KOTIG OTN pr] Trpo'wcr]g 0€ KATEPYOATia PIKPO-
d1arpnong xaAuBa AlSI1045

lNa TN oUYKPIoN TWV ATTOTEAECUATWY TNG MIKPOOIATPNONG UE TTPONYOUNEVA ATTOTEAETUATA
HOKpOKATEPYAOIWV (UE KOTITIKA SlapuéTpou atrd 1 éwg 10mm, idiag yewueTpiag) oTo XAAU-
Ba AISI 1045 pe e€oudAuvon, UTTOAOYIOTNKE N OXETIKA dUVANN TTPOWONG TN SI0TOUA TOU
Trayxoug akotrou atmofAitTou (d x f/2) cuvapTAcEl Twv JIAPETPWY TWV TPUTTAVIWY HETAEU
50um kar 10mm (oxAiua 5.20).

MeAéteg €0c1Eav OTI n dUvapN TTPOWONG 0€ OXECN HE TIG SIGUETPOUG TWV KOTTTIKWY ONUEI-
WVEl JEYAAN auénon oTn JIKPOKAipaka. AuTr N PN-yPAUMIKA €Tidpacn TnNG KAipaKag oTn
OXeTIKA duvaun Tpéwaong PTmopei va atrodobei otnv €£ApTNGN TOu PNKOUG TNG €YKAPOIAg
KOWNG atrd TN SIAUETPO TWV TPUTTAVIWY, OTTWGS @aiveTal oTo oXAMa 5.20. H KatdAAnAn Tex-
VIKA} aUénon TNG EyKAPOoIag KOWNG TOU EPYOAEiOU PIKPOBIATPNONG 6A0PAAIEl TNV aKAUWia
Kal TN oTaBepdTNTA TOU KOTITIKOU, ETTNPEACOVTAG TIG AVTIOPATEIG TNG dIadIKaoiag TnNG MIK-
podidTpnong.

g T T T T T T T T T T T T T T T T T T T
— workpiece material: AISI 1045 normalized # cutting material: HW-20
NE cutting speed: v_ = 35 m/min # feed:f=0.012'd # cooling: dry
E 60 T T T T T T T T T
> 16 '
— ® 50 1
x micro drilling &) I
g 12 3 40 H ]
Jo= (4]
x k)
Q k=]
O ‘@' 30 J
L 8
©
8 m 1 1 1 1 1 1 | 1 1
- 0123 4567 8 910
2 4 drill diameter d / mm
=
© »
@ * *,
k1.max =2 Fi.max / (d f)
| | I T IR T R S S [ S S | Y M |

0
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drill diameter d / mm
ZxApa 5.20 Emidpacn Tng KAIHAKAG Twv KOTITIKWVY JIKPOBdIATPNONG

ZuuTTEPAOUATA

e Orav 10 Ta)0G AKoTTOU aTTOBAITTOU €ival TNG iIdlIOG TAENG PEYEBOUG PE TNV aKTiva Tng
KOWNG ackoUvtal duvApElS KaBwg To epyaAeio BuBietal 01O TEPAXIO XWPIG OPWG va
agalpei UNIKO.

e 2Xg avriBeon pe TN oupPaTiKA KaTEPyaaoia dIATPNONG, 0 UYNAEG TaXUTNTEG KOTTAG OXN-
paTiCovTal YeudOKOTTEG 01 OTToIEG augAvouv TIG BUVAEIG TIPOWONG.



H didoTaon Tou KOTITIKOU WTTOPED va gival Tng idiag TaEng peyEBoOUG PE TOUG KOKKOUG
NG MIKPOOOUAGS TOou UAIKOU. Z€ QUTHV TNV TTEPITITWAN, TO UAIKO KATEPYaOiag de PTTopEi
va BewpnOei I00TPOTTIKO KAl OUOIOYEVEG.

Mn-ypauuikA €midpaon TG KAipakag atmmd Tnv KatdAAnAn auénon Tng KOYWNG Tou £pya-
Agiou pIKpodIGTPNONG TTapaATNEABNKE yia peiwon TNG SIGUETPOU TWV KOTITIKWV aTTo
10mm o€ 50um.



6. MikpogpyaAeia
Av Kkai TToAAOI €ival o1 epeuvnTéG TTOU BPACTNPIOTIOI-
oUVTal OTO OUYKEKPIMEVO XWPEO €VTOUTOIG TA OTTOTE-
Aéopata wg oAuepa dev gival Ta kaAuTepa duvartd. O
AOYOG gival 6Tl N avATITUEN TWV EPYAALIWY YIa HIKPO-
KATEPYOOIiEG AKOAOUBNOE Wia TTI0 TTAPAdOCIOKH TTOPE-
ia TTou dev ouuPadioe Ye TNV AVATITUEN TWV UNIKWV
KAl Twv d1adIKACIWY TToU KIVABNKav £§w atrd Ta Kabi-
epwpuéva TAaiola. Ogo peiwvoTav n TToodTNTA TOU
a@AIPOUUEVOU UAIKOU, BEpaTta TTou wg TOTE €ixav Hik-
PN onuacia OTTwg N YEWMETPIa TNG KOYNG Tou £pya-
Aciou, 1O péyeBOG Kal O TTPOCAVATOANICUOG TWV KOK-
KWV TNG MIKPOOOPNG Twv UAIKOU K.d., eTnpéadav

KOTEPA TNV ATTOTEAECUATIKOTATA TNG KaTEpyaaiag. H avakpifrig yEWUETPIa Kal Ol ACUVEXEI-
€G atmmoTeAoUV cofapd peloveKTANATA GooV agopd TNV akpifeia ot dladikacia eAéyxou,
TOV EQIPETIKA AETITOUEPH CGUVTOVIOHO TWV TTAPAUETPWY TNG KATEPYATIAG Kal TNV KATACTA-
on TG PNXavng.

6.1 KomrTikd pikpogpyaAgia atrd SiapdavTi
H kot ye diapdvTl xpnoldoTrolgital eupuTtaTa
yia TV TTapaywyn uwnAnig 1roidtnTag €1m@a-
VEIWV HE MEYAAN VEWMETPIKA akpiBeia. To
OIaPAVTI, WG KOTITIKO EPYAAEIO O€ HIKPOKATEP-
YOOieG UTTEPEXEI TWV UTTOAOITTWV AOYw TnG
uwnAng okAnpdTnTaG, TNG aKANWIOG, Kal TNG
XOuNAAG Tou TPIBNG. H oKAnpdTNTd TOUu TO
KaBIoTd IKavo va TTapapopPwvel KABe GAAo
UAIKO, OPwg N wabupdtnta Tou TTeplopilel To Tedio epappoyng Tou. ‘Exel uynAd pétpo -
AaoTikéTnTag 1000 GPa (trevratrAdaio atd autd Tou XAAuBa), evw diatnpEi TIG UNXAVIKEG
TOU 1810TNTEG OKOUA KAl O€ UWPNAEG BEPUOKPATIEG.

ZxApa 6.2 Diamond Turning Tools

2NMAVTIKO MEIOVEKTNHA TWV KOTITIKWYV atrd dIapdvTi gival 0TI dev ITTOPOUV VA KATEPYAOTO-
Ov TEPAYIa TTOU TTEPIEXOUV AvBpaKa, OTTWG o1 XAAUBEG, €KTOG av UTTOOTOUV TTAPAAANAN
KPUOYOVIKN €TTeEEpyaania. ZTnv TTePITTTwon auTth Ba TTpéTrel va uioBetnBouv €101kKEG ouvorn-
KeG KOTTAG Adyw Tou OTI HETABAGAAOVTAl TOOO OI PINXAVIKES IDIOTNTES TWV UAIKWY, 600 Kal Ol
0100TA0EIG TOUG. QG €K TOUTOU OI DOKIPEG WIKPOKOTING £€XOUV TTEPIOPIOTEI O PN-01dnpouxa
UAIKG €KTOG aTTO TIG TTEPITITWOEIG TTOU ava@EépBnKav TTapatavw. EvOEIKTIKG UAIKA Tepayi-
WV TO OTTOIa XPNOIKUOTTOIOUVTAI EUPEWG O€ KATEPYOQOTIEG HE DIAPAVTI OE EUTTOPIKEG EQAPHO-
vég givar: Ahoupivio, Mupitio, Apyupog, Xpuoodg, XaAkog, Weuddpyupog, MayvAoio, Moé-
AuBd0G K.a. To BIAPAVTI XPNOIUOTIOIEITAI O€ KOTITIKA £pyaAcia o€ TPEiG dIAPOPETIKEG DOUEG:
TTOAUKPUOTAAAIKG, GUVBETIKO SIAUAVTI KAl WG QUTIKOG HOVOKPUOTAAAOG.

To TTOAUKPUGTOAAIKG dIaudvTI CUVAVTATAI CUXVA O €QAPUOYEC UIKPOKATEQPYATIWY OTToU
Oev pag evdlagEpel 101ITEPA N TTOIOTATA TNG ETTIPAVEIAG. ZTA TTAEOVEKTIUATA TOU TTEPIAAU-
Bavetal n TiuA Tou n oTroia ival XapuNASTEPN Twv UTToAOITTWY dopwv. KataokeudleTal pe
OUCOWMATWON TePaxIdiwv atmd SIAUAvTI JE XProN CUVOETIKOU PHECOU Kal TO EPYOAEio TTOU
TTPOKUTITEl £XEI KOTITIKEG AKWEG PE TUXQIO TTPOCAVATOAIGHO O1 OTTOIEG TTPOKaAOUV augnaon
NG TPaxUTNTAG. O QUOIKOG HOVOKPUOTAAAOG XPNOIMOTIOIEITOI O€ KATEPYQOIEG OTTOU ATTAITE-
iTal KA TTOI0TNTA ETTIPAVEING KAl OKPIBEI. ZTa PJEIOVEKTAUATA TOu TTEPIAaUBAvovTal oI TTI-



Bavég akaBapoieg aTn ocUOTACK TOU KOBWG Kal To KOGTOG TOU TO OTToio €¢apTaTal atrd Tnv
akpiBela TNG KOTITIKAG AKUAG Tou. TEAOG TO ouvOeTIKO SlapdvTl TTpoocPEPEl uWnAn agloTri-
oTia kal didpkeia (WG AOyw TNG dUVATOTATAG TTOU UTTAPXE! YIa EAEYXO TWV aKABApoIwV.
To BAoIKO TOU PEIOVEKTNHA Eival TO KOOTOG TOU TO OTTOIO €ival TO UWPNAGTEPO aTTo Ta dIaud-
VTIA TWV UTTOAOITTWV DOUWV.

H ko1t pe diapdavT Bewpeital Katepyaoia amToTrepATWoNG Kal Ogv Ba TTPETTEl va Xpnoluo-
TTOIEITAl YIa €KXOVOPIOTN UAIKOU YyIa OIKOVOUIKOUG KUpiwg AGyoug. MNpokeITal yia Katepyaaoia
uwnAwyY TaXUTATWY TTOU KUpaivovTal o€ ekatovidadeg m/s, evw 10 BABOG KOTING yia eKXOV-
opion kupaivetal atmd 12-40um kai 1-3um yia ammotrepATwon. TUTTIKES TIUEG TTPOWONG YIa
eKXOVOpIon Kkal atrotrepdtwon gival 10-40 pm/rev kai 1-3 ym/rev avtioToixa. Z1a epyaAcia
ato dIaPAvTI XPNOIUOTIOIEITAI apvnTIKA ywvia aTToPAITTOU yia TV KOTI METAAAWY, EVW N
ywvia eAeuBepiag kupaivetal atmd 5 éwg 10 poipeg.

O1 Sugano k.a. yeAétnoav TN Bopd Twv KOTITIKWYV OTTO MOVOKPUOTAAAIKO SIAUAVTI KAl TIG
emOPAcEIC OTN MIKpOTPaXUTNTA. ETTiong peAéTnoav TIG TAOEIG OTNV £TMIQAVEIQ TOU TEPAXiOU
KATEPyaoiag utro dIAQopeG GUVBNKES KaTepyaaiag. AlatrioTwoav o1l N ¢OoPA TOU KOTITIKOU
Exel NiyoTepn emmidpaon oTn MIKpOTPaXUTNTA. TEAOG éva aKOPN onUAvTIKG BEua yia TN K-
pokaTtepyaaia pe dIGUAVTI, aTTOTEAEI O XEIPIOPOS TWV TEPAXiIWY, BIOTI N ETTIPAVEIA TTOU TTPO-
KUTTTEI €ival eEQIPETIKA euaicbnTn Kal ETTIPPETTNG O€ XApagn.

6.2 KomrTikd epyaAcia pikpo@pai{apicuaTog

H yewpeTpia Twv epyaleiwy PdIKpo@palfapiouaTog £xel uIoBeTnOEi aTTd Ta HAKPO-EPYAAEia,
UTTOBETOVTAG OTI 0 OXNUATIONOS ATTOBAITTOU KAl N KIvAUATIKA TNG diadikaaiag gival avaho-
YIKG Ka1 oToug U0 TUTTOUG epyaAciwy. Meipduata €xouv Beigel OTI Ta PIKPOEPYAAEIQ OTTOK-
pivovTal pe évav TTOAU SIAQOPETIKO TPOTTO 0 OUYKPION HUE TA MIKPOEPYOAEia. EVOANOKTIKEG
pEBOBOI yIa TNV KATaoKeur] OOUIKA BEATIOTOTTOINUEVWY EPYOAEIWY HIKPOPPAI(OPITHATOG
eival ol EDM (Electro Discharge Machining) kai n FIB (Focused lon Beam).

21NV TTEPITITWON TNG Katepyaaiog EDM, 1o KaAwdIo AsIToupyei wg NAEKTPODIO. TO KOPUATI
TTPOG KATEPYATia KATEUBUVETAI KATA WAKOG Tou KaAwdiou, Kal n Kivnon Tng Tpéwaong odn-
YEi OoTNV eKAETTTUVON TOU KOMMaTIoU. To TePdylo PTTOPEi va atToKTAoEl KaBopiouévn doun
ME TOV TTPOYPANMATIONO TWV PETOKIVIOEWY TwV agdvwy (oxAua 6.3). O1 eikdveg ota oxn-
paTta 6.4a Kal B TTapouciGfouv KOTITIKG @paifapiopatog Ye diduetpo Twyv 100um Kal Twv
50um avrioToIxa.

