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Euxaplotiec

Mpwta ar’ 6Aa Ba nBeha va suyaplotiow Bepud tov emPAEMOVTA KABNYNT TG IXOAAS
Mnxavikwyv Mapaywyng kot Awoiknong, k. Nikohao TooupPeholdn, yla thv kabodriynon Kot Tig
OUMBOUAEG TOU yLa TtV LAomoinon tng mapovoag SUTAWHATIKAG. H eumiotoolvn TOU TPOG TO
TMPOOWTO HOoU, Hou £8woe tn Suvatotnta va acxoAnbw pe evdladépovta Bépata kab’ OAn tn
Slapkela ¢ poltnong pou oto MoAutexveio Kpntng. Oa nbsha va suxaplotriow tov SL8AKTopa TG
YxoAng Mnxavikwv Noapaywyng kat Atoiknong kot LOpuTLkd HEAOG TNG EPEUVNTIKNAC opadag Daedalus,
K. MoAuxpdvn Imoavoudakn, yta thv kabodriynon Katd tnv uhomoinon tne epyooiag kadbwg Kat yLa tnv
EUILOTOCUVN TIPOG TO TIPOCWTTO LIOU OTO TECOEPO. XPOVLO TIOU CUVEPYACTAKOE.

EmumAéov Ba nBgha va euX0PLOTOW TNV OLKOYEVELX LOU KAl TOUG GIAOUC Lo yLa TNV oTRPLENG
Toug kB’ OAn TN Sldpkela Twv omoudwv pou. KAeivovtag Ba Bela va euxoplotiow OAa ta PEAN TNC
opadag Daedalus kaBwg n tpletn¢ ocuvepyaoia pall toug pe Pondnos vo e€eAyBw oe GAOUC TOUG
TOUELG KOlL VAL QTIOKTIOW UTIEPOYEC AVAUVAOELG OO TO GOLTNTIKA LoV XPOVvLa.



MepiAnin

Jtnv mapoloa SUTAWUATIKY €pyocia peAeTatal N Stadikaoio avamtuéng evog mpoilovtog
TOAUTTAOKNG  YEWMETPLOC KAVOVTAC XPNON  TPOYPAUUATI{OMEVWY  gpyalelopnyavwy (cnc).
JUYKEKPLUEVA EEETATETOL N KATOOKEUT] EVOC KWVIKOU 080VTWTOU TPOXOU LE OTELPOELS 086vVTWaOnN yla
CUCTN AT KOPWVA-TILVLOV, TO OTIOLAL ATAULTOUV GNUOVTLKO XPOVO TPOYPAUHUATIOMOU KAl KaTepyaoiag.
ApXLKQ, Xpnoldomoleital e€eldIKEUUEVO AOYIOUIKO TpLoSlaotatng povielomoinong (cad) yua tn
oxedlaon Tou TPOIOVTOG KoL €V OUVEXElD AOYLOMIKO Katepyaolag (cam) vy
Snuloupylo/mapapetponoinon Twv OLHPOPETIKWY KATEPYOOLWV TOU amattolvtal. EmutAéov
TIPOYLOITOTIOLELTOL UEAETN OXETIKA HE TN XPAon OladOopeTKWY KOMTIKWY £pyoAsiwv wote va
UTtoOAOYLOTEL N KAAUTEPN SUVOTH CTPATNYLKA KOTEPYAGCLOC, UE OTOXO TNV EAAXLOTOMOLNGN TOU XpOVouU.
Kataokeualovtal &Uo OSokipla amod SlodpopeTikd UAKA KoL TIPAYUOTOTOLOUVTOL HETPHOELS
S100TACLOAOYNONG Yla VA EVTOMLOTOUV TUXOV QTOKALOELS avApeoa ota Pndlokd HOovIEAA Kal Ta
Sokipla mou Kotaokeudotnkav. H Kataokeur) UAOTOLE(TAL OTO KEVIPO KATEpyaoiag (cnc) tou
Statunuotikol epyaoctnplou epyalelopnyovwy. EEetaletal emiong n  duvatotnta Bepuikng
enefepyaoiag (Badn) Twyv Sokipiwv Kabwe kat n dSuvatotnTa HETPNONG TWV MAPAUOPPWOEWY TIOU
£XOUV UTOOTEL 0L 080VTWOELG KaTA TN BeppLkn emetepyaoia.

Abstract

The main scope of this diploma thesis is the development of a complex geometrical product
by using computer numerical control machine (CNC). Specifically the construction of spiral bevel
gear for crown pinion systems is being studied, which require time consuming processes as
computer programming and machining. Initially, a dedicated 3D modeling software is used to
design the product and then a computer aided manufacturing (CAM) software is used in order to
setup and simulate the different machining processes. Furthermore, the use of different cutting
tools is explored, in order to select the optimal machining strategy targeting time reduction. Two
helical bevel gear workpieces are developed from different materials and dimension
measurements are executed to identify any differences between the digital models and the real
parts. The construction of the parts is carried out in the machining center (CNC) of the Machine
Tools Laboratory. Finally, the possibility of heat treatment (quenching) on the workpieces is
examined, as also the ability of measuring thermal deformations —as a change in dimensions- after
this process.
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KEDAAAIO 1. Eloaywyn

1.1 Eidén OSoviwtwy TpoXwV

Ot odovtwTol Tpoyol xpnouomolouvtal yla tnv akpLpr petadoon kivnong kot .oxVog LeTaty
napdAAnAwv afovwy (petwrikol, Tofoeldelg), TepVOUEVWY afoVwY (Kwvikol) kal actupatwy afovwv
(umoelbeic) [14].

1.1.1 Metwrmkol odovtwtol tpoxol

'OAEG OL KATNYOPLEG LETWTILKWY 08OVTIWTWVY TPOXWV £XOUV KUALVEPLKA Hopdr) e Ta SovTla va
Bpiokovtal otnv e€wTepLkr TEPLDEPELX TOU CWHATOC. TO XOPAKTNPLOTLKO LE TO OTtolo Slakpivovtal o
TPELG KaTnyopleg eival avaloya pe tn popdr tng odoviwong touc. Ot petwrikol odovtwtol Tpoxol
uropoUlv va £€xouv suBeia, eAlkoeldr kal omelpoeldn odovtworn. Itnv eubesia odovtwon ta Sovtia
glval lota, mopdAAnia petafd toucg kot mapdAAnAa pe tov afova meplotpodnc. Itnv eAlkosldn
odoviwon ta Sovtia eival ol Kal TapdAAnAo petafl TOuG. ITNV OMELPOELS 0dovIwaon ta SovTla
elval tunuata €Akag. Ou tpoxol pe TNV TOEoeldr) 080VTWON EMIAEYOVIAL O TEPLTTWOELG TIOU
amattouvtal uPnAotepeg otpodEc kKat upnAotepa dpoptia. Autd cupBalvel emeldn yla To dLo mayog
TPoXoU Ta SOvTIa £X0UV HEYOAUTEPO UNKOG OE OX£0N He Ta (ola. AUTO OHWG EXEL WG ATIOTEAECHA
TiepLoocotepn TELRN Kal £€tol avamtuén vnAotepng Oepuokpaciag. (Etkéva 1.1).

Ewkova 1.1: Metwrikoi odovtwTtol tpoxol pe eubeia odovtwaon (aplotepd), ue eAlkoeldr 0doviwan (KEVTPO) Kal PE
OTELPOELST) 080vTwan (6e€Ld).

1.1.2 Kwvikol odovtwtol Tpoyol

'OAeg OL KOTNYOPLEG KWVLKWV 080VIWTWV TPOXWV £XOUV KWVLKA Hopdn He Ta dévTia va
Bplokovtal otnv efwteplkn MApAMAEUPN EMLPAVELD TOU CWHATOC. TO XAPAKTNPLOTIKO LE TO Omoio
Slakpivovtal o TECOEPLC KATNYOPLEG eival avaloya pe Th popdn TnG 0doviwaong touc. Ot Kwvikol
odovtwrol Tpoxol unopouv va €xouv eubeia, Zerol, onelpoeldn kat unosldny oddviwaon. Xtnv evbeia
odoviwon ta dovtia elval iola, mapaAAnAa petafl Toug Kot mopdAAnAa He TO BACLKO TUAMUA TOU
Kwvou. 2tn Zerol od6vtwon ta dovtia sival mapdAAnAa petafd) Toug Kol Pe TO BaolkO TUAUA TOU
KWVOU KOl KUPTA. 2TNV OMELPOELS 060VTWON Ta S6vTLa SNULoUPYOoUVTAL KATA URKOG TWV OTIELPOELS WV
YPOUUWY Kol €lval KUPTA. ZTIC MAPATIAVW TPELS MEPUTTWOEL Ol AEOVEG TEUVOVTOL. 2TNV UTIOELSN
o06ovtwon ta dovrla £xouv peyalutepn kAlon elikwong os oxéon pe ta SOVTIA OTNV OTELPOELSN



086vtwon. EmutAéov, oToug UTIOELSEIC KWVLIKOUE 080vVTWToUC TPOoXOoUC oL Gfoveg Sgv TEPvVOVTAL, KATL
TIOU 8€V LOYUEL OTLG UTTOAOLTIEG KATNYOPLEG KWVIKWV 080VTWTWV TpoxwV (Ewova 1.2).

Ewova 1.2: Kwvikoi odovtwtol tpoxol pe euBeia 066vtwon (apLotepd), e omEeLPOeLdr 060VTwan (KEVTPO) KOl LE UTIOELSH
o6ovtwon (6e€La).

1.1.3 ZUotnua atéppova KoxAla-Kkopwvag

H kopwva gival éva eAkoeldég ypavall kal o KoxAlag e to onelpwua Tou, divel tnv Kivnon
otnV Kopwva. To PBaolKO TIAEOVEKTNUO TOU OUYKEKPLUEVOU CUCTAMATOC €ival n UEYAAn oxeon
UETAd00NC IOV €XEL, OUWC EXEL KPS BaBud amddoong. MNa va emiteuxBel akopa peyalutepn oxéon
pHeTAS00NC UTIAPXOUV KOXALEG TTou €xouv 1, 2 1} 3 apxEG. Otav o KvnTrpLog Tpoxog ival o koxAlag tote
1o cUCTNHA XPNOLUOTIOLELTAL VIO LElwon oTpod WV, EVw OTAV O KLVNTAPLOG TPOXOC Elval N Kopwva TOTE
To olUotnua xpnotpormoleital yla avénon otpodpwv. Ot Afoveg TwvV ouVEPYAIOPEVWY TPOXWV TLC
nieploootepe Ppopec eival kABeTol av Kat eivatl epIkto va oxnuaticouv Sladopetikn ywvia (Elkova
1.3).

Ewkova 1.3: ZUotnua atéppova koxAla-kopwvag.

1.2 XapaKkTnpLoTka HeyEDN 000OVTWTWY TPOXWV

H avdluon yla to YOPOKTNELOTIKA UeYEOn twv odoviwtwv tpoxwv Ba yivel Bdaon twv
METWTIKWY 080VTWTWVY TPOXWV He euBela 086vVTwon yla va Umopesouv va yivouv katavontd [9]
(Ewova 1.4).

1. Aegflootpodol 066vtec eival autol Twv omoiwv n KAlon oe oxéon e Tov afova Tou TPoxou
gival 6rmwg n wpohoylakn ¢popd.



10.
11.

12.
13.

14.

15.

Aplotepootpodol eival oL 66ovteg Twv omnoiwv n kKAlon o oxéon He Tov afova Tou Tpoxou
gival avanoda amnod tnv wpoloylakn ¢popda.

Awdpetpog kepahng (dk) ovopadletal n Stapetpog tou KUKAOU Tou Snuioupyeital anod Tig
KEDAAEG TWV 06OVIWY .

Apxikny Stapetpog (do) ovopdletal n SLAUETPOG TOU KUKAOU GTOV Omolo eDAMTETAL O €VaG
KUALVSpOC mavw otov dAAo.

Aldpetpog Nodog (ds) ovopaletal n SLAUETPOG TOU KUKAOU TOU SLEPXETAL ECWTEPLKA TOUG
060VTEC.

Brjpa (t) ovopdletal n andotacn avAapeoa o€ 2 YELTOVLKA SOVTLA O€ aVTLOTOoLXA OhUELa TTAVW
otV 0pXLKN TepLdEpPEL.
Yo kedpaing(hk) ovopdletal to tuRua tou Sovtiol mou Bpiloketol £€w amd TNV ApPXLKN
nepudépela.
Yyog modiou (hg) ovopdletal To TUAUA Tou Sovtiol Tou PBpIloKETAl HECA OO TNV APXLKN
nepudépela.
Yyog dovtiov (h) ovopaletal to aBpotopa tou UPoug kedbalng kat Tou UPoug todlou.
AplBu6c dovtiwy (z) eival to MARBo¢ Twv Sovilwy

Aldkevo (w) ovopdletal n eAAXLOTN AMOCTACN OVAUESO OE 2 YELTOVIKA SOVTLA 6TNV apXLKA
neplpEpeLa

Mayxog dovtioL (s) eival n Stadopd Tou BRUATOG Ue To SLAKEVO s=t-w

Modul (m)opiletat o Adyog tng apxkng Stapétpou mpog to mARBog twv Sovtiwv m=do/z n
m=t/m

Circular Pitch (CP) eivat avtiotolyo tou modul oAAG XpPNOLUOTOLEITAL OTIG XWPEG HE TO
AyyAoocowviko cuotnua povadwy, umohoyiletat Cp=t/m 6mou to t sival o ivtosc.
Diametrical Pitch (DP) ekdpdletl To mAB0¢ Twv SOVILWY TTOU AVTLOTOLXOUV OTO UAKOC Hiag
lvtoag ¢ apxikng Stapetpou.

Ewkova 1.4: XapaKTnpLOTIKA LEYEDN HETWTILKWY 0SoVIWTWY TPOoXWV [9].

2TOUG KWVLIKOUG 080VTWToUC TpoXoUE 0 KWwVoG £xel SU0 apXLKEG SLAPETPOUG, TNV EWTEPLKNA

(da) kaitnv ecwteptkn (de). Ma autd 1o Adyo UTIAPXEL YLa KABE SLAMETPO EVa SLAETPLKO Bripa modul,
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pe 1o modul tng e€wteplkng SLOUETPOU va €lval OQUTO TOU TUTOTOLE(TOL KOl HECW OUTOU va
npoaodlopiletal To aAho.

JTOUG OMELPOELONG 080VTWTOUC TPOXOUG UTIAPXEL TO HETWIILKO PBriua (ts) mou peTplétal os
KABeTo eminedo w¢ Mpog tov afova tou TpoXoL Kal To KaBeto PrAua (tn) mou petplétal os kabBeto
enined0 wg nmpog To (xvog tou 6dovta. Npodavwe yla KABe Bria UTIAPXEL TO AVTIOTOLXO UETWTILKO KoL
KABeto modul pe to KABeTO va €lval QUTO TIOU XPNOLUOTIOLETAL YIa T XAPOEN TwWV OMELPOELSWV
080ovVIWwoewv

1.3 Baowkog vopog tng Odovtwong

H emuotnpovikn HeAETN TWV 080VTWTWVY TPOXWV Eekivnoe amd tov 170 awwva pe tov De la
Hire, Tou omolou to £pyo peténetta cuvéxioav ot Euler, Willis kot Reuleaux. Opuwg to 1870 o Saalschutz
Slatunwoe to Bactkd vopo tng odoviwong [19] o omolog ekppaletal wg €nc:

Oa umapyel ouoouopen UeTadboon NG kivnong avausoa o€ SU0 oUVEPYA{OUEVOUG 08OVTWTOUC
TPOXOUC, EPOOOV N KAVETOC OTO EKAOTOTE ONUEIO ema@nc Twv SUO CUVEPYAIOUEVWY KATATOUWY
SLEpYeTAL aTTO TO ONEio kUALONG C 0 OMOLOSHTTOTE ONUEIO EMAPLC TWV MAEUPWV.

Anapaitntn npolndBeon yLo opoldpopdn Hetddoon kivnong Twv 08ovTwTwyY TpoXwv gival
va €Xouv pia otaBepr) oX€on TWV yWVIAKWY TOUG Taxutntwv. MNa va PBplokovtal os emadn ot
KOTATOUEG €lval amapaltnto va eival (0e¢ oL CUVIOTWOEG TWV TePLPEPELAKWV TAXUTATWV (C1= C3). EToL
yla LG ox€oelg petadoong oyvet [11]:

L ﬂ_dol To1

l=—=

N, Wy doz To2
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Tpoyog 2
w, Kiolpevog

Kiviyriypiog

Ewova 1.5: Katatouég odoviwy (Baotkog vopog odoviwong) [10].

And To MOpAMAVW OXAUO TPOKUTTEL WG C1=w1:rg1 , Co=Wa:rg KaL MPEMEL va LoxUeL Ci= Ca.
EmtutAgdv ta tplywva CM;N; kat CM;N; givol Opola Kot TipoKUTITEL:

W1 _ Toz Tg2 _ To2
— = Kol —=—=—=
w2 To1 Tg1 To1

Ao T1g SU0 Ttapanavw eELOWOELG TIPOKUTITEL OTL N KABETOG O0TO ONUELO emadr ¢ MEPVAEL TAVTA
amnd to onpeio kUALonNg dnAadn to onpelo C mou eival to onueio emadng Twv apxLkwv KUKAwWvV. Av o
KUKAOG KUALoNG Sladépel amod Tov ap)Llkd KUKAO Tou Tpoxou, Ba mpémnel va SLEpxeTal and to onueio
enadng Twv KUKAwVY N ko KaBetog N-N yLa va L.oxUeL 0 Baokog VOUOG ThG 08OVIWoNG.

1.4 E(6n obovtwoewv

Katd tnv KataoKeu TwV 080VTWOEWY ETUAEYOVTAL KATIOLEG YEWUETPLKEG KAUTIUAEG, TLC OTIOLEG
okoAouBoUV oL HoPPEC TWV KOTATOUWY TWV 080VTWV.

1.4.1 KukAoeldrg odovtwaon
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KukAoeldng elvat n KaumuAn rou Slaypadetal and KATOLO CUYKEKPLUEVO CNUELD EVOC KUKAOU
ToU KUALETE Ywplc va oAloBaivel, mavw og pia tpoxLd. Avaloya pe To £(60¢ TNG TPOXLAG TTOU KUALETE
0 KUKAOG, apAyovTal Ta MOPOKATW €8N KUKAOEWSWY KaumuAwy [12].

ETKUKAOELSNG elval n KapmuAn mou dnuloupyeital and tnv KUALoN evog kKUkAou (EL) mavw
otnv nepldEpela evog aAAou KUKAOU o omoiog kaAeital o Baoikog kUKAOG (g) (Ewova 1.6).

Ewkova 1.6: Kataokeur enikukAogldou¢ kapumvAng [11].

YrokukAO£L8AG slval n KaprmuAn ou dnptoupyeitat amod tnv KUAWN evog kUkAou (EL) péoa
otnVv nepLbEpela evog aAAou KUKAoU o omoiog kaAeitat o Bactkog kKUKAoC (g) (Ekova 1.7)

Ewkova 1.7: Kataokeur) UTIoKUKAOELS0UC KaurtuAng [11].

OpBokuKAOELSNC glval N KAUTIUAN IOV nuLoupyeitat amod Thv KUALoN evog KUKAOU
(EL) mavw oe pia eubeia (g) (Ewkova 1.8).
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Ewkova 1.8: Kataokeur) opfokukAogldolg kaumuAng [11].

1.4.2 O86vtwon e€eAlyuevng

E€eAypévn ovoudletal n KaumuAn mou SlaypddeTal anmo To AKpo VoG axowlol To omoio
Eetuliyetal amo éva KUKAO. Mo TNV KATAOKEU TNG EEEALYUEVNC KAUTTUANG TTPETEL TIPWTA VA XWPLOTEL
0 KUKAOG o€ Kamola (ola TuApota. Ita onueia autd oxedialovrtal ol epanmTOUEVEG UBEeleC TOUC OL
OTOLEC €X0UV HURKOC 000 Kal To TANB0G Twv Towv. AnAadn oto onpeio 4, ylo mapadelyua, To UAKOG
™¢ epantopevng eubelog Ba €xel pikog 3 $opEC To HAKOG TOU TOEou Kal £tol Ba mpoadloplotel To
onpeio A. AkolouBwvtag tov dla Stadikacio mpoodlopilovtal 6Aa Ta onpeia tng KopmvAng [11]
(Ewkoval.9).

