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EYXAPIZTIEZ

310 onueio auto Ba Béhape va suxaplotiooupe Bepud 0Aoug 6ooug He T Bonbeld toug
ouVEBaAAav oTnV 0AOKANpwOon TNG MapoUcaC MTUXLOKAC EpYAciag.

ISlaltepa, ekdpalovpe tnv emBupion HOC Vo EUXOPLOTACOUUE TOV KABNyNTA thg OXOANG
OAUwv ZKTtidn, erupAEnovta kabnyntn, yla Ty avabeon tou BEuatog kat Tnv adela Tou
Va LOG TTapaXwpnoeL LEpog tn¢ Bewplag amnd to BLPAio tou.

Eniong Ba BéAae va EUXAPLOTACOULE TOV K. Zayld BaoiAelo kal Tov K. TOOAAKn Avtwvio
yla TV UTIOUOVN, TV Ayoyn cuvepyaoia, TNV KOTAvonon Kol TV ouveyn mapakoAoubnon
™G Topeiag Tng mruxlakng epyaociag, kabwg kal ywa tnv kabodrynon toug 6Ao auto To
Saotnua.
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NPOAOIOz

To avTlkelgevo NG mapoucag TTUXLAKNG epyacia¢ adopd TO OXeSLAOMO Kal TV
KOTOOKEUN €VOG pnxavoloylkoU efaptripato¢ os kévtpo katepyaciog CNC ¢dpla pe
XPNon TPOYPAUMATOG NAEKTPOVIKAG oxedilaong. Apxka avadépovtal mAnpodopiec doov
avadopd TG katepyaoieg adaipeong UAKOU Kal T cuaThuata aplOunTikol eAéyxou. Xtn
ouvexela yivete pia avadopad eldika yia g CNC dpelopnyavéc. NapdAAnAa onuelwvovtal
KAToloL oplopol ou adopouv TIG CUVONKEG KATEPYATLAG Kal oL omoiol Ba amoteAécouy Eva
Bonbnua yia tnv Katavonon tou opBou mpoypappatiopol. Emiong mapouoialetal o
OVAAUTIKOG OXE6LOOUOC TOU SOKLUIOU 0To TIpOypapa NAEKTPOVIKNG oxedlaong Inventor Tng
Autodesk omwg emiong kot to ¢GOOEOAOYIO KATAOKEUNG Ttou OSokidiou, poll pe to
UNXOVOAOYIKO OXESLO KAl ELKOVEC TIOU eMeEnyouv TNV KABe pia paon katepyaoiag. Katomiy,
napouotaletal n CNC epyalelopnyavr) n omoia xpnolomnoLlonke yla TNV KOTACKEU TOU
Sokipiou t™ng gpyaociag kabwg emiong avadEpovtol Kal To KOTMTIKA £pyaAsia to omola
xpnowtorowBnkav. AkoAouBei avaAutikn eplypadr Twv paocewv Katepyaciag oto CAM pe
XPNon ELKOVWV Ao To MPOoypappa NAEKTPOVIKNG oxedlaong yla Kabe éva Bripa Eexwplotd
KoL n mopaywyn tou G-kwdika. TéEAog mapouaotdlovial To CUUMEPACHUOTA OMWG QUTA
npogkuav, ald Kot oL Suvatotnta enefepyaciag Tng mapoloog Epy0ciog oTto PEAAOV.

AE€eLg kKAewdLa: CAD, CAM, CNC, Gaoso)dylo, Komtika epyaleia.
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ABSTRACT

The main objective of this dissertation is to model and manufacture a mechanical
component by using a CNC milling machine through a CAD/CAM system. The material
removal processes, the numerical control systems and finally the CNC milling machines are
presented and analyzed. Also the manufacturing parameters are presented and calculated.
The 3D CAD modelling process, the process planning, the cutting tools selection and the CNC
milling machine are combined to develop the CAM model of the mechanical component,
thus the G-code program. Finally, discussion and conclusions are presented as well as future
works.

Keywords: CAD, CAM, CNC, CAM, Process plan, Cutting tools.
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KEDAANAIO 1

EIZAFQIH 2TIZ KATEPTAZIEX AQAIPEZHZ YAIKOY KAI 2TA 2YZTHMATA
APIOMHTIKOY EAEIMXOY

1.1 Katepyaoiec Adpaipeong YAkou

OuL katepyaoieg adaipeong UALkoU amoteAouv T Pacikotepn HEBodo Slapdpdpwong
METAAALKWV OVTIKELLEVWY KOBWG €xouv oXeS0V ameploploteg Suvatotntes popdormnoinong. H
Slapopodwon mpaypartonoleital pe tn Pabutaio adaipeon uvAlkoU pe tnv BonbBesla twv
EPYOQAELOUNXOVWY. TNV TIEPIMTWON QUTA TA KOMTIKA €pyaAeia swoxwpolv otn palo tou
METAAAOU KOL OMOOTIOUV KOMMATIA ONUOVIIKWY OlooTACEWYV Kol autd Ta kablotd
TIOPOYWYLKOTEPA KOLL TILO ATIOTEAECHOTIKA £VaVTL GAAWY HEBOSWV Katepyaaiag.

OL Baoikotepeg Katepyaoieg pe adaipeon UAIKOU Kol oL €PYAAELOUNXAVEG OTLG OTIOLEG
yivovtal oL avtiotolyeg katepyaoieg, eival :

Katepyaoia Epyalelopnyavn
Topveuon Topvog
Opelaplopa Opéla

AwdTpnon Apamnavo
MAdvnon MAdvn

Nelovon AELOVTIKOG TPOXOG

1.2 Oplopdg AptBuntikov EAEyxov

ApBuntikoc EAeyxog (Numerical Control) onuaivel akpBwg autd mou umovoel o 6pog,
6nAadn €Aeyxog Héow oaplOpwv. Mia epyalelopnyoavy eival aplOunTikd eAeyXOpEVN
(numerically controlled),6tav meptéxel Aoylkd KUKAWUOTA TOU WMOPOUV va TNV
<<Kklvnoouv>> cludwva pe (apBuntikég) evtodéc mou Sidovtal o ‘auth Sl pécou
Satpntng tawviag f Slokétag. OL eVTOAEG TIEPLEXOUV CUVTETAYUEVEG TTou opllouv TNV Kivnon
Tou epyoleiou Kal TAnpodopieg mou eAéyyouv T PonONTIKA  CUCTAMATA TNG
gpyoAelopunxavng, .. TaxuTnTa MEPLOTPOPNG TNG ATPAKTOU, Ttapoxn PUKTIKoU uypou. Mo
OUYKEKPLUEVA, 0 AplOUNTIKOG EAeyxoc néow HAektpovikoU YroAoylotr (Computer Numerical
Control i CNC) eivat pio umoBonBolpevn — and H/Y — dtadikaoia, n omola yevikwg eAEyxeL
punxavee, péow odnylwv omoieg dnuloupyouvtol amo éva kwdikomotnth (POST PROCESSOR)
KoL armoBnkevovtal o€ Eva cUOTNUA MVAUNG (Tovia, Slokéta, okAnpo Sioko, Tout) yia dpeon
r kat ylo peAhovtikn xpron. (@unpovog Xp. Zkirién, 2000)
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1.3 Iotopikn Avagopa

To kivntpo NG edelpeong tou aplBuntikol eAéyyxou (NC) Ntav n cukoAdTepn Kot
ypnyopotepn Tapoywyr £EAPTNUATWY OEPOTTAAVWY OTO TOAEUO TWV lOMWVWV HE TOUG
Apepikavoug otov Elpnvikd Qkeavo, omou ol Seutepol elyav eEQPETIKA LEYAAEG QTIWAELEG.
H toayxela mapaywyr Kol €MLOKEUN aepookadwy Kol aVTAAAAKTIKWV OTAONKE TTPAYUOTIKOG
TIOVOKEDOAOG Yl TOUG HUNXOVIKOUG TNG OEPOTIOPLKAG Plopnxaviag. Etol, meEpa amd T
UELWHEVN TTOPAYWYLKA LKOVOTNTO TWV CUUBOTIKWY EPYAAELOUNXAVWY, N CUVEXNG TTAPOYWYI
XWpIg ouvtrpnon Kol n KOTWON TWV TEXVITWV 08nyoUos, CUXVA, O EAOTTWHOTIKA KOl
gmikivbuva Tepdyta. AKOO, Ol AMALTACELS TG Blopnyaviog yla akopa o cUVOEeTo TERA)LA,
Sev umopouvoav va kaAudpBouv amod to cupBatikd pnxavoupyeia. H wotoplkn €EEALEN TG
edappoyng aplBUNTIKoU EAEYXOU OTLC EPYAAELOUNXOVEG Elval N akoAoudn:

» 1949:Avantuén oUTOUOTOTOLNUEVWY €pyaAElOpNXavwY avatédnke otov John
Pearson kat oto TexvoAoyikd lvotitouto g Macoayouo£etng (MIT).

» 1952:Kataokeudotnke n mpwtn pnxov opduntkol shéyxou, pio Cincinnati
Hydrotel, pe katoakdpudn datpakto, tauvtdxpovn kivnon oe tpelg afoveg (3D
VYPOUULKN TtapeBoAn),400 mepinou S166oug otn povada eAéyyou Kol avayvwon
SeSopévwy amod Slatpntn tawia.

» 1954:H ctawpia Bendix apxloe Plopnyavikn Topaywyr EPYOAELOUNXAVWY
oplBuntkoL gAéyxou.

» 1958:Eudaviotnke n mpwin YAWoo® TPOYPOUUATIONOU aplOpntikol €Aéyxou n
APT(Automatically Programs Tool) og cuoxetiopo pe umoAoyioth IBM 704,

Y

1960:Avtikataotadnkav peAé kat Siodol tng povadag eAéyxou pe tpaviiotop.

A\

1965:AutopatonoltiOnke n aAayn epyaieiwy.

> 1968:Edapuootnkav oOAOKANPWHEVA KUKAWUOTA ME AUECO QVTIKTUTIO OTO LEyeBOg
™G povadag eAéyyou.

> 1969:Eudavictnke to mpwto DNC (onpaivel katavepnuévog(DISTRIBUTED)kat oxt

Aapeoog(DIRECT))-Standard Omni control puoika oe urtoAoyiotr) IBM.

A\

1970:YAomowOnke n avtépatn oAAayr MTOAETWVY.

A\

1972:AnpoupyriBnke n mpwtn yevid CNC og mini UTIOAOYLOTEG.

> 1976:Apxlocav va xpnollomnolouvtal TIoAAamAol eMeEepyaoTEG OTNV OPXLTEKTOVIKN
TWV HOVASwV EAEYXOU, TIPAY O TTIOU SLEVKOAUVE TN U UPECT TWV AELTOUPYELWYV TIOU
elval edpwktéc otnv Bl tnv epyalelopnyavr (Kuplwg O TPOYPAUUATIONOE TNG
Hnxavng).

» 1980:0 mpoypapuaTlopog TG gpyoaielopnxavng umootnpiletal ano ypadikd pe
KarmoLo €ibog mpooopoiwaong otny 6La TV povada ehéyyxou.

> 1985:Zekivnoe n OSnuoupylad QVOL(TWV OUCTNUATWY KOl TUTOTOLNUEVWV
TIPWTOKOAAWV  EMKOWVWVIOG Yl TNV EVOWUATWON TWV EPYAAELOUNXAVWY OF
nieptBaiiov CIM.

> 1990:Eudavictnkav Pnolakd interfaces petafl povadag ehéyxou Kal povadog

Kivnong mou BeAtiwoav mMoAU Tnv akpifela kal Tnv SUVAMLKN CUUTEPLPOPA TWV

a€OvVwv.
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> 1993:Xpnowuonotibnke ya mpwtn ¢opd Asitoupylkd cuotnua Windows otnv
povada ehéyxou.

INUELWVETOL OTL N KUPLA KAl TEXVLKA TILO QTTALTNTIKY €PapUoyr Tou aplOunTikou eAéyyou
vivetal og gpyalelopnyaveég KOTIAG, OTIOU TUTIKA €val EpYaAEio aKOAOUBEL piol YEWUETPIKN
Tpoxld. Autd Oev onuaivel OTL 6ev Xpnoldomoleital oplOUNTIKOG £AeyxoC Kol o€
gpyoAelopnxaveg dtapdpodwong (eAacpdatwy, cwAnvwy ),aAAd Kol o€ N CUUBOTEG LNXAVES
KOTEPYAOLWV, OTIWGE N NAektpoSLlaBpwon.

1.4 Epyaielopunxavég AplOuntikov EAgyyov

1.4.1 Aertovpyeia CNC

CNC ceival n «koBodnynon Mlag epyaAslopnyovic He Tt Ponbsla pag oelpdg
KWOLKOTIOLNUEVWY EVTOAWYV TIOU amtoteAoluvtal amo aplBpoug, ypappoto tou aidaBitou Kot
oUpBoAa Ta omola pmopel va KatavonoeL n povada eAéyxou TnG pnxovng (machine control
unit, MCU).OL eVTOAEC QUTEG PETATPETOVTAL O TIAAHOUG NAEKTPLKOU PEVLATOC TOUG OTIOLOUG
0aKoAouBoUV oL KLVNTPEC KOl OL LOVASEG EAEYXOU TNG LNXOVAG £TOL WOTE Vo EKTEAEGOOUV oL
UNXaVOAOVIKEG epyacieg oe éva e€aptnua. OL aplBuol Ta ypapuata Kat ta cOpPBoAa gival
KWOLKOTIOLNUEVEG EVIOAEC TIOU OvADEPOVTOL OE OUYKEKPLUEVEG QIMOOTAOEL;, O£oelC,
AEITOUPYIEC N KIVAOELC TIC OMOLEC WUMOPEl va KATAVONOEL N gpyalelopnyovy Kobwg
Slopopdwvel To €dptnua.

'OAeg oL Stadikaoisec kaBodrynong kat eAéyxou twv gpyadelopnyavwv CNC amo to XelpLotn
Toug elvatl povodpopog. O texvikdg CNC kaBopilel tnv akoloubBia Twv KWNOEWV TNG
EPYOAELOUNXAVNG, TIC TILEG TWV ouvOnKwv Katepyaoiag (mpowaon, BAabn komnig, Taxutnta
KOTING), EAEYXEL TN XPHON N OXL TOU UYPOU KOTINC, SlaxelpileTal Ta KOMTIKA epyalsia. Mo OAa
oUTA, OuVTAooel éva  TpPoypapuo  kaBodnynonc o  TUTIOMOWNMEVN  YAwood
TIPOYPOUUATIONOU (KWOLKAG), LETAPEPEL TOV KWALIKA OTN Hovada €AéyXou KOl EVEPYOTIOLEL
TNV EKTEAECH TOU MIPOYPAULOTOG.

H CNC kaBodrynon £xeL To MAEOVEKTNUO TG cuvepyaoiag tng pe cuotipota oxedioon
(Computer Aided Design, CAD) kat ocuothuata Katepyoolwv (Computer Integrated
Manufacturing , CIM) kat evéAikta cuotriuata napaywyng (Flexible Manufacturing Systems.
FMS).EmutAgov, €va PHeydAo ToCooTO UTIOAOYIOHWY Kal Sladikaolwy eAéyyou kabodnynong
Sle€dyovtol oToV NAEKTPOVLKO UTIOAOYLOTH TaXUTEPQ KAL LE HLKPOTEPO KOOTOC.
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1.4.2 MMeovekmpuata-Melovektiuata xpriongs Epyaietopnyxavwv CNC

O gpyaielopnyaveg pe Ynolakn kabodnynon eudavilouv ta akoAouBa MAEOVEKTHLOTA
EVOVTL TWV CUMUPBATIKWV:

1. AkpiBela otig Slaotaoelg, otn popdn kat otn B£on

2. H duvatotnta cuyxpoOvou KLVNOEWC KAl 0TOUG TPELC Afoveg TNG epyoAelopnxavng (X,Y,2)
ETUTPENEL TN Hopdomoinon kaumUAwv emidpavelwv oto Ywpo. Emiong, dev amatteital
OVOTIPOCOVATOALIOMOC TOU  TEQOXiOU, VYeyovog Tou  €lodyel  cofapd  odaipoto
avVaTmpPoodEcEwC.

3. Auénon tng akplPeiag KaTaokeUng, ylati n akpiPela dev e€aptatal and tn de€lotnTa Tou
texvitn | oamd ouoTNUATIKA OGAAUOTA, TIOU WMOPOUV VO CUPBOUV OTLG CUMPATIKEG
£PYAAELOUNXAVEG. MEelwaon TWV OKAPTWY, TIEPLOPLOUOG OTNV EKTACT TOU TIOLOTLKOU EAEYXOU.

