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Me 10 TT€POG TNG TTAPOUCAG PETATITUXIAKNG dIaTPIRAG Ba BeAa va euxapioTAow Bepud Tov
AvamAnpwty Kabnynty k. Apiotopévn Aviwviadn yia Tnv TOAUTIUN BorBeia  kai
kaBodAynor Tou Ka® OAn Tn OIGPKEIQ TNG EKTTOVNONG TNG £pyaciag, KabBwg Kai yia Tnv
EUKQIPIa TTOU POU £BWOE va aoX0ANBw UE Eva TOOO EVOIAPEPOV AVTIKEIUEVO.

‘Eva peydAo euxapiotw o€ OAoug Toug ouvepydrteg Tou EpyacTtnpiou m3 Tou TpApaTtog
Mnxavikwv MNapaywyng kar Aloiknong tou MoAutexveiou KpAtng, Kal €18IKOTEPA GTOV K.
Ta&iapxn M1TeAR.

TéNog, Ba BeAa va aiepWOowW TNV €PYOCia AUTH OTOV TTATEPO POU KAl TN KINTEPA POV Kal
va TOUG EKQPACW TNV EUYVWHOOUVN YOU YIa TNV auéPIoTn NBIKA Kal UNIKA UTTOOTAPIEN TOUG
OAa auTd Ta Xpovia.
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1. EIZArQrH

Ta TeAeuTaia Xpdévia, n avaykn yia dnuioupyia PNXAvOAOYIKWY TTPOIGVTWY UWNAAG
TToI0TNTAG Kal akpifeiag, o€ ouvbuaoud pe 1o eAdxIoTO duvatd KOOTOG TTAPAYWYNG,
odnynoe otnv €EENIEN Twv epyaAsiounxavwyv de  wneiakry kabodriynon (Computer
Numerical Control - CNC), kabwg¢ Kal Twv QvTioTOIXWY CUCTNPATWY OXESIQOUOU Kal
Karepyaoiwv pe xprion utrohoyioth (Computer Aided Design and Manufacturing -
CAD/CAM).

2AMEPQ, ol YN@IaKa KaBodnyouueveg epyaAsiopnxavés kal ta ouoTrpara CAD/CAM
evidooovTal oTa OAOKANPpwHEéVa CUuCOTAUATO TTApaywyns HeE uttoloyiotég (Computer
Integrated Manufacturing - CIM) kai ota euéAikta cuoTiuata Trapaywyng (Flexible
Manufacturing Systems - FMS), oTta omoia n Tapaywyr atroTteAei TTAéov  pia
auTtopaToTToINUéVN SlodIKaCia, KAl ETTITTAEOV UTTAPXEI N dUVATOTNTA TTAPAYWYNS TTOIKIAWY
TTPOIOVTWY e augnuévn TTOAUTTAOKOTNTA, KAAUTEPNG duvaThG TTOIOTNTAG, ME MIKPO KOOTOG
Kal Xpovo Trapaywyng, dedouévou Tou owoToU Kal akpIfoU TTPOYPOMUUATIONOU TwV
HNXAVOUPYIKWYV KATEPYATIWY KAl TNG BEATIOTOTTOINONG TWV CUVBNKWY KATEPYATiaG.

Baoiké poAo oTnv auTtopaToTtroinpévn TEXVOAOYia OTO XWPOo TNG TTapaywyns diadpauarticel
n &iaouvdeon Twv cuoTnudtwvy CAD/CAM pe tnv gpyaAeiopnyxavy CNC, péow Tng
KATAAANANG TUTTOTTOINUEVNG YAWOOAG TTPOYPANUATIONOU (KWAIKAG).

H O6An diadikacia &ekivé amd Tnv oxediaon Kal Tov KABOPICHO TwV KATEPYACIWY TTOU
ETTPOKEITO VA TTPAYHOTOTTOINBOUV OTO KATEPYALOUEVO TEPAXIO, HECW €vOG OUOTHHATOG
CAD/CAM. Mg auTtov Tov TpOTTo, TTEPIYPAPETAI QUTOUATA N YEWMETPIO KAl n TTopeia TTou Ba
aKOAOUBNOEI TO KOTITIKO EpYOAEio, o€ pia YAwooa TTpoypauuaTiopou. Ta dedouéva autd
gival ammapaitnTo va HPETAYAWTTIOTOUV OTOV KWOIKA ETTIKOIVWVIOG Kal KaBodrynong Twv
wneIiaka kabodnyouuevwy epyaAeciounxavwy. H “petdepacn” yivetalr améd katdAAnAo
Aoyiopikd  Kal  aKOAOUBEiITalI  TTPOCAPMOYH) TOU TIPOYPAUMUATOG OTO  CUYKEKPIMEVA
XOPAKTNPIOTIKA TNG EPYAAEIONNXAVAS HECTW AOYIOMIKOU, YWWOoTé WG TEAIKOG ETTECEPYQOTNG
(Post Processor).

H dnuioupyia kal n pubuion Tou TeAIKOU £TTEEEPYAOTH €ival uYioTng onuaciag, Kabwg ol
KWOIKEG TTou avTIAapBAvovTal ol gpyalelopnXavég TToikiAouv, Kal €EapTwvTal atrd Tnv
ETMAOYNA TNG KATOOKEUAOTPIAG ETAIPEIOG TNG EKAOTOTE EPYAAEIOPNXAVNG.

2Tnv Trapouoa petatTuxiakn daTpIfry Ba TTapouciacBei n dnuioupyia €vog TEAIKOU
emegepyaoTty Safovikou KEVTpou Kartepyaociag kalr n OlaoUvOear Tou MPE To oUoTnua
CAD/CAM Pro/Engineer. H epappoyn Ba yivel yia To KEVTPO KATEPYATIAG TTEVTE AEOVWV
DMU 50 eco pe gAeykTr) Siemens Sinumerik 810D.



2. 2ZTAOMH TQN 'NQZEQN

2.1 EpyaAsiopnxavég ue yn@lakn kabodnynon - CNC

O apiBunTIKGG €AEYXOG TWV EPYAAEIOUNXAVWY €ival O TUTTOG EAEYXOU TTOU XPNOIUOTIOIE
aApIBUNTIKEG TIMEG YIA TNV TTOPEIA TWV KOTITIKWY EPYOAEiWY, yia TNV avagopd oTn B€on Kal
TNV Kivnon Twv afévwv TnG PNXavAG, yia TIG ouvenkeg katepyacoiag KTA. O apiBunTikog
éAeyxog Oivel TNV duvaTOTNTA OTOV XEIPIOTH VA «ETTIKOIVWVE» PE TNV €PYOAEIOPNXavh Kal
va TNV «kaBodnyei» pEow evog KwdIka, dnAadn HEOw HIOG akoAouBiag ypaupdaTwy Kal
apIBuwyv. Méow TNG povAdag eAEYXOU TNG EPYOAAEIONNXAVAG EKTEAOUVTAI KOTEPYAOTIEG ME
owioTn okpiBela kair eAéyxovtal OAeg o1 Aeitoupyieg TnG. O1 epyaAEiIounXavéG TTOU
Aeiroupyouv pe autd Tov TpOTTO AéyovTtal wnelakd kaBodnyouueves epyaleiounyaveg (NC).

2TNV TTEPITITWON TTOU N ETTIKOIVWVIA Kal n KaBodrynon yivetal ge T XpAon NAEKTPOVIKOU
UTTOAOYIOTH, 01 EPYOAEIONNXAVEG OVOUAdovTal WN@IoKA KaBodNyoUNEVESG EPYAAEIOUNXAVEG
ME nAekTpovikO uttoAoyioTr (CNC), 6mmwg Trapouaialovral oto oxjua 2.1 [7]. Znig CNC
EPYAAEIOUNXAVEG AUTOPATOTIOIEITAI N AgIToUpYia, Kal 0 €AEyXOG TOUG UTTOPEI va Yivel Kal
até atréoTaon (remote control).

TOPNOZ ®PEZA KENTPO KATEPTAZIAZ

FPANAZOK@IITH

KOIMH ME NEPO

ZxAua 2.1 : Wnoelakd kabodnyouueves EpYAAEIOUNXAVEG

Ta kUpla oToixeia TNG €pyaAelopunxavAg aplBunTikoU eAéyyxou (oxnua 2.2) eivalr Ta
ak6Aouba [10]:



— O1 afoveg TNG epyaAleiopnxavig - CUVOUOCWOG YPAMMIKWY Kal TTEPIOTPOPIKWY,
61ToU KABe Afovag voeiTal Kal ue TNV KIVAKATIKA Tou évvolda, aAAd& kal cav ouoTnua
METAdOONG Kivnong, OTTwG €TTIONG Kal HETPNONG TWV OTOIXEIWV QUTAG TNG Kivnong
(6éon, TaxuTtnTa, emTAxUvon). MNapddelyua ypaupIKAG Kivnong atroTeAEi n Tpowon
TOU TPATTECIOU HIOG QPAiCas, VW TTEPICTPOPIKAG N TTEPIOTPOPR TOU dIAIPETN TNG
Ppaigag.

— To nAekTPOVIKO cUuoTnUa eAéyxou TO otroio TrepIAauBdvel ouvnBwg éva apiBud
Mikpo-eTTeCepyaoTwy, RAM, ROM «kal OAOKANPWHEVWY KUKAWHUATWY yia ThV
emegepyaaia kai Tn dlaxeipion Tou TTPOYPANMATOG, KABWG Kal NAEKTPOVIKA 10XU0G
yIa TOV €Aeyx0 TWV agovwv.

—  To AoYIOUIKOG - AEITOUPYIKO GUCTNHA TO OTTOI0 TTEPIAAPBAVEI TTAPAUETPOUG INXAVNAG,
TTEPIBAANOV  TTPOYPOUMATIONOU, OTOBEPEG POUTIVEG  ETTINEPOUC  KATEPYATIWY,
pouTiveg OlEUKOAUVONG TOU TTPOYPAUMATIOMOU TNG HovAadag eAéyxou, oUOoThUA
evoeitewv TpEXouoag KatdoTaong, dIayvwaoTIKG BAABWY KTA.

—  AIGQOopa TTEPIPEPEIAKA YIO TNV €I0aywWyH TOU TTPOYPAUUOTOG OTR Wnxavr, Tnv
EKTUTTWON apxeiwv Kal evdexOPeva Tnv TTapakoAoubnon Tng Acitoupyiag Tng

EPYAAEIOPNXAVNG.
NEPI®EPEIAKA
& SEPBO-
v EAEFXOS .| MHXANIZMOI R
EMEZEPTASTES | — SEPBO- KAl
MHXANIZMON [, | A\sOHTHPES |« EPFAAEIA
MNHMH
MONAAA EAEIXQY EPTAAEIOMHXANH
NAOTIZMIKO

ZxNHa 2.2 : Kupia oToIxEia OUCTAPATOG EPYAAEIONNXAVHG apIBUNTIKOU EAEyXOU

H €EENIEN Twv epyaAciopnxavwy aplBuNTIKOU eAEyXOU, TTOU XPOVOAoyeiTal atrd TIG apxEg
Tou 1950 €£xel 0dNYAOEI TN PNXAVOUPYIKN TEXVOAOYid OTA onUEPIVE CUOTAPATA EAEyXOU
CNC (apiBunTikog  €Aeyxog pe H/Y), Ta otroia xpnoIdoTToIoUV eTMITTPOCOETA APIBUNTIKES
TINEG Kal yia AgiIToupyieg, OTTWG O MPETAOXNMOTIONOG CUCTAUGTWY OCUVTETAYUEVWY, N
dlaxeipion Tvakwy dedopévwy, N avtioTdduion SIAPETPOU Kal MAKOUG €PYOAEiwWV KTA.
AUTEG, KABWG Kal €TITTAEOV AEITOUPYIEG YPOPIKWY, ETTIKOIVWVIOG HE GAAoug H/Y kai
TTEPIPEPEIOKE, avTIOIAOTEAAOUV TOV aTTAG apIBuNTIKO éAeyxo (NC) pe autdv Tou BaacileTal
oe nAektpovikd uttohoyioTy (CNC). ZAuepa, TAéov, O OpOg «aPIBUNTIKOG EAEYXOGC»
avagépetal o CNC ouoTApata eAéyxou, Ta OToi0  EMITPETTOUV  TOV  TOXUTEPO
TTPOYPANHATIONO eAéyXou KaBodrynong HECW NAEKTPOVIKOU UTTOAOYIOTA KAl ATTOCKOTTOUV
oTnv augnan TnG TTaPAywyIikOTNTAG KE EAAXIOTOTTOINON TOU KOOTOUG TTAPAYWYNAG.

O1 onuepivég povadeg CNC ekTeAOUV peyAAng €ktaong emeepyaaia dedoPEVWY, TO OTTOI0
TOoug TTPOCOETEl AeITOUPYIKOTNTA, OAAG Kal TTOAUTTAOKOTNTA. TOo BaCIKOTEPO KivnTpo OTNV
avaTTuén Twv €pyYaAEIOPNXaVWY PE OUOTNUA apIBUNTIKOU €AEYXOU, QTTOTEAECE N avAyKN
yio  uynAf  akpiBeia  OTIC KOTOOKEUEG €EQPTNUATWY  TTOAUTTAOKNG  YEWMETPIAG, O€E
OuUVOUOOUO TOOO HE TNV ETTAVAANYWILOTATA TOU ATTOTEAECUATOG, 000 KAl JE TN PEIwan Tou
XPOVoU KaTEPyaaiag.



210 TTAEOVEKTAPATA, AOITTOV, TWV WYN@IOK& KaBodnNyoUUEVWY EPYOAEIOUNXAVWY EVTACOETAI
n duvartoTnTa eKTEAEONG TTOAUTTAOKWY HNXOVOUPYIKWY KOTEPYAOIWY, PE MEYAAO Babud
aKpiBeIag Kal UPNARA TTOIOTNTA TWV TEAIKWYV TTPOIOVTWV.

EmmA£ov, n autopartotroinan Tng diadikaciag TTapaywyng ETITPETTEI TNV ETTAVAANWILNOTNTA
TWV KATEPYAOIWY, PE MIKPOTEPN avaykn €TiBAeywng atrd Tov XeEIpIoTrh. AuTO PE TNV OeIpd
TOU ETTIPEPEI OTN PEYAAUTEPN aTTGOOCN TOU XEIPIOTA, OTN HEIwoN TNG KOTTWONG TOU Kal
oTnv eAATTWON TOUu avBpWTTIVOU OQAAMATOG, Kal TTPOCQPEPEI aOPAAEIa TOOO YIa Tov idIo
TOV XEIPIOTH OG0 YIa TNV €PYOAEIONNXAVT).

O T1poypapuaTiIoONdG TWV KATEPYOOIWV YiveETal €UKOAQ Kal ypriyopa He Tn XPAON
nAekTpovikoU  utrohoyioti. Ta  Aoyiopikd  oxediaong Kol  KOTEPYQOIWV  TTOU
XPNOIUOTIOIOUVTAI, Ol YAWOOEG TTPOYPANUATIONOU, KABWGE Kal Ta HOVTEAQ TTPOCOUOIWONG
TWV dIAPOPWY KATEPYOOTIWV KOTTHG, CUVEICQEPOUV OTNV QUTOUATOTTOINCN TNG dIadIKaoiag
EMAOYAG BEATIOTWY TEXVOAOYIKWYV TTAPANETPWY KOTTAG TTPIV aTT TNV KATEPYATia, WOTE va
emTeUXOei N KaAUTePn Ouvarh ToIOTNTA Tou TEAIKOU TTPOIOVTIOG OE OGUVOUAOHO HE TN
Heiwon Tou Xpovou @Bopdas TwV eEQPTNUATWY TTOU EUTTAEKOVTOI OTNV KATEPYOOIA KOTTAG.

EmmpdoBera, pe TIC wn@lakd KaBodnyoUUEVEG £PYAAEIOUNXAVEG £COIKOVOUEITAI XPOVOG
TOOO YIA TNV EKTEAECTN TWV KATEPYATIWY, OKOUA KAl 0€ KATAOKEUEG UWNAAG akpifeiag, 600
KAl yia TNV TTpogTolacia Toug yia trapaywyr. O xpdvol katepyaciag yivovral TTAéov
TTPoBAEWIPOI €€auTiag TNG TEXVOAOYIOG TwV NAEKTPOVIKWY UTTOAOYIOTWV Kal UTTAPXEl N
duvaToTNTA EAAXIOTOTTOINONG TWV VEKPWV XPOVWV.

H duvartdétnTa BeATIOTOTTOINONG TNG KATEPYATIaE O0€ OUVOUAOWO HE TNV QUTOMATOTIOINON
NG TTapaywyng, odnyei o€ MeyaAn auénon Tng TrapaywylkoTnTag Kal onuioupyia
TTPOIOVTWY KaAUTEPNG dUVATHG TTOIOTNTAG KAl aKpiBelag.

& avTIoTAOUIoN TWV TTAPATTAVW TTAEOVEKTNUATWY, 01 epyaAciopnxavég CNC €xouv upnAd
KOOTOG ayopdg Kali  ouvtipnong, Kal  amatolv  EUTIEIPOUG  TTPOYPOUMATIOTEG,
€COIKEIWPEVOUG HE TIG PNXAVOUPYIKEG KATEPYOQTIES, TOV TTPOYPAUMATIONO Kal TN AEIToupyia
TOUG.

2.1.1 A%oveg KATEPYAOiag KAl ZUCOTAUATA OCUVTETAYUEVWYV

MNa va yivel katavonTA n £vvoia Twv agdvwy KaTepyaaoiag, gival EUKOAOTEPO va UTToTEBE OTI
OAEG 01 KIVAOEIG HIOG KATEPYATIag PeE Wwnolakd kaBodnyouuevn epyaAciounyxavr] yivovrtai
atrd TO KOTITIKO £pyaAcio, Xwpig BEBaia va ioxUel auTo.

Me tnv TTapatrdvw TTapadoxr, wg afovag KaTepyaoiag Ptmopei va BewpnBei kK&Be Kivnon
TOU KOTITIKOU €PYOAEIOU O€ pIa OUYKEKPIYEVN BIEUBUVOTN, TToU gival BUVATOV va EAEYXETAI
Kal va kKoBodnyeital avegdpTnTa OTTOIWVONTIOTE GAAWV  KIVIIOEWV OE  OIOPOPETIKES
KOTEUBUVOEIG, Kal ETTITTAEOV, VO UTTOPEI VA EKTEAEITAI TAOUTOXPOVA.

Avdaloya pe 10 TTARBOG Twv afOvVwV KOTEPYaoiag Ot pIa epyaAleiounxavr), opifetal 1o
avTioToixo 6voud tTng. AnAadn, dAol ol Tépvol Yn@lakAg KaBodriynong gival TOUAdxioTov 2
agovwy (dlagovikoi). ZTnv idla KaTnyopia avriKouv Kal TTPECEG, UNXavég KOTTAG YE laser kai
plasma, pnxavég nAekTpodidpfpwong, Kabwg kal punxavég diatpnong. Mia pnxavrh, otnv
OTTOiO KIVEITAI TAUTOXPOVA TO TPATTE(I OTOUG BUO OpPICOVTIOUG AEoveG, aAAG OxI Kol OTOV
Kataképu@o dgova, Aéyetar pnxavy 2% afdvwv. Av n kabodAynon EmMITPETTEl TNV
TAUTOXPOVN Kivnon Kal GToV KAaTtakOpupo dgova, n unxavr eivar 3 afovwv (Tp1agovikn).
21N ANioTa TWV PNXavwyv TPIWV agOVWV aVAKOUV @Paifeg, METPNTIKEG PNXOVESG, MNXOVEG
O1aTPNONG Kal TTOAAEG AAAEG.

EmmAéov, €dv oe MIa epyaAsiopgnyavr) Uuttdpxel N duvarotnTa eKTEAEONG MIAG A
TTEPICOOTEPWYV TTEPIOTPOPIKWV KIVACEWY, TOTE N UNXAVH UTTOPEI va XapaKTNPIoTEl we 4, 5
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N 6 afovwv. O1 TTepIcadTEPEG QPaifeg cival TPIOEOVIKEG, €V TTEPIOOOTEPOUS AEOVEG
dlaBéTouv Ta KEVTPA KATEPYATIAg TTou gival ouvABwWG TETPAEOVIKA ) TTEVTAEOVIKA.

O1 agoveg kaTepyaoiag (TTEPICTPOPIKOI 1] EUBUYpappol) gival duvaTdv va OTTEIKOVICTOUV WE
OIaPOPETIKO TPOTTO OTIG EPYAAEIONNXAVEG Kal OTA TTpoypapuaTa kaBodriynong, avaioya Je
TNV KATOOKEUAOTPIA £TAIPIO Kal TIG IDIATEPATNTEG TNG EKACTOTE EPYAAEIOUNXAVAG.

QoT1600, 01 GEoveEG OUVTETAYHEVWY Kal 0 TPOTTOG KaBopiopou Tng BeTIKAG KaTeubuvong
Kivnong yia epyaAlgiounxavég apiBunTikou eAéyxou Trepiypd@ovTal oto poTuTtio 1SO-841
Tou 1974 ka1 oTa avrioToixa Bvika TTpdTUTTA DIN, BS KTA.

Opiletal TO BeCIOOTPOPO KAPTETIAVO GUOTANG CUVTETAYHEVWY YA TOUG KUPIOUG Agoveg X,
Y ka1 Z, 61Twg gaiveTal oto oxAua 2.3.

Y X

I

Z

2XAMa 2.3: ZU0TNUO KAPTECIAVWY GUVTETAYMEVWY

O1 ypapuIkoi AEoveg PIag epyaAElounXavig eival:

* ol Kuplol X, Y kai Z.

* ol deutepetiovteg U, V kat W, rapdAAnAol TTpog Tig dieuBuvoelg X, Y kal Z avtioToixa.

* ol BonénTikoi P, Q kai R, éx1 avaykaia rapdAAnAor Tpog Tig dieubuvoeig X, Y kai Z.

O1 repioTpo@ikoi agoveg oupBoAifovtal e A, B kai C kai gival etmiong TapdAAnAol Tpog
TIG KUPIEG KapTEDIavEG dieubuvoelg X, Y, Z. H BeTikA KateuBuvon TTEPIOTPOPNG IO TOUG
agoveg A, B kai C rpoodiopifeTal ge Tov Kavova TrePITTPOPAG Tou BeEIOU XEPIOU KOITWVTAG
TTPOG TN BTIKA KaTeUBUvoN Twv agdvwy X, Y, Z, avtioToixa, OTTwG @aiveTal aTo oxAua 2.4.
Emmpdobeta, o déovag R (ammd tnv ayyAikn AéEn ‘Reference’, mou onuaivel avagopd)
ouxva xpnoldoTrolgital avti Tou Géova Z, yia va dnAwaoel 1o emiTedo (avapopds) OTTou
atmmooupeTal TO Epyaicio @paifag, dpatrdvou Kal AAAWY CUVOQPWY EPYAAEIOPNXAVWY, PETA

TNV OAOKANPWON HIAg GACNG KOTING Kal TIPIV TV €vapén TnNG €TTOPEVNG, Kal TTAVW atrd To
OTT0i0 TO £pyaAcio gival duvaTtdv va KIVEITAI JE yPryopn TTPOwOn.

10
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2xnua 2.4: Kavovog TTePIoTPOPRS WG TTPOG Toug AEOVEG KAPTEDIAVOU CUOTAPATOG
OUVTETAYHEVWV

2TIC YNOIoKA KOBOdNYOUUEVEG EPYAAEIOUNXAVEG, N XPAON CUCTNUATWY CUVTETAYUEVWV
gival amapaitntn, WOTE va TIEPIYPAPEI N YEWMETPIO TOU TePaxiou, KaABWG Kal va
TTPOYPOUMATIOTOUV Ol KIVACOEIG HETAPOPAC KOl KOTIAG TOU KOTITIKOU €PYOAEiOU Kal TOu
Tepayiou [1].

Ta oucTApaTa CUVTETAYPEVWY dnNUIOUPYOUV TIC OPXIKEC OTOBEPEG BECEIG, OTIC OTTOIEG
oTNPICETAl O YEWWMETPIKOG TTPOYPAUMATIONOS TNG pNXavAg. Ta Kupla CUCTAPOTA TTOU
XPNOIUOTIOIOUVTAl OUVABWG OTIC WNOIaKA KaBodnyoUueveG epyaAciounxavég cival To
KapTeoiavo Kal To TTOAIKO oUoTnpa ouvteTayuévwy. MapdAAnAa pe Ttov opioud Twv
OUCTNUATWY aQUTWYV, E€ival avaykaio va emmAeyei kar o TpOTIOG ME TOv OToio Ba
TTpoadlopileTal N Béon Twv onueiwy oTo €miTTedO 1) 0TO XWPO. MTTOPEi, AoITTdV, va eTTIAEYE]
n TePIypa@r tng Béong evog onueiou pe BAaon TIG ATTOAUTEG CUVTETAYUEVEG, dnAadr va
divovTal oI cuvTETayPEVEG TNG BEoNG TOU onueEiou o€ oxéon PE TNV apxr Twv afdvwy TTou
€XEI OPIOBED, 1 TIG OXETIKEG OUVTETAYMEVEG, ONAAdA PE ava@opd OTO TTPONYOUPEVO ONUEIO.

Ta ouoTApATa CUVTETAYUEVWY OTIG EPYOAAEIONNXAVEG ME Wn@lakr) Kabodriynon, OTTwg
avagEpBnKe  Kal  TTPONYOUPEVWG, €xouv  oploBei  amd TOV  KATOOKEUAOTHR  TNG
epyaAciounxavig, A opifovral amd Tov TTPOYPAUMATIOTH, avdloya pe TO €idog TNng
Katepyaoiag. MevikdTePa, we Bacikdg kavévag 1oxUel 6TI 0 dEovag Z gival TTapdAAnAog e
TOV dgova Tou KIvVNTAPQ, TTou divel TRV KUPIA Kivnon TNG KOTING.

MNa mmapddeiyua, otnv TOPVEUCHN WE WNn@Iakn kabodriynon, d&oveg katepyaoiag eival ol
KIVAOEIG TTOU €KTEAEI TO epyaAeio kABeTa Kal TTapdAAnAa TTpog Tov d&ova TTEPIOTPOPNG TOU
KaTepyalouevou Tepayxiou (Gfovag kivntipa - afovag Z), €TTOMEVWG, QAPKEN N xpron
emmedwy oUOTNUATWY CUVTETAYHEVWY, Kal HAAIOTA KAPTECIAvWY, OTTWG TTapouciadeTal
oTo oxnua 2.5 [8].
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ZXAMa 2.5 : ZUOTNUA CUVTETAYUEVWY O€ TOPVO Wn@IakAg kaBodAynong

AvrioToixa, oTo @pPaIfApIoha JE YNPIAK KaBodrynon, ol BACIKEG KIVAOEIG TTOU EKTEAET €va
EPYOAEIO WG TTPOG TO KATEPYALOPEVO KOPMPATI, €ival N KABETN, N dIAUAKNG KAl N eyKApOIa.
TouAdyioTov 800 atrd auTég TIG KIVAoEIG, dnAadn n dlIaPnRKNg Kal N eyKApoIa wg TTPOG TO
TEMAXIO, UTTOPOUV VA eKTEAEOTOUV aveEApTNTA N Hia a1rd TNV AAAN, aAAd Kal Tautdxpova.
210 oXNPa 2.6 TTAPOUCIAZETAl N TUTTIKA TTEPITITWON XPHONG KOPTECIAVWYV OUCTNUATWV
ouvTETAYUEVWY 0€ 0pIfOVTIa KOl KaTakOpugpn ¢paila.

OpigévTia @paida Karaképuen @paila

ZXNAMa 2.6 : ZUOTNUA CUVTETAYUEVWYV O€ PPaifeg YN@IoKAS Kabodriynong
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270 KEVTPA KATEPYAOIag, Ta oTroia d1aBéTouv ouVOUAOHO YPAUMIKWY Kal TTEPICTPOPIKWY
agévwyv, KpiveTal avaykaia n xprRon Kal YwVIOKWY CUVTETAYHEVWY, WOTE va TTEPIYPAPEI N
TTEPIOTPOPR YUPW aTTO TOUG KUPIOUG AEOVES KATEPYATIaG.