= |
al Gl
- i
g\
Lo
>
©; X
~

~} 9
—

w4+ w|
=
™+ O
w
ol C

A\l

12

M

Ewova 1.9: Kataokeun e€ehyuévng KaumuAng [12].

Mo ta onpelo mavw otnv nepidpEpeLa Tou KUKAOU UTTOPOUE va BpoU e TLG ouvTeTayEVEG (X,Y) amo
TLG CUVOPTAOELS (1), (2) oL omoleg MPOKUTTOUV ATO TN XPrON TPLYWVOUETPLAG.
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Xc=r*cos® (1)
Ye=r*sin6 (2)

Mo To onpeia Tavw TNV KOUIMUAN UIMopoU e va BPoUE TLG GUVTETAYHEVES (X,Y) Ao TIG CUVAPTHOELS
(3), (4) oL omoieg mpokUMTOUY ATO TN XPHON TPLYWVOUETPLAC.

X=X +s*sin® (3)

Y=Y._s*cos® (4)

N @a xposbwopicte 1
wapridn Bploxoveal
{ 0G0 NI 10 X X 1O
ll ,‘ ¥ wodag v) yeovia @
“I / perofioi s ton

Ewova 1.10 NpocdLoplopog tng e€eAyuévng KaumuAng [12].

1.5 YAKA katl uEBodol KaTtaokeUNG
1.5.1 YA 060VTWTWY TPOXWV

‘Eval onpavtiko BEpa Tou TPOoKUTITEL KaTd T dnpoupyia evog odoviwtol tpoxou eival to
UALKO KOTOOKEUNG Tou Ba xpnotpomolnBei. OL KuplOTEPOL MAPAYOVTEG TIOU TIPENEL va AndBouv
umoyLv yLa tnVv emloyn UALKOU glval n avtoxn, N avBeKTIKOTNTA KAl TO KOOTOG TTou adopd TO KOCTOC
KOTAOKEUNC KOL TO KOOTOG UALKOU. ETOL KATA TV emAoyr) Tou yivetal emiloyr Tou cuvduacuol Tou
KOAUTITEL KAAUTEPA TIC PUOIKEC LOLOTNTEG TIOU ATOLTOUVTAL UE TO HMIKPOTEPO Suvato kKootog. Ot
odovtwtol tpoxol kataokeudlovtol amd pio eupelo ykapa UAKWY Onwg XAaAuBa, avoleidwto
xaAuBa, opeixaAko, xaAkd, xutooidnpo, OAKIHo oibnpo, aAloupivio, koviomolnpéva PETAAA Kal
TAaoTkd. O xaAuPag anoteAel To UALKO TTOU XPNOLOTIOLE(TAL OTLG TTEPLOCOTEPEG TTEPUTTWOELG JLOG KOLL
TIC TEPLOCOTEPEG POPEG KAAUTITEL OAEC TLC ATIALTAOELG OTO LKPOTEPO SuvaTto Kdotog [9].

O yutooldnpoc eival éva UMLK To omoio xpnolpormnoleital katd kKUplo Adyo ota efaptrpata
TWV PNXovVwV, AOYyw NG avBEKTIKOTNTAG TOU OTN OKOUPLA, TOU XapnAoU KOOTOUG Oyopdg Kol Tou
XapNAoU KOOTOUG KOTA TNV Katepyaoia tou. O xutooidnpog eival éva kpapa oLldrpou pe avBpaka Tou
OTIOLOU N TIEPLEKTIKOTNTA €lval peyaAutepn amod 2,1% katd Bapog. AvAAoya LE TNV TTEPLEKTIKOTNTA O€
avBpoaka HeTaBAAAETOL N AVTOXH KoL N OVOEKTLKOTOTA TOU. TO ELOVEKTN LA TOU XUToaoLSrpou eival OTL
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eneldn Sev amoteAeital anod kabapod oidnpo n kdbes maptida Sladépel anod TI¢ AAAEG, WG TPOC TN
ouotaon og éva JKPO Babuo.

O avofeibwTtog xaAuBag xpnotpormnoleitat Katd kKUpLo Adyo otn XUTEUON 0SOVIWTWY TPOXWV.
Elval éva kpapa oldrpou, xpwiiou Kot avBpaka e EAAXLOTN TIEPLEKTIKOTNTA XpwHiou 10,5% kATl mou
ToV KaBLoTA e€alpeTikA avBeKTIKO otnv ofeldwon. Mo autd To Adyo oe unxavhuata enefepyaciag
TPodiuwy xpnolpomnololvtal odoviwtol Tpoxol amod avoteibwrto xaAuPa . Kal oe autod to Kpapa
ovaloya Je Th cUOTACoN TOU PETARAAAETAL N AVTOXH TOU Kal N avOekTikoTtnTa Tou. Adyw tnS uPnAng
QVOEKTIKOTNTOG TOUC KAl TNG LEYAANG UNXOAVIKNG 0VTOXNC TOUG £ival TiLo okAnpol armod Toug Kowvoug
XGAUBEC, KATL TTOU TOUC KABLOTA SUCKATEPYAOTOUC.

O xaAuBog Kal Ta KpAUATO TOU Elval TO TILO cuVNBLoPEVA UALKA TTOU XPNOLUOoToLoUVTaL Lo
TNV KOTOOKEUN 080VIWTWwV Tpoxwv. Auto cupPaivel emeldn o xaAuPag €xel uPnAn avtoxn Kot
QVOEKTLKOTNTA E XOUUNAO KOOTOG QyopaAC Kal o TANB0G KPOUATWY TOU XAMNAO KOOTOG Katepyaoiag.
O xaAuBag anoteAei tn Baon yia éva peydlo mARBO0C¢ KPAUATWY TA OMOoLA KATOTACOOVTAL O S1AdOopEC
Katnyopleg pe BAaon TNV XNKULKA TOUG CUCTACN KOL TNV KPUOGTAAALKY Touc Sdopr).

AvBpakoUyot rj kowoi XaAuBeg

Elval oL xaAuBeg ot omolol mepléxouv avBpaka €wg 2,06% , payyavio €wg 1,65%,
X0AkO €wg 0,6% Kkal mupitio €éwg 0,6% katd Papog. Avaloya HE TNV TIEPLEKTIKOTNTA OF
avBpoaka ol avBpakouyol XaAuBeg Slakpivovtal oTIC MAPAKATW UTTOKATNYOPLEC.

0 XAAuBeg xapnAol avBpaka e TEPLEKTIKOTNTA 0 AvOpaka Hikpotepn amd 0,30%

Katd Bapog

o XaAuBeg LETplou AvOpaKa PE TIEPLEKTLKOTNTA 0 avBpaka amnod 0,31% £wc 0,60% kot
Bapog

o XdaAuBegudnlou avBpaka Pe TTEPLEKTIKOTNTO O avBpaka amo 0,61% £wg 1,00% kot
Bapog

0 XA&AuBeg oAU uPnAol dvBpaka pE TIEPLEKTIKOTNTO O€ dvBpaka amo 1,01% éwg 2,06%
Katd Bapog

Kpapatwpévol XaAuBeg

Eival oL yaAuBeg mou eival kpapata pe Bdacn 1o oidnpo kot GAAa UETAAAQ o€
ONMOVTLKA TIEPLEKTIKOTNTA. Meplkol amd autoug toug XaAuBeg elvat:

o XaAuBeg YoMNAAG KPOUATWONG TIOU TEPLEXOUV ouvhBwg HoAuBdaivio, xpwulo,
Bavadlo, VikéAlo Kal aloupivio ot Sladopeg TMEPLEKTIKOTNTEG TOU OAeg pall
aBpolotikd Sev Eemepvave to 10% katd BApoc.

o XaAuBeg uPnAng Kpapdtwong Tou TepPLEXouv ouvhBwg HoAuBdaivio, XpwHuLo,
avOpoka, vikéAlo, Bavadio kat BoAdpduo os Stadopeg MEPLEKTIKOTNTEG TTOU OAEC
uali abpotlotika Eemepvave to 10% katd Bapoc.

Avaloyal TIG OALTHOELG TTIOU UTIAPXOUV O€ KABE mepimtwaon yivetatl n emthoyr) tou UALkoU. MNa
£€va olOTNUA e HIKPR LoXV Kal HKpO aplBud otpodwv yivetal Aoy XUTOGLONpoU 1 KAToLou
poAakol xahuBa. Ma meploocotepn oYU Kal aplBuo otpodwv yivetal emidoyn Xutooidnpou Kat
XGAUBa aA\G e peyaAUTEPN AVTOXA OTNV Katamovnon. TEAOG yia uPNAEC amaLtr oelg o€ oTpodEC Kal
ovtoxn yivetal xprion xaAUBwv oL omoiot éxouv tebel og Beppikr) enefepyaocia (Badn). Z& MEPLTTWOELS
TIOU €ilval amapaltntn n glaylwotonoinon tou PAapoug emMAEyovTal KPAUATA AAOUULVIOU TapA TO
oUENUEVO KOOTOC. Y& TEPUTTWOELG TIOU £lval amopaitntn n WUKpr nxopumaveon Xwplg peydAeg
UNXOVLKEG QVTOXEC YIVETAL Xprion TTAACTIKOU YLO TNV KOTOOKEUH TWV TPOXWV. TEAOG o 0€£lOWTLKO KoL
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SlaBpwrtikd meptBarlov yivetal xprion oSovIwTwy TPOXWV and cUVOETEG pNTIVEG Kal KEpaULKa. MNa
TNV KATAOKEUT HEYOAWY 080VTWTWV TPOXWV TOAAEG HOpPECG N oteddvn emiotePng KotaoKeuAleToL
artd UALKO YonAn g oLotnTag og avtiBeon pe to xaAuBa tng odoviwaong mou eivat uPnAnRg moLdTnTag
pe Suvatotnta Bepulkng emefepyoociag. Ocov adopd Ta TUVIOV, TO UAIKO oo TO OTmoio
kataokeualovtal eival uPnAng avroxng Adyw twv MoAAWV otpodwy Kal Tou PeydAou ¢opTiou yla
QUTO MAVTA €XOUV HEYAAUTEPN AVTOXH O€ OX£0N HUE TNV KOPWVA.

1.5.2 MéBobol Kataokeur¢ 0SOVIWOEWV

OL péBodol kataokeung odovtwoewv Sladh€pouv avaloya LE TO UALKO KOTOOKEUNG OAAQ Kall
TLC OMMALTAOELG TTOU UTtAPXOUV. Katd KUpLo AOYo Kataokeudalovtol o epyaAelopn)aveg e Stddopoug
TPOMOUC TToU Ba MaPOUCLOOTOUV TTAPAKATW.

1.5.2.1 Kataokeun 060Vt oewy LE YUTEUON

X0tevon o Appo

H xUteuon os aupo eveikvutal yla 08ovtwTou TpoxoUg amno xutoaidnpo to péyebog
TWV onoiwv elval and pecaio €éwg moAU peyalo. To HELOVEKTNUA KATA TN XUTEUON OE QUUO
elval otL 6ev undapyel akpifela oTIC SLOOTACELS, OUWC TIC TIEPLOCOTEPEC HOPEC TO XUTO
Katepyaletol o epyalelopnyaveg ylo va tou §o06oUv ol SLacTACELS TTOU amaltouvtal. To
TIAEOVEKTNHA £(VaL TO HIKPO KOOTOG TNG HEBOSOU yla aUTO eTAEYETAL yla TNV TIOPAYWYH
HKPoU aplBpou tepayiwy (Etkova 1.11).

Ewova 1.11 Kataokeur o8ovtwtol tpoxoU [e XUTeEuoh o€ Q0.

X0teuon uno rnieon (Die Casting — Injection Molding)

Katd tn xuteuon umod mieon Katoaokeudlovtol odovtwtol Tpoxol amd xutooidnpo,
oAoupivio al\G kat XAAUBEG KpaUATWY TIou TePLEXOUV VIKEALD, LoAuBSaivio, kaoaoitepo Kat
XPWHLO. AV KOL TO OTTOTEAECUO OTN CUYKEKPLUEVN Sladikaoia gival oAl KaAUTEPO og oxéon
LE TO OMOTEAECUO QMO TN XUTEUON OFf QUMO, O HEPLKEC TIEPLTTWOELG OTO XUTA TIPETEL va
npayuatonolnfouv Stadikaocieg amonepdtwong yla t BeAtiwon toug. H pnxavn ywa tn
XUTeuon UTO Tiieon amoteAsital and dUo MAAKEG, pia otabepn Kal pia mou PeTakwveltal, ol
ormoieg anoteAoUv To KAAOUTIL OTO OTIOLO ELOEPYETOL TO UALKO KOl OTTOKTA TO OXM L0 TOU EVW
TapdAAnAa to cupmielel to €pBoro(Ewkova 1.12). H cuykekpluévn Stadikaoia xUteuong eivat
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OPKETA OLKOVOULKN €L8IKA OTav TPOKELTOL yla HeydAo mARBog mapayouevwy Tepayiwy Kot
auTO ylati pe to (8lo kaAoUTL pmopouv va StapopdwBolv moAloi odovtwtol tpoxol. H
OUYKEKPLUEVN Sladikacio £xel akOpa PeyoAUTEPN EMLTUXIA YLO TNV KATOOKEUH 080VIWTWV
TPOXWV QMO TAQOTIKO HLAG KOL OE QUTA TNV TEPUMTWon To TEUAXLO TIOU TIOPAYOVTOL
SnuLoupyolV pndevikn ¢pBopd oto KAAOUTIL KoL TO AMoTEAECUA elval TETOLO Ttou &g XpeldleTol
Katepyaoia os kamola epyaAstopnyavi(Ewoval.13).

~—— METAKINOYMENH 1" ®AIH

NAAKA
/‘Y ADEPH NAAKA
AIOMENO METAANO

EMBOAO

Ewova 1.12 Kataokeur 06oviwtol Tpoxou pe xUteuon umo niieon [13].

Ewova 1.13 KahoUTiL ylo TAaoTIkO 080vVTWTO TPOXO LE XUTOMPEDA.

1.5.2.2 Kataokeun 06oVTwWoEewV i€ KO OE TAVTOYPAPO

Me tn Xprion MAAoNATOC

H Kotaokeu ] 080VTWOEWV HE Th XPron MAACUATOC O AVTOYPAdOo £XEL XPriON OTOUC
UETWTTLKOUC obdoviwtolg tpoxoug He eubesia oddviwon. Xpnolpormoleital oe HeyAAoug
080VTWTOUC TPOoXoUG ToU Sev amaltolVv LeyaAn akpiBela otig SLaoTdoelg xwplg va xpetaletol
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Karola emunAéov enefepyaoia. & ULKPOTEPEC SLACTACELS XPELALETAL AMOTEPATWON O KATOLA
gpyaAglopnxavn av Kkat AOyw TNG KOTNG L€ TO MAACHO OTA ONMELX TNG KOTINAG TO LETAAANO €XEL
umootei emudavelakn Badn kat eival apketd SUokoAn n katepyaoia tou (Eltkéva 1.14).

Ewova 1.14 Kataokeur 080vtwTtol TpoxoU UE Xprion MAACHATOG oE avtoypddo.

Me tn xprion vepou

H ouykekpluévn Sladikooio £xel TOAA KOWA e TNV ponyoUpevn. H Kataokeun
000VTWOoEWV He Xprnon tng neBoddou tng udpokomng oe mavioypddo €XEL Xpron OTOUG
UETWTTLKOUG 06ovTwToug Tpoxolg pe subeia 080vtwon. XpnolUomoleltal og PLEYAAOUG Kall
uecaioug od6ovtwtoUg TPoxoUG ou Sev amattouyv Heyain akpiBela otig SLaoTtdoelg xwpic va
XPELAleTaL KATIOLA ETUTTAEOV KaTepyaola 2 UIKPOTEPEG SLOOTAOELG XPELALETAL ATIOTEPATWON
O£ KAToLla EpyOaAELOMNXaVH OUWG OE avTiBeon Ue TNV tponyouuevn Sladikaoia Ta akpa Sgv
£xouv uTtootel emidavelakn Badr Kal £T0L N amonepATwon eival eUKoAn. EmumA£ov n xpron
QUTAG TNG MeBGSoU pmopel va yivel oe OAa ta €ibn HeTAMwWY Kal og éva peydlo mAnBog
VALKwV (Ewova 1.15).
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Ewova 1.15 Kataokeury oSovtwtol Tpoxou Ue xprion vepol o€ mavtoypddo.

1.5.2.3 Kataokeurj 05ovTwoewy o€ EpyaAetounyavn

OLodoviwoelg kataokeualovtal, Katd KUPLo AOYo, 0€ EPYAAELONXOVEG UE TN LEB0SO
™¢ adaipeong uAkol. Kataokeualoviag TG 0S0VIWOELG O EPYAAELOUNXAVES TTAPAyOvVTaL
oboviwrtol tpoyol pe peydAn akpifela otic SLACTACELG TOUG KAl O UUKPO XPOVLKO SLaoThnuo
o€ UePLKEG ueBAdoug.

Kataokeun odoviwoswv o€ dpéla e epyaleio popdng kat Staipétn (Gear Milling)

Ye auti TN Sadikacia n Katepyaoia yivetal oe kaBe auAdkwon EExwpPLOTA Kal OxL
napdAAnAa o TTOAAEG. To KOTITLKO gpyaleio €xel (SLa KAUTTUAN LE QUTH TIOU €XEL O 080VTWTOG
TPOXOG yla va uimopel va emiteuxBel n emBupnt KapmuAn tng odoviwonc. H popdr mou
umopet va €xel eival eite dLokoeldn¢ eite kovbuliou. Kata tn Sldpkela tng meplotpodrg Tou,
10 KOmTIkO adoatpel UAKO amo to Sokipo péxpl va oxnuatiost oAOKANPN thv 080VIwaon evw
TOo SOKipLo Mopapével akivnto. Aol mpaypotomonBel n Komy tng MPWTNG AUAAKWONG
yivetal meplotpodn tou Sokipiou amd To Slapétn Kol fekwvasl n komr tng SeltEPNS
QUAGKWONG. AUTO emavaAopBAaveTal yia OAEC TIC AUAAKWOELS TOU TPOXOU.

Auth n Sladikaocio katepyaoiag eival n mo amAn KaL n mo yvwotr oo maAld ylotl
umnopei va yivel o dpéla. To LELOVEKTNLA TNG CUYKEKPLULEVNG SLadikaoiag eival o Xpovocg JLag
KOLL ElvVOLL APKETA apyr) OTNV TTOPOYWYH YLo aUTO TO AOy0o ETUALYETAL YL TRV TTOPOYWYH ULKpoU
oplBpol odoviwtwyv Tpoxwv. EmumAéov odoviwtol Tpoyxol pe To 6lo module pmopouv va
£xouv Sladopetiko mARBog odoviwy Kal Kat' eméktach SLadopeTiko SLAKeVO. AUTO £XEL oaV
anotéleocpa va xpelalovrol SladopeTikd KOMTIKA epyaleia yia kdBe module kal aplBuo
0806vtwy £€tol kablota apketd Samavnpn avth tn Stadikacia (Etkova 1.16).
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Ewkova 1.16 Kataokeur o8oviwtol tpoxoU pe epyaleio popdng kal Statpetn.

Kataokeun pe epyodetopnyovi CNC

Ot epyalelopnyavég xwpilovral we mpog to Pabud auToUATIOHOU Ot TPEiC HEYAAEC
KOTNYOPLEC, TIC CUUPATLKEG, TIG NULOUTOUATEC KOL TIC QUTOUOTEG. XTI CUUBATLKEG OL KLV OELC
Kat n Ttpododooia yivetal XelpokivnTa, OTIC NULOUTOMATEG OL KWNOELG yivovtal
OUTOUOTOTIOLNUEVA EVW OTLG QUTOUATEG KIVAOELS Kal tpododocia yivovtal auvtopata. Tig
teleutaieg SeKAETIEC OL NULAUTOUATEG KOL OL AUTOMATEC gpyaAELlopn)aveg e€eAiooovTal pe
paydaioug puBuolg kol aviikadlotouy TIg cupPatikeéc. OL epyoadelopnyaveg xwpilovral Kot
Baon Twv aOVWY KATEPYAOLOC OTOUG OTIOLOUC UTTOPOoUV Va KLVOUVTAL OTO XWPO.