4. Ou vekpol xpovol, AOyw EKTEAEONC UETPAOEWV KAl GAAWV altiwv, S&V UTIAPXOUV N
Tieplopilovtal oTto €AAXLOTO KAl O XPOVOC TOPOLOVIG TOU TEUAXIOU OTNV €pyaAElopnyavn
UELWVETAL ONUAVTLKA.

5. Ae ypelwdlovral pnxavoloylkd oxedla yla Tepdyla pe popdn, Tou umopolV va
MEPLYPAPOUVE OO  HABNUATIKEC OXEOELG, ylati umapyxel Suvototnta ameuBeiog
tpododotNnong tou cuothpatog Pndlakng kabodnynong tng EpYAAELOUNXAVAG.

6. Flvetal mo eUKOAOG Kol PEAALOTIKOG O TIPOYPOUUATIONOG KAl 0 EAEYXOG TNG TIOPOYWYNG
OTO pUnxavoupyeio, ylati o xpovog katepyaoiag ival pe akpifela kaboplopévog.

7. Mia gpyaletopnyavr e bndlakn kabodnynon mapouctdlel sueliflo OTIC KATEPYAOLES,
Tou Unopel va ekteAéoel. Avaykaio gival to katdAAnAo npoypappa Pnolakng kabodnynong
kot n Suvardétnta kabodnynong amd tnv epycAelopnyav Twv afovwv, oL omoiot
xpeLalovral.

8. Emtuyxavetal peyaAltepo¢ Babpoc avtaywviotikdtntag, séaltiag tng peiwong twv
XpOvVwv. AlEnon NG MapaywylkotnTag Kal Tou OyKou Tapaywyng (n emloyn ouvOnkwv
KOTING glval eAeyxopevn amo e8ikolg Kol 6woTth), TNG akpifelog tng katepyaciog . Oha autd
EMNPEGIOUV TO KOOTOC TTAPAYWYNG, TO OTOLO HUELWVETAL.
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OuoLaoTIKA oL gpyalelopnxaveg AplBuntikol EAéyxou Sev pelovektolv oe timota évavtl
TWV avtioTowv cuppatikwy. OPwWG 1 xprnon Toug amnattel évo cUVONO EVEPYELWV ATIO TNV
gMXeipnon mou BEAeL va TI{ EVOWHOTWOEL HE ATMOTEAECUA va Snuoupyolvtal coBopd
npoBAfuata av Sev mapBoUv MPONYOUUEVWS TA KATAAANAO TIPOCAPUOCTIKA HETPpA. Q¢
tétola  mpoPAnuata, Tou ouvdéovtal WPe TNV TPounBsla  Kal Aswtoupyla  Twv
gpyaAetopunyavwy Pndlakng kabodnynong, umopsi va BewpnBouv ta e€nc:

1. Avaykn yla €€€LSIKEVUEVO TIPOCWIILKO OTOV TIPOYPOULOTIONO YlO TNV KATAPTLON TOU
KOTAANAOU Tpoypappatog Xwpic opdApata otov toxUutepo duvatd Xpovo Kal HE TO
XAUNAOTEPO KOOTOG.

2. Avaykn e€elSikeupévou  mpoowrikol uPnAng otdbung, Oxt HOvVo ylwa  TOV
TIPOYPOAUHUATIONO, OAAQ KoL ylo. GAAEG epyaoiec, OMwG pubUIoELC TNG €pYOAELOUNXAVAG,
niposTolpacia Kal EAeyXog Twv epYQAELWV KaL, YEVLKA, CUVIAPNON TNG EPYAAELOUNXAVAS, N
orola MPETEL val YIVETAL OTNV EVTEAELQL.

3. ANay£G OTNV €V YEVEL OpYAVWON TOU HNXOVOUpPYEiou. H eloaywyrn EpYOAELOUNXOVWV LE
Pndlakn kabodriynon ackel emppon oto 6Ao cuCTNUA opyavwaong amod tn oxediaon tou
npoioviog, otn oxebiaon twv Acswv Katepyooiag, otnv kotepyaocia, otov £Aeyxo
TIOLOTNTOC KAl oTNV amoBnkeuon.

4. To KOOTOC KATAOKEUNG epyaAslopunyavwy pe Pndlakn kabodnynon sivat moAl uPnAo os
OX£0N UE AUTO QVTLOTOLXWV CUUBATIKWY EPYAAELOLNXOVWV.

1.4.3 llpoypappatiopds Epyareopnyavig CNC

O TPOYPAUUATIONOC VIO TNV KaTepyooia evog Tepayiov os epyaletopnyavr pe pndlakn
kaBobnynon, yivetal pe tov KWSLKO pnXavng. MPOKELTAL yla Ul OELPA TUTIOTIOLNUEVWVY
€VIOAWV, Tou TpPoodlopilouv AELTOUPYIEG TNG EPYAAELOUNXAVAG, OTIWG KLVNOELG, OAAQYES
gpyoldeiwv, pubuioslg otpodwy Kal Mpowoswv. OL eVTOAEG QUTEG eKTEAOUVTAL KATA OELPA
TPOTEPALOTNTAG LLE TNV OELPd gyypadng tous. Ol ouvnBLopEVEG EVTOAEG-KWOIKEG lval oL
€VTOAEC G (evtoA£g kivnong) kat M (evtoAég Aettoupylag). Ot eVTOAEG AUTEG GUVTACCOVTAL UE
OUYKEKPLUEVO TPOTIO KOl EVIAOOOVTAL OE €V GUVOALKO Tipoypappa kaBodnynong.

To mpdypappoa kabodnynong amoteAsital anod exwplotad blocks mAnpodoplwy, mou to
KaBe éva apxilel pe évav avfovta aplBud avayvwplong tou. O avfwv aplBuog autog
ouvobeUEeTal umpoota amnod tov kwdikd N. Eva mapddelypa oelpag blocks pmopet va eivat:

N001 GOO X10.0 Z2.0

N002 GO1 X10.0 Z22.0
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H apyxwkn autn aplBunon pnopel va yivetal ava €va n kot avd 5 f 10, kol auto yla to Adyo
OTL TIG epLOaOTEPEC DOPEG amalTElTAL VO TPOTOTOINOEL Eva MPOYPAULO ,ELCAYOVTAC EVa
véo block avapeoa og SUo alha. Autd Ba ntav aduvatov, otnv mepimtwaon nou ta block Ba
glyav ouvexn, ava éva, apiBunon. EKTog amod tov aplBud avayvwplong tou block, auto
eniong ouvnBwg mephappavel :

¢ KwoKo evtoAng
o AntattoUpeva deSopéva yla KABe KwSLKO

O KwdLKOC evioAng pmopel va meplthapPavel eviodég G kat M. MNopakdatw 6o doLpe po
OUVOALKNA Ttapouciaon Tou Kwoka G kal M pe OAeC TIC SUVATEG EVTOAEG TTOU UTTOPOUV va
600800V oTo cuoTnUA KaBWE KaL TNV Aettoupyia TouG.

1.4.4 Mlapovoiaon Kodwka G kat M.
To oUvolo Twv KWSWKWV evtoAng G kat M mou pmopouv va 0800V Katd tnv syypadn
KwdKa yla epyaletopnyavr CNC dpla eivat oL mopakatw Kwdikol:

GO00: EuBUYpappn Kivnon xwplg KOTIA e TN HEYLOTN MPOWON TNG EPYAAELOUNYOVAC.
GO1: Mpappikn mapepBoAn - euBUypappn Kivnon yla Komn Je Soopévn mpowon.
GO02: KukAwkr) tapepBoAn e wpoloylokn dopa.

GO03: KukAwkr) tapepBoAn pe avti wpoloylakr ¢popd.

GO04: MpoypaHaTIoPEVn XPOVIKA KaBuoTtépnon.

GO06: MapaPBoAwr mapeuBoAn pe petaBarlAOpUeVEG TAXUTNTEC ATO TN Hovada eAfyyou.
GO08: Emutayuvon péxpl Soopévn taxutnta.

G09: EmBpaduvon péxpt Soopévn tayutnta.

G13-G16: Emiloyn agovwv.

G17-G19: Emiloyn emunédwv katepyaoiag XY - ZX - YZ avtiotolya.

G33: Korr onelpwpatog pe otabepo Prua. G34 Komr onelpwpaToq.

G35: Korr omelpwUoToG.

G40: Apon tnc avtiotddpulong epyaleiou.

G41: Aplotepn] avtlotaduion.

G42: Ae€1a avtiotaOuion.

G43: Avtiotabulopa BeTiko.
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G44: AvtioTabuLopa apvnTKoO.

G50-G59: Metatomnioelg mpooapUoynG.

G70: JuvteTtaypéveg oe (vtoeg (in).

G71: JuvteTayUEVEC O XIALOOTA TOU PETPOU (mm).

G72: Ae€looTpodn KUKALKA TTapeUBOAN TPLWV SLOCTACEWV.

G73: Aplotepootpodn KUKALKN apeBoAn Tplwv Slaotdoswy. G75 KukALkn mopepupfoln
TLOAAWV TETOPTNLOPLWV.

G80: AkUpwon KUKAWV EpyacLwV

G81-G89: KukAol epyaciwv.

G90: ATTOAUTECG GUVTETOYHEVEC.

G91: IXETIKEC OCUVTETOYHEVEC.

G92: METATOMLON CUCTHOTOG GUVTETAYUEVWV.

G93: Kwdikomoinon mpowaong.

G94: Tautnta npdwong o< in  mm/min.

G95: Taxutnta mpdwong o< in  mm/rev.

G96: Ztabepn TaxVTNTA KOTING e EAEYXO TWV OTPODWV TNG ATPAKTOU.
G97: Itpodég og 1/Aemto.

MOO: MpoypaUATIOREVN AU TNG EPYOAELOLNXAVIG.

MO1: MpoaLpeTLKN TAUGCN TNG EPYAAELOUNXAVAC.

MO02: TEAOG TOU TTPOYPAUATOG.

MO03: As€lootpodn — meploTpodr] TNG ATPAKTOU HE POopA TWV SELKTWY TOU POAOYLOU.

MO04: Aplotepdotpodn — Teplotpodr TNG ATPAKTOU PE dopd avtiBeTn Twv SeIKTWV TOU
poAoyLoU.

MO5: Alakorr) TnG mepLotpodng TNG OTPAKTOU.
MO06: AN\ayr) Tou KomtikoU epyaleiou.
MO07/MO08: Evepyortoinon tng pong tou Puktikol uypol (FLOOD / MIST).

MO09: JtapdTnua te Pong tou PUKTLKOU uypou.
MANEMZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOTIQN MHXANIKQN
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M13: Acléotpodn — mepLOoTpodr TNG ATPAKTOU PE dopd TwV SEIKTWV TOU poloylou Kot
gvepyomnoinon tng pong tou PukKTkou uvypou.

M14: Aplotepdotpodn — meplotpodr TNG ATPAKTOU ME Popd avtiBeTn Twv SeIKTWV TOU
POAOYLOU KAl EVEPYOTIOLNGN TNC PONG TOU YPUKTIKOU uypou.

M30: TEAOG TOU TIPOYPAUATOC KOl ELOTPOd aTNnV ap)Xn).
M70: KaBpentiopdg we mpog tov afova X.

M71: KaBpentiopdg we mpog tov afova Y.

M80: AKUpwan Tou KABPEMTIOHOU w¢ tpog tov afova X.

M81: AkUpwan Tou KABPEMTIOHOU WC TTPog Tov dfova Y.

N: Xapaktnpilel tov avfovta apBuod tou “block”.
X: Juvtetaypévn yla tnv kivnon otov dyova X.
Y: Juvtetayuévn yla Tnv Kivnon otov acova Y.

Z: SuvteTaypEvn yla TV Kivnon otov dagova Z.

: JUVTETAYMEVN TOU KEVTPOU TOU KUKAOU TtapAAAnAn Ue Tov afova X.

J: JuvteTOYEVN TOU KEVTPOU TOU KUKAOU TapAAAnAn e tov afova Y.

K: Zuvtetayuévn Tou KEVTPOU ToU KUKAOU TtapdAAnAn pe tov afova Z.

T: ApBuo¢ Tng B€ong Tou epyaleiou otov epyalelodopéa.

D: AleUBuvon yla Kataxwpenon avilotabuiong tng SLUUETPOU TOU KOTITIKOU gpyaleiou.
H: AleBuvon yla Kataxwpenon avilotabuLong Tou UKOUG TOU KOTTIKOU epyaAEiou.

F: a) Mpowon oe XA\lootd 1o Aento. 'H B) Mpowon o€ XIALooTd avd otpodr)

S: a) NepLopLoPOG TWV OTPOP WV TNG ATPAKTOU(UOVo oe Topvo).'H B) Taxutnta tng
otpaktou(oe otpodég ava Aemto). H y) Fpappiky taxutnTta(lovo yia topvo).

(®dARpovog Xp. 2kittién, 2000)
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1.4.5 Aoylopko CAD/CAM
CAD-Computer Aided Design

Computer Aided Design (CAD) sivat n Yndlakn dnuloupyia evog mpoiovrog, €apTAUATOS
1l CUVOPUOAOYAOTOG.

Qg évvola meplAapPavel Tov OpxlkO oXeSLHoPO Twv LOEwWV TIou oOXeTilovtal HE T
SnuLoupyia evoc aVTIKELUEVOU, TO BLOUNXOVIKO oXeSLoouO, TTou tepAaBAvVeL TO oXeSLACUO
ehelBepwv emidavelwy, Kol PETEMELTA ToV AsTTouepn oxedlaopd mou Ba kabopiosl Tnv
TeEAK popdr Tou Tpoiovtog, Omwe tnv €xel cUANAPBeL o oxedlaotng. H Yndlakn auvth
Snuloupyia pmopet va ylvel avtikeipevo mepaltépw avaluong IPoToU TTAPEL £YKPLON YLO VOl
npowBnBel otnv mapaywyn. H xprion Tou nAeKTPOVIKOU UTIOAOYLOTH KATA TN SLAPKELA TOU
oXeSLAOUOU, ETUTPETEL YPHYOPES Kal aKPLBELC TPOTIOTOINOELS KAl EAaLoTomoLel Ta AdBn Tou
T(POEpXOVTOL Ot TOV avOpwILVO mapdyovta.

Xpnowlomnolwwvtag kamolo CAD AoyLOULKO, UmopoUV va mapoxBouv TLo Kolvotopa oxEdla
OE MIKPOTEPO XPOVIKO SLACTNHO KoL HE ULIKPOTEPO KOOoToC. Me €va CAD AoylopLlkO yla
TpLoSlAoTaTn OTEPEA LOVIEAOTIONGN, £XETE KAAUTEPN avtiAndn Tou HovTEAOU Kal UTopeite
va  dnuloupynoete oxedlo mapaywyng, tplodldotato oxedia, oxédla  Sladkaolwv
OUVAPUOAOYNONG, PWTOPEAALOTIKEC ELKOVEG KOL KLVNUATLKH TTpogopoiwan.

CAM-Computer Aided Manufacturing

Computer Aided Manufacturing eival Stadikacio 6mou ta CAD dedouéva enegepyalovral
pe tn BonBela nAektpovikol umoloyloth yia Thv kaBodnynon CNC epyaAslopnyovwy.

H yndlakni mAnpodopia evdg koppatiol elocayetal oto cuotnua CAM amd 1o AOYLOUIKO
CAD.H mAnpodopia pmopel va eival os Sdwodidctatn (2D) n tpwodidotatn (3D) popdn,
QvVAAoya LLE TNV KOTEPYAOLA yLa TNV omola mpoopiletal.

To npdypappa Pndlakng kabodrynong CUVTACCETAL e TN XPNON KATAANAWY EVIOAWV,
Tmou opilouv TNV Kivnon TOU KOMTIKOU €pyOAElOU OTO XWPO, Yyl TNV TapAywyn TNng
VEWUETPlOG TOou Tepayiou. To Aoylopikd CAM mopéxet tn Suvatodtnto oplopol TNg
Sladkaoiag mapaywyng TeERaxiwy, LECW TOU OPLOUOU TWV TIAPAUETPWY TNG KATEPYAOLOG
OTO AOYLOUIKO o€ meplBallov epyaciag uPnlou smumédou (emloyég pHéow Tapabupwy,
KOPTEAWY, UMAPOC €pyaoiag).2Tn OUVEXELD, OL eMIAOYEC Tou Xpnotn petadpalovial oTo
npoypappa Pnoakng kabodrynong, péow tng Stadikaciog Tng TeAkng eneepyaociag (post
processing). ZNUAVTIKO onueio n ouvtaén tou mpoypaupatog Ynolakng kabodnynong, n
orola Stadépel o kGOe HOVTIEAO epyaAslopnyovng, TapoAo Tou OL BAGCLKEC EVTOAEC
T(POYPOUUATIOHOU E(VAL KOWVEG METAED TWV UNXAVWV.
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KEDAAAIO 2

®PEZA-CNC ®PEZA

2.1 Eidn dpelopnxavwv kot Baowka Mépn piag ®pelounyxavig
Ymapyovv Vo eién ®pelounyavwv:

e  OpuldovTiag AtpakTov.
o Katakdpupns-Kadetng Atpaktov.