Ta 1Teviagovikd KEVTPA KATEPYOOiag EAEyXOUv TNV Kivnan Tou KOTITIKOU o€ TTEVTE ACOVEG,
OnAadn o€ TPEIG YPAMMIKOUG Kal o€ dU0 TTEPIOTPOPIKOUG. O1 KivnuaTikéG AUOEIG, OUWG, Yia
TOUG OUO TTEPIOTPOPIKOUG ALOVEG TTOIKIAOUV, ME TIG TNIO KOIVEG va TrapouaidlovTtal oTa
TTapakaTw oxnuara. O1 TepIoTpoikoi Gfoveg eival duvatdv va eivalr kair ol dUo oTnv
KEPAAN TNG MNXavrg, Kal 0 GEovag TTEPICTPOPNG Tou gpyaleiou va eival gite KABETOG o€
YPaPUIKO dEova eite uttd KAion (ZxAua 2.7). O1 avTioToIXEG TTEPITITWOEIS OTA KEVTPA
KaTepyaoiag pe Toug dUO0 ALoveG TTEPIOTPOPAG OTO TPATTECI TOUG, TTapoudcidlovTal OTo
oxnua 2.8. EmimmAéov, uttdpxel Kai n dIATagn TTou 0 £vag TTEPIOTPOPIKOG GEovag gival oTnv
KEPOAR TNG UNXavrg Kal 0 AAAOG aTo TPaTTEQ TNG (ZxNua 2.9).

AUO TTEPIOTPOPIKOI AEOVESG OTNV KEPOAAA TNG UNXAVAS

+*2

ZxNMa 2.7 : AidTagn Twv dUO TTEPIOTPOPIKWY AEOVWV OTNV KEPAAA TNG MNXAVAG

AUO TTEPIOTPOPIKOI AEOVESG OTO TPATTEC TNG MNXAVAG

*

ZxNMa 2.8 : AigTagn Twv dUO TTEPICTPOPIKWY AEOVWY OTO TPATTE] TNG MNXAVAS
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‘Evag TTEPIOTPOPIKOG Aovag aTnV KEQAAR Kal
€vag TTEPIOTPOPIKOG AEOVAG OTO TPATTEQ TNG MNXAVAG

*Z

2xAMa 2.9 : AiIdTagn ue Tov €vav TTEPIOTPOPIKO Ggova oTnv KEQAAR Kal Tov GAAov OTO
TPATTEGH TNG UNXAVAG

2.1.2 KwdIkag unxavng

O kwdikag unxavAag (A aAAiwg, yAwooa unxavig) cival o Kwdikag TTou avTiAapBaveral n
epyaAciopnxavr aplBunTikoU eAéyyxou. O kwdIKAG auTdg, YVWOTOG ME Tnv ovouaaoia
kwdikag G (G code), amapTifetal ammd éva TTANBOG eVTIOAWV TTOU EKTEAOUV OIAPOPEG
Aeitoupyieg  otn  pnxavrl. O KWOIKOG TNG EPYOAEIOUNXOVAG TIPETTEL VA TTEPIEXEI
OUVTETAYUEVEG VI TNV Kivnon TOU €PYAAEiOU Kal TOU KOUMATIOU, OTTWG E£TTioNg Kal
TTANPOPOPIEG yIa TOV EAEYXO TWV CUCTNUATWY TNG pNXavhg, OTwg eival n TaxutnTa
TIEPIOTPOPNG, N XPAON TOU WUKTIKOU uypou Kal n aAhayry TOU KOTITIKOU €pyaAgiou. ZTO
oxnAua 2.10 Tapouciaderal n Jop@r evog TUTTIKOU TTpoypdupaTtog o€ kwdika G [8, 11].

ApIBUSC TTPOYPAUHATOC

Mpdypaupa CNC

QU%‘”Y N80291
PIPHOS 31— N1G18

REATHCHIS * N2 G54 arroreAeital amro
N3 G98 X20 Y10 Z20 1190 J-30 K190 < i
N4 G99 X0 YO Z0 1150 J-20 K150« l'poTaoeig (blocks)
N5 T1 M06 F300 S3500 «—
N6 GO0 X-20 Y5 Z-20 M03
N7 GO1 Y-5 —3 : ' 1mou mepIéxouv
N8 G43 Z10 .
N9 G41 —A\égeig (words)

_TTOU €XOUV

pappara ApIBHOUC
2xAua 2.10 : Mapouagiaon ocUVTAENG TTPOYPAUMATOS apIBUNTIKOU EAEYXOU
O1 evtoAég gival duvatdv va dlaxwpioTouv avaAoya Pe TNV AEITOUPYia TOUG OTIG TTAPAKATW

KATNyopieg:
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—  ApiBuog pétaong (N): AnAwvel Tov apiBud piag TPdTAoNG TOU TTPOYPANMATOC,
TTOU CUVNBWG TTEPIYPAPEI JIa EVTOAN Kivnong TOU KOTITIKOU £PYOAEIOU ] MIG EVTOAN
AeIToupyiag.

—  EvroAég dpacTtnpiotroinong kivnong (G): Eival o1 evioAég TTou divouv TTAnpo@opieg
yla 1o €id0og TNG Kivnong Tou Ba ekTeAECEl TO KOTITIKO €pyalgio. O1 evTOAEG auTég
AVAKOUV OTO YEWMETPIKA Oedopéva Kal ouvodeuovtal ouvhBwg atrd dedouéva
Béong, dONAadA CUVTETAYUEVEG ONUEIWV.

— 2uvretaypéves (X, Y, Z, A xai B): AnAwvouv TIG OUVTETOYUEVEG KAl TOV
TTPOCAVATOAICUO TOU KOTITIKOU epyaAgiou, dnAadr) Ta dedopéva Béong.

— Mpdéwon (F): AnAwvel Tnv TaxUTnTa Pe TNV OTToia YiveTal pia Kivnon.
—  Taxutnta TEPIoTPOPNG (S): AnAwvel TNV TaxXUTNTA TTEPICTPOPNAS TNG ATPAKTOU.

— Kotk (T): AnAwvel To KOTITIKG £pyaAgio TTou Ba XpnolpoTToiNdEi yia TNV eKTEAEON
TOU TTPOYPANATOG.

— Bonéntikég Asitoupyieg (M): AnAwvouv Tnv €vepyoTToinon 1 amevepyoTroinon
KATTOIWY TTPOCOETWY ALITOUPYIWY, OTTWG EKKIVNON TTEPIOTPOPAS TNG OTPAKTOU,
XPAON WUKTIKOU Uypou KTA.

O1 mrapatrdvw eVIOAEG, OHWG, yia TIG OIAPOPES AciToupyieg dev akoAouBoluv Tnv idia
TUTTOTTOiNON 0¢ KABE Wwn@lakd kabBodnyoupevn epyaAeiounxavh. MNa mapddelyua, o
TTPOYPANHPATIONOG O QTTOAUTEG CUVTETAYMEVEG WTTOPEI va QVTITTIPOCWTTEUETAI ATTO TNV
evioAl G90 o€ pia epyaAciounxavr, eV aTTd dIAPOPETIKA EVTOAR 0€ KATTOIO AAAN.

EmmmAfov, KATTOIEG €PYAAEIOUNXAVEG UTTOOTNPICOUV AEITOUPYIEG HE OUYKEKPIPEVN Boun.
Ava@opIkd, n ekTEAEON KUKAOU KOTEPyAOiag yia TPUTTNUA WE TNV TUTTIKA Poper G81 dev
uttooTnpifeTal oTIG povadeg eAéyxou Siemens 810/840D, kaBwg n avayvwpioiun popen
eivar CYCLES8L().

H avTioToixion k&Be duvaTtAg Asitoupyiag TTou uttooTnpilel n Jovada eAEYXOU Kal N unxavn
O OUYKEKPIYEVEG €EVTOAEG TOU TTPOYPAUMOTOS apIOunTIkoU eAéyxou, YiveTal OTO
TTEPIBAANOV TOU TeEAIKOU €TTECEPYQOTH, OTTWG TTAPOUCIAETAl TTAPAKATW. 2TOV TEAIKO
emmeepyaoTn SivovTal apXIKA TUTTIKEG AVTIOTOIXIEG PE TIG EVIOAEG, CUP@QWVA PE TA TTPOTUTTA
DIN/ISO, yia 8ieukOAuvan Tou XprioTn oTnv ONAwOon Twv CUUBROTWV EVTIOAWV ME TNV
EKAOTOTE EpyaAEIounXavn, yia TNV e€aywyr] Tou KatdAAnAou trpoypduuarog NC.

210 oxnua 2.11 trapoucidfovTal ol TTI0 POCIKOI TTPOKATAPKTIKOI KWOIKEG AEITOUpyiag n
KWOIKEG G evOG TUTTIKOU KEVTPOU KaTepyaaiag CNC pe ouotnua eAéyxou Siemens.
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Taxeia perakivnon (kivnon €1i Tou Ggova pe pEyIoTn TaxuTnTa)

pappikn TTapeuBoAn (euBgia ypaudIKA Kivnon PE KOTTT)

KUKAIKR TTapePBOAR pE TN @Oopd TwV SEIKTWV TOu PoAoyIoU

KukAikr} TrTapepBoAr avTiBeTa atmd Tn opd Twv SEIKTWY TOu POAOyIoU

ETIAOyr) CUCTANATOG CUVTETAYUEVWY YIA UNOEV KOPMATIOU

MpoypappaTiopog o€ ayyAooa&ovikod ouoTtnua, dnAadn ivioeg (inch)

MpoypapuoTIop6G o€ PETPIKO oUaTNUA, dnAadn XIAlooTA (mm)

ATTOAUTO OUOCTNUA CUVTETAYUEVWV

G
G
€]
G
G
G
G
G
G

2ZXETIKO OUOTNUO CUVTETAYHEVWV

2xNua 2.11 : Baoikoi TTpoKATAPKTIKOI KWOIKEG AEITOUpyiag

210 oxAua 2.12 mapouaciadovTtal ol BacikEG BondnTIKEG AsiToupyieg M pe EAeyxo Siemens.

2TOUATANA TTPOYPAUMATOG

MpoaIpeTIKG OTAPATNUA TTPOYPAUUATOG

TENOG TTPOYPANPATOG XWPIG ETTAVVEKIVNON

AegI60TPOPN TTEPIOTPOPH ATPAKTOU

ApIOTEPOOTPOPN TTEPICTPOPH ATPAKTOU

AlakoTTr) AgIToupyiag aTpaKTou

AAAayr KOTITIKOU £pyaAgiou

Ekkivnon wukTikoU uypou

AI0KOTTA WYUKTIKOU uypou

M
M
M
M
M
M
M
M
M
M

TéNOG TTPOYPANNOTOG

ZxNMa 2.12 : Baoikég evTOAEG BonONTIKWV AEITOUPYILV
2.1.3 Movada eAéyxou

KdaBe wneiakd kabodnyoupevn epyaleiounyxavr] SIABETEI PIa KEVTPIKA HOVAOQ €AEyXOU
(MCU - Machine Control Unit 4 amA& Control), n omoia €ivar utevBuvn yia TNV
emeepyaoia Twv evioAwv KaBodiynong Kal Twv HPETPACEWV TIOU  QATTAITOUVTAl,
TIPOKEINEVOU VA EKTEAEDTEI PIO KATEPYATTQ KOTTHG GTN UNXOVA.

H povdada eAéyxou cival eykateaTnuévn oTnv €pyaAciounxavr] apiBunTikou €AEyxou Kal
MTTOPEl Va BewpnBei oav NAEKTPOVIKOG UTTOAOYIOTAG attd PJovn TnG, YIag Kal Bagidetal oTtnv
apxn TwV NAEKTPOVIKWYV UTTOAOYIOTWV.

Méow TnG povadag eAEyXou, O XEIPIOTAG MTTOPEI va TTEPACEI 1] va GUVTAEEI TO TTPOYPANHO
apiBunTikou eAéyxou (NC), va ekTeAéoel ypagIK TTPOCOMOIWGON TNG Katepyaoiag otnv
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0086vn TNG povadag, Kal YeEVIKOTEPA va ETTIKOIVWVEI PE TNV g€pyaAglounxavl Kal va
EMPAETTEI KAOE TTPOYPANMATICOMEVN KATEPYATIAL.

210 oxnua 2.13 TTapouciGfovTal JOVAdES EAEYXOU WN@IaKNG KaBodriynong Twv ETAIPIWV
Haas, Fanuc, Heidenhain kai Siemens.

2xAMa 2.13 : Movadeg eAéyxou wn@iakng kabodrynong
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2.2 ZXuothpara CAD/CAM

MNa TNV KOTAOKEUN HNXOAVOAOYIKWY TIPOIOVTWY HECW WN@IOKA KaBodnyoUuevwv
EPYAAEIOUNXAVWYV €ival ATTAPEAITNTN N UTTAPEN TWV YEWMETPIKWY HOVTEAWV O€ TPIOSIA0TATN
MOp®R Twv UTTO KATOOKEUR TTPOIOVTWY, KAl yI' autd To Adyo KpiveTal avaykaia n xprion
TEXVOAOYIWV  TPpIodIGoTATNG OXediaong Me TN Pordeia  NAeKTPOVIKOU  UTTOAOYIOTH).
MapdAANAa duwe e TIG ouyxpoves neBGdoug oxediaong e xprion H/Y (CAD — Computer
Aided Design), avatmrtuooovTtal Kal TEXVOAOYIEG TTOU aQOPOUV TNV KATAOKEUN Kal TN Jadikni
Tapaywyry Twv Tmpoiéviwv (CAM — Computer Aided Manufacturing), kabwg¢ «ai
TEXVOAOYIEG yia Tnv avdAucn kal Tn BeATioToTToinONn Twyv TEAIKWV TTpoidvTwy (CAE —
Computer Aided Engineering).

Ta cuoTtipaTa CAD/CAM TTou OXETICOVTAI KUPIWG PE TRV OXEDIAON KAl TV TTApAywyr VoG
TTPOIOVTOG, ATTOTEAOUV TEXVOAOYIEC TTOU AV KAl avaTITUCOOVTaI JEPovwéva, ival duvaTdv
va uioTavTal o€ evoTroinuévo TTePIBAAAOV. Katd ouveTteia, n XpAon Twv TEXVOAOYIWV
CAD/CAM oTn oUyxpovn KOTAOKEUAOTIKA Blounxavia em@épel hgeydAn aoénon Tng
TTAPAYWYIKOTATAG, HE TAUTOXPOVN HEIWoN Tou Xpdvou Kal Tou KOOTOUG TNG TTapaywynig [3].

Ta ocuoTtAuara CAD/CAM aTTooKOTTOUV OTNV QUTOPATR TTPOCEYYIon ThG OUVTAENG Tou
KWOIKA yIa TIG Wn@lokd KaBodnyoUUEeVEG EPYAAEIONNXAVEG, VIO TV KATEPYACTA TEUAXiIWV.
H diadikagia exivael pe Tov oXedIOONO TOU KOUMATIOU o€ éva TTpoypapua CAD kai otnv
OUVEXEIQ TTEPIYPAPETAI N YEWUETPIO TOU, WATE va dnuioupynOei autduara n TTopeia TTou Ba
aKoAoUBnROoEl TO KOTITIKO epyaleio, néow evog cuoTAuaTtog CAM. Ta mmapatmdvw dedouéva
onuioupyolv TO apxeio Béong Tou komTikoU (CL File), To omoio pe éva KatGAAnAa
puUBuIOUEVO TEAIKO €TTeCepyanTr] (POSt processor) PETATPETTETAI O apxeio pe kwdika (G
code) 1Tou avTiAauBdvetal n ekAoTOTE pyaAElounXavh apiBunTIKoU eAéyxou. H petagopd
TOU OpPYXEIOU OTNV KEVTPIKN PHovada TnG PINXAvAg yiveTal yéow o€ipiakns Bupag (RS232) R
€101KO dikTuo (Ethernet).

210 ouyxpova cuotpara CAD/CAM, ta KupidTeEPa TTPOYPAMKATA TTOU XPNOIKOTToIoUVTal
eivar CATIA — Dassault, Pro/ENGINEER — PTC, UG - Unigraphics solutions, I-DEAS —
SCDR/Unigraphics solutions, Solidworks — Solidworks/Dassault, Inventor/Autocad -
Autodesk, Solidesign — Intergraph/Unigraphics solutions kai TToAAG dAAa.

2.2.1 Computer Aided Design (CAD)

O 6pog Computer Aided Design (CAD) avagépetal oTn MEAETN Kal oxediaon WeE Xpron
NAekTpovikoU uttoAoyioTr). OAa 1a oTddIa avamTuéng €vog TTPoIOVTOG aoTnpidovtal OTn
XPrion TngG TEXVOAoyiag Twv UTTOAOYIOTWY, I1IBIaiTEpa n dnuioupyia, n METABOAN, n avaiuon,
KaBwg Kkai n BeATioTOTTOINCN TNG MOPYPNG TOU.

H ouyxpovn autr] puéBodog oxediaong EpXETal va AVTIKATACTAOE! Ta CUPBATIKA PECA Kal
Opyava oxediaong, kal he Tn Borbeia piag oeipdg TEXVOAOYIWY, OTTWG TWV YPAPIKWY, TWV
Bdoewv Oedopévwy, TNG MABNUATIKAG MOVTEAOTTOINONG, TNG TIPOCOUOIWONG KAl TOU
eAéyyxou dedopévwy, emmTUYyXAvel Tn dnuioupyia Tou Yn@IiakoU POVTEAOU TOu TTPOIOGVTOG,
TTOU OTN CUVEXEIQ JTTOPEI va XpNnoIdoTToindei o€ dIAQopEG KABETEG EQAPHOYEG, METAEU TWV
OTTOIWV €ival Kal n TTapaywyr] Tou TTPoIGVTOG O€ PUNXAVES WN@IOKAG KaBodriynong, HE TN
BonBeia Twv ouoTNUATWY OXESIOOPOU TTaPAYWYNG ME Xprion uttoAoyioTr (CAM) [4, 12].

O1 texvoloyieg CAD eival uwyioTng onuaciag yia Tnv avdamTuén KABe TTpoidvTog Kal
XapakTnpi¢ovtal WEEANIPEG, AOYw Tou OTI PEIWVOUV TO XPOVo OXediaong Kal HEAETNG TOU
TTPOIOVTOG Kol TTPoC0didouv €UKOAia Kal eueMiia o€ allayéG Kal TPOTTOTTOINCEIG, ME
OUVETTEIQ TN JEiwoN Tou cuVOAIKOU KOOTOUG OXedIOTOU.

Znuepa, n xpnon Texvoloyiwv CAD T1piodidoTatng povTeAOTToiNONG  €ival  TTOAU
Oladedopévn, kKabwg TrepIAapPBdvetal oe éva TTARBOG €@apuoywy Kal avamTucoovTal
OuvEXWG epyalcia yia €IDIKEG eQapPUOYEG, aTTOAUTA ATTAPAITNTO O OPICHEVOUG TOWEIG.

18



2TOUG VEVIKOUG ToMEiC xpriong Twv oucoTnudatwyv CAD, kupiapxn ©éon €xouv ol
MNXaVOAOYIKEG €@APPOYEC (auTokivnToRIouNxavia, agpoTTopIK Blounxavia, vautrnyo-
ETMOKEUAOTIKA Blopnxavia, petaAdofiopnxavia, KTA). H epappoynf Toug, OpwG, ETTEKTEIVETAI
KAl 0€ NAEKTPOVIKEG £QPAPHOYEG (OXediaon TTAAKETWY, OAOKANPWHEVA KUKAWMPATA KTA), O€
EQPAPUOYEG TOU KOTOOKEUAOTIKOU TOMEQ, TTOU aA@OPOUV TNV KATOOKEUN KTIpiwv Kal
Slapopwyv €IBIKWY £pywy, OTTWG 0d0TTolia Kal YEQUPES, OTN XapToypdenaon (oucTAuaTa
GIS), kKaBwg Kal o€ €IBIKEG EQAPUOYEG, OTTWG OXEDIAOUOG EVOUNATWV.

2.2.2 Computer Aided Manufacturing (CAM)

O 6pog Computer Aided Manufacturing (CAM) atrodideTal aTn TEXVOAOYia AOYIGUIKWY TTOU
eKTEAOUVTAI OTTO UTTOAOYIOTIKG GUCTAMOTA Kal Onuioupyouv Tnv TIopeEia Kivnong Tou
KOTITIKOU gpyaAegiou o€ ouvOUATHO PE TOV EAEYXO TWV PNXAVOUPYIKWY TTAPAUETPWY TTOU
oxetiCovral pe TNV OladIKagia TTapaywyrng evog TTPOIOVTOG. Av Kal O TTAPATTAvw OpIoHOG
givar o 1Mo kKoivog, &ev atroTeAei Tov povadiko, kabwg n opoloyia CAM ptropei va
AVOQEPETAI OTN XPAON UTTOAOYIOTWYV VIO OAEG TIG AEITOUPYIEG MIAG POVAdAG TTAPAYWYAG,
oupTTEPINOUBOVOUEVOU  TOU OXEDIAOMOU, TnG dlaxeipiong, TG METAPOPAS KAl TNG
atroBrkeuang [5].

Ta cuoTtpaTta Aoyiopikou CAM eite gival ouyXwveupéva ue Aoyiopika oxediaong CAD eite
eavidovtal wg avegdpTnTa CucTAPaTa TTou dExovTal TO POvTéEAO oxediaong amo Ta
oucTthuata CAD oce ouufat) popen, ommwg civar n IGES (Initial Graphics Exchange
Specification) kai n STEP (Standard for the Exchange of Product model data).

H wnolakn tTAnpogopia evog HOVTEAOU TTou el0ayeTal o€ éva ouaTnua CAM, TTPOKEINEVOU
VO TTPOYPOMMATIOTEI N KATEPyaoia Tou, PTToPEl va cival oe diodidaTarn i TpiocdidoTaTn
Hop®r, avaloya Pe TN HOPYR TNG Katepyaoiag. 1o cuoTtnua CAM yivovTal ol autouaTol
YEWUETPIKOI UTTOAOYIOHOI TWV ONMEIWV TNG TPOXIAG TOU KOTITIKOU €pyaAgiou yia Tn
OUYKEKPIUEVN YEWUETPIO TTOU ETTPOKEITO VO KaTepyaoTei. Ta dedouéva autd atroteAolv TO
apxeio B€ong Tou koTrTIKOU (CL File), éva apyeio ypauuévo oTn yAWood TTPOYPAUUATICHUOU
APT (epiocdtepeg TTANPOQOPIEG yia Tn yAwooa Trpoypappatioyot APT  divovral
TTAPAKATW).

EmmAéov, yia TOV KAAUTEPO TIPOYPAUMATIONG TNG TIOPEIOG TOU KOTITIKOU, KATTOoId
oucThpata CAM TTpOC@EPOUV KAl OTITIKI] TTPOCOMOIWON TNG KATEPYOOIAG, VW TA TTAEOV
QVETTTUYHMEVA TTapéxouv Tn duvaTtdTnTa dIOCTATIKAG TTPOCOMN0IWONG TNG KATEPYATIag, HE
TNV a@aipeon UAIKOU atrd TO POVTEAO TTPOG KATEPYOOia Ot akpIfr) avTioToixia he TNV
AeIroupyia Tou KOTITIKOU epyaAgiou [10].

Avdaueoa oTa AOYIOUIKG TTPOCOHOIWONG TTPOYPAUHATWY apIOUNTIKOU €AéyXOU, oUVAVTATAI
T0 Vericut, €va TpOypauha TTOU TTIPOC@EPEl TTOAAEG duvaTtoTnTeEG OTO XPRoTn. To
TTPOYPaAPPa auTo, eite eutrepiExeTal o€ ouaTtrpata CAD/CAM eite Aeitoupyei avegapTtnTa,
OEéXETAN TNV TTOPEia KAl TIG SIOOTACEIG TOU KOTITIKOU, KABWG KOl TN YEWMETPIA TOU TTPOG
KaTepyaoia  TeEPayiou, TTPOKEIMEVOU  va  TTpayuatotroindei  TTpoocopoiwon  Twv
TTPOYPAPMPOTIOUEVWY OKOAOUBIWVY apIBuNTIKOU €AEyXOU, €AEYXOG YIO TUXOV OUYKPOUOEIG
TOU KOTITIKOU WE TO KATEPYACOPEVO KOPMPATI i} HE TO YECO CUYKPATNONG TOU, Kal puUBUION
TWV TTOPAUETPWY  KaTepyaoiag (1. mTpowaon) yia BeAtiotommoinon Twv ouvlnkwv
KATEPYOOIAG, KAl ETTOUEVWG TNG TEAIKAG ETTIQPAVEING Tou povTéAou. EmmiTAéov, uttdpxel n
duvaTATNTA EI0QYWYNG TNG EPYAAEIONNXAVAG apIBUNTIKOU €AEYXOU, yia pia OAOKANpwHEVN
TTPOCONOIWGaN KOTING.

H texvoAoyia CAM xpnoigotroiibnke yia mpwTn @opd 1o 1971 yia 1o oxedlagud Kal Tnv
KATEPYOOia OKEAETOU QUTOKIVATOU, KOl HEXPI CHMEPA N XPNAON TNG ETTEKTEIVETAI OE MIO
TTANBWPA  PNXOAVOAOYIKWY TTPOIOVTWY, KABWG Kal o0& OUYXPOVEG EQPAPHOYEG TNG
auTopatoTroinuévng Trapaywyng. O1 mo Bacikég e@appoyég TnG TexvoAoyiag CAM aTo
MNXAVoOUpPYIKO Topéa TrepIAauBAavouv aplBunTikd €Aeyxo yia epyaAeiopnxaveég (Numerical
Control — NC), pouTroTiKO €AeyX0, ME XPAON POMTTOT yia TNV €TTIAOYI Kal TNV TOTTOBETNON

19


http://en.wikipedia.org/wiki/U.S._Congress

TWV KOTITIKWYV €PYOALiWV KAl TwV TTPOG KaTEpyaaia Tepaxiwv oTig epyaAeiopnxavég CNC,
Kal TTpoypauuaTiond mapaywyns (Computer Aided Process Planning - CAPP), yia Tnv
QVATITUEN KAl TOV EAEYXO TwV TIAPOYWYIKWY OIadIKACIWY OTAV AUTOUATOTTOINWEVN

pnxavoupyiknA Blounxavia [5].
2.2.3 N\wooa TpoypapuaTichou APT

H APT (Automatically Programmed Tools) cival n mTpwTtn Kal 170 QVTITIPOCWTTEUTIKNA
yAwooa tpoypappaTiopgou CNC. AnpioupynBnke oto Té€Aog Tng dekaeTtiag Tou 1950, atrd
Tov Douglas T. Ross, yia TOV UTTOAOYIOUO TWV YEWMPETPIKWY ONUEIWY TTOU ETTPETTE VA
akoAouBroel TO KOTTIKO, TIPOKEIMEVOU Vva KATEPYOOTOUV OUVOETA QVvTIKEIMEVA TNG
agpodIaoTNUIKAG Blounxaviag, Kar atmoTéAeae To TTPWTO €6VIKO TTpdTUTTO ANSI [2].

H vyAwooa APT cival TipoocavatoAicuévn oTov OpIoud YEWMETPIOG Kal AiyoTEPO oTn AUon
TEXVOAOYIKWYV Bepdtwv TG Kotmg. Mrropei va BewpnBei, oe kdmoio Babuod, kai
APXITEKTOVIKA, KOBWG ETTITPETTEI TOV TTPOYPOUMOTIONS EPYOAEIWY PE XPNON YEWHETPIKWYV
oxXnUaTWyv. ‘Exel Tnv duvatdtnTa TTPOYPOUMATIONOU TTEVTE AZOVWV Kal €XEI ETTNPEACEI TN
onuioupyia TToOAwY TTapouoiwy YAwoowyv, 6mmws NELAPT kai EXAPT, ol otroie¢ Opwg
KOAUTTTOUV KOl TNV TexvoAoyia KOTIAG, OTTWG  UTTOAOYIONS  TTacwy  (SI1adoXIKWV
TTEPACHATWY), TTPOWONG KTA.