Mnyavécg 2 kot 2.5 afovwv

YT epyaletopnyavég 2 afdvwy sivat bkt n kivnon oe dUo Gfoveg tauvtdxpova.
Eivat ot riio arAég CNC epyaA£lOpNXAVEG KOL OE AUTEG AVAKOUV KOlL OL TtavToypAadoL TTou £YLVE
oavadopd Mo MAVW. TG epyaletopnyaveg 2.5 afovwy eival edlktr n kivnon otoug Tpeig
a€oveg X,Y Kal Z Opwe Lovo oL X, Y UrmopoUv va TpayOTOMOoL oouV TauToxpovn Kivnon (Ewova
1.17).

Ewova 1.17 Hulautopatn epyaletopnyavn 2 agovwy.

Mnyavég 3 afovwv
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T UNXaVvEG TPV afovwv eival ediktiy n kivnon otoug 3 afoveg XY kal Z
TouTOXpova. AUTEG OL UNXAVEG OIOTEAOUV TNV TO ouxvhy €mhoyny SLOTL Umopouv va
KOTAOKEUAOOUV HEYANO £UPOC QVIIKELUEVWY KOl TIAVW OE QUTEC UopoUlV va mpooteBolv
gfaptipaTa yla va tLig Kavouv moAvagovikég (Etkova 1.18) .

7+ Column
(Z-Axis)

Ewova 1.18 Epyaletopnyavn TpLwv afovwy.

Mnyavég avw Twv 4 afdvwv

OL £pyaAclOpNXOVEG TWV TECOAPWVY Kal avw afovwv €xouv TN Suvatotnta
TAUTOXPOVNG Kivhong otoug Gfoveg X, Y Kat Z. EMUTAEov UmopouV va eKTEAECOUV TiepLloTpodn
yUpw amnod tov kaBe afova avaloya e Toug BabBuoug eAeuBepiag mou €xouv. OL doveg mou
urmopoLV va ekteAécouv Tieplotpodn eivat ol A, B, C tou avtiotolyouv atoug X, Y kot Z. MA€ov
KATIOLOL TTPONYHEVA KEVTPA KOTEPYASLOC £XOUV UEXPL KaL 12 A€oveg TTou pmopouyv va KivnBouv.
Mpodpavws aUTEC oL e€pYOAELOUNXAVEC TEpLOPIlovTal OTNV KATOOKEUN TIOAUTIAOKWV
OVTLKELLEVWY AOYW Tou uPnAol KOOGTOUC AMOKTNONG TTOU £XOUV.

OL gpYaAELOUNXOVEG TIEVTE OEOVWV ATIOTEAOUV KEVTPA KOTEPYAOLAC TO OTtola Urmopouv
VO KOTOOKEUAOOUV OVTIKELPEVA e TIOAUTTAOKN YeWMETpla Kal €xouv €’ apxng eAeuBepia
KWWNOEWV OTouG TEVTE GfoveC. Opwg slval ouxvo GavOUEVO Ot €PYOAELOUNXAVEG TPLWV
afOvwy va mpooappuolouv KAmola €£apTAUOTA YLa va T KAVOUV 5 afdvwv. Z& QUTEG TIG
TIEPUTTWOELG TIPOKUTITOUV EPYOAELOUNXAVEC lTe pE (3+2) agoveg SnAadn umopsel va yivetal
TauTOXpPOVN Kivnon otoug 3 1] otoug 2 Gfoveg MOTe 0 OAOUG TAUTOXpova eite va yivetal
TOuTOXpOoVN Kivnon kal otoug mévie afoveg. Mia Tétola gpyalelopnyavr) lval auth mou
UTTAPXEL OTO ALATUNHATIKO gpyaotrplo tou MNMoAutexveiou Kpntng n omola xpnoitomnotnnke
yla TNV UAOTIolNON TWV KATEPYACLWY TToU Ba mapouoLacTtolV ota eMOpeva kepalata (Ewova
1.19).
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Ewkova 1.19 Kévtpo katepyaoiog Haas VF-2 mévte afovwy.

Kataokeunl odoviwoswv o€ ypavaloKomntn

H kataokeur oSovTwTwy TPOXWV O€ ypavaloKOMTEC lval N Mo cUVNBOLOPEVN TAKTIKN
eneldn ETUTUYXAVETAL LeyAAn akpiBela e oUVTOUO XPOVIKO Slaotnua. To KOGTOG ATOKTNONG
ylaL TNV OOKTNON KOMTIKWV €ival PLKPOTEPO Ot ox€on He TG GPElEC eMELS) TOL KOTITIKA
Sladépouv povo we npog to module avefdptnta ano to mAnog twv odoviwy [17].

Me tn néodo Maag

TN OUYKEKPLUEVN UEOBOSO TO KOMTIKO €XelL TN Hopdr odoviwrtol kovova Kal
mpaypatomnolel  euBUypapun maAwvdpouikn kivnon. Ze auti tn péEBodo OMwE Kal otnv
TiponyoU eV 8&V TPOYUATOTOLEITAL TAUTOXPOVN Kivnon OTo KOMTIKO Kal oto Sokipto. To
KOTMTIKO Tpayudatonolel tnv euBlypoppn Ttou Kivnon kol Otav TtV OAOKANPWOEL
nipaypatonoleital meplotpodr] tou Sokipiou. H Baoikn Stadopd pe tnv ponyol pevn pebodo
glval 6tL n Komr Twv 080VTWV Yivetal o€ opAdeg Kal £ToL SNULOUPYOUVTAL Ol KOTATOUEG TNG
g€elypévnce. EmumAéov amatteltal évag kavovag yo kaBs modul aveéaptnta amod to mAnbog
TWV Sovtuwv Tou Ba €xeL 0 TPOXOG. Mo TNV KATACKEUN €AKOEL60UC 08OVTWONG TIPETEL va
tonoBetnBel pe TNV KatdAANAn kAion to Sokiyto.

To KOMTIKO epyaleio eival kataokevaopévo and xahuBa o omoiog £xelL UTIOOTEL OALKNA
Badn Kal oL AKUES TOU £XOUV TIG LOLOTNTEG KOMTIKOU £pyaleiou. AUTO KaBLOTA TOV KOTTHpa
OPKETA OLKOVOULKO OTNV ayopd Tou Kol TPoxi{eTal apKeTd eUKOAQ OTAV OL AKUEC TOU €XOUV
dBapel amnod tn xprion. To BAcLKO HELOVEKTNUO QUTAC TNE HEBOSOUL eival OTL kataokeualovTal
HOVOo e€wTeplkéG odovtwoelg (Elkova 1.12).
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Ewova 1.20 Kataokeun odoviwtou tpoxoU e th nébodo Maag [13].

Me tn néBobo Fellows

H péBobdoc Fellows éxel mapopola péBodo Komn ¢ e TNV tponyoU eV, Ue TN Stadopd
OTL TO KOTTIKO €pyaAeio elval oboviwtdg TpoxOC Kal OxL Kavovag. To KOTTIKO eKTeAel
guBUYpoppun TmoAwdpoptkn kivnon kol meplotpédetal pe TNV Sl ywviakn taxlTnTa Tou
TEPLOTPEPETAL O 050VTWTOC TPOXOG. EToL adalpel UAKO amo Tov Tpoxd Kal SnULoUpPYEL TIg
oUAQKWOELS. To SLadopeTIKO OXAUA TIOU €XEL TO KOMTIKO gpyaleio Sivel tn Sduvatdtnta
KOTOOKEUNC KOl ECWTEPIKWV 0dovtwoewv (Ewova 1.21).

Ewova 1.21 Kataokeur odovtwtol tpoxoU e th uébodo Fellows.

Mé£B080¢ Hobbing

H kataokeur odovtwTtoU Tpoxou Ue TN xpron komtrpa Hob sival n mio dtadedopévn
amd OAeg TG pebodoug. H koxAloeldng ppela n hob eival éva eidoc atépupova koyAia mou
otnv meplpépela Tou PEpel avAakeg kal Odovtrec. OL Odovteg eival autol Tou
TipayUATOToloUY TNV adaipeon tou UALKOU amd Tov TPoxo evw ol alAakeg Ponbouv tn
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Sleiobuon Tou uypoU KOTIAC KoL TNV armopdkpuvon twv amofAntwy (Ewkéva 1.22). Exouv pia
Il TIEPLOCOTEPEC APYEC KOl ELVOL KATAOKEUAOUEVOL Ao TayuxaAuBa n kapPidlo. O komtrpag
nipaypatomnolel SU0 KIVAOELG, pia yUpw armd Tov aEova ou LUETPLag TOU Kat pia tapdAAnAn pe
Tov G€ova mou opilouV oL aKUESG TwV 080VTWYV eVw APAAANAA KLVELTE 0 TPOXOG yUPW ATO TOV
afova cuppetpiag Tou. Etol 0 0860vTwTtog Tpoxog Kal o Komtnpag hob katd t Sidpkela Tng
Katepyaoiag neplotpedovral pe otabepr oxéon petadoong (Etkdva 1.23).

Ewova 1.22 Komtrjpag Hob.

Kontripag Hob

Ewova 1.23 Kataokeur odovtwtou tpoxoU e tn uébodo Hobbing [13].

1.5.2.4Kataokeun o6ovtwoewV e apaipean uAikou (Broaching)

Autl n Swdkaoia eival apketd Sladedopévn ylo T SLAvVOLEn E€0WTEPIKWY
080VTWOEWV Og TPOXOUC MLKPAG Stapétpou Kal gival amd Tig Aiyeg dtadikaoieg Ue TG omoieg
umopel va SnuioupynBel Uikpr) ecwtepikry o6oOviwon. AMO TNV OMK TOU £XEL O TPOXOG
ELOEPXETOL KOL EEEPXETOL TO KOTITLKO £pYaAeio Kat £ToL Sivel tn popdn Tou atov Tpoxd. OAot ot
060VTEG KaTEPYAIOVTAL TAUTOXPOVA, YEYOVOG TIOU auavel paydaia tTnv mapaywylkdtnTa ylo
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oUTO To AGyo vt N nEBodog evdeikvutal yla TNV Kato.okeur oMV tepayiwv (Etkova 1.24).

XOMTxo

: l*

MOPOITINGT

MHKOE AARNT

Ewova 1.24 Kataokeur} 06oviwtol Tpoxou e tn uéBodo Broaching [13].

1.5.2.4Kataokeur obovtwtwy tpoywv ue Koviouetarlovpylia (Sintering)

AONTIA EXNONAMI MY

[RATEPTANIAR KATEPTATIAY
bt =

OYPA MI

Ye autn ™ pEBodo avapelyvietal okovn amno dtadopa UALKA pall pe uypd Kat adol
tonoBetnBel o KaAoUTIL UE oY HLO 0SOVTWTOU TPOXOU CUUTILE(ETAL OO TIPECA Kol BEpUaiveTe
oe kKAiBavo oe uPnAn Bepuokpacio. AuTO £Xel OV QMOTEAECHUA N OKOVN ATIO T UALKA val
yivetal éva ocwpa pe vPnAn avroxn. Me autr t péBodo pmopoulv va dtiaxtolv OAwV Twv
elbwv oL odovtwrtol tpoyol adAAd AOYw TOU UEYAAOU KOOTOUC XPNOLLOTIOLE(TAL UOVO Yla

mapaywyr Heydiouv mAnBoug odovtwtwy tpoxwy (Etkova 1.25).

ZOMNIDEX

Ewkova 1.25 Kataokeur o§oviwtol tpoxou Ue tn LEBodo tng koviopetalloupyiag [16].

1.6 M£BodoL amomepATwonc 0SOVIWTWY TPOXWV
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Ot odovtwTtol Tpoxoi mou Kataokeualovtal PE TIG tapanavw HeBSSoUC £Xouv apKETAE KAAEC
emudpaveleg. OUwWG O0g KATIOLEG TIEPUTTWOELG TIOU OL TpoXOol TeploTpeédovtal Pe HeYANEG TaXUTNTEG,
S€xovtal peyaha doptia A cupPaivouv Kat Ta 2, ival anapaitnto PETA TNV KATOOKEUH TOU Tpo)oU
va UTtoPANnBel og akopa pia katepyaoia yla va pelwBel n tpaxVTnta TNG emipavelag tou. Emumiéov
OE KATIOLEG TIEPUTTWOELG TIou oL odoviwTtol tpoxoi Séxovrtal Bepuikn emefepyaocia (okAnpuvon),
napapopdwvovtal Kot elval anapaitntn n Aelovon Toug Ye KATIOoLO oo TLG MOPAKATW PeBOSouG [13]

1.6.1 Aetavon (Grinding-Honing)

H Aelavon eival pio katepyacio n omoia XpnoLUOTOLE(TAL YL VO ATTOKTAGOUY OL O8OVTEG TLG
KOTAAMNAEG SLaoTAoelg KaBwC Kal yLa tn Peiwon g TpaxutnTag. Otav undpxouv LeyaAeg Stadopeg
ortd to TeALKO poldv doov adopd T SLoTACELG Xpnolpomnoleital auth n Stadikacio pLog Kal sivat n
puovn mou Uropel va adalpeoel apKeTO UALKO. INUAVTLKN XPHOoN €XEL OE PEYAAOUG TPOXOUG TTOU £XOUV
unootei Bepuikn enefepyaocia, adol 600 peyallTepoC elval 0 060VTWTOC TPOXOG TOGO UEYAAUTEPES
gival oL mapopopdpwoel tou. Opwg emeldr] OGUTEG OL KATEPYAOLEC QTALTOUV QPKETO XPOVO
KOTEPYAOLAC Kol AOYWw TOU auEnUEVOU KOOTOUG YiveTal MPoondBela yLo 600 TO SuVATOV TIEPLOCOTEPN
adaipeon UAKOU oTLg epyalelounyavég. Ymapxouv Tpeilg uéBodol Aeiavong og odovtwTtolg Tpoxolg
OTLC omoleg Ba yivel avaAuon MapaKaTw.

1.6.1.1 Nelavon e (oto Astavtiko tpoxo

Ye aut t™ HEBodo n Aeiavon emtuyxavetal péow evog Aemtol Siokou Tou omolou N
neplpEpela elvat umo KAion katl Bplokel epappoyr) o 06ovIiwToUCg TpoxoUE He eubeia 1 eAkoeLldn
0606vtwon. O TPoXOC TEPLOTPEPETAL PUE HEYAAN TOXUTNTA YUPO Ao Tov Gfova CUUUETPLAg Tou Kat
otav ohokAnpwBel n Aelavon otn pia auAdkwon TOTE 0 08OVTIWTIOG TPOXOC TMEPLOTPEPETAL Kol
ouveyiletal n Aelavon otnv enopevn. H pEBodog autr Bewpeital AoUVEXAG KaL Lo QUTO To AOYO elval
xpovoBopa. EmumAov yla alnon tng mapaywyng yivetal Asiavon pe 2 tpoxoU¢ oL omoliol gival os
ywvia epyaociag oe oxéon e Tov 060vTwTo Tpoxo Katd 15° ) 20° aAAwg eivat mapdAAnAotl petal
Toug. H mopeia tou tpoxol Asiavong sivat euBuypapun Kot maAlvdpoptkn, mapdpola Pe tnv kivnon
TIOU aKOAOUBOEL TO KOTTIKO OTNV KATAOKEUH TOU 080VTWTOU Tpoxou (Elkova 1.26).
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Ewkova 1.26 Asiavon 06oviwtou tpoxol e SLoKoeldn Aelavtiko tpoxo [13].

1.6.1.2 Nelavon pe kUAVOPLKO AeLavTikO TPOXO

2e autn Tt nEBoSO N Aslavon emttuyxavetal HEow VoG AeTToU §lokou Tou omolou To
oxnua sivat KUAWVOPLKO, eival uTtd KAlon Kal Bpiokel edpapuoyn o 06ovTiwTtoUE TPOXOUG HE
OMELPOELS) 0806vTwon. O TPOoXOG MEPLOTPEPETAL Pe HEYAAN TaxUTNTA yUPO amod tov afova
CUPUETPlag Tou Kat 0tav oAokAnpwOei n Aetavon otn pia auAdkwon TOTe 0 080VTWTOC TPOXOG
neplotpedetal kal cuveyiletal n Asiavon otnv enodpevn (Ewova 1.27). H puéBodog autn
Bewpeitol aouveXnG OMWG KOL N TTPONYOUHEVN KAl yLa auto to Adyo eival xpovoBopa.

Ewova 1.27 Aelavon odovtwtou tpoxoU e onelpoeldn oddvtwon.

1.6.1.3 Nelavon e koxyAlwTo Aelavtiko Tpoyo

Ye autr tn uEBoSo N Aslavon EMITUYXAVETAL LECW EVOC KOXALWTOU AsmttoU Slokou Tou
omoilou n mepldépela eival umod KAion kol Bplokel epoppoyr oe 080VIWTOUG TPOXOUC UE
guBeia Kal eAlkoeldr 0doviwon. O TpoXOC MEPLOTPEPETAL e HEYAAN TaxVTNTO YUPO OO TOV
afova cuppeTplag Tou Kot mopdAAnAa pe tov afova tou odovtwtol Tpoxol. e auTh Tn
UéBobo oe avtiBeon pe TG U0 TPONYOUUEVEG O AELOVTIKOG KAl 0 080VTWTOC TPOXOG Klvouvtal
TOUTOXPOVA KATL TIOU €XEL OAV ATMOTEAETUA N LEBOSOC auTH va Bewpeital cUVEXHG Kal £TOL VOl
£xeL peyaAltepn mopoywyn (Etkova 1.28). H mopeia tou tpoxou Asiavong sivatl euBuypappn
Kol glval mapopola pe TNV Kivnon mou okoAouBel To oUCTNUA KOMTLKO-SOKIULO oTnv
KOTAoKEUN Tou 08ovtwtol tpoxou pe t nébBodo Hobbing.
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Ewkova 1.28 Agiavon odoviwtou tpoxou Ue eAkoeldr odovtwon.

1.6.2 Anoéeon (Shaving)

Me tn OSwdikaoia tng amofeong yivetal adaipeon TwV MIKPWVY TPLXOELOWY
UTTOAELUUATWY aTto TV emidavela TG 08OVIWaon¢ Tou Tpoyou. Mvetal xpron Tng mpLv armo tn
Bepuikn enefepyaoia Twv TPOXWV OL oTtoioL Uropel va £xouv iola ) eAlkoeldn odovtwon. To
HEoo Aelavong £xeLtn popdn 0dovtwTtol TpoxoU OTOU MAVW OTLG KOTATOUEG TOU £XEL EYKOTIEG,
ol omoleg AeltoupyoUV oav TLC ALXUEG EVOG KOTITIKOU epyaleiou. Me tn BonBela autwv Twv
alyHwy yivetal n adaipeon Twv UMOAELMUATWY amo T emidavela tou tpoxou (Ewkova 1.29).

!

Ewova 1.29 Kataokeur 080vTwtol TpoXoU He epyaleio Hopdng Kot Slatpétn.

1.6.3 Yypn unepAeiavon (Lapping)

H vypn unepAeiavon sival pia dtadikaoia mou edappdlovrag £va Aslavtikd uypod
HeTafl Twv dU0 080VTIWTWV TPoXWV Tou elval og kivnon yivetal adaipeon MOAU pKpwV
ocwpotTdiwy. Xpnolyomoleital oe 0dovtwtolc TpoxoUC ToU £XOUV UTIOOTEL Begpuikn
enefepyaocia KoL KAt KUpLo AOyo lval KwVLKol oTiELpOELd G Kol UTIOELSELC TpoYOL. € aUTA TN
uéBobdo oL odovtwrol tpoxol sival o emadn kot meplotpedovtal Tauvtdoxpova. To TVIOV
amoteAel Tov 086NYO-KIVNTAPLO TPOXO EVW O HEYAAOG TPOXOC-KOpwVa Eival To odnyoUupevo
HéANog (Ewkova 1.30). Méoa oTo A£LaVTLIKO LYPO UTIAPXOUV KOKKOL Ao ofeibLo Tou mupttiou
aAouplviou, ol omoiol mpaypaTonolouv Tn Asiavon tTwv tpoxwv. Avaloya to péyebog twv
KOKKWV Tipaypatorole(tal Sladopetikr) Aslavan, €ToL UKPOTEPOL KOKKOL SnULOUPYOUV TILO
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Aela ermudavela. TuvnBwg otoug UMoeLldelg 08ovTwToU TPOXoUE XPNOLUOTOLE(TAL UYPO UE
OPKETA AEMTOUC KOKKOUG. META amo TN KATEPYATLO TOUC oL 080VTWTOL TPoYOL KATA TN Xprion
TouG SouAsUouv o YapunAotepa enineda BopuBou.