Ewova 1.0: Opelopnyavr opl{ovtiag aTpaKTou

(1):Baon,(2):2wpa-Kopuog,(3):Kupla Atpaktog,(4):Zuykpotnua Tpamellov
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Ewkova 1.1: Opelopnyavr KABETNC ATpAKTOU
(1):Baon,(2):2wpa-Kopuog,(3):Kupla Atpaktog,(4):2uykpotnua Tpamellol
Ta Baowka Mépn piag Opelopnyavig siva :

e Badon

e Jwpa(Koppog)

e  KuUpla Atpaktog

e Juykpotnua Tpamellov

TAQKOG LE VEUPWOELS Kal dEPEL TTAvw NG To cwpa tg Dpelopnxaving. ApKETA cuxva Kal
neploootepo o OpelopunXavig UKPWV SLACTACEWY N BAon glval evomoLnuévn e TO KUpiwg
cwua.

£0WTEPLKO TOU DEPEL TO cUOTNUA LETASOO0NG LoXVUOC TTPOC TNV KUPLO ATPAKTO KOl TO TPATELL.
21O EUMPOC TOU HEPOC TIPOCAPUOTETAL TO CUYKPOTNUA TOU Tpaneliou, EVw OTO TIOW HEPOG
Tou PBpioketal o NAEKTPOKLVNTAPAG O Omoiog ival umevBuvog yla TV Kupla Kivnon. Ito
EMAVW UEPOG TOU dépel évav Bpayiova umod popdn mpoPolou otov omolo tomobeteite n
KUPLO ATPOKTOC.
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adoU o€ auTH KATaAyouv oL oTpodEG amo ToV KLVNTHPA, LE ATTOTEAECHA VO TIEPLOTPEDEL TO
KOTITLKO gpyaleio Tou epapUdleTal O AUTH Kal £T0L va poyHaTomoleital n adaipeon tou
UALKOU.

Uépn. Tnv KovooAa n pOPoAo e TNV omola emITUyXAveTOL N Katakopudn Kivnon. To dopeio
yla tnv gykapaola kivnon. To Tpamnéll OToU OTEPEWVOVTAL UE TIG LOLOCUOKEUEG CUYKPATNONG
TO TPO¢ Katepyooia tepdyia. H kivnon tou tpamellol MPpayHATONOLETAL, €iTE XELpOKivVNTA
ue tn BonBela poyAwv (T AUTOMATA, EMITUYXAVOVTAC UE QUTOV TOV TPOMO ThV TaxUTnTO
MPOwWaoNG Kat TNV oAokAnpwaon tng Aettoupyiag tng Opelopnxavig.

Me Bdaon tou¢ afoveg TOU evowuatwvouv ol Tmeplocotepe¢ CNC epyalelopnyaveg
xapaktnpilovral wg Tplwv (3),tecodpwv (4) N kat mévte (5) afdvwy. e emtpanélla KApakao
OMWG CUVOVTWVTAL KUPLWG LNXOVES TPLWV (3) afdvwy, 0 KATTOLEG OO TLG OTIOLEC UTIAPXEL N
Suvatotnta evaAlayng evog ek Twv gUBUYPAUUWY 0EOVWY E TIEPLOTPOPLKO UNXOVLIOUO
(SLoupetng).2e omOVIOTEPEG TIEPUTTWOELG UTIAPXOUV KOL ETUTPOMEEG UNXOAVEG TECOAPWY
afovwv pe duvatotnta TAUTOXPOVNG Kivnong TPwv euBuypappwy afOvwv Kol €VOG
neplotpodikol. (Ztepylou, 2009) (AnupocBévoug, 2004) (Clark, 2014)

2.2 KOpla Mépm ®pefounyxavng CNC

Ta KOpla Mépn piag dplog aptBuntikol eAéyxou elval:

o OLagoveg TNG EPYAAELOUNXOVAG.

e O Kwntnpag KUPLOG ATPAKTOU.

e To nNAeKkTPOVLIKO cUoTnUa EAEYXOU.

e O H/Y kat to AeltoupyLkd AOYLOUIKO.
®  JUOKEUEG aAAayNnG epyadeiwv.

e H MCU (Machine Control Unit).

TePLOTPOPIKWYV Kvroewv. KaBe atovag voeital TO00 He TNV KWWNLATIKH TOU €vvola, 000 Kal
cov cloTnua petddoong kivnong kat oxvog 1 HEtpnong i autol TwV OTOLKEIWY Kivnong
(6éon, Taxvtnta, emtayuvon).Ot Gfoveg, n kivnon TOug KoL O €AEyXoC TOUC eivol
anodaoloTIKNG onuaoiag ylo tTnv KoTAtagn, To YXOPOKTNPELOMO KAl T SuvaTOTNTEC TWV
erutpanellwv CNC ppelopnyavwy.
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uikpoeneepyaotwy, pvAung (RAM & ROM) kol OAOKANPWUEVWY KUKAWUATWY ylot TNV
enefepyacio kal Slaxelplon Tou MPOYPAUUATOC KOTIAG KABWG Kal NAEKTPOVIKA LOXUOG yla
Tov £Aeyxo Twv afovwy. Alddopa TeEpLPEPELAKA YLOL TNV ELOAYWYN TOU TIPOYPAUHOTOS OTN
pnxavn, TNV ekTOTIWON apXelwv Kal eveexOpeva TNV apoakoAouBnon tn¢ Aeltoupyeiog tnv
EPYOAELOUNXOVAG.

TIPOYPAUUATOG KOTING oTn pnxavn (ue evowpatwpévo CAM 1 péow post-processor amo
efwtepikd CAM),TnV €eKTUTWON OpPXELWV KoL EVOEXOMEVWE TNV TapakoAouBnon 1tng
Aettoupyeiog tng epyaletopnyxavng.

OUOKEUN oAAOyNG epyaAsiwv Hmopel va amoBnkeUel apKETA TPWTOMOBETNUEVA EpyalEia
TIoU PmopoUV va KAnBolv yla xpron auvtéparta, omd to mpoypaupa tou eéaptiuatog. Ou
OUOKEUEG aAAayn¢ epyaleiwy elval ouvnBwe V0 KateuBUVOEWY, TIPAYUA TIOU EMLTPEMEL TN
ULKPOTEPN amooTaon HETAKivnong yla TV tuxaio npocfacn oto epyadsio. O mMPAYUATIKOG
Xpovog aAAayng epyadeiwv eivat povo 3 pexpl 5 sec.

£PYOOLWV OMWG €lvol O TPOYPOUUATIONOS, N Kotepyaoia, n Sldyvwon, n emnomrteia
gpyaAeiwv kat pnxavig. Ot MCU mowkidouv avdloya He TG Tpodiaypadég Tou
KOTOOKEUAOTH).
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2.3 Apxn Aettovpyelag piag CNC epyadelopunyavig

Mpokettal ylo éva cuotnua eAéyxou KAelotoU Bpoxou avadpaonc. OL TIHEG avadopdg
TIOU TIPOEPXOVTAL ATt TO TPOYPAUUA CUYKPIVOVTAL LE TLC TIPOYHATLKEC TIUEG TTIOU ETPOUVTAL
000 ouxvda amotteltar kat n dwadopd TOUG XPNOLUOTOLE(TAL yla TtV odnynon Tou
ouoTAUMATOC Kivnong kaBe afova 1 yevikotepa TwV TAoNG ¢GUCEWG EVEPYOTOLNTWV
(actuators). H vyevikn apxn Aewtoupylog HLOG TPOYPOUMOTI{OUEVNG EPYAAELOUNXOVAG
daivetal otnv elkéva 1.2 .

MNHMH MONAAAZ PETPNTIKO
EAETXOY 1 ouoTua

ZYZKEYH ANAINQIHZ MPArTMATIKH
AIATPHTHE TAINIAZ [ TIMH
i - paméd)
NAHKTPOAOT IO | o] IAANIKH .(' \}
MONAAAZ EAET XOY | TIMH w

OAHIOZ AIZKETAZ -
MONAAAZL EAErXOY AIAOOPA

—. KIvTHPag

E=QTEPIKOZ H/Y L’
DNC, PC kAm

NEPIGEPEIAKA
EAETXOS IXANIEM
MHXANIZMOI
EINEZEPIALTES SEPBO- K'N:;::NA
“| MHXANIEMON 4—| a
T NTOHTHEEE | EPFAAEIA
MONAAA EAEMXOY EPTAAEIOMHXANH

Ewova 1.2: Tevikn apxn Aettoupyiag CNC epyaAelopnyovig.

ATO tn ¢UOoN TNG KATAOKEUNG TOUG, OL KLVNTNPEG servo €xouv otabepn avadpacn Béong,
AOyw TG omtikn¢ maApoyevvntplag (optical encoder), pe tnv omoia eival epodlacpévol. H
OUYKEKPLUEVN CUOKEUN €lval TOMOBeTNUEVN OTO oW HEPOC TOU KLVNTHPA KoL KPOTA TOV
€AEYKTI EVNUEPWHEVO YLA TO TIOCO TIPAYUATIKA €XEL TteploTpadel o dovag Tou Kwntipa. H
avadpaon B£ong xpnotpormnoleital yio va dlopbwoel kaBe Sdtadopd LeTAlY TNG EMOUUNTAC
KoL TNG Tpaypatikng Béong. H otabepny SlopBwrtik autr Slepyaocia emituyyavetol oe
vPNAEg TaxuTNTEG (UEXPL KOl TPELG POPEG TO OUVOALIKO €pyo) KABWG Kol OE TEPUTTWOELS
ouénuévng oxvog (HéExpL Kal TPelg GopéG TN OTPemTIk porn) oe uPnAég toxvutnteg. To
cUoTNUA KAELOTOU BpOyXou Twv KvnTHpwv servo Slaodpalilel emiong otL Sev MPOKeLTAL va
eudaviotel kamolwa kaBuotépnon otnv kivnon, €KTOC KoL av KATOlO OMETOKIVATO
ovTikelpevo epmodioel TV TpoxLA Kivnong.
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2.4 KaBoplopog twv ASovwv

Ot a€oveg CUVTETAYUEVWV Kal 0 TPOTIOC KaBopLopol tng BeTikng katevBuvong Kivnong yla
£PYAAELOUNXAVEG aplOUNTIKOL eAéyxou meplypadovtal oto 1SO-841 tou 1974 kal ota
avtiotolya €bvika mpotumna DIN, BS kAm. Opiletal 6gflootpodo Kapteolovd cuoTnua yLo
TOUG KUpLoug afoveg X, Y kat Z (PBA. Ewkova 1.3).

OLypappikol G€oveg pLag epyalelopnyavig eivat:
e oLKkUplOLX, Y, Z,
e oL Seutepelovteg U, V, W, mapdaAAnAol pog tig SieuBuvoelg X, Y, Z avtiotolya.
e oL BonBntikoi P, Q kat R., oxt avaykaia tapdAAnAot mpog tig dteuBuvoelg X, Y, Z.

O a€oveg meplotpodng cupPoAilovtal pe A, B, kat C kat givat emiong mapAdAAnAoL mpog Tig
KUPLEG KapTeoLaveS SleuBuvoelg X, Y, Z.H Betikn kateuBuvon mepLoTpodn g yla Toug AEOVEG
A, B, kat C mpooblopiletal pe tov Kavova tou Seflootpodou KoYAlo KOLTWVTAC TPOC TN
Betikn kKatevBuvon Twv afovwv X, Y, Z avtiotolya.

O agovag R (Reference = avadopd) ocuxvd xpnollomnoleital avti Tou Z ylo va SnAWOoEL To
eninedo (avadopdg) omou amocupetal To epyaieio Pppelag, TpUTavIoU Kal GAAWV cuvadwy
£PYOAELOUNXAVWY HETA TNV OAOKARpwon Hlag ¢Aong KOTAG Kal Tpv TV €vapén tng
EMOUEVNG KOL TTAVW OTtd TO oTolo To epyaleio gival Suvato va KLveital pe ypriyopn mpowon.

Kamote ocupPaivel emiong va xpnotpomnolouvral deikteg (ouvnBwe 1 kat 2) otoug afoveg X,
Y. Autol oL d€oveg avtiotolyoUV o YEPUPECG LEYAAWV EPYOAELOUNXAVWY, OL OTIOLEC KIvoUvTaL
otnv kotevBuvon X Y pe tn Bonbeta Vo kwvntRpwv (afdvwv). NMapolo otL Sev mpdKeLtol
ylia Sadopetikols dfoveg, oAA yld CUPTANpwUOTIKOUG, Bswpnbnke xpnolguo va
Slaywpilovtal TouhdxLotov He Eva Seiktn.

+Z

+Y

+C
> %7
-X
.. 'CA
s L

’\\( 4 ¥
g !

KUplot Afoveg Meplotpodikol Afoveg

Ewkova 1.3: KaBoplopog kKUpLwv Kal MEPLOTPOGLKWV afOvwv
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Ma tov kaBoplopod BeTIkAG KateuBuvong oe KABe ypappLlko afova Bewpeltal mMAVTOTE N
OXETIKA Klvnon Tou gpyaleiov og olotnua avadopdg akivnto wg mpog To TERAxLo. Av otnv
TIPAYUATIKOTNTO KLVEITAL TO TEMAXLO, N KateuBuvon mou kabopiletal cav Betikn elval n
TPAYHOTIKY (ovtiBetn pe tnv mepimtwon akivntou tepayiov) oAAd t0 oUPBoAo Tou
avtiotolyou datova akohouBeitatl amd éva tovo, dnA. +X’, +Y’ KA. Me autn tn cuupaon
QMOAAQOCOETAL O TIPOYPOUMATIOTHAC OO TNV QVAYKN TPOCAPUOYNG TOU OCUGCTHUOTOG
CUVTETOYHUEVWY OTNV LSLalTepn KOTOOKEUN KABE pnxavrg. Ot KAVOVEG TIPOCAVATOALOHOU TOU
KOPTECLAVOU CUOTHUATOC OE EPYAAELOUNYAVEG lval ol akOAouBol :

Ma tov afova Twv Z :

* Je gpyadelopnyaveg ppelapioparog n ddtpnong, n ocuUPacn eival o Z afovag va eival
TAPAAANAOG UE TNV ATPOKTO Kal n Oetikr katevBuvon va avtiotolxel oe avénon tng
anootaong tepoyiov kal epyaleiou.

® [evik@ 0 Gfovag Z elval KOTA HAKOC TNG KUPLAG ATPAKTOU (QUTHG TTou SLABETEL TNV HEYLOTN
oxV). H atpaktog pmopel va meplotpeédel to epyadeio (Onwg oe Spamava) r} To TEUAXLO
(6mwcg og topvoug).

e Edv 6ev UTLAPXEL ATPAKTOC, OTWC A.X. 0€ TAAVEC, 0 afovag Z lval KABeto¢ otnv emidavela
CUYKPATNONG TOU Tepayiou (tpaméell).

Mo tov G€ova twv X :

¢ O Govag X eivat mapdAAnAog mpog TV MLPAVELA CUYKPATNONG Kal TapAaAAnAog pog tn
HaKPUTEPN Ao TLC KLWVAOELG TNG LnxavnG. Omou eival Suvato mpémnel va eivat optl{ovtlog.

® Y& epyadelopnyaveg pe meplotpedOpeva epyaleia edv o afovag Z sival opl{dvtiog, n
BeTikn KatevBuvaon X eival mPog ta Se€Ld KOLTWVTAC Ao TNV KOAWVA TPOG TO TEUAxLo, BA.
Ewkova 1.3 . Edv o d€ovag Z eivat katakopudog n Betikn katevBuveon tou dfova X elval pog
Ta 5€€LA KOLTWVTAC ATTO TNV ATPAKTO TIPOG TNV KoAwva, PA. Ewova 1.3.