Rake face

flank f
Minor RUBIRES
flank face

ZxApa 6.3 anpdTlKr'] eme¢Aynon mng diadikaciag EDM yia Tnv KATAOKEUN €VOG WIKPOEP-
YOAgiou NPIKUKAIKAG dOUAG.




(a) KoTrTikG nUIKUKAIKAG SIOTOMNG (B)KoﬁTlKé €NIKOEIDOUG HOPPAG

ZxApa 6.4 KoTrTika PIkpo@pallapiopaTtog Ye SIGUETPO Twy 100um kal Twv 50um avrioTol-
Xa JE Xpron NG pebdédou EDM

H péBodog FIB xpnoIdoTIoIEiTal OTNV KATAOKEUN PIKPOEPYAALiwY, ETTEIDA AUTH N TEXVIKA:

o MTTOPEI va agaipei UAMKO 0€ aToMIKR KAiMOKa,

o Oivel akpIBA €AeyXO TOU PEYEBOUG TWV XOPAKTNPIOTIKWY TOU TEPaxiou,
o TTOIKIAIO OTN YEWMETPIA TWV EPYOAEIWV KOl TWV KOWEWV,

o akpIBn TPoodIopIoud TNG BEGNC TWV AKTIVWV.

H péBodog FIB €xel Tn duvatdtnTa va a@aipei UAIKO 0€ ATOMIKN KAiJoaKka pe pEYAAn okpi-
Bela, avratrokpivopevn €101 € AUTA TNV aTTAITNON. XPNOIMOTIOIWVTAG QUTAV TNV HEB0SO ol
Vasile kK.a. karaokelaoav KOTITIKA yia @paildpiopa aotrd xaAuBa SiapéTpou 25um Kal o
Adams K.a. KaTooKeUaoav KOTITIKA £PYAAEia JOP@POTTOINONG Kal OTTEIPOTOMOUG SIOUETPOU
13um ammd TaxuxdAuBeg kai kapBidia Tou BoAgpapiou (oxnpa 6.5). O Adams K.a. €1miong
Kataokelaoav WIKPOKOVOUAIQ atroTreEPATWwoNnG ETMIQAVEIAG PE OIGUETPO MIKPOTEPN TWV
25um pe emMPETAAWGN TwV idIWV UAIKWV. XpNOIUOTToINCAV I ECTIAOMEVN OKTiVA IOVTWYV
yaAAiou yia va dnuioupyrioouv évav oUVOAO atrd KOTITIKG ePYaAEia Kal KaTApepav va TTe-
TUXOUV TpaxuTnTa 250nm (Ra). Z& oUYKPION PE TEXVIKEG OTTWG N MNXAVIKA Agiavon, aoko-
OvTal PIKPOTEPES DUVAEIG O1 OTTOIEG UTTOPET va 00NYACOUV OTO OTTACIKO TOU KOTITIKOU KO-
Té TN dIdpKEIA PIOG KATEPYATIag.
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missing X
$ -
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ZxApa 6.5 KovouAl etTitredng atmdAngng Tecodpwy TITEPUYIWV KATAoKEUAOUEVO e FIB

rough relief surface




210 oxAuata 6.6a,B @aivetal n PETABOAN TNG YEWMETPIAS TOU KOTITIKOU £pyaAgiou o€ Oxé-
on ue 10 péyebog Tou. Kabuwg 1o pEyeBog Tou epyaleiou peiwveTal ammd Ta 2mm ota 0,2mm
N ammokAIon TNG YewUETpiag augaveral. ETTITAéov, n eTTidpacn TNG KAiPOKaAG TTaidel onuav-
TIKG POAO OTN QUOIKN TNG KATEPYAOIAg Kal OXETICETAI OTEVA HUE TO PNXAVIOUO KOTING O O-
TT0i0¢ PJETABAAAETAI e TV AAAQYT] TG YEWHETPIOG TOU KOTITIKOU. 2T0 OXAMA 6.6y,0 TTapo-
uoladetal N @Bopd Tou £pyalgiou KATA TO PIKPOPPAI(APIOUA OE aVOLEIdWTO aTadAl WG OU-
vapTnon TnG SIQUETPOU TOU KOTITIKOU £PYAAEIOU Kal TOU PRAKOUG TNG 81adpounG TNG KOTTAG.

Magn.: SOx et 500 UM

| mﬁm

2UVOAKEG KOTTAG

Tax0TnTa KOG Ve = 200m/min
Mpéwon f, =0.01xd
Ba0og/ TAdTOG KOTTAG a, = a. = 0.04xd

ZxApa 6.6 Emidpaon TN KAipakag 0Tn YeEWUETPIa Kal TN ¢Bopd Tou KOTITIKOU (review)

O Fang k.a. yeAétnoav TIG OX£0EIG AVAPECO OTN YEWMETPIO TOU KOTITIKOU Kal Tn {wn Tou
epyaAeiou (Sivovtag éugacn otn Bpadon Tou epyaAgiou) OTO PIKPOPPAI(APIOUO XPNOIWO-
TToIVTaG HEBODO avaAuong FEM kai katéAngav o1l TO KwVIKG OXHa TwV PYAAEiwy BeA-
TiIoTOTTOIEl TN BIdpKEIa CWAG TOUG Kal TNV attodo0r) TOUg OTTWG EYIVE KAl OTn PEAETN Twv
Uhlmann kai Schauer's. O1 Aoki kail Takahashi avémrtugav €va TTOAU AeTTTO KOTITIKO £pyaAe-
io dlapéTpou 25um ammod kapBidio BoAgpauiou kOBovTag pia TTAGyia em@dveia oTov KUPIO
KopuO Tou epyaAeiou. O1 Egashira kal Mizutani kataokeuaoav PIKPOKOVOUAIQ ATTOTTEPATW-
ong €m@Avelag Pe oQaipikf ammoAnén kal akTiva tng Tad&ng peyEBoug Twv 10um xpnaoiyo-
TToIWVTAG TNV Katepyaoia EDM. Or Uhlmann kai Schauer rpdteivav pia véa TTAOPAPETPIKA
avaAuon yia Tn oxediaon KOVOUAIWY ATTOTTEPATWONG ETTIPAVEIAG JE aVAAUCH TwV dUVAI-
KWV QOPTiWV Kal KATOTTOVACEWV hE Xprion FEM. 2Tn YIKPOKOTH Ta epyaAgia KATOTTOVOUV-
Tal PE OIOQPOPETIKA POPTIa aTTd QUTA TTOU Eival yvwoTA OTIG OUPBATIKEG KaTepyaaoieg. To
BeATIOTOTTOINUEVO EPYAAEIO TTOU TTPOTEIVAV EXEI KWVIKI) HOPQPN PE PIKPN IGuETPO 0T BAon
TOU TTPOKEIYEVOU VA aTTOPEUXOEi OTTOIAOATTOTE £TTAPN WE TO TEMAXIO KATEPYATIAG KATA TNV
KOTTH).

To HIKpo@paIldpIoa gival Yia ATTo TIG TPEIG TTIO KOIVEG TEXVIKEG UIKPOKOTTNG TWV JIKPOKA-
TEPYOOIWY. ZTO MIKPOPPAILAPIoHA, N KOWN Tou gpyalegiou EXeEl PIKPR OIAUETPO 6go 0.1mm,
TO KOTITIKO OUYKPATEITAI O€ PIa ATPAKTO UWPNAAG TaXUTNTAG N OTTOIa UTTOPEI va TTEPIOTPEPE-



Tal a1d 20.000 éwg kai 150.000 oTPOPEG/AETTTO, KAl XPNOIKOTTOIEITAI YIa KATEPYAOieg XdA-
AuBa, opeixaAkou kai apylhiou pe PaBn kotmng Trepitou 30um Kal TTPOWOEIG aTTd
120mm/min éw¢ 240mm/min yia va dwoouv uywnAn 1oidTnTa TEAIKAG ETTIPAVEING (OTTWG
0,2 uym). Evw 10 HIKpo@pailGpIoua £QAPUOETal ETTITUXWS OTNV KATAOKEUR BIoiaTpIKwyY
eCapTnUdaTwy, avayAu@wv KAAOUTTIWV, KAl HIKPOKWAIKOTTOINTWY, N Bpalcn Tng KOWNG Twv
epyaAeiwv atToTeAEl yia TTOAOUG XprioTeg TTPORANKG odovToguiag.

Ymdpyouv 3 KUpIol AGyOl yIa TOUG OTTOIOUG N KOWN TWV UIKPOEPYAAEIWV OTTAEI TOOO E£UKO-
Aa 010 piIkpo@palldpioua o€ GUYKPION KE TN CUMPBOTIKN KaTepyaaoia:

o APXIKA&, KATA TNV agaipeon HETAOAAOU O€ IO KATEPYATia, UTTAPXEl PJIA ONUAVTI-
KA augnan Tng amaIToupevng EI0IKNAG EVEPYEIOG KABWG TOo TTAXOG Tou aTToRAIT-
TOU pelwveTal. AuTé onuaivel 0TI TNV TTEPITITWON TWV HIKPOKATEPYOOIWY, Ka-
BWwg 1O arOBAITTO AETTTAIVE! VIO PIKPOTEPA BABN KOTIMG, N KOTITIKA QKU TWV
MIKpOEPYAAEiWV UTTOKEITAI O€ PMEYOAUTEPN QVTIOTACT CUYKPITIKA YE TN CUPBaTI-
KAl katepyaaoia. Eival oav 1o UAIKG Twv TePaxiwy va yivetal okAnpoTePO Katd Tn
OIApKEIa TNG MIKpoKaTEPyaaiag. AuTr n dUvaun avtioTaong €ival ApKeTA 10YU-
PR WoTE va uTrePPEi To OpIo avtoxAG OTNV KAPWN TNG KOWNGS Twv EPYAAEiwv
aKOuN Kail TTPIV auTd UTTOaTOUV OTTOIadNTTOTE GNUAVTIKA @BoPd, Kal odnyei oTn
Bpaucn Tou koTrmikou. ‘Evag TpéTTog va atmmoTpaTei autd eival To TTAX0G Tou
atmoBAiTTOU va gival PIKPOTEPO ATTO TNV AKTIVA KAPTTUAGTNTAG TNG KOWNG Tou
EPYQAgiou.

o AelTepov, otav eutrodileTal n ponry Tou atroBAiTTou Katd Tn didpkeia TG diadi-
Kaoiag Tou gpaifapiopatog TapatneEeital atrdétoun avénon Twv SUVAPEWY KO-
TTAG KAl TwV TAOEWV N OTToI0 AVAYKACElI TNV KOWN VO OTTACEL 2TIG TTEPICOOTE-
peG S100IKOTIEG HIKPOPPAICAPICHATOG PE HIKPOOKOTTIKA £pyaAeia e dUO KOTITI-
KEG OKMEG, KABE aku agaipei Ta atrORAITTA aTTd TNV TTEPIOXN TNG KATEPYATIAg
o€ Jior povo trepioTpo®n. EvrouToig, 6tav gutrodideTal n pory Tou atroBAITTOU,
ol dUVAEIG KOTTAG Kal ol TAo€Ig Ba augnBouv TTavw atrd TO OPI0 AVTOXAG OTNV
KGUWN Tou epyaAgiou péoa o€ Aiyeg TTEPIOTPOYEG, Kal N KOWN Tou epyalciou Ba
otrdoel. Mepikoi XpAOTEG TTPOTIHOUV KOTITIKA XGAUBa uwnAwv TaxutnTwy O¢-
dopévou 6T gival TTOAU TTI0 EUKQUTITA KAl QVEKTIKA OTNV CUCCWPEEUON aTTORAIT-
TOu a1rd OTI Ta KOTITIKA KapRidiou.

o Tpitov, TO epyaAeio ptropei va xdoel Tnv KOWn Tou Adyw TNG WEUDBOKOTING KAl
0¢ duvaTtal va ekTeEAéOEl TNV KaTepyaoia. KaBwg 1o Tepdyio apyilel va wlei Tnv
KOWN Tou epyaAeiou, TOTE QuTO eKTPETTETAI EAAPPWG. H algnon TnG eKTPOTTAG
TOU gpyaAgiou Kai n TE&on TToU TTApAyETal aTTd TNV Katepyaoia o€ K&Be TepIo-
Tpo®r Ba TTpokaAéoouv TeAIKG Tn Bpalon Tou KOTITIKOU. AuTh n diadikaoia Ka-
Acitan emriong Bpavon Adyw ekTEVOUG TAONG.

AaupavovTag uttoyn Ta TTAPATTAVW QAIVOUEVA TTOU €U@avi(ovTal OTO UIKPOQPAI{APIOHQ,
Ol TTEPIOOOTEPES PNXAVES WIKpOYPAI(apiouaTog TTwAoUVTal PE aIoBNTAPES HETPNONG TWV
OUVAUEWY TTOU EVEPYOUV OTO KOTITIKO, Kal UE TTPONYUEVO AoyIopIKO CAM yia va TTpoBAE-
TTOUV TO QOPTIO aTTOPAITTOU KaB'OAN TN diadikacia TnG KaTepyaoiag. Kar' autd Tov TpoTTO,
Ol KOTAOKEUAOTEG ETTIOILKOUV VO Bpouv Tov TPOTTO yIa TO HIKpOo®PaI{apioua TTou Ba eTTIT-
PETTEI OTIG INXAVEG TOUG VA AsITOUpYoUV OPOAG e ToV eAAXIOTO XpAVvo DIAKOTTNG TNG AEITO-

upyiag Toug.