Ewkova 1.30 Yypn untepAeiavon oSovtwtol Tpoxol pe eALKOELSH 0dovTwon.

1.7 OepULKEC KATEPYATIEC OKAPUVONC

OL obovtwTtoi Tpoxol adol KATOOKEUAOTOUV OE pia EpyaAElOpNXaVH UTIOKELVTAL OE DEpLKN
OKANpuVoN yla va aUERCOUY TNV aVTOXH TOUC. YITAPXOUV TPELG KATNYOPLEG OKANpUVONG OTIou avaAoya
LE TO UALKO yiveTal xprion tng avtiotoiyng pebodou. OAeg oL péBodot akolouBouv Tov iblo Bepuikd
KUKAO SnAadn amo tn Beppokpacia meptPBarloviog To Sokipo Bepuaivete kal adou mapapeivel os
plo ouykekpuuévn Bepuokpacion ylo oplopévo Xpovikd Staotnua petd PUxetol Apeca UEXPL TN
Beppokpaocia meptBaiiovroc.

H Badn eival pia dadikacia 6mou to dokiplo Bepuaivetal péxpt toug 800 °C kal adou
napapeivel oe autn tn Beppokpacia yia Alya Aemta Poxetal Blata og PuUKTLKO PECO TO OMolo lvat
oAatovepo, vepd, AadLn agpac. Me autr t pébodo o xaAuBog and okAnpotnta 150-200 HV amoktdet
okAnpotnta 700-800 HV. Autr n p€Bodog yivetal yia oAkn Bodr) Tou Tpoxou SnAadr yia 6KAfpuven
TOU amod 3mm £€w¢ TOV UPAVA Tou avaloywe To PETallo. ‘Yotepa amo t Badr o Tpoxog amoKtd
vPnAn avtoxn opwg eival apketa Pabupdg kat umtdpxel kivbuvog Bpavong Tou.

H evavBpdakwon amotelel pia emudavelakn Badn yiott to Babog tng evovOpoKwWHUEVNG
otBadag umopet va ¢ptaocet péxpt to 1 mm. To Sokipo Beppaivetal péxpt toug 700 °C os meptBailov
evavOpaKkwTilkol HEOOU TO omolo pmopel va elval eite aeplov eite uypol eite otepeovl. To
eVavOpoKWTIKO PECO ameAeuBepwveLl AvOBpaKa O OMOLOC ELOEPYETOL OTIG e€WTEPIKEG OTLRBASEC TOU
Sokiuiov. Adol mapapeivel og autd To mepLBAAov yia tavw amod pia wpa Puxetal andtopa o vepo.

H evalwtwon anotelel pia emdavetakn Badn pe to Babog tng evalwtwpévng otifadag va
uropet va ¢ptaoet péxpt ta 0,3 mm. To Sokipo Beppaivetal péxpt toug 600 °C oe meplBarlov agplag
appwviag kat otepa PUxeTal os AabdL. To mMAgovEKTNUA TS evalwtwong sivat otL n Badn yivetal os
pLkpr Bepuokpacia kot yla auto to Adyo Sev mapatnpeital peyain mapapopdwaon tou Sokipiou.

29



KEDAAAIO 2. Zxedlaopog PndLakol HovteEAoU Kol KABOPLOUOC
ouvBNKwWV Katepyaoiag

2.1 MeBobdoloyla mpooopoiwong KaTtepyaoLwy

Ma tn dnuloupyia kKABe Tepayiov og Eva OUTOUATOTOLNUEVO UNXAvnUa ival anapaitntn n
xpnon piag pebodoloyiog péow tng omoiag Ba emiteuxOel To eMBUUNTO amotéAeopa. I pwTn pacn
nipémnel va dnuoupyndel to Pndlokd TpLodlaotato PovTiEAO Tou Tepayiou Kabwg Kal To apxLKO
KOUMATL Tou UALKOU (stock) oe Aoylopikd Cad. Yotepa o Aoylopikd Cam eloayovtal OAEG ot
TIAPAETPOL TIOU ATIALTOUVTAL YLl TIG KATeEpyaoleg Kal yivetal n emAoyr] TOU UNXavAUATOG Kol TwY
KOTTTIKWV UECWV Ttou amattouvtat. Apou oAokAnpwBouv OAEC oL TpoTtonoLoeLg Kot SnuoupynBel To
KatdAnAo toolpath péow tou Post Process Ba yivel n eaywyn tou G kwdika. Aol slooyxBel o
KWSELKAC OTO pUNXAvnUo Umopouv MAEoV va UAoToltnBoUv oL KATEPYACLEC.

2.2 2xeblaon odovtwtou Tpoxou

Katd tn Stadikaoia tng oxediaong o mpwtog mapayovtag mou Aappavetat untoPv eivat ot
péyloteg Slaotaoelg mou pnopel va katepyootel to CNC kévtpo katepyacioc. H péylotn SLapeTpog
TIOU UITOPEL val KOTEPYAOTEL €lval 660 To MAaTo Tou 4ou afova SnAadn ta 160 mm evw yla va Bpebel
To pEylotog LPog akolouBnBnke pla cuykekplpévn dadikaoia. Adou éywve meplotpodn Tou 50u
afova katda 900 €ylwve petokivnon tou Tpamelloy mpog ta BeTikd Tou Y afova HEXPL VO TEPUATIOEL
‘Yotepa €yLlVe HETOKIVNON TNG ATPAKTOU HEXPL Vo £pBel oTo 1610 eminedo e To MAATO Tou 4ou dfova.
EkteAwvtag tnv napandavw Stadikaoia petpnBnke n anootacn, n onoia gival 79 mm. IXETIKA UE TN
SLAUETPO TOU SOKLpLOU eV UTIAPXEL KAVEVA TIPORAN O WG YLt To UPOG Ta 79 mm elval apKeETA UIKPN
andotacn, ylo auto To Adyo Ba xpnotpomnotnOet pia 161k MAGKa pappoyn yLa Tn CUYKPATNOoN Tou
Sokiuiou , Tng omolag Ba yivel meplypadn apyotepa.

MNa tn oxediaon Tou mwidv gywve xpnon twv oxediwv tng KHK STOCK GEARS plag kat mAnpot
TIG MOpATAvVW TpoUToBEoeLS. ETUAEXBNKE 060VTWTOC TPOXOG e SLapeTpo 78 mm kat UPog 38 mm. To
AoyLopKO Tou xpnotpomnotifnke sivat to Solidworks Premium tng etaipeiag Dassault Systems yati
KAAUTITE TIG QVAYKEG yla Th oxedlaon tou tpoxou. H oxediaon mpaypatonoltibnke os 3 otadia . Ie
npwtn $aon opiotnke to mpwto plane omou oxedidotnke To Sketch. To kupLoTEPO £ival n kKAion mou
Ba €xeL 0 66ovtag pLag kal Ba Tpemel va akoAouBel tn KapumUAn TnG e€eAlyuévng. 2tn Bdon tou o
odovtag givat 17 mm kat pe kAlon 35° kataAnyel otnv kopudr tou ota 3 mm. Me Tn XpAon tng
€VTOAN¢ circular parrent yivetal avilypadr tou 68ovta oto emBupunto mAnBog. Ito TéAog yivetal
Xpnon tng evtoAng Trim Entities kat £ToL dnuLoupyeite to mpwto Sketch (Ewkova 2.2).
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Ewova 2.2 Zxedioon tou mpwtou sketch og mepBaiiov tplodiaotatng oxediaong.

AdoU €xel ohokAnpwBel to mMpwto otadlo tn¢ oxeblaong opiletal To 20 plane to omoio
Bpioketal oto péco tou UPoug tou odovtwtol tpoxol. Adol olokAnpwbel to Sketch oto Plane 2,
Snuoupyeital to Plane 3 o andotacn 38 mm ano to Plane 1 kat Snuloupyeital to teAeutaio Sketch.
Y10 teAevtaio otadio tng oxedlaong yivetal xprion tng evtoAn ¢ Rotate yia va eplotpadouv ta Sketch
2 kot 3 katd 20° oe oxéon e to Sketch 1 (Ewkéva 2.3)

Ewkova 2.3 OAokAnpwpuéva ta sketch oe meplBdAlov tplodiaotatng oxediaong.

Ye auth tn ¢don sivat £totpa 0Aa ta Sketch kat £xel 500si to TeAkd oxfua oto mwiov. To
MOVO Ttou UEVeL elval va 600el To cwpa Kol auTo yivetal e T Xxprion tg evioAng Loft kat pe emhoyn
Tou (6lou onueiou os kABOe Sketch. Ito télog yivetal oxedioon tou miow pépouc tou TpoyxoL yla va
OUTTOKTNOEL TO TEALKO TOU oxnua. (Elkéva 2.4)
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Ewova 2.4 Tehkn popdn tou odoviwtol Tpoxou.

AdoU ohokAnpwBei n oxediacn tou oSovtwToU TPOXoU Oelpd £XEL n oxedlaon tTNG MPWING
UANG mou Ba xpnoluomnolnBel. As pumnopel va yivel xprion €tolpou stock péca amod to Aoylopiko CAM
ylati 8 pmopouv va anodobolv OAeg ot eTiiddvelec. H oxediaon tou elvol e€alpeTIKA amAn pLag Kot
TO TEUAXLO €XEL 2 eMLPAVELEG TIOU TIPETEL va amodoBouv (Elkova 2.5)

Ewodva 2.5 Wnolakn amekdvion tng mpwtng UANG.

Mo vo amokTAoEL N mMPWTn VAN To oxAUa Tou £XEL TO TPLOSLACTATO POVTIEAO EyLVE Xprion
oupBatikol TOPVOU Tou gpyaoctnpiou. Me aUTO TOV TPOTIO LELWONKE APKETA O XPOVOG KATEPYACLWY
otn CNC egpyaletopnyavn (Elkova 2.6).
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Ewkova 2.6 Mpwtn VAN Tou odovtwTtol TpoxoU.

2.3 Xpron BonBnTikwv e€apTtnUATWY

Tig MepLocoTEPECG GOPEG N CUYKPATNON TWV SOKLULWVY YIVETAL LE TN XPrON LEYYEVNG EKTOGC €AV
TIPOKELTAL VLo TEUAXLA KUKALKAG SLATOUAG OOV YIVETOL Xprion TOOK. XTn GUYKEKPLUEVN TIEPLTTTWON N
Wbavikn emAoyn lvatl To TooK OUWG evw N SLAPETPOC Tou ival 160 mm 600 £ival Kal To TTAATO Tou
4ou afova Tto MPOPANUA eival pe To UYPOC TOU TOOK TO OToio givatl 65mm. O XWPOC MOU TTOUEVEL
glval gAAXLOTOC, KATL TTOU KAvel aduvatn tn XPrion Tou ToOK ylo autd to Adyo Ba yivel xpnon piog
mAakoc epappoyng (Etkova 2.7).

Ewova 2.7 Baon ouykpdtnong Sokuuiou.
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MpokeLtal yla pio mAdka epappoyng KATAOKEUOOUEVN amo avBpakouyxo xaAuBa ( St-37) tng
omolag n SLapeTpog eival 160 mm 600 Kot To MAATO Tou 4ou Afova Kat To Taxog tng 13 mm. EtoL to
U og TTou péveL elval apKETO yLa TNV KOTAOKEUR Tou 08ovtwTtol Tpoxou. H mAdka €xel kat GAANn pia
empavela Pe SLAPETPOo 38mMm OG0 KOL N OTTr) TTOU €XEL TO TANTO Tou 4ou afova pe avoxn hé. Me auto
TOV TPOTMO 0 Afovag TG MAAKAG EPXETAL O amOAUTn euBeia pe tov 40 dfova. EmumAéov otnv enavw
TIAEUPA TNG TTAAKOG UTTAPXEL AAAN pia emidaveLa pe SLapeTpo 25 mm kat UPog 1 mm PETOo TG omolag
0 afovag tng MAAKOC €pXeTaL otny idla eubeia pe Tov a€ova Tou Sokipiou.

JTO KEVTPO TNG MAAKOCG UTIAPXEL Hia SLaUmepn g o) pe omneipwpa 12 mm péow tng omolag
ylvetal n cuykpatnon tou SoKLUiou mavw otnv MAAKA. H cuyKpdtnon tng MAAKAG MAVW OTo TAATO
TOU TETapPToU atova yivetal pe 6 Bideg pe ppelapiopata yla vo pnv mpoeEEXouv amo tnv enLpaveLa
™¢ Baoncg (Ewkova 2.8)

Ewkova 2.8 Tuykpatnon Sokiuiou otnv epyaielopnyavr).

2.4 MpOoYPAUUATIONOC KaTepyaoiag o€ AoyLlopko CAM

To Aoyloptkd Cam 1ou xpnotporotrfnke eival to CAMWorks yiati elval to pévo mohuagovikd
npoypappa mou cuvdéetal dpeca pe to Solidworks. Me autd to Aoylwoulkd Ba yivouv ot
TIPOCOUOLWOELG TWV KATEPYOOLWV Kal N e€aywyn Tou KwdLka. H KATAoKEUN TWV 060VIWTWY TPOXWV
Ba yivel pe Tplagovikn Katepyaoia , He Tplafovikn katepyooia os cuvduaoud pe moAuvafoviko Cam
KOl L€ TEVTAEOVLK KATEPYAOLA.

2.4.1 MpoypAUUATIOHOGS TPLAEOVLIKAG KATEPYATLAG

O kwdkoc o omoiog Ba dnpoupynBel Oa eivat yia pia epyaletopnyavn 3 aéovwy. Npwta art’
O\, emAéyovTal OAOL OL TIPAUETPOL OXETIKA HE TO pnxavnua anod to Define Machine. ¥tnv kaptéAa
Machine emAéyete 1o £(60G TOU PUNXAVILOTOG, TIOU OTNV MEPLTTTWON LAG ELVAL VA KEVTPO KOTEPYAOLAC
3 a€ovwy Kkat o controller mou eivat tng etatpeiag Fanuc (Etkéva 2.9). Yotepa oto Tool Crib elodyovral
TOL KOTITIKA TTIOU £XEL 0 LUAOC TOU UNXOVILOTOG e OAQ TOUG TOL XOPAKTNPLOTIKA KaBWE Kol Tov aplBpo
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B£onG mou €xouv PéEoa O AUTOV. ZTnV KaptéAa Post Processor yivetal n emloyn tou post processor
TIOU QVTLOTOLXEL OTO HNXAVN L. ZTIG KoPTEAEG Posting, Setup,Rotary Axis kat Tilt Axis 6 Ba yivel kapia
oAAayn yla tnv 3agovikn Kotepyacio. AUTEG oL KAPTEAEG €XOUV VAL KAVOUV LLE TOV TETAPTO KoL TIEUTTO
afova TTou OTNV CUYKEKPLUEVN PAon Tou MELpANATOG Ba Tapapeivouv akivnToL.

Machine — =

Machine Tool Crib PostProcessor Posting Setup Rotary Axis Tilt Axis

Available machines
T--_E)_ Mill Machines
. Mill - Metric
fe Mill 4 axis - Metric
Mill 5 axis - Metric

Select

Machine name : Mill - Metric

=i Turn Machines

! : Turn Single Turret - Metric

Pt Turn Dual Turret - Metric

F Turn Multi Turret - Metric

==X Milli Turn Machines

[ Mill-Turn Single Turret- metric
Mill-Turn Dual Turret - metric
Fee Mill-Turn Multi Turret - metric

Wire EDM Machines
Wire EDM - metric

Y- 2 Additive Manufacturing Machines
fre AM Machine

Machine 1D :
Machine duty -
Machine type :

Mumber of axis :
Max. feedrate :
Max. spindle speed

Milling Machine Metric
Medium duty

MIill

MNone
16500.00mm/min
12000.00rpm

Active machine
Machine name

Machine ID :

Machine duty

Machine type :

MNumber of axis :

Max feedrate
Max. spindle speed

Simulation machine :

Simulation controller :

Mill - Metric

Milling Machine Metric

Medium duty ~
Ml

MNone

16500 .00mm/min

: 12000.00rpm

Sample_3ax ~

Fanuc v

g

Axvpo Help

Ewkova 2.9 Kaptéa €AoY XAPAKTNPLOTIKWY NXOVHA LOTOG.

‘Evag onUavtikdg mapdyovtog €ival To cUOTNUA CUVIETAYUEVWY ULOG Kal Bo TMpEmeL va
ocupBadilouv oL afoveg mou £xeLto stock e Toug G€oveg ou £xeL To PndLako LOVTEAO KAL TOUG AEOVEG
TIOU €XEL TO UNXAVNUA. Z€ HLa UNXOVH TPLWV 0€OVWV Elval OYXETIKA EUKOAO va TaLPLALOUV cwaoTA OAoL
oL agovecg aAla Kol va evIomioTtel Tuxov AdaBog. Q¢ apyn Twv afovwv og OAEC TLG TIEPLTTWOELG oplleTal
TO KEVTPO TOU 080VTWToU TPOXOU Kal N eMLdAVELQ TIOU £PXETAL OE eMadr UE TNV MAAKA CUYKPATNONG
Tou SoKLpiou. Opwe yla va eivat edikti n Tplafovikn katepyaoia £ywve xprion tou A afova 0 omoiog
nieplotpédetal otig 90 poipeg (Ewova 2.10).
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Ewkova 2.10 To onpeio undév tou Sokiiou atnv epyaleLlopnyavr.

H tpitn kaptéAa eival to “Stock Manager” oto omoio divovtal OAeg oL MAPAUETPOL YLa TNV
pwTN UAN Ttou Ba xpnotpomnotnBet. Mpwta o’ 6Aa eTAEYETAL 0 TUTIOC TOU UALKOU amtd To omolio eival
n mpwtn UAn. Yotepa eival amopaitntn n oxediaon tou stock oe Aoylopikd Cad kat va yivel
amoBrkeuon tou pe tn popdn STL. Etol oto nedio Stock Type emiéyetal n popdn STL kot yivetal
£TAOYN TOU apXelou amo T UvApn tou untohoytotr (Ewkéva 2.11)

Stock Manager L4

Material = 1212

b

1212 b

Low Carbon alloy Steel

) == || &=

STL File

b

b

| ChUsershgiannyDocumentshStock. S|

|:|U5e to create bounding box

MNumber of Stocks

b

Parts :

= carmworks MC hManager

Ewkova 2.11 Kaptéla emtAoyng OTOLELWY TG TTPWTNG UANC.

36



AdoU yivouv OAeg oL tapamavw evépyeleg Tote dnpoupyeite to Mill Part Setup kat TAéov PEVEL N
Snuoupyla tou Toolpath, To onoio anoteeite ano tpia otadia, V0 yla TNV ekxOvdpLon Kal Eva yLo

v amnonepdtwon. H Stadikacia tng ekxovdplong npaypatonoleite anod Vo SladopeTIKA KOMTIKA
EVW N OIMOTEPATWON OO £Val.

Mo t dnuwoupyia tou mpwtou Toolpath dnuloupyolpe éva path amd tnv katnyopia Area
Clearance to omoio xpelaletol €va TANBOC TAPAUETPOTNOINCEWY YLlA VA €XEL TO QAMALTOUUEVO
anotéAeopa. 2to Operation Parameters umapxouv OAeC oL KOPTEAEG oL omoieg kabopilouv Toug
TP AYOVTEG

Ytnv koptéha Tool Sivovtat OAa To XapaKTNPLOTIKA OXETLKA LLE TO KOTITIKO EpYOAELO , TO HECO
OUYKPATNONG TOU KOl TIC BECELG TTOU €XEL OTO HUAO TOU PNXAVAUATOC. 2 TpWwTn ¢aon ylvetal xprion
£vog iolou komtikoU (Flat End) pe Stapetpo 10 mm kat pnko¢ 110 mm. OAa Ta XOpOKTNPLOTIKA TOU
KomtikoU divovtal oto unonapaBupo Mill Tool, evw oto unonapdBupo Mill Holder divovtal 6Aa ta
XOPOKTNPLOTIKA Ylol TO HECO CUYKPATNONG TOU KOTITLKOU. XTO TEAOG OplleTal OTL TO CUYKEKPLUEVO
KOTITLKO €lval To gpyaleio 2 kat Ba Bpiokete otn B€on 2 Tou pUAoU Tou pnxavhuatog (Etkova 2.12).