2.5 ZuoTNUATH ZUVTETAYUEVWV

Mo vo UMopEécel 0 XEPLOTAC Hlag Pndlokd kabodnyoUpevns epYAAELOUNXOVAG va
TeplypAPel  YEWMETPIKA  €val  TEUAXLO, XPNOWIOMOLEL T yvwotég amd Ta
MOONUATIKA CUVTETAYUEVEG, OL OTOlEG QAMOTEAOUV TO YEWMETPLKO TPOTO ETUKOLVWVIOG
METAEL TOU XELPLOTA Kal TG Pndlakd kabBodnyolpevng epyalelopnyavig. ETol, péow Twv
CUVTETOYHUEVWY Elval SUVOTOV va TIPOYPALUATIOTOUV Ol KLVAOELS TOU KOTTIKOU gpyaAsiou.
AUTOC O YEWMETPLKOC TPOYPOUUATIONOG TNG KNXOVAC TIPETEL va otnplletal os otabepeg
OpXLKEG B€0elg, TTOU ONULOUPYOUVTOL UECW TWV CUOTNUATWY CUVIETAYHEVWYV. YTAPXOUV
moAAol TUTOL TETOWWV CUCTNUATWY. T CUCTAHATA TIOU XPNOLUOToloUVTaL Kupiwg otnv
PYnolakn kabodnynon, e€ilval ToO KOPTECLAVO OUCTNUO KAl TO TOALKO oUOTNUA
CUVTETOYHEVWY. YTdpxouv BERaLa Kal To 0halplkd, To KUALVSPLKO KAl TO TOPOELdEG ocUOTNUA
CUVTETOYHEVWY, TIOU OUWG XPNOLLOTIOLOUVTAL ALYOTEPO KOl OE ELSIKEG TIEPLTTTWOELC.
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KOpTECLAVEG CUVTETAYUEVEG

To Mo armAd amd Ta CUCTAMATO CUVTETAYMEVWY opiletal ano SUo opBoywvioug GEoveg,
TIOU TEUVOVTAL O€ €val OnELo, To omoio ovopaletal apx Twv afovwy. AuTo €ival To yVwoTo
Qo TA LABNUATIKA KOPTECLOVO CUCTNOL CUVTETAYHEVWY OTO EMIMESO KOl OVOUAOTNKE £T0L
TPOG TN Tou KapTEoLou, TIOU TO EMLVONOCE.

MOALKEG GUVTETAYUEVEG

Y€ OPKETEG TIEPUTTWOELG, N B€0n evog onpelou 1 N yewpetpia evog tepayiou eival SUokoAo
va TieplypadolV e Xprion KOPTECLOVWY CUVIETAYUEVWVY. Na mapadelyua, n neplypadn twv
AKPWV €VOG TOEOU KUKAOU OTO E€mimebo, XPELATETAL TPLYWVOLETPLKEG OXEOELG. 2TLG
TEPUTTWOELG OLUTEC XPNOLUOTIOLE(TAL TO TIOALKO GUGTNLOL CUVTETAYUEVWV.

ATIOAUTEG KOl OXETIKEG CUVTETOAYUEVEG

Ta yeWWETPLKA Sebopéva evog Tepayliou, Tou TTPOKELTAL VoL UTIOOTEL Katepyaoia, pnopet va
opLoToUV e Suo TPOTOoUG. MPOKELTAL YLO TOV OMOAUTO KOlL TO OXETLKO TPOTIO POaSLOPLoOU
B£on¢ onueiwv oto eninedo | oto xwpo. Kat ol duo TpoTmoL eival HeTAy TOUC LOOTLUOL, UE
TV €vvola OTL, omoiog amnod Toug Suo KL av XpnotpomnolnBel, To anotéAecpa Tng eplypadng
™¢ B€onc Ba gival To i6lo. ITnV MepiMTwaon MPoodloplopol B€ong e TOV AMOAUTO TPOTIO, Ol
OCUVTETOYUEVEG KABe onueiou Sivovtal os oxéon Pe TNV apxn Twv afovwy, ou £xeL oploBel.
Me Tov Tpdémo auto, kaBe onueio sival SlodopeTikr) ovtotnTa Kol n meplypadn tou e
oxetiletal pe Kovéva GANO oOnpeio, €KTOGC OamO TO MNOEVIKO (apxrn TOU OUCTHUOTOG
ocuvtetaypévwy). Etol otnv Pndlokn kabodnynon umdpxel n duvatotnta SLaKomng Kot
gnavaAnyng tng KOTAG Og KAmoLo yvwotr B€on, xwplig va elvol avaykaia n emovekTtéleon
OAOU TOU TPOYPAUUATOG. ITO OeUTEPO TPOMO, HE TN Xpnon OnAadn Twv OXETIKWV
CUVTETOYUEVWY, N Teplypadr tng Béong evog onpeiou yivetal mavra pe oavadopd oTo
mponyouuevo onpeio. MNa va petadepbel SnAadn otn véa B£on To KOTTIKO epyaAeio, PEMEL
n kivnon va yivel oe oxéon pe tn Béon mou autod Bploketal mpwv. H péBodog autn €xel Eva
Baowkd pelovéktnua. Eav n katepyooia Slokomel, yia mapddsiypa, Aoyw PBAAPnc tou
NAEKTPIKOU SiktUou, Sev pmopel va fekvrosl MAAL amod v dla Bon, adol autn sivol
OPLOMEVN O OXEON HE KAmola TponyoUpevn Béon, mou Oev elval Tua yvwoth. Opwg n
HEBOSOG auTh £xel AAMNEG sUKOALEC eAéyxou Kol avtlypadnc, TIOU TNV KAVOUV OE OPKETEG
TEPIMTWONG EAKUCTIKI) OTOUG TIPOYPALATIOTEC.
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2.6 dpelaplopa

To ¢pelaplopa eival pa katepyaocia adaipeong UAlkoU Omou, ovAaAoyo HE TIG
SuvatdTNTEG TNC €PYAAELOUNXAVAG OTOUG AEOVEG TEPLOTPOGNC TOU KOMUATIOU KOL TOU
KOTITLKOU gpyaAeiou, pmopouv va rapaxBoUv mMOAUTIAOKEG YEWUETPLEG.

H kUpla kivnon &idetal oto KOMTIKO epyaleio, To omoio SLaBEtel MOAAEG KUPLEG KOWYELS N
60vTla, evw oto Koppatt Sivetal n kivnon mpowoswg. H Siatoun tou amoBAntou
UETOBAMETAL O CUVAPTNON LE TO XPOVO KOTING Tou KAaBe Sovtioy, kabwg kaBe Sovtl bev
KOBEL ouvexw¢ aAAd povo Otav €pxetal o emadn HE TO KOMUATL KATA TNV TEPLOTPOdIKA
Klvnon tou Komtikou epyaleiou.

To odpelapopa eivol komn He Teplotpodikr] Kivnon Tou Komtikol epyaAsiou kot
aveEaptntn KABeTn mpog tov afova MepLloTpodrc Tou €pyaleiou mPowdNTIKA Kivnon tou
KOTEPYAOLUOU Tepayiou. Awokpivovtal 68Uo €idn dpelapiopatog, to TmepLdEPELAKO
dpelaplopa, 6mou To epyaleio meplotpEdetal opl{OvTLla KAl TO LETWIKO Gppeldplopa, Omou
0 afovac mepLoTpodr ToU KOTTIKOU epyadeiou gival katakopudoc.

Kivnorn konng Mpeowon ava odovra

TooBemon
TAGTOUC <0G
0
3 BaBouc korme

e ‘ ' Kivnon npowoews

Ewova 1.4: Nepidepelako ppelaplopa
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TonoBeTnon nAATouc xomne

Kivnom Kau
NMEOWOEWG ; “ Badoug kornrg
/- g
;.
Kivnon

KOTING

4

Nodwon ava oddvra

Ewova 1.5: Metwrniko ¢ppeldplopa

Katd tnv katepyaoia dpeloplopatog n kivnon Mpowoews TOU KOUUATIOU UMOPEL va elval

OVTLPPOTIN 1) OUOPPOTIN TIPOG TNV KUPLA TIEPLOTPOdLKN KLVNoN TOU KOTTtlkoU epyalsiou.

OMOPPOINO ANTIPPOIO

Ewkova 1.6: Opodppormo kat avtippomno ppelapiopa
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2.7 Katnyopieg dpelapiopatog
Katnyopieg ®Opelapiopatog (milling): To ¢dpeldplopa wg katepyaocia Staxwplletatl oTig
€€n¢ katnyoplec:

e Teviko ¢ppelaplopa (General Machining): Eival pa otpatnyikr ¢ppelapiopatoc yla
YeVIKN xpnon. To mAdtog komng (ae) kat to BaBog¢ komncg (ap) UmopolV va
Sladépouv oe kaBe mepimtwon. Ta epyodeia otnv &v Adyw OTPATNYLKA
dpelapioparog €xouv ouvnBwe peydla pnkn komng (Long Cutting Lengths) ka
HLKpoU Ttaxoug SLaUETpouC ota dakpa toug (Core Diameters). Aev umdpyouv
vPnAéc amawtioelg ot avoxeg (Tolerances). tnv ev AOYyw OTPATNYLKN
dpelapiopatog , n xpnon twv Paclkkwv otolxelwv tng texvohoyiag CNC &ev
KaBloTd edIKTEC TpoXwpPNUEVEG HeBOSOUC Katepyaoiag. AVIUTPOCWITEUTIKA
anoteAéopata TG peB6Sou AapBdvovtal amd tov Babud amofoAng ulikou Q(
cm3 / min). To e0pog edapuoyng TG ev Aoyw Kkatnyopiag mepAapBAavel UKPEC
napaywy£g (Small Batch Sizes) og supl nedio UAKwWV.

o Mpelapiopa vPnAwv tayutitwyv (High Speed Precision Machining): Eival pia
otpatnywkn ¢pelopiopatog mouv cuvlualel HKpA OKTWVWTA Badn komng (Small
Radial Depth Of Cut) pe unAég TaxUTNTEC KOTAC KAl TTPOWONG TG TPATElag TG
epyaletopnyavng (Table Feed). Avaloya pe tn péBodo, unmopolv va entteuyBouv
vpnlotl BabBuoi amoBoAng UAkoU kol XOHNAEG TIHEG TpayUtntog Ra. Turmikd
XOPOKTNPLOTIKA TNG €V AOYW OTPOTNYLKAG €LvOL Ol WKPEG SUVAUELG KOTING TIOU
epdavilovtal, n pelwpévn Tapaywyr BgpUOTNTAC OTO TEUAXLO KOL TO KOTITLKO
epyaAeio, HKPOTEPN avaykn vy yAudavon (Burr Formation) kat udnAn
Sdlaotaocloloyikn akpifela oto tepaxo. Me tn péBodo HSM (High Speed
Machining) umopel va emtevxBel uvPnAog pubuog amoBoAng UALKOU  Kal
QTOTEPATWON TNG ETUPAVELAG HE TN XPHon oAU uPNAOTEpWY TAXUTATWY KOTIAG
arnd autég mou epdavilovtal oto yeviko dpelapiopa (General Machining). Ta
gpyaleia eival oAU euotabdr), €xouv PLeYAAoU AXoUC SLAUETPO OTO AKPO TOUC Kall
MLKPA UAKN KOTIAG, TepAapBdavouv KataAAnAa SlopuopdWHEVO KAl EVKPLVI XWPO
yla Tnv €aywyn Tou amoPAAToU yla TV eUKOAN ATMOMAKPUVON TOU Kol UTTopEel va
dépouv emkaAuvdn (m.y. emkdAvdn koPaltiou, mou mpoobibel PBeATiwpévn
avtoxn o€ pBopd Adyw twv LPnAwv TaxuTATWY KOTNG). Medilo edpappoyng tng ev
Aoyw pebodou dpelopiopatog eivat n  Plopnyavia tayelog KATAOKEUNG
KOAOUTILWV/XUTWV yla TIPo-omonepatwUeves (PreFinishing) kal amomepatwpéveg
(Finishing) katepyaocie¢ oe okAnpuopévo XaAuPa (7862 HRc). H texviki autnh
uropel emiong va edapupooctel OTIC TEPLOCOTEPEC KATNyopieC UALKwV OTav
xpnotpornotnOsi to katdAAnAo epyaleio Kot mpoxwpnuéveg pébodol kotepyaoiog.

o  Mpelapiopa vPnAwv anodocewv (High Performance Machining): Ztnv ev Adyw
otpatnywkn opelapioparog emtuyydvovtol oAl ugnAol Pabuol amoPoAng
UALKOU. TUTUKO XAPOAKTNPLOTIKO TNG &V AOyw Katepyaoiag eival OtL To TAATOC
Komn¢ (ae) avtiotolyel pia ¢popd otn Stdpetpo komng ( Dc ) kat to BaBog KomAC
arntd 1 péxpt 1,5 dopég otn Dc avadopikd pe To UAKO TOu KatepyalOUevou
tepayiov. Me t péBobdo HPM ( High Performance Machining) emituyydvetat
laitepa vPnAog puBude amoPfoing UAikol edapudloviag moAl uvPnAoTeEpPEC
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doptioelg oto anopAnto (Chip Load) amd otL oto yevikd dppelapiopa (General
Machining). Ta KOTITIKA €x0UV €LOIKEG SLOOPPWOELS OTOUG QUAAKEG TOUG yLa TNV
QMOUAKPUVON TOU amoBAATOU. ITIC ALXHEC TOUG EXOUV TIPOOTOTEVUTIKEC ETILDAVELEG
450 N MPOOTATEVTIKA ywviaka padia (Corner Radius), SnAadn £xouv évav £181KA
Aelo Slapopdwpévo XwPo yla To amoPAnTo Kal Thv emkaAuPn mou emidExovtal.
Neblo edbappoyng tng ev Adyw Katnyoplag eival ol katepyaoieg oe nmeptBallovra
HallKAC TOpOywyYNG ota omola o Xpovog mapaywync/mapddoons Twv Tepayiwv
elvat oAU peyaAng onpoaoiag n oe mapaywyn EEXWPLOTWY MPOIOVIWY oTa omola
amtatteitot vPNAOC Babuog amoBoAric uAwol Q (cm3 / min).

o  Mpelapopa vPnAwv npowoswv (High Feed Machining):>tnv ev Adyw otpatnyikn
dpelapioparog pmopolv va emiteuxBolv UPNAEG TIUEC TIPOWOEWSG HE TIANPN
oUUMAEEN tNG SLAPETPOU TOU KOMTIKOU gpyaldeiou ( ae ) oe ouvduAOUO PE PLKPA
Babn komng (ap). Me tn  xpnon tng texvoloyiag HFM (High Feed Machining)
grutuyyavetal uPnAog pubuog anoBoAng UALKOU Kal AmomMEPATWON ETMLPAVELWY LIE
TMOAU UuPNAOTEPEG TPOWOELS TPANMEING OUYKPLTIKA HE OUTEC TOU YEVIKOU
dpelapioparog (General Machining). Ta KOmTkad €xouv LoLaiTtEPO LEAETNUEVO TO
Kuplapxo Komtikd 8ovtl (Front Teeth), €xouv MOAU UIKPA HAKN Yylot KOTU Kol
erukaAudn. MNedio edpappoyng TG v AOyw Katnyopiag ¢pelapioparog ivol ot
KOTEPYAOIEC MaAAKOU Kol OKANPUOUEVOU XAAuPa, KaTepyaoieg TiToviou Kal
avogeidwtou YaAuBa, kabwg emiong punopet va BewpnBel wg pia kaln peébodog yla
nipoepyacia mpwv xpnotuomnotnBei n péBodog HSM. Emiong pmopel va epappootel
yla dpelapiopa Bulakiwv peyaiou Baboug.

2.8 Baowd Ztoyeia Mnxavikng Katd to ®pelaplopa

Ta Baolka Xtolxeia Mnyavikng katd to ppeldplopa sival to e€AC:

KOTepyaolo Tepdylo (petatomion TPamélng epyoAelopnyaving), Katd tn Stapkela
ULOC TIEPLOTPOGNE TNG Kuplag atpdktou tng gpyadelopnyovic (Spindle) pall pe
epyoAelopnyavr, HeTpoupevn o€ (vtoeg ava meplotpodn (IPR) 1 mm avd
nieplotpodr] (mm/rev). I& HePIKEG TEPUTTWOELG N epyaAstopnyavn Stetodvel (Feeds)
£VTOC Tou UTO Katepyooia tepaxiov , evw og AAEG TIEPUTTWOELG TO UTIO Katepyooia
TepAxlo SlelodUel evidg Tou KomTlkoU epyaleiou. Mo éva MOAUDTEPO KOMTIKO
gpyaheio (Multipoint tool), n mpowaon komrg Looutal pe tn mpdéwon ava dovtl (Feed
Per Tooth) [ fz ], petpoluevn oe (vtoeg ava &ovtl (IPT) 4 mm/&ovt ,
TLOAAQUITAQLGLOCLEV UE TOV OPLOUO TWV 08OVTWY TOU KOTITIKOU gpyaieiou.

KOTTIKAG Sladilkaolog, avoayOpevn OTnV KOTITIKN OKUA TOU KOMTIKOU epyaAeiou.
Metplétol og mpowon emnidaveiog ava Aemtod (Surface Feed Per Minute - SFM) i og
m/min.