H ouykekpigévn  yAwooa atroteAei yAwooa uywnAou eTITTEOOU KAl TTPOCQEPEI
OIACUVOECINOTNTA TWV HOVOTTATIWY TWV EPYAALIWY, HOKPOEVTOAEG, WETAOXNMATIONOUG,
ENeyxo Twv epyaAciwv oe TTévie Afoveg, KABOPIOHO Kal KATEPyaoia TTOAUTTAOKWY
ETTIPAVEIWV, K.4..

O TTpoypapPaTIoNos Katepyaoiwy otn YAwooa APT mepihaufdver Tpia €idn evioAwv.
AuUTEG TTOU Opifouv TN yewpETpia TTou Ba XpnoipoTroindei yia Tov kabopiopd TnG TPOXIAg
TOU KOTITIKOU €pyaAgiou, auTéG TTOU 0pifouV TIG KIVAOEIG TOU KOTITIKOU £PYOAEiOU KAl QUTEG
TTOU CUPTTANPWYVOUV TO TTPOYPAUHA UE TOV OPICHO TWV TEXVOAOYIKWY TTAPAUETPWY, OTTWG
gival n powaorn, n aAAayr] KOTITIKOU, K.d., aAAd Kal dIGQOpwWY TTOPAPETPWY dIAXEIPIONG TOU
TTPOYPAMMATOG.

21N yAwooa APT cival ypapuévo 10 apxeio 8éong kotrmikou (CL File — Cutter Location
File) yia Tov TTpoypaupaTIONd TNG KATEPYATIAg TOU AVTIKEINEVOU, OTTWG £CAyETAl OTTO éva
TTPOYPAPPa Katepyaoiwv CAM. ZTn ouvéxela, oto oxnua 2.14 divetal wg TTapadelyua
MépOG aTTd TO apxeio B€ong KOTITIKOU HIOG KATEPyAoiag aplOunTIKoU eAéyxou, atmd TO
ouoTtnua Pro/Manufacturing — Pro/Engineer.
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$5* Pro/CLfile Version Wildfire 5.0 - FO00

$3-= MFGNO / TELIKO_MSC

PARTMNO / TELIKO_MSC

3%5-= FEATNO [ 4375

MACHIMN / UNCX01, 52

$%-= CUTCOM_GEOMETRY _TYPE/OQUTPUT _ON_CENTER
UMITS / MM

LOADTL/ 3

%= CUTTER / 10.000000

$%-= CSYS/1.0000000000, 0.0000000000, 0.0000000000, 00000000000, %
(0.0000000000, 1.0000000000, 0.0000000000, 00000000000, $
0.0000000000, 0.0000000000, 10000000000, 00000000000
SFPIMDL / RPM, 1000.000000, CLW

RAPID

GOTO / 0.0000000000, 0.0000000000, 20.0000000000

RAPID

GOTO /0.0000000000, 0.0000000000, 8.0000000000

FEDRAT /1000.000000, MMPM

GOTO / 0.0000000000, 0.0000000000, -2.0000000000

GOTO /151.0000000000, 0.0000000000, -2.0000000000
GOTO /151.0000000000, 1010000000000, -2.0000000000

GOTO /5.0000000000, 5.0000000000, -10.0000000000
GOTO /5.0000000000, 5.0000000000, 20.0000000000
SPINDL/ OFF

$$-= END /

FINI

ZxNua 2.14 : To apyeio B€ong Tou koTrTIKOU (CL File)

OT11Ww¢g QaiveTal oToV TTAPATTAVW KWOIKA, XPNOIMOTTOIOUVTAI KATTOIEG 0BNYIiEG TTOU APOPOUV
pgévo Tov TTpoypaupationd, omwe eival 1o $$ yia dnuioupyia oxoAiwv, To FINI TTOU
OnAwvel T0 TEAOG TOU TIPOYPAUMATOG, K.&.. XPNOIUOTTOIoUVTAl EVTOAEG ME TIG OTTOIEG
UTTOOTNPICETAI O £€AEYXOG TWV £pyaAgiopnxavwy, yia Tapddeiyua 1o CUTTER / n kaBopicel
TTAPAPETPOUG TTOU APOPOUV TO KOTITIKO €pyaAcgio, OTTwg eival n SIAGUETPOG Tou (N), TO
MACHIN / n, m xpnoiyoTtrolei éva TENIKO €TTeEEpyaOTr (POSt processor) yia Tn unxavr n
otnv ékdoon m, To FEDRAT / n, {MMPM} opicel pia Tax0TnTa KOTTAG N O€ AVTIOTOIXEG
Movadeg, To SPINDL / RPM, n, CLW opicel TIg oTpo@EG Kal Tn d1eUBuvon TTEPICTPOPNG TNG
arpdakTou. EmimTAéov, uTTApXOUV Ol EVTOAEG Kivnong TOU KOTITIKOU £pyaAgiou, OTTWG gival n
evioAl GOTO [/ x, y ,z Tou opiel Tn eTakivnon o€ éva onueio TEAoug o€ aTTOAUTEG
OUVTETAYUEVEG.
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2.3 Alooi0vdeon CAD/CAM pe CNC - TeAik6g ETre§epyaocTig

To TeAeuTdio OTAdIO TNG EIKOVIKAG OnUIoUpyiog Twv OIa@OpwyY KOTEPYAOIWV OE €va
ouotnua CAD/CAM, cival n Tapaywyr Tou KwdIKa yia Tnv gpyaAeiounxavh aplBunTikou
eAéyyxou. MOAIG oploTei N KaTepyaaoia ) Ol KATEPYATiEG KOTTAG EvOG PHOVTEAOU KATEPYAOIAG,
ol dIadpopEG TWV gpyalciwy gival aTTapaitnTo va evwBouv KAl va PETAPPAOTOUV OTOV
KWOIKa TTou avTIAaUPBAveETal N OUYKEKPIMEVN epyaAeiounxav) CNC. Tnv ev Adyw
«METAQPAcn» avalaupavel Evag KwAIKOTTOINTAG, TTou ovopdadeTal TEAIKOG TTeCepyanTnc,
aAIwg peTa-ereepyaoTrg, (Post Processor). Ymrdpxouv TTOANOI DIAQOPETIKOI  TEAIKOI
ETTECEPYAOTEG, KABWG UTTAPXOUV Kal TTOAAEG DIAPOPETIKEG EPYAAEIOUNXAVEG, KAl YI' AUTO TO
Aoyo Tipémrel va  dnuioupynBei 0 KATAAANAOG KWwAIKOTTOINTAG VYIa TNV  €KACTOTE
epyaAciounxavry aplBunTikoUu eAéyxou. [Mapakdtw TTapoucialetal  avaAuTIKOTEPO N
Aeiroupyia kal 0 pAoG evOg TEAIKOU ETTECEPYQTTH).

Ta ocuotiuara CAM, otnv TTAclown@ia Toug, TTapAyouv apxeia oudéTepng YAWooag, TTou
TTEPIEXOUV 0dnYieg yia va kaBodnynBouv ol gpyaieiounxavég CNC. Ta apxeia autd eivai
€ite o€ duadIkn Popen, yvwoTh wg CLDATA, cite og kdmola avayvwoiun poper ASCII
TTpooappoapévn  MeTd TNV yAwooa APT. O TmAnpogopie¢ katepyagiag Trou
CUNTTEPIAQUBAVOVTAI OTA TTOPATTAVW OAPXEIA, TTOIKIAAOUV KAl €6APTWVTAI OTTO TNV EUEANIGia
Twv ocuoTnudtwy CAM.

A6 TNV GAAN uepid, BpiokovTal oI EPYOAEIOPNXAVES apIOUNTIKOU EAEYXOU TTOU ATTAITOUV
Oedopéva yia TNV KaTeEpyaoia Ot €1BIK KAl TTPOCAPUOCHEVN HOP®r, CUPQWVA WE TIG
Movadeg eAéyxou TTou dlaBEéTouv, o€ ouvOUAOHUO PE TN MIKPOTEPN duvaTh TTapEéupacn Tou
XPAOTN, YIO aC@AAN KAl ATTOTEAECUATIKY KATEQYQOTIa KOTTNG.

MeTal autwv Twv dUO Bpioketal 0 TeAIKOG eTTegepyacThg. O TEAIKOG €TTEEEPYAOTAG
atroTeAel amapaitnTo AoyIoNIKO, KABWG gival UTTEUBUVO yia TN JETAPPOON TWV OUBETEPWV
odnylwv atrd TTPOKUTIToUV atmd éva cuoTtnua CAM, oTig €18iIkég odnyieg TTou aTTaITouvTal
ammd pia ouykekpipgévn epyaAeiopnyxavry CNC (xAdua 2.15). Q¢ ek TOoUTOU, TTPETTEI va
Oivetal peydAn onuacia otn dnuioupyia kalr puBuion Tou TeAIKOU eTTe€epyaaTr], a@ou
BpiokeTal oTnV Kpioiun diadpoun JETAEU TOU INXAVOAOYIKOU OXEDIQCNOU SOKIYIWY Kal TwV
TEXVOAOYIWV KATEPYATIOG TOUG, OTOV TOUEX TNG QUTOUATOTTOINKEVNG TTAPAYWYNG [6].

NC Post-Processor

CNC Machine

re e b e Bme o3 Geiee e

ZxNMa 2.15 : O pdAog Tou TEAIKOU ETTECEPYAOTN
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O1 T1eMikoi etre€epyacTéc SlaBETOUV epyaleia yia TO XeIpIoud OuuBoAocelpwy  Kal
MOBNUATIKWY OCUVOPTACEWY TIOU  XPENOIYOTIOIOUVTAl OTOV  TOMED TNG  MNXAVIKAG,
TTPOKEIMEVOU va eTTIAUBOUV TTPORARUATA, PE YVWHOVA TNV AOYIKH, OTO TTEDIO TV WN@IaKdA
KaB0dNYOUHEVWY EPYAAEIOUNXAVWV.

ZUYKEKPIPEVA, N XProN Tou TEAIKOU E€TTEEEPYAOTH KPIVETAI QVATTIOQEUKTN, HMIAG KOl TTPETTEI
va JETAYAWTTIOTEN TO apxeio €€6dou atmd 1o cuoTnua CAM oTnv TUTTOTTOINUEVR HOP®N
€10000u TNG gpyaheiopnxavig CNC. O1 600 auTéG HOPYPES apXEiWV dIaPEPOUV ONUAVTIKA,
av kal kaBopifovtal atmrd Ta diedBv TpoTutta (ISO) kai Ta €Bvikd (ANSI, EIA, DIN). Ta
TTPOTUTTA AUTA, OUWG, dnUIoupyNBNKav yia Tov KaBopioud Twv BACIKWY CTOIXEIWY TToU
ATTAITOUVTAI VIO TIG KATEPYATIEG KAl DEV ETTAPKOUV, OEDOUEVOU TOU TTOAAATTAQCIACUOU TWV
avTayWwVICTIKWV cuoTnudtwy APT, KabBwg Kal Twv €AEYKTWY apIBuNnTIKOU €Aéyxou, TTOU
aTraIToUV KATToIa OoIouopYIa.

H Aeitoupyia evog TeAikoU emmeEepyaoTn dev TrepiopileTal uOvVo OTn HETAPPACH TOU apxEiou
Béong KOTITIKOU OTOV KWOIKA WUNXavAG. ZTov TEAIKO €TTe€epyanTr) ival duvaTtdv va yivouv
pubpiosic TTOU a@opoUlv TIOPOUG KAl  TTAPAUETPOUG  KOATEPYAOIag, YIa KOAUTEPO
TTpoypappaTiond. MNa mapddeyua, opifovial Ta 6pia Twv afdvwy TNG MNXAVRG, Ol JEYIOTEG
TIMEG yIa TRV TTPOWON KAl TRV TaxuTnTa TTEPICTPOPNS TNG ATPAKTOU, XPOVodIAypauua NG
KATEPYOOiag K.4..

EmmAéov, oe o e€eAiyuéva AoyIOHIKG TEAIKNG eTTeCEpyaaiag, eival duvartr n emmKUpwon
TOU TTPOYPAUMATOG apIOUNTIKOU EAEYXOU, TTPIV TNV EKTEAEDT] TOU OTTO TNV EPYAAEIOPNXAVH,
ME TNV EUEAVION TTPOEIBOTTOINTIKWY MNVUUATWY OE TTEPITITWON Trapaiaong atmAwyv
Kavovwy TTou opifovral o€ auTtd. EKT6¢ amd tnv emMKUPwWOr, YIVETAl KAl auTéuarn
016pbwon Twv AaBwv, POAIG eviomoTouv. Adyou xdpn, €dv €xel opioTei TaXUTNTA
atpakTou TToUu Oev PBpiokeTal péoa OTO €UPOG TIMWV TOAXUTATWY, TOTE O TEAIKOG
emegepyaoTAg Ba TTpETTEl va €TTIAECEI TNV KOTAAANAN TIUN OTpO@WY TTou BpiokeTal péoa oTa
doBévTa opia.

O 1eNIKOG €TTECEPYAOTAG, AOITTOV, OTRV apXr TNG dnuIoupyiag Tou, BewpABnKe wg éva PECO
dlaouvdeong peTalu Twv  ouoTnuaTwy  Katepyaoiwv  (CAM) kar Twv  ywnelokd
kaBodnyoupevwy epyaAeiopnxavwy (CNC), kaBwg Acitoupyoluoe cav €vag amrAdg
METOPPACTAG TTOU £TTAIPVE oAV OEDOUEVA €100D0U TIG 0dNYiEG KATOOKEUNG TWV TEPAXiWV
TToU €€ayovtav ammod éva ouotnua CAM kar amédide wg £€0do Ta dedopéva autd oe Pia
Mop®ny avayvwpioiyn atd uia ouykekpigévn pnxavrl NC. ZAuepa, woTtdoo, n TEAIKA
emegepyaaia amodidetal otTnv €EeAYUEVN Hop@r TNG, KABwWG TTepIAaUBAvel éva dUVAMIKO
€UPOG TWV TTOPAMETPWY KOOI TWV E€PYOALiWV KATEPYOOiag, wWoTe va €gdyetal, 600 TO
duvaTtov yivetal, TTO ATTOdOTIKOG KAl TTapaywyikOg O KWOIKAG KATEPYAoiag yia Tnv
EKAOTOTE PNXaVH apIBUNTIKOU eAEyxou.

O1 ouyxpovol TeAIKOi ETTEEEPYAOTEG EAEYXOUV TN YEVIKN €IKOVA TNG OANG PNXAVOUPYIKNAG
o1adikaoiog kal cuuBaAAouv OTn BEATIOTOTTOINGN TWV TTANPOQPOPIWY TTOU ATTOCTEAAOVTAI
oTnN PNXov apiBunTIKOU €AEyXOU, TTPOKEINEVOU va EKTEAEOTE €va TTPOYPAPMA XWPIG
OUCIaOTIKA TTapEPBacn atod 1o XpPAOTN.

H T1ehikfy eme€epyacia oOTOV TOPEA TWV KATOOKEUWV HE Wn@IoKE KaBodnyouUueveg
epyaAciopnxaveg, dladpapartifel onuavtikd poAo otnv dladikaoia auTopatoTToinong TnNg
TTapaywyng, Kabwg Kpivetal utrelBuvn, OTTWG TTAPOUCIACTNKE TTAPATTAVW, VIO TNV €Vwon
U0 TTOAU BIAPOPETIKWY TEXVOAOYIWYV, KOl UTTOPEI va TNV BEATIWOEI i} va TNV OVOOTEIAEI,
avaloya pe TN epappoyn TNG.
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3. AIAAIKAZIA AHMIOYPI'IAZ TEAIKOY EMNE=EPIrAzTH

3.1 Eicaywyn

H diadikacia katepyaoiag evog avTikeEIHEVOU, OTTWG TTAPOUCIACTNKE KAl OTA TTPonyoudeva
KeQAAaia, EeKIvAel e T oxediaon TNG YEWMETPIag Tou o€ éva ouoTtnua CAD. 2Tn ouvéxeia,
N YEWUETpia Tou povTéAou, ouvhnBwg TpiodidoTatou, €lodyetal o€ éva ouotnua CAM,
TTPOKEINEVOU va opIoBouv o1 Katepyaoieg TTou Ba ekTeAeoTOUV. ATTO TO OUCTHUO QUTO
eCayetal 1o apxeio B€ong Tou kotrmikou (CL File - Cutter Location File), éva apxeio oTn
YAWoOoQ TTpoypapPaTIoONoU APT, TTou TTEPIEXEl OEDOUEVA TTOU OPOPOUV TIG KATEPYOAOIEG,
OnAadr Tnv TTopeia Tou KOTITIKOU £pyaAEgiou, TIG TTPOWOEIG, TNV TaXUTNTA TG ATPAKTOU, TN
XpAon i Ox1 WUKTIKOU uypoU K.&.. To apxeio autd, €iodyetal o€ €va AOYIOUIKO yia va
MeTa@paoTei oTn yYAwooa 1Tou avTIAauBaveral n epyalciopnyavr] apiBunTikoU eAEyXou TTou
Ba XpnoipotroinNdei yia TNV Katepyaoia. To AOYIOUIKO, YVWOTO WG TEAIKOG €TTECEPYAOTAG
(post processor), k106G aTTd TN PETAPPACN TOU KWAIKA, KaBopiel kal GAAEG TTAPAUETPOUG,
WOTE va TTPOCAPMOCEl TO TIPOYPAUUA C€ Pop@r] cupBarr amd Tnv KEVIPIKA Hovada
eAéyxou TNG pNxavig. TE€Aog, yiveTal n HPETAQOPA Tou apxeiou TTou €¢dyel o TEAIKOG
emegepyacTg, dNAadr Tou KWAIKA G, 0TNV KEVTPIK PHOVAdA TNG INXAVHG, OUVHBWG Héow
O€IpIaKAG BUpag RS232. To mpdypapua apiBunTIkoU €Aéyxou TTou PBpiokeTal TTAEOV OTN
povada Tng unxavng, eivar duvatdv va TTPocopolwdei oTnv 00dvng TG Kal HOAIG
dlac@alioTei TO €mMBUPNTG QTTOTEAEOMA, TTPAYUATOTIOIEITAl N KATEPYAOia KOTTAG OTnv
epyoAeiopnyxavry CNC. 1o axApa 3.1 tTapouciddovtal 0o TTEPIYPAPTNKAY TTAPATTAVW,
Kal €ival gupaveég OTI n UTTapgn Kal n ocwaoTr puBuion Tou TeEAIKOU eTmegepyaocTh eival
amoAUTWG ammapaitnTn  yia 1N dlaouvdeon Twv ocucoTnudtwy CAD/CAM pe Tnv
epyaAeiounyavr) CNC.

CAD CAM PP
(design) (NC programming) (NC programming) {machining)
Geometry Tool path NC program Workpiece
APT source

2xnua 3.1 : Por d1adikaoiwyv atro 1n oXedioon €wg 10 TEAIKS TTPoidV

210 KEQAAQIO aUTO TTAPOUCIAZETAI CUVOTITIKA TO TTPOYPAPHO KATEPYATIWV apIOuNTIKOU
eAéyXOU TTOU XPNOIPOTTOINBNKE yia Tnv TTapouca e@appoyr], To Pro/Manufacturing, oTto
OTTOIO YiVETAI 0O OPICKAG TWV AKOAOUBIWV YIO TNV TTapAywyr Tou apxeiou BEong KOTITIKOU.
2Tn ouvéxela TTeplypa@eTal n diadikacia dnuioupyiag Tou TEAIKOU ETTEEEPYAOTH.

24



3.2 Anpioupyia povréAou KaTepyaoiag Kal akoAouBiwv

To povtéAo KaTepyaoiag aTToTeAEl pia ouvappoAdynon, n OTToia TTEPIEXEI TN YEWMETPIA TOU
TEAIKOU QVTIKEIMEVOU KAl TN YEWMETPIO TOU apXIKOU (AKATEPYAOTOU) QVTIKEIMEVOU. To TEAIKO
avTikeiyevo povtehotroieital o€ €va cuoTtnua CAD, kai yia Tnv TTapouca €QApHOyN
XPNOIMOTTOINONKE TO OAOKANPWUEVO TTOKETO TTOPAUETPIKOU AOYIOHIKOU TPIoOIAOTATNG
povTehotroinong Pro/Engineer. 210 oxNua 3.2 TTAPOUCIAZETAI TO TEAIKO QVTIKEIMEVO OTTWG
Ba KaTepyaaoTei N Pnxav apiBunTIKoU eAEyxou.

Mpokerrail yia éva TTAAoTIKO SOKipIo (TO apXIKO) e TTaxog 20mm (z), TTAdTog 101mm (y) Kai
pAkog 151mm (x), 1o oToio Ba KaTepyaoTei povo oTo WICG Tou WG TTPOG Tov GEova z,
onAadn oe éxog 10mm. Oa dnuioupynBolv dU0 KAUTTUAEG BIAPOPETIKAG KAUTTUAGTNTAG,
TIPOKEIJEVOU va TTPAYMOTOTTIOINDEI EKTEAEON KATEPyaAOIwv TTEvTE agovwy. EmimAéov, Ba
TIpaydaToTroiNBolv Técoepig OTEG dlapéTpou 6mm Kail BaBoug 5Smm. Ta yewUETPIKA
XOPAKTNPIOTIKA TOU QVTIKEIMEVOU @aivovTal OTO PNXAvOAOyIKO OX£QIO TTOU UTTAPXEl OTa
MapapTAaTa.

2xAMa 3.2 : To TeNIKS aVTIKEIUEVO KATEPYQTIag

H vewpetpia TOoU TEAIKOU avTikelnévou eioayetal oto Pro/Manufacturing, éva améd 1a
BaoikdTEpa utTtooUCTANATA Tou Pro/Engineer, To otroio emTPETTEl TN dnIoUpyia Kal Tnv
EKTEAEON TTPOYPAMMATWY yIia WNXaveES apIOunTikoU eAéyyxou. MMapakdtw OdiveTtal pia
oUvTON ava@opd yia To cUoTnua Katepyaoiwyv Pro/Manufacturing.

Pro/Manufacturing

To oUoTtnua Pro/Manufacturing dnuioupyei Ta avaykaia dedopéva yia Tnv Kabodrjiynon Tou
epyoAeiou o€ piIa epyaAeiopynxavr aplBunTikoU €A€yxou, yia Tnv KATEPyaoia evog
KOMMaTIOU, TO OTTOI0 €X€l NdN povteAotToinBei aTto Aoyiopikd CAD Tou Pro/Engineer. Tivetai
akpIBAS TTPoadIopIouOg TNG dIadIKaoiag KATAOKEUNG TOU KOMMATIOU, KABWG UTTAPXEl N
ouvatoTnTa opIcHoU AWV TwV TTOPAUETPWY KOTTAG Kal €TMAOYAG TWV KATAAANAWV
KOTITIKWV €pyaAgiwv. EmmpooBeTa, umdpyxel n duvatdtnta avatrapdoTacng Tou UAIKOU
TTOU OTTOMOKPUVETAI ME KABe Katepyaoia, KaBwg kal OUVAMIKAG TTPOCOMoIwoNG TwV
Katepyaoiwy, Pe Tnv Bondeia Tou TTpoypduuartog Vericut. Baoel Tng Trpocouoiwaong yivetal
EAEYXOG YIa TUXOV AGBN Kal BEATIOTOTTOIOUVTAI Ol KATEPYATieG. AQPOU €TTIAEYEI N KATAAANAN
aAAnAouxia KaTePyaoiwy, TO AOYIOUIKO €EAYEl TIG KATEPYATIEG AUTEG, ETTEITA ATTO TEAIKN
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emegepyaaoia, oe PopPry KWOAIKA, oUUBATO PE TN CUYKEKPIUEVN €pyaAciounyavr] TTou Ba
KATEPYOOTEI TO KOYUATI.

To cuoTtnua Pro/Manufacturing atroteAgital atmd 1a £€R\G UTTOOUCTAUATA:

— Pro/NC: To «kuUpio utmoouotnua Tou Pro/Manufacturing, vyia &nuioupyia
TTPOYPANPATWY YIO PINXAVEG apIBUNTIKOU eAEyxou (KEVTPO KATEPYAOiag, @paileg,
TOPVOUG, K.4.)

— Expert machinist: To utmrocUotTnua Tou TIapPExel €va ouUvoAo 18 EToiuwv
KATEPYOOIWV, OTTWG KATEPYATia TTPOCWTTOU, TTPO®IA, diAvoiEn KOIAOTNTAG, OTTAG,
K.4., yia 170 €UKOAN Kal ypriyopn Onuioupyia TTPOYPARPAETWY YIA QPAifes TPIWV
agoévwv.

— Pro/Process: To ummooUoTnua OTO OTIOIO YiVETAI O TIPOYPAMMOTIONOG TwV
KATEPYOOIWV YIa TNV dnIoupyia Tou KOPPATIOU, KaBWg Kal Ol QACEIS OTIG OTTOIEG
Ba dnuioupynoEi.

— Pro/CMM: To TteAeutaio umoouoTtnua Tou Pro/Manufacturing yia dnuioupyia
TTPOYPANMATWY VIO LETPNTIKEG MNXAVES YIA TNV ETTIBEWPENON TWV XAPAKTNPIOTIKWY
€VOG KOPHATIOU.

— Pro/NC-GPOST: To utrooUoTnua TTou €mMTPETTEI T dnUIoupyia Kal pubuion Twv
TEAIKWV €TTECEPYAOTWYV, WOTE VA PETATPATIEI TO APXEIO BEONG KOTITIKOU O€ apxeio
KWOAIKA INXavAS apiBunTIKoU eAEyXOU.

To ouotnua Pro/NC, 6TTwg ava@Eépbnke TTapatrdvw, XPNOIMOTIoIEITal KaTd KUpIo AGYO YIa
Tn Onuioupyia katepyaciwv apiBuntikou eAéyyxou. KdaBe katepyacia (NC Sequence)
atmmoteAei éva CL Data (Cutter Location Data) apxeio, 1 aAiwg CL File, To oTtroio
QVTITTPOCWTTEVUEI TNV TPOXIA TOU KOTITIKOU epyaAciou. Ta apxeia autd TTPETTEI va UTTOGTOUV
KOTAAANAN €TTeCEPYOTia WOTE va PETAPPACTOUV O€ apxeio kKwdika pnxavrg (MCD file —
Machine Control Data), avayvwpioclyo amd Tn OUYKEKPIYEVN e€pyaAelounxavy tou Ba
xpnoiyotroinBei. H emeepyaoia auth yivetar oto apxeio NC Post Processor Tou
ouoTiuarog Pro/NC-GPOST.