6.3 Kotrmikd epyaAgia pikpodidrpnong



Ta di10Béoiya oT1o guTTOPIO gpyaAcia pIKPOdIATPNONG €XOUV SIAUETPO TNG TAENG PeyEBOUG
Twv 50um o€ SIAUETPO Kal avaAoyn YEWMETPIa PE auTAYV TwWV CUMBATIKWY TpuTtraviwy. [a
OIAUETPOUG PIKPOTEPEG TwV 50um cuvavTwvTal TTI0 oUXVA Ta TTITTEdA TPUTTAVIA PE ATTAO-
TTOINUEVES YEWMETPIES. Ta epyalcia autd dev £xouv ENIKOEIBEG OXAMa OTTWG TA CUMPBATIKA
TPUTTAVIA, YEYOVOG TTOU KABIOTA TNV GTTONAKPUVON TwV aTTORAITTWY TTI0 SUCKOAN, 0dnywv-
TAg o€ TTEPAITEPW TTPOPRARUATA TNG KaTEpyaaiag pIKpodiaTpnons. O KUpIog AGyog yia auTh
TNV atrAotroinon €ival n aduvauia KATaoKEUNG MIKPOTPUTTAVIWY HE TOOO MIKPOOKOTTIKEG
dlaoTdoelg. [diaiTepo pOAO oThV avtoxr] Tou epyaAegiou Traidel o AOyog dl0OTACEWY UA-
KOG/OIauETPOG. Ta UAIKG KOTAOKEUAG TOUG €ival TTapduola e autd TNG CUMBATIKAG KaTep-
YyOoiag Kal atmmoTeAOUVTal ATTO €CAIPETIKA AETTTOKOKKA KapBidia Tou BoA@pauiou kal atrod
XAAUBQ PE TTPOCHIEEIG KOBOATIOU.

Mia GAAN KaTEPYQOoia yIa KOTAOKEUR PIKPOEPYAAELIWY TTOU XPNOIUOTTOIEITAI ATTO TTOAAOUG
gpeuvnTéG cival n Agiavarn. MNapdAa autd n katepyaoia TG Aciavong €xel évav TTEPIOPICUO
6oov apopd TN YEWMETPIa TOU epyaAciou Kal gival XpAoIun YOvo yia dIapéTpoug PEXPI 65
pm. MNa va EETTEPOOTEN O TTAPATTAVW TTEPIOPICHOG o Onikura k.a. TTpoTEIVaV Agiavon pe
UTTEPNXNTIKN OOVNON YIA KATAOKEUN MIKPOEPYOAEIWY KUAIVOPIKOU OXAMATOG Kal ETTITTEOWV
MIKPOTPUTTAVIWY OTTO €EAIPETIKA AETTTOUG KOKKOUG KAPPIdiwV. MpooBéTovTag uTtrepnxnTIKA
ddvnaon oTnv Katepyaoia TnG Aciavong Katdpepav va TTapdyouV EpYOAEia Je JEYAAES ava-
Aoyiegc dlaoTdoewv OTTWG yia TTapddeiypa 11um didueTpo Kai prikog 160um. O1 Ohmori
K.a. &gV egTiooav HOVO OTnV TTapaywyr JIKPoepyaAciwy aAAd digpelvnoav eTTiong Kal Tnv
TToI0TNTA TNG £M@AVEINS. H TTOI0TNTA TNG ETIPAVEIAG TOU £pYaAEiou CUVOEETAI AUECT UE
TNV a1rdd0o0n TNG KATEPYAOiag, TNV TToIdTATA TOU TEPAXiou Kal Tn @Bopd Tou. ETTiong avér-
TUGAV HIa EPYAAEIOUNXOVH YIA KATAOKEUN SIAQOPWY dIATOUWY KOTITIKWY EPYAALIWV g U-
WnAn 1o10TNTOG €TMIQAveIag Pe Baon Tnv TeXVIKA Agiavong ELID 6TTwg @aiveTtal Kai 0To
oxnua 6.7.

Zynua 6.7 Eikéveg pikpoepyaAeiwv didTpnong utrd BEATIOTEG OUVONKEG KATEPYQTIOG: Q)
EpyaAeio e€aipeTikAg akpiBeiag B) EpyaAeio e€aipeTikd peydAou Adyou diaoTtdoewv. (re-
view)

Mia GAAn p€B0dOG, OTNV KATOOKEUR MIKPOTTIPWVY KAl MIKPOATPAKTWY €ival N KATEPYOTia
WFDG (Wire Electrode Discharge Grinding (oxnpa 6.8)). To nAekTpddio gival Eva JeTAAAI-
KO KaAwdIo TTou YAIOTPA apyd, ouvhBwg pe Taxutnta 5 - 10 mm/min. Me éAeyxo Tou odn-
yoU Tou KaAwdiwv, dIAQopeg HOPPES UTTOPOUV va TTapaxBouv. Kdroia TapadeiyuoTa ma-
pouaidlovTal oTto oxfpa 6.9. Me 1n pébodo WEDG yivetal eUKoAn n katepyaaia éx1 povo
yia gETAAAQ 0AAG Kal OKANPd UAIKG OTTwg KpduaTta kKapPidiwv kai 1o diapdvTi. MNa 1o Adyo
autd n péBodog WEDG xpnoiuoTToIEiTal CUXVA OTNV KOTAOKEUR MIKPOEPYOAEIWY KOTTAG.

O1 Egashira ka1 Mizutani xpnoipoTtroinoav katepyacia Aciavong pe 1 péBodo WEDG yia
TNV KATOOKEUN €vVOG MIKPOTPUTTAVIOU PE aKTiva KOwng 0,5um. ZKotmog Atav n PEAETN TNG



O1aTrpnong o€ PaAakd UAIKA Kai n BEATIOTOTTOINGN TNG YEWMETPIOG TOU KOTITIKOU €PYaAEgiou
yia oTTéG e Adyoug diacTdoewy atréd 4 kal dvw.

« workpiece

wire

!

ZxApa 6.8 Zxnuatiki avatrapdocTacn Tng pebddou WEDG

i C s cone
s;;aalght constriction  (taper) polygon
wedge pyramid piate twist

ZxApa 6.9 MapadeiyoTa KOTTTIKWY KATOOKEUOOKEVA PE TN PEB0SO

2€ YEVIKEG YPANMPEG T MIKPOEPYOAEIQ XPNOIUOTTOIOUVTAI O UYNAEG TaXUTNTEG TTEPICTPOPNG
TTOU PTTOPOUV va TTPOKaAEoouV TTpoBAAuaTa TaAaviwoewyv. O Huang epelvnoe Ta duvapi-
KA XapaKTNPIOTIKA 0TN PIKPOdI&Tpnon Kai BPRKe OTI N QUOIKA cuxvoTnTa TNG MIKPOdIATPN-
ong pelwveTal kKabwg augdvel n duvaun diatpnong. H duokauwia Tou pikpogpyaAeiou givai
onuavTik otav yivetal Katepyaoia Tepaxiwv uwnAng akpifeiag. Opiouéveg PeAETEG DIEEH-
yayav €AéyXoug TNG KAUTITIKAG AVTOXNG TWV HIKPOTPUTTAVIWY Kol TTPATEIVAV w¢g Auon Ta
TTOAUBGOUIa TPUTTAVIO.

o Ta pikpoTtpuTTava KataokeudlovTal ouviBwg atmd KoBaATiouxo XAAuBa 1 Hik-
POKOKKO KapRidio Tou BoAgppauiou (WC).

o Ta xaAUuBoiva TpuTtTava ival Mo @envd kai Tpoxifovtal eUKoAa, aAAd dev £xo-
UV TN OKANPOTNTA Kal aTIBAPOTNTA/avOEKTIKOTNTA TwV TpuTraviwy amdé WC.

o H ywvia kopupnig Tou TputravioU e€aptdTal amo To Katepyalouevo UAIKO. TMNa



OKANPA UAIKG KupaiveTal JeTagu 118°— 135°.
o MeyaAUTepn TINES TNG YwViag Kopueng eCac@aAifouv peyaAlTepn avtoxr oTnv
KOWN KOPUYPRG Tou Tputtaviou.

EpyaAcia pikpodidrpnong pe SIGUETPO PEYOAUTEPN aTTd 50um UTTOPEI va KATOOKEUOOTOUV
w¢ eNIKoeldr Tputrava (twist drills), evi KOTITIKA YIKPOTEPNG DIAUETPOU Eival ATTOKAEIOTIKG
TUTTOU QTUApPIOU (spade type) Adyw Twv BUCKOAIWY KATAOKEURG €AIKOEIOOUG HOPPAS OE
QuTAV TNV Tagn peyéboug (oxnua 6.10a,B). Ta pIKpoTpUTTAvIa auTd Oev £XOUV €AIKOEIDN
TITepUyIa OTTWG Ta GUPPBATIKE TpUTTava, yeyovog TTou KABIoTA TNV aTTOPAKPUVON TWV a-
TTOBAITTWY aTTd TNV OTIM TTI0 SUCKOAN.

XapoKTNPEIOTIKA TwV epyaAciwv PIKpodIATpnong TUTTou “@Tudpl” Kal Tou punxaviopou 8IaT-
pPNONG TTOU ETTITUYXAVOUV:

o H kopugprl Tou WIKPOTPUTTAVIOU, OTTWG KAl OTNV TTEPITITWON TOU EAIKOEIOOUG
Tputraviou, dev gival onueio, aAAd OAOKANPEN KOTITIKA QKWK TTOU KOAEiTal €y-
Kdpola kéyn (chisel edge) kal TTPOKUTITEl ATTO TNV TOMN OUO €TITTEdWY, TA
oTToia @épouv £TTioNG Kal TIG U0 KUPIEG KOWEIG TOU TPUTTAVIOU.

o H kéyn Kopu®Ag agaipei UAIKO Kupiwg Pe €6wBnon Tou UAIKOU Kal KOTTH O€
TTOAU peyAAEG apvnTIKES ywvieg atToBAITTOU.

o H €181k evépyela KOTING KATA UAKOG TNG eyKAPOIag KOWNG €ival OXETIKA peyd-
AN, CUYKPITIK& JE AQUTH OTIG KUPIEG KOTTTIKEG AKUEG TOU TPUTTAVIOU.

L
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ZxApa 6.10 Mapadeiypara epyaleiwv piKpodiaTpnong (a) eAIKOEIBES ,(B) TUTTOG “@TUAPI”
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6.4 ®Bopd pikpoepyaAeiwv

H Cwh Twv KOTITIKWYV €pYaAgiwv 0Tn PIKPOKOTTA gival BUCKOAO va TTpO0dIOPIoTE EI0IKA O-
Tav ol TINEG TNG TTPOWONG avd dovTI gival peydAeg. O1 Tansel, K.a. TTpooTTddnoav va pele-
TAoOOUV TN OX£0n avdueoa oTn ¢Bopd Kal TNV ackoUuuevn TTiean oTn BAaon Tou gpyaAciou.
‘ETo1 uTTéBeaav OTI 01 BUVAEIG KOTTH G OTA KOVOUAIQ gival avaAOYEG e aQUTEG OTO CUMPPBaATIKG
@paifapiopa aAAd ol pnxaviouoi @Bopdg cival dia@opeTikoi. O TTPWTOG PNXAVIOUOG TTOU
MEAETABNKE ATavV N TTapePTTOdIoN Tou atroBAiTTou. Katd Tnv TTapeuTtddion Tou atmoBAiTTou,
ol SUVAEIC KOTTNG Kal oI TTIECEIS augdvouv ypryopa Kal JTTopouV va TTPOKAAEcOoUV Bpau-




on Tou epyaAeiou PeETA atrd Aiyeg pbévo TTEPIOTPOPEG. AUTOC O UNXAVIOWOG gival pn-
TTPORAEWINOG Kol cuuBaivel eEaIpeTIKA ypryopa. AQou Eekivriael n @Bopd Tou epyaleiou, n
mMeavoTNTa BpaUong AOYyw KOTTWONG AUEAVETAl, AOYW TWV augnPéVWY OUVANEWY KOTTNG
aAAG kal Twy Tdoewyv oTn BAcon Tou epyaAgiou. & QUTA TNV TTEPITITWON TO EPYAAEio aoTOo-
X&i AOyw uTtrepBoAIKWwV Tdoewv. H €€nynon eival 0TI 6Tav n KOTITIKY AKUN XAOEl TNV aIXun-
POTNTA TNG TO gpyaAcio dev eival TTAEOV IKavO va agaipei apkeTd UAIKS yia Tn dnuioupyia
ETTAPKOUG XWPOU WOTE va PTTOPEI va KIvnOei eAcUBepa oTTOTE EEKIVAEI N KAPWN TOU £pya-
Agiou. H kdpywn auti o€ cuvduac o e Tn oTabepr| TTpOWon TTPOKAAEI UTTEPBOAIKA augnon
TWV TAOEWV TToU 0dnyei o€ aoToxia Tou KOTITIKOU. O HETABOAES TwV dUVANEWY KOTTAG QuU-
¢avovTtal KaBwg auéavel n eBopda Tou epyaAciou. AuTr n TTAPATAPENOCN KTTOPEI va XpNOIKo-
TToINB¢i Kal w¢ dEIKTNG yia TN JETPNOoN TNG @B0PdG.

O Godlinski k.a. TTpooTrddOncav va eAaxioToTroifoouv TN ¢Bopd Tou gpyaAciou BeATIOTO-
TIOIWVTAG TA UAIKA KOl TNG MIKPOOOWNS TOUG. XPNOIKOTTOINCAV HIO KATEQPYATIQ CUMTTUKVW-
ong dU0 oTadiwv PE TTOAU AETTTH) OKOVN GAOUMIVIOU TTPOKEIPEVOU VA aTTOPEUXBOUV OI E0W-
TEPIKEG PWYHES. To epyaleio €de1Ee 1oxupr avTioTaon otn ¢Bopd. O Gaebler k.a. yia va
BeATiwoouv Tnv atédoon Kal TN PBopd epyaAciwv PIKPOBIATPNONG KAl HIKPOKOVOUAIWY
ATTOTTEPATWONG ETTIPAVEIAG UE DUO KOTITIKEG OKMEG, Ta evioxuoav pe emKAAuwn CVD.

O1 Chen kai Ehmann uAotroincav peAéteg @Bopdg o€ HIKPODIATPNON XAAKO-ETTOCIKWV
OTPWOEWV Ol OTTOIEG CUVAVTWVTAI O€ TTAOKETEG KUKAWMATWY. AvaTTTuxenke éva PJOVTEAO
yia Tov KUKAo {wn¢ evog TputtavioUu pe BAon aveEdptnTeg TTAPAPETPOUG OTTWG TTPOWON,
TaXUTNTA TTEPIOTPOPNAS TNG ATPAKTOU, AOYOG BIAOTACEWY Kal avaAoyia XaAKOU — TTOEIKOU.
BpéBnke 611 01 augAoEig o€ OTToIECONTIOTE ATTO QUTEG TIG TTAPAPETPOUG TTPOKAAOUV UEiwaon
otn {wn Tou gpyaAeiou. O AiyoTepo e€apTnuévog TTapdyovTag €ival n avaloyia xaAkou—
€TTOgIKOU.