Operation Parameters - >

Tool FiS Pattern Area Clearance NC Links Entry/Retract Advanced Rest Posting Statistics

Mill Toal  Mill Holder Tool Crib  Station
[] Preview

Tooltyps | Flat End ~
Sub-type : Rough & Finish

Tool Dimensions

Cut diameter (D1)

End radius (R}: Omm
Flute length (L2)
Overall length (L1)
MNo. offlutes

Center cutting
MNon-cutting Portion

110mm

4 4 4 )

1D1D1P1P<
|

| B 5

3 3

= TT
; ¢
|

i
J |
) 0
N

Type : |Straight

Shoulder dia (D4):  10mm

Shoulder length (L4)

Shank dia (D2) T b
Shank length (LB} : 50mm I
Properties Hand of cut
Cutting parameters...
Tool material : Carbide @ Right
Outputthrough Tip i) OLEﬁ

TechDBID : 14

Comment: |10MM CRB 2FL 22 LOC

i3

ARUpO Preview Help

Ewkova 2.12 Kaptéla emAoyng XOpaKTNPLOTIKWY YLa TOL KOTITIKA epyaAeia.

Ytnv kaptéda F/S puBuilovtal n mpowon KATAd TNV KATEPYACLo KoL oL 0TPOdEC TTEPLOTPOPIG
Tou KomtikoL epyaleiou. Xto Defined by emiAéyetal o operation kaBw¢ £tot Sivetal n SuvatdtnTa va
puBuLoTolV MPOWON Kol oTPodEC O TOV XELPLOTH av Kol Pe TNV erthoyn Library yivetal autopatn
erAoyn OAWV TWV MOPAUETPWY BACEL ETOLLWY TILVAKWY TIOU €XEL TO TIPOYpaua. EmumAgéoy yivetal n
€TUAOYN Yl TNV POWGCN YPNYopnG LETAKVNONG KOl N TPOWon KATA TNV EL00ywYH TOU KOTITLKOU 0TO
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SokipLo. Autni n KapTéAa eival onUavTiki ylati BAoEL TwV TPOWOEWY UTIAPXOUV HETABOAEG O0TO XpOVO
katepyaoiog (Ewkova 2.13).

Tool Fis Pattern Area Clearance NC Links Entry/Retract Advanced Rest Posting Statistics
Defined by : | Operation ~ Reset
Library

Conditions

Machine duty : |Medium duty

SMM : [B2.83 :
Spindle speed : |2000.00rpm :

[JLock spindle speed

Spindle

Direction : cw cCcw

XY feedrate : [100.00mm/min

Feedrates

VoluMill Technology Expert...

CRLImE

Leadin feedrate : 85 00mm/min = % =
Leadout feedrate : 100 00mmj/min = o =
Sharp Corners Arc feedrate override
[]Enable cormer slowdown []Arc feedrate 100 -
XY Feedrate : |20 =
Distance : |20 =
Threshold corner 180deg -
angle : -
Threshold cormner 0 -
radius -~
=k. b Akxupo Preview Help

Ewova 2.13 Kaptéa emiloyng XAPOKTNPLOTIKWY YLaL TG TIPOWOELG.

TNV KoptéAa Pattern eruAéyetal o TPOMOG e TOV omolo Ba KWVElTOL TO KOTTKO KOTA TV
Katepyaoia kabwe kot n andotacn mou Ba £€xouv dU0 SL060XLKA TTEPACUATA TOU KOTTIKOU. XTNV
koptéAa Area Clearance emAéyovTal TOPAPETPOL OL OTIOLEG £XOUV VA KAVOUV LE To BaBoc Komng, ta
opla w¢ mpog tov dfova Z KaBwg KAl TO KEVO TOU HEVEL QVAPECA OTO KOMTIKO KOl OTNV TEALKN
emudavela Tou tpoxou. 1o Surface finish emAéyetal wg andotaon avapeca otnv TeAKN emipavela
KOLL TO KOTITLKO Ta 0,5 mm otoug afoveg X Kat Y Kat n anoctacn 0,25mm otov afova Z . ‘ETOL e QUTEG
TI{ AmooTAcEelg Ba yivel n peyoAltepn duvatn ekxovdplon Tou Tepoxiou Xwpi¢ 0w va uTapEel
kamowa $Bopd ™G teAKNG erudadvelag. Emumhéov oto Depth Parameters emhéyetal n péBodog
Constant kot to B&Bog komn¢ opiletal ota 0,75mm pLag Kot eivat éva Babog komng oto omoio to
KOTTTLKO UMOpPEL va amoSwoEel Xwplg va umdapyel onpavtiki ¢Bopad (Ewova 2.14).
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Operation Parameters — =

Tool Fis Pattern Area Clearance NC Links Entry/Retract Adwvanced Rest Posting Statistics

Surface finish
XY Allowance : [0.5mm

Z allowance : |0.5mm

Avoid allowance : [0.25mm

LIS NN

Mach. deviation: |0.Tmm

Facetdeviation: 0. 1mm

[JuUse global facet deviation

Direction control
Milling type : () Climb
(@ Conventional

Zigzag
Reverse direction
Limits
Reverse stepover
Firstcutfrom: Top of Stock b
Depth parameters o
" -
Method :  Constant e © Omm >
Map. cut amount: | 13mm = Lastcutat: Bottom of Feature -~
cutamourt: S oser. [omm |2
[JAadaptive stepdown
Min. cut amount:  0.1Tmm =
Equal lastlevels : :
=k. b Axupo Preview Help

Ewkova 2.14 Kaptéla mou emiAéyovtal oL avoxEG Kot ta Badn Komng.

stic kaptéAeg NC, Links, Entry/Retract, Advanced, Rest kot Posting yivovtol pukpeg aAhayEg
MLaG KAl 0T TPLOEOVIKN KATEPYAOLA OL TTEPLOCOTEPEC TIAPALETPOL ELVAL OWOTA TIPOETUAEYEVEG Kol O
xpetalovtal dlopbwoelg. TéEAog otnv kaptéla Statistics dpaivovtal OAa ta oTolyeia OXETIKA UE TOUG
XPOVOUG KOl TO. LAKN Tou path mou £xet dnuioupynBel. MNvetatl avaluon yla to Xpovo kivhong atov
KABe dova Kal To oUVOALKO Xpovo katepyaotwy (Elkova 2.15).
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Tool F/S Pattern Area Clearance NC Links Entry/Retract Advanced Rest Posting Statistics

Toolpath analysis

Segments Length % Min Max
Lines : [2481 | [1o0 | x: [27.27mm | [13.84mm |
Arcs: [0 | [o | v [-549mm | [+3.48mm |
Total: [2491 | [100 | z: [15.75mm | [64mm |
Estimated machining time TechDB
Toolpath Length Time { min) TechDBEID :
Feed |3258.82mm | |34-B5 | Operation Parameters ;| Save As Defaults
Rapic: [157029mm | [0.06 | Load Defaults...
Non Cutting 3 axis toolpath generation method :
Total: [4769.11mm | [34.97 | Advanced method
=h._: OK Aruvpo Preview Help

Ewkova 2.15 Kaptéla mapouciaong OTATLOTIKWY yLa TV Tipocopoiwan.

Ytn Seltepn ddon NG ekxovdpLoNng xpnoLomoLeital Kontikd epyaleio tumou Ball Nose pe to
omnoio Ba pnopéoel va adalpéoel UALKO amod peyaluTtepo Pabog kat Ba eToludoel To SoKipLo yla TN
daon NG anonepdTwong. I autn tn GAacn Katepyaolwy emAéyetal To path va nuloupynBei amno
Vv Katnyopia Z Level piag kat evéeikvutal yla Tplafovikn katepyaoia. Katd tn Snuwoupyia tou path
oto operation parameters UTIAPXEL £va TTARB0G KOPTEAWV OO TLG OTIOLEG OL TIEPLOCOTEPEC £lval (SLeg
Me auTéG oto Area Clearance.

TNV Kaptéla Tool elodysTal To KOMTKO To omoio ival éva dintepo Ball Nose pe pkog¢ 100 mm ,
Slapetpo 8mm kat KapmuAotnta 4 mm. Omwg KAl oTo MPonyoUupevo path elodyovtal OAeG ol
mAnpodopieg yla to Tool , yla To HECO CUYKPATNONG TOU KOTTLKOU HE TO UNXAvVNUO Kal yla th B€on
TOU £pYaAEloU 0TO HUAO TOU UNYXAVHHOTOC, TO OTolo ival To voUpEPO 3 Kal BplokeTal otn B€an 3 Tou
MUAoU. O KopTtéAeg Tou umadpyxouv oto Z Level eival iSleq pe autég tou Area Clearance, €tol
okohouBeital n &ta Aoyikn pe To mponyoUuevo path yia 0Aeg Tig kaptédeg (Elkova 2.16)
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Ewkova 2.16 To Toolpath kata tn de0tepn ddon tng ekxovépLong.

To tpito otddlo amote)lel tnv amomnepdtwaon tou Soklpiou mou Ba yivel amd éva KOTTIKO
tomnou Ball End pe &iduetpo 6mm , pnkog 80 mm kol KAUMUAGTNTA 3mm, To omoio ovopaletol
epyaleio 4 kal elodyetal otn 6€on 4 tou LUAOU. € QUTO TO O0TASLO N AoyLKN ToU akoAouBeite Katd
TNV MapapETpOTIOinon Tou path eival SladopeTikr) og oxéon Pe Ta SUO TPONYOUHEVO LLAG KOL TWPO
Ba emiAexBouv peyaAUTEPN TOXUTNTA TEPLOTPODHG TOU KOTITLKOU KOl APKETA PEYOAUTEPN IPOWON EVW
1o Babog komrg Ba pewwBel (Eikdva 2.17). EmutAéov Ba undpgel pelwaon oto stepover dnAadn otnv
andotacn avaueca o SUo Sladoylkd mepdopata. Katd tnv amonepdtwon Tou 08ovIiwTou TPoXou

Ba emihexBolv Sadopetikd stepover yia va eriteuxBel n emBupuntn enidAveLD OTOV PLKPOTEPO
Suvarto xpovo.
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Ewkova 2.17 Mpocopoiwan Tou 06ovtwtol TpoxoU HE TPLALOVLKY KaTepyasia.

2.4.2 MpOoypAUUATIOUOG TPLOEOVLIKNC KATEPYAOLAC E TN XPron TMOAUAEOVIKOU TIPOYPALLUOTOG
Cam

2tn 8eUtepn $AoN TOU MEIPAUATOC O 080VTWTOG TPOXOG Ba dnuioupynBel amod Tplaovikn
KOTeEpYaoia He TN xprion mevtoafovikol mpoypdppatoc Cam yla va yivel oUykpLon oToug XpOvoug
katepyaoiac. Ma va emitevxBel auto to meipapa akoAouBeite n  Sladkooia tNg MEVTAEOVIKAG
KaTepYaoiag pe povn Slacbopd OTL 0 TETAPTOG Kal 0 TEUMTOC Afovag Ba sival akwvntonotnpévol. Omwg
otnv Mpwtn ¢acn emAéyovtal OAOL OL TTAPAPETPOL OXETIKA UE TO pnxavnua and to Define Machine.
Itnv kaptéAa machine emIAEYeTe TO €160G TOU HNXOVIMATOC, TIOU OTNV Teplmtwon Hag sival éva
KEVTPO KaTepyaoiag 5 afdévwy evw oL AMeg emthoyEg mapapévouv 8Leg. 'Yotepa oto Tool Crib kot
Posting &g xpeldletal Kapia oAy MLOC KL TA KOTITLKA £lval £Tolpa amd tnv npwtn ¢Aaocn Tou
TELPANATOC. 2TNV KapTéAa Post Processor yivetal n emthoyn Tou post processor mou nuloupynonke
oo TNV eTalpeia moU mMapEXEL TO AOYLOULKO Cam Kol OVTLOTOLXEL O€ KEVTPO KaTepyaoiag MEVTE aOvVwy.
Jtnv Kaptéla Setup oto indexing emiAéyete n emthoyn 5 Axis kaBwc Kat oto indexing limits elodyovtat
TO Opla TepLloTpodnG Tou Kabe mpoobetou Gfova (Elkdva 2.15) MNa va yivel TpLlafovikn Komr OAeg ot
TLUEG oTa Opla Twv afdvwy opilovtal otig 0°. ITic KapTtéAeg "Rotary Axis” kat ”Tilt Axis” emiAéyetal o
TPOCAVATOALOUOC TwV dU0 tpdabetwy afovwy A kat B kaBwg kat n stk popad neplotpodng yla va
Umopel va yivetal n neplotpodr) katd 51,429°.
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Machine — s

Machine ToolCrib PostProcessor Posting Setup  Rotary Axis = Tilt Axis

Setup
Indexing : | 5 Axis ~
Global indexing retract plane : =
Indexing limits
Rotary axis Tilt axis
i : Min: z
Max: : ma: =

EUpdale indexing angles for setups

CMC comp options
Display toolpath at G-code coordinates

Display cutter comp on first move
Fixture Coordinate system

Edit ...

=, Axupo

Ewkova 2.15 Kaptéla emdoyng mpooBeTwy afovwy Kol oplwv TEPLOTPOPHG TOUG.

To cUOTNUA CUVTETAYUEVWY 0pLleTal OMIWG OTNV MPWTN $ACH ToU MEPAPATOC. MpoPAnua o
OLUTEG TIG MEPLITTWOELC €lval va avtiotolynBoUv cwoTd oL AEOVEC TOU NXOVHLATOC LE TOUG AEOVEC TOU
SokLuiou Kot eL8IKA 0 TETAPTOC KO 0 TEUTTOC. To emMOpevo Bripa sival va oplotet stock to omolo Ba
TIaPAEVEL (610 e TNV tponyoL eV Ao TOU TELPAUATOC EKTOG A0 TO UALKO TO Omoio sival to ST-
37.

AdoU yivouv OAeg oL tapamavw evépyeleg TOTe dnuloupyeite to Mill Part Setup kat mAéov
MEVEL n dnuoupyla Tou Toolpath, To onolo anoteAeite amno tpia otadia, SUo yla TNV ekxOvEpLon Kal
€va yla tnv amnonepatwon. H dtadikaoia tng ekxovdplong mpayuatomnoleite and Suo SladopeTikd
KOTITIKA EVW N AMOmMEPATWAN amnod va.

Ma ™ dnuoupyia tou mpwtou Toolpath dnuloupyeital éva path ano tnv katnyopia Multiaxis
tou CAMWorks NC Manager to onoio xpeltaletal €va mARBo¢ MapaUETPONMOLCEWY YLO VA EXEL TO
anattolpevo amnotéAeopa. H dtadopd avaueoa os toolpaths mevragovikd kat Tplafovikd sival otL
ota mpwta Silvetal n SuvatoOTNTA OTOV XELPLOTH TOU TPOYPAUHUATOC VA TIOPOUETPONOLAOEL TApa
TIOAAECG AETITOUEPELEG EVW OTO TPLAEOVIKA KATL TETOLo Sev eival ediktd. To mMPOPANUA e QUTO TO
yeyovog elval OTL OL TIUPAMETPOL TIPETIEL VAL OPLOTOUV OAEG ATIO TO XPrOTN Kol TIOAAEG €lvol OLPKETA
TLAPOUOLEC, £TOL EKTOC QTIO TOV TTAPATETAUEVO XPOVO TToU XPELAleTaL yia TNV dnpLoupyia Ttou path givatl
SUOKOAO VO EVTOTLOTEL N MOPAUETPOG N omola €xel oplotel AdBog oe tuxov AdBog mopeia Tou
KOMTIKOU. 3to Operation Parameters UTIGpYoUV OAEG oL KOPTEAEG oL omoieg kabopllouv TOug
TP AYOVTEG VLA TO KOTTTLKO KOl TO TPOUTELL TOU NXOVH LOTOG.
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Ztnv kaptéAa Tool eMAEYETAL TO KOMTIKO VOUEPO 2 TO OTOLO €XEL OPLOTEL AMO TNV MPWTN
daon tou mepApatod. MPOKeLTaL yla To KOTTKO Tumou Flat End pe Stdpetpo 10 mm kat prkog 110
mm. H koptéha F/S mapapetpomnoleital pe Tov 1810 Tpomo Onwe otnv mpwtn GAcn Tou TELPAUATOC
adoU ol EMAOYEG TNG £XOUV VA KAVOUV LIE TNV TIPOWOTN KOlL TG OTPOPEC TEPLOTPOPIG TOU KOTTIKOU.

Jtnv koptéAa Pattern emAéyeTal o TPOTOC UE TOV OTIOLO KIVELTAL TO KOTTIKO KATA TN SLAPKELD
™G Katepyaoiag. Amo to medio Pattern emiléyete to 1606 TN Katepyaoiag mou eival Offset From
Surface. EMeLtol TPEMEL VO OPLOTEL TO KOTWTEPO OPLO TNG Katepyaoiag amd 1o Surface, omou
£MAEYOVTOC TO aVOlYEL £va VEO MapaBupo oTo omoio MPEmeL va dnuloupynBel £va véo Feature. Itn
OUVEXELD yivovTal mapapetponotioslg ota nedia Direction katl Limits pe okomo tn peiwaon tou Xpovou
KOTEPYAOLOC.

Axis Control Finish Roughing Rest
Tool FIs Pattern Entry/Retract Links Gouge Checking Advanced Posting Statistics
Method : | Milling ~
Pattern
Pattern : | Offset From Surface ~

Odeg Parallel
-90deg ConstantZ
Surface

I:l Generate tool path only atfront side

Tangentangle : :

Direction

Pattern Zig ~
Order: Sequential ~ Surface finish
Max. stepover :
Cutdirection: Climb A -

Max scallop = Umm

Machine b; Lane ~
v Start hint

. - Use start hint
Blend spiral along distance umm - |
X 0mm =
I:l Reverse stepover 'ﬁ e
Maintain cutting direction Y | Omm -
Limits Z: |0mm :
Method : | Start and End At Exact Surface Edgi
Odeg -
= Margins
Start margin : |0mm
End margin: 0Omm

A0 4 r 4]

DAdd internal tool radius

Ewova 2.16 Kaptéla emAoyng XapaKTNPLOTIKWY YLa TA KOTITIKA £pyaAEia.

Yotepa otnv kaptéha Entry/Retract emAéyetal o TPOTMOC HE TOV OMOIO ELOEPXETOL Kol
£EEPXETAL TO KOTITLKO OTO TEUAXLO KATA TNV Komr). EmumAéov oto nedio Clearance opiletal To onueio
UNG&Ev Tou Ba £XEL TO KOTITLKO WG TPOC TO TEUAXLO. AUTH N MAPAUETPOC lval APKETA CNUAVTLKA ylati
TO TIPOYPOUUA QUTOUATOTOLNUEVO Opilel w¢ onpelo pNdév tou KOMTIkoU TO OnUElo pNndév tou
tepoyiou (stock) kaL auTto €xel oav amMoTEAEoHA 0 Z AEoVaG TOU UNXOVHMOTOG VO XTUTTHOEL TAVW OTO
TEUAXLO UE AVUTIOAOYLOTEG CUVETELEC. Mo aUTO To AOY0o WG onpeio undév Tou KOmTKoU opiletal éva
oUVOAO onuelwv Ta omola amoteAoUV £va KUKAO yUpw amd Tov dfova Z Kat o€ andotacn 60 mm amno
T0 onueio pundév tou stock. O Adyoc mou emAéystal we onpeio 0 évag SaktuAlog eival yla va punv
UTTAPXEL BEpa KATA TNV IeploTpodr] Tou Tepaxiov otav Ba katepyaletal. EmutAéov alayEg yivovtal
oto Leadin kat oto Leadout yLoTi P TIC QUTOUATOTIOLNEVEC ETIIAOYEG TTOU £ilXe adatpoloe UALKO amod
TIC 06OVTWOELG TOU Tpo)OU.
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Axis Control Finish Roughing Rest
Tool F/s Pattern Entry/Retract Links Gouge Checking Advanced Posting Statistics

Leadin move
From : Clearance ~
Method : |Use Leadin an

D Start from home position

Leadout move Home position
To: |Clearance e X: |0mm =
Method : |Use Leadout ~ Y: |O0mm :
[]Return to home position Z: |omm =
Clearance
Type : |Cylinder AboutZ ~

Leadin Leadout

B x = Type: TangentAre ~
- Flip arc
Y |0mm = [LIFip
Tool axis orientation * | Fixed e
Z:|0mm - Parameters
Distances (@ Lengthjwidth
Skim increment © :
- Arc

Arc angle : 90deg

Tool diameter % : 50
O Smoothing radius . 0.07mm

[C1Rapid length in tool plane Height -

Plane angle: 0Odeg

@

oK Arupo Preview Help

Ewkova 2.17 Kaptéla oplopol Tou onueiou undév.