To ouoTtnua Pro/NC-GPOST xwpiletal o€ duo dIakpITa pépn. To éva pépog TrepIAapBavel
éva O100pacTIKO TTPOypaupa, 1o Optfile, oTo otoio, péow ypa@ikoUu TTEPIBAAAOVTOG,
KaBopifovTal pubuiceIg TTOU APOPOUV TIG INXAVES APIBUNTIKOU EAEYXOU KAl TOUG EAEYKTEG
Toug. To Optfile dnuioupyei To apyxeio Option File, ye 6Aa Ta amapaitnTa dedopéva yia pia
ouykekpipévn epyaieiopnyxav CNC. To dAANo pépog TTepIAauBavel Tn povada GPOST Trou
xpnoipotroiei To Option File og cuvduaopd pe Ta apxeia B€ong kotrTikou (CL Files), yia va
OnuIoupynRoel Ta TEAIKG TIPOYPAUMOTA OpPIOUNTIKOU €AEYXOU VIO TN OUYKEKPIMEVN
epyaAciounxavn (Zxnua 3.3).
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Pro/NC

CL File

Pro/NC - GPOST

Y

Y

GPOST Optfile
; i } : Y
NC Tape VerTicS?tlon Option File

UNCXO01
v

NC Machine & Output

2xAua 3.3 : Aidypappa porg Tou oucThpaTtog Pro/NC-GPOST

MNa va yivel o katavonTA n apxn Aciroupyiag Tou cuoTiuatog Pro/Manufacturing kai Twv
UTTOOUCTNMATWY TOU TIOU  XPENOIUOTIOIOUVTAl  TTPOKEIEVOU  va  OnuioupynBei  éva
TTPOYPAMKO  apiBunTIKOU  gAéyxou, TTapouciddetal  To  dIdypaupa  pPoAg  Tou
Pro/Manufacturing oto oxnua 3.4.
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MovTtéAo oxediaong AVTIKEIUEVO EpyaaTiag

[ | [ ]

Xwpog epyaciag
TotroBéTnoN \

GQIVKTAPQ MovTéAo katepyaaoiag

] I KoTrTikd epyaAgia

Anpioupyia TTePIBAAAOVTOG
KATEPYATIWV

MNapaywyn
MovTéEAOU eVTOC
KATEPYQOiag

Opiou6g akoAouBiwv
apIOuNTIKOU €AEyXoU

Anuioupyia Twv apxeiwv
dedopEvwy BEONG KOTTTIKOU

IEN Easapy el Pro/Manufacturing

Mnxavry ApiBunTikou EAEyxou

2xAua 3.4 : To Aoyikd didypaupa pong yia To Pro/Manufacturing

To povrého oxediaong, A oMiwg TO TeAKO avrikeipyevo (Reference Model),
QVTITTPOOWTTEUEl TNV TEAIKI] HOP@H TOU POVTEAOU, TTOU XPNOIYOTIOIEITAI WG BAon yia TIG
embuunTéc Katepyaoieg. To avrikeipevo epyaciag (TTpog katepyacia) (Workpiece)
aTTOTEAEI TO AKATEPYAOTO AVTIKEIYEVO TTOU Ba UTTOOTEI KATEPYATIa WATE VA OXNUATIOTEI TO
TENIKO avTikeiyevo. To poviédo kartepyaciag (Manufacturing Model) amoteAei v
ouvapuoAdynon Twyv duo TTapatTdvw Kal Sivel pia avammapdoTaon ToU AvTIKEINEVOU, TTPIV
Kal PET@ Tnv Katepyacia. Etriong, €dv mpooTedei n yewpeTpia Twv Kommikwy (Tool
geometry), kKabwg Kkai 0 Xwpog epyaciag TnG unxavrs (Workcell), tTpokUTITEl TO
epIBaAAov  kaTepyaoiag (Manufacturing Environment) kair pe v TO0TT06€TNON TOU
povTéAou KkaTtepyaciag otov o@iktipa (Fixture), oe dedopévo tepIBdANOV KaTepyaaiag,
eival duvatov va opioBei pia Aeitoupyia (Operation). KaBe Aeitoupyia gival pia ogipd atrd
akoAouBieg apiBunTikoU eAéyxou (NC Sequences) tmou dnuioupyouvTal péca o€ €va
OUYKEKPIPEVO XWPO £PYACiag £XOVTag UTTOWN £va OUYKEKPIPNEVO OUCTNHO CUVTETAYHEVWV.
O1 akoAouBieg auTég TTEPIAAPPBAVOUV OTOIXEID TNG YEWMETPIOG TOU AVTIKEINEVOU KOl KATTOIEG
TTAPAPETPOUG, Ol OTTOIEG OPICoUV ToV TPOTTO Kivnong TOU KOTITIKOU Kal TV TaXUTNTA TOU.

A@ouU opioTei pia akoAouBia apiBunTikoUu eAéyxou (NC Sequence) KaTaoKeudleTal TO
apxeio Béong Tou KoTrTikoU (CL File), woTe va eKTEAEOTEI YIa TTPOCOUOIWON KOTING KE TO
Vericut. EAv n Trpocgopoiwon 0gv dwael Ta €MOUPNTA ATTOTEAECUOTA TOTE TIPETTEI VO
ETTAVATTPOCOIOPIOTOUV KATTOIEG ATTO TIG TTAPANETPOUG A KATTOoIa aTTd Ta AAAQ OTOIXEIQ TTOU
divovtal katd Tnv didpkeia TnG dnuioupyiag TG akoAoubiag. EAv n rpocopoiwon dwaoel Ta
emOBuuNnTa atmmoteAéopata givalr duvaTtdv va a@aipedei 0 OYKOG Kal va GUVEXIOTEI O OPIOTUOG
TNG €TTOUEVNG akoAouBiag i n TeAIKA eTTeCepyaaia Tou apxeiou B€0NG Tou KOTITIKOU.
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H 1eAIkn emregepyaaia Twv dedopévwy atroTeAei pia dladikaoia KaTd Tnv oTroia To0 apxeio
Béong TOU KOTITIKOU METATPETTETAI O€ apxeio Me Kwdka Karavontd amd Tnv
epyaAgiounxavn apiBunTIKoU eAEyXou, PE BACN TIG PUBUICEIG TTOU £XOUV Yivel OTO YPAPIKO
TePIBAANOV Tou TeAIKOU etreepyaoTn (Post Processor). Eav 1o amotéAeoua TnG TEAIKNAG
emegepyaoiag dev  TaIpIGdel OomTOAUTO PE  QUTA  TTOU  OTTaITel - gnxavy TOTE
emavattpoodiopifovTal ol puBuicelg Tou TeAIKoU eTTegepyacTh. Edv n popen kwdika eival
atrodeKTA aTTO TN PNXAvH, TOTE YIiVETAI ATTOOTOAN TOU TTPOYPANPATOG OTN PNXavr YE TNV
BonBeia Tng BUpag RS-232. To mpdypaupa amooToAng péow TnG Bupag RS-232 Ba
TIPETTEN VA Eival Kal auTd CUYXPOVICUEVO WE TN Wnxavh apiBunTikou eAéyxou 6oov apopd
TNV TOXUTNTA TNG METAdOONG Twv OedopEvwy Kal TO PEYEBOG TwWV aTTOOTEAAOUEVWV
TTAKETWV.

MOAIG atTooTaAEl TO TTPOYPAPPO OTR PNXavh, €ival duvatdv va yivel n KaTepyaoia Tou
avtikelyévou. Edv 1O atroTéAeopa TnG Katepyacoiag Oev  gival  IKAVOTTIOINTIKO TOTE
ETTAVATTPOOBIOPICOVTAl KATTOIEG OTTO TIG AKOAOUBIEG apIBUNTIKOU EAEyXOU.

ZUppwva pe Tn diodikaoia dnuioupyiag Katepyaoiwv oTo cuotnua Pro/Manufacturing,
TTOU MOAIG TTapoudidoTnke, OnUIoUPYNBNKE TO HOVTEAO KATEPYOOIAG Tou TeEAIKOU
QVTIKEIMEVOU TNG OUYKEKPIPEVNG EQAPUOYNAG.

To povTéNo KaTepyaoiag, OTTwWG @aiveTal 0To oXNPa 3.5, TTEPIEXEI TO TEAIKO AVTIKEINEVO TOU
OXAUOTOC 3.2 0€ YKPI XPWHA Kal TO AVTIKEIUEVO epyaciag (apXikd dokiulo) oe tpdoivo
NMIBIAPAVEG XPWHA.

2xAua 3.5 : To povtéAo Kkatepyaaoiag

21N ouvéxela, dlapopwdnke 1o TTEPIBAAAOV KaTEPYATiag, TTPOKEIMEVOU va opIoBEi n
Aeimroupyia. H Asiroupyia TTou TTPOYPAUMOTIOTNKE TTEPIEXEI MI OEIpd aTTd 6 aKOAoUBiES. ZT0
oxiua 3.6 @aivetar n eikéva TNG KABe akoAoubiog (katepyoaoiag) TTOU OPIOTNKE OTO
MOVTEAO KOTEPYOQOIOG, YE TNV dIAYEYPAPUEVN TTOPEID TOU KOTITIKOU £PYAALIOU PE KOKKIVO
XPWHA, n €IKOVa Tou KOTITIKOU gpyaAciou, 0TTwg dnuioupyeital amd 1o Pro/Manufacturing,
10 €id0OG TNG KATEPYOTIAG, TO €I0OG TOU KOTITIKOU £pyaAgiou, KaBWG Kai n SIGUETPOG TOU.
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Eikéva katepyaoiag KE‘::‘SZS(I Eidog katepyaoiag Eidog koTrTikoU A;g#:;(%%g
i | Karepyaoia mepigépeiag .
QVTIKEINEVOU go:;éu%“ 10mm
(Profile Milling) (End mill)
LT[_T_I
Kartepyaoia em@aveiag .
avTIKeIévou 3 agovwv EO\(;EU?;: 10mm
(Surface Milling 3axis) (End mill)
FT—[_-I Karepyaoia em@aveiag KoV
QvTIKEIYEVOU 5 agdvwv .
Me dielBuvon kivnong ocpql)\pmng 6mm
KOTITIKOU OTOV Yy G&ova il nﬁng
(Surface Milling 5axis) (Ball mill)
Kartepyaoia em@dveiag KovSuM
avTIKeIpévou 5 agévwv 2
pe BiebBuvon kivnong ocp(?IAleng 6mm
KOTITIKOU OTOV X G&ova amno ngng
L (Surface Milling 5axis) (Ball mill)
Karepyaaia atmmAng didrpnong Tputrdvi T
(Standard Drilling) (Basic drill)
i Karepyaaia Bnuartikng didrpnong o
ME oTaBePO Brpa KOTIAG (Baf)sic drill) 6mm
(Deep Drilling)

2xAua 3.6 : AkoAouBieg apIBuNTIKOU eAéyxou

210 oxAua 3.7 ameikovifeTal To dIAYPAUUA YIO TN CUYKEKPIPMEVN AEITOUPYiO TOU POVTEAOU
Katepyaaoiag, Tou OeiXVel TN CUOXETION TNG WE TIG TTOPAUETPOUG €I06O0U OTO TTEPIBAAAOV
Karepyaoiag, woTte va onuioupynBolv ol akoAouBieg apiBunTikoU €AEyxou yia Tnv
KATEPYAOia TOU QVTIKEINEVOU.
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<

<

Sz ACS1 o 1. PROFILE_MILLING

o 2 SURFACE_MILL_3AX1S
« x HOME

o 3. SURFACE_MILL_5AXIS_1

FINALE in TELIKO_
Tty FIXTURE MSC.ASM
J

o 4. SURFACE_MILL_5AXIS_2
T# DMUS0_ECO

o 5. DRILLING
& WORKPIECE in WORK...(¥

(\E_] 6. DEEP_DRILLING

2xAMa 3.7 : AIGypauPa CUCXETIONG TTAPAUETPWY HOVTEAOU KATEPYATiag

O1  akoAouBiec apiBunTIkOU €Aéyxou TTou dnuioupynénkav TTEPIEXOUV  POCIKEG
TTAPOAUETPOUG  YIO TOV OPICPG TNG Kivnong Tou KOTITIKOU epyaAgiou, KaBwg Kal
TTAPAUETPOUG AsiToupyiag TG unxavAg. Opifovral, dnAadry, o TPOTTOG Kivnong Tou
KOTTTIKOU KOTA Tn SIdpKEIa TNG KaTepyaaiag, To BAB0G KOTNG, 0 apIBUOS TwV TTEPACUATWY,
n TaxuTnTa TTPOWONG, N TAXUTNTA TTEPIOTPOPNS TG ATPAKTOU Kal N Gopd TTEPICTPOPNAG TNG,
N TTapoXA WUKTIKOU uypou, n atréoTaon ac@aleiag Kal TTOAAEG GAAEG TTOPAMETPOI, VIO TOV
TTAAPN OPICHO TWV KATEPYATIWY.

H akpiBeia Twv akoAouBiwv ptTopei va eviomoTel PEOW YPAPIKAG aATTEIKOVIONG OTO
epIBAAAov Tou Pro/Manufacturing. 210 oyxAnua 3.8 Tapouciddetal OTIyMIOTUTTO aTtd TN
YPOAQIKA ATTEIKOVION TNG Kivnong TOU KOTITIKOU €pyaAciou yia Tnv akoAouBia kartepyaoiag
TTEVTE AEOVWYV TNG ETTIPAVEIAG TOU QVTIKEIMEVOU. H TTOpEia TOU KOTITIKOU CNUEIWVETAI UE
KOKKIVO Xpwua.
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ZxNMa 3.8 : [pa@Ikr atreikévion TNG TTOPEIag Tou KOTITIKOU EpyaAgiou

TéNog, yia va eheyxOei €dv €ival IKavoTToINTIKG TO ATTOTEAEOUA TNG KOTEPYAOIAG KOTING,
OUPQWVA PE TOV OPICUO TwWV AKOAOUBIWY, TTOU TTPONYNONKE, £YIVE YPAPIKH TTPOCOMOIWGO
TNG KATEPYATiag, aTo TEPIBAAAOV Tou TTpoypaupaTtog Vericut (Zxiua 3.9).

ZxnuMa 3.9 : NMpooopoiwon Kot oTo TTPpdypapua Vericut

H diadikacia dnuioupyiag akoAouBiwv apiBunTIKOU €AEyXOU OAOKANPWVETOI HE TN
onuioupyia Tou apyeiou B€ong kotrmikou (CL Data File) otn yAwooa TTpoypappaTicuou
APT, 10 otroio Ba uttooTEi TEAIKN eTmeEepyaaia yia va €pBel e poper) G Kwdika, cuppaTn
ME TNV epyaAeiopnyavr) CNC.
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3.3  Anpioupyia kai puBpiIon TEAIKOU ETTECEPYAOTN

H dnuioupyia Tou TeAIkoU eTTegepyaocTh apiBunTikoU eAéyxou (NC Post Processor) oTo
TepIBAAAov Tou cuoThpaTtog Pro/Manufacturing yivetar oto utmroouoTnud Tou, Pro/NC-
GPOST. Méow Tou TeAIKOU eTTeEepyacTh TO apxeio BEong KOTITIKOU METATPETTETAI OF
ApxEi0 KWAIKA EPYAAEIONNXAVAG APIBUNTIKOU EAEyXOU.

To didypauua Tou oxrnuarog 3.10 deixvel Tnv TTopeia TTou akoAouBei 1o apxeio NC Tou
oucoTpatog CAD/CAM WwOTe va HETATPATIEI OE€ APXEI0 KWOIKA WNXAVAS apiBunTiKou
eAéyxou (MCD File).

CADMCAM NC Source File

T

APT XPOST
Processor al Processor
CL File
¥
FIL File
¥
Uption File | G-POST
MCD File Listing File
FLUT LT

2xAua 3.10 : Aidypaupa porig cuocTnuatwy CAD/CAM — G-POST

O yevikeupévog TENIKOG etTegepyaaTns - GPOST (Generalized Post Processor) diaBader To
Option File trou mTpokuTrTel o116 TO AoyIopIkO Option File Generator (Tng eTaipiag Austin
N.C., Inc.), €éva apxeio Tou TreEPIEXEl PUBUIOEIC OXETIKA HE MIA  OUYKEKPIUEVN
epyaAciounxavry CNC. EmmAéov, diafdaler to apxeio 6éong kotmrmikou (CL File), 611wg
e¢ayetar amd 10 Pro/NC, kai 10 peta@pdlel o€ apxeio y\wooag unxavrg (MCD File).
MpoaipeTikd, xpnoiyotroiei 10 FIL File (Factory Interface Language), éva apxeio
QIATPAPICPOTOG O€ EPYOCTACIOKY YAWOOA SIETTAPAG, YIa va £VIOXUOEI KOl VO TIPOCAPHOCEI
TIG TTANpoYopicg oTo MCD File.

To apxeio MCD File (.PU1 3 .TAP) ttou e€ayeTal, Trepiéxel Ta OedoPEVa TToU XpEIadeTal uia
OUYKEKPIMEVN PNXAVA apIBuNTIKOU €AEyXOU TTPOKEIUEVOU VO €EKTEAECEI PIO KOTEPYQOia
KotnG. To apxeio autd Paoifetar oTig puBuioeig Tou yivovrar oto Option File,
oupTTEPIAaBavopuévwyY TUXOV TTpocapuoywy Péow Tou FIL File.

EmmAéov, 1o apyeio Listing File (.LST) TTou TTPOKUTITEI, TTEPIEXEI YIA TUTTIKI] MOPQI TWV
Oedopévwy TTou etregepyddleTal o Post Processor katd Tnv ekTéAeon Tou. Me aAAa Adyiq,
atroteAei pia diapopewuévn ékdoon Tou MCD File, kai n puBuion Twv dedopévwy TTou
TTEPIEXEI PTTOPET Va yivel oTo Option File  péow Tou FIL File.

Ymdpyouv TpeIg TPOTION SIANOPPWONG €vOG TEAIKOU ETTEEEPYACTA YIO MIO CUYKEKPIUEVN
povada ehéyxou epyaleiopunyxaviic CNC. lMpwTtov, péow Tou Option File, TTou O1TWG
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TTPOAVAPEPONKE, TTEPIEXEI PUBUIOEIG VIO TN CUYKEKPIUEVN EPYOAEIOUNXOVH, TTPOKEIMEVOU Va
TTapaxBei o Tpocapuocpévog kKwdlkag G (yia TOpvoug OdnuioupyeiTal TO apxeio
UNCLO1.Pnn, evw yia @pai¢ec UNCX01.Pnn, 610U nn 0 apiBudg Tou TEAIKOU ETTECEPYAOTH
TToU dnuioupyeital, atrd 1o 1 éwg 10 99). AcUTepov, Péow Tou FIL File, yia TTpoxwpnpévous
XPAoTeG, OTTOU yiveTal XPAON MAKPOEVIOAWY, yia TTpocapuoyr Twv OedOuEVWY OTIG
ATTAITACOEIC TNG OUYKEKPIMEVNG EPYAAEIounXavNG, ETTEITA aTTO TNV €TTeCEpyadia Toug aTo
Option File (yia T6pvoug Onuioupyeital 10 apxeio UNCLOL.Fnn, evw yia @paiceg
UNCXO01.Fnn, 61Tou nn o apiBuog Tou TeAIKOU eTTeEepyaoTn, idlog Ye auTtév TTou opileTal
yia Ta apxeia Option Files). T€Aog, ue xprion evioAwv avtioTtoixiong (PLABELS) yia pikpég
aAAayEG Kal avTIKATOOTACEIG TIHWVY OTA 0edopéva APT Twv apyxeiwv BEong KOTITIKOU.

2Tn ouvéxela TTapouaiddeTal n dnuioupyia Tou TEAIKOU €TTECEPYAOTH], KABWG Kal N pubuion
TOU YIO TO KEVTPO KaTepyaoiag Tévre agovwyv DMU 50 eco pe €Aeyxo Siemens Sinumerik
810D.

Anuioupyia TeAIKOU £TTE€EPYAOTA

To ypagikd TepIBAAov  dnuioupyiag  TeAlkoUu  emre€epyaoTy  OTO  OUCTNPO
Pro/Manufacturing, avoiyel pe tnv €mAoyr Applications— NC Post-Processor (ZxAjua
3.11). 210 apioTEPO TTAQICIO TNG APXIKNG 000vNG eupavifovTal ol aTroBNKeUPEVOL TEAIKOI
ETTEEEPYAOTEG KAl N OI0dPOUA TTOU €ival aTTOBNKEUNEVOL.

File Utilties Help

e B8 Xz B X BEe cuwerres:

© *** CURRENT DIRECTORY (C\Program Files\proewildfire 5.0486_nfigpost) = I}
? = LIBRARY (C:\Program Files\proeWildfire 5.0u486_nfigpost) = 7
© . Lathes
@ Mills
01: test
11: HAAS VF8
12: NIIGATA HNS0A - FANUC 15MA- B TABLE Welcome to the
14 FADALVMC15 - CNC 32MP
15: FADAL VMCB030 - CNC 88 + VHES A AXIS

) option e Generator

19: TOYODA FHEO0B - FANUC 11M - 4 AXIS TABLE B
20: LEBLOND/MAKINO FANUC 16M OPTION FILE GENERATOR
22: new TOYODAFH80B - FANUC 11M- 4 AXIS TABLE B

23: SHODA 5AXIS ROUTER

24 MAHO MH-1000S VMC/HMC - PHILIPS CNC 432 - 5 AXES
26: DYNA 2800 (DynaMite) { Dyna Electronics Control

37: CINCINNATI MAXIM 630 - ACRAMATIC 950 M - 5 AXS

52: DMUSO SINUMERIK 810D

53. M3 DMG

54 MHXANHS

64: FADAL - SIEMENS 810D

76: SIEMENS 840 CONTROL

2. CiProgram Files\proeWwildfire 5.0u486_nfigpost
nejlibs
=R
S ca
20y
=13
S
(=XeRY

I

ZxAua 3.11: MepiBaAAov dnuioupyiag TeAIKwV eTTegepyacTwy (Option File Generator)

MNa mn dnuioupyia evog véou TeAIKOU eTeepyaoTn mTIAéyeTal File—> New, opideTal TO €id0g
NG MNXavAS apiBunTikoU eAéyxou (Mill, yia 1o kévipo katepyaciagc DMU 50 eco), otn
ouvéxela, dnAwvetal o aplBudg mou Ba avTioToixei o€ autdv (52, yIa TOV OUYKEKPIPEVO
TENIKO €TTECEPYAOTH TTOU ONMIOUPYEITAI) Kal ETTIAEYETAI N POPPR EVOG TTPOETTIAEYUEVOU
TEAIKOU eTTe€epyacT. Me autdv Tov TpodTTo dnpioupyeital 1o apxeio Option File, kai
ouykekpipéva To UNCXO01.P52.

‘ETreita, divetal To Ovoua Tou TEAIKOU €TTeCEPyYaOTr) (IO TN OUYKEKPIPEVN TTEPITITWON,
DMUS50 - Sinumerik 810D - 5axis) kai yiveral n atroBAKeUon Tou apxeiou.
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PUBuion teAikoU eTTe€epyaoTn

To KevTpIKd TTapABuUPOo yia Tn PUBUICH TOU TEAIKOU €TTEEEPYQOTH) TTAPOUCIAZETAI GTO OXAUO
3.12.

File Window Utities Help

JIZANd 82kl (X2 | o)X 42/@) currentFlles:| 52 DMUS0 SINUMERIK 810D..C:Program FileslproeWildfie 5.0U486_nfigpostuncx0t ps2 -|

‘W Machine Tool Type

(7] Axes and Specs - DMUS0 SINUMERIK 810D
[ZEI Rotary Table  RotaryHead  Specs ' Axes

@ Transforms & Output

@ Right Angle Head VachineTye
B Flia Fommate 5 Avis Rotary Table / Ratary Head
° §'.amEn“ of Program
P Motion
P Machine Codes
@ Operator Messages
P Advanced

ZxNMa 3.12 : MNepiBaAAov puBuiong TEAIKOU €TTECEPYAOTN

Omwg mapartnpeeital 010 TTApATTdvin OXAUA, OTO apPIOTEPO TTAQiOI0O TOou TTapadupou
Bpiokovtal oI KaTnyopieg yia TIG puBuicelg Tou TeAIKOU E€TTECEPYAOTH], evw oTa OegId
eMeavifovial o1 pubuicelg TTOU agopouv Tnv KABe emAoyr). O1 KaATnyopieg auTég
dlakpivovTal oTIG AKOAOUBEG:

Tumog Mnxavrig (Machine tool type)

Mopen apxeiou (File formats)

Apxni-Téhog TTpoypdupaTog (Start/End of program)
Kivnon (Motion)

Kwdikeg Mnxavrg (Machine Codes)

Mnvuparta xeipioth (Operator messages)
Mpoxwpnuéva (Advanced)

yYYYyYYYYY

2Tn ouvéxela Trapouaidfdovtal avaAuTIKOTEPA Ol TTAPATTAvVW KATNYOpPIiEG, KABWGS Kal ol
UTTOKOTNYOPIEG TOUG, PE Tn PUBPION TOu TEAIKOU ETTECEPYAOTN YIO TO KEVIPO KATEPYQTIOG
Tévre agdvwv DMU 50 eco / Sinumerik 810D.
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3.3.1 Tumog Mnxavng (Machine Tool Type)

H karnyopia Tou TUTOU TNnG pMnxavg (Machine Tool Type) XwpileTal o€ TPEIG
UTTOKATNYOPIEG.

H mpwTn uttokartnyopia (Type, Specs, & Axes) TepIAaupavel pubuioelg TTou agopoulv Ta
YEVIKA XOPOKTNPIOTIKA TG UNXOVAG.

2TNV TTPWTN KAPTEAD, TNG MNXAVAG, OpideTal O TUTTOG TNG KNXAVAS aplBUNTIKOU €AEyXOU,
avaAoya pe Tov TUTTO TG MNXAVAG OTnv oTtroia Ba yivel n katepyaaoia, SlaAéyovTag yia atrod
TIG UTTAPXOUOEG £TTIAOYEG. O1 €TTIAOYEG QUTEG, TTEPIAAPPBAVOUV UNXAVEG TPIWV, TECOAPWY N
TTEVTE AEOVWV, HE TIG DIATAEEIS TWV YPAUMIKWY A/KAI TTEPIOTPOPIKWY AEOVWYV, QVTIOTOIXO.

o TNV CUYKEKPIPEVN TTEPITITWON, Oev UTTAPXEI KATAAANAN £1mIAoyA yia Tn unxavy DMU 50,
woTé00 €MAEYETAI N TTANCIESTEPN TTEPITITWON TTOU €ival n Pnxavr TOTTou 5 agévwyv Pe Tov
évav TrepIoTpo@ikd déova oTo TPATTEQI Kal Tov GAAOV OTnV KEQAAR TNG PNXAVAG, OTTwG

Qaivetal oTo oxnua 3.13.

[] axes and Specs - DMU50 SINUMERIK 810D 2o

Machine T it ahe o F

Machine Type:

EG-AXiS Rotary Tahle / Rotary Head o

2xAMa 3.13 : Opiopdg unxavig apiBunTIKoU eAéyxou

H deuTepn kKapTéAa TTEPIAQPBAvEl puBUIcEIG TTOU aPOopPOoUV TNV TTEPIOTPOYIKN Kivnon Tou
Tpatediou Tng pnxavng (Rotary Table, oxnua 3.14).

H tepioTpo@n) yivetal yupw amd Tov Z dfova, amd Tig -360 £€wg mig +360 poipeg. H
O1eUBuvan TTPOG TIG BETIKES TINEG €ival CUPQWVA PE TNV Kivnon Tou poAoyioU (Clockwise).

EmmAéov, n ouykekpiyévn unxavr) &ev akoAoubBei 10 TTpoéTUTTO EIA, KOBWG N povada

Sinumerik 810D Ttng Aeiroupyei cupwva pe 1o TTPpdéTUTTo DIN 66025. Tl autd TO Adyo dev
opileTal n avtioToixn €1mAoyn.
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Axes and Specs --- DMUS0 SINUMERIK 810

7 Rotary Table
~General -Contouring
Rotates About: Z- Axis v I [] Negative 360
[ ElA standard [v] cLw along normal Min. Feedrate: 0.0010000 I;:'

[V Default dir. CLW

Max. Feedrate: 200.0000000 F

-Rotary Axis Type ~Indexing
Angle is between.... Rotation Prep Code: 0
) 0 and 359.99 ... +- indicates direction
() 0 and 359.99 ... controller takes shortest path S acl Bt b I-;

() -n and +n n= max departure of ratary

[C] Qutput GO/ G1 with ROTATE
(® -359.99 and +359.99

2xAua 3.14 : POBuIoN TTpwTOU TTEPICTPOPIKOU AEovVa

O1 emAoyég otnv TpiTn KapTéAa puBuifouv TNV TTEPICTPOWIKN Kivnon TTOU YiveTal OTnV
KEPAAN TnNG unxavng (Rotary Head, oxAua 3.15).

OpiCetal n TePIOTPOPH va yiveTal yupw atd Tov Y dfova, e eUpOg YWVIWV TTEPIOTPOPNAS
OUNQWVO UE TIG MEYIOTEG YETATOTTIOEIG, OTTWG Ba OPICTOUV OTN CUVEXEIQ.

[ Axes and Specs --- DMU50 SINUMERIK 810

~General ~Offsets

Rotates About: Y - Axis v I Distarce directed along:

(1] EIA standard (] Tool Axisf0,0,1=0 SR E
Nutator Angle: 0.0000000 F S [—F
Pivot Distance: 0.0000000 F

Head Position: ICIosest Resolve w |

~Rotary Axis Type

Angle is between....

) 0 and 359.99 ... +- indicates direction

() 0 and 359.99 ... controller takes shortest path
® -nand +n n= max departure of rotary

(2} -359.99 and +359.99

ZxAua 3.15 : PUBuion dedtepou TTEPIOTPOPIKOU dgova
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H emmopevn kaptéAa eplAapBaver TiIg TTpodlaypa@és TnG MNXavng (Specs, oxiua 3.16).