NG EPYAAELOUNXOAVAG KOAL OUVARQ TOU KOTTIKOU €pyaAeiou, HeTPOUMEVN OF
nieplotpodég ava Aemto (Revolutions Per Minute) (RPM).
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TOXUTNTA KOTAG TOU KOMTIKOU epyaAsiou Katd Ttn OLApKEld TNG  KOTTIKAG
Sadikaotag. O pubBudg mpowong HeTpLETal og ivtoeg ava Aento (IPM) 1 mm/min kot
elval «mpoidov» tng mpowong komng (IPR) kat tng taxutntag meplotpodng Ing
atpaktou (RPM).

epyolelov oTO UTO KaTtepyooia TepAylo , Kotd tn StdpKela TG Komng. To Bdbog
KOTING UETPATE KATA KAKOG TOU Afova Tou KOTITIKOU epyaAeiou. Ta peydAa afovikd
Babn amattovv YopunA6 puBud mpowong, OladopeTKA HETADEPOVTOL OTNV
gepyadelopnyavr vPnia doptia, KATL To omoio Pewwvel T Sdpkela WA Tou
KOTTITLKOU gpyaleiou. lNa va amodevxBouv autd ta poptia, n katepyaocia die€dayetal
oe S10popETIKA MepAopata (maoa). I autr TNV MEPIMTWON TO KOMTLKO £pYaAElo
petartorniletal o Slakplta kat kaboplopéva BAbn komng ava naoco.

OKTivOG TOU KOTTLkoU gpyaAeiou oto umd Katepyaocia TeRdxlo. EAv To QKTWIKO

BaBog komn¢ elval UIKPOTEPO QMo TNV AKTVA TOU KOMTIKOU gpyaAeiou, TOTE KOPEL
TUNUaTkA Kal Sle€ayel mepldeplkd dpeldplopa. EGv to OKTWIKO BABOC KOG
LooUTaL e TN SLAUETPO TOU KOMTIKOU epyaleiou, tOte eloywpel MARPWG oto UTO
Kotepyaola tepdxlo kat dnuoupyet BuAdkia (Slots). Ta peydAa akTvika Padn
KOTING amottoUV XapnAol¢ pubpouc mpdwong , SLadpopeTka To KOMTIKO epyoleio Oa
katarnovnBel pe uPnAa dpoptia kat Ba pelwbel o xpovog Lwng Tou. Ma to Adyo auTo,
n katepyaoia eeliooetal oe diadopa otadla, 660 TO KOMTIKO €pyaAelo KLveltol
£VTOC TNG amootoong Step-Over kat StelobVeL 0To eMBUUNTO AKTWVLKO BABOC KOTAC.
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Ewkova 1.8: AKTiko BaBog Komng

e Anootacn_ Swaboxwol Bnpatiopoy (step. over distance): H katepyooia pe
dpelaplopa pLog yewuetplag, n omola sival peyaAltepng EKTAONG ATO TO TAATOG
TOU KOTTkoU epyaleiou, Ba mpémel va Sle€axbouv SLadoxIKEG KOTEG, OL OTOLEG
ekteAolvTaL BaBuldwtd Kal SLadoXIKA N (Lo HETA TV GAAN, LE TPOTIO TETOLO TOU
polalel pe Sladoxlkoug PBnuatiopoU¢ Tou KomtikoU. H amootaon Siadoxikol
Bnuatiopol (Step-Over) elval TAUTOONKN KE TO OKTWIKO BABoG Komn¢ KaBe mdoou

KOLL TIPETIEL VO ElvVaL PIKPOTEPN 1 LEYOAUTEPN TNG SLAUETPOU TOU KOTTIKOU.

Ewova 1.9: Andotaon dtadoxikol Bnuatiopou
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BaoKEG OUVONKEG KATEPYAOILAG LECW TWV OPLOUWYV TOUG. (Agapiou, 2016)

H taxitnta Komng otnv mepinmtwon tou Topvou kabopiletal amd TNV TepLloTpodIkn
ToxuTnTa Tou dgova N KoL TNV apxikr Kot TeEAK Stapetpo tou dokiuiou D1 + D2 avtiotoya
KoL SlveTal amo tnv Hadnuatikn wootnta:

V=m*ND1+D22=m * N * Davg,(m / min)

H taxttnta komng otnv mepimtwon tng ¢pélag kabopiletal amd tnv mepLoTpodikni
toxutnta tou afova N Kol tn SLAUETPO Tou KomtikoU epyaleiou D kat Sivetal amd tnv
padnuatikn tootnta:

V=m*xNx*D,(m/min)

H mpowon (f) otnv mepimtwon tou TOpvou, opileTal WG N HETATONION TOU KOTITLKOU
gpyoleiov ava meplotpodr) Kotd HAKog TG Sladpopng Komng tou o (mm/rev). H tayxutnta
npowong (fr) elvat n tayvTNTO HE TNV OTola TO KOTITIKO £pyaleio petatomileTal KaTd HAKOC
tou SoKLpiou og XAootd avd Aermtd (mm/min) kot oxetiletal He TNV TPOWON HECW TWV
otpodwv. Alvetal amo tn Habnuatiki .ootnTa:

fr=f*N,(mm/min)

Jtnv nepimtwon tng ¢dppélag n mpowaon (f) avriotowel otnv mpowon ava dovri(ft) tou
KOTITIKOU £pyaleiou kol opileTal wg N HLETATOMLON TOU KOTTLKOU gpyaAsiov ava SOvTL kotd
UAKoG NS Sladpopng Komng tou og (mm/tooth). H tayxvtnta npowong (fr) elval n taxvtnta
LE TNV oTola TO KOTITIKO £pyoAelo LETATOMITETOL KATA PAKOG TOUu SoKLiou og XIAlooTtd avd
Aentdé (mm/min) Kol oxetiletal pe tnv mMpowon pEow Twv otpodwv. Alvetal amo n
MoOnuatiki lootnTa:

fr=f+*N=nt*ft*Nmm/min)

To BaBog komng, d, otnv mepintwon tou tdépvou, opilleTal WG TO TAXOG TOU UALKOU TIOU
adatpeital ano v emibavela tou Sokipiou Kal divetal anod tn podnuatiki lootnta:

d=D1-D2 2 ,(mm)

To BaBoc komnc, d, otnv mepimtwon tng epélag, opiletal wg To mAXoG Tou UAKOU Tou
odatpeital and tnv emidavela Tou SOoKLUIoOU Kol e€QPTATAL QMO TO TIAXOC TOU UALKOU Ttou
propel va adalpeoel To EKAOTOTE KOMTIKO epyaleio.
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2.9 Yypn xat Znpn Katepyaoia

H emloyn ywa Yypn 1 Znpn Katepyaoia, dnAadn yla xprion r oxt YUKTikoU Kot AUTavTikou
UypoU KaTta tnv Katepyaoia, dev TiBeTal Kav w¢ epwtnua Aiyeg dekaetieg npv. Ta odpéAn
NG XPNOoNG TOU Kol ard TNV AAAN PePLA Ta poPAnpaTa TnG anouciag tou Sev pnmopoloav
VO QVTLUETWIILOTOUV UE GAAO TPOTIO. IAUEPA OUWC, EWBIKA UE TIC KOTIEG UPNANG TaxUTNTAG, N
Xpron tou PUuKTkoU péoou eival oulnNTAOLUN KoL O TIOAAEG TIEPUTTWOELG ATIOYOPEUTIKI).
MapdAAnAa, €XEL TOPOUCLAOTEL TA TEAEUTALO XpOVLIa Kol N «oxedov Enpn» KATEPyaoia, TTou
ouvbualel mAeovekTnuota Kal amo Ta SUo €ldn Kotepyaciog, XPNOLUOTOLWVTOS TNV
eAdylotn amnottolpevn moootnta AavtikoU. Mo va yivouv Tilo Katavonteég KaAUTepa oL
OUVONKeC KATA TIG omoleg pmopel va umdpéel vypn N €npn komn, elval KaAO va avaAuBolv
KoL oL SUo TpoTIOL.

Yypni:

Ol Baolkég Asttoupyieg tou YuKTKOU UYPOU KOTA TNV KOTr HETAAwWV gival Kupiwg va
npoodEpel PUEN kal Altmavon otig emipAveleC Katepyaoiag (Kupiwg tou epyolAeiou) Kal
SeuTeEPEUOVTWG Vo amopakpUVeL To amopAnta. Etol emnpedlel Aueca TIG cUVBNAKeS TPLPNAG,
™ Bepuokpacia Kol TG TAOELG, Gpa ToV XPOvo {WNC Tou gpyalsiou Kal TNV MOLOTNTA TNG
emipaveiag Tou tepayiov. O 6PoOG TTOU XPNOLUOTOLELTOL €lval uypd Komn¢ petalou (Metal
Working Fluids - MWF).

MéxpL Tov 190 alwva, To vepod amoteAoVos To HOVO PUKTLKO pEco, OANA eykataAeidhOnke
otadlakd, ylati mopolo Tou eixe efalpeTiky BepULK XWPNTLKOTNTA KOL ATAV EUKOAWG
SlaBéopo, dnuloupyouae ypriyopa ¢pBopd kot Siafpwon ota epyaleia evw mapdAAnia Sev
npooctdepe KavormolnTiky Almavon. Mapdha autd, £€6wve tn Suvatotnta va auvénbei n
taxutnta Komng katd 30-40%. Ta opuktéAala xpnotponowibnkav and tnv apyr tou 200u
alwva Kal HEXPL ONUEPQ, EAAXLOTA £xel OAAAEEL N SOUN TOUG, LE ELoAywyr TPOCOBETWY Kot
Tapaywyr] CUVOETIKWV.

H onuaoia Toug oTIG KOTEPYAOLES KOTIAC lval adlapdlopnTntn, OUwWS auto &g onpaivel OtL
elval mavrtote owotd vo «mMANUUUPile n  emidbdveld KATEPYAOLOC HE  AUTOVTIKO,
avefapTATWG TWV ouvOnkwv KOmNng f tng Katepyooiag. Etol omataAoUviol HEYAAES
mMoooTNTEG AUTQVTIKWY, Ta omoia oute Blatépws ¢Onva eival, ouTe Xwpig GAAa
npoBAfuata ov Ba avaAuBolv mapakaTw.

To KO60TOG TOU OAOU cuOTHMATOG Almavong aAAd kal n cuvtrpnon tou 8ev sival StoAou
aveu onpaoiag. YrmoAoyiletal otL kootilel 15-20% tng O0ANG Katepyoaoiag (€peuva ToU €yLve
otnv Mazda unoAdyLoe 6tL to kdotog PUENC Kat Alrtavong KoTd Thv KoTepyaoia GTavel péxpt
Kot to 30%), evw o KoBaplopdg Tou AUTaVIKOU META Ttn Xprnon &ev eival mavrtote
QMOTEAECUATIKOG, €faltiag Tng ouvexouevng Helwong tou peyéBoug Twv amoPAnTwv
(dtavouv péxpL kat to Am, péyebog mou Sev Kpotdel Kavéva ¢IATpo), peTd oamd KaOe
gMavaypnoLldomnoinon. To anotéAeoa €ival €iTe VO AVAVEWVETAL CUXVOTEPA TO UYPO KOTING
(ab€non tou KkooToug) elte ta aAmMOPBAnTA autd va emnpedalouv TNV akpiBela TNG KOTMNG
(uelwon moloTnTag).
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To OpUKTEAOLO OLUTA HETA TLG KaTepyaoieg, lval akpwe PAaPepd yia to meplBaAAov aAAd
KOlL TOUG EPYATEG TToU £p)ovTtal o€ enadn Hall Toug. Me TNV OLKOAOYLKI) GUVELSNGN GUVEXWG
va peyaAwvel, To poPAnua dlaxeiptong twv Tofikwv amoPAnTwy (owg €ival Kal To MAEov
ONUAVTLIKO TIPOPBANUA Kol £XEL KOL OLKOVOULKO QVTIKTUTIO, EpOCOV TAEOV OMOLOG PUTTALVEL,
TANpwveL. Kat 6tav n KatavaAwaon Uypwv KOTHG oTnv AUEpPLKN o€ eTtrnola Baon Eemepvacl Ta
400.000.000 Aitpa, yivetatr avTtAnmtd to PEYEBOG TNG OLKOAOYLKAG KOTAOTPONG, EVW OL
EPYATEG TIOU £pYoVTal KaBnuepva os emadn Pe autd Eemepvolv TO €va EKATOUUUPLO.

To PUKTLKO UypO MPoodEPel TOAD KAAUTEPEG CUVONKEG KATA TNV KOTI, AAAA KUPLWE yLaL TLG
XOUNA£EC TaxUTNTEG KOTAC. Metd ta 100m/min, n Atmavon kat n Yuén Sev sivat héov to (6lo
QTTOTEAEOUATIKI) EVW YlA OKOUN HEYAAUTEPEC TAXUTNTEG (0 QUTEC TOu avadEépovtal ol
KOTIEG UPNAEG TOXUTNTOC), N QTOTEAECUATIKOTNTA TWV UYPWV KOTIAG €lval apdlopntioiun
Ko kaBopiletal anod tig cuVONKeG KOTNC. AUTO cupBaivel yloti Katd tnv Komr LETAAAOU Kal
WOlaitepa ot uPnAég taxltnteg, n enadn amoPAfTou Kal gpyadeiou otnv emipdavela
arnoBAnTou ¢tavel to 100%, e WMOTEAECHA TO UYPO VA LNV UITOPEL VA ELOXWPNOEL AVApETa
ot U0 emIdAVELEC.

Eival BEPala mpodaveég, OTL mapoAa Ta TPOBANUATA TTOU TTAPOUCLA{OUV Ta UYPA KOTTHG, OF
TOMEG Katepyooieg Oev €xel PBpebel akopn tPoOmog¢ va avtikatootabolv ywpl¢ va
mpokUPouV onuavtikotepa mpoPAnuota. Mati o xpovog {wng tou epyaleiov, lSIKA KATA
TIC KOTIEC HECUIWV TOXUTATWY Ba pelwvOoTaV SpaoTiKad Xwpig Autavtiko. MN' autd n por) tou
uypoU KOTINC Katd TNV Katepyaoia mibovov 8ev TPOKeltal TOTE va eykataAsidOet.
Katepyoaoia xwpig Autavtikd sival onpepa epapuooiun os katepyaoiec uPnAng taxutntag
KoL €lvol TTOAA UTIOOXOUEVN YLO. KATEPYAOLEC HE YEWUETPLKA KOOOPLOPEVO KOTITLKO
gpyaheio.

Akopa to IAtnpa tng PUENC aVTLUETWTI(ETOL UE AEPLOTIONUEVO HELyHA AUTAVTIKOU UEGOU
(xaunAng meplektikotnTag) mou Yekdletal otnv emidpAvelo KOmNG He xpnon diataéng
TIETILECEVOU O€pa Kal alomoinon tou patvopévou Venturi (Mist Cooling).

Znpn;:

Apxikd mpenel va avadepBel otL n Enpr) komn eivatl Suvatn Kot afLOmLoTN LOVO YL KOTIH LE
vPnA£g taxutnTeg, KOBwWE N cuykévtpwaon Bepuikwv doptiwv Ba ATavV PN AVILLETWTIoUN,
adoU otig uPnAég TaxuTNTEG, N emadr epyadelou Kat Tepayiov ehaylotomnoleital. Katd tnv
&npn katepyooia, eival amapaitnto va QVIIUETWITLOTOUV EMOPKWE OL AELTOUPYIEG TOU
npoodEépel To Lypd Komng, SnAadn n Yuén, n Almavon Kal N amopAKpUVen TwV AmoBANTwWY.
Ol BepULKEG KATATIOVIOELG KOL ) CUCCWPEUCH TWV OMOPBARTWY UIMOPOUV VO OVTLLETWTTLOTOUV
pe 81ddopoug TPOTOUG Kal ETILAOYEG.

uropel va umootel katepyaoia uPnAng taxvtntag xwpi¢ vypd komng. H emBuunti
moLoTNTA €Miong lval onuavtiky kabwg ol Beppokpaacieg mou avantiooovtal elval oAU
VPNAEC Kal €ToL, TAPOAO TIOU N TMAQOTIKA Topapopdwaon Tou Tepayiou evvoel TNV eukoAia
NG KOTIAG, N ToldTNTa TN eMIPAVELOC TOU TEpa)iou XelpotepelEeL. IKOMOG Aowmdv sival va
METADEPETAL OGO TO duVATOV AlyoTepn BepUOTNTA OTO TEUAXLO 1) TOUAQXLOTOV VA NV MEVEL
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CUYKEVIPWHEVN OTNV emidpavela autou. M auto elval Aoyko va mpotiddrol n €npn Komr os
KOUUATLO PE KA BEPULKN OYWYLLOTNTA KL UE LEYAAN Lala yLa TNV EUKOAOTEPN amaywyn
™¢ BepuoTnTag.