6.4.1 Emidpaon Tng @OopdAg TOU KOTITIKOU EPYOAEIOU OTO HIKPOPPAI{ApIoHA

Katd kaipoug £xouv TTpoTaBei TTOAAG [OV-
TEAQ TTPOCONOIWONG TNG KATEPYATIag TOU
epaiapiopatog Ta otroia uttoAoyifouv du-
vapeig, @Bopd, ToTToop@ia KATT. ETnV TTE-
pITITwon Ouwg Tou @PAICApPICUATOG OTN
MIKpOdIAOTAON TA POVTEAQ auTA Bev 10X U-
ouv. AuTO o@eiAeTal OTO YEYOVOG OTI yIa va
IOXUOOUV Ta POVTEAQ TTPETTEl VO ETTIKPOTO-
Uv OUVOAKEG KOTTAG, TTPAyua TTou Ogv
oupBaivel TTAVTOTE OTIG UIKPOKOTEPYAOIEG.
NAGyw NG ypriyopns ®Oopds Twv KOTITIKWV
epyaAeiwv gival ouvnBeg @aivopevo 1o TTa-
XOG Tou atroBAITTOU va gival gIKPATEPO aTTd
TO €eAAXI0TO TTAXOG ATTOBAITTOU TTOU PTTOPEI
VO OXNUOTIOTEN JE ATTOTEAECUA VO ETTIKPA-
TEl IO KOTAOTOON OTTOU TO KOTITIKO TTEPIO-
TPEPETAI XWPIG va agaipei UAIKG (ploughing
Ixnpa 6.11 EEEMEN @Bopdg koTTikoU | condition). EISIKOTEPA OE TIEPITITWOEIS KO-
TEPYOOiag okAnpwv PETAAAWY €xel TTapa-
TNENOEI TTWGS N akTiva TNG KOWNGS POeipeTal OXETIKA ypriyopa attd 1-2 um o€ 10-15 pym 6-
TTWG QaiveTal Kal oTo oXApa 6.11. TNa TN PHovTeAOTTOINGN AUTOU TOU QAIVOUEVOU EYIVE N
UTTOBE0N TTWG TO EAAXIOTO TTAXOG TOUu aTTORAITTOU 1I00UTAI YE €vav O0TaBePO TT0000TO 45%




ETT TNG AKTIVAG KAUTTUASGTNTAG TNG KOTITIKAG aKUAG Tou gpyaAgiou. Katw atmmé autd 10 TTa-
XOG Ol aOKOUUEVES DUVAEIS BivovTal atrd dIaPopETIKOUS TUTTOUG.

Ta koTITIKA gpyaleia atrd diapdvT gival TTpoTIHOTEPA OTIG KaTepyaoieg akpifeiag. MapodAa
auTd n ouyyévela Tou dIaPavTioU Pe Ta o1dnpouxa UETAAAA TTPOKOAEI COPBAPES POOPES OTO
KOTITIKG. lMpokelyévou va EeTmepaoTei autd 1o TTPORANUa o Kumabe avétrTuée pia pébodo
MIKPOKOTTNG a18NPoUXWVY UAIKWV UE UTTEPNXNTIKA dovnorn. Ta atmoteAéouata TnG ueBddou
ATav N peiwon TNG PBoPAG Tou KOTITIKOU €IS BAPOG OPWG TNG TTOIGTNTAG TNG ETTIPAVEIQG.
Apyotepa ol Moriwaki kal Shamoto avémTuéav pia uéBodo KOTING PE EAAEITTTIKA ddvnon
eCAIPETIKAG aKkpiBelag TTou £dwoe BEATIWPEVA ATTOTEAECHOTA OO0V AQOPA& TNV KOTIA. 2TO
oxfAua 6.12 mmapouoiddetal n oxeTikn diadikacia. Mia dAAn peBodoAoyia peiwong g eOo-
PAG TWV KOTITIKWYV EPYaAEiwV PE dIapdavT o€ 01dnpouxa UAIKA €ival N KPUOYOVIKI) KATEPYO-
oia. O Evans dnpioupynoe €va IBIKO PUNXAvIOUO KaTEPyaoiag Pe por] uypoUu adwTou Kal
TTETUXE va BeATILWOEI TV TPAXUTNTA TNG EmIQAveIag KATw atmd Ra < 25 nm ot avoleidwTto
XGAuBa TngG oeipdg 400.

KaBetn tayxutnta
dovnong

XapakTnpIoTIKA
KaBetn tayutnra .\lTGAGVTUJCIr]g

pong ammoBAiTTou

ZxApa 6.12 Apxnh TNG eEANEITTTIKA dOVOUNEVNG KOTTAG (review)

6.4.2 MeipapaTikl HEAETN TNG £TTIOPAONG TNG YEWHETPIOG TWV HIKPOEPYAAEiWY OTN
@0opda

MpbéogaTteg peAETEG TTpayuATOTTOINONKAV OE BIAPOPOUG YEWMPETPIKOUG TUTTOUG EPYOAEIWV
MIKpo@pailapiopatog, dnAadr), KOTITIKA PIKpoepyaAgia eTiTredng atréAngng (i) ye duo Ko-
welg (two-flute), (i) TpIywVIKAS KOWNG (A-type) Kai (i) NUIKUKAIKAG KOwNG (D-type). Av kai n
@Bopa Twv epyaleiwv gival Eva TpoRAnua, dev gival Tooo coBapd 6oo T Bpauon Toug. H
TTPOoCoMoiwon TNG Bpadong yivetal pe xprion NG MEBOSOU TTETTEPACHEVWY OTOIXEIWV
(FEM). H avédAuon FEM €£6¢ige 611 Ta KOTITIKA TUTTOU-A Kal D pe €uBU owpa dev gival Ka-
TAAANAQ yIa KOTEPYQOieG. TNV TTPAEN, KOTITIKA pIKpo@pailapiopaTtog eTTiredng amoAnéng
ME KWVIKO CWHa XPNOIYOTToIoUvVTal OUVABWG yia Tn diIauopewaon TpIodIAoTaTWY OOMWV.

To oxAua 6.13 Tapoucidlel SIAPOPOUG YEWHETPIKOUG TUTTOUG EPYAAELiwV.
(a) epyaleio emmiredng amdAngng dUo-akuwyv diapétpou 0,1mm
(B) epyaAeio TUTTOU-A diapéTpou 0,1mm pe euBU cwpa,
(y) epyaheio TUTTOU-D diapétpou 0,1mm pe euBU cwQ,



(6) epyaAcio TUTTOU-A SiapéTpou 0.1mm pe Kwviké CWwa Kal
€) epyaleio TOTTOU-D Siapétpou 0,1mm pe AeTTTé cWwa.

’ / IxAMO  6.13  TewpeTPIKOI
TUTTOI HIKPOEPYOAEIWV

MéyioTn TaxoTnTta TrsploTpoq)ﬁ.g NG aT- 42.000rpm

PAKTOU
TOTTOI KOTITIKWV e OUO0 KOWEWV
e TUTTOU-A
e TUTTOU-D
olapétpou 0,1mm kai 0,2mm
YAIKO KOTITIKWV KapRidio BoAgpapiou
YAIk6 Tepayiwv opeixaAkog (Cu 65% kai Zn 35%) pye okAn-
poTnTa Brinell 85
PuBuoég poéwong 30 - 300mm/min
BdBog koTtriig 10 - 50um

ZxApa 6.14 Meipauatikh diIGTagn kar ouverikeg KOTTAG.

ATTOTEAéOMATA KOI CUNTTEPAT AT

E€aitiag Tng aduvapiag Tou CWHATOG TWV UIKPOEPYAAEIWY KAl TOU PIKPOOKOTTIKOU TUAUA-
TOG TNG KOWNG TTOU CUMMETEXEI OTNV KOTTI, Ol AOTOXIEG TWV MIKPOEPYOAEiwY gival TO KUPIO
TPOPRANPA. MeTagU autwy Twv acToxiwy, n Bpadon TG KOWNG €ival n onUavTIKOTEPN.



Mtropei va ep@avioTei oTnv apxni TN KOTTAG ME TaxUTNTa TTEPIOTPOYPNS TNG ATPAKTOU OTIG
40.000rpm, puBud mpdéwong 120mm/min kai BaBog kotmg 0.05mm (oxnua 6.15a), i 1o
epyaAeio Ba ptropouoe va avrégel yia Aiyo TTpoToU gu@avioTtei n Bpalon o€ TaxuTnTa
40.000rpm, pubuod powaong 60mm/min, Babog kot 0,05mm (oxnua 6.1586). Edv peiw-
B¢i n Taxutnta TG aTtpdkTou oTig 35.000rpm 1 Kal AiyoTEPO, KOTITIKO e dIduETPo 0,2mm
MTTOpEl Va KOWel yia 60min (oxAua 6.15y).

(a) (8) (v)
ZxAMa 6.15 AoToxieg pIkpogpyaAgiwy eTTITTEONG ATTOANENG PE 2 KOWEIG

Me augénon NG BopA¢ Twv epyaAciwy, N dUvaun KOG augdvel Kal TEAIKA TO KOTITIKO €p-
yoAgio omrael. Me yaunAf Ttaxutnta 20.000rpm  kai puBud TPOWONG KATW atrod
120mm/min, o1 TpeIg TUTTOI EPYACIWY KOBOUV CWOTA UTTO TIG TTEIPAUATIKEG CUVONKeS. Me
augnon NG TaxuTnTag TTEPIOTPOPNG NG ATPAKTOU, TA KOTITIKA dUO-OKUWY ATAV avikava va
KOwouv GAAo kal TeEAIKG €oTTacav. ATTO TNV GAAN, Ta KoTImikG TUTTou A Kai D &ev €éoTracav
TroTé. O1 KUPIEG AoTOXiEG TTOU EPPAvIcay gival YeUDOKOTTA Kal Bopd TNG KOWNG OTTWG Qa-
iveTal 01O OXNMa 6.16.

(v)

Edge wear

©

(a,8) Two-flute end-mills,

(B,e,n) A-type end-mills, ta-
per angle of 70.5°

(v,2,6) D-type end-mills, ta-
per angle of 70.5°

(n) (6)
ZxAHa 6.16 AoTOXiEG MIKPOEPYAAEIWY PE DIAPOPETIKEG YEWMETPIESG



H &Uvaun KOTAG TTou evepyei OTO £pyaleio gival onuavTiKOG TTapAyovTag TNG KATEPYATiag.
Eival pia €vdeiEn tng @oOpTIonG Twv epyaAgiwv otnv KoTmh. Ta oxAiuata 6.17a kal B TTapo-
uoladouv TIG METABOAES TWV BUVAHEWY KOTTAG Yia TOug BIA@OopPoUS TUTTOUG YEWUETPIOG TwV
epyaAciwyv. H weudokoTrr) oTa KOTITIKA TUTTOU A Kal D ptTopei va TTpokaAéoel auénon Tng
duvapng Kotm¢ (oxnuata 6.16¢ kal 6.173). Mia AeTTTOpEPAG avaAuon TwV ACTOXIWY TwV
EPYaAEiwV BiveTal TTAOPAKATW.
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ZyAua 6.17 AuvAapeig KOTmG yia SI0QOPETIKEG YEWMETPIEG KOTITIKWYVY MIKPOEPYOAEIWV

Ta oupBatika epyaheia pikpo@pailapiopaTog £xouv ouvhBwg dU0 KOTITIKEG aKPES. QOTO-
00, YIa SIAUETPO epyaAgiwy TNG TAENS 0,1Tmm, TO oTePED PEPOG TOU CWHATOG TWV EPYAAEI-
wv gival akOpa AlyoTEPO. Z€ JIa JIKPOKATEPYATia @PaIlapiouaTog TTITTEdNG ATTOANENG, TO
TTO000TO TNG £KKEVTPNG TTEPIOTPOPNG TOU gpyaAciou (tool run-out) TTpog TN SIAUETPO TOU
yivetal TTOAU peydAo CUyKpITIKA PE TN ocuupaTikn Katepyacoia. Katd ouvémeia, pévo n yia
KOTTTIKI] QKMI EKTEAEI TNV KaTepyaaoia, evw n GAAn dev ayyilel kaBoAou 1o Tepdyio. Otav
MIa atrd TIG KOTITIKEG OKMEG eKTEAE OAN ) TNV TTEPIOCOTEPN dladikaaia KOTTAG, N METABOAR
NG duvaung augavel onuavtikd. Me 1600 pikpry diIdoTaon Twv €PYOAgiwy, akOua Ki av n
duvapn KoTmG gival T0oo YIKPr 600 Aiyeg dekddeg MmN, n oiAeuon TNG AKPNG TOU EpPYaAEi-
ou Ba gppavifotav. Me Tnv TTEpAITEPW aUENon OTIG BUVANEIG KOTING, TO KOTITIKA TEAIKA



otrédve. Auto oupBaivel yiati T6Te N KUpIa Tdon eBdAvel oTn PéyIoTN TIWA TNG.H duckauwia
TWV KOTITIKWV TUTTOU A €ival TToAU upnAoTepn. Aev oTTdve UTTO TIC OUVBAKES KOTIMG TOU
TTEIPAPATOS. AGYW TNG MIKPAG TPaXUTNTAG £TTIPAVEIAG TNG KOWNG, eTTIAEyETal XaUNASG pub-
MOG TTpéwaong, woTe n TPéwaon avd TTEPICTPOPN va gival Tng idlag Ta¢ng ueyéBoug ue Tnv
aKTiva TNG KOWNG.

Aedopévou OTI Ta epyaleia @pallapiopuaTog KOBOUV YE OVOUAOTIKA apvnTIKA ywvia atrop-
AitTou, n evepydg ywvia atmmoBAiTTou gival eTmiong PeydAn. Autd €mQEIVWVEI TV KOTTH Kal
augdvel Tn Bepuokpaaia, n oTroia YTTopEi va TTPOKAAETEl OTTACIMO TNG KOWNG OTTWG Paive-
Tal 0TO OXAMA 6.16. Acdopévou OTI JOVO pIa aKur eKTEAE TNV KOTTH, N @Bopd eupavideTal
O€ MIa KOTITIKA OKURA OTIG TTEPICOOTEPEG TTEPITITWOEIG (OXNuaTa 6.16B3, € kal n). Me autiv
TNV a0TOXiO TWV PIKPOEPYAAEiwY, 01 SUVAUEIG KOTTAG augdvovTal OTTWG QaiveTal GTo oXAUa
6.17pB.