ApXIKA, emmIAéyeTal OTI N avaAuon Twv KIVACEwV Ba yiveTal autopata atmd 10 oUoTNA,
OnAadr, ol ypauuIKES KIVAOEIG Ba dnAwvovTal 6TTwg opileTal yia Toug dgoveg X, Y Kal Z,
EVW) Ol TTEPIOTPOPIKESG OE AVTIOTOIXIA E TOUG TTEPIOTPOYPIKOUG Afoveg, B kai C.

2Tn Ouvéxela, opigetal OTI TO TIPWTOKOANO Twv KIVAOEWV OTOUG dAgoveg ival
TPOTTOTIOINTIKO, €vw Ogv UTTAPXEI aAhayry 6co agopd TIg TIHEG O kai 360 oTO €UPOG TWV
YWVIWV TWV TTEPICTPOPIKWYV aOVWV.

Axes and Specs --- DMU50 SINUMERIK 810D

.

~Motion ~Motion Register Modality-

[C] Manually set resolution & max departure (® Motion register are modal
) Motion registers are non-modal ¢<¢YZ only)

() Motion registers are non-modal ({YZABC)

0.0010000 F -CL Points with 3 Params XYZ in MULTAX Mode

Note: automatic setting of resolution and max (® Use prev. tool axis
departure is recommended

() Settool axis=0,0,1

-0 and 360 Output -Toolaxis Vector Roundoff Tolerances

@ +/-0 outputs +- 0; +-360 outputs +-360 Setvector comp. to 0 iftolerance less than:

() -360 will output-0 1JK Toolaxis Tolerance: 0.0000000 [;

() +0 will output +360

() +i-0 will output +-360 Tolerance Diff. From Last: 0.0000000 F

ZxNpa 3.16 : Opiopdg TTPodiaypa®wy TNG INXavig

21NV TeAeuTaia KaPTEAQ TNG OCUYKEKPIYEVNG UTTOKATNYOPIag gival duvatdv va KabopioTouv
Ta OpIa Twv agdvwyv TNG PNXavng, WoTe va yivetalr €Aeyxog yia Tuxov mTapdpacr] Toug,
OTTWG Qaivetal oto oxiua 3.17.

O éAeyxog yivetal pye Baon tnv €AAXIOTN KAl TN PEYIOTN TIUA TTOU €I0AYETAlI 0€ KABE GEova,
OUPQWVO PE T XOPOKTNPIOTIKA TNG EKAOTOTE PNXavAS. O TIWEG TWV Opiwv Twv agdvwy
TTOU SIOKPIVOVTAI OTNV TTAPOKATW EIKOVA apopouv Tn pnxavr) DMUSO0 eco.

EmmmAéov, opieTal n TIUA KAl yIa TOUG TTEVTE GEOVEG TTOU QVTIOTOIXEI OTO ONWEIO aoPaAciag
TwV agdvwv TNG unxavng (Home).
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. Axes and Specs --- DMU50 SINUMERIK 810D

~Axis Limit Checking
() No limit checking [] 2wy axis control
(® Perfarm limit checking

() Use automatic repositioning...

~Axis Values and Limits

Home Minimum Maximum
- Axis: |10.0000000 |§ +250.0000000 ]z 12500000000 F
¥ - Avis: 10.0000000 | 12250000000 [z [225.0000000 |z
Z- Ais: 30.0000000 |z }200 0000000 = 2000000000 |
pscoon NI ovesoo i fscoons
B - Ais: p0000000 |z t50000000 |=  [110.0000000 |=
C - Axis: 0.0000000 |§ £360.0000000 F 360.0000000 F

ZxAua 3.17 : Kabopliopdg Twy opiwv Twv agdvwyv TG NXAVAS

H deuTepn uttokatnyopia (Transforms and Output) TTepIAauBdvel pubuioelg TTou agopolv
TOV METAOXNMATIOKO Kal TN HEB0BO £Eaywyng Twv OEOOUEVWV.

21NV TIPWTN KOPTEAQ TNG OUYKEKPIYEVNG uTtokatnyopiag (Transformation, oxnua 3.18),
opifovTal TUXOV PETATPOTTEG TWV onuEiwy BEong Tou KOTITIKOU /KAl TwV SIAVUCHATWY TWV
agévwyv. Me autdv Tov TPOTTO yivovTal TUXOV HETAOXNHUATIOHOI HETOEU TWV BEDOUEVIWIV TOU
apxeiou B€ong KOTITIKOU Kal TOU TEAIKOU apyEiou.

MNa Tapddelyha, Pia PHETATPOTT Twy agovwy X, Y kal Z, ammAd TTpooBEétel TIg TIHEG TTOU
opifovTal OTIG APXIKEG TIUEG TV ONUEiwv B€0NG TOU KOTITIKOU, KAl JOAIG UTTOAOYIGTOUV Ol
VEEG TIMEG, O PETA-ETTECEPYAOTAG EVEPYEI PE BAON AUTEG.

EmmmA£ov, eKTOG ATTO PETATOTTION TWV TIHWV TwV afOvwyv, PTTOPEN va Yivel Kal TTEPIOTPOPN,
KaBwWGg Kal KaBopIoPOg TOU CUVTEAEDTH KAIJOKAG.
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Transforms and Ouput --- DMU50 SINUMERIK 810D

¥ Transformation 1

~Input Transfarmation

Transformation Type: iSimpIe X, Y, & Z Translation v |

Translation:

- s 0.0000000 I;
v-is: [0.0000000 F Note |
z-mds: [ooooooon 2

- QOutput Translation ~Output Scale

X-&ds:  0.0000000 |; A-Ads:  [0.0000000 F - s fooooooo =
Y- &ds: 0.0000000 |; B-Ads:  {0.0000000 F Y - Ads: 10000000 [£

Z-Avis;  [0.0000000 I; C- s |0.0000000 l;.' Z- Ais: 1.0000000 F
A- Mis: 10000000 |2
Adjust XYZ Output Along Tool Axis: 0.0000000 F B - Axis: 1.0000000 |;.'

{ Distance) C - Adis: 10000000 [£

ZxNMa 3.18 : MeTaoxnUaATIONOG dEdOPEVWV

21NV €TTOPEVN KAPTEAQ ETTIAEYETAI O TPOTTIOG PE TOV OTTOIO YiVETAI N QvTIOTABUION TOU
KOTITIKOU Kal Tng amoéotacng Tou afova TTePIOTPOPAG (IO pnNXavéEG PE Tov OeUTEPO
TTEPIOTPOPIKO AEova oTnV KEPAAN) atrd Tov eAeykT TNG pnxavAg. H duvatdétnta auth
UTTAPXElI HOVO O€ PEPIKEG OUYXPOVEG UNXAVES TECOAPWY A TTEVTE ALOVWV.

EmAéyeral n mpoemAeypévn nEBodog, 6TTwg ouvioTatal (Output, oxnua 3.19).
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ZxNMa 3.19 : MéBodog avTioTaBuIoNG KOTTTIKOU

H Ttpitn Kau TeAeuTaia utTOKOTNYOPIO TNG OUYKeEKPIYEVNG KaTtnyopiag (Right Angle Head,
oxnua 3.20) kaBopiel Tov EAEYXO TWV KATEPYAOIWV UTTO ywvia ) amd Tnv KEPAAN TnG
MNXavAG. AQopd POVO PNXAVEG TTEVTE agOVwV.

powoos o
S

poooosee i

Zxnua 3.20 : ‘EAeyxog uttd agova o€ ywvia
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3.3.2 Mopon apxeiou (File formats)

H katnyopia auth Trepiéxel puBUIoEIG TTOU a@opoUV O€ YEVIKEG PuBUIoEIC Tou apxeiou
KWOIKA WNXOVAG. Z€ auTh TNV Katnyopia uttdyovial 5 uTtrokatnyopieg, n karnyopia
Oedopévwy apxeiou KwdIKa, N kKaTnyopia dedopévwy empefaiwong, n Katnyopia apiBuwyv
ocIpdg, n Karnyopia dnuioupyiag apxeiwv pe Baon TNV TTPOCOMPOIWON Kal N KATnyopia
dnuioupyiag apyeiou HTML.

H umtokatnyopia Twv Oedopévwv Tou apxeiou kKwdka TnG pnxavig (MCD File)
TTEPIAAPPBAvel dIAQopeg puBUIoEIG TTOU a@OPOUV TOV CUHUPBOAIOUS TwV EVTOAWY TOU apxEiou
KWAIKA INXavAg.

2TNV TTPWTN KOPTEAA TTEPIYPAPOVTAI Ol EVTOAEG TOU KWOIKA ME TIG AVTIOTOIXEG AEITOUPYIES
Toug (ZxAua 3.21). AnAwvetal TO yPAUPQ TTOU QVTIOTOIXEI O KABe €idog evioAng lMNa
TTapadeiypa, n mpoéwon Ba opiletal ye 10 ypduua F. O1 evioAég autég akoAouBouv TIg
Tuttotroifoelg ISO/DIN, evw €ival duvatév va TpoTToTroinBouv  avaloya He  TIG
TTPOdIAYPAPEG TOU €AEYXOU TNG OUYKEKPIMEVNG pnxavhg. EmimTAéov, opidovral Ta yneia
TToU Ba €xel KABE GTOIXEIO TTPIV KAl METG TNV UTTOBIACTOAN.

H aAay 1Tou agopd 10 KéVIpo Katepyacoiag DMUS0 eivar o TpoTTog dRAwong Tou
KOTITIKOU epyaAeiou (T = "Ovopacia koTrmikoU", avTi yia Tapddeiyua TO1 4 T1).

8 MCD File Format --- DMU50 SINUMERIK 810D

ORDER DESCRIPTION ADDR  ALIASES ORDER DESCRIPTION ADDR  ALIASES

1 | Sequence Nbr N none-none 14 | Cutter RadiDia Comp D none-none
2 | Prep Functions G none-none 15 | Tool Length Camp H none-none
3 | K- Ads X none-none 16 | AuxfM-Codes ] none-none
4 | Y- Axis Y honhe-none 17 | Rotary Head Axis B none-none
5 | Cycle RAPID Stop R none-none 18 2 Bt L ==
6 | Z- Axis z none-none 19 Ie CAM 2=
7 | K- Axis Arc | nane-none 20 =<
8 | Y- Axis Arc J none-none 21 Extra ==
9 | Z- Axis Arc K none-none 22 tra €<
10 | Rotary Table Axis (& none-none 23 | Exdrad ==
11 | Feedrate F none-none 24 <=
12 | Spindle S none-none 25 tra | ==
13 | Tool T T="" 26 | Extr <=

Metric: |F20 inn nch:  F20  |n Note...

2xnua 3.21 : Aedopéva Tou apxeiou KWIIKA INXavhg

H emmduevn kopTéAa (oxnua 3.22) eAéyxel av gival atrapaitntn n Utrapén Tou Pndevikou
WYn@IoU PETA TNV UTTOBIACTOA (OEKABIKO WNn@io).

Edv emAeyei va pnv epaviovral Ta JNdEVIKA TTPIV Kal JETA TNV UTTOSIOOTOAN, KABWS Kal
Ta 6eKadIKA uNdeVIKA, TOTE N YETAPPAON TNG evioAng "GOTO/12,0,0" yivetar "X12.".

EmmAéov otnv kapTtéAa auTtr) opiletal €va Ba uttdpyel Kevo Tipiv atmd KABe AEEn oTov
KWAIKa puNxavig Tmou Ba e€axOei.
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MCD File Format --- DMU50 SINUMERIK 810D

7 General Address Output %100,

Define Decimal Control

® Default (no special contral) S AnpIe. foRpikis LS stiok

() Output decimal only if needed F“?_

() Qutput at least one zero

[Vl Insert a blank before each address

ZxAua 3.22 : MevikA pop@r] €€660U eVTOAWV

TéNOG, 0€ QUTA TNV KATNyopia €I0AYETAI N €TTEKTACON TOU OVOUATOG TOU apXEiou Trou
Onuioupyeital (ZxAua 3.23). EKTOG atrd TIG TTPOKOBOPIOUEVES HOPPES TTOU XPNOIUOTIOIE TO
TTPOYPAPMPA, OTTWG *.pul, *.tap KTA, €ival dBuvaTov va opIoTei N KATAAANAN yia TRV EKAOTOTE
pNxavn, €101 opideTal N TTPoéKTAON *.mpf yia TN CuyKeKPIYEVN TTEPITITWON.

(e ¥ File Type

~MCD File Type (extension)

() Use system default (e.g., *.put, *tap)

® Specify extension ...

. NOTE: & chars maximum. Valid values include lowercase chars (a-2), digits
Extension:  mpf {0-9), and an underscore.

2xnua 3.23 : MNMpoEKTaoT ovOuaToG apyEiou
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H umtokartnyopia dedopévwy empBepaiwong (oxnua 3.24) mepiéxel Ta dedouéva Tmou Ba
eEM@avioTolv oTnv AioTa pe 1o dedopéva TOU apxeiou TTou €TTeCEPYAOTNKE O TEAIKOG
emmecepyaoTig, dnAadr oTo List file. Mapddeiypa TéToiwv dedopévwy, gival n avagopd
TTPOBANUATWY TTOU TTPOEKUWAV KATA TNV ETTEEEPYATIA TOU ApXEiOU BEONG KOTITIKOU, KOBWG

Kal TO anpeio TTou evroTriovTal auTd.

EmTAéOV OTO OUYKEKPIUEVO TTAPABUPO diveTal O TITAOG TOU TEAIKOU ETTECEPYAOTH, TTX.

DMUS0 SINUMERIK 810D.

[ List File Format --- DMU50 SINUMERIK 810D

[C] Suppress all warnings

[C] Suppress major word warnings

Tape Image-
® Print non-formatted version

() Print formatted version

Input Printing Contral-

[l Print page heading

Nbr. of Lines per Page: 3 —_3:]

Other-

[_] Identify LINTOL blocks

[Z] Include input statements in list file

Option File Title: iDMUSU SINUMERIK 810D
Verification Print: Generate verification print o
~Warnings - Formatting

2xnua 3.24 : EmAoyég yia Ta dedopéva emiReBaiwong

H utrokatnyopia apiBuwyv oeipds eAEyxel TO Bripa Ye To otroio Ba augavovtal ol apiBuoi
TWV TTPOTACEWY EVIOAWY OTOV KWAIKA PNXAVAG, TOV apiBud pe Tov oTroio Ba &eKIvael n
apiBunon Twv TTpotdoewy, K&Be TTéoEC TTPOoTACEIS Ba eu@avifeTal 0 apIBUOG oeIPAg Kal

edv Ba epgavi¢ovtal ) Ox1 apiBuoi oTnv apxn Tou TTpoypdupaTog (Zxnua 3.25).
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Sequence Numbers --- DMU50 SINUMERIK 810D

~Parameters

Sequence Numbers are to be output
Maximum Sequence Nbr: 9999.0000000 |; every"n" th hlock.

Start Sequence Nbr: 1.0000000 F
-~
Sequence Nbr Increment: 1.0000000 I;: = _7_1

[V Turn off Sequence Number at start

~Sequence Nbr Character -OPSKIP Character

AllunmentBlocls 79(0) [Vl Block delete is available
Alias: (o]

-Operator Information Block

OPSKIP Char: 47(1)
Alias: L

[vi Output SEQNO on INSERT

[v] Output SEQNO on PPRINT

Zxnua 3.25 : EmAoyég apiBunong TTpotacewy

21NV €TTOMEVN UTTOKATNyopia €TmAEyeTal €av Ba dnuioupynBouv apxeia pe dedouéva
KATEPYaoIwv cUu@wva HE Tnv TIpooouoiwon oTto ouotnua CAM (ZxAua 3.26). H
TTPOCOMOIweoN o€ opiopéva cuaTtrpata CAM, 6TTwg gival To Pro/Manufacturing, utroAoyicel
TO XpOVO TNG KOTIG KAl TIG OAKPIPEIC ouvTeTayhéveEG TwV agdvwy XYZBC. O TeAIKOG
ETECEPYAOTAG UE TN O€Ipd TOU €EAYEI TA TTOPATIAVW apxeia yia K&Be agova, o1o TEAOG TNG
EKTEAEOTG TOU.
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a Simulation File --- DMU50 SINUMERIK 810D

Time and Absolute Position-
® Notime and absolute file needed (defaulf)

() Generate time and absolute files for XYZABC axis

Zxnua 3.26 : Anuioupyia apxeiwv Baael TTpocouoiwong ato auoTnua CAM

H emdpevn uttokatnyopia agopd Tnv dnuioupyia apxeciou HTML, mpoéktaong *.htm
(Zxnua 3.27). To apxeio autd mepiAaupavel apxeia mou axetiCovral ue Tn dnuioupyia Tou
TEANIKOU €TTeEEpyaoTh aplOunTIKOU eAEyxou, OTTWG Eival Ta apxeia deSOPEVWV KOTTTIKOU
*.ncl, *apt kal Ta egayopeva apxeia *.tap, *.Ist kTA. To apxeio HTML dnuioupyeital oTo
TENOG TNG €KTEAEONG TOU TEAIKOU €TTECEPYQOTH KAl Yag Oivel TNV duvaTtoTnTa va douue Ta
ETMAEYPEVA apxeEia o€ éva AIOBIKTUOKO TTpOYpaUUa TTEPIAYNONG.
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E HTML File Packager --- DMU50 SINUMERIK 810D

In the group helow, specify the type of files to include in the HTML file. The HTML file will he hamed
hased on the source file name and have an "htm" extension. This file will be created at the end of
GPost execution similar to the tape or list files.

Files to Include in the HTML File
[Z] Source file (e.g., acl, ncl, ete)
[l LSTile
[Z] Punch file (tap, pnn, etc.)

[Z] Option file (this one)

[CI FILfile

2xnua 3.27 : Anpioupyia apxeiou HTML
3.3.3 Apxn-TéAog rpoypdappatog (Start/End of program)

H katnyopia autr) TepIEXEl pubuioeig TTOU a@OPOUV TO EAEYXO TTOPAPETPWY TTOU
edoavidovtal otnv apxf | 10 TEAOG Tou TTPOYPAUPATOG. TETOlIEG TTAPAPEPOl gival O
XOPAKTAPAG apXNG Kal TEAOUG TOU TTPOYPANHATOG, O XAPAKTAPAG eob kal evioAég TTou Ba
TTPETTEI Va €l0axB0UV OTO TTPOYPAUMA TIPIV TNV EVapEn TOU KWAIKA, KABWGS Kal EVTOAEG TTOU
dnAwvouv TN ARén Tou TTPOYPAPUATOG.

2TNV TTPWTN KAPTEAD TNG OUYKEKPIPEVNG KaTnyopiag (oxnua 3.28) opiletal o TUTTOG TOU
apxeiou dedopévwv KWOIKA puNXavig va gival KatdAAnAog yia xprion o€ TepIfdAAov dueca
KaBodnyoupevwy epyaleiounxavwy e nAekTpovikd uttoloyioTr (Distributed Numerical
Control - DNC).

2Tn Ouvéxela, opiovral €TTAOYEG TTOU Q@OPOUV TTAPOUETPOUG OUVTAENG TOU KWAIKA
OXETIKGA PE Ta onueia apxAg Kal TEAOUG.

Me TIG €mAOyEéG TTOU ag@opouv Tn SHAWON TTPOTACEWV OTTWG ETMOBUNEI O XpAOTNG OTNV

apxn kar To TEAog Tou KwdIKa, gu@aviovral dUo véeg kKapTéAeg, n Start Prog kai n End
Prog, mou Ba puBuicTolv 0T Guvéxela.

47



Program Start / End --- DMU50 SINUMERIK 810

~Format
[Vl DNC format

Linits of Traller

[Z] EOB char at end of each block tape image

~Qutput ~Miscellaneous
[Z1 Program number {(see Prog. Nbr tab) [Z] Merging post
(] Time stamp [l Use _OUTPT to edit MCD blk
[Vl Rewind STOP code at heginning of NC code [[] Use MCDWT to edit MCD hlk
[Vl Output user defined startup hlocks (] Discard MCD file with FIL error
[V Output user defined end of program blocks
[vi Rewind START code at end of NC code

2xAMa 3.28 : MevIKEG TTIANOYEG apXG — TEAOUG TTPOYPAUMATOG

2tnv emmépevn kapTéAa (Codes/Chars, oxnua 3.29) dnAwvetal o xapaktipag EOB (End of
Block) 1Tou Ba e€dyeTal oTo TEAOG KABOE TTPOTAONG OTOV KWAIKA ApPIBUNTIKOU EAEYXOU, JEOW
aA@apIBunTIKOU.

ETtriong, dnNAWVETAI O XOPAKTAPAG TTOU EICAYETAI OTNV ApX) TOU TTPOYPAPUATOG Yia TNV

avTioTolXia Tou TEAOUG TNG ETTAVEKTEAEONG TOU KWOIKA. Opoiwg, SNAWVETAI O XOPOKTAPAG
yia Tov opIopud TNG évapéng, oTo TEAOG TOU TTPOYPANKATOG apIBuNTIKOU EAEYXOU.
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[ 5] program Start / End --- DMU50 SINUMERIK 810
]

¥ CodesiChars

i-Leader Character ~EOB Character

Mo leader specified EOB Character: 36( %)

EOB Alias: 3

~Rewind Stop Code Character Rewind Start Code Character-
Stop Code: PQ(SDGCE') [vi Use normal rewind start code
Alias: |

MNote: the STOP code is located atthe
heginning ofthe NC code. MNote: the START code is located atthe
end ofthe NC code.

2xAMa 3.29 : XapaKTAPES ONPAVONG TTOPANETPWY

2TnVv €TOpeVN KapTEAa opifovTal oI XAapaKTAPES YIa TIG BaAcIkEG evIOAEG Tou KWoIKa G
(Zxnua 3.30). Na mapddeiyua, 1o G71 ava@épetal 01O PETPIKG cUuoTnUa péTpnong, To G90
OTn XPNOIYOTIoINON aTTOAUTOU CUCTAUATOG cuvTeTayuEVWY, To G94 otn péBodo TTpdwong
ava AeTrté kal To G17 oTov opioud Tou emimrédou XY yia KUKAIKA TTapepBoAn. H epgdvion
TWV EVTOAWV QUTWV TTAPOAEITTETAI €AV €1I00XBOUV €VTOAEG €vapgng Tou KWOIKA atrd TO
XPNRoTn, OTTWG TTAPOUCIACETAI OTH OUVEXEIQ.

ETriong, opifovTtal ol povadeg Twv dedoUEVWV TwV apxEiwy €106dou Kal £66dou aTrd Tov
TENIKO €TTECEPYQOTH.

To ouoTnua pérpnong Twv dedopévwy €1I0600U, OTTWGS KAl Twv OedoPEVWY £E0DOU ATTO TOV

TEAKG eme€epyaaTr], eival idlo pye TO oUOTNUA PETPNONG TOU apxeEiou BE€0NG KOTTTIKOU
(METPIKO cUOTNUA, dNACDK O€ XIANIOOTA).
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B Program Start / End --- DMUS0 SINUMERIK 810

Default Prep Codes
Default Codes
Inch f Metric Mode: o
Ahsolutefincremental Mode: ‘90
Feedrate Mode: 94

Circular Interpolation Plane: 17

Note: if a user defined startup hlock(s) has heen specified, these check boxes cannot be enahled

-Post Units of Measure

Input: lSame as NCL units LI Option File: [Metric _V_I

MNote: if only 1 option is available, either the Inch or
Output: |Same asNCLunits % I Metric code is NA

Zxnua 3.30 : KaBopioudg Bacikwy evioAwyv Tou Kwdika G

21NV kKapTéAa Start Prog (oxnua 3.31), dnAwvovTtai ol eTTIBUUNTEG TTPOKOTAPKTIKEG EVTOAEG
ME TIG oTToieg Ba &ekivael o KWOIKAG TNG pnxavég. O1 evioAéG auTéG TTPETTEI va Eival
TIPOCAPHOCPEVEG OTIG ATTAITAOEIG TG HOVADAG EAEYXOU TNG MNXAVNG.

Ymdpxel n duvatdmnTa opiopolu mavw ammd 10 ypauuwy oTov KWAIKA Pnxavng, Je 66
XOPOKTAPEG OTnV KABe pia. Me autdév Tov TPOTIO, YiveTal €QIKTA n dnuioupyia evég
pMovadikou ocuvOolou TrpoTdoewv ToUu Ba eugavifovial oTnv apxf KABe Kwdika TTou
eCayeTal atrd Tov TEAIKO ETTECEPYAOTH.

EmmAéov, o TeEAIKOG eTTeCepyaoTnG Ba TTpooBEéoel auTOpaTa Tov aplBud TnG oeipdg o€ KAOE
YPOUMN, €AV £XEI TIPOYPAUUATIOTE VO e@avideTal.

o TN CUYKEKPIPEVN TTEPITITWON, opieTal TO G71 yIa TOV OPICHO TOU PETPIKOU CUOTANATOG

ouvTeTayuévwy, 1o G90 yia Tov opioud Tou atmmdAuTou cuoTAuaTog Kal Té€Aog 1o G54 yia
TNV €TMAOY CUCTHHATOG CUVTETAYHEVWV YIA TOV OPICHO TOU onpeiou undév Tou KouuaTiou.
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General -/ Codes DefauitPrep Codes o< {1 IR CENd Prog

ZxNMa 3.31 : Opioudg TTPOTACEWY YIa TRV €vapén Tou TTPOYPANHOTOS

Mapduoia, otnv kaptéAa End Prog opi¢ovtail ol TTpoTtdoelg Tou Ba gugavidovral oTo TEAOG
TOoUu apxeiou KWOIKa pNxavAg (Zxnua 3.32). MNa Tn CUyKEKPIYEVN TTEPITITWON, OPICETal N
BondnTikA evioA M30 yia Tov opioud Tou TEAOUG TOU TTPOYPANMOTOG, OTTWG QaiveTal OTO

oxrnua.

General | Codes/Chars  Default Prep Codes ; Start Prog End Prog s

ZxNMa 3.31 : Opiopdg TTPOTACEWY YIa TO TEAOG TOU TTPOYPANUOTOG
51



3.3.4 Kivnon (Motion)

H katnyopia auth (Motion) TrepIEXel pUBUICEIG TTOU OXETICOVTAI PE TIG KIVI|OEIG TTOU EKTEAEI
TO KOTITIKO €EPYAALI0. 2T CUYKEKPIYEVN KaTnyopia dlakpivovTal 6 uTTokaTnyopieg, avaioya
ME TO €id0¢ TNG Kivnong.

H mpwtn utmtokarnyopia (General, oxnua 3.32) ava@Epetal oTnv  TTONITIKA  TTOU
akoAouBeital o€ TTepITITwon euPaviong dIadoxIKWV EVIOAWY Kivnang aTo idio anueio.

5] Motion (general) - DMU50 SINUMERIK 810D 77

ldential Points Handling
(@ Do not output the repeat point
() Output the repeat paint
) Output zero length move during MULTAX

ZxNua 3.32 : EmAoyA yia T yevikr) ypéBodo kivnong

H &eltepn utTOKOTNYOPIO ava@EPETAl TNV EUBUYPAUMN Kivnon ME eAeyXOpevn TTPOWON
(ZxAua 3.33).

O BaoIkdg KwdIKOG G TTOU AVTIOTOIXEI OTOV OPIOUO TNG EUBUYPANMNG Kivnong gival o G1 N
aAAiwg, GO1. Me tnv dAAwon Tou KWAIKOU auTou, ekTeAgiTal euBegia Kivnon pe KOTTA, atrd
onueio o€ onueio, pe Tnv 60Bcica TTPOwWaN. YTTAPXE! ETTIAOYA VA PNV TUTTWVETAI O KWOIKOG
o€ KABe ptrAokK, Tapd povo otav aAAadel n Tiun Tou.