Suvaung komng (kat dpa tng Beppokpaciag) pe TNV avénon Twv ywviwv eAeuBepiag Kat yla
TNV KAAUTEPN amopdkpuvon tou amofAntou. H amopdkpuvon auth SLlEUKOAUVETOL 0TV TO
anoPBAnTo eival SLAKOTTOEVO Kot Apa CUUPEPEL N ywvia amoBAnToU va glval apvnTikA Kot
va «OTAELy To amoPAnto. H €npn komr amaltel emiong Komtikd epyaleia pe 6co to Suvato
peyalutepn okAnpotnTa kot Ogputkn avroxh. Etol ta kapBidia, T KEPAULKA KoL TO Slopavtl
QIMOTEAOUV Ta OVA UALKA KATOOKEUNG EpyaAeiwy yia TIG UPNAEG TaxUTNTEG KOTAG. ELSIKA TO
Slopavtl, elte wg UALKO KATAOKEUNG lte WG UALKO eTukdAung eival To Aéov evdedelypévo,
ool MPOoaPEPEL TN ULKPOTEPN TPLPN KoL TNV KAAUTEPN avTo)).

gpyodelopnyavng sival évo cuotnua amopdkpuvong amofAntwy, pe bk Stapdpdwon
tou BoAdpou komng (kaAd Ba ntav va Slatnpeital o XWPOC TNG KOMAG Und Tieon) Kal
MpwTtioTwg pe ovotnua Pekaopuol aépa uPning mieoncg (flush-fine machining) oto onueio
KOTING.

vPnAég tayutnteg mpdwong kKat peydlo Babog komrg, kabwg mapolo mou auvfdavouv Tn
Bepupokpacia katepyaociag, HeEYaAUTEPO UEPOC TNG BEPUOTNTAG ATTAYETOL O TA UEYAAOU
pey£Boug anmdBAnta Kot £€Tol Pével Alyotepn Bepuokpacia oTnv KATepYAoUEVn emLdaAveLa,
BeAtiwvovtag tnv molotnta TnG TeAKng emidaveiog. To €idog tng Katepyaciag emiong
KaBopilel To katd moco pnmopel va xpnotpomolnBel komr vPnAng Taxvtntag xwpic vypod
komng. Na T Katepyooieg tdpveuonc kot ¢pelaplopatog To KUplOTEPO TPOPBANU
EVTOTETAL OTOl UTIEP-KPAMATO evw OAA Ta UTOAowuma UALKA £xouv Tt Suvatotnta va
Katepyaotouv. H emloyn twv KataAnAwv ouvBnkwv Komng Sev eival kaBoAou eUKoAN Ko
O\oL oL TapaAmavw MOPAYOVTES TIA{OUV GNUAVTLKO pOAo.

2.10 YAwkd Komtikwv Epyaieiwv
I TNV KATOOKEUH TWV KOTTTLKWVY EPYAAELWVY TTIOU XPNGCLUOTOLOUVTAL OTLG EPYOAELOUNKOVEG
Slapdpdwonc tepoyiwyv xpnoonolouvral :

e AvBpakoU)oL Kal KpopoTwHEVOL XAAUBEG
e Xutokpauota

o  ToayuxahuPeg

o JKAnpopétaAAa

o Kepapkd UALKG

o Blounxavikog adapog

®  JUVOETIKA UTLEPOKANPA UALKA
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H xpron twv avpakoUXwv-KpoUATWUEVWY XOAUBWY Kol XUTOKPOUATWY £lval onpepa
TIOAU TEpLlOpLOpEVN KaL Telvel va ekAsiel, n avadopd toug Ba yivel KATWTEPW yLa AOYoug
LOTOPLKNG avadpoUnG Kot eEEALENG OTNV TEXVOAOYLO TTAPAYWYNG TWV KOTITIKWY EPYAAELWV.

ANOPAKOYXOI XANYBE2

e  To MPWTO UALKO KOTOOKEUNC KOTITIKWV EpYaleiwy.

e [leplektikotnTa o avBpaka: 1m(C)=0.8+1.5%. AvEnon tng m(C) obnyel o av€non tng
OKANPOTNTOC KoL TNG avtoxng oe ¢Bopd, ald KaBLoTA TO KOMTIKO €pyaleio Lo
gUBpavaoTo og Kpouaon.

e To $pOnvoTEPO Ao O Ta UALKA KOTITIKWY EPYAAELWV.

e  XaunAo onueio emavadopdg kal oe XaunAeég oxetikd Bepuokpaoieg (200+2500C)
amoTOUN anwAEeLa TNG okAnpotnTag (akataAAnAotnta yia xprion wg KE).

e Badn os vepo e amAn dtadikaoia.

e [oAU yopunAég tayxutnteg komng (8+10 m/min).

KPAMATOYXO!I ANOPAKOXANYBE2

e Kipla kpapatika otolxeia: Cr, Mn, W, Mo, V o0& OUVOAIKO TTOCOOTO KPOUATWONG
<3%.

e Alatipnon tng okAnpotntoag os uPnAotepeg Bepuokpacieg (~5000C).

o YnAotepeg taxltnTeG KOmAC (LéXPL 25 m/min).

e Badn os AadL mou e€aodpalilel peyalutepn avtoxr os kapdn Kat kpolon.

XYTOKPAMATA - ZTEANITEZ

e  Mn owdnpouya kpapata anotedovpeva ano Co (kupiwg), Cr, W, C.

o Avtumpoowrneutik ouvBeon: m(Co)=40+50%, m(Cr)=27+32%, m(W)=14+29%,
(C)=2+4%.

o Aev embéxovral Bepuikn Katepyaoia kol KUukAodpopoUuv UTO Tn popdr Yutwv
mAaKLSiwv.

o JKANPOTNTA WIKPOTEPN TWV TOXUXOAUPBwv, Slatnpnon TG 0w o UPNAOTEPEG
Beppuokpaoiec.

e Eumadn oe kpoloelg.

e YPnAécg taxvutnteg Komng (HEXPL 60 m/min) He LETPLEG TIPOWOELS.

TAXYXAAYBEZ

e YALKO KOTTIKWV epyaleiwyv pe euputotn edpappoyn.
o  KoaAUTTEL OAN TNV TTEPLOXN TWV TOXUTATWY KOTIAG, ortd TG TTOAU XaUNAEC LEXPL KOL TLG
vPnAEg Twég (Y60 m/min).
e Amo amoyng cuvBeonc Slakpivovtal og 3 KoTNyopieg,
Katnyopia A: Mg uynAdé mocooto W.
Katnyopia B: Me unAo mocootd Mo.
Katnyopla C: Me péon cuppetoxn W kot Mo
e JUUPBOAN TWV KPOUATIKWY OTOLXELWV:
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W: Ixnuoatilet ouvBeta kapBidia pe ta kapPidla tou Fe, pe amotélecuo tnv
g€aadalion tng okAnpotntag os uPnAEG Beppokpaoiec.
Mo: Opoiwg
Co: AloAUetal 01O ¢EePPLTIKO OTO Tou XAAuPa, UE OUVEMEelA TNV avUPwaon tou
onuelov avakpuot@AAwong Kol tn dlatipnon tng okAnpotntag o€ vPnAoTepeC
Beppokpaoieg (AOyw pnxaviopol okAnpuvong Kat oxL Aoyw Bepuikng katepyaoiag).
V: Eumodilel tnv avamtuén peydlou peyeBoug KOKKWY oTlG uPnAég Bepuokpaoieg
(katd Tt Bepuikn toug Katepyacia). Euvoel 1o oxnuatiopd ehevBepwv TOAU
okAnpwv kopBLdlwv mou cuvteAlolv otnv avénon tng avtoxng o ¢pBopd o OAEG TIG
Bepuokpaoieg komng.

e MeydAn avtoyr os ¢Bopad.

o Awatpnon tng okAnpotntoag péxpL toug 600C mepimou.

e |KOVOTIOLNTLKN aVTO)XI O KPOUOELC KAl KpadaopoUG.

e  MIKPO OXETIKA KOOTOG KTHONG

e EUXEPNG KOL OLKOVOLLKN EMOVATPOXLON.

2KAHPOMETAANA

e Alatipnon Ttn¢ okAnpotntag (mepimou 850 HB) oe uyPnAéc OepuoKpaoieg
(900+1000C), mpakTika pn emnpealopevn amod Ty eKAUOUEVN BepudTnTo KOG,

e Avtoyn os ¢pBopd moAamAdoLo o€ cUYKPLoN HE T GAAa UALKA KE.

o MIKPOG OUVTEAEOTAG BEPULKAG SLAOTOANG Kol LEYAAN BEPULKA ayWYLUOTNTA.

o Meydho HETPO eAaoTkOTNTAC Kol 0pLo Stappong (SnA. ivat oAl otiBapad).

o  Wabupd UAIKA pe XauNnAr avtoxr o€ edeAKUOUO.

e EvaioBnta oe kpadaopoug, KPOUOELG KoL OMOTOUEG METABOAEC doptiou Kal
Bepuokpaociog.

e Tdon ywa oxnuatilopd Peudoakpng os XOUNAEG TaxUTNTEG (UELOVEKTNUA £vavtl
ToUXoAUBwv).

e Aev amaltteitol n xprnon vypwv Komng (Enpn komn), aAld, omote epapuoleTal xpnon
UYPWV KOTIAG, N TIOPOXI) TOUG TIPETIEL VAL E(VOLL CUVEXNG KOLL LEYAAD.

e H TpOXLON TOUG yilveTal pe £161KOUC palakoUG Tpoxouc, evw N TeAlkn Asiavon pe
Slopavrotpoyoug.

KEPAMIKA YNIKA

e Katookeualovtal pe Tn EB0SO TNG KoviopeTaroupylag.

e To Baolkd KOMTIKO UALKO eival okovn texvntol kopouvsiou (Al203) pe ouvletikd
UECO UKPA TTOOOOTA TUPLHOXWV 0EeLdlwv Mg Kat Si.

e H okAnpotnta toug eivat moAl uvPnAfl (>90 HRC) kat Statnpeital os uPnAég
Beppuokpaoiec.

e MeydAn avtiotaon $Bopdg kot oAU pikpr) tdon dudxuong.

e EvaioBnta o0 KAWMTIKA KOMwON, KPOUOTWK ¢OpTlon Kol BepUOKPOCLAKES
evaAAayEc.
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e Kataokevalovtal o mAaKiSla OplOPEVWY LOPGWVY KOl CUYKPATOUVTOL OE HOVEANEC
OTIWC Ta OKANPOUETOAAQL.

e  Emutuyxdvovtal taxUtnTeg KomnG 2-3MAAOoLEG amd EKEIVEG TWV OKANPOUETAAAWVY.

e  Xpnoluomolouvtal yLa tnv Komr oxedov 0OAwv Twv UAKwV (rtAnv Al, Ti, Zr).

e Aev XpnollomolouvTal uypd KOTAG.

e Hxpnon toug oe pnxavég CNC ouvexwg Steupuvetal.

BIOMHXANIKOZ AAAMAZ

o 'ExeL MOAU peydAn okAnpotnta (repimou 7000 HB) kat peyaAn avtoxn évavtt $Oopag
(AOyw NG €16WKNG KPUOTAAAIKAG SopNnG tou). H kKOYN Tou TAPAUEVEL TIPAKTLKA
adBaptn oe cuvexn Komr).

e Eival PaBupod uALKO Kal CUVETWG eVaioBNTO OTLG KPOUUDELG.

e Aev avtéxel otig uPnAEg Bepuokpaoieg komng (Léxpt 800 C).

e 'ExeL TTOAU UIKPO ouvTeAeoTr) TPLBNAC LE Ta HETAAAAL.

e Aev amatteital xprion uypou Komngc.

o 'ExeL To HkpOTEPO ouvteheotr Bepuikng SLACTOANG amo omolodnmote dAAo Kabapod
UVALKO, unAn Bep Uik aywyLLOTNTA Kal £lval KOKOG aywyog Tou NAEKTPLOUOU.

e Xpnoluormoleital otig daoelg dwipiopartog (amonepdtwon) os ehadpd LETAAA Kot
kpapata (Cu, Al, OpeiyaAkog), okAnpd TeXVNTA UALKG KOl OTAVIOTEPX OTNV KON
Bappévou xaAuBa Kot KANPOUETAAAWV.

e Amattel pkpEG ywvieg amoPAnTou, Badn Komng Kal TPowaoeLs, aAAd XpnoLLLOTIOLELTAL
og oAU gupV medio Tayutritwy Komng (40-3000 m/min).

e Anodidetal aplotn molotnta endpAVELAS KATEPYATLAG

o ExeLameploplotn Sidpkela {wng (MPAKTIKA ATEPLOPLOTN).

o  YMAPXEL AVAYKN XPNONG €PYAAELOUNXOVWY OTLBOPWY (OTATIKA Kol SUVAULKA), UE
MEYAAN akpifela petdBeong Kkatl kivnong, kabwg emiong kot €l8KAG peBOdoU
OUYKPATNONG TOU Slapavtiol mAvw otn Havéla Tou (e ouykdAAnon i cuodLEn).

e Eilval ouvBetikd umépokAnpo UALKO, SeUTEPO KOTA TAEN OKANPOTNTOC META TO
SLOMAVTL. YIEPEXEL OUWE EVOVTL QUTOU OTO Yeyovog OTL Sev ofeldwveTal oTov aépa
KoL OTL avtéxel os uPNAEC Beppokpaaieg.

e [lpokeltal yia oAAoTpOTK Hopdn TOU PoploviTpitn KOl TMOPOCKEUAIETOL HE
pneBOSouUG LPNAWY BEPUOKPACLWY KaL TILECEWV.

e Xpnolyoroleital otnv Komr] oldénpoUuXwV LETOAWY PE LEYAAEG TaXUTNTEC KOTIAG.

e TomoBeteital o mAakibla okAnpopetdAlou Stadpopwv oxnUATWY.

e ExeLunAd k6otog Ktrong (60mAAdoLo ekeivou Tou okKANPOUETAANOU).

e JT1ic HNA KukAodopel Le TNV eUmopLki ovopoaoia Borazon and tnv General Electric.
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2.11 ®0opa Komttikwv EpyaAeiwv

To KOMTIKO €pyoAelo KATA TNV KOTH, UTOKELTOL OMw mpoavadépbnke, oe UPNAEC
Bepupokpacieg Kal TAOELC. AUTO €XEL OOV OCUVETELO TO KOMTIKO €pyalelo otadlakd va
dOBeipetal kol TeAKA va aoTOXEl, TTOU onuaivel Mwg €ival TTAEOV AXPNOTO KAl TIPEMEL Vol
enavatpoylotel n va amoppidBel. H PpBopd mou avamtlooeTal TMAPOUCLAIETAL HUE TIG
TIOPOAKATW HOPPEC:

e  PBopd tng eAeBepnc emidaveLla

e $Bopa kpatnpa otnv enipavela amoBAntou
e amoA£mion NG KOYng

e  ULKPOBPAUOELG, PWYHES

JTnv ewkoéva 2.0, mapouaotdlovral ol popdég HBopAC TwY KOMTIKWY EPYOAEIWV KABWE Kal Ta
UEYEDN Ue T omola autr peTpate. Mevikd n ¢Bopd tou KomtikoU epyaleiou emnpedletal
ONUAVTLIKA Ao To €80¢ TNG Katepyoaoiag, TG cUVOAKEG KOTIAG, TV YEWUETPLO TOU KOTITIKOU
gpyaAeiou Kal To cuvVSUAOUO UAKWY epyaleiou - KatepyalOUEVOU Tepa)iou.

®Oopd eAelBepng empdveias VB

®Oopd kpathipa
(emepdveia anoBAfrrou)

®Bopd eAeUBepns eMpdveios ®0opd kpathpa K=KT/KM
(emodveia ereudeplag)
DBopd ofeildoews KT :
5 : ' BdBog kpathipa
(Seutepeliovoa empdveia anofAfrtou) KM :anéaTaon péoou kpathpa

Ewkova 2.0: Mopdég $pBopAg KOTTIKWVY epYaAsiwv
Ot pnxoviopoti Baoel Twv omoiwv eéelioostal n $Oopd ota KOTTIKA epyaleia eival oL €NC :

e  IYNUATIOMOG Kal Auon ouykoAAntwv Seopwv : OL Seopol autol dnuloupyouvtal
AOyw NG TPPNAG peTaty amoPAntou Kol epyoleiou N epyaleiou Kal tepayiou. O
SL0PKAC OXNUOTIOUOC KOl KATAOTPOdN TwV SECUWY QUTWV KOTA TNV SLAPKELX TG
KOTING, €XEL OOV CUVETIELD TNV ATIOOTIACON HLKPWV TeEpoXiwv amd to epyaleio mpog To
amoOBANTO 1 TO TEUAXLO QVTLOTOLYOL.

e Amofeon : IKANPA TEUAXLO TOU OMOPAATOU KWVOUHEVA KOL CUYXPOVWE TILE(OUEVA
MAvw otnv enudpavela amoPARToU Tou KOTTIKOU epyaleiou, Thv ¢Beipouv cuvexwg,
EKTEAWVTAC KOTIH Ot ULKP KAlpaka. To TERAXIA OUTA WITOPEL va TiPpoEPXOVTOL Kal
oo UIKPA Koppatia Tng Peudokong.
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e Aldyuon OTEPEAC KOTAOTOONG : ATOUO OO TO UALKO TOU KOMTIKOU €pyaleiou,
Slax£ovtal pog To amoBANTO H TO TEUAXLO, AOyw TNC UTIAPENG EVVOIKWY CUVONKWV
yla Slaxuon mou mpoodEpouv oL TIOAU uPnAEg Bepuokpacieg Kal n HETAAALKN
enadr Tou epyoleiou e To amoBANTO A TO TEQAXLO

ZuvoAikd n $Bopd ToU avaTUCOETAL OTO KOTITIKA gpyaAeia elval ocuvnBwg tpoidv Kot Twv
TPLWV TIPOOVADEPOUEVWV UNXAVIOUWY. 2TV elkova 2.1 mopouctdletal n emidpacn tng
Bepuokpaciag mou avoamtlooETAL KATA TNV KOTH, oTtnv evepyomoinon twv dladopwv
pnxaviopwy ¢popag.