2tnv kaptéAa Roughing emidéyetal To BABOC KOTIC KAl 0 TPOTOC LIE TOV OMOL0 TO KOMTLKO Ba
Tinyaivel amo 1o éva Babog komn¢ oto emopevo. EmAéyetal o medio Axial cut depths kot oto depth
processing n erhoyn By Level. Me aUTEC TIC €MAOYEG HELWVOVTOL OL KPASAOMOL TOU KOTITLKOU KaTd
TNV elcodo Tou oTo TEUA)LO Kal £ToL anmodelyetal n Blawn ¢Bopd Twv akuwv tou (Etkova 2.18).
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Operation Parameters

>

Tool Fis Pattern Entry/Retract Links Gouge Checking Advanced Posting Statistics
Axis Control Finish Roughing Rest
[CIMulti passes
Depth processing: By Region
Roughing Finishing
1
Number = Number: 0 = oo ] |
Spacing: Omm = Spacing: Omm = _ |3 l
E 1 :
[~] Axial cut depths s
Depth processing: By Level ~
Apply depthto : | Whole toolpath ~
Roughing Finishing
Number : : Number - l:l : I:IConnectbyshunesldistance

Spacing : Spacing : |0mm =

Tangentramping I:|

[1Plunge
Step length :

[]Area roughing

5mm Plunge height: 5mm

Slide length : Omm

Ewkova 2.18 Kaptéla yia to Babog Komng.

210 teAeutalo otadlo Ba mpaypatonolnOei n amonepdtwaon Tou 08oviwTtoU TPoXoUu n onola
Ba uhomotnBel pe o Toolpaths. And to Multiaxis operation &npouvpyeital éva Feature pe tig SVo
TIAQVEG TIAEUPEG TTIOU £XEL 0 UAOKAC Kol GANO €va yla TNV KATW TAEUPA Tou. AuTo yivetal yiati os
OAeC TIG MpooTaBeleg va yivel n amonepdtwon ano £va Toolpath To anotéAeopa NTav n kataotpodn
TOU 060VTWTOU TPoXOoU. ZUYKEKPLUEVA OTLG U0 OKUEG OTAV EVWVOVTOL OL TAAIVEG TTAEUPEC UE TNV KATW
UTIAPXEL UALKO TO omtolo 8e pmopel va adatpebel yLotl To KOMTLKO £XEL KAUMUAOTNTO LeEYAUTEPN ATO
autn tou tpoxou. Etol otav umdpyet €va Toolpath yia va punv adrost UALKO To omoio elval mepLTto
dtavel oe Tétolo PABoG KON ¢ TTou KataoTtpedeL Tov 05oviwTo Tpoxo (Ewkova 2.19, 2.20).
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Ewkova 2.19 Anonepdtwaon 08oviwTtou TpoXou We Tt Xprion evog Toolpath.

Ewkova 2.20 Antontepdtwon oSovtwtol Tpoxou He Tn xprion dUo Toolpath..

2.4.3 MpoyPAULATIOHOG TIEVTAEOVLKNC KATEPYATLOG

TNV Tpitn $Aon Tou MEPAPATOC 0 08OVIWTOC TPOXOC Ba SnuioupynBel and mevragovikn
KATEPYyAola yla va yivel cUYKpLOn OTOUG XPOvoug koatepyooiog. Onwg ot dMeg dUo ¢dAoelg
€TUAEYOVTOL OAOL OL TIOPAMETPOL OXETIKA HE TO pnxavnuo amd to Define Machine. Ztnv kaptéla
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machine erAEyeTe TO €160G TOU UNXAVALOTOG, TTOU OTNV MEPLTTTWON LAG EIVOL EVA KEVTPO KATEPYAOLOG
5 afovwyv evw ol AAAeG eTAoyEG apapévouy 8Leg. Yotepa oto Tool Crib kat Posting 6& xpeLaletal
Koo aAayr HLOG KAl T KOTTTLKA €ival £Tolpa amod Ty mpwtn GpAacn Tou MEPAUATOGS. STNV KAPTEA
Post Processor yivetal n emhoyr] Tou post processor mou Snuloupyndnke amod tnv talpeia mou
TIAPEXEL TO AOYLOWLKO Cam Kall AVTLOTOLXEL 08 KEVTPO Katepyaciog mévte afdvwy. TNV Kaptéla Setup
oto indexing emAéyete n emloyn 5 Axis kaBwg kal oto indexing limits elodayovtal ta Opla mepLlotpodng
Tou KABe mpooBetou Gfova (Ewkova 2.15). Itig kaptéAeg “Rotary Axis” kat “Tilt Axis” eruAéyetal o
TPOCAVATOALOUOC TwV dU0 TpooBeTtwy afovwy A kal B kabBwg kat n BeTikr popd meplotpodn Tou .

Machine Tool Crib PostProcessor Posting Setup Rotary Axis = Tilt Axis

Setup
Indexing : | 5 Axis o

Global indexing retract plane - =

Indexing limits
Rotary axis Tilt axis

Min : |-360deg Min : |-120deg =
Max: |360deg Max : | 120deg =

Update indexing angles for setups

-
-

CMNC comp options
Display toolpath at G-code coordinates

Display cutter comp on first move
Fixture Coordinate system

Edit ...

=h. b oK Brupo Help

Ewova 2.21 Kaptéa emtdoyng mpooBetwy afovwy Kal oplwv MEPLOTPOPHC TOUC.

Mo Tov MPOYPAPUATIONO TG TIEVTOEOVIKAG KATEPYATLOG YIVETAL Xprion TWV MPONYOULEVWY
TP ALETPOTIOL OEWV UE TN Baoikr Stadopd otL ol tpocBetol dfoveg Ba eival eAelBepol va KivnBouv.
‘Eva amoé ta mio xpovoBopa TUApoTa ThG Snuloupyilag Tou povomatiou eival va eloaxBolv ta
KaTtaAnAa opla eplotpodng otov afova A adoul S Unopel va mpayLaTomoLoeL Kapia katepyoaoia
META TIG 90 poipeg emeldr) to KOMTkO Ba cUYKPOUOTEL oTN BACH GUYKPATNONG.
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Elkova 2.22 Artomepdtwon 08ovtwtol TpoxoU HE TIEVTAEOVIKN KaTepyaoia

2.5 Mpooopolwon Katepyaclwy

AdoU oAokAnpwBoUV oL ATALTOUUEVEG TAPAUETPOTIOLAOELS Elval EDLKTN N TPOosopoiwaon Twv
KOTEPYAOLWYV Ttou £xouv nuioupynBei. Me autd tov Tpomo Sivetal n SuvatotnTa oTo XELPLOTH va Sl
Vv mopeia mou Ba akoAouBrioel To KOMTIKO epyoAeio KabBwg Kol Tuxov TPoPARHATA OTWC
OUYKPOUOELG [E TO TEUAXLO 1 TO UnXavnua. H xprion tng mpooopoiwong sivat anapaitntn, ylo avtd
TO AOYO ylveTal xprion OAWV TWV TTPOYPUUUATWY TIPOCOUOLWONG Ao TO XPRoTn yLo Vo Eival olyoupog
yla TUXOV TPOPANLOTA TIOU UIMOPEL va UNV Ta £XEL EVTOTIOEL. 3TO CUYKEKPLUEVO TIPOYPAUUA lval
SlaBéopa TEooEpa TPOYPAULLOTO TIPOCOUOLWOEWV.

Simulate Toolpath

H mpooouoiwon Stadpoung tou epyaleiov elval n mo Sladsdouévn mpooopoiwaon Kot
XpnoLlpormoleital katd tn dnuoupyia Tou path. MPOCOUOLWVETAL O KWVOC CUYKPATNGNG TOU KOTITLKOU
poll HE TO KOMTIKO Kal N Baon cuykpdtnong tou Sokipiou pall pe v mpwtn VAN evw Slvel
Suvatotnta va pn daivetal onotodnnote e€dptnua emBupel o XelpLotnC. MPOCOUOLWVEL TNV KABE
kivnon tou KomtikoU Kal mposldomolel mpwv amnd kabe olykpouon. EmumAéov otav oAokAnpwOel n
nipooopolwon ¢aivetal n TeAkn popdn Tou Tepaxlou Kol elval €PIKT N OIMEKOVION TOU LE
Sl OPETIKA XPWHOTO OVAAOYA WE TIG SLAKUPAVOELSG OTLG SLaoTACELG Tou (Elkova 2.23).

49



2
75 SOLIDWORKS| Pl Edit View Inset Teos Window Help A

8- @ Part10_Saxis_testSLDPAT 72-_-WH x

CAMWorks
NC Editar

Features | Sketch | Evaluate | MBD Dimensians | SOLIDWORKS Add-ins | CAMWorks TBM | CAMWorks 2020 | CAMWorks CAMWorks 2020-Feature | Camworks 2020 mill

< Part10_Saxis_test SLOPRT DN SEE = Fo x|

@ B R ¢ BEE

Simulate Toolpath @
b
Navigation

Mode ¥
fled 1 i end =

speed

Display Options &
o QP wyisaa
Update display at: g% 100 Moves
Options. ”
Colisions : | @ |
ddl H *
Information B
= Operation: Musiass bz

Taol: T04 - 6 Ball Nose

[EIEIEE Model [ 3D Views |
Part10_Saxis test

Diameter. 160mm __Editing Part _ # - @

Ewkova 2.23 Npocopoiwaon Stadpopnc tou epyaleiou

Step Through Toolpath

JTnv npooopoiwaon tng SLadpopng Tou KOmTikoU Bripa mpog PrApa ¢daivovtal To KOMTIKO HE
TOV KWVO OUYKPATNONG TOU KAl TO UAKO He tn Pdacn ouykpdtnong tou. H diwadopd pe tnv
TiponyoU eV Tpooopoiwan eivat 6tL oav UALKO dalvetal 0 080vTwTog TPoXOC otnv TeALKn tou ddon
Omwc sivat oto Cad. Etol eival mio éskabapn n Stadpoun mou akKoAOUBEL TO KOTITIKO av KAl auTH N
nipooopolwon &g xpnolponoleital 66o n ponyoLuevn (Ewova 2.24).

%
DS SOLIDWORKS| File Edit View Insert Tools Window Hep

@5-L-0E@-

Part10_Saxis_test.SLDPRT

CAMWorks
NC Editor
Features | Sketch | Evaluate = MBD Dimensions

SOLIDWORKS Add-ins | CAMWorks TBM | CAMWorks 2020 | CAMWorks Additive Manufacturing | CAMWorks 2020-Feature | Camworks 2020 mill
1) Part10_Saxis_test SLDPRT

(E[E =
S E(R & W &[T

Step Through Toolpath @

PEQUAR T - o
* S Part10_Sais_test (D..

K K BB e

speed
|
Posttion
]
Display Options
¥ & H From Start v

Lead / trail moves

Control turret : Automat

.. Move type : Rapid ‘ %
From T

X:[-503 -1462

[AIETETE] Model | 3D Views

SOLIDWORKS Premium 2020 SP0.0

Diameter: 160mm _Editing Part __ &%

Ewkova 2.24 Npocopoiwon Brina pog BApa tne Stadpoung epyaleiou
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Machine Simulation Legacy

H mpooopoilwon autr amnelkovilel TNV ATPOKTO HE TO KOTTIKO Kl TO TPAME(L TNG
epyalelopnxavng. Exel éva mivaka mou mopeXeL TANPOPOPLES LLE TIG CUVTETAYUEVEG TLG LNXAVAG YLO
KABe oelpd Tou KwdLKA Kal Selyvel TNV KABe oelpd oTNV omoia UTIAPXEL CUYKPOUGN TOU KOTITIKOU WE
TO SoKiplo | To pnXavnua. EmutAéov xpnoLUOMOLETAL KOTA TN SLAPKELD TWV KOTEPYOOLWV ylati elval
€UKOAN n mPOPAePn TG Klvnong Tou KomTikoUu Kal £€Tol n armoduyr) evéexopevng clykpouong. Auto
cupBaivel ylati mapouoldlel os éva mivaka TG TIHEG yio KAOe afova yla kabe onuelo (Eltkdva 2.25).

Machine: | Mil_Tutorial _ X offset: [omm 2y offset: | Omm 2 2offset; |Omm D Update

“ r-m WO

FILE SIMULATION  VERIFICATION  VIEW -~ @
©) () Msewsc po g opp Mo () e 2 B2 Y
" Previous Op | Run  Stop MiNext Op  Restart Fit  lsometric
Forward
Central Simulation Run Speed

0 2102/3 171 Move List

P Op. 1: Multiais

Measure

of

Z

Progress

*  RTCP: UNSET

Ewkova 2.25 Npocopoiwaon g Katepyaoiag oto replBAAov Tng epyalelopnxavic

Machine Simulation Standard- APT CL

TENOG 0g QUTN TN MPOCOUOLWON TTOPOUGCLAZETAL OAOKANPN N EPYOAELOUNXAVH E TO KOTTIKO
KoL to Sokipto. MNa vo PmopEcel va yivel autr n MPooopoiwaon OnMwe Kal n mponyoUuevn elval
anapaitnto va o6ouv otnv etalpeia Tou Aoylopikou Cam Ta OTOLKElD TOU UNXOVALOTOG £TOL WOTE
va Snuloupynoouv To avtiotolxo post processor mou Ba QmEWKOVIEL TO MNXAVNMA KOL TOUG
npooBetouc afovec av €xel. To apvnNTIKO UE AUTH TNV POoOooiwaon elval OTL apyel apKeTA o oxéaon
LE TG GAAEG YLOTL £XEL OPKETA OTOLXELO TTOU TIPETEL VA TpocopoLdoel (Elkdva 2.26).
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& _CAMWorksAPT.epf * - CAMWorks Virtual Machine [Standard version] - o -
File Modify View Settings Simulation Functions Help

DEARMA) @B R LZLEFH OnpM,»-m-F
a

Kinematics structure

- o-0-8 (AR N4
Base ~
§-Enciosure
“0z
i.v 9 Spindle
oo ¥ Tool
%
L gx
Ly &a
v éC
Loow & Fixture
Lo @ WorkPiece

>

Ewkova 2.26 MNpooopoiwon tng katepyaciag oto neptBAAAov TnG epyalelopnxavig

Kata tn SLdpKELQ TWV TIPOCOUOLWOEWV Elval ePLKTO va amelkoviletal to KaBe path pe
Sladopetiko xpwuoa. Etol eav unapéel peyaAltepn adaipeon VALKOU amod kamolo path oto teAiko
amotéleopa eival eUKkoAo va avayvwplotel to path mou Snuoupyel to mMPoPAnUa. EmumAéov ot
emudpaveleg Tou Sokipiou amelkoviletal pe SLapopeTIKA XpWLOTA avAAoyad LE TN SLoTaTIK arokALon
UE To emBUNTO amotéAeopo. Me TpACLVO XpwHa amelkovilovtal ol eMpAVELEC TTOU £XOUV CWOTH
Slaotaon e KiTpwvo , TopToKaAL Kal KOKKLVO oL eTILPAVELEG OTLG OTOLEG €xel adalpebel meploodtepo

UALKO amd 000 Empeme Kal Pe YaAdllo Kol UTtAe oL eMLdAVELEC OL OToleg TIPETEL va adalpebel UAKO
(Ewova 2.27).

p?gsouawoms File Edit View Inset Tools Window Help X W8 . @ - Part10_Saxis_test.SLOPRT

zZaa

Features | Sketch | Evaluate | MBD Dimensions | SOLDWORKS Add-ns | CAMWorks TBM | CAMWorks 2020 | CAMWortks | cAMworks 2020 Feature | camworks 2020 mill

0.4mm

SERIe[eHEH]
Simulate Toolpath @
v

A
il
Kd K » (T e v
Speed
L]
Display Options A
O Y wT s
Update display at: g& 100 Moves
Options A
colisons: | @ 1§ B

déH ¥ )

Information 2

xvz Operation : Multiaxis Mil2

Tool ; T04 - 6 Ball Nose

Model | 3D Views

SOLIDWORKS Premium 2020 SPO.O

Editing Pat & ®

Ewova 2.27 Mpooopoiwaon g Katepyaoiog yLo SLaotatiko EAeyxo



2.6 E€aywyn G kwdika

AdoU oAokAnpwBoUV OAEG OL TPOCOLOLWOELG TWV KOTEPYAOLWY, OELPA €XEL N e€aywyr Tou G
KwdKa amo to Post Process. Yotepa oto CAMWorks NC Editor yivovtal 6oec SlopBwoelg xpelaletal o
KWSLKaG Kal Slvetal peyaAn mpocoyn Katd tn StdpKelo aAAayrg ToU KOMTIKOU TO pnxavnuo va givat
oto onpeio 0 TNG UNXavng yla tTnv anoduyn atuxnuotod. Otav o KWLKOC eival £TOLLOG ELCAYETAL OTO
pUNxavnua yla va EekvioouV oL kotepyaoieg (Etkova 2.26).

L = I CAMWorks NC Editor - [C3 Desktop\CAM_SA \Part10_Saxis_FINAL_05.txt *]
Editor a
= i = = * 3 | @ 1=
= == g = [E X s = J— — x/ F i
B
Renumber Advanced Remove Mark/Delete Block Spaces Strings AUto insert Uppercase Lowercase  Adjust Adjust Spindle Simple Math  Address X Toolpath Make Tool
- spaces Feedrate Speed Functions Adjustments o & Statistics List

renumbering Range  Skips~ -

Bl Part10_Saxis_testuittat x
NC-Assistant

1%
2 001478 (KOUVELIS 5 BXIS Z 05)

Collapse 3 N20 G17 G21 G40 GBO

4 N30 (6MM BBLL 2FL )
Description 5 N4O G91 G28 X0 YO ZO

& NSO TO4 MOE

7 N60 S1000 MO3

s

NTO
5 NBO ( Multiaxis Milll )
10 N90 G90 G54 GOO X42.921 Y-7.9 B-2.642 AT0.000

11 N100 G43 z50.826 HO4 MO8
1z N110 GO1 X28.294 Y-12.786 z37.400 F80

13 N120 Z36.650

14 N130 x28.299 Y-12.787

15 N140 X28.307 ¥Y-12.725 Z36.603 B-2.633 F100
16 N150 X2B.295 ¥-12.738 236.564 B-2.550

17 N160 X2B.279 Y-12.868 236.662 B-2.566

18 N170 X28.274 F80.

13 N180 X2B.273 237.412

20 N190 GOO X42.919 ¥-7.975 2Z50.856

21 N200 X42.917 Y-8.051 250.887 B-2.490

22 N210 X28.253 Y-12.951 237.424

23 N220 GOl Z36.674

24 N230 X28.258

25 N240 X28.283 Y-12.752 236.525 B-2.466 F100.
26 N250 X28.271 Y-12.766 Z36.486 B-2.383

27 N260 X28B.237 Y-13.035 Z36.685 B-2.412

28 N270 X28.232 F80.

29 N2BO Z37.435

30 N290 GOO X42.915 Y-8.128 Z50.917

31 N300 X42.913 Y-8.206 £50.947 B-2.333

32 N310 X28.211 ¥Y-13.119 z37.447

33 N320 GO1 Z36.697

34 N330 x28.216 ¥Y-13.12

35 N340 X28.259 Y-12.78 z36.447 B-2.299 F100.
36 N350 X2B.247 ¥-12.793 236.408 B-2.216

37 N360 X2B.195 ¥Y-13.206 z36.709 B-2.252

38 N370 X2B.19% ¥-13.205 F80.

33 N3B0 237.459

40 N390 GOO X42.911 Y-8.285 250.978

41 N40OO X42.91 ¥-8.365 251.009 B-2.171

42 N410 X2B.169 ¥-13.292 z37.471

43 N420 GO1 236.721

44 N430 X28.174 ¥-13.293

45 N440 X28.234 ¥-12.807 236.369 B-2.132 F100.
46 N450 X28.222 ¥-12.821 %36.330 B-2.049

47 N460 X28.153 ¥-13.381 236.733 B-2.088

48 N470 X28.148 Y-13.38 F80.

43 N4BO Z37.483

50 N490 GOO X42.908 Y-8.446 Z51.040

51 NS00 X42.907 Y-8.529 Z51.071 B-2.004

52 N510 X28.127 Y-13.47 Z37.495

53 N520 GO1 Z36.745

54 N530 X28.132

55 N540 X28.21 Y-12.834 236.291 B-1.965 F100.
56 N550 X26.197 Y-12.846 £36.253 B-1.882

37 N560 x28.111 ¥-13.561 £36.757 B-1.918

38 N570 X26.106 Y-13.56 F80.

Add 5% N580 z37.507

Ewkova 2.26 TUAa oo Tov G KWELKA amonepdtwong
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KEDAAAIO 3. Melpapatikn dtadkaoia

3.1KaBoplopocg cuvBnKwy KOTAG

ApXLKA PETPRONKe TO BAua ToU £XEL 0 08OVTWTOG TPOXOC otV TiepldEpeLla TOSOC KaL £yLve
QVTIANTTO OTL TO KOTITLKO Ttou Ba xpnowuomotnBel katda to dpvipopo & Ba mpémel va £xel SLAUETPO
peyoAUTEPN Ao 6 mm. YOoTEPA ONUAVTLKOG tapdyovtag ntav va Bpebel n andotaon nmou Ba mpénel
va €XEL N AKPN TOU KOTTLIKOU armod TO HECO CUYKPATNONG TOU yla thv amoduyr clyKpouong LE TV
TIAGKOL CUYKPATNONG Tou Sokipiou. H eAdxlotn andotacn eival 57 mm yla auto To Adyo n amnootoch
QIO TO KOTTIKO PEXPL TO HECO CUYKPATNONG ival 60mm yLa va UTIAPXEL Eva KeEVO aodadeiag. Adyw
™G anodotacng Twv 60 mm Kal TG KPS SLAUETPOU TWV KOTITIKWY OVAUEVOVTAL KpaSAOHOL KaTd Th
SLApKELX TWV KOTEPYAOLWV yla autd gival mBavo va yivel peiwon twv otpodwv meplotpodng tou
KOTTTLKOU KOlL TNG TPOWONG EL8LKA OTO KOTITLKO UE SLAPETPO 6mm.