EmmAéov, OoTO Ouykekpiyévo TTapdbupo, opifetal n oeipd pe Tnv otroia e¢dyovtal ol
ouvteTayuéveg XYZ. EmAéyeTal n e€aywyr] TwWY CUVTETAYMEVWY O€ £V UTTAOK.
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General | Output

Linear Interpolation: 1 (® Output XYZ in one block

) Output XY then Z

[vi Prep Code is modal ) Output Z then XY

-Multax Motion Linearization

[Z] Use linearization

I

2xAua 3.33 : PuBpioeig euBuypapung Kivnong

H utrokatnyopia Rapid Motion (oxAua 3.34) tepiéxel pubuioelg TTou ava@épovTal oTnv
Kivnon Tou KOTITIKOU €pyaAgiou Pe PEYIOTN TTPOWON.

H euBcia kivnon pe péyiotn mpowaon, Tou dnAwvetal Ye Tov Kwdikd GO () GO0), agopd
TNV ypPriyopn Kivnon Tou KOTITIKOU €pyaAgiou ot OTTOIOVOATIOTE Afova ETTIAEXOEl, Kal
TTAOPAUEVEL EVEPYH Ewg OTOU TTPOYPAMMATIOTEN KATTOI0G AAAOG KWwOIKOG TNngG idiag
KaTnyopiag.

EmmmAéov, oto TTapdBupo autd opideTal 0 TPOTTOG KIVAOIOAOYIKAG avAAUCNG TwV YPRYOPWY
KIVAAOEWV TOU KOTITIKOU. H KivnoloAoyikf avaAuon gival gia avdAuon TTou yivetal autépaTa
atro Tov TEAIKO €TTECEPYAOTH Kal pubpidel Tnv ogipd Pe TNV oTroia Ba yivetal n Kivnon Twv
agévwy, €101 WOTE va eAayIoToTroiNBei 0 Kivduvog oUyKPoUoNnG TOU KOTITIKOU HE TO PECO
OUYKPATNONG 1 TO TPATTECI TNG PNXAVAG.

Mo TN OUyKeKPIPEVN TTEPITITWON, €TMAEYETAI KATA TOV TTANCiAoua TOUu KOTITIKOU OTO
QVTIKEIUEVO KATEPYAOIAG, TIPWTA va YiVETAl TIEPIOTPOPH, META va yiveTal ypryopn
METATOTTION WG TTPOG TOUG Agoveg X Kal Y, Kal ETTEITA VA TTPAYUOTOTTOIEITAI HETATOTTION WG
TTpog TOov Ggova Z. Evw, katd Tnv ammopdkpuvon TOU KOTITIKOU, VO YIiveETal OpXIKA
METATOTION WG TTPOG Tov Afova Z, ETTEIma va TTEPIOTPEQPOVTAl O AEoveEG Kal TEAOG va
EKTEAEITAI N ypryopn Kivnon wg TTpog Toug agoveg X kai Y.

53



[
ﬁ Rapid Motion --- DMU50 SINUMERIK 810D

~Positioning-

Positioning XY Code: 0
Positioning Z Code: 0

[V Prep Code is modal

~Short Rapid Traverse

Minimurm Distance: 0.0000000 [z_

Feedrate Below Min: 0.0000000 l;:

-Rapid Address

Rapid Address:

~Other

Positioning Yelocity: 200.0000000 F
Feedrate Prep Code: NR

[Z] Output redundant F code after Rapid

Motion Analysis { Advance ....... Retract):

|

Zxnua 3.34 : Pubpioeig ypriyopng euBeiag kivnong

H utrokartnyopia Circular (oxAiua 3.35) trepiéxel pubpioelg TTou agopoUv Thv Kivnon yia Tnv
KATEPYAOia KUKAOU | KUKAIKOU TURHOTOG.

2UPOWVA PE TO TIPOTUTTO TwV PBaCIKWV evioAwv Tou Kwodika G, 1o G02 opilel TN
0e€160TPOPN KUKAIKA Kivnon ue KoTrr, evd To GO3 Tnv apioTepdoTpo®n.

O1 evioAég auTég XpelddovTal wg dedoPéva TIG CUVTETAYHEVES TOU VEOU OnuEiou, OTO OTTOI0
TTPOKEITAI VO PETOKIVNOEI TO KOTITIKO epyaleio (X, Y kal Z), Tnv akTiva Tou T6¢ou R 1) TIg
ouvTeTayuEveg Tou Kévtpou Tou (I, J kai K) kai Tnv TTpdwaon F.

2TNV uTToKatnyopia autr, €mMAEyeTal O TPOTTOG €EaYWYAG TNG KUKAIKAG Kivnong Me
OUYKEKPIPEVN TTPOWOT, €ITE YE XPAON OKTiVaG KUKAOU R, €iTe pe Xprion Twv ypapudtwvy I,
J, K. Ta 1, J, K dnAwvouv Tig atrooTdoelg atrd 10 KEVIPO Tou KUKAou katd Tov X d&ova,
Katd Tov Y Kal Katd Tov Z, avTioToIxa.
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Circular Codes --- DMU50 SINUMERIK 810D

¥ General % i 000000

~Codes

Circle Center Output:
|0utput Radius Ll

Maximum Degrees Per Block:

’360 degrees per block LI

[Vl Disable circ. interpolation

MNA
CounterChy Prep NA

[V] Prep f G-codes modal :
Correction Method:
[Z] XYZ codes modal

tDo not correct for last CL point not being on true arc v I

~Other

Maximum Radius: 999.9999000 I:
Circle Z Deviation Tolerance: 0.0000000 F (to avoid GO1)

[Z] True radial feedrate calculation

[Z] Qutput F code with every circle hlock

ZxNMa 3.35 : PuBuioeig KUKAIKAG Kivnong

21NV €TTOPEVN KapTEAQ opideTal n VIOAA yia TNV dNAwON TNG akTivag TNG KUKAIKAG Kivnong
(ZxQua 3.36).

EmimrAéov, emAEyETal €AV N TIUA TNG OKTIVAG KATEPYAOiag KUKAou Ba gupavidetal o€ KEOe
MTTAOK TOU KwOIKA KUKAIKAG Kivnong, OTTwg atraitolv pepikd ocuoTriuata eAéyxou, i Ba
TUTTWVETAI HOVO 6Tav aAAAZEl N TIPNA TNG.
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Circular Codes --- DMU50 SINUMERIK 810D

‘rﬁ"anetd~ Radius Modifier { JUEMOUHES ]

Radius Address

Radius Register Address: R

[C] Radius code modal

2xAMa 3.36 : TpAOTToG OPIoUOU KUKAIKAG Kivnong

2TNV €TTOUEVN KAPTEAQ YiveTal n €TTIAOYA Twv €MITTEOWV KATEPYATIQG, OE TTEPITITWON TTOU
0 €AEYX0G TNG MNXAVNG OEXETAI TNV EKTEAEON KATEPYOOIWV KUKAWV Kal OTOUG 3 GEOVEG

(Exrua 3.37).

Me Tnv evioAnp G17 opietal n KUKAIKr Kivnon oto etmimmedo XY. Opoiwg, pe 10 G18 oT0
emmimedo ZX kai ye 1o G19 oTo etmiTedo YZ.

Etriong, opiCetal n digvBuvon NG BETIKNG QOPAG TWV KATEPYOOIWY KUKAWV, 0€ KABE
eMTTEdO, CUPPWVA PE TO BEEIBOTPOYO CUCTNA CUVTETAYHEVWV.
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General ; Radius Modifier HEROHIRE Plane Selection Y iesiai (e )

2xAua 3.37 : EmAoyA emmTédwyv Katepyaoiag

21NV TeAeuTaia KAPTEAQ TNG OUYKEKPIPEVNG KaTnyopiag, opiletal av Ba emTPETTETAI N
€AIKOEIONG Kivnon ue TotroBéTnon Tou T6ou (ZxNua 3.38). H emAoyn autr e€aptaTal ammd
TIG TTPOBIAYPAPEG TOU EAEYKTH) TNG PNXAVAG.

/ General ' Radius Modifier S BUITE: Zhias el ARCSLP Interp.

in radians absolute 2

ZxAMa 3.38 : EmAoynA eAIKo€IdNG TTOpEPBOARG
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H umokatnyopia Cycles Trepiéxel puBuiceig ToU  oxetiCovial e TV eKTEAEON
TTPOCAPPOCHEVWY KUKAWY KATEPYATIag.

H 1TpwTn KapTéEAa TTEPIEXEI YEVIKEG PUBMICEIC TTOU AQOPOUV TIG KATEPYAODIEG KUKAWV
TpuTiNUATwy. OpileTal o TPOTTOG €€aywyng Twv KUKAWVY, o dfovag amoudkpuvong Tou
KOTITIKOU, Kal €TTIAEyETaI €AV Ba eugavidovTal ol TTapaueTpol Tou dEova Tou KUKAoU uoévo
OTO TTPWTO onueio, A yia 6Aa Ta onueia 6TTWG @aivetal oTo oxNua 3.39.

5] cycle Motion --- DMU50 SINUMERIK 810D

Cycle Motion {_:  MULTAX UG
~General Addresses
- Output Type Cycle Deep Address:

®) Absolute Z Cycle Dwell Address:

) Signed incremental Z Cycle CAM Address:

| L[]

() Unsigned incremental Z Snd Clesrance Plane:

-Sec. Clearance Plane
Automatic Clearance Yalue: 0.0000000 ]; Value ¢2 in CY /-, RTRCTO, ¢2 is:

Sl Cysle motion anatysls (® Incremental from current pt.

() Absolute value

~Cycle Motion Data Modal Condition ~Retract Motion

(@ First cycle point only ) All cycle points ] Positive Z-axis refract

[_] Linear XY[Z] modal [] Rotary ABC modal Retracting Axis Address: ’i

ZxNMa 3.39 : Ievikég pubuioelig KUKAWY TPUTTNHATWY

2TNv emmOuevn KOaPTEAQ ETTIAEyETAl O TPOTTOG WE TOV OTIOIO N PNXAVI) OTTOPOKPUVEl TO
KOTTTIKO OTTO TO QVTIKEIUEVO KaTepyaaiag (ZxAua 3.40).

Me Tov KwdIkd G98 dnAwveTal N evioA] KUKAOU KATEPYATIQG YE ETTIOTPOPI TOU KOTITIKOU
EPYAAELIOU OTO APYXIKO oNUEio, evw hE To G99 n eTTOTPOPr Eival 0TO £TTITTESO avapopds R.
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| £ cycle Motion — DMUS50 SINUMERIK 810D

[vi G987 G99 Pulbac available

~G-Code
® Pulbac G-Code is from cycle command
() Specify one G-Code

[—
() Specify multiple G-Codes
>-cade for initial return-as in G288 G81 [—

fe for full retum as in G99 G

~G-Code Modality

(® (98/G99 is modal, output for new CYCLE/cmd
i) G98/G99 is non-modal, also output after a G0 Z-retract

2xAua 3.40 : EmAoyr e€viOAG KUKAOU KATEPYOOIAg yia Tov TPOTIO QATTONAKPUVONG
KOTITIKOU

O1 emAoyég otnv Kaptéha MULTAX (oxAua 3.41) kabopiouv €AV 01 KOTEPYATIEG KUKAWYV
TPUTTNUATWY Ba yivovTal o€ emmiTedo Twv XY agovwy, 1 OTTwG OTIG TPIAEOVIKESG UNXAVEG.

EmmAéov, pe Tnv emAoyn ‘Output as Rapid motion’ n aTTodKpuvon TOU KOTITIKOU PETA TO
TENOG TNG KaTEpyaoiag KUKAou yivetar pe ypriyopn Kivnon, o€ avtiBeon pe Tnv
TTPOKABOPIGHEVN ETTIAOYT TTOU YIiVETAI JE TN YPAMMIKL KivNon Twv PEYIOTWY TTPOWCEWV YIa
AOyouG aopaAeiag.
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Cycle Motion  Pulbac AT TRTY R UG Specific . Siemens-840

ZxNMa 3.41 : EmAoyr) peBOdoU eKTEAEONG KUKAWV KOTEPYAOIAS WG TTPOG TA ETTITIEDQ
agovwyv

H emréuevn kapTéAa apopd TnVv €1mIAOYA TNG €TTECEPYATiag KUKAWY KATEPYATIiag TTOU €XOUV
™ popery CYCLE/DRILL,DEEP-TAP, péow Tng epyooTaoiokAg yAwooag FIL (Zxnua

3.42).

Cycle Motion ~ Pulbac = MULTAX MIETCTY (A Siemens-840

ZxNMa 3.42 : EmAoyA etTeéepyaciag eIBIKAG HOPPG KUKAWY KATEPYATIag
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H kapTtéAa Siemens-840 agopd TIG HovAdeG eAéyxou Siemens 840D, kabwg Kail TTAPOUOIES
ekdo0oeIg (0TTWG N Siemens 810D, TTou agopd Tn CUYKEKPIYEVN TTEPITITWON).

2TIC OUYKEKPIUEVEG MOVADEG €eAéyxou, oI KUKAOI KATEPYAOIAg TPUTTNUATWY Oev
avayvwpifovtal e TNV TUTTIKA pop®n, yia TTapddeiyua, G81 tou kwdika G, aAAd pe T
popory CYCLES81 (RTP,RFP,SDIS,DP,DPR). Méoa otnv Tapévbeon Tng evioAAg opifovTal
O1dpopol TTAPANETPOI TTOU aPOopPOoUV TOV KUKAO KATEPYAOIaG.

MNa Tapddeiyua, oTnv  €vIOA KUKAou Kkartepyaciag yia Tpumnua CYCLESL
(RTP,RFP,SDIS,DP,DPR), To RTP (Retraction plane) cival 1o €Trittedo amoéocupong Tou
KOTITIKOU o¢ ammoAuTtn Tiur, To RFP (Reference plane) cival 1o etmitredo ava@opdg o€
ammoAuTn TiuA, e 1o SDIS (Safety distance) opiletal n amméoTacn ac@aAciag (TIMAR Xwpig
Tpdéonuo), ye 1o DP (Final drilling depth) dnAwvetal 1o TeAIKG BaBog didTpnong, o€
atmoAuTn TP, Kal ye o DPR (Final drilling depth relative to reference plane) opiCetal To
TEAIKO OXETIKO BABOG BIATPNONG WG TTPOG TO ETTITTESO AvAPOPAS (TIUN XWPIS TTPOGNMO).

210 oxAua 3.43 tapoucidfovtal ol KUKAOI KOTEPYOOIag TTOU UTTOOTNEICovTal aTTd TOUG
eAéyxoug Siemens 840 kai gival duvaTtov va e€axBolv atrd Tov TEAIKO £TTECEPYQTTH.

5] cycle Motion --- DMU50 SINUMERIK 810D

_/ Siemens-840

Output Siemens Cycle

() Siemens cycle not required

(® Qutput Siemens non-modal CYCLES1() format

) Output Siemens modal MCALL CYCLES1() format
Tilt Angle AROT Cycle for MULTAX

{® Do not output AROT cycle format (default) () Output AROT cycle format for non (0,0,1) tool axis

The GPostwill generate a Siemens 840D cycle string output like CYCLES1({RTP, RFP, SDIS, DP, DPR), instead of the
standard GB81 RZ farmat for the CYCLE/cmd followed by GOTO!/motion. These cycles are supported:

1) CYCLE/DRILL will output CYCLES1() 5) CYCLE/REAM will outut CYCLESS()

2) CYCLEIFACE will output CYCLEB2() 6) CYCLE/BORE will output CYCLEBE()

3) CYCLE/DEEP will output CYCLES3() 7) CYCLE/BRKCHP will output CYCLES3()

4) CYCLEITAP will output CYCLES4() 8) CYCLEIOFF will output MCALL in modal case

Make sure you set matching G-Codes in the Prep/G-Codes panel or set to NA for soft-cycle motion with GOI/G1 output.

2ynua 3.43 : EidIkn poper KUKAWV Katepyaaoiag eAEyxou Siemens

H teAeutaia uttokatnyopia (Curve fitting, oxAua 3.44) epIEXel pUBUIOEIG TTOU aPOopPoUV TNV
TTPOCEYYION KAUTTUAWY 0TO SOKipIo KaTepyaoiag. EAv ol emAoyEG auTég gival puBuUICHEVES
KOTAAANAQ pTTopEi, yia TTapadelyua, Pia Kivnon n otroia €ixe Tpooeyyiobei ye dIadoXIKES
€UBUYPANMES KIVATEIG VO TTPOOEYYIOOE TEAIKG YE PIa EAIKOEIDN Kivnon.

Me Tnv ouykekpipévn €TTIAOYN, TO PNEYEBOG TOU €EayOUEVOU apXEIOU KWAIKA PINXAVAG Eival

OuvaTOV va JIKPUVEL, KABwG Kal n TToIdTNTA ETTIQPAVEIAG TOU TEANIKOU QVTIKEIMEVOU VA YiVEl
TTI0 OJAAN.
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Curve Fitting -—- DMU50 SINUMERIK 810D

[Vi Enable curve fitting

~Arc Fitting - -+ Spline Fitting
[V Enable arc fitting [v] Enahble spline fitting
[v] Allow helical motion during ar fitting ~Type
3D Arc Format | ® Nurh
) None () Polynomial
) Fanuc () Bezier
® Siemens
Output Machine Type
() Fanuc
Chordal Curve Fit Tolerance: (® Siemens
0.0050000 |; () Hiedenhein
) Maho

2xAMa 3.44 : ETTIAOYA TTPOC0EYYIONG KATEPYOOIWY HE KAWTTUAEG
3.3.5 Kwdikeg Mnxavig (Machine Codes)

H ouykekpIgévn Katnyopia TTePIEXEl PUBMIOEIC TTOU OXETICOVTAl HE TOUG KWOIKEG TOU
apxeiou KWOIKa pnxavrg TTou dnuioupyei 1o TeEAIKOG etTegepyaoTng. O1 puBuioeig auTég
XwpicovTal o€ 9 UTTOKATNYOPIEG, Ol OTTOIEG TTAPOUCIACOVTAI OTN CUVEXEI.

H T1pwTn uttokaTtnyopia TrepIAapBdvel pubpiceig TTou ava@épovTal oTnv avTioToiXion
BaoikWwyV AeITOUpYIWV PE EVTOAEG TOU KWAIKA G, OTTWG €ival 0 0pIoPOG TNG EVIOANG G54 yia
TNV €TMIAOYN CUCTANATOG CUVTETAYUEVWY VIO TO ONMEIO PNdEV TOU KOPUATIOU, TNG EVTOANG
G71 yia Tov opIoud TOU PETPIKOU CUCTAUATOG CUVTETAYUEVWY KTA (ZXAUa 3.45).
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Prep / G-Codes --- DMU5S0 SINUMERIK 810D

_General ~Cycle / G-Codes
Axes Preset: 54 Cycle j Off:
3 Cycle f Drill:
-Inch / Metric
Cycle / CSink:
Inch Mode: NR ¥
Cycle f Deep:
Metric Mode: 71 ) &
Cycle / Tap:
~Ahsolute f Incremental Cycle § Bore:
Absolute Mode: 90 Cycle f Ream:
Incremental Mode: NR Cycle ! Thru:
~High Speed Tapping SHlRete:
Cycle f Tap - High: 54.2 F Cycle / Mill:
] NotReg'd NR (] Not Avail NA Cycle f Brkchp:

[v] Controller will accept multiple prep (G-codes

[Z] Prep and Aux Codes can be greater than 2 digits

Zxnua 3.45 : Opiopds Bacikwyv evioAwyv Kwdika G

H utmokatnyopia Aux / M-Codes (oxnua 3.46) mepiéxel puBuiceIlc TTOU aQopouv Tnv
ONnAwaon Twv KWOIKWV yia TIG BonBnTIKEG AsiToupyieg, OTTWG €ival 0 opIoudG Tou TEAOUG TOU

KwOIKA Pe TNV evioArl M30.

1 Aux / M-Codes --- DMU50 SINUMERIK 810
! Aux / M-Codes

~Aux Codes
Stop Code: |1—
OpStop Code: b
End Code: !'30—
Rewind Code: NR

[Vl Controller accepts multiple Aux/ M-codes
[Z] M-Code axis clamping is available

[Z] Prep and Aux Codes can be greater than 2 digits

ZxNMa 3.46 : Opioudg evioAwv BondNTIKWV AEITOUPYIWV

=

=

=
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H umrokatnyopia Cutter Compensation mepiéxel puBuiceic TTou a@opouv Tov TPOTTO
avTIOTABUIONG TWV KOTITIKWY, o€ 2-3 afoveg (oxAua 3.47) kal o€ 5 agoveg (oxiua 3.48).

H avriotdBuion Tou KOTITIKOU epyaAgiou yivetal o€ ox€on Pe Thv €m@davela KoTAg. H
eVIOAN G41 evepyoTrolei TNV apIoTEPA AVTIOTABUION Kal £T01 TO KOTITIKO €pYyOAEio KIVEiTal
apIoTEPG ATTO TO TTEPIYPAMMA TOU TEPOXIOU.

AvtioToixa, n evioAl G42 evepyotrolei Tnv O€€IA avTIOTABUION KAl TO KOTITIKO €pyaAeio
KIVEITaI OEEIA ATTO TO TTEPIYPAMMA TOU TEPAXIOU.

TéNog, n evioAf G40 avaipei TRV avtioTddpion, dnAadr) akupwvel Tn AsIToupyia Twv
EVIOAWYV avTIOTABUIoONG epyaleiwv G41 kal G42.

[ Cutter Compensation --- DMU50 SINUMERIK 810D

X

2-3 Axis Compensation <

[] PQ vectors output on each CUTCOM block

-Output
[V Cutter comp, prep, and offset codes output with X motion hlocks
(® OQutput prep code with XY for LEFT-RIGHT-OFF
() Output prep code with XY for LEFT-RIGHT and OFF by itself

[Z] Output sine and cosine of first compensated move with LEFT/RIGHT blocks

[vi Output tool number as the diameter offset number when not specified

-Prep § G-Codes

CUTCOM / LEFT: 41 Diameter Offset Address: D
CUTCOM / RIGHT: 42
CUTCOM j OFF: 40

ZxAua 3.47 : Pubuioeig avTioTaBuiong KOTITIKOU (2-3 afdvwv)
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asidE e 5-Axis Compensation

[_] PQR vectors output on each CUTCOM f 3YZ block

20|
oo

ZxNMa 3.48 : PuBuioeig avtiotdbuiong KoTrmikou (5 agdvwv)

H utrokatnyopia Coolant (oxnua 3.49) mepiéxel pUBUIOEIS yia TIG EVIOAEG TTOU aQOPOUV TN
PO WUKTIKOU UypouU KaTd TNV KATeEpyaaia Tou dOKIWiou.

-~

-~

NE MDD = =~
[==]

ZxNMa 3.49 : PuBuioeig Asitoupyiag WuKTIKOU uypou
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2tnv uttokartnyopia Feedrates eicdyovral TTAnpogopieg mou oxeTifovral Ye TNV Tpowaon
TOU KOTITIKOU gpyaAcgiou (Zxnua 3.50).

| [ Feedrates - DMU50 SINUMERIK 810D
‘ Feedrate - General YLz 000

~AuxfM-Codes | Verification Print in List File

Enahle Feed Override: 51 @ Printin IPM
) Printin IPR

BlsgblzEeed Cyarde: 50 (23 Printin IPM or IPR per current mode

~Code Output

[V Prep i G-Code output with motion block
[Z] Qutput current F-Code with G94/G95 hlocks (e.g., such as Vickers controllen

ZxNMa 3.50 : Mevikég puBuioeig yia Tn TaxuTnTa TTPOWONG

2tnv eméuevn kaptéha (Zxnua 3.51), dnAwvetal n evioAr G94 vyia Tnv katdoTtaon
Aeimoupyiag TTpoéwong avda Aetrto. EmtTAéov, opidovral ol TIMEG yia TN PEYIOTN Kal TNV
eAGXIOTN TTPOWON, KABWG Kal To Bripa aAAayng TG TTPOwaong.

H péyiotn taxotnta Tpdwong TTou opileTal yia Tn CUYKEKPIUEVN TTEPITITWON, €ivar 1000
XINOOTA ava AETTTO.
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Feedrate=General ml x 1 [l UPR Made Inv Time Mode

0.0010000 _l

1000.0000000 _|
1.0000000 _l

ZxAMa 3.51 : PuBuioeig yia tn Taxutnta Tpowaong ava AeTtod

ZTnv e€mmopevn kapTéAa opiletal n Baoik €vioA Tou kKwdika G yia Tov opioud Tng
TPOWONG TOU KOTITIKOU, OTTWG UTTOOTNEICETAI ATTO KATTOIEG HOVADES eAEyXOU (ZXAua 3.52).

Feedrate - General  UPMMode JIEGYILDERR Inv Time Mode

ZxNMa 3.52 : Tevikég pubuioeig Tnv TTpdwan

67



H emméuevn kapTtéAa TrepiAapuBével puBpioeig oxeTikG pe TN PéBodO TTPOWONG avTiIoTPOPOU
xpovou (ZxAua 3.53). H avtioToixn evioAn otov kwdika G eival 1o G93.

Feedrates --- DMU50 SINUMERIK 810D

Inv Time Mode

~General & Prep § G-Code
Prep Code Establishing Inv Time Mode: 93 Feedrate Reg. Format

[Z] Qutput inv time feed for GOTO/yZ & rotary motion
[Z] Output A40 - C40 feedrate adjustments

~Feedrate Parameters ~Check Max Axis Velocity

Minimum Feedrate: 0.0010000 I; ) Auto adjust ) Min time (minutes)
Maximum Feedrate: 200.0000000 I; (® Disable ) Min time(sec)
Feedrate Multiplier: 1.0000000 I;.- MinikRtFTime

1

Iz_

~Inverse Time Feedrate [_] Identify corrected block in listing
® Use circle arc len ) Use circle radius
Method for Calculating Iny Time: Use lterative Method Ll

2xAua 3.53 : PuBpioeig yia Tn péBodo mpdwaong avrioTpo@ou xpdvou

H umokartnyopia Fixture Offsets Trepi€xel e€mAoyég TTou agopouv Tn puUBuiIon Tou
TIPOYPAPUATOG YIa TNV avTIOTABUION TOU KOTITIKOU €pyaAciou, AauBdavovtag utr oyiv 10
MEOO OUYKPATNONG Tou KoppaTioU (ZxAua 3.54). Me Tig evioAég G54-G59 yivetal n €AoY
TOU OUCTIUOTOG CUVTETAYHEVWY YIa TO PNOEV TOU KOYUATIOU.
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ZxNMa 3.54 : PuBuioeig yia Tnv avTioTdBuion Tou KOTITIKOU YE BACN TO HECO OUYKPATNONG

H utrokartnyopia Tool change Sequence Trepiéxel puBUICEIG OXETIKEG We Tnv dladikagia
aAAQYAG TOU KOTITIKOU KaI TOV TPOTTO PE TOV OTToio Ba gu@avidetal otov KWdIKa (ZxAua

3.55).

H evtoAl M6 (4 M0O6) onueiwvel TV aAAayr Tou KOTITIKOU Kal akoAouBei Tnv evioAl T yia
TN &AWON TOU OVOUATOG TOU KOTITIKOU.
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Tool Change Sequence --- DMU50 SINUMERIK 810D

General
~Cycle Time Codes
Toal Change Time: mooooooo £ Auxiliary Code: .
Output: IDo not output tool times to list Ll Tool Length Prep Cade: [NA—
~Output Options

[Z] T- Code is modal

[Z] Qutput T code and M code on separate lines

[_] Output tool nbr as length offset nbr when not specified
[_] Ouput next tool preselect with tool change

[_] Force ABC rotary axes on next GOTO/motion bik

Tool Change Positioning
® Do not output tool change positioning block
) Output tool change positioning block with }YZ values
) Outputtool change positioning block with XYZABC values

ZxNMa 3.55 : [evikég puBuioeIg yia TV aAAayr} KOTITIKOU

21NV ETTOPEVN KAPTEAQ OPICOVTAl Ol CUVTETAYUEVEG TWV AgOVWYV OTNV aAAayr Tou KOTITIKOU

(Exfiua 3.56).