’ /’v,, ‘// /1
s AiGayxuon A

SR LA
SO L@ TN\

NN Mnyavikrhn ToBn

(TAacTikh napapdpewch)

SON

AndEeon and
OUYyKOAANoEIg}—— [
UAIkoU

TP 7

= —~ - O!elﬁ(.x"n

Sepupokpacia Komig
TaxyTnTa KOoTmcg
MMpdwon

Ewova 2.1: Mopdég $pBopag Katd Thv Komn

Etol evw ot XOPNAEG TOXUTNTEG KOTNG KOL TIPOWOELG, GPA KOL OVOTTUCCOUEVEG
Bepuokpaoieg, n $pBopd akoAouBel kKuplwg TOUC HNXAVIOMOUC TNG amofeons (HEow TNG
umapéng tng Yeudokoync) kal tng dOopdg Adyw oxnuatiopol Kal AUong GUYKOAANTWV
Secpwv (HEow TNG TPLBNC epyaleiou-katepyaldpevou Tepayiou), 600 auvfdvetal n TaxutnTa
KOTING KOl N T(pOWOT, dpa avartuooovtal JeyaAltepeg Beppokpacieg, n $Oopd akolouBel
KUPLWG TOV UNXavIopo tng SLdxuong oTePEAs KATAOTAONG EVW TTapouoLtaletal kat ofsibwon
TOU KomtikoU gpyaleiou. e uPnAég Bepuokpaciec n dBopd mou odeiletal oe anodfson eival
eA\dylotn Adyw tng eAATTWONG Tou datvopévou Tng PeudokoPng otig TaxUTNTEG AUTEG.
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2.12 Kavoveg Emtidoyng kat Xpriong Komtikwv Epyaieiwv

H emmloyn cuvBnkwv katepyaoiog yla erutpansllec epyalelopnyoveg CNC pe dedopévo to
gepyaleio mou Ba xpnolpomolnBel €xel SU0 OKEAN, TO TEXVOAOYLKO KOl TO OLKOVOLKO. To
TIPWTO CUVOEETAL UE OAOUC EKEIVOUC TOUC TEPLOPLOUOUG TTIOU avadEPOVTOL OTLC TEXVOAOYLKEG
SUVATOTNTEG TNG UNXOVAG, TOU KOTITIKOU €pYaAELOU KoL TOU TIEPLBAAAOVTOC TNG KATEPYAOCLAG
(uypd Kkomng , cluoTnua ouykpATnong ) KaBwG Kol UE TIG tpodlaypadEG mMoLOTNTAG TOU
KatepyalOpevou Tepayiou (Tpaxutnta endavelag, avoxeg ). To deUtepo okEAOC avadEpeTal
otn BeAtiotomnoinon Twv cuvBnKwv KOTePyacoiog £T0L WOTE -TUTIKA - Vol JeyloTomoleltal
Kamola ocuvaptnon kEpdouc. Oewpntikd, SnAadn, TPOKELTOL yla £€va TPOPANUA TOAL-
TIAPAUETPIKAG BEATIOTONMOINONG LE TIEPLOPLOUOUC. STNV TIPAEN TIOAU omavia akoAouBeital
plo tétola Stadikooia AOyw Twv SUCKOAWVY TOU TPOKUMTOUV amd Tn cUAoynR Twv
amottoUpevwy  dedopévwy, oANA Kal amd TNV TOAUTMAOKOTNTA TNG HABNUATIKAC N
oplBuntikng Abong. ‘Etol, apkeital Kovelg oe emAoyr] cuvBnKwv HECO AMO TEXVLKOUG
KOTAAOYOUC TWV ETALPELWYV Ttapaywyng epyoleiwy, pe tn Bonbela and Handbooks uALkwv pe
EMUEPOUC SLOPBWOELS TIPOC TA AVW 1 TPOC TO KATW. MOAU onuovtikh Kpilvetal Kol n
kAnBeioa kabe popd eumelpio Kol TEXVOYVWOLa TOU Xprotn amd TNV MOAUETH evooXOAnon
JLE TOL OVTIKELPEVA QUTA.

Mpwv Sie€axOel dpeldplopa mpemet va AapBavel kaveic umodn ta e€ng:

o EmAEyETAL QMO TOUG KATAAOYOUG TNG KATOOKEUAOTPLAG €TALPELNG TO KATAAANAOTEPO yLa
v edpapuoyr KovSUAL AapBavovtag unogn ott umdapxouv Kevtpodopa (Center Cutting
Type) kat pun kevtpodpopa (Non-Center Cutting Type) kovSUALa.

o EmAyetal n KAat@AAnAn toxUTnTo KOTAC Kal o KAatdAAnAoc puBudg mpowong wote va
UTIAPXEL LoopporTtia peTtafl tou pubpol amofoArg UAkoU Kal tng Sitdpkelag Iwng Tou
KOTITIKOU epyaAeiou.

o EA€yxeTOL N KATAOTOON KAl N NALKLO TOU KOTITIKOU €pyaAeiou.

¢ EmAéyovtal ta KataAnAdtepa, and anodn SlaoTdoewy, KovOUALa Le 000 To duvatov
yivetal peyaAltepn SLAUETPO, e OKOTIO VO LELWOEL N artOKALON KAl OL KOUTTTLKEG TACELG TIOU
avantUoooVTaL O€ QUTA.

o AtaAéyovtal kovSUALa pe uPnAn otiBopotnta Kot armodpeVyeTaL N UNEPUETPN TPOROAN Tou
KOTITIKO epyaAeiou amo Tov epyalelodETN TOU.

o Ta kovBUALa pe TTOAAEG auvAakwoelg (Flutes), €xouv uPnAn otBapdtnta, LELWHUEVO XWPO
amofAntou kat evdeikvuvtal yia uPnAég taxvtnteg mpdwaong tpamnelng.

e Ta kovbUAla pe Alyotepeg avAokwoelg (Flutes), €xouv pelwpévn otfapotnta €vavtl
QUTWV MPE TIOAEG QUAOKWOELG, TIOPEXOUV TIEPLOCOTEPO XWPO Ylot TO AMOPANTO KAl WG
CUVETELA aUTOU, TO amoBANTO amoBAAAETOL EUKOAOTEPQ ATIO TO KOMTIKO gpyaleio xwpig va
UTAOKAPEL TNV KOTIA 1 va cuykoAAeital mavw tou e€attiag Tng avantuéng Beppdtnroc.
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H emiloyn NG KAtoAANAOTEPNG TOXUTNTAC KOTNG KAl Tou pubuol mpowong MPEMEL va
yilvetal pe yvwpova tov TUTIo Tou UALKOU YLO. TO OTIOLO YIVETAL N KATEPYAOTia, TO UALKO TOU
kovOUAlou, TNV oL Tou afova petadoong Loxvuog (Spindle) kal tnv molotnta emipaveiag
TIOU ETULSLWKETOL.

KED®AAAIO 3

MONTEAOIIOIHXEH EPTAXIOQN IITYXIAKHX EPT'AXIAY

H Boolki WBéa TNG MTUXLOKAG €PYaciag NTAV N KATOOKEUN EVOC UNXOVOAOYLKOU
efaptuatog o €va Kkévipo katepyaociag CNC Opela. Apxikd pog 660nke €va KOMUATL
oAoupwviov Slaotdoewv 230mm x 90mm x 25mm pall pe o akOAouBo pNXovoAoyLKO
ox£blo:

Ewkova 2.2: Mnxavoloyko IxESlo Aokiiou
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Emouevo PBrApa Atav n oxediacn tou Sokipiou pe tn xprion tou Autodesk Inventor
Professional 2016 - Student Version. ApoU mpaypatonoltBnke EMITUXWE KAl XwpLlg Kavéva
npoPAnua n oxediaon oto mpdypappa dnuloupynoape to pacsoloylo(Process Planning)
KoTaokeung Sokiuiov wote va pag PBonbrost otn ouvéxela péow TAAL tou Autodesk
Inventor va dnuioupynooupe to CAM mpdypappa. Tautoxpova £YLVE N cuvepyacia HE Eva
pnxavoupyeio to omoio pog €dwoe TNV duvatotnta va xpnolpomoliooupe pioe CNC
dpelopnyavni yla va KATAOKEUAOTEL 0TV MpayUatikotnta To Sokiplo Tng epyaciac. Adou
pag 860nkav ta otowxeia tng CNC epyaAElOPNXAVC KOL TWV KOTTIKWY EpYaAsiwy Ta onola
Xpnowomowtnkav Kal ATov KATtGAANAQ ylo TNV KOTOOKEUN TOU €£QPTAUATOC HOG,
Snuloupynocope TO0 Tpoypappa CAM evtdoocovtag oe kdBe ¢aon kotepyacioc Tto
QUTOLTOUHEVO KOTITIKO £pyaAelo Kal TIC avtioTolyeg ouvOnkeg katepyaaoiag. Emopevo BAua
META TNV KOTAOKEUN Tou mpoypaupato¢ CAM Atav n mapaywyr Tou G-kwdlka LEcw Tou
post-processor Tou mPoypaUUOTOG.

OAa auTa to oTAdLo TNG HEAETNC yLa TO OXESLOOUO Kal TEALKA TNV KATOOKEUT TOU Sokiuiou
neplypadovtal ovaluTikd kot HE tn Ponbela Xpriong EKOVWV yla TNV EUKOAOTEPN
katavonon oto Keddalalo 4. Eniong OAEG oL ELKOVEG KATA TNV SLAPKELA KATEPYOOILAG TOU
Sokpiov pag otnv epyalsopnyavy CNC napouotalovial oTo MapAPTNa TG LEAETNG
KOTOLOKEUNG TOU SoKipiou.
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KED®AAAIO 4

MEAETH KATAXKEYHX AOKIMIOY

310 Kedalaio 4 mapouoialovial avoAuTikd OAa Ta oTddla ylo To oXeSLAoUO Kol Tn
KOTOOKEUN TOU Sokiiou onwg mpoavadépbnkav oto KedpdaAato 3.

4.1 Emloyn CNC EpyaAetopnyavnig

H epyaletopnyavy mou emAéxBnke eival n VM3HE tng etalpeiag HAAS kot Bacel tou
teEXVIkoU ¢UMadiou NG, To Oomoio MapaTiBeTOL OTO TAPAPTNUO MUEAETNG KATOOKEUNG
Soklpiov ogl. 92, €xel Ta £EAC XAPAKTNPLOTIKA:

1. Tpelc afoveg Katepyoaoiag
Méylotng taxvutntag neplotpodrg 12.000 rpm
EpyaAsiopnyavn dtaotaoswyv (4267 x 2159 x 3175 mm) pe SLa0TACELG KATEPYOOLag
Sokipiov 1016 x 660 x 635 mm

4. Avtopatn alayr KOMTIKWV gpyoleiwv pe duvatotnta anobrkeuong pexpt kot 30
epyaAeiwv

4.2 Emoyn Komtikwv Epyaieiwv

Ta KOTITLKA epyaAeia TTOU XpnolpomolBnkav yla tTnv Katepyaoia Tou Sokiuiou opiotnkav
LE KATTOLa KPLTHpLa To omolal kot Ba pémel va mAnpouvtal OAa pall tautoxpova. Autd ivot
Ta akoAouba:

YAk tou Sokipiou
ALOOTAOEL KOTITIKOU gpyaAeiou
YTpodEG KATEPYAOLWV

el

Ddoelg katepyaoiag

Ta KOTTIKA epyaldeia Ba PEMEL val lval KATAOKEUOOUEVA aTtO UALKO OKANPOTEPO ATO TOU
Sokiuiou. Mévo tote Ba pmopel va mpaypotomonBel komr kKol va €XeL Ta emBUUNTA
anoteAéopata. AladopeTikd, To KOTTKO epyaleio gite Ba oAoBalvel otnv emipdvela Tou
Sokuuiov, eite Ba mapapopdwveTAL AUECWS HE TNV ETADN TOU LE TO SOKIHLO pe amoTéEAeTUA
VO KOTOOTPEDETAL.

Eniong, to €ldo¢ TOU KOMTIKOU epyaleiou Ba TPEMEL va €ival to KATAAAnAo yla TNV
ekdotote ¢don kotepyaoiog, cUpdpwva pe to dpoosoddylo. Na mapddelypa, edv n ddaon
Katepyaolog amnattel to Eexovdplopa piag oAokAnpng emddvelag touv dokiuiov, tote Ba
emAexOel pia dppelokedaln. To yeyovog auto Sev meplopilel Tn xprion evog KovSuAlol yla
v Katepyooia, ald o xpdvoc tng katepyaoiag Oa ntav peyaAltepog, Kabwe n SLApeTpog
ToU eival TOAU PLKPOTEPN amd autr TNG dpelokedaAng, adalpwVTag ET0L ALyOTEPO UALKO OE
KaBe éva maooo.
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Tautdxpova, oL SLOOTACEL] TWV KOTITIKWY gpyaleiwv Ba mpenel va cUPPWVOUV UE TIG
Slaotaoslc Twv dlapopdwoswv os KABe pia daon katepyaoiag. Anladn, dev pmopel va
emiAexBbel kovOUAL Stapétpou 20 yAlootwv yla tn Slavolén auldakwong mAAdtoug 16
XWALOOTWV. Z€ AUTH TNV Nepimtwon, n SLAUETPOC TOU KOMTIKOU epyadeiou Ba mpémel va sival
OXL HOvVo (6l Pe TO MAGTOG TNG AUAAKWONG, OAAQ LKPOTEPN YLla va TipaypatonolnBel n
Slavolén pe Svo maocoa, wote va eniteuxBel n akpBng emBupnt didotacn.

T€Aog, ol oTpodEC yla TIC Katepyaoieg amoteAoUv To TeAeuTaio Kal ££0OU ONUAVILKO
KPLTAPLO Yla TNV €MAOYI TWV KOTITLKWVY gpyaAsiwv. Mo T owotr Xprion toug aAAd Kot Thy
Kotepyaoilo Tou Sokluiou Ba TpEMEL oL OTPOdEC AEITOUPYIOC TWV KOTTIKWY EpyoAsiwv va
gilval peyoAltepeg amo TG otpodEG mMou XPELAlovTaL ylol TNV Tpaylatonoinon t¢ kabs
KOTEPYAOLOC. 2 TEPUMTWON OV AUTO TO KPLTNPLo Sev TTANPELTaAL, TO KOTTIKO gpyaleio Sev
Ba eival Wwovo va TIPAYUOTOTOWOEL KOT £XOVTa¢ Ta (8lo amoteAéouata UE TNV HN
TIANPWON TOU MPWTOU Kpltnplou. Zadwe, ol oTpod£EC AETOUPYLOC TWV KOTITIKWY gpyaleiwv
6ev Ba mpémel va umepPoaivouv TO avwtato Oplo  otpodwv Aeltoupylog TG
EPYAAELOUNXAVAG.

JUYKEKPLUEVA TO KOTITIKA epyaleia ta omola xpnolwpomowénkav yla tThv KOTEpyooia Tou
Sokipiou (adoupivio) eivat Ta €€AG:

1. ®pelokedalr (Face mill) @50: Kennametal 50A05RS90ED14D
MAakidla kepainc: EDCT140408PDFRLDIKC410M
Ytpod£g: 2000 rpm
Mpoéwon: 1700 mm/min
BaBog komnc: 3 mm
2. Opelokedahn (Face Mill) @20: Kennametal 20A02R039B20SED14
MAakidla kepalnc: EDCT140408PDFRLDJKCA10M
Ytpodég: 5000 rpm
Mpowon: 1600 mm/min
BaBog komAc: 3 mm
3. Kov&UAL kapBidiou tetparmtepo (End mill) @6: Kennametal 4CHO600DD013A KC633M
Jtpodég: 10000 rpm
Mpoéwon: 3000 mm/min
BaBog komAc: 1 mm
4. KovSUA kapPBLdiou Aimtepo (Ball Nose) @3: Kennametal 2BNO300DD0O07A KC633M
Ytpodég: 10000 rpm
Mpowoaon: 3000 mm/min
BaBog komnc: 0.5 mm
5. Tpumavt @6: HSS Sutton D1790600
Ztpodéc: 1600 rpm
Mpowaon: 160 mm/min
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4.3 Zxeblaopog Aokipiov oto Autodesk Inventor

1. T va Eekwvriooupe to project emAéyou e tn KapTtéAla new, SlaAéyoupe To dpAkeAo
Templates > Metric yla va emidé€ovpe to Standard(mm).ipt kot TEAOG MATAUE TO
create yla tn dnuloupyia tou oxediou pag.

itodesk Inventor Professional 2016 - STUDENT VERSION Search Help & Commands...