Juudwva pe Toug Rafal Golebski kat Piotr Boral [1] €xel mapatnpnBel OTL KOTA TNV KATAOKEUN
080ovVTWTWV Tpoxwv evbeikvutal n xprion komtikwv tunou End Mill kot Ball End pe Stapetpo 6mm Kat
3mm avtiotolya.

Y10 mpwto SokipLo To omoio eival CK-45 nmpayuatomnolOnke katepyaoia 3 aéovwy. O afovag
A £€uewve otaBepodg otig 90 poipeg kab’ 0An tn SLApKeELA TWV KATEPYAOLWY evw o B afovag €kave
neplotpodny katd 51,429 poipec Xelpokivnta omd TOV XELPLOTH OTn povada e€A€éyxou TNg
gpyaAslopnyavie. H dtadopd avapeoa otnv dnploupyia kabBe 6dovta rtav oto ¢viplopa n onoia
OUW¢ aMale oe peyaho Babuod To xpovo katepyaouwv. Eywvav tpia dtadopeTikd path pe okomod tnv
emniteuén KaAUTePNC TEALKN G ETILPAVELAG OTO CUVTOUOTEPO XPOVIKO SLACTNUO. 2TV MPWTN TEPLTTWON
to Scallop opiotnke ota 0,01mm Opwg n TeAkn emipavela Sev NTav n emBLUNTI YL AUTO To AGyo
otov enopevo 6dovta to Scallop oplotnke ota 0,001m. H teAkn emiddvela BeAtiwOnke alobntd
el8lkA otnv meplpépela ModOG KATA UAKOG OAou Tou aUAaKka. Xtnv tpitn emavainyn to scallop
oplotnke ota 0,005mm To omoio eixe mopouola emidpdavela pe tn Seltepn emavainyn oAAd
Xpewalotav To MLOO Xpovo mepimou. To MPOPANUO TO ONMOLO TIOPATNPELTAL OTN CUYKEKPLUEVN
neplmtwon eivat OtL peydAo MOGOoTO TG KAtepyacsiog ival vekpog xpovog. H péBodog mou £xel to
3a€oviko Aoylopiko Cam eival n KUKALKA Tieplotpodr] TOU KOTITLKOU 1 omoia oTadLoKA amokTd 0Ao Kot
peyalutepo BaBog. EToL armo TG TEGoEPLG EMULPAVELEG ATIO TIG OTIOLEG TIEPVAEL TO KOTITLKO KATEPYALETOL
povo otig Svo (Ewkova 3.1).
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Ewoéva 3.1 NMpooopoiwaon tou Toolpath tng anonepdtwong e xprion TpLWV agdvwy

210 SeUTEPO Meipapa xpnolpomotBnke UALKO ST-37 Kol TPOYHOTOTOLRONKAV KOTEPYOOLES
TPLWV KL TIEVTE a€OVWYV EVW TO TPOYPOLA TIOU XpholomoLBnke Ntav n mohuagovikn £kdoon. ZTig
TIPWTEG TPELG eMaVOARPELS YivovTal Katepyaoieg tplwv afovwy Ue tn xprion meviafovikou Cam To
omolo £€xel MepLOoOTEPEG €eMIAOYEC OTn Sladlkaoia KOTepyaoiag. ITO TPOonyoUHEVo Teipapa
napatnpnOnke otL n empavela Atoy KaAUtepn dtav To Komtikd akoAouBouoe mopeia mapdAAnAn e
TOV 080VTa yLa QUTO TO AOYO ETUAEXDNKE TO KOTTLKO va 0koAouBel Tn cuykekplpévn mopeia (Elkova
3.2). EmutAéov pe auth tn HEBodo o vekpdcg xpovog gival oxedov undevikdg. OAeg ol emavalnPelg
armoteAolvTaV amo Tpia oTASL KATEPYOOLWY. ITO MPWTO Kal oto SeUTepo otadlo yivetal n ekyovdplon
Tou SOKLUloU evw oTo Tpito yivetal n amonepdtwon Tou. Ta mpwta dUo otddla mapapévouy (Sla ot
OAeg TI¢ emavalnPel; evw OTO Tpito oTASLO0 yivovtal OAe¢ ol aAAayég ylatl auto eival To Lo
XpovoBopo kal autd mou kabopilel tnv TeAkn emudavela.

55



Ewova 3.2 Mpooopoiwaon tou Toolpath tng anonepdtwong e xprion TPLWV agovwy Kat Tpoypaia Cam toAuagoviko

Ol emopevol 66ovteg SnuoupynOnkav amo mMevtafovikEG Katepyaolieg os Tpia otadia and ta
omola ta SV o ATav yLa TNV ekXOVEpLON TOU TPOXOU KaL TO TEAEUTALO yLa TNV amomnepdtwon Tou (Ewkova
3.3). H mopeia tou KomtikoU emAéxOnke va eival mapdAAnAa pe tov 6dovta Kal £ytvav SUo alhayEg
yla TNV emloyr) tou KataAAnAou Scallop.

Ewova 3.3 Mpooopoiwon tou Toolpath tng anonepdtwong e Xprnon TeLwv afovwy
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3.2 2xedLA0UOG TIELPOPATWY

Katd tnv ekxovéplon tou Soklpiou onpaocia £xel Kuplwg o XpOVOC KATEPYAOLWY Kal OXL N
TeAKN emdAvELa YO AUTO To AGYO0 £yLlvayv KATTOLO TIELPAUATA oTa oTtola HeTaBaAAOTav N powan Kot
Ta Babdn komng. Ita Mpwta Tpia dovtia eTAéxOnke To BAB0C KOG va eival peydho kat n mpéwan va
glval pkpn evw ota emopeva tEaoepa SovTia eMAExBnke to BABOC va elval TO HLOO eVw N TIPOwWaON
SutAdota. H Sladopd oto xpovo Katepyoaouwv eival PeydaAn omote Bewpeital kaAutepn Alon o
ouUVSUOOHAC pLkpoU BaBouc KOG e HeYAAn Tipowaon Ttou €xeL To Rough 2. & OAEC TG TIEPUTTWOELG
1o X,Y kot Z allowance opiletat ota 0,5 mm kat £tol Ba anodeuxbel TuXOV KATACGTPOGT TOU TPOXOU.

Ewkova 3.4 O£0ELG KATEPYAOLAG OTOV 060VIWTO TPOXO

Mivakag 3.1 ZuvORKeG KOTAG TPOCOOIWoNG TWV KATEPYACLWY EKXOVSPLONG Ue KomTtikd End Mill
Twv 10mm
OEZEIZ KATEPTAZIAZ 2TON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
A BT, BaBoc Komnc: 1,5mm 44:29 min
Mpowon: 50mm/min
Rough 1 Taxvtnto neplotpodric: 2000 rpm
AE,Z,H BaBoc Komn\c: 0,75mm 31:30 min
Mpowon: 100mm/min
Rough 2 Tayutnto neplotpodng: 2000 rpm

Katd tn ddon tng ekxovéplong Ue TO KOMTIKO TwV 8 mm UTntdpyouv U0 TEPAUATA TIOU
Tipooopolaovtal. ITo MPWTo N ekxovdpLon Ba mpaypatonolnBel Uotepa amo tn xprion dVo Toolpaths,
ta Rough 1 kat Rough 2,ue peydAn mpoéwon aAd pkpn adaipeon ulikoU. Ito deUTepo Meipapa n
gkyovéplon Ba mpaypatonownBei and éva Toolpath , to Rough 3, pe pkpdtepn mpoéwon alld
peyaAUTepn adaipeon VALkoU. ETol o xpovog katepyaolwv oto Rough 3 elvatl HikpOTEPOG KAl AuTo To
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KaBOLoTtd KaAUTepo. Te OAEG TIG MEPUTTWOELS TO X,Y Katl Z n avoxn opiletot ota 0,2 mm kot £tol Oa
anodevyBel TuXOV Kataotpodr Tou TpoxoU.

Mivakag 3.2 SUVONKeG KOTING TIPOCOUOLWONG TWV KOTEPYOOLWV EKXOVOPLONG HE KoTTiko Ball Mill
Twv 8mm
OEXH KATEPTAZIAZ XTON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
A B, T, AE, BaBog Komng: 0,6 mm 15:41 min
Mpowon: 125mm/min
Tayutnta nepotpodng: 2000 rpm
Rough 1 Allowance: 0,7mm
A B, T, AE, BaBog Komngc: 0,4mm 22:48 min
Mpdéwon: 125mm/min
Tayutnta neplotpodng: 2000 rpm
Rough 2 Allowance: 0,4Amm
Z,H BaBog Komn¢: 0,4mm 28:24 min
Mpowon: 100mm/min
Tayutnta neplotpodng: 2000 rpm
Rough 3 Allowance: 0,4mm

Katd tnv anomnepdtwon tou Sokipiou £yve xprion dUo Toolpaths yia tn Snuiloupyio cwoTtn¢
telkn ¢ emidaveloc. Emeldn n tehikn ekxovdplon £yLve amo KOmTko Twv 8 mm oto 1odL kabe 66ovta
€XEL MElVEL APKETO UAKO Tpog adaipeon kAt mou Ba Snuloupynoel MPOPANUO KOTA TNV
amnonepatwon . Na auto to Adyo to Toolpath oto Rough 1 Ba katepyaotei thv nepidépeta modog yla
va apalpECEL TO TTEPLTTO UALKO pe avoxn ota 0,2 mm ( Ewkova 3.5).

e —

I
!
!

Ewkova 3.5 Mpooopoiwon tou Toolpath tng ekxovEpLONG e KOTTIKO TWV 6mm.

TéNog otn daon tng amonepatwong ywvav tpla Sltadopetikd Toolpaths ota onoia aAAdlel to
scallop pe otdxo tnv KaAltepn emibdveld OTo ULKPOTEPO Suvatd xpovo. ITnv apxn opiotnke éva
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peyalo Scallop pe Kavoviki TPOWGN KAl OTLG EMOUEVEC TTPOCOLOLWOELS To Scallop tav Uikpdtepo Kal
oL TIPOWOELG HeyaAUTepeg. To o ocuvtopo Toolpath sival To mpwTto mou €xeL to peyaAltepo Scallop
OUWG eival Bavo va pnv £xel KoAn Telkn) embavela.

Mivakag 3.3 JuVBNRKEeG KOTNC TIPOCOUOLWOoNG TPLAEOVLKWV KATEPYUOLWY OITOTEPATWONG LE
Kortiko Ball Mill twv 6 mm.
OEXZH KATEPTAZIAZ £TON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
AB,IAE,ZH BaBog Komnc: 0,4mm 7:54 min
MNpdéwon: 125mm/min
Rough 1 Taxvtnta neptotpodng: 2000 rpm
AB Scallop: 0,01mm 41:11 min
MNpdéwon: 200mm/min
Finish 1 Taxutnto neplotpodric: 2000 rpm
r Scallop: 0,001mm 85:07 min
Mpowon: 300mm/min
Finish 2 Tayutnta neplotpodng: 2000 rpm
AE,ZH Scallop: 0,005mm 46:25 min
MNpoéwon: 250mm/min
Finish 3 Taxutnta neplotpodng: 2000 rpm

AdoU oAokANPpwONKAV OL TTPOCOOLWAOELG VLA TNV TPLAEOVIKI) KOTU) OELPA EXEL N TPOCOOLWGN
NG TPLOEOVIKNG KOTNG UE TN XPAon moAuafovikol Tpoypapuotos. Katd tnv mpocouoiwon tou
TELPALATOC VLA TA KOTITLKA Twv 10 mm Kot 8mm yiveTal Xprion TwV TPonNyoUEVWY cUVONKWY KOTIAG
MLOC Kol elval oL Katepyaoleg pe TNV KAAUTEPN Kal o cuvtopn Stadpopr. Katd tnv mpooopoiwon
TNC AMONMEPATWONG UOTEPA ATIO APKETEG SOKLUEC EYLVE XPHON TWV MPONYOUUEVWY SESOUEVWV.

Mivakog 3.4 JuVORKeG KOTIN G TIPOCOLOLWOoNG TPLOEOVIKWY KATEPYOOLWV ATTOTEPATWONG LE XPron
ToAua&ovikou mpoypappatog Cam.
OEZH KATEPTAZIAZ ZTON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
AB,ILAE,ZH Babog Komnc: 0,4mm 7:16 min
Mpowon: 125mm/min
Rough 1 TaxUtnta neplotpodnrc: 2000 rpm
AB Scallop: 0,01mm 28:42 min
Max Stepover: 0,49mm
Mpowon: 200mm/min
Finish 1 Tayvtnta neplotpodrc: 2000 rpm
r Scallop: 0,001mm 59:56 min
Max Stepover: 0,15mm
Mpowon: 300mm/min
Finish 2 Taxutnta neptotpodnc: 2000 rpm
AE,ZH Scallop: 0,005mm 31:28 min
Max Stepover: 0,35mm
Mpowon: 250mm/min
Finish 3 Tayutnta nepiotpodng: 2000 rpm
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Kata tnv npocopoiwaon yla tny Tpitn ¢Aacn Tou MEpAUATOG Tou Ba YivEL Xprion Kol TwV TEVTE
afOVWV TNG UNXAVAG, YIVETAL Xprion TwV TPonyoUUeEVWY SE60UEVWV YA TA KOTITIKA Twv 10 mm Ko
8mm plo¢ Kal eival oL Katepyaoieg pe tnv KOAUTEPN Kol To ouvtopn Swadpour. Kotd tnv
TIPOCOUOLWON TNG ATMOTIEPATWONG TPAYLATOTIOLONKaAV 0PKETEC aAAYEC YTl dAAage n puEBodog pe
TNV omnola yivovtal oL katepyaoieg oto Sokipto.

'Onwg Kol e To Tponyoupevo Sokipo oto modL kabe ddovta £xeL PelVEL APKETO UALKO TIPOG
adaipeon katt mou Ba Snuoupynoel mMPOPANUa KAtd tnv amonepdtwon . Na autd to Adyo to
Toolpath tou Rough 1 Ba katepyaotei tnv nepidpépela modo¢ yla va adalpETeL TO TEPLITTO UALKO E
avoyn ota 0,2 mm.

MpwTa £yLvayv oL Katepyaoieg oTig emdAVELEG TTOU 0pileL N KAUTTUAN TG €AY EVNG o€ OAoUG
Toug 66ovteg pe ta Finish 1, Finish 2 kat Finish 3 kat Uotepa oL katepyaoieg oto oSt tou kabe dSovta
Me ta Finish 4, Finish 5 kat Finish 6.

Mivakag 3.5 ZuvBnKeg KOTING MTPOCOUOLWONE TIEVTALOVIKWY KOTEPYOOLWYV ATIOTEPATWONG UE
kortiko Mill end twv 6mm
OEZH KATEPTAZIAZ 3TON 2YNOHKEZ KOMHZX XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
AB,T,AE,ZH Max Scallop: 0,6mm 4:18 min
Max Stepover: 0,02mm
Mpowon: 100mm/min
Rough 1 Tayutnta neplotpodng: 1500rpm
A Max Scallop: 0,01mm 10:22 min
Max Stepover: 0,49mm
Mpowon: 200mm/min
Finish 1 Taxutnta neplotpodrg: 3000rpm
B Max Scallop: 0,001mm 22:04 min
Max Stepover: 0,15mm
Mpowon: 300mm/min
Finish 2 Taxutnta neptotpodng: 3000rpm
rAEZH Max Scallop: 0,005mm 11:51 min
Max Stepover: 0,35mm
MNpowon: 250mm/min
Finish 3 TaxUtnta neptotpodnc: 3000rpm
A Max Scallop: 0,01mm 3:12 min
Max Stepover: 0,49mm
Mpowon: 200mm/min
Finish 4 Tayutnta neplotpodng: 3000rpm
B Max Scallop: 0,001mm 6:24 min
Max Stepover: 0,15mm
Mpowon: 200mm/min
Finish 5 Taxutnta neplotpodrg: 3000rpm
rAEZH Max Scallop: 0,001mm 3:34 min
Max Stepover: 0,35mm
Mpowon: 200mm/min
Finish 6 Tayutnta neplotpodng: 3000rpm
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Mivakog 3.6 BEATLOTOL XpOVOL IPOCOUOLWONC KATEPYOLOLWV.
Komtkd/ Eidog JUVONKeG KOTIAG Tplaovikn Tplaovikn Mevtagovikn
Katepyaotiag Katepyaoia Katepyaoia pe Katepyoaoia
TIOAV € OVLKO
Cam
Komtiké 10mm Rough 2 31:30 min 31:30 min 31:30 min
Komtiké 8mm Rough 3 28:24 min 28:24 min 28:24 min
Komtiké 6mm Rough 1 7:54 min 7:16 min 4:18 min
Kortiké 6mm Finish 1 41:11 min 28:42 min 10:22 min
Komtikd 6mm Finish 6 3:12 min
Z0volo 109:59 min 95:52 min 77:46 min
Nocootiaio 100% 87,27% 70,45%
oUVOAO

Ao Tov tapandvw Tivaka mapatnpeital 0tL N fEATIOTN AUon €ival N KATAOKEU 08ovTwToU
TpoxoU e meviagoviky Katepyooia Opwe eival mBavo ot MPAYHATIKEG CUVONKES val NV glval n
BéAtiotn. EmutAéov Ba umdpfouv HeTOBOAEG OTOUG XPOVOUG KATepyaoiog ylati eival mBavo n teAikn
ermudavela va punv eivat n embupnth.
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Kedalalo 4. uvBnKeC Kal XpOVOL KATEPYAOLWY OE TIPAYOTIKES

OoUVONKeC

Kata tn ¢daon tng ekxovdplong oL MOPAYOVIEG TOU €XOUV onuacia eival o Xpovog
KOTEPYAOLWV Kal N $Bopd Tou KOTITIKOU OUWE AOYW TNE KOTAOKEUNC LOVO SU0 080VTWTWY TPOoXWV SV
avapévetal ¢Bopd oto KomTiko yU autd To Adyo Sivetal onuacia Kuplwg oTo XpOVo KATEPYAOLAG.
AOYW TNG HEYAANG amdOoTACNC TOU €XOUV OL OKHUEG TOU KOMTLKOU amo TO PECO OUYKPATNONG TOU
mapatnpolvtal kKpadaouol OMwG avapevoTav ylo autd To Adyo €ywve pelwon tTwv otpodwv Tou
KomtikoU. To Toolpath tou Rough 2 eivat mio cUvVTopo yLa auTo eMAEYETAL N XPrion Tou. EToL amoppécl
TO cuunépacpo OTL elval TPOTIUOTEPO N Katepyaoia vo amoteleital and moAAEg emavaA el pe
ULKpG BABN komr¢ Omw¢ €xeL To Rough 2 mapad amnod Alyeg pe peyaio Babn onwg £xel to Rough 1.