[5] Tool Change Sequence --- DMU50 SINUMERIK 810D

1. ¢ Tool Change Coordinates

~#- Coordinate

® Current X

() Specify coordinate

-A- Coordinate

~Y - Coordinate

® Current

() Specify coordinate

B - Coordinate

) Current B

(® Specify coordinate

0.0000000 I;

~Z- Coordinate

) Current Z

@ Specify coordinate

30.0000000 l;

-C - Coordinate

() Current C

(® Specify coordinate

0.0000000 I;

~Motion Analysis Option for RAPID,GOTOIpt After LOADTL

(® Use tool change location for motion analysis

(23 Output XY, then Z-move, assume advance move

ZxNMa 3.56 : PuBuioeig yia TIG ouvTeTayUEVEG OTNV OAAQyT) KOTTTIKOU
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H utrokatnyopia Spindle Tepiéxel pubuiceIg OXETIKEG WE TNV Kivnon Tng aTpdKTou. TNV
TTPWTN KapTéAa opietal n evioAn Kivnong tng aTtpdkTou (Zxnua 3.57). Me 10 ypdupa S
OnAwveTal n TTEPICTPOPN] TNG ATPAKTOU o€ RPM, KaI TUTTWVETAI O EEXWPIOTO PTTAOK.

[5] Spindle Codes --- DMU50 SINUMERIK 810D

Spindle Codes Y .

-General
[v] Direct RPM is available

MNbr. of Spindle Ranges: 1 i‘
Default Ranges: 1 ii

~Output S-Code

(® On a block by itself
2 With next 3¢ block
) With next Z block

ZxNMa 3.57 : PuBuioeig yia Tnv Kivnon TTEPIOTPOQPRG TNG aTPAKTOU
H emméuevn kapTEAa TTEPIEXEI puBpicEeIg BonBNTIKWYV AsiToupylwy, 6TTwg 1o M3 (1 M03) TTOU

onAwvel TNV évapgn aplioTepdoTPOPNG TTEPIOTPOPNG TNG aTpdkTou. AvTioToixa, 1o M4 (A
MO04) opicer Tnv deC160TPOPN Kivnon TnG atpdkrou (ZxAua 3.58).
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]
Spindle Codes TR T Difect RPM Speeds

ZxNMa 3.58 : PuBuioeig BondNTiKWV AEITOUPYIWV YIa TNV Kivnon TTEPIOTPOPNS TNG ATPAKTOU
2TNV TeEAeUTaia KOPTEAA TNG OUYKEKPIPEVNG UTTOKATNYOPIOG onuelwvovTal Ta 6pla Twv

TIHWV TTEPIOTPOPNAGS TNG aTpdakTou (ZxAua 3.59). Zav péyiotn TP opifetal To S3000
(RPM).

Sl e e e Direct RPM Speeds

1.0000000 J 3000.0000000 _’

ZxNMa 3.59 :OpIcuOG TWV OpPiWV TIWWV YIa TNV Kivnon TTEPIOTPOPNS TNG ATPAKTOU
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H uttokartnyopia Dwell Trepi€xel puBUIoEIS OXETIKESG E TNV XPOVIKA avauovr] (ZxAua 3.60).

AnAwvovTal n evToAr AgIToupyiag TG XPOVIKAG AVAPOVIAG KAl TA XPOVIKA opid.

Dwell Parameters --- DMU50 SINUMERIK 810D

¥ Dwell Parameters & =00

PrepiG-Code on Dwell Blocks: 4
Dwell Register Address: F

~UPM

Min Dwell Time: 0.1000000 F
Max Dwell Time: 99.9900000 F
Dwell Multiplier: 0.0000000 ];

Format Dwell Register |

~UPR

Min Dwell Time: 0.0000000 ’z_
Max Dwell Time: 0.0000000 Iz_
Dwell Multiplier: 0.0000000 lz_

Format Dwell Register |

ZxNMa 3.60 : OpIopdg TTAPAPETPWY XPOVIKNG AVOUOVAG

21NV €MOUEVN KaPTEAQ opiovTal o1 TIMEG XPOVIKNG aVAPOVAG VIO TOUG TTPOKAB0oPIoHEVOUG

KUKAOUG KaTtepyaoiag (ZxAua 3.61).
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Dwell Parameters --- DMUS0 SINUMERIK 810D

Cycle Dwell

~Cycle Dwell Values

Cycle Drill: 0.0000000 I;
Cycle CSink: 2.0000000 F
Cycle Deep: 0.0000000 F
Cycle Tap: 2.0000000 I;
Cycle Bore: 2.0000000 I;
Cycle Ream: 0.0000000 I;
Cycle Thru: 0.0000000 I;
Cycle Face: 2.0000000 I;
Cycle Brkchp: 0.0000000 I;

ZxAua 3.61 : OpIoudS XPOVIKAG avauoVRG YIa TOUG KUKAOUG KATEPYOTiag
3.3.6 Mnvoparta xeipiot (Operator messages)

H katnyopia Operator messages (Zxnua 3.62) repiExel pubpioeig TTou KaBopifouv TO TTWG
Ba epgavifovrtal Ta oXOAIa OTO apxEio KWAIKA TTou dnIoUpyEiTal.

OpiCeTal 0 XapOKTHPAG YIO TOV OPIOCUO TWV UNVUPATWY TOU XEIPIOTA Kal O PEYIOTOG apIOudg
XOPOKTAPWY avA UTTAOK.

74



ZxNMa 3.62: PuBuioceig yia Tov 0pIOUO UNVUPATWY XEIPIOTA

H karnyopia auth TTepIEXEl pUBUIOEIS TTOU A@OPOUV TTPOXWPNHEVOUG XPHOTEG, Ol OTTOIOI
yvwpifouv, ouvidooouv kal emeEepydlovtal Tov KwOIKA MECW TNG €EPYOOTACIAKNG
yAwooag FIL (Factory Interface Language), kaBwg kai VTB, yia va gvioxuBei o Kwdikag
MNXAVAG Kal va TIPOCOPMOCTEI OTIC OTTAITAOEIG Tou €AeykTh (Zxnua 3.63 kai 3.64,
avTtioToixa).
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FIL Editor --- DMU50 SINUMERIK 810D

File Edit Search Tools Help

- B2l b oo ==

$ bR d bk ok bk b ko bk b ko ko ko o ko

5§ * Default Mill FIL file created by the OFG *
$$ o e o o ok o ok o o e o o o o o o o o o o o o o o o e o o o

¢4 PRINT/OFF,IN §% USE FOR PRODUCTION
PRINT/ON §§ USE FOR DEVELOPMENT
DMY = POS5TF(24,1) §% USE FOR DEVELOPMENT

ss bR ko ok bk bk b bk b ko ko ko ok ko

g% 7 @100 bradl, ¥Yatrid athilce SFeec roito:m. "%
$s E b o o b o ok o e o o e b ko e o e o ok o

REDEF/ON §% ALLOW VARATELES TO BE REDEFINED

$¢ THE FOLLOWING VARIABELES ARE DEFINED FOR USE WITH THE
§¢ POSTN/ AND REPEAT/ COMMANDS. THE USE SINGLE LETTER
$¢ VARIABLES ANY WHERE ELSE IN FIL WILL REDEFINE THEM

=l ;B=2 ; C=3 ;D=4 ;E=5 ; F=6 ; G=7 ; H=8

I=9 ; J=10 ; K=11 ; L=12 ; M=13 ; N=14 ; 0=15 ; P=16

Q=17 ; R=18 ; 5=19 ; T=20 ; U=2l ; V=22 ; W=23 ;X=24

¥=25 ; Z=26
CIMFIL/ON,CYCLE
CYCLE34 (RTP, RFP, SDIS, DP, DPR, DTB, SDAC, MPIT,
PIT, POSS, S8T, S5TL) =
uncx01.f52

£ ILine1 |CollJ File: ciiprogram files\proewildfire 5.01i486_ntgpostiuncx01.f52
—

2xnua 3.63 : MapdBupo emmetepyaoiag TG yAwooaog FIL

I Text /\/TB Editor --- DMU50 SINUMERIK 810D
I File Edit Search Tools Help

Untitled-0

E|| |Line1 |colo File: Untitled-0

ZxNMa 3.64 : Mapabupo emetepyaciag VTB



2710 TTOPEVO TTOPABUPO UTTAPXOUV oI puBIcEIS yia TIG eVvTOAEG avTioToixiong (PLABELS),
yia WIKPEG aAAayEC KAl AVTIKOTAOTACEIG TIHWV oTa dedopéva APT Twv apxeiwv B€ong

KOTITIKOU (ZXAua 3.65).

PLABEL DESCRIPTION VALUE

1 Tab Characters [Insen a hlank before each register address Ll
2 Verification Print IGenerate modal verification print LI
3 Inch f Metric lMetric input/ Metric output & Metric option file _VJ
4 Page Heading [Print page heading LI
5 Punch Output !Unpack punch output with one hlock ! line Ll
5} Warnings !Do not suppress warning messages LI
7 Man-Read PARTNO [Do not punch man-readable PARTNO _VJ
8 Rewind Stop Code lPunch rewind stop code at start and end LI
9 EOB Character 36(8)

10 Leader Character [52( =)

ZxNMa 3.65 : PuBuioeig evioAwv PLABELS

210 TapdBupo Commons (oxAua 3.66) atroBnkevovtal O TIUEG VIO TIG KOIVEG
TTAPAPETPOUG, TTPOKEIUEVOU VO CUPTTANPWEOEI N AioTa puBuicewyv Tou TEAIKOU ETTECEPYQOTTH).
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B
Commons --- DMU50 SINUMERIK 810D

Laocation
INTCOM: 53 Save Value I
RELCOM: oooooos 2 swvevalue |
DBLCOM: 0.0000000 |§ Save Value |

NOTE: to save an edited common's value, you must click the applicable "Save Valug"
button prior to incrementing or decrementing the associated commons location
spinner.”

2xAMa 3.66 : PUBMIOEIG TIHWV KOIVWV TTAPAUETPWY

TéNog, umtdpyxel n duvatdTnTa avalntnong oTo TTEPIBAANOV TOu TEAIKOU €TTECEPYOOTH
(ZxnNua 3.67). ‘Etol uttdpxel dueon TTPoBoAR Kai ava@opd OTIG TTaPAUETPOUS pUBUIoNG Tou

TENIKOU €TTECEPYAOTH.

Search --- DMU50 SINUMERIK 810D

EREERERRERNENRERNRERENRERNERNRERNRNRNERNNNNNANS

*#* INTCOM Variables &
i+ v 6.1 w
AR RN N N N A N NN RN NN RN RN R RN NN NNNNNNNRNN

0TE: Set INTCOMs 1-52 to 53 to cancel letter.
Set to position of letter in tape format to output letter.
You cannot output more than one letter in the same position at the same time.

0FS 000l Tape order of letter address 4
Default = 53
Range = 1 to 26,53

JB oooz Tape order of letter address B
Default = 11
Range = 1 to 26,53

\JC 0003 Tape order of letter address C
Default = 53
Range = 1 to 26,53

JD 0004 Tape order of letter address D
Default = 16
Range = 1 to 26,53

Tape order of letter address E

1 Mill -

ZxAua 3.67 : MapaBupo avalitnong
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3.4 Kwdikag Kartepyaoiog

MOAAIG oAokANPpwOEei n puBuIon Tou TEAIKOU ETTECEPYAOTH, YIVETAI N PETAYAWTTION TOU
apyeiou B€ong KoTITIkoU Tng YAwooag APT oTo apyeio TG yAwooag unxavis (G kwdikag),
TTPOKEIUEVOU VA EKTEAEOTEI 0TO KEVTPO KaTepyaaiag Tévre afdvwyv DMU 50 eco pe eAeyKT
Siemens Sinumerik 810D.

To apxeio autd eival TTpoékTaong .*mpf, OTTWG ammaiTei N CUYKEKPIUEVN EPYAAEIOUNXAVT).
Mpiv TNV atmooToAr, OUWG, TOU apxeiou *.mpf oTn KeVTPIKR Jovada eAéyxou TG INXAVNAG,
gival aTTapaiTnTo Va Yivouv KATTOIEG TPOTTOTTOIACEIG YIA TIG IDIITEPOTNTEG TNG UNXAVAG, TIG
OTT0iEG 0 TEAIKOG €TTECEPYAOTNG aduvaTEl va TTPAYUATOTTOIATEL.

Na 71 &v AOyw TPOTTOTTOINCEIG, XPNOIMOTTOINBNKE N uwnAou emTédoOU yAwood
TTpoypaupaTiopol MATLAB.

— AvTIKaTtaoTaon NG TIUAG X Tou dgova TTePIOTPOPAG B (TTEPIOTPOPA WG TTPOG TOV
agova y) ue 90-x

H avTikatdotaon auTr yivetal SI0TI TO CUYKEKPIPEVO KEVTPO KATEPYATIag €XEl Kal TOUG U0
TTEPIOTPOYIKOUG Afoveg OTO TPATTEQ, e€vwy n Onuioupyia Tou TeAIKOU €TTECEPYQOTH
BacioTnke oT10 PBacikd TUTTO PNXAVAG TTEVTE aAfOvwy MPE TOoV TTEPIOTPOPIKG dfova C
(TTEPIOTPOPA WG TIPOG TOV dAgova z) OTo TPATTEQI KAl TOV TTEPIOTPOPIKO dagova B
(TTEPIOTPOPA WG TTPOG TOV ALova Y) OTNV KEQAAA TNG PNXAVAG.

—  ExTtéAeon Twv evioAwv Swivel kai Rotation ota onueia TTEPIOTPOYPRS TOu
QAVTIKEILEVOU

H avtikatdotaon autr] yivetal dIOTI N CUYKEKPIPEVN EPYAAEIONNXAVA OEV ETTITPETTEI Kivnon
Kal oToug TTévTe doveg TauTdypova, Kabwg gival 3+2 agdvwy.

H evtoAr) CYCLES8OO divel Tn JETATOTTION TOU CUCTAPOTOG CUVTETAYMEVWY TNG unxavng. H
OUYKEKPIPEVN EVTOAR XPNOIMOTTOINONKE 0€ KABE onuEio TTEPIOCTPOPAS TWV AEOVWV.

H evioAf ouvtdooeTal ge Tov €¢RG TPOTTO:

CYCLES00 ( FR, TC, ST, MODE, X0, Y0, Z0, A, B, C, X1, Y1, 71, DIR,
_FR )

21NV TapévBeon SNAWVOVTAl Ol TTOPAUETPOI OXETIKA WE TN HETATOTTION TOU CUCTAHATOG.

To _FR opicel TNV atmmogdkpuvon Tou KOTITIKOU gpyaAgiou, ge To _TC dnAwveTal TO Gvouda
Tou apxeiou 6edopévwy, To _ST opilel Tov TPOTTO PETATOTTIONG TOU CUCTAUATOG, HE Ta _XO,
_YO ka1 _Z0 opiCovtal Ta onueia ava@opdg Trpiv atmmd Tnv mepIoTpodn, pe Ta A, B, C
opifovTtal ol ywvieg TTEPIOTPOPNG, Ta _ X1, Y1 kai _Z1 opiouv To onueio Yndév YeTa TNV
TTEPIOTPOQR], TO _DIR dnAwvel Tnv dieuBuvon Kai TéAog, To _FR _I opilel Tnv emTpdoBeTN
TIMA Y1 TV OTTOPAKPUVON TOU KOTTTIKOU.

EmmAéov, xpnoigotroinOnke n evioAri ROT TrpokeIgévOou va yivel TTEPIOTPOPH TOU
OUCTHMOTOG CUVTETAYHEVWY, HETA TN METOTOTTION.

MNa mapddeiypa, n ywvia B9.78 avrikataoTddnKe PE TIG YPAUMUES EVIOAWV:

GO0 Z200
CYCLES800(0,"DMG",0,39,0,0,0,0,0,9.78,0,0,0,1)
GO0 2200

ROT X0 Y-9.78 Z0
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O1 ypriyopeg Kivioeig otov dgova Z opifovTal TTPOKEIMEVOU va aTToQeuxBouv TuXOV
OUYKPOUOEIG TOU KOTITIKOU HE TO JEGO OUYKPATNONG 1 TO TPATTECI TNG UNXAVAG.

— Ai6pbwon Twv TTOPAPETPWY OTIG €VvTOAEG Olavoigng omwyv  (1mX. CYCLES3,
CYCLES84)

O1 evioAég CYCLE() 1Tou a@opouv TIG KATEPYyAOieg OTTWV UTTooTnpidovTal atrd Toug
eAéyxoug Siemens, TTapoAa autd o £Aeyxog Sinumerik 810D oTo kévTpo KaTepyaaiag DMU
50 eco, dExeTal OPITPEVOUG KUKAOUG HE AMYOTEPEG TTAPANETPOUG.

Me Ti¢ TTapatmavw aAAayég oTov Kwdika G, To apxeio gival TTAéov £€ToIMO va TTEpAoEl 0Tn
povdda eAéyxou TnNG uNXavNAg, yia va {eKivioel n d1adikagia KAaTepyaoiag TOU AvTIKEIUEVOU.
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4. EOAPMOIH

4.1 Nevragoviko kévrpo kKarepyaociag DMU 50 eco

2TN OUYKEKPIPEVN €pyaaia XpnaolpoTroindnke n wnelakd kabodnyouuevn DMU 50 eco 1ng
DMG/MORI SEIKI (oxdua 4.1), tou epyactnpiou MikpokoTi¢ kai KataokeuaoTiKAG
Mpooopoiwong, Tou TuAMaTog Mnxavikwy Mapaywyng kail Aloiknong, Tou MNoAuTexveiou
KpnTng.

To kévtpo katepyaciag DMU 50 eco, diaBétel duvatdTnTa Kivnong o€ Tpeig ouv dU0 AEOVES
(3+2), dnhadn TpeIg ypaupikoug, Toug X,Y,Z Kal dUo TTEPIOTPOPIKOUG, Toug B kal C. To
KEVTPO KaBodnyeital ye wneiokr kabodriynon Siemens Sinumerik 810D, pe duvarortnta
YPOQIKAG TTPOCOMOIWONG 0€ evowuaTwuévn 006vn. O XWpog KATEPYATiag TNG MNXavig
gival TrepiKAEIoTOG Kal UTTAPXE! avTAIa WUKTIKOU uypoU Pe auTtouaTn Asitoupyia.

2xnua 4.1 : Kévrpo katepyaoiog DMU 50 eco Tng DMG

To kévrpo kartepyaoiag yevikng xpriong CNC DMU 50 eco eival e€omTAIopévo PE 10XUPNA
arpakto péxpl 8.000 rpm, potr) atpaktou 83 Nm (40% ED), 1oxU atpaktou 13 kW (40%
ED) kai 12 m/min ypriyopn HETATOTTION. TO TTEPIOTPEPOPEVO TPATTE]I TOU KABIOTA E€QIKTH
TNV KATOOKEUN TTOAU OUVOETWY TEPayiwv KaTepyaaiag. H udpauAik cUo@IEn ePTTEPIEXETAI
OTO TTEPIOTPEPOUEVO TPATTEQI KOl N TTEPIOX TTEPIOTPOPNAG PéEXP! TIg 115° ( -5° / +110°)
KaBI0TA €QIKTEG KAioeIG péxpl 20°. O epyaAeiopopéag ue 16 BECEIS KAl TO ATTOCTIWHEVO
XEIPIOTAPIO KABIOTOUV €QIKTA TNV OTTAr] Kal AVETN €KTEAEON Twv OIOPOPWY EPYOCIWV
ppaiapiopatog. H olyxpovn KATOOKEUN €ival PE XUTOOIONPO OKEAETO, yia MEYIOTN
aKkpieia kal TToIdTNTA ETTIQAVEIWY (ZXAuUa 4.2).
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ZxNua 4.2 : O okeAet6g DMU 50 eco 1ng DMG

To ouotnua eAéyxou Siemens 810D powerline pe Aoyiopiké ShopMill evowpatwuévo ato
epyovouikd DMG SLIMline® Panel pe 086vn TFT 15" kai TAApPeG TTANKTPOAOYIO,
Ol100£Tel OAO Ta ATTAPAITNTA GTOIXEIO TTOU KABIOTOUV £QIKTO TOV OTTAG TTPOYPAUMATIONO,
Kabw¢ kai TV TPICOIGOTATN TTPOCOMOIWON, YIO TNV  E€KTEAECN  OTTOIOUBATTOTE

TTPOYPAPPOTOG apIBUNTIKOU eAEyxoU (ZxNua 4.3).

Ta Baoik& oToixeia TG povadag eAéyxou cival n 084évn, TO TTANKTPOAGYIO KAl TO KOUMTTI
EKTAKTNG avAykng. To TTANKTPOASYIO TNG pHovadag eAEyXou gival XWPIOUEVO O€ DIGPOPES
KOTNyopieg, KABe pia  ammd TIG OTToieg €KTEAOUV DIAPOPETIKEG AEITOUPYieG. YTTAPXEl Mia
opdda pe aA@apIiBUNTIKOUG XOPOKTAPEG Kal GUMPBOAd, pia opdda pe €va aplOunTikd
TTIANKTPOAGYIO, pia opdda pe TTAAKTPA TTOU €AEYXOUV TIG TTANPOPOpPIEG TTOU gu@avidovTal
oTnv 086vn, PIa ouada PE TTANKTPA AUETOU WN@IOKOU EAEYXOU TWV KIVAOEWY TNG JNXAVAG,
Mia opdda pe TAAKTPa pUBPIONG TNG WNXOVAS Kal TEAOG, MIa opada peE TTAAKTPA TTOU
EKTEAOUV BIAPOPEG AAAEG AEITOUPYIEG.
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2xNua 4.3 : To ouotnua eAéyyxou Siemens 810D. 1. EpyovouikG OXedIOOPEVN POVADQ
eAéyxou, 2. OB46vn TPI0BIGOTATNG YPAPIKAG TTPpooouoiwong, 3. ATouIKA ddeia XeIpIoTA HE
€10IKG TTpoVOpIa TTPOORACNG Yia TOV EAEYXO Kal TN JNXav.
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4.2 KomTikd gpyalgia

210 oTddI0 QUTO eival ATTAPAITATO VA Yivel N €TTIAOYA TWV KOTITIKWV €PYaALiwv TToUu Ba
QopTWOOUV OTNV TTAAETA TOU KEVTPOU KATEPYAOIQG, TTPOKEIMEVOU VA EKTEAECTOUV Ol
TIPOYPAMUATICOMEVEG KATEPYOOIieG. Ta KOTITIKA €pyoAgia TTOU XPNOIYOTToIOUVTal OTNV
TTapouoa €@apuoyr Tapoucialovtal oTto oxAua 4.4, OTTwG XPNOoIJoTToInenkav OTIg
akoAouBieg apIBuNTIKOU eAéyxou oTo TTPpOypaupa Pro/Manufacturing.

T1 KovduAl ®10

T2 Z@aipikig améAnéng ®6

i3 Tputravi ®6

ZxNHa 4.4 : KoTrmikd epyaAcia epappoyng

H ovopacia Twv KOTITIKWV epyaAciwv Tpétrel va  gival idla Kal oTov  KWOIKA
TTPOYPOUUATIONOU apIBUNTIKOU eAEyXOU, AAAG Kal OTn povada Tng PYOAEIOPNXAVAG. ZTO
oxqua 4.5 mapouciddetal n dAAWON TwV KOTITIKWY €PYAALiwv OTn pnxavr), HE Ta
XOPAKTNPIOTIKA TOUG WEYEDN, evw n TTPWTN OTAAN agopd Tn Béon oTnv oTroia €xouv
ToTT00eTNBEI OTNV TTaAéTA TNG. MO TTAPAdEIYUA, TO TPUTTAVI 6Bmm pe Tnv ovopacia DRILL6
Exel popTwOEi oTn Béon 1, evy oTov KwdIKa yxpnoiyotroieital N AéEn T="DRILL6G” yia va
OnAwaoel TO epyaAeio HEOW OVOPATOG, OTTWG 0pilel 0 EAeyXOG Siemens.

2xAMa 4.5 : ABAwon KOTITIKWY €pyaAgiwv oTnv epyalciopnyavr)
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4.3 [pooopoiwon TPoypaUHATOS

AQou £xel el0ayBei To TTPOYPAUUa apIBUNTIKOU eAEyXou OTn povada eAEyXOu TNG PNXavng,
yiveTal ypa@ikff TTpOCOMOiwon TnNg KaTEPyaoiag KOTAG oTnv o8ovn Tng povadag,
TIPOKEIMEVOU VA YiveEl €VTOTTIONOG yia TuxXov AdOn. E@ocov yivel o éAeyxog TOUu
TIPOYPAPUATOG KAl €ival IKAVOTTOINTIKOG, WTTOPEI VA YiveEl OTN OUVEXEID N €KTEAEON TNG
Katepyaoiag.

210 oxXNua 4.6 @aivetal n ypagikr) TTPOCOUOIWOoN yid TO TTPOYPAUMATICONEVO KOUMATI
Katepyaoiag oto cuoTnua eAéyxou G DMG.

ZxNMa 4.6 : Npooouoiwon TTPoYPAUUATOG
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4.4  ATroTeEAéOHATA KOTTAG

O KWwdIKAG Tou TTPOYPANPOTOG YIa TNV Katepyaoia Tou QoKidiou rTav pAkoug 6.900
YPOUMWY Kal XpOvog KATEPYOOoiag Tou OTo KEVIPO Katepyaciag DMU 50 eco rtav 35
AeTrTd, OTTWG akpIBwg eixe uttoAoyioTei amd 10 cuotnua CAD/CAM Pro/Engineer Kai
TTAPOUCIAZETAI OTO QUAAO diadikaciwy TTou BpiokeTal oTa MapapTAPaTa.

210 TTapakdtw oxfuata (4.7 - 4.10) TapouacialovTal Ta aTToTEAETUATA KOTTAG.

2xnua 4.7 : Eikéva 1 armmoteAéopaTog KOTTAG

2xnua 4.8 : Eikéva 2 atmmoteAéopaTog KOTTAG
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2xAua 4.9 : Eikéva 3 amoteAéoPaTog KOTTAG

2xAMa 4.10 : Eikéva 4 amoteAéopaTog KOTTAG
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5. ZYNOWH

2Tnv TTapouoa PeTaTTuxiakn SiatpiBr TTapousidoTnKe O TPOTTOC dnuioupyiag evog TEAIKOU
emegepyaoTy (Post Processor) péoa amd 1o TrepIBdAAov Tou cuoTAuatog CAD/CAM
Pro/Engineer. ¥1a TTAQicla autd avatrTuxdnke n diadikacia oXedIooPoU KAl KATEPYATIWV
€vOG OOKIMiOU, KAl 0T guVvEXEIa ONUIOUPYABNKE Kal pUBUIOTNKE O TEAIKOG ETTECEPYATTNG VIa
TO KEVTPO KaTepyaaoiag Tévre afdévwyv DMU 50 eco pe eAeykTh Siemens Sinumerik 810D.

H e@appoyry oAoKANPWONKE HPE TNV KATEPYAOia KOTTAG TOU OOKIMIOU OTO OUYKEKPIUEVO
KEVTPO KaTepyaaoiag Tou epyacTtnpiou MikpokoTrAg kai KataokeuaoTikAg MNpocouoiwaong,
TOU THAPaTog Mnxavikwy Mapaywyng kai Aloiknong, Tou MNMoAutexveiou KpATtng.

H diaolvdeon Tou cuoTtiuatog CAD/CAM e TO OUYKEKPIPEVO KEVTPO KATEPYAOIAG TTEVTE
agévwy, €yive Me emTuyia, Adyw Tng ammoAUTNG oupfardtnTag Tou KwOIKA TTou
TTPOYPAMMPATIOTNKE. ATTO TO QTTOTEAEOUA TNG KOTTAG TOU QVTIKEIMEVOU TIAPATNEEITAI N
aKPIBEIa TwV KATEPYAOIWY, OTTWG TTPOYPAPUATIOTNKAY 0To ouoTnua katepyaciwv CAM.
EmmAéov, o xpovog kartepyaciag ATav akpiBwg idlog OTTwG uTtroAoyioTnke amd TO
TTPOYPAUMA.

MapoAa autd, ye TTepaITépw PBEATIOTOTTOINCN TWV CUVONKWY KATEPYOOIAG, €ival EQIKTH N
TTapaywyn TPoidvTwy KAAUTEPNG dUVATHG TTOIOTNTAG, AVEEAPTATOU TTOAUTTAOKATNTAG, OTA
TTAQiola TTavTa Twv SUVATOTATWY TNG EPYAAEIOUNXAVNG.