Ouoiwg e Ta KOTITIKA TUTTOU A, T KOTITIKG TUTTOU D €ival eUKOAO va KATAOKEUAGTOUV Kal
EXouv uwnASTEPN duoKapWia og oUYKPION ME Ta EpyaAEia U0 KOWEWYV PE ATTOTEAECUA VO
MNV eg@avioouv Bpadon katd Tn dlIdpKela Twv Treipapdtwy. Aedouévou 6Tl To TTAXOG MN-
TTapapop@wuévou atmoBAiTTou gival Tng idlag TAENG YEYEBOUG PE TNV OKTIVA TNG KOWNG N
Kal MIKPOTEPO (TTEPITTOU 3um), N @Bopd TwV gpyaiciwy eu@avioTav ouviBwg KaTd PrKog
TNG KOTITIKNAG AKWAG OTTWG aiveTal oTa oxAMaTa 6.16y, ¢ kai 6. ETriong peAéTeg €de1Eav OTI
N TPaXUTNTA TNG TEAIKNAG ETTIPAVEIOG gival €vag KAAOG OeiKTnNG yia TNV agloAdynon tng CwAg
Twv epyaAeiwv. Me Taxutnta atpdkTou 40.000 rpm kai Ba6og kKot 50um, PHOAIC 0 Xpo-
VOG KOTTAG utrepPRei Ta 60min, n TpaxuTNTa TNG ETTIPAVEIAG AUEAVETAI EVTUTTWOIAKA (OXAHO
6.18). Z& QuTAV TNV TTEPITITWOT, N PB0PA TNG KOWNG gival TTepiTTou 20um.
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ZxApa 6.18 TpaxuTnTta emM@AVEIOG CUVAPTAOEI TOU XPOVOU KATEPYATIOG

6.4.3 Zxéon @OOPAGg TWV HIKPOEPYOAEIWV HE TIG SUVAMEIG KOTTHG

H oxéon petagu tng @Bopdg Twv pyaAciwv Kal TNG augavopevng duvaung KOTING ival xa-
POKTNPIOTIKI OTIG KATEPYOOIEG. € AUTAV TNV PEAETN AQUTA N OXEON €PEUVABNKE e TOV €-
Aeyxo TnNG dUVANNG KOTTAG TwV £pyaAEiwy PIKpo@pailapiopaTog eTmimedng atmdAnéng amo
KapRidlo katd Tnv Kot Tepaxiwv (a )atrd Eva TToAU okANPO PETOAAO OTTWG O XAAUBAG Kal
(B) atmd éva TTOAU HaAaKO auéTaAAO OTTWG O yPa@iTNG.

Ta ammoteAéopaTta Twv duvApewy KOTTAG Tepayxiwv XaAupa NAK- 55, og diagopeTikd oTddia
NG (WNAG Twv gpyaAciwv TTapoucialovtal ota oxAWaTa 6.19a kai B. Ta piIKpoepyaAgia



KapPidiou TTou xpnoiyoTroinénkav gixav 600 kOwelg pe didueTpo 0.03um. ZTnv TpwTn do-
KIMN (test 1), o1 ouvBiAkeg KOTIMG ATAvV oI akOAOUBEG: TaxUuTNTa TTEPIOTPOPAS ATPAKTOU
30.000rpm, TTpoéwon 2,5upm, TTAdToG KOTTAG 0.015” Kai BaBog kotrg 0.015” kal oTn d€U-
TEPN (test 2) o1 ouvBnKeg KOG ATav: TaxuTnTa arpdkrtou 20.000rpm, Tpéwaon 1,25upm,
TTAGTOG 0.0225” Kai BdBog 0.0150”.
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ZyAua 6.19 Auvdpueig Kotm¢ ouvapTroel TN CWAG Tou epyaleiou o€ KaTepyaaia XAAuBa

O1 KOTITIKEG aKMEG PBEipouV TTOAU apyd 6Tav kKOBouv JoAakd UAIKG. Ta atroteAéopata Tng
OUvapng KOTTAG CUAAEXBNKaV TTEPIOBIKA KOTA TNV KOTT MIOG AQUAAKWONG 0€ €va TePAxIo
apyldiou. O1 ouvBnkeg kartepyaoiag Arav: Taxutnta 15.000rpm, mpoéwon Supm, TAGTOG
0.0150 ka1 B&Bog 1/320. XpnoiyotroIRbnke pikpoepyaAcio kapBidiou dUo KOWewv e dId-
peTpo 1/160. Evvéa oUvoAa dedopévwy TNG dUvANNG KOTTAG OUAAEXBNKaV o& DIOQOPETIKA
eTTTEdQ XProNG Tou epyaAeiwv. To gpyalcio gixe Cwr 13500° xwpig va otrdoel. Ta Teipa-
paTikG atroTeAéopara TTapoucidfovral o1o oxnpa 6.20a. O SuvAapelg KOG PEAETHBNKaV
Katd Tn SIAPKEIQ PIag TTARPOUG TTEPIOTPOPNAG Tou epyaleiou. ETriong £yive ouykpion Twv
Ouvdpewy yia véa kal @Bapuéva epyaleia aTig idlEg cuvBnkeg KOTTAG (oxnHa 6.20B). Evro-
UToIG, TO YEYEBOG TWV duvAuewy KOTTAG GANage oTav TTpokaAeital Bopd oTo epyaAcio. Ol

EIKOVEG TWV KOTITIKWYV AKUWY EVOG VEOU Kal VOGS @Bapuévou gpyaAeiou TTapouaidlovral
oTa oxnuata 6.21a kai B.
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Zynua 6.21 Eikoveg (a) evog véou Kai (B) evog @Bapuévou PIKpoepyaAEiou

EmmAéov 0 oxnuatiopdg EeBupdopaTtog gival dIaQopETIKOG OTav XPAOIUOTTOIEITal éva KalI-
voupylo A éva Ndn eBapuévo epyaleio. MNMapakdtw TTapouciddeTal 0 oXNUOTIONOS ATTOAN-
Eewv KATd TNV KOTTH AUAOKWOEWV O€ éva TePaxio apylAiou pe KOTITIKG kKapPidiou ae OAa Ta
oT1AdI0 @BOPAG TOU KOTITIKOU (OXAMG 6.22).



ZxApa 6.21 ZYXNUATIOPNOG aTTOANEEWY OTNV KATEPYOOIa HIKpOPPAI(apiopaTog eTmimTedng
atmmoANgNG auAaKWoewv o€ TEPAXIo aTTd aAoupivio oe didgopa oTAdIa YBOPAg TOU KOTITI-
KoU.

7. MovteAoTroinon

H povrteAoTtroinon TG MIKPOKOTTNG ATTOTEAE £va aTTd Ta QUOKOAOTEPA KOMMATIO TOU TOMEQ
TWV HIKPOKATEPYATIWY, £CAITIAC TNG MIKPOOKOTTIKAG KAIMOKAG GTnv oTroia AapBAavel xwpa.
Qg ek TOUTOU €ival TTI0 dUOKOAN N UAOTTOINON TTEIPAPATWY KAl N KATAYPOPr TTapaTnpioE-
wv Kal atroteAeopdatwy. EmmAéov, n diadikaoia KOTAG yivetal 1o dUOKOAN, TTEpIAAPPBA-
vovTag Qaivopeva eAAOTIKAG/ TTAACTIKNG TTAPAUOPPWONG KAl OTTACiyaTa. € uwnAd Tro-
000Ta TTiEoNG Kal Bepuokpaaciag, o1 1I810TNTEG TWV UAIKWV PETaB&AAovTal onuavTikd 6co
eCehiooetal n diadikaagia. Katd auvémeia n avaAuTiK JovTeAoTtroinan ival KAt To eEQIPETI-
K& BUOKOAO OGOV a@opd TNV KATAVONOH TNG CUPTTEPIPOPAS TwV UAIKWYV. O1 TTeEpIcoOTEPES
TTPOOTIABEIEG aVOAUTIKAG JovTeAOTTOINONG BaagiovTal OTnNV EUTIEIPIKN TTAPATAPNON TNG Ki-
VNMOTIKNAG 0€ CUVOUACHO HE Ta KAAOOIKA JOVTEAQ KOTTHG OTN JOKPOKAIUAKA.

H epappoyn Twv peBddwyv TTpocouoiwong KAAUTITEI TO EUPOG TwV BIAdIKOCIWY KOTTAG Kal
TWV XOPAKTNPIOTIKWY TOUG OTTWG Ol BUVANEIG KOTTAG (OTATIKEG KAl DUVAMIKEG), N 10XUG, N
@Bopd kal n {wn Twv epyaAciwy, n ywvia/eAikwaon/pop@n Tou atroBAiTTOU, N WEUDdOKOTTH,
ol Beppokpaaieg, N akepaIdTNTA TNG EMEAVEIAS TWV TEPAXIWVY, N YEWMETPIA TwV EPYAAEI-
wv, N €TTOTPWOTN KAl 0 OXEBIAOUOG, O OXNUATIOHOG EEBUPAOUATWY, N TTAPANOPPWON KAl N
aKpiBeia Twv eEAPTNUATWY, N EKTPOTTA TWV EPYOAEIWY, TwV opiwv duVANIKAG 0TABEPOTN-
TAG KAl TNG OEPUIKAG TTAPANOPPWONG.

MoAAoi epeuvnTéG TTPOOTTABNOAV VA JOVTEAOTTOINOOUV TNV KOTEPYATIa PE TN HECW apPIBUN-
TIKWV OXEOEWV KQI TIPOCOUOIWCEIG OTOV UTTOAOYIOTH. AUTO aTTOTEAET MIG KOAN TTPOCEYYION
TWV TTEIPAUATIKWY TTPOCTTIABEIWV TTOU YivovTal, KaBWwg UTTopEi va EeTrepdael TIG UTTAPXOU-
0£G OUoKoAieg. H uéBodog autr| dev atroTeAei Tnv TéAeia AUon eTmeidn TTepIAaUBAvEl TTOAAEG
id1EG UTTOBEDEIG e QUTEG TNG AVAAUTIKAG povTeAoTToinong. MapdAa autd Ta UTTOAOYIOTIKG
MOVTEAQ UTTOPOUV aTTodedEIyUéEVA va GUUBAGAAOUY OTNV KATAvONGn OPICHEVWV QAIVOUE-
vwy, } va KaBodnynoouv Thv EUTTEIPIKA £PEUVA TTPOKEINEVOU VO EVIOXUBEI N TTEpAITEPW
KATavonon JIag KaTtepyaoiag.

H povtehotroinon ue memepacpéva otoixeia (FEM) eivar pia diadedopévn TEXVIKA TTPOCO-
Hoiwong n oTroia dpwG €XEl Evav KPIOIPo TTEPIOPICUO GO0V apopd 0T HIKPOPNXAVIKY. Ba-



oietal oTnV apxn TNG ouvéxeiag (continuum mechanics), 61Tou o1 1810TNTEG TWV UAIKWV
opifovTal WG YEVIKEG. ZTNV TTPAYHATIKOTNTO OTNV MIKPOKAIMAKA TO UAIKO GUUTTEPIPEPETAI
WG PN-ouveXEG O€ TTOAAEG TTEPITITWOEIG. 2TIG TTEPICTOTEPES TTEPITITWOEIG TNG ICOTPOTTIKAG
MIKPOUNXAVIKAG N HEBODOG TWV TTETTEPACUEVWY OTOIXEIWV PTTOPEI va BewpnBei wg KaTAA-
ANAn até TN oTIyUA TToU N UTTO PEAETN KaTEpyaoia PTTopei va PeAeTNBei o€ ouvexég dIdo-
TNUA.

MoAAoi epeuvnTéG OTPpAPNKav OTn PEBOdO TNG popIaknG duvauikng (MD). H péBodog auth
ATTOTEAEI IO TEXVIKA TTPOCOMOIWONG N oTroia gival Baciopévn oe evOOATOMIKOUG UTTOAO-
YIOUOUG duvapewy. ETTiong putmopouv va TTpocopoIiwBoUV Ta XapakTNPIoTIKA TNG MIKPOdO-
MAG TwV UANIKWV OTTWG AOTOXIEG KAl PpWYHEG, va TTPocdloploBei n €10IKA evEPYEIA KOTTNG,
K.a. EvrouToig utrdpyouv Tpia onuavTika eutmédia otn povreAotroinon MD. MNpwrTov n ué-
Bodo¢ atraitei mOoTH avamapdoTach Twy SITONIKWY dUVANEWY avANECT OE BIAQOPETIKOUG
ouvOUAOPOoUC aTOPwY TTou euTTAéKOoVTal 0T dladikaoia TnNG KOTMMG. AUt N avatrapdoTtacn
ovouadcetal duvapiko. H dlaTutTwon evog duVANIKOU aTtraiTei JEAETN 1I00dUvVAUN WE £Eva OlI-
OaKTOPIKO. 'a To Adyo autd AAAWOTE O OXETIKEG WEAETEG TTOU €XOUV Yivel gival AlyoOTEG.
AeUTepov atTd TN OTIYUA TTOU N HEBODOG aTTaITEl TOV UTTOAOYIOHO OAWV TwV OIOTOMIKWY dU-
VAPEWY OE €Va OUYKEKPIUEVO OPIO, N UTTOAOYIOTIKA 10XUG TTOU aTTaITEITAI €ival TTOAU peyd-
An. 'ET01 TTOANEG peAETEC TTEpIopiCovTal o€ éva HIKPO eufadd TNG TAENG TOU EVOG VAVOUET-
pou A Tou gvd¢ angstrom (107'mm). TéAog, n avéAuon MD oTepeital KaAS aTeikdviong
TNG CUMTTEPIPOPAS TOU UAIKOU.