Mivakog 4.1 NMpaypatikol xpOvol TwWV KATEPYAOLWY EKXOVSPLONG e KomTikd Ttumou End Mill twv
10mm
OEZEIZ KATEPTAZIAZ X TON ZYNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
A B, T, BaBoc¢ Komn¢: 1,5mm 56:49 min
Mpowon: 40mm/min
Rough 1 Taxutnta neplotpodng: 700 rpm
AE,Z,H BaBoc¢ Komnc: 0,75mm 35:19 min
Mpowon: 75mm/min
Rough 2 Taxutnta neplotpodng: 800 rpm
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Ewkova 4.1 OAokArpwaon Tng ekxovdpLong tou Sokiuiou pe kormtikd End Mill

Katd tn 6eutepn ddon tng ekxovdplong €ywve pelwon Twv otpodwv TEPLOTPODNC TOU
KOTITIKOU KoL aU€non g mpowaonc. TeAlkd emAéyetal n Katepyaoio Tou Rough 3 mou amoteAeitol
and MoAAEC emavoAfPEeLG e HKPA BABN KOmNG yloti OAOKANPWVETAL GE CUVTOUOTEPO XPOVLKO

Sdlaotnua.

Mivakag 4.2 NMpaypatikol XpOvolL TwV KATEPYAOLWY EKXOVSPLONG We KOTtTko TuTtou Ball Mill twv

8mm
OE2H KATEPTAZIAZ ZTON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
A B, T, A E, BaBog Komngc: 0,6 mm 13:08 min
MNpdéwon: 140mm/min
Tayutnta neplotpodng: 1000 rpm
Rough 1 Allowance: 0,7mm
A B, T, AE, BabBoc¢ Komrc: 0,4mm 19:38 min
Mpowon: 140mm/min
Tayutnta neplotpodng: 1000 rpm
Rough 2 Allowance: 0,4mm
Z,H BaBog Komng: 0,4mm 36:57 min
Mpowon: 100mm/min
Tayutnto neplotpodng: 900 rpm
Rough 3 Allowance: 0,4Amm
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Kata tn ¢pdaon tng amomepdtwong €ywe PeyaAn Heiwon Twv otpodwv meplotpodng tou
KOTTIKOU oTo Rough 1 Adyw twv Kpadaouwv otav untnpxe Leyain adaipeon uAlkou. Ouwg o autn
™ $A&on 0 CNUOVTLKOTEPOG TTAPAYOVTAG £ival n TeEALKN midAveLa Kol OXL 0 XpOvoE. Ma auTto to Adyo
To KoAUtepo Toolpath eivat to Finish 3 mou &nuloupyel kKaAn TeAkn emipavelo KL ag Slopkel

TIEPLOCOTEPO XPOVO.

Mivakag 4.3 Mpaypatikol XpOvol TwV TPLAEOVIKWY KATEPYACLWV ATOMEPATWONC LE KOTITLKO Ball
Mill twv 6mm
OEXH KATEPTAZIAZ XTON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAX
OAONTQTO TPOXO
AB,IAE,ZH BaBog Komng: 0,4mm 10:37 min
Mpowon: 100mm/min
Rough 1 Taxvtnta neplotpodnc: 600 rpm
A Scallop: 0,01mm 41:11 min
Mpowon: 220mm/min
Finish 1 Taxvtnta neplotpodnc: 900 rpm
B Scallop: 0,001lmm 77:20 min
Mpowon: 330mm/min
Finish 2 Tayutnto neplotpodng: 1000 rpm
rAEZH Scallop: 0,005mm 42:12 min
Mpowon: 275mm/min
Finish 3 Tayvtnto neplotpodnc: 900 rpm

Ewkova 4.2 OAOKANPWON QTOTIEPATWONG E TPLOEOVLKI KOTTA
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Mivokag 4.4 MpayUaTtikol XpOvoL TPLAEOVIKWVY KOTEPYAOLWV ATTOMEPATWONG UE XPNoN
rmoAvaovikoU mpoypappatoc Cam pe komtikod Ball Mill twv 6mm

OEZH KATEPTAZIAZ ZTON

ZYNOHKEZ KOMHZ

XPONOI KATEPTAZIAZ

OAONTQTO TPOXO
AB,[LAE,ZH Babog Komrc: 0,4mm 9:54 min
Mpowon: 100mm/min
Rough 1 Taxutnta neplotpodng: 700 rpm
A Scallop: 0,01mm 22:48 min
Mpowon: 200mm/min
Finish 1 Taxutnta neplotpodng: 900 rpm
B Scallop: 0,001mm 50:17 min
Mpowon: 330mm/min
Finish 2 Tayutnta nepiotpodng: 1000 rpm
rAEZH Scallop: 0,005mm 23:34 min
Mpowon: 275mm/min
Finish 3 TaxUtnta neplotpodnrg: 1000 rpm

Katd t ¢don tng anonepdtwong tou SoKLUIoU e evTagovikn KO Eyvay LeYAAEG aAayEG
oTnNV MPOWON Kal oTLG oTPodEC. To KomTiko Sev mapouciole TOoOUC KpaSaoUOUG OG0 TNV TPLALOVLKNA
KOTIN YLOL AUTO ol oTpodEC eival amo 1300 éwg 1500. H mpowon eival oxedov dumhdola os oxéon Ue

TNV TPLAEOVIKI KOTIH KAl £€TOL OL XpOVoL €ival apKeTd pikpotepol. O cuvduaopog Twv Toolpath tou
Finish 3 kat Finish 6 dnuioupysl tnv emBupnt tehkn emipAvela OTOV HKPOTEPO XPOVO yLla OUTO
ETMAEXONKE WC N KATaAAnAOTEPN.

Mivakog 4.5MpayuaTikol XpOvoL TEVTAEOVIKWY KATEPYAOLWY ATOTEPATWONG Ue KomTikd Ball Mill
Twv 6mm
OEZH KATEPTAZIAZ 2TON 2YNOHKEZ KOMHZ XPONOI KATEPTAZIAZ
OAONTQTO TPOXO
AB,IAE,ZH Max Scallop: 0,6mm 4:18 min
Max Stepover: 0,02mm
Mpowon: 100mm/min
Rough 1 Taxutnta neplotpodnc: 900rpm
A Max Scallop: 0,01mm 7:26 min
Max Stepover: 0,49mm
Mpowon: 340mm/min
Finish 1 Taxutnta neplotpodng: 1300rpm
B Max Scallop: 0,001mm 12:53min
Max Stepover: 0,15mm
MNpdéwon: 510mm/min
Finish 2 TaxUtnta neplotpodng:  1300rpm
rAEZH Max Scallop: 0,005mm 7:54 min
Max Stepover: 0,35mm
Mpdéwon: 450mm/min
Finish 3 TaxUtnto neptotpodnc:  1300rpm
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A Max Scallop: 0,01lmm 1:46 min
Max Stepover: 0,49mm
Mpowon: 360mm/min
Finish 4 Taxutnta neplotpodng:  1500rpm
B Max Scallop: 0,001mm 3:38 min
Max Stepover: 0,15mm
Mpowon: 560mm/min
Finish 5 TaxUtnta neplotpodns:  1500rpm
rAEZH Max Scallop: 0,001mm 1:51 min
Max Stepover: 0,35mm
Mpowon: 600mm/min
Finish 6 Tayvtnta neptotpodnc:  1500rpm

Ewkova 4.3 OAOKANPWaon QmOMEPETWONG LLE TIEVIOEOVLIKN KOTH

Mivakog 4.6 BEATLOTOL TpAYLATLKOL XpOVOL KATEPYAOLWV.

Komtkd/ Eidog JUVONKEG KOTIAG Tplaovikn Tplaovikn Mevtagovikn
Katepyaoiag Katepyaoia KaTepyaoia Pe Katepyaoia
oAU EoVIKO
Cam
Komtiko 10mm Rough 2 35:19 min 35:19 min 35:19 min
Komtiké 8mm Rough 1 13:08 min 13:08 min 13:08 min
Komtiké 8mm Rough 2 19:38 min 19:38 min 19:38 min
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Komtiko 6mm Rough 1 10:37 min 9:54 min 4:18 min
Komtiké 6mm Finish 3 42:12 min 23:34 min 7:54 min
Komtiké 6mm Finish 3 1:51 min
ZUVOALKA yLa éva 120:54 min 101:33 min 82:08 min
o66ovta
ZuvoAKA yia éva 846:18 min 710:51 min 574:56 min
TPOXO
Nocootiaio 100% 83,92% 67,85
clUvolo
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KEDAAAIO 5. Oepuikn eneéepyacia Kal EAeyxog mOLOTNTAC

5.1 Oepuikn enetepyaocio 06OVTWTWY TPOXWY

Katd tnv Kataokeur evog 06ovtwTtoU Tpoxou apKeTEG GopEG KplveTal anapaitntn n Beputkn
enefepyaoia Tou yla va £Xel HeyoAUTEPN avtoxn Kal va amodeuyBel n apeon ¢Bopd tng odoviwong
Tou. To i60¢ ¢ okApuvong Tou KABe Tpoxol e€aPTATAL ATO TNV TTEPLEKTLKOTNTA TOU UETAANOU OE
avBpaka kot and to Babog TG okARpuvong mou amatteital. Itnv nepintwon tou Ck—45 1o pétaiAio
TePLEXEL AvOpaKa, yLa auTo eTAEyeTaL N evalwTwaon N omola dev PoKaAel peyaleg mapapopPpwoeLg
ota dokipla. AvtiBeta otnv MePUTTwon Tou 06ovIiwTtou TpoxoU armnod St-37 1o péTaAlo Oev MepLEXEL
AavOpoKa e AMOTEAECHA VA N UopEl va mpaypatonotnBel okAnpuvan tou Tpoxou. MNa auto To Adyo
n Oépupavon Tou mpaypatoroleital oe mepPBAAlovV pe evovOpOKWTIKO HECO Kol odol ¢ptdoel oe
OPKETA peydAn Bepuokpaocia Poxetal Blata.

H mapapopdwaon tou Sokipiov e€aptatat and tn SLAUETPO TOU TPOXOU KAl ard To TAXoE TNG
otedavng eniotePnc. Ooo peyoUtepn eival n SLAUETPOG KOL OCO LKPOTEPO TO TAXOG TNG oTEPAVNG
TOCO MEPLOGOTEPO SLAOTEANETE O TPOXOG . Na autd to AOyo ot TPOoXoUG UeyAdAng Slapetpou Sev
eTUAEyeTOL UALKO TTOU Ba xpelaotel evavBpakwaon

5.2 'EAeyxoc molotntac

Katd tnv kataokeur evog Sokipiou amapaitntog elval o €Aeyxog TNG KATAOKEUOOTLKNAG
TOLOTNTOC TOU. 2TOUC 060VIWTOUG TPOXOUE N akpiBela oTic SLoTACELS, 0TN Lopdr) Kal oTnV oldtnta
NG TEAKNC €TLPAVELNG EXEL ONUAVTIKN mibpacn SLOTL TMPOKELTAL Yo cuvepyalopeva pépn. OL
okpiBela oTIg SlooTAoELg umopel va eAeyxBel and opyava HETPNONG ONwG eival To mayVLETPO Kal TO
MLKPOUETPO OV KOL TTAEOV YIVETAL XPHiON KNXOVWV LETPNONG CUVTIETAYUEVWY (CMM) Kot pnxovnuatwy
tplodldotatng odpwong (Ewkova 5.1).
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Ewova 5.1 Metpntikn pnxovr cuvtetaypévwv CMM

Itnv mepintwon mou e€etaleTal Ol PETPAOELG EMPETE va TipaypatononBolyv oe pnxavnua
CMM yia va armodoBel kal n popdr mou €xel o kaBe d6ovrag. Ouwg emeldn dev UTIAPXEL TETOLO
HUNXAVNUA 0TO SLATUNUATIKO EPYOOTAPLO OL LETPHOELG TPOY LOTOTIOBNKOV OTO KEVTPO KOTEPYACLOC
pe t BonBela tou wpohoylakou TpLodldotatou mpofoAou. Me autd Tov TPOTO PAYHUATOTIOOnKav
UETPNOEL, OE TECOEPO. XOPOKTNPLOTIKA HeYEDN kabwg Sev elval epikty n pETPNON OAWV TWV
TIAPAPETPWYV TOU TPOXOU.

Ao TV 086V TN EPYAAELOUNXAVHG O XELPLOTHG PAETEL TIG CUVTETAYHUEVEG TOU ONUEioU OTO
omolo Bploketal o MPOBOAOG KAl 08 CUVAPTNON ME TO onpelo PUnbEv mou amotelel v apxn Twv
0a€ovwyv unohoyiletal n anootoon tou Kabes onpeiov and to 0. Etol sivat epIKTOG 0 UTTOAOYLOUOG TOU
UYoug tou Sovtol Kal TnG SLopETpou KABe mepidpépelag. Emeldn n emuddvela eival Kwvikn ot
UETPNOELC TIpayaTOmolOnKav o cuyKekpLlpéva onpeia (X,Y ) (Ewkova 5.2).
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Ewkova 5.2 Metproelg 06oviwtol TPoxXoU WE TN XPron TPLoSLACTATOU WPOAOYLAKOU TIPoBOAoU

Mivakog 5.1 ALaoTACEL 060VTWTOU TPOXOU TIPLV KAL META TN OKARpuUVon

St-37 Mpwv tn okAnpuvon Metd tn okArjpuvon Awadopd

Yy og 66ovta otnv 10,890 mm 11,288 mm 0,398 mm
e€wteplkn SLAPETPO

Yyog 66ovta otnv 8,300 mm 8,577 mm 0.277 mm
EOWTEPLKN SLAUETPO

E€wtepikn SLapeTpog 77,883 mm 78,680 mm 0.797 mm

Ecwteptkn SLApeTpoC 54,921 mm 55,475 mm 0,554mm

Mivakocg 5.2 AlaoTAOEL 060VTWTOU TPOXOU TIPLV KAL ETA T OKARpuvon

Ck-45 Mptv ™ okAnpuvon Meta Tt okArnpuvon Aadopa

‘Yog 66ovta oty 10,990 mm 11,068 mm 0,078 mm
e€wteplkn SLapeTpo

Yyog 66ovta otnv 8,151 mm 8,158 mm 0.007 mm
E£0WTEPLKN SLAUETPO

E€wtepikn Stapetpog 77,962 mm 78,118 mm 0.156 mm

Eowtepikn SLAUETPOC 55,017 mm 55,032 mm 0,015mm

ATO TOUC MOPATIAVW TIVOKEC TTapatnpeltal OTL N Mapapopdwaon Tou 060VIWToU TPOoXoU Omo
Ck-45 elval OYeTIKA ULKPH KAl yla auto To Adyo Ba pumopolos 0 060vIwTOg TpoXOG va SoUAEPEeL €Tal
omnwg ivat. O dA\og 06ovtwTdC TpoxOC £xel mapapopdwOel apkeTd Kal yia auTto Kpivetal amapaitntn
n Aglavon Tou yLa va UMopEl VoL GUVEPYOOTEL UE TNV KOPWVO TOU.
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KEDAAAIO 6. Zuunepaopata

IKOTIOC TNG £pyaciog NTav n avamtuén evog KwvikoU oSoviwTtol TPoxoU HE OMELPOELdn
oboviwon pe xprion CNC gpyalelounyavwy oTov PKpotepo Suvato xpovo. Eylve olykplon avapeca
OTOUG XPOVOUC TPLOEOVLKI G KOL TIEVTOEOVIKNC KATEpYaoiag Kol TEAOG LETPONKe N mapapopdwan mou
glyav oL tpoyol amno tnv Bepuikn enefepyaoia.

ApxLKa og AoyLlopiko Cad mpaypotomnollnke n oxediaon evog Kwvikol 060vTwTol TPOXoU LE
omelpoeldr odovtwon. Yotepa o Aoylopko Cam dnuoupynBnkav ta Toolpaths yla tnv kataokeun
TWV TpoXWV. MpaypatonolnOnke LEAETN KoL LETA OO APKETA TIELpApATA SnpLoupynOnke éva cUvolo
KOTEPYOOLWYV TO OTIOL0 EKTEAEDTNKE ATIO TPLALOVIKY pyaAslopnyavh. Méoa amod Tig mpoondBeLeg Tou
€ywav Kata th dSnuoupyla Twv Toolpaths mapatnprnBnke otL eivat kaAUtepo n adaipeon Tou UALKOU
va yivetol and moMég emavaAPelg pe pkpd BAaOn komn¢ ylati €10l EMITUYXAVETAL HEIWON TOU
XPOVOU KaTepyaolwy. Katd tn SLapKeLa TG AmonepAtwons AOyw Twv KpaSaoUwyY £YLVE Helwon TwV
oTpodWV TOU KOMTIKOU Kal Heiwaon tng mpowong. EmumAéov mapatnprBnke otL n tehkn emidavela
gival kaAUTtepn Otav n Mopeia ToU akoAoUBEl TO KOTTIKO lval TapAdAANAN LE TNV OpPEia Tou 6dovTa.

‘Yotepa SnpoupynBnke éva cUVOAO KATEPYAOLWV YLa TPLAEOVIK KOT aAAd o€ TOAUAEOVIKO
Aoylopikd Cam. Auto €ywve emeldn oto moAuagovikd Cam Sivovtal meploootepeg péBodol katepyaoiag
Ko pia amo autég eivat n mapdAAnAn Kivnon tou Komtikou e Tov 68ovta mtou gival n BEAtiotn . Me
autn tn uEBodo katepyaaoiag n tehkn emidavela mouv SnULoupyndnKe ATAV APKETA KAAr KoL KOTA TNV
Komr) oL kpadoopol Atav AlyoTteEpoL 0 OXEON ME TIG KATEPYyOoieg Tou Tplafovikol poypdppatog yu
QUTO O& XPELAOTNKE TOGO HEYAAN Pelwaon tTNg mpowaonc. Aol oAokKANpwWONKaV oL KATEPYAOIEG EYLVE
MEAETN yLa TNV avamtuén kwdika yla mevtafovikn katepyaoia. E€attiog tng kAlong mou lxe To KOMTIKO
W¢ P0G TNV ETLPAVELA KATEPYAOLAC OL KPASAOUOL HELWBNKAV QKOO TIEPLOCOTEPO LIE ATIOTEAECUA VAL
auénBel n mpowon kat va pewwbel o xpdvocg katepyaoiag.

TéNoC TipaypOTOTMOLRBNKAY UETPHOEL, OE TECOEPO XOUPAKTNPLOTIKA UEYEDN TWV 080VTWTWV
TPOXWV LLE TN XPHON TOU TPLOSLACTATOU WPOAOYLOKOU TIPoBOAOU. TNV apXr EYWVAV LETPHOEL OTOUG
TPOXOUG HOALG OAOKANPWONKE N KATOOKEUN TOUC . Yotepa oL Ttpoxol otaABnkov yla Bgppuikn
eMefepyaoia OMOU OTOV EVa TPOXO £YLVE evavOpAKwon evw oTo SeVTEPO TPoXO €yve evalwtwan. OL
UETPNOELC £YLVaV TIPLV KOl LETA T OgpULkA Mefepyacia TwV TPOXWVY YLa VoL YIVEL CUYKPLON TWV TLUWV
KoL va Bpebolv ol mapapopdwoelg Toud. H Badn mou £yLve Tav evavBpdkwaon oTov Tpoxo amno St-37
Kol evalwtwon otov tpoxd amod Ck-45. TeAlkd mapatnprnbnke OTL 0 TPOXOG OTOV OMOLo E€ylve
evalwtwon napapopdwbnke oe tétolo Babuod omou n Astavon dev eival amnapaitntn. AvtiBeta o
TPOXOC otov omolo €ylve evavBpdkwon mapapopdwbnke T000 Mou elval akatAAANAOG yla Apech
xpnon kat kpivetat amapaitntn n Aelavon tou. Autd odeiletal otnv uPnAn Bepuokpacia mou
amnatteital otn Stadikaocia g evavBpakwaong Pe anmotéAsopa Katd tn Blatn Puén tou o Tpoxog va
mapapopPwveTaL.
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