H Onuioupyia kai n owoTth puUBPION Tou TEAIKOU €TTECEPYQOTH] YIA MIO CUYKEKPIUEVN
WNEIOKA Kabodnyoupevn epyaAclounxavy €ival uyiotng onuooiag, kabwg KabioTd Tnv
TTapaywyn Hia autopaTtotroinuévn dladikacia. Mpémel, Opwg, va Aaupdavovtal anuavTiké
UTT OYIV OI TTOPAUETPOI TTOU EUTTAEKOVTAI OTIG KATEPYOQOTIES, KABWG Kal o1 IBIAITEPOTNTEG TNG
EKAOTOTE EPYOAEIOPNXAVAG.
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7. MAPAPTHMATA

Assemb
Author

1y Hame :

TELIKO_HSC
CHARITOU KALLIOPI

®uAAo Aladikaoiwv (Route Sheet)

Sheet

8a14a

aa2a

aa3a

aaun

ae5 e

Machine and Sequence
Description

MILL

Trajectory Hilling

HMILL

Surface Milling

HMILL

Surface Milling

MILL

Surface Milling

MILL
Holemaking

HMILL
Holemaking

H/A

H/A

H/A

H/R

HiR

H/R

H/A

H/A

6.7314

6.9677

16.275

B.8336085

8.15361

Rmud
Uolume

{cu. mm
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POSTPROCESSOR OVERVIEW

This report documents all the data available in the Option File Generator and puts it into a
readable format. Not only are the values of the various fields included, but so are most of
the commons.

. General Information

. Machine Configuration
. Mill Turn

MCD File Format

. File Formats

. Prep Codes

. Aux Codes

. Coolant Codes

. Linear Motion

10. Rapid Motion

11. Circular Motion

12. Cycle Motion

13. Curve Fitting

14. Feedrate

15. Cutter Comp

16. Tool Change Sequence
17. Fixture Offset

18. Spindle Codes

19. Dwell Parameters
20. Operator Messages
21. Start/ End Program

©CONOUTAWNE

kkkkkkkkkkkkkkkkkkkk G EN E RAL I N FO R MATIO N kkkkkkkkhkkkkkkkkkkkkkk

MACHINE: 5 - Axis Rotary Table / Rotary Head
OPTFILE NAME: DMU50 SINUMERIK 810D
MACHINE NBR: 52

FILE NAME: uncx01.p52

INPUT UNITS: Same as NCL units

OUTPUT UNITS:  Same as NCL units

OPTFILE UNITS:  Metric

FIL FILE: C:\Program Files\proeWildfire 5.0\i486_nt\gpost\uncx01.f52
AUTHOR: Charitou Kalliopi

COMPANY: TUC M3 Lab

PHONE:

*kkkkkkkkkkkkhkkkkkkk MACH I N E CO N F I G U RATIO N *kkkkkkkkkkkkkkkkkkk
*t QUTPUT METHOD ***

OUTPUT METHOD: Positive - both tool len, offset (1-1510)

*** PRIMARY ROTARY AXIS ***

PRIMARY ROTARY AXIS: Z - Axis (1-2078)
EIA STANDARD: No (D-0652)
TOOL AXIS 0,0,1=0: NA (1-2097)
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FACES POS DIRECTION:
CLW ALONG NORMAL:
DEFAULT DIR. CLW:
REPQOS. C-AXIS TO O:
ROTARY RESOLUTION:
PIVOT DISTANCE:

NEG. 360 CONTOUR:
OUTPUT GO/ G1 CODES:
ONLY CAPABLE OF IND:
MIN FEEDRATE:

MAX FEEDRATE:
FEEDRATE CALC:
VELOCITY PERCENT:
ROTARY AXIS TYPE:
RAPID RATE:

NA

Yes

Yes

Yes
0.0010000

NA

No

No

NA

0.0010000
200.0000000
NA

NA

-359.99 and 359.99
1400.0000000

*** SECONDARY ROTARY AXIS ***

SECONDARY ROTARY AXIS: Y - Axis

EIA STANDARD: No

TOOL AXIS 0,0,1=0: NA

REPOS C-AXISTO OO IF..: NA

PIVOT DISTANCE: 0.0000000
HEAD POSITION: Closest reslove
NUTATOR ANGLE: 0.0000000
RESOLVE B: NA

ENABLE CALC FOR A No

ROTARY AXIS TYPE: -n & +n; n=max depart of rotary
OFFSET ALONG X-AXIS: NA

OFFSET ALONG Y-AXIS: NA

OFFSET ALONG Z-AXIS: NA

S-P PIVOT DIST ALONG X: NA

S-P PIVOT DIST ALONG V: NA

S-P PIVOT DIST ALONG Z: NA

*** SPECIFICATION ***

MOTION RESOLUTION: 0.0010000
MOTION MAX DEPARTURE: 9999.9998000
MOTION REGISTERS MODAL: Yes

CL PTS IN MULTAX MODE:

Use previous tool axis

0 TO 360 OUTPUT: +/-0 = +/-0; +/-360 = +/-360

IJK TOOLAXIS TOLERANCE: 0.0000000

TOL DIFF FROM LAST: 0.0000000

*k*k AXES *k*k

LIMIT CHECK: Yes

-- AXES -- -- HOME -- -- MINIMUM -- -- MAXIMUM --

X-Axis  10.00000 (D-130) -250.000 (D-592) 250.0000 (D-598)

(D-0640)
(D-0447)
(D-0445)
(1-2094)
(D-0446)
(D-0635)
(1-2706)
(1-4657)
(1-2453)
(D-0119)
(D-0125)
(1-1895)
(D-0088)
(1-2092)
(D-0112)

(1-2082)
(D-0657)
(1-2097)
(1-2094)
(1-2098)
(D-0635)
(D-0881)
(1-2094)
(D-1074)
(1-2091)
NA

NA

NA
(D-1031)
(D-1032)
(D-1033)

(D-0421)
(D-0079)
(1-1918)
(1-1912)
(1-2706)
(D-0891)
(D-1035)

(1-1849)
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Y-Axis  10.00000 (D-131) -225.000 (D-593) 225.0000 (D-599)
Z-Axis  30.00000 (D-132) -200.000 (D-594) 200.0000 (D-600)
B-Axis 0.000000 (D-134) -5.00000 (D-596) 110.0000 (D-602)
C-Axis  0.000000 (D-135) -360.000 (D-597) 360.0000 (D-603)

#+* TRANSFORMATION ***

TRANSFORMATION TYPE:
X - AXIS TRANSLATION:
Y - AXIS TRANSLATION:
Z - AXIS TRANSLATION:

OUTPUT (X-AXIS):
OUTPUT (Y-AXIS):
OUTPUT (Z-AXIS):
OUTPUT (A-AXIS):
OUTPUT (B-AXIS):
OUTPUT (C-AXIS):
DIST. ALONG TOOL AXIS:

OUTPUT SCALE (X-AXIS):
OUTPUT SCALE (Y-AXIS):
OUTPUT SCALE (Z-AXIS):
OUTPUT SCALE (A-AXIS):
OUTPUT SCALE (B-AXIS):
OUTPUT SCALE (C-AXIS):

*** RIGHT ANGLE ***

Simple XYZ Translation

0.0000000
0.0000000
0.0000000

0.0000000
0.0000000
0.0000000
0.0000000
0.0000000
0.0000000
0.0000000

1.0000000
1.0000000
1.0000000
1.0000000
1.0000000
1.0000000

RT ANGLE HEAD OR HOLDER REQ'D: No

kkkkkkkkkkkkkkkkkkkkkkk M I L L_T U R N *kkkkkkkkkkkkkkkkkkkkk

¥»** GENERAL ***

MILL TURN:

k*kkkkkkkkkkkkkkkkkkkkk M CD FI LE FO R MAT kkkkkkkkkkkkkkkkkkkkkkkk

BLANK BEFORE EA ADDR:
DECIMAL COUNT:
FILE TYPE

- ADDR - - DESCRIPTION - - ALIAS'S - - FMT (In)# - - INTCOMS ## -

Sequence Nbr none/none F4014, 106, 159
Prep Functions none/none F2007, 107, 160

NA

Yes
Default
mpf

Y - Axis none/none F3425, 109, 162
Z - Axis none/none F3426, 110, 163

N

G

X X-Axis none/none F3424, 108, 161
Y

Z

I

X - Axis Arc none/none F3409, 111, 164

(1-2093)

(D-0286)
(D-0287)
(D-0288)

(D-0775)
(D-0776)
(D-0777)
(D-0778)
(D-0779)
(D-0780)
(D-0918)

(D-0486)
(D-0487)
(D-0488)
(D-0489)
(D-0490)
(D-0491)

(1-4664)

(1-1831)
(1-4593)
(1-4600-7)
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Y - Axis Arc none/none F3410, 112, 165

Z - Axis Arc none/none F3411, 113, 166

Cycle RAPID Stop none/none F3418, 114, 167
Rotary Table Axis none/none F3303, 117, 170
Rotary Head Axis none/none F3302, 118, 171
Feedrate none/none F3306, 119, 172

Spindle none/none F4019, 120, 173

Tool T="/" F0020, 121, 174

Cutter Rad/Dia Comp none/none F2004, 122, 175
Tool Length Comp none/none F2008, 123, 176
Aux / M-Codes none/none F2013, 124, 177

SITOCH0TWwOAIORC

# - Fmt may include + sign, leading O, number of characters before
and after the decimal, decimal, and trailing O

## - Intcoms for Address, Format, & Spec respectively
*kkkkkkkkkkkkkkkkkkkkkkk FILE FORMATS *kkkkkkkkkkkkkkkkkkkkkkkk
*** | IST FILE FORMAT ***
VERIFICATION PRINT: Generate verification print

SUPPRESS ALL WARNINGS: No
SUPPR MAJ WORD WARNING: No

PAGE FORMATTING: Yes

NBR OF LINES PER PAGE: 51

TAPE IMAGE: Print non-formatted version
IDENTIFY LINTOL BLOCKS: No

INCL INPUT STMT IN LST: No

SKIP FIL: NA

SKIP PPRINT: NA

SKIP INSERT: NA

SKIP PARTNO: NA

*** SEQUENCE NUMBERS ***

MAX SEQUENCE NUMBER: 9999.0000000
START SEQUENCE NUMBER: 1.0000000
SEQUENCE NBR INCREMENT: 1.0000000
TURN OFF SEQ# AT START: Yes

OUTPUT NBR EVERY n BLK: 0

ALIGN BLK CODE & ALIAS: O aliasis O
OPSKIP CHAR & ALIAS: / alias is /
OUTPUT SEQNO ON INSERT: Yes

OUTPUT SEQNO ON PPRINT: Yes

## - value is obtained by adding Dblcoms 477 & 479

*»** HTML PACKAGER ***

INCLUDE SOURCE FILE: No
INCLUDE LST FILE: No
INCLUDE PUNCH FILE: No
INCLUDE OPTION FILE: No
INCLUDE FIL FILE: No

(-1832)
(1-1836)
(-1850)
(1-1834)
(1-1988)
(-1861)
(1-2701)
(1-1917)
(1-4658)
(1-4658)
(1-4658)
(1-4658)

(D-0478)
(##)
(D-0477)
(-1508)
(1-2007)
(1-1846)
(1-1842)
(1-1860)
(1-1860)

(1-4680)
(1-4680)
(1-4680)
(1-4680)
(-4680)
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*** SIMULATION FILE ***

TIME & ABSOLUTE POSITION:
No time and absolute file needed (1-4682)

kkkkkkkkkkkkkkkkkkkkkkkk P R E P CO D ES *kkkkkkkkkkkkkkkkkkkkkkkkkk

-- CODE -- --- DESCRIPTION ---
54 Axes Preset (1-0517)
NR Inch Mode (1-0506)
71 Metric Mode (1-0511)
90 Absolute Mode (1-0497)
NR Incremental Mode (1-0505)
80 Cycle / Off (1-0500)
81 Cycle / Drill (1-0470)
NA Cycle / CSink (1-0471)
83 Cycle / Deep (1-0472)
84 Cycle / Tap (1-0473)
85 Cycle / Bore (1-0474)
88 Cycle / Ream (1-0475)
87 Cycle / Thru (1-0476)
82 Cycle / Face (1-0477)
86 Cycle / Mill (1-0478)
NA Cycle / Brkchp (1-0480)
01 Linear Interpolation (1-0510)
00 Rapid Motion Positioning XY (1-0512)
00 Rapid Motion Positioning Z (1-0513)
NA Circ Motion Clockwise (1-0499)
NA Circ Motion Counter Clockwise (1-0498)
94 UPM Mode (1-0508)
NA UPR Mode (1-0509)
93 Inverse Time Mode (1-0507)
54 Fixture Offset Minimum (1-3429)
59 Fixture Offset Maximum (1-3430)
54 Fixture Offset Default (1-3428)
04 Dwell Blocks (1-0504)
41 Cutcom / Left (1-0502)
42 Cutcom / Right (1-0503)
40 Cutcom / Off (1-0501)
00 Pulbac (Cycle Motion) (1-4336)
00 Pulbac Initial (Cycle Motion) (1-4607)
00 Pulbac Full (Cycle Motion) (1-4608)
00 Prim Rotart Axis Rotation (1-0514)
17 Plane Selection XY (1-0523)
18 Plane Selection ZX (1-0525)
19 Plane Selection YZ (1-0524)
NA Tool Chg Seq Tool Length (1-516)

CONT ACCEPT MULT CODES: Yes (1-1864)

CYCLE TAP - HIGH 84.2 (##)

#i# - based on Intcoms 2714 and 2715



kkkkkkkkkkkkkkkhkkkkkkkhkk AUX CODES kkkkkkkhkkkkkkkhkhkkkkkkkhkkkkkk

-- CODE -- --- DESCRIPTION ---
01 Stop Code
02 OpStop Code
30 End Code
NR Rewind Code
51 Feedrate Enable Override
50 Feedrate Disable Override
03 Spindle Clockwise
04 Spindle Counter CW
03 Spindle Default Rot
NR Spindle Stop Code
19 Spindle Orient Code
06 Tool Change Seq

CONT ACCEPT MULT CODES:

Yes

kkkkkkkkkkkkkhkkkkkkkkk CO O LAN T CO D ES kkkkkkkkkkkkkkkkkkkkkkkkkk

-- CODE -- --- DESCRIPTION ---
07 Coolant Mist
08 Coolant Flood
18 Flood High Pressure
17 Flood Low Pressure
28 Thru High Pressure
27 Thru Low Pressure
08 Coolant Default
09 Coolant Off
OUTPUT TYPE:

OUTPUT COOLNT/OFF code

On a block by itself
No

kkkkkkkkkkkkkkkkkkkkkhkkx LI N EAR MOT I O N kkkkkkkhkkkkkkkhkkhkkkkkkkhkk

PREP-CODE IS MODAL:
OUTPUT METHOD:
USE LINEARIZATION:

Yes
Output XYZ in one block
No

kkkkkkkkkkkkkkkkkkkkkhkkx RAPI D MOTI O N kkkkkkkkkkkkkkkkkkkkhkkkkkx

PREP-CODE IS MODAL:

RAP TRAVERSE MIN DIST:
RAP TRAV FEED BELW MIN:
RAPID ADDRESS:

RAPID VALUE:

POSITIONING VELOCITY:
OUTPUT REDUNDANT F-CDE:
FEEDRATE PREP CODE:
MOTION ANALYSIS:

Yes

0.0000000

0.0000000

none

NA

200.0000000

No

00

Rot:: XY Z .. Z:rot:: XY

(1-1984)
(1-1969)
(1-1963)
(1-1980)
(1-1965)
(1-1964)
(1-1982)
(1-1981)
(-1513)
(1-1983)
(1-1970)
(1-1966)

(-1865)

(1-1960)
(1-1959)
(1-3423)
(1-3424)
(1-3421)
(1-3422)
(1-1962)
(1-1961)

(1-3425)
(1-4662)

(1-4339)
(-1873)
(D-0636)

(1-1922)
(D-0425)
(D-0426)
(1-2073)
(D-0424)
(D-0107)
(1-1848)
(-1862)
(1-1870)
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kkkkkkkkkkkkkhkkhkkkkkkk Cl RC U LAR MOTIO N kkkkkkkkkkkkkkkhkkkkkkkkk

PREP-CODE IS MODAL:
XYZ CODES MODAL:
CIRCLE CENTER OUTPUT:

MAX DEGREES PER BLOCK:

CORRECTION METHOD:
MAXIMUM RADIUS:
CIRCLE Z DEVIATION TOL:

TRUE RAD FEEDRATE CALC:

OUTPUT F-CODE CIR BLKS:

*** RADIUS MODIFIER***

RADIUS ADDRESS:
PREP-CODE IS MODAL:

*+% PLANE SELECTION ***

CUTCOM PLANE:

MOVES +X TO +Y IS CCW:
MOVES +X TO +Z IS CCW:
MOVES +Y TO +Z IS CCW:

*et ARCSLP *+*

OUTPUT ARCSLP BLOCKS:
DIS K OUTPUT W/ ARCSLP:
SKIP Z MOVE TEST CIR:

ARCSLP/ON, z INPUT CMD:

Yes
No
Output Radius

360 deg. per block

Don't correct CL pt not true arc
999.9999000

0.0000000

No

No

Use GOL1 if cir/plane does not..
Yes
Yes
Yes

In radians absolute
No

No

N/A

kkkkkkkkkkkkkhkkhkkkkkkkk CYCLE MOTION *k%k *kkk *k*k *kk

OUTPUT TYPE:
AUTO CLEARANCE VALUE:

CYCLE MOTION ANALAYSIS:

CYC MOTION DATA MODAL:
MODALITY TYPE(S):
UNIGRAPHICS FORM:
SIEMENS 840:

SIEMENS AROT:
CYCLE DEEP ADDRESS:
CYCLE DWELL ADDRESS:
CYCLE CAM ADDRESS:
2ND CLEARANCE PLANE:
G98/G99 PULBAC AVAIL:
POS Z-AXIS RETRACT:
RETRACTING AXIS ADDR:
MULTAX MODE CYCLE:
XY PLANE (0,0,1):

ZX PLANE (0,1,0):

YZ PLANE (1,0,0):

XYZ PLANE (all):

Absolute Z

0.0000000

No

First cycle point

Neither linear or rotary

GPost to process - accept as is
Output non-modal CYC 81 format
Do not output AROT cycle format
K

none
Yes

Yes

Z

Same as 3-axis mode
NA

NA

NA

NA

(1-2064)
(1-2065)
(1-1924)
(-1923)
(-1879)
(D-0423)
(D-0917)
(-1859)
(1-3436)

(1-2067)
(1-2066)

(1-4340)
(1-2016)
(1-2017)
(1-2018)

(1-1877)
(1-3435)
(1-2717)
(-4668)

(1-1871)
(D-0927)
(1-1874)
(##)

(##)
(1-4660)
(1-4677)
(1-4683)
(1-0061)
(1-0062)
(1-0063)
(1-2482)
(1-4316)
(D-0488)
(1-2206)
(1-4594)
(1-4595)
(1-4596)
(1-4597)
(1-4598)
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## - Intcoms 4635 and 4337
*** PULBAC ***
G98/G99 PULBAC AVAIL:

G-CODE:
G-CODE IS MODAL

Yes
G-Code from Cycle command
Yes

kkkkkkkkkkkkkhkkkkkkkkk C U RVE FITTI NG *kkkkkkkkkkkkkkkkkkkkkhkkkx

ENABLE CURVE FITTING:
ARC FITTING TYPE:
HELICAL MOTION:
CHORDAL TOLERANCE:
SPLINE FITTING TYPE:
OUTPUT MACHINE TYPE:

Yes
Siemens
Yes
0.0050000
Nurb
Siemens

kkkkkkkkkkkkkkkkkkkkkkkkk F E E D RAT E kkkkkkkkkkkkkkkkkkkkkkkkkkkk

*** GENERAL ***

OUTPUT CODE MOTION BLK:
OUTPUT F-CD MOTION BLK:
VER PRINT IN LIST FILE:

*kk U PM *k%k

UPM MINIMUM:

UPM MAXIMUM:

UPM MULITPLIER:

INCH FORMAT:

METRIC FORMAT:

OUPUT UPM FOR GOTO/xyz

*kk U PR **%k

NA

*»** INVERSE TIME ***

INVERSE TIME MINIMUM:
INVERSE TIME MAXIMUM:
INVERSE TIME FEEDRATE:
INV TIME MULITPLIER:
OUTPUT INV TM FEEDRATE:
MIN TIME INV TIME MOVE:
ID CORRECTED BLKS LIST:
INV TIME CALULATION:
INCH FORMAT:

METRIC FORMAT:

Yes
No
Print in IPM

0.0010000
1000.0000000
1.0000000
F33

F42

No

0.0010000
200.0000000

Use circle arc length
1.0000000

No

0.0000000

NA

Use iterative method
F33

F42

(1-4316)
(1-4336)
(1-4674)

(1-4334)
(D-0994)
(D-0995)
(D-1002)
(D-0997)
(1-4335)

(1-0532)
(1-1911)
(1-4659)

(D-0114)
(D-0120)
(D-0743)
(1-0620)
(1-0620)
(1-2095)

(D-0105)
(D-0106)
(1-1863)
(D-0745)
(1-2095)
(D-0887)
(1-2703)
(-1878)
(1-0540)
(1-0540)
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kkkkkkkkkkkkkhkkhkkkkkkk C UTT E R CO M P kkkkkkkkkkkkkhkkkkkkkhkkkkkkkk

PQ VECTS ON CUTCOM BLK:
OUTPUT W/ XY MOTION BK:
OUT SIN/COS LT/RT BLKS:
OUTPUT TOOL NBR AS DIA:
DIA OFFSET ADDRESS:

# - value is based on Intcom 2708 and 4358

*** 5-Axis Mills ***

PQ VECTS ON CUTCOM BLK:

*kkkkkkkkkkkkkkkkkkkkkx TOO L CHAN G E S EQ kkkkkkkkkkkkkkkkkkkkkkkkkkx

TOOL CHANGE TIME:
CYCLE TIME OUTPUT:
T-CODE IS MODAL:

T&M CODES ON SEP. LINE:
TOOL NBR AS LEN OFFSET:
OUTPUT TOOL PRESELECT:
TOOL CHNG POSITIONING:

** COORDINATES ***

X - COORDINATE:
Y - COORDINATE:
Z - COORDINATE:
A - COORDINATE:
B - COORDINATE:
C - COORDINATE:
MOTION ANALYSIS OPTION:

*kkkkkkkkkkkkhkkkkkkkk F I XT U R E O F FS ET kkkkkkkkkkkkkkkkkkkkhkkkkkk

OUTPUT CODE W/ FIX OFF:
OUTPUT WHEN ZERO:
OUTPUT TYPE:

OFFSET ADDRESS:
ADDRESS MINIMUM:
ADDRESS MAXIMUM:
ADDRESS DEFAULT:

kkkkkkkkkkkkkhkkkkkkkkk S P I N D L E CO D ES *kkkkkkkkkkkkkkkkkkkkkkkkk

*** GENERAL ***

DIRECT RPM:
NBR OF SPINDLE RANGES:

No (1-2476)
Output PC with XY for LT-RT-OFF (#)

No (1-1941)
Yes (1-4314)
D (1-0858)
No (1-4356)
3.0000000 (D-0481)
Do not output tool times to list (1-1866)
No (1-4318)
No (1-3437)
No (1-4313)
No (1-4315)
Do not output tool chng pos blk (1-1872)
Current X (D-0604)
CurrentY (D-0605)
30.0000000 (D-0606)
NA (D-0607)
0.0000000 (D-0608)
0.0000000 (D-0609)
Use tool change location (1-4663)
Yes (1-3427)
Yes (1-3432)
On a block by itself (1-3431)
G (1-0496)
0.0000000 (D-0925)
0.0000000 (D-0923)
0.0000000 (D-0924)
Yes (1-0483)
1 (1-2006)
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NBR OF DEFAULT RANGES:

OUTPUT TYPE:
RANGE #1.:

*** DIRECT RPM ***

-- RANGE -- -- MIN SPEED --

1 1.0000000 (R-11)

1
On a block by iteself
NA

-- MAX SPEED --

3000.0000000 (R-17)

kkkkkkkkkkkkkkkhkkkkkk DW E L L PARAM ET E R S kkkkkkkkkkkkkkkkkkkkkkkkkk

*** CYCLE DWELL ***

DWELL REGISTER ADDRESS:

UPM MIN TIME:

UPM MAX TIME:

UPM DWELL MULT:
UPR MIN TIME:

UPR MAX TIME:

UPR DWELL MULT:
UPM INCH FORMAT:
UPM METRIC FORMAT:
UPR INCH FORMAT:
UPR METRIC FORMAT:

*** CYCLE DWELL ***

CYCLE DRILL:
CYCLE CSINK:
CYCLE DEEP:
CYCLE TAP:
CYCLE BORE:
CYCLE REAM:
CYCLE THRU:
CYCLE FACE:
CYCLE BRKCHP:

F
0.1000000
99.9900000
0.0000000
0.0000000
0.0000000
0.0000000
F0O0

F0O0

null

null

0.0000000
2.0000000
0.0000000
2.0000000
2.0000000
0.0000000
0.0000000
2.0000000
0.0000000

k*kkkkkkkkkkkkhkkkkkkk O P E RATO R M ESSAG ES kkkkkkkkkkkkkkhkkkkkkkhkkhkk

CNTRL-OUT CODE & ALIAS:
CNTRL-IN CODE & ALIAS:

MAX CHARACTERS PER BLK:

OUTPUT MSG TAPE FILE:
RETAIN SPACE IN INSERT:

CONTINUATION CHARACTER:

(alias is (
) alias is)
120

No

No

kkkkkkkkkkkkkhkkkkkkkkk START / END kkkkkkkkkkkkkkkkkkkkkkkkkkkk

DNC FORMAT:

UNITS OF LEADER:
LEADER CODE & ALIAS:
UNITS OF TRAILER:

Yes
NA
NA
NA

(1-1523)
(1-4641)
(1-1973)

(1-0487)
(D-0084)
(D-0086)
(D-0980)
(D-0085)
(D-0087)
(D-0981)
(1-0486)
(1-0486)
(1-0485)
(1-0485)

(D-0055)
(D-0056)
(D-0057)
(D-0058)
(D-0059)
(D-0060)
(D-0061)
(D-0062)
(D-0063)

(1-1844)
(1-1845)
(1-0615)
(1-0484)
(1-1869)
(1-1951)

(1-2479)
(D-0430)
(1-1840)
(D-0429)
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TAPE READABLE PARTNO:
MAN READABLE PARTNO:
EOB AT END EA BLK TAPE:
EOB CODE:

TIME STAMP:

MERGING POST:

MCDWT TO EDIT MDC BLK:

STOP CODE & ALIAS:
START CODE:
_OUTPUT TO EDIT MDC BK:

*k%k CODES *k%

INCH / METRIC MODE:
OUTPUT INCH/METR CODE:

ABS / INCREMENTAL MODE:

OUTPUT ABS/INCR CODE:
FEEDRATE MODE:
OUTPUT FEEDRATE CODE:
CIRC INTERP PLANE:

OUTPUT CIR INTERP CODE:

NA

NA

No

$ aliasis $

No

No

No

alias is

Use normal rewind start code
No

70
NA
90
NA
94
NA
17
NA

# - based on Intcoms 1833, 506, & 511

## - based on Intcoms 534 & 535
### - based on Intcoms 492 & 493
#it#Ht - based on Intcoms 618 & 619

*** STARTUP BLOCKS ***

#1 G71
#2 G90
#3 G54

(#)
(#)
(#)

# - Obtained from an array of Intcoms

** ENDING BLOCKS ***

#1 M30

#)

# - Obtained from an array of Intcoms

*** MERGE POSTS ***

kkkkkkkkkkkkkkkkkkkkkhkkx E N D o F DOC U M E NT kkkkkkkkkkkkkkkkkkkkkhkk

(1-1925)
(1-1837)
(1-1847)
(1-1839)
(1-3941)
(-1868)
(1-1920)
(1-1841)
(1-1929)
(1-4667)

(1-0506)
(#)
(1-0534)
(##)
(1-0492)
(HH)
(1-0618)
(HHHH)
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