Mpdoeata yia va EETTEPACTOUV TA PEIOVEKTAUATA TNG KABE ueBSOOU Kal va eTITPATTEN N KO-
AOTEPN TTAPATAPNON TG CUMTTEPIPOPAS TOU UAIKOU TTPOTABNKAV OI TTOAUBIACTATEG TEXVIKEG
povTeAotToinong. O1 TEXVIKEG AUTEG OUVOUALOUV TIG HEBODOUG TTETTEPACUEVWYV OTOIXEIWV UE
QUTEG TNG MOPIAKAS BUVAMIKAG. AETTTOUEPEIES YIA TIG TTPOOEYYIOEIG auTég divovTal oTn Ou-
VEXEIQ.

7.1 MovteAoTroinon pe remepacpuéva otoixeia (FEM)

H pébodog memrepacpévwy otoixeiwv (FEM) dev xpnoigoTroinénke GUECa yia TNV avaTITu-
&N MOVTEAWV MIKPOKOTTAG, TTAPOAO TTOU OI UTTOAOYIOTEG XPNOIKOTTOIOUVTAl APKETA XPovia
TWPEA YIa TTPOCON0IWGCN GTNV KOTI METAAAWYV. Tio TTOAU XpNGIYOTTOINBNKE yia Ta evOIAE-
oa oTadIa TTPOKEINEVOU va AnPOBOUV CUYKEKPIYEVEG TIUEG XPNOIUOTTIOIWVTAG UNXAVIOTIKA A
euTTEIPIKG povTéAa. O1 Ueda K.a. TTPOTEIVAV MIA TETOIA TTPOTEYYIOT) TIPOKEINEVOU VO OVOAU-
Bei 0 pnxaviopdg atropdkpuvong UAIKOU OTn PIKPOUNXAVIKH TWV KEPAMIKWY. € AUTA TN
MEAETN N HEBODOG FEM xpnoiuoTroindnke Povo yia Tov UTTOAOYIOHS Tou J-OAOKANPWHOTOG
yUpw atro PIo pWYHA PTTPOOTA aTTd TNV KOTITIKA aKur. To oAokAApwua J gival €vag TpOTTO
uTToAOYIOUOU Tou puBpoU atreAeuBépwaong TNG evépyelag TTapapdpewons. O1 TINEG TTou
eAAPONCaV XPNOoILOTTOINBNKAV OTN CUVEXEID TTPOKEIMEVOU va TTPOCDIOPIOTE N TOavoTnTa
Bpavong. Me Tn ouykekpIpéVN TTPOCEYYION ATav duvartr n JovTeAOTToINON HEBGDdWY KOTING
o€ OAKIJa Kal wabupd UAIKA.

O1 Ueda kai Manabe povteAoTroincav 10 oxnUaTIONO Tou atroBAITTOU OTIG MIKPOKATEPYO-
OiEG AUOPPWV UAIKWV XPNOIMOTTOIWVTAG AKAPTITA-TTAACTIKG FEM (RPFEM). Kail edw n pé-
B8odog FEM xpnaoipotroiiénke Povo yia TV TTapatmépa Katavonon Twy TOTTIKWY adlaBaTi-
KWV TTapapop@uwocwyv. To yovtédo ATav oe Béon va TTapdyel Yo PepBpavoeidni doun NG
Slapoépewaong Tou aTToBAITTOU N oTToia TTAPATNPEABNKE KAl TTEIPAPATIKA PE TN Xprion evog
MiKpookoTriou SEM. H ouykekpipyévn peuBpavoeidng pop@otroinan tou atroBAiTTou ogel-
Ao6TOV 0TOV CUVOUAC O BUO TTapaTnPNoEwWV. TOOO N CUVEXAS KAl OPAAL JOPPOTTOINGN Tou



atmoBAiTTou 600 Kal 0 aXNUATIONOS HIOG TOTTIKAG {wvng dIATUNONG ATAV QAIVOUEVA TTEPIO-
OIKd, he ouxvoTnTa avaioyn Tou BaBoug KOTING.

O1 Moriwaki K.a. avéTrTuéav éva TTapouoIo PHovTéENO xpnaidoTtroiwvtag RPFEM yia tnv op-
BoywVIKN WIKPOKOTTH) TOU XOaAKOU, TO oTToio TrepIAGuPBave dUo oTdadia. MpwTov TO0 PMOVTEAO
AapBdver TNV TTAapaPopPWUEVN KATAOTOAON TOU TEPAXIOU KATA TNV KOTTH Kal deUTEPOV AQ -
BAvel CUYKEKPIYEVES TIMEG YIa TIG TAOEIG KAl TIG KATATIOVACEIG Ol OTTOIEG WE TN O€Ipd TOUG
XPNOIUOTTOIOUVTAI WG OEDOUEVA EI0OBOU OTNV BEPUIKA AvAAUCT TTETTEPACUEVWY OTOIXEIWV.
Etriong Aappaveral utrdywn n KAUTUASTATA TNG KOWNG Tou gpyaleiou. H avdAuon €0¢<iCe O
0 AOYOG KOTTNG MEIVETAI av auénBei 0 AOyog TNG aKTiVag TNG KOTITIKAG AKUNAG TTPOG TO BA-
Bo¢ kKo1TAG. ETTiong Bpébnke OTI n Beppokpacia 0TO KATEPYALOUEVO TEUAXIO AQUEAVETAI OTO
TMAMO PTTPOCTA OTAV KOWN AGyw TNG porg Tou UAIKoU. MNapopoiwg, ol Fleischer k.a. xpn-
CIJOTTOINCAV TTEIPAPATIKEG TIMEG VIO va BEATILWOOUV éva TTPOUTTAPXWV UOVTEAO TTETTEPAO-
MéVwYV aToIXEIWV yia TNV TTPORAEWN Twv OUVANEWY KOTTAG.

H 1Tpoava@epBeioceg HOVTEAOTTOINOEIG TTETTEPACUEVWY OTOIXEIWV APOPOUV TTPWTIOTWG HIK-
poKaTepyaoieg 1I00TPOTTWY UAIKWY, OTTou dev AauBdavovTtal uttéyn ol KPUGTAAAOYPAPIKES
emdpdoelg. O1 Chuzhoy K.a. avéTTTugav £va OVTEAO TTETTEPACHEVWV OTOIXEIWVY YIA HIKPO-
KATEPYOAOIA ETEPOYEVWV UAIKWY OTTWG QaiveTal Kal 0To oxnua 7.1. To povréAo TTou aveéTr-
Tugav PTTOPOUCE va TTEPIYPAWYE! TN MIKPOOOUA TwV TTOAUPACIKWY UAIKWYV. ‘ETol Katépbw-
OaV VA KOTAVONoOoUV TO INXavIoud PIKPOKOTTAG o€ XuToaidnpo. H poper atmofAiTTou Katé
TNV MIKPOKOTTA TTOAUQQACIKWY UAIKWY TTAPOUCIAlEl JeyAAn TToIKIAIG. MapdAa auTtd ol duva-
MEIS KOTTAG TTOU TTapATnEOoUVTal €ival TTAPOUOIEG JE QUTEG OTNV KOTTA JOVOQACIKOU UAIKOU.
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ZyAua 7.1 YToAoyIouog 10000vauwy TAoEWV yia BaBog Kotmg 125um, akTiva Koywng
25um (t=0,00012 s) a) a1dnpouxo Tepdxio, B) HaAako aidnpo

Mpooopoiwon Tou oXNUATIONOU {EBUPAOHATOG UE TN MEB0SO FEM

H karavonon tng pNXAVIKAG ToOu OXNUATIOPOU EEBUUAOUOTOG €XEl EVIOXUBE TTOAU pE Tn
povTeAoTToinon Tng d1adikaoiag avaAuTIKA, UNXAVIOTIKA KAl PE TIG TEXVIKEG TTETTEPACHUEVWV
oTtoixeiwv. H gpyacia Twv Ko kai Dornfeld [ 133 ] kaBiépwoe éva Bacikd avaAuTIKO POVTE-
Ao Tou oxnuaTIopoU EeBupdopaTog oTnv £€£0d0 aTNV 0pBoywvia KOTT. Av Kal WQEAIUA, TO
avoAuTIKa povTéAa eival Treplopiouéva OTIG duvaTOTNTEG TOUG VA TTPOCAPUOCOUY TIG ON-
MOVTIKEG METABANTEG TWV SIOBIKACIWY TTOU CUVOEOVTAI E TN YEWHETPIAG TWV EPYAAEiWV Kal
TIG OUVBNKEG £€ODOU Ol OTTOIEG Eival KPIOIUES OTO OXNMATIONS EEOupaoudTwy.

AUTO 10XVl €10IKG OTNV TTEPITITWON TNG dIATPNONG OTTOU N £TTIOPACN TNG YEWUETPIOG TWV
TPUTTAVIWY UTTOPOUV OUCIaoTIKG va evBappuvouv A va gUTTOdICOUV TO OXNMOTIONO EEOU-
MOOMATWY. 2T POVTEAOTTOINON TOU OXNUATIOPOU EEBupaoudTwy oTn dIATPNON UTTApYXOUV



OUO PBOOCIKEG ETTIPPOEG: N YEWUETPIO TwV epyaAciwy, Kal n TTpoworn. O peaAIoTIKOI TUTTOI
TWV €pYaAEiwv TTPETTEI va CUPTTEPIANYBOUV OTnV avdAuan TO OTTOIO ATTAITEI N YEWMETPIa
TOUG VO UETATPETTETAI opPn TTAEypaTog(va PTTopEi va yivel dlakpitoTroinon). H etmmidpaon
NG TTPOWONG O0TO OXNMATIONO EeBupaoudtwy otn didTpnon Ba kabBopioel edv 1o £€OU-
HOOUa TTOU SIQUOPPWVETAI Eival OPOIOUOPYPO (HE 1 Xwpic "cap") N HOpPNG Kopwvag (Yevi-
KA avetmupuntn ASyw Tou UTTEPPOAIKOU UEYEBOUG Kal TNG TPAXIASG Hop®PrG). To AOYICUIKO
yia Tnv apaywyn tng dIaKpIToTToinong Twv Tputraviwy otnv avéAucn FEM éxer avatrtux-
B¢i [ 134 ] kai emTPETTEI TNV PETABOAA KPIOIMWY TTOPAPETPWY TNG YEWHETPIAG.

AuTh n duvatoTnTa, £XEl ETITPEWEI TN AOYIKN JOVTEAOTTOINCN TOU OXNUATIOWOU {EBUPGoUa-
TOG OTNV £M@AvEIA £E6O0U OTN dIATPNON TWV OAKIJWY UANIKWV OTTWG O avogeidwTog XAAu-
Bag. O oxNUATIONOG EeBUPACUATWY £TTNEEACETAI ETTIONG QTTO TN YEWMETPIO TWV £pYaAEiwV
Kal TIG ouvlnkeg TPIBNAG. H emppor Kal n akpIBig povTeAoTtroinon TnG TPIBAG OTNV KOTIA
VEVIKA €ival pia peydAn mpokAnon.

Mpdoartn épeuva otnv avaAluon FEM tng emppong Tng €mMioTpwong Twv £pYyaAEiwy O0TO
oxnuaTioud EeBupaoudaTwy £yive atmd Tov Leopold [ 135 ]. O1 diagpopég BepuoxwpenTIKOTN-
TAG TWV OIOPOPWV ETTIOTPWOEWY HACi JE TIG DIOPOPEG OTO CUVTEAEOTH TNG TPIBAG @AvNKav
va €TTNPEGLOUV TO OXNMATIONO atroBAITTOU Kal TIG UVANEIG KOTTAG KaBWG €TTiong Kal To
OXNMOTIONS EEBUPACUATWY. Z€ auUTH TNV ava@opd Ta PEYEDN Twv oToIXEiwv gival AlyoTePO
ammo 5 uym (oxAua 7.2), woTe va dwoouv TV KaAUTepn duvath avaiuon.

High mesh density in the shear zone and In the néew surface

ZxApa 7.2 MNMpocoopoiwon FEM oxnuaTiopoU ¢eBupdopatog og opBoywvia KOTTH

EkT0G ammd v akTiva TG KOwng, o Dinesh ka. rpdteivav 611 o1 TAoEeIg TTapaudppwons Ba
MTTOpOUCAV €TTIONG va €ival pia onuavTiKA aimia TnG €mTidpacng NG KAipakag kabwg eivai
TTOAU €vToveg OTIg KaTepyaoieg. O1 Liu kai Melkote [60] Tapouciacav éva poviéAo TTETTE-
POCPEVWYV OTOIXEIWV BACIOPEVO OTIG TACEIG TTAPAUOPPWONG Yia TNV opBoywvIa KOTI) TTOU
TTPOBAETTEl TNV €TTIOPAON TNG KAIPOKAG OTN PIKPOKOTTA. H gvioxuon Twv Tdoewv odnyei o€
MIa upnAGTEPN evepyd TAon OTIG {WVEG TTAPAUOPPWONG, N OTToIA, OTrn CUVEXEIQ, 0dnyei o€
uwnAGTeEPN €IOIKN EVEPYEIQ KOTTAG ME HEIWPEVO TTaxX0G attoBAiTTou. Ta diaypdupata Twv
EVEPYWV TTIECEWYV, TTapouaciafovTal oTo oxAua 7.3, deixvouv OTI N PEYIOTN EvEPYOS TAON
gival upnAGTEPN PE TNV £TTIOPACN TNG KAIONG TNG TAONG TTAPANOPPWONG ATT'OTI XWPIG.



ZyAua 7.3 Emidpaon Tng KAiOKAG OTIG EVEPYEG TAOEIG

O Park k.a. dokiyaoav va pubuicouv Tn PnxavioTikA dUvaun KOTTAG WE Th XPron TTpoco-
MoiwOoNG TTETTEPACUEVWY OTOIXEIWV yIa a1dnNpoUuxa UAIKG OTTwg OAKIPoI aidnpol Kal avepa-
Kouxol XaAuBeg. To povTtéNo Toug BacioTnke oTnv avaAuon ThG MIKPOOOMNG TwV KATEPYO-
{Oopevwy UANIKWV oTIg didgopeg paacelg Toug. OTTwg gaiveral Kal 0To oxAua 7.4 ypa@itng,
o19NPITNG KAl KOKKOI TTEPAITN CUVAVTWVTAI OTIG HIKPOOOMES TWV OAKINWY OI1I0fPWV Kal Twv
avOpakoUyxwv XaAUBwyv. To TTapatmdvw POVTEAO XPNOIPOTTOINBNKE KUPIWG YIO TOV UTTOAO-
YIONO TWV BUVAUEWY KOTTNG.
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ZyxApa 7.4 MNpayhaTikEG Kal TIPOCOMNOIWHEVES JIKPOOOUES O10NPOUXWY UAIKWV (review)

7.2 MpoocopOoiWON NOPIAKAG SUVAMIKAG

H épeuva yia Tnv TTPOCOUOIwoN TG HOPIaKAG BUVOUIKAG TNG KOTTAG EEKIVAEI TN DEKAETIO
Tou '90. O1 TTpWTOI EPEUVNTEG XPNOIPOTTOINCAV TO XOAKO WG UAIKO KaTtepyaaoiag Adyw Tng
auoTnpd KaBopiouévng dOURG TOU KAl TWV QUVAMIKWY XAPAKTNPIOTIKWY Tou. Q¢ epyaleio
KOTTAG XPNoIPoTToIenke 1o dlapdvTi Adyw TnG TTOAU aIXuneng KOTITIKAG TOU OKUAG, N OTTo-
ia eival avaykaia yia Tnv avaAuon MD.

H Bewpia NG poplakng duvapikAg gival Baciopévn oTn QUOIKH Kal TTEPIYPAPEI TIG AAANAE-
mMOPACEIG HETACU TWV ATOUWY KOl ETTITPETTEI €TCI TNV TIPOCOMOIWON CE ATOMIKG eTTITTESO
TNG CUPTTEPIPOPAS TwV UAIKWV [141]. Na va BeATIWOEI 0 CUOKETIONOG TWV TTEIPAUATIKWV
ATTOTEAEOPATWY PE TN BewpnTik TTPORAEWN, TTPOCTEBNKAV EUTTEIPIKA OTOIXEIQ ATTO TNV
ETMOTAPN TWV UNIKWV. O1 Xpovikd eEapTwHeVES d1adikaoieg OTTWG N TTapaywyn NG €TmQa-
VEIAG KAl N avatrTuén tng TpaxUTnTag oTNV KOTIT UTTOPoUV va PEAETNOOUV OTO ATOMIKG €-
mitTedo.

Agdopévou OTI N TTPOCOPOIWGCN AUTA TTPOCPEPEI TN PEAETN TNG TTEPIOXNSG KATW aATTO ThV €-
TPAVEIQ KATEPYATTIAG, QAIVOPEVA OTTWG YETATOTTIOEIG KAl N YEiWoN TwV TACEWV UTTOpOoUV
va TTpocopoIiwBouv Kal va TTapatnenBoulv Kai oTIg TPEIG BIaoTAoEIg, oxAua 7.5. To oxnua
TTOPOUCIAEl TN VOVOKATEPYOOiO TOU XAAKOU HE OUYKEKPIMEVO KPUOTAANOYPAQPIKO TTPOCa-
vaTOAIoPO oTIg 3 dlaoTdoelg. O oxNUATIONOG EEBUPAOUATOG OTA OPIA TWV KOKKWY AOYyw
TNG KivnNong PETATOTTIONG KAl TNG TTAACTIKAG TTAPAUOPPWONG KAl I CUCGCWPEUOT TOUG OTAV
EMQAVEIQ gival EPPav.
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ZxApa 7.5 MNMpooopoiwon MD Tou oxnuatiopoU atrdéAngng Kai atroBAiTTou XaAkou



H epyacia Twv Inamura K.a. €oTidoTNKE 0TNV MD TTpOCOM0IWoN TNG KOTIHG O€ ATOMIKG €-
TTTTEd0 PE OUVAUIKA XapaKTNPIOTIKA. AUTA N UTTOAOYIOTIKN MEAETN avedele TNG YEBodo MD
w¢ éva meavo epyalcio povreAoTToinong TG MIKPOKOTTAG. H TTpocopoiwon Atav og B€on
va ouoxeTioel T dlaAeiTTouca TITWOon TG UVANIKAG evEpyelag TTou aBpoileTal OTO TEPAXIO
KAt mn SIAPKEIA TNG KOTTAG ME TNV TTApaywyr BEPUOTNTAG TTOU CUVOESTAV [E TNV TTAACTIKA
TTapaudPPWOon ToU TEPAYXIOU Kal TNG MEYAANG avédou TngG Bepuokpaciag otnv eTTIQAvEIX
PONG aTTORAITTOU TOU KOTITIKOU. 2TNV TTPOCOUOIWGCN TNG KOTTAG TTOAUKPUOTAAAIKOU XOAKOU
N TTAQCTIK TTAPAPOPPWON EEKIVOUOE TTPWTA OTA OPIa TV KOKKWYV KAl OTN CUVEXEIQ PETO-
0166TavV O€ YeIToVIKOUG KOKKOUG OTnv KaTeubuvan OTToU UTTAPXAV AVOUOIOPOPQIieS oTnV
KPUOTAAAIKT) dour Tou UAIKou. ETriong trapaTtnprinke 611 To TooooTtd Tng dIdXuong mng
EVEPYEIOG KATA TNV TTAACTIKA TTAPAPOPPWON OTN MIKPOKAIJaKA gival JeyaAuTepo atrd OTI
oTn ouupaTiki KOTTA. TEAOG TTaPATNPEABNKE N PN EPPAVION MIOG CUYKEVTPWHEVNS {Wvng
OIATUNONG avTiBeTa PE TN CUMPBATIKA KOTTA. 2T0 OXAMA 7.6 TTapoudIdgeTal hia TTPOCOUOIw-
On MOPIOKAS BUVAUIKAG OTToU QaivovTal EekABapa ol KIVAOEIS TwV Jopiwv UTTé TNV €TTid-
paon TwV QOPTICEWV TOU KOTITIKOU £pYAAELiOU.

Work material : Cu

Cutting Speed: 10m/s
Depth of cut : 2.2 atomic layer (0.53nm)

PiBAio ¥i Qin Micromanufacturing engineering
and technology

IyAua 7.7 Tlpooopoiwon MD uikpokatepyaviag (Taxutnta komRg=20m/s, Bd&6og
Kot ¢=1.4nm, akrtiva k6wng=0,35nm) (Yi Quin)



O1 Shimada k.a. avémrtuéav éva povréAo MD yia Tnv Katavonon Tou Pnxaviouou agaipe-
ong atmoBAITTOU 0T MIKPOKATEPYATIa TOU XAAKOU pe BABOG KOTTAG MIKPpOTEPO Tou 1 nm. To
HOVTEAO pTTOpOUCE va TIAPAYEl KPUOTOAAOYPAQIKA EAATTWHUATA KOl AVOUOIONOPYIES
MTTPOCOTA atrd TNV KOWN €PYAAEIOU WOTE va TTPOCOUOIWVEI KOAUTEPA TNV TTPAYUATIKOTNTA.
H popgoAoyia Tou atroBAITTOU CUMQWVEI UE T TTEIPAPATIKG OTTOTEAEOUATA. 2Z€ HIa avAAo-
yn €pyacia epeuvnBnkav ol emMOPACEIS TOU KPUOTAAAOYPAQIKOU TTPOCAVATOAMICUOU OTNV
TTAQOTIKI] TTOPANOPPWON O€ HOVOKPUGTOAAIKO XOAKO XPNOIMOTIOIWVTAG TTPOCOMO0IWGN
MD. EmimrAéov BpéBnke OTI N KaAUTEPN duvartr TpaxutnTa £TTIQPAVEING ATAV TTEPITTOU Thm
T600 YIa PJOVOKPUGTOAAIKGO GO0 Kal yia TTOAUKPUOTAAAIKG XOAKO, utToBEéTovTag BEATIOTEG
ouvOnKeg KOTTAG OTTWG @aiveTal oTo oXANa 7.8.
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ZxApa 7.8 Mapaudpewaon yupw atrd TNV KOWN o€ KATEPYATia JOVOKPUGTAAAIKOU XOGAKOU

levikd n Tpocopoiwon MD atraitei yeydAn UTTOAOYIOTIKA SUVAN TTPOKEIMEVOU VA UOVTE-
AotroinBei pia katepyaoia Ko, Q¢ ek TouTou Ta TTEPICCOTEPA POoVTEAA MD €xouv epap-
pooTei og S10d1doTaTn opBoywvia KOTTA. MNa va gemepaaTei TO TTPORANUA TNG UTTOAOYIOTI-
KAG 10XU0G YiveTal €ite Xprion TTOAU PIKPWVY POVTEAWV A TTPOCOPOoIwon PE UTTEPBOAIKG U-
WnNAEG TaxuTtnTeg KOTNG. O Komanduri K.a. TTpdTeEIvav pia véa PéBodo TTpooouoiwaong TTou
ovopadeTal poplakr duvapikr Treplopiopévou pikoug LRMD (Length Restricted Molecular
Dynamics). 21n péBodo auTh TTEPIOPICETAI TO PIKOG TOU TEPAXIOU Kal T ATOPO PETATOTTI-
CovTtal KaTd PAKOG TNG KaTeEUBUVONG KOTTAG. H KOTIR TTou eQapudleTal gival VAVOPETPIKA PE
PEANIOTIKES TaXUTNTEG. MeAéTnoav €TTiong TNV €TTiIdPACN TNG YEWMETPIAG TOU KOTITIKOU £p-
YOAgiOU XPNOIMOTTOIWVTAG OIOPOPETIKEG AVOAOYiEG AKTIVOG KOTITIKAG aKMWAG TTpog B&Bog
KOTTAG PE DIAPOPES TTAPANETPOUG OTTWG dUVAUN KOTTAG, €I0IKA eVEPYEI (EVEPYEIQ ava HO-
vada pdadag) Kai TTapaudp@waon KATw atro Tnv m@aveia KoTAG. Etmiong peAetidnke n -
TTidpacn Tou KPUOTAAAIKOU TTPOCaVATOAIOHOU Kal THG KATEUBUVONG KOTIHG O€ PMOVOKPUO-



TAAAIKG aAoupivio kal TTupiTio. E@dpuocav emmiong 1N yéBodo MD yia va TTpOCOHOICGOoUV
TIG aoTOXieG €€600OU Kal TO OXNMATIONO aTTOANEEWV O OAKIua Kal wabupd uAiké. Ettiong
EYIVE ETTITUXNAG TTPOCOMOIWON TOU OXNUATIOPOU aTTéANENG o€ OAKINO UAIKO KaBwG Kal TnG
O1G4doong Twv pWYHWY o€ Pabupd UAIKG OTTwG gaiveTal oTa oxAuaTa 7.9a kai B.

€) 45 ° kai 01) 60 °
'r 2 -

(B)a)-15°B)0°y) 15°8) 30 °€) 45 ° kan oT) 60 °
ZxApa 7.9 AvatmrapdoTtaon TTpooopoiwong MD vavouETPIKNAG KATEPYATIag KOTIG O Ya-
Bupd UAIKO XWwpig EAAOTIKOUG TTEPIOPICHOUG KATA TNV £€£000 TOU aTTd TO TEPAXIO Yia dId@Oo-
PEG YwVieg atroBAITTOU.

Mia GAAN TUTTIKR UTTGBECN TTOU XPNOIUOTIOIEITAI OTIG TTEPIOCOTEPEG TTPOCOUOIWOEIS MD o€
vAvo 1} Pikpo KAiaka KOTTAG €ival OTI TO KOTITIKO €pyaAgio €ival oTIBapd cwua oTréTe n du-
vapik aAAayA TG yewMETPiag Tou Adyw @Bopdg KaTtd TNV Kot dev Aaudvetal uttoywn.
O1 Cheng k.a. xpnoipoTtroinoav TTpoocopoiwon MD yia Tn povreAoTToinon €vog KOTITIKOU
atrd dIoPdvTI, WG TTAPANOPPWUOINO CWHA. To YovTEAO Toug TTEpIEAGUBAvVE Tn TTapaywyn
BepudTNTAG AdYyW KOTTAG Kl avéEAUCE T OX£0T avApeoa oTn Beppokpacia Kal TV evépyeia
€EAXVWONG Twv aTOUWVY Tou SlIaPavTIoU KAl Tou TTupITiou. Ta atroTeAéoUATA TNG TTPOCOO-
iwong ouykpiBnkav Pe Ta avTioToiXa TTEIPAPATIKA PE TN BoRBeia evog pIKpookoTttiou AFM.
2TQ TTEIPAGUATA XPNOIKMOTTOINBNKE WG KOTITIKO N aKWr £vOg SlapavTioU Kal wg TEMAXIO HIO
MOVOKPUGOTAAAIKN TTAGKA TTupITiou. Q¢ aTTOTEAETHA TO PHOVTEAO €BIVE TN BEPUO-XNUIKN PBO-
pda oTnv akpn Tou diapavTiou. O1 Rentsch, Inasaki kal 0 Fang K.a. epedvnoav TNV aKepaio-
TNTA TNG ETMIPAVEIAG OTN VAVOKATEQPYATIa Wabupwv UAIKWY XPNOCIUOTTOIWVTAG Ui cupBari-
Kl MD TeEXVIKN.



7.3 NMoAudidoTarn povrehotroinon (Multiscale modeling)

O Inamura K.a. xpnoigoTroincayv TeEXVIKES TTOAUSIACTATNG POVTEAOTTOINONG TTPOKEINEVOU va
TIPOCOWPOIWOOUV TNV KOTTH) TOOO O¢ ATOMIKO OCO0 KAl 0 CUVEXEG ETTITTEDO. XPNOIUOTTOIW-
vTag TNV HEBoBO MD uTToAGYIoQV TIG METOTOTTIOEIS TWV ATOMWY TTOU AAANAETIOpOUV KaATA
TNV KOTTN. ZTN OUVEXEIO PJETEPEPQV TIG TIUEG AUTEG OE VA ONUEIO OTO CUVEXEG PECO TTPOKE-
IMEVOU va UTTOAOYIOOUV TIG TACEIG KAl TIG KATATIOVAOEIG. H peTagopd auTth £yive TTaipvov-
TOG TIC OTABUIOUEVEG PECEG TIMEG TWV PETATOTTIOEWY ATTO Ta yUpw dATtopa. To oxAua 7.10
TTapouciddel pia TTOAUSIAOTATN JOVTEAOTTOINGOT MIKPOKOTTAG, OTTOU PTTopOoUV va diakpiBouv
cekaBapa Ta TTETTEPACUEVA OTOIXEIO AAAA Kal TA JOPIa 0TO oUCTNUA KOTITIKO-EPYAAEIO.
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ZyxAua 7.10 I'I‘d)\Ljél‘dc}TaTn iJOVTs)\orroinén lepOKdﬁr’fc_; (Yi Quin)

2€ GAAN épeuva BpEBNKe 0TI OTO UAIKO TOU Tepayiou eTTIKPATEI Wia TTOAUTTAOKN KOTAOTAON
mieong. H katrdoTtaon autr) TTePIEAGUPBAVE OCUYKEVTPWHUEVN CUUTTIEON KOl SIOTUNTIKEG KOTA-
TTovAoEI§ 0T Baadikr {uvn dIATUNONG KOl EQEAKUCTIKEG KATATTOVHOEIG KATA KOG TNG ETTI-
@aveiag Tou atroBAiTTou. ETtiong 1diaitepn onuaacia éxer 611 dev UTTAPYXAV TTOPAUEVOUCEG
OIaTUNTIKEG TAOEIG OTO TEPAXIO WG ATTOTEAEOHUA TWV TACEWV TNG KUPIaG {wvng dIATUNONG.
AUTO €ENYNBNKE PEPIKWG ATTO TNV KAWTITIKA TTapauép@waon Tou AapBavel Xwpa.

7.4 MnxavioTikij povreAoTtroinon (Mechanistic modeling)

Ta TePIc0OTEPA PNXAVIOTIKA povTEAQ KOTTAG BaaifovTtal oTnv uttéBeon Tou Merchant 611 n
KOwn Tou epyaleiou eival aixpnper. O1 Kim k.a rpdTeivav €va JoviéAo opBoywVIKAG KOTTAG
ME epyaAeio oTpoyyUAEPEVNG OKUAG TTPOKEINEVOU va PEAETNOET N OAioBNoN KaTd PAKOg TNG
eAeUBePNG em@Avelag Tou epyaAeiou. H oAioBnon autr AauBdvel xwpa Kupiwg Adyw Tng
ENACTIKAG £TTAVOQOPAG KAl TNG CUUTTIEONG TOU UAIKOU Ta oTtroia TTpokaAoUvTal Adyw Tng
OXETIKA JEYAANG AKTIVAG TNG KOWNG TOU EPYOAEIOU. 2T OUYKEKPIUEVN MEAETN BPEONKE OTI N
EMOPACN TNG €AEUBEPNG ETIPAVEIAG TOU KOTITIKOU €PYOAEIOU CUVEICPEPEI ONUAVTIKA OTN
OUVOAIKA dUvapn KOTIMG OTTWG PaiveTal Kal oto oxAua 7.11.
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ZxApa 7.11 ZuvioTwoeg TnG dUvaung KOTTHG avd povada TTAATOUG O€ POVTEAO KOTTAG ME
oQaIpikA atréAngn.(ouvteAeoThS TPIRNAG: 0,3 , ywvia ammofAittou= 0 °, xaAkég (CDAL110),
aKTiva KOTITIKAG akurg= 0,01 pym)

2€ JIa TTPOCTIABEI0 va KATAVOOOUV KOAUTEPA TIG DUVAEIG KOTIHG OTO HIKPOYPAICAPICUa
ol Bao kai Tansel avémtugav éva avaAuTiké poviéNo TTpOBAswns. To povtého BaoileTal
OTO YEWMETPIKO UTTOAOYIGHO Tou atmoBAITTOU TTOu TTPOKUTITEI AauBdavovtag uttéywn Tnv
TPOXI&A TNG OKMUNAG TOU MIKpo-gpyaAgiou. H dUvaun KOTTAG UTTOAOYIOTNKE aTTO TO UOVTEAO
Twv Tlusty ka1 MacNeil’s To otroio Adupave Tov TTPoNyoUUEVO UTTOAOYIGHO TOU TTAXOUG TOU
atmoBAiTTou. To povTéAo AauBavel uTTOWNV Tou TTOAAEG TTAPAUETPOUG OTTWG TIG OUVOARKES
KATEPYOOIAG, TN YEWHETPIO TOU gpyalgiou Kal TO UAIKO TOU KaTepyaddpevou Tepayxiou. To
HovTEAO TTapouaiade TTOAU KOAN CUP@QWVIA PE TA TTEIPAUATIKA OTTOTEAETUATA EVW) UTTOAOYI-
Ce ka1 TN @Bopda kai TN didpkela (wAG Tou epyalciou.

O1 Vogler k.a. avétrTugav éva JOVTEAO PIKPO@PAIapionaTog yia SIAPOPES MIKPODOUES Ka-
TEPYALOPEVWYV UAIKWYV. To JOVTEAO XPNOIMOTTOIOU0E TOGO TOUG UTTOAOYIOUOUG TNG ETTIPAVE-
I0G TOU EPYAAEiOU Kal TOU TTPOQIA TOU OO0 KAl TTIPOCOPO0IWCN YE TTETTEPOATHEVA OTOIXEIA VIO
Tov KaBopliopd Tou eAdxIoTou TTaxoug atrofAiTTou. Me autd 10 povTéAo oTdBNKe duvath n
TTPORBAEYN TNG QOUVEXEIOG OXNUATIOPOU aTTOBAITTOU TTOU ATAV CUP@WVN KE TA TTEIPAUATIKA
atroTEAEOUATA VIO OAKIPO OidNPO. TN CUVEXEIQ avATITUXONKE €va JOVTEAO KOTTAG YPOU WYV
oANloBnoews yia BABN KOTTAG PeyaAuTepa atrd 10 EAAXIOTO TTAXOG ATTOBAITTOU, KOBWS Kal
€va HOVTEAO BUVANEWY EAACTIKAG TTAPANOPPWONG VIO PIKPOTEPA BABN KOTAG YE avaAuon
FEM. To povTtéAo autd TTpoéBAeTTe TN dUVAPN KOTTAG VIO TIG KUPIEG WETAAAOUPYIKEG PACEIG
TWV TTOAUQACIKWY OAKIHWY O16NPoUXWVY KATEPYALOPEVWY TEPaXiwy Kal £D€IEE KAAR OUp-
Pwvida PE T TTEIPAPATIKA ATTOTEAEOUOTA.

O1 Kim k.a. poTeivav €va PJovtéAo yia Tn pop@oTtroinon atmoBAiTTou Kal Tng duvaung Ko-
TTAG O€ KATEPYATia PPaIfapiOPaTOG O MIKPOKAIUOKA, TTPOKEINEVOU VO UTTOAOYIoOUV TO €-
AaxioTo TTaxog atmmoBAiTToU Kal TNV £Tidpacn TNG aKTivag TNG AKPAG Tou KOTITIKOU. To pov-
TENO TTOU TTPOEKUYE, TTPOERAEWE OTI TO EPYAAEo PIKPOPPAI(OPITUOTOG PTTOPEI va TTEPIO-
TPEPETAI XWPIG va KOBEI UAIKS. To @aivopevo autd cuvéBaive oTav n mpoéwaon avd dovT
ATav PIKPOTEPN OTTO TO €AAXIOTO TTAXOG KOTNG. ETiong mmpoéBRAeTTe OTI N TTEPIOBIKOTNTA
TTOU TTAPATNPEITAI OTIG OUVAMEIG KOTTNG €ival ouvdapTnon Tou eAAXIOTOU TTAXOUG aTTORAIT-
Tou, TNG TTPOWONG avd dOVTI Kal TNG Ywviag TOTTOBETNONG TOU KOTITIKOU. TO POVTENO €TTi-
ong uTropouce va dwaoel £va dvw oOplo TNG TTPOwaong avd dovTl yia dedopévn dIGUETPO



KOTITIKOU, TO OTTOI0 UTTOPEI va XpnolyoTroinBei wg Bdon yia Tnv €mAoyr Twy cuvenkKwv
KATEPYOOiag.

TéNog, o1 Joshi kai Melkote avémrTu€av éva JOVTEAO TO OTTOIO ETTIKEVTPWVOTAV OTO PNXA-
VIOPO a@aipeons UAIKOU O€ PIKPO-£TTiITTEDO. To POVTEAO TOUG BacioTnke oTn BaBuwTA Bew-
pia KATATTOVACEWY, OTTOU N avToxr Tou UAIKOU gival ouvdaptnon tou Babuou Katatmovnong.
MovTteloTroiOnke emmiong n kKupla {wvn Tapauépewaong (PDZ), kai ekTiuibnke n avioxn
TOU UAIKOU CUVOPTACEI TOU PAKOUG TOU, OTTOU Kal £EnyABNKe n eTTidpacn Tou peyéBoug. To
MOVTEAO pTTOpECE TEAOG va TTPORAEWEl £va KATWTEPO OpIo yia TNV €18IKA evépyeia SIATUN-
ong.



8. Zuputrepdouara

2N OUYKEKPIUEVN epyaaia €yive TTpooTrdbeia BIBAIOYPAQIKNG avaoKOTINong evog TTediou
TTOU BPIOKETAI OTO ETTIKEVTPO TNG CNUEPIVAG £PEUVAG ATTO PNXAVIKOUG KAl KATOOKEUAOTEG
€dw Kal TToAU kaipd. H uttdpxouca BiBAloypagia TTou cuvdEETAI E TN MOVTEAOTTOINGN Kal
TN QUOIKN TWV dIABIKACIWY Eival EVTUTTWOIAKA. EUKOAQ KATTOIOG PTTOPEI va dIATTIOTWOE! OTI
TA ATTOTEAEOUATA TNG TPEXOUOAG EPEUVOG AVTATTOKPIVOVTAI 0T QUOIKN TTEPIEPYEIA KAl TIG
AVAYKEG TNG Blounxaviag he TPOTTOUG TTOU GTTAvVIa OOKiaoay oTo TTapeABOV OTO XWPO Twv
Kataokeuwv. MapdAAnAa kai n IkavétnTa TNG BIOKNXAVIKAG TTPOKTIKAG TTOU TTPOKUTITEI ATTO
TNV £QAPUOYI TWV CUYKEKPIMEVWV TEXVIKWYV £ival OUCIOOTIKH.

AMN\G o1 «EYAAEG TTPOKAACEIG» UTTAPYXOUV OKOPA OTN MIKpopNnXavikh. MpwTa atmmd oAa cival
N aviaAlayn avapeca oTIG «UEYAAEG» GUMPBATIKEG UNXAVES TTOU EKTEAOUV EPYOATIEG HIKPO-
MNXAVIKAG KAl OTOUG «UIKPOUG» UIKPOKATAOKEUAOTEG. Kal oI U0 TUTTOI €XOUV TA TTAEOVEK-
TAMOTA TOug. Mia KATAOKEUQGTIKY JNXaVHA TTOU JTTOPEIG va KOUBAAAGS TTavw 00U YTTOPEI va
MNV €xel TNV IKaveTNTA va ONUIOUPYEI JIKPO-XAPOKTNPIOTIKA o€ oUMBaTIKOU HeyEBoug Te-
Haxia yia TTapddeyua. AIQQOopPETIKA N avAaTITUEN TWV EPYAAEIWY QaiveTal va gival TTPOOdE U-
TIKA KOAN EEKIVWVTAG aTTO TIC CUUPBATIKEG MNXAVES I Ta oUUBaTIKA EEQPTAMATA TTOU PTTO-
poUV va XPnNOIPOTToINBOUV OTIG OUYKEKPIPEVES KAIPAKeS. O1 AANEG TTPOKAAOEIG Hag wBouv
OTn OUVEXION TNG £PEUVAG KAl AvATITUENG Kal TTEPIAAUBAvVOUY Ta €ENG:

o OX£EOI0 KOl ETTEEEPYATIA TWV KOTITIKWY £PYOAEiWV (TTOU TTAOXOUV aTTd TOV ave-
TTaPKA YEWHETPIKO £AEYXO Kal TOV KABOPIOUS TNG AKMNAG, TN GTWXI aKaPyia Kal
TNV UTTEPROAIKA PBOpPd Tou epyaleiou, evw Kal oI ETTIKAAUWEIC OEV £XOUV OXE-
06V kaBoAou a&loAoynOei)

o OUOKOAN emegepyaaia oTta UANIKG pnxavwv (o1 XAAuPBeg avBpaka egival pia
TTPOKANCON YIa €PYaALia Pe DIAPAVTI, Ta WaBupd UAIKG TTOU PATOIWVOUV TA U-
WwnAd MRR pe ™ Aoyiki TToI6TNTOG ETTIQPAVEIAG KAl TTOAU OAKIPJA UAIKG OTTWG
OuxVA XPNOIKOTTOIOUVTAl O€ I0TPIKEG OUOKEUEG Eival BUOKOAQ OTnVv eTTECEPY Q-
oia Toug)

o TTEPIOPIOUEVN TTAPAYWYIKOTNTA (CORAPES TTPOKARTEIG TTAPAUEVOUV OO0V OQO-
PA Kal TO XEIPIOUO TWV MIKPWV TUNHATWY, TWV auéavouevwy pubuwy agaipe-
ONG UAIKOU Kal Tou aTTrodoTIKOU OxeSI0OUOU TNG TTopEiag Tou epyaleiou, autd
gival 181aitepa aAnBIvoe a@ou n PIKPOUNXAVIKY OXETICETAI HE GANEG PIKPOKOATEP-
yaoieg 6TTwg Y. o MEMS

o ENpwv €vavtl uypwv KOTTWV (TToI0G 0 POAOG, N ouvBeon, TToia AITTavTIKA Ba
XpnoiyotroiouvTal;)
o KaTavénon Kal SIauopewaon TwV PNXAVIOUWY Twv d1adikaciwy (autd eivai 1810-

iTEPA ONPAVTIKO AOYW TNG «UN-OUVEXOUG» UONG TWV UAIKWV O€ QUTAV TNV
KAipaTa kal TG duokoAiag atnv empBeBaiwon Twv TTPORBAEWEWVY TOU JOVTEAOU)

o N JETPOAoyia (av Kal ol TTPOCEYYICEIG UTTAPXOUV, N TTAPAYWYIKA EQAPUOYH TwV
MEBGOWV gival TTEPIOPICUEVN)

AuTéG Bev gival ageTrépaoTeg TTPOKAACEIS KAl TTPOPRAETTETAI va 0dnyioouUV OTn CUVEXH a-
VATITUEN TNG MIKPOUNXAVIKNG OTO APECO PEAAOV.
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