LS LW Tools CAM  Vault  Autod

DERREODe ¢ o B @°

New Open Projects Open | Home TeamWeb Help Back |  What's
- Samples New | LearningPath Import ACA.. ¢

Videos and Tutorials ‘

Launch My Home ‘ New Features

ip HE Reset HE Haximize Recent ‘ =0

New 5 ” Praiacte | |
X Create New File X

v Templat
smplates ¥ Part—Create 2D and 30 objects
English

‘@ Jm::(Deswgﬂ @ @ @ @

= Shest  Sheet Standard Standard
B Metal  Metsl  (DINLipt (mm).ipt
a (DIN)ipt (mm)ipt

¥ Assembly — Assemble 201 and 2D components

ts\Autodeskinventor 2016\Defau

v

% % % % % File: (] standerd fm).pt In shortcuts using Windows Explarer

Mold  Mold Sandard Standard \ .|| DisplayMame: ~Fert
Design  Design  (DIN)dam (mrm).iam ;\N’;‘ Units: milmeter
(DINDiam (mm)iam ool | Materiak Generic

This template creates a 2D or 3D S
% % % % E object composed of features and one
— or more bodies.

Weldment Weldment Weldment Weldment Weldi

. (BSl)iam  (DIN).iam (GB).iam (ISO)iam  (JIS).

ojd
( ) ¥ Drawing - Create an annotated document
®
i C-i E-a C-"‘ o
File 1 ows owe n-m ows
am_bsidwg am dmdwg am gh dwg am_iso.dwg
'
e m E:E m =L

e A ___ANIC] AMSL__ Bl i PG i
3

=D
¥ :

£

[

@ ProjectFile: |Defaultipj v || Projects... Cancel

REREE

Sort By

@® Recently Opened

O Dale Modifled

O Name

O Location

O size ¥

Ewkdva 2.3: Anuoupyia Apxeiou

2. MNotape mavw otn kaptéAa Start 2D Sketch mpokelpévou va SnuioupynBel to
Slodlaotaro oxédlo.

3. MOAg spdaviotel to oxedlo emhéyoupe to XY plane yla va dnpoupyrnocoupe to
oX£610 NG podag o SUO SLAOTACELS .
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Tools A
weep %) Emboss &5 Decal

G Face | [H stitch B w
Sart e R Jloft [P Derive &Y Import Shell ¢ Combine ({3 Direct 3 Convert | ] Patch 28 Tim | [@
rude Revolve
2D Sketch”| B Gl (& Rib (& Draft &P Thicken/ Offset @ Delete Face & Sculpt B Btend
Create Modify ~ Create Freeform Surface

ine to create sketch or an existing sketch to edit

@a s~

Stress | Convertto
Analysis | Sheet Metal

@

Box

Hole Fillet

Ewova 2.4: XY Plane

4. ‘Emetta emhéyoupe to elkovidio line yla va Snuloupyricou e to ox€SLo Tou dokiuiou.
ZeKwape amd TNy apxn Twv afovwy yla TV dnpioupyia tng MAeUpds Tou SoKipiou
Twv 130 xAlootwv péoa amod to MANKTPoAOyLlo. Otav Swooupe TNV dLAoTaon TOTe
TIALTALE TO enter KAl Elval £TOLUN N TPWTN KATW MAEUPA TOU SOKLUIOU.

) Rotate ~I- Split iy Offset | (i
Modity

Ewkova 2.5: Anuoupyia mAeupdg 130mm
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5. 2tn ouvéxela pe Tov iblo Tpomo oxedlaloupe Kal Sivoupe SLaoTAoELS OTLG AAAEC Suo
TIAEUPEG TwV 70 XAlootwy Kot 112 xAlooTwv.

6. Metd yla va cuvexicoupe Kat va OAOKANPWOOUE TO TEPLYPAO TOU OXESIOU pag
emAéyoupe Tto elkovidlo Circle kat dnuloupyolpe £€vav KUkAo Slapétpou 20
XA\LoOTWV oToV omoio Sivoupe Kot TIG KATAMNAEG OmOOTACELC Ao TIC MAEUPEG BAon
ToU oXebiov pag. AHECWE META SNULOUPYOULE Lo TUXALO HECO OTO OXESLO YPOUUN
KOl Totape tnv enthoyn Tangent omou Ba Snuloupyrnooupe TtV eDATTOUEVN TNC
VYPOUUNAG HE TOV KUKAO, PE QMOTEAECHA val SNULOUPYACOUUE TNV ywvia twv 120
HOLPWV KOl 0T CUVEXELD TIG UTIOAOLTTEC TTAEUPEG TOU oXESiou.

Ewkova 2.6: Tpomog Snutoupyiag tng ywviag twv 120 polpwv

7. 'Exovtog SnULoupyroeL TIG UTIOAOLTEG MAEUPEG KABwWC Kal TNV ywvia twv 120 polpwv
ME QUTOV TOV TPOTO, €TUAEYOUUE Twpa TNV emiloyn Trim Kot ofrivoupe OtL dev
XPELA{OUAOTE.
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Scarch Help & Command=.._ RSIEY

E B Move XgTim (5] Scale | §3 Rectangular Image
=]
Text ~ % C - Extend [0} Stretch Circul = Points
Start line Cide Arc Rectangle A Project _| & P {Eoend B stesch:| Kpcucis | B poim
2D Sketch ™|~ M M - -4~ Point Geometry ™ | ) Rotate —I- Split @@ Offset | Bl Mirror = | ACAD

Sketch Create ~ Modify i Insert

Ewkova 2.7: Tehwkr) popdn LeTA TV emidoyn tou Trim

8. Emopevo Bripa pag sival n oxedlaon twv €0wTEPIKWY SLOTACEWY TOU SOKLUIOU
oKpLPWC pe Ta idla rpata ou £xouv poavadepbel.

[ Scarch Help & Commands.. SR}

Fillet 52 & Image

=}
Rectangle A Tet - Frof 98 Copy -2| Extend [0} Stretch | & Circular (&) Points
- -4~ Point Geometry " | () Rotate —I- Split & Offset | Dlg Mirror = I AcrD | BB

Create ~ Modify i Insert

Ewkova 2.8: Tehwko 2x€dlo 2D
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9. TMA€ov €xovtag oAoKANpWOoeL To oXESL0 pag atape Tnv emhoyn Finish Sketch.

Search Help & Command=.. BB

1A mis ~

" Manage
ID: I ’Q‘ & Sweep R Emboss § Decal @ i @
i [ g Shell i Point ~ <] Patch r
o Bl ot el \Jloft [ Derive B Import Shel (5 Combine (@ Direct < Point . Convert Epatch 2B Trim  [@ S | Bovertio
20 Sketch ™ | B cil (& Rib (@ Draft & Thicken/ Offset &, Delete Face L, ucs & sculpt B Btend Analysis | Sheet Metal
Sketch Create Modify ~ Work Features Surface Simulation |  Convert

@) Chamfer & Thread Split @ Face | [H stitch B

Hole Fillet

Plane

x

7|8

2

Ta View: Master

& £ origin
sketch1

@ End of Part

Ewova 2.9: Emotpodn yia tnv oxediaon 3D

10. Na va dwooupe kat tpitn dldotacn oto oxnua pag mpwta emAéyouple to Extrude >
Profile, petd emAéyoupe tnv emidpavela mov Bghoupe divovtag to InToupevo UPog
kal motape OK. Xtnv meplmtwon pag €xoupe tpeig (3) Stadopetikég emudpaveled.
Metd to mpwto Extrude kavoupe 6g€l kAlk oto Sketch 1 kot matdue tnv emloyn
Share Sketch yia va pmopéooupe va kavoupe Extrude kat otig GAAeG eTpAVELEG.
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Search Help & Command Sk

£ & Sweep X Emboss & Decal @) Chamfer 5 Thread i @ 2 mis - @ Face stitch @) =y
O loft  [R) Derive &Y Import Shell (& Combine ({3 Direct < Point ~ 3 Convert | ] Patch 28 Trim  [@

B coil (& Rib (@ Draft &P Thicken/ Offset @ Delete Face L. ucs & sculpt Extend
Create Modify ~ Work Features Create Freeform Surface Simulation | Convert

Hole Fillet

evolve Plane ox Stress | Convertto

Extrude

B (52 NErmr—
(L5 profe| )
(v [ x (=)

Pais - B2 & Face [E stitch B W
@ | = T Comvet EJPatch M Tim @

Box
blg - & sculpt Extend

@ & Sweep ) Emboss §5 Decal @) Chamfer 3 Thread
O Loft [P Derive &Y Import Shell (5 Combine ({3 Direct Bhane <% Point -
B coil (& Rib (@ Draft &P Thicken/ Offset E Delete Face ke
Create Modify ~ Work Features

Z @

Start | Extrude Revolve
20 Sketch

Sketch

Hole ~Fillet

Create Freeform

Ewova 3.1: Share Sketch

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN

50



[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

Ketch o e n odesk A3€
[ I @H @ Sweep B Emboss § Decal @ @) Chamfer [E Thread T axis bad @ @ Face [#] stiteh @y =i " 1 p @ -
; 2 £
e oo & Loft [ Derive &) Import Mola Faiat Shell &) Combine (@ Direct Bl 4 Point ) Bat 3 Convert | B Patch o Tim (@)
2D Sketch ™ | & coil (& Rib & praft &2 Thicken/ Offset &, Delete Face ' 1o, vcs Bla = & sculpt [ Bxtend
Sketch | Create Modify ~ Work Festures | Pattern | Create Freeform Surface

7| ¢

3
41~ [ Solid Bodies(1)
- T View: Master

- (] origin
{2 sketch1
kmbﬂluml

(D! Extrusionz
(D extrusions
@ End of Part

Ewkova 3.2: Extrude og OAeG TIC eMLDAVELEG

11. Itn OUVEXELA YLa va SNULOUPYNOOUE TIG OTIEC KAVOUHE KALK otnv emiloyn Hole >
Linear > Termination > Through All kaL petd otnv emiloyy Reference 1 kai 2
avtiotolya Baloupe T KATAAANAeG dlaotdoelg BAon Tou pnxavoloylkou oxediou.
Eniong tomoBetolpe TV SlAcTaon Twy 6 XIALOOTWV yLa TIG TAVW TECOEPLS (4) omég
KoL 22 XIALOOTWV yLa TG AAAEG SUO (2) omég avtioToLya 0TO EMOMEVO Brpa.

h poct ! ew ts  BIM _ Get Started  Vau
= @ Sweep X Emboss ) Decal @ D @) Chamfer 1 Thread B split - p @ -
O toft [ Derive B Import Shell (5 Combine (P Direct % Point 9:‘

& coil (& Rib & Draft &P Thicken/ Offset @, Delete Face L. ucs > & sculpt [ Extend
Modify ~ Work Features Surface

.| Bxtrude Revolve Hole Fillet

Stress | Conves

Plane

@ End of Part

Ewkova 3.3: Avolypa OAwV TwV oMWV
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12. Emopevo Brua eivat va Snuloupyrnooupe ta padla Kavovtag KALK otnv emiloyn
Fillet.Natwvtag tnv emloyr] autr emAéYOUNE TL vOUUEPO BEAOUUE Kol META TNV
emudavela mou BEAOUUE.

Search Help & Commands... |13

30 Model h i i -
@ I @ & Sweep 3 Emboss & Decal @) Chamfer & Thread Split Poais - | B2 @ Face [ stitch B
el gl e Dloft [ Derive  F) Import 7 Shell () Combine (@B pirect i 4 Point | B ' 2 Convert | B Patch 2 Trim
rude Revolve ole ane ox
20 Sketch” | B ol (R @ Draft P Thicken/ Offset @ DeleteFace |~ [, UCS IS & sculpt [ Etend

Sketch Create Modify v Work Features Create Freeform Surface
x
7|4
4
+- 3 soid Bodies(1)
#- T2 View: Master
- ] origin

— §2sketch1

(v |+ | x J(E)

Ewkova 3.4: Fillet ywviwv

13. To ox€d10 mou dnuLoupynBnke sival to €€NG:
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3D Model
[ I "Q‘ & Sweep ) Emboss & Decal
; |
St bk et Lot [F) Derive &Y Import Shell ¢ Combine ({3 Direct Blane < Point ~
2D Sketch ™ B coil & Rib (@ Draft &P Thicken/ Offset @ Delete Face ke
Sketch Create Modify ~ Work Features Simulation |  Convert

& Face [ stitch B W

3 Convert | (] Patch 28 Trim  [@

@) Chamfer 3 Thread

Stress. Convert to
Analysis | Sheet Metal

Hole Fillet

D4
- 3 Solid Bodies(1)
- T View: Master

— @ End of Part.

Ewkéva 3.5: TeAwko 3D ox€dlo dokipiou

@) Chamfer & Thread b & Face [E stitch B

& 3 Convert | B Patch  F Trim

=)

A K ©

@ I @ & Sweep %) Emboss & Decal

Loft D Import @) Shell Combis Direct Point ~
Start | Extrude Revolve Gloft  [g1Derive 5 impor el (@ Corbine (i oire Plane ¥ Poir Stress | Convertto
2D Sketch B coil (& Rib (@ Draft & Thicken/ Offset @ Delete Face * LLucs Analysis | Sheet Metal
Sketch Create Modify ~ Work Features Create Freeform Simulation |  Convert

Box

Hole Fillet

L @End of Part.

Ewkova 3.6: TeAko 3D oxédlo Sokipiou
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=] x

A

Search Help & Command: R

e

ID:;; I "‘Q & Sweep ) Emboss & Decal @ D @) Chamfer 5 Thread 3 split 12 A G Face | [F] stitch B o @

Sort | Barude Revolve: O 1o [BADesve. Bimport| (00l @i Shell () Combine (B Direct il B e | comento
2D Sketch ™ | B coil [ Rib (@ Draft <& Thicken/ Offset @ Delete Face * LLucs & sculpt Extend Analysis | Sheet Metal

Sketen | Create Modify ~ Work Features Surface Simulation | Convert

A
- E3 solid Bodies(1)
- T View: Master

L @End of Part.

Ewkova 3.7: TeAko 3D oxédlo Sokipiou

MNapandvw eidope Tw¢ pmopolUe va oxeSldooupe Kal Snuloupyrnooupe Eva
oroloénmnote Sokipto pe tn Bonbeta tou mpoypapparog Autodesk Inventor.

. L . L . N . * . L L L : L .

Ewkdva 3.8: TeAko oxeSLo dokiuiou
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4.4 Txebaopog Epyaowwv Katepyaoiag Aokipiov oto Aoylopiko CAM

210 onpeio autd avaAvovtal €va pog €va ta Bripata tou pacsoloyiou ylo thv
Kataokeun tou SokLuiou.

4.4.1 ®aceoAdylo - Process Planning

Ovopa Sokipiou Part-01

TUTOG UALKOU AL 2024-T3

ALOOTAOELG TIPWTNG UANG 230 mm X 90 mm X 25 mm

Bdapog UALKOU TpLY TNV Katepyaoia 2.67 Kgs

BApog UALKOU PETA TNV Katepyaoia 0.93 Kgs

AplBUOG daocewy KaTepyacilog 7

Epyaletopnyavn HAAS-VM3HE

Anottolpeva epyoleia cuykpAaTnong e 1 péyyevn PE KOwdA PAyoula (ue
natoupa)

e 4 oobkmpes (poupkéteg) yla
ovodEn NG HEYYeEVNG oTtnv
Tpamelo TNG EPYANELOUNXOAVAG

e 4 Bideg Allen yiwa cuodlen g
MEYYEVNG OTOUG OPLYKTIPEG

Ewkova 3.9: 3D amnelkovion Sokipiou
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27

70

Ewkéva 4.0: MnyavoAoylko oxédlo epyaciog

Ewkdva 4.1: KaBoplopog empavelwy mpwtng VANG
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Daon Katepyooiog-1

1. Katepyaoia tng B emiudpavelog tou Sokipiou
2. Al0oTAcEsLg MPWTNG UANG TPV TNV Katepyaoia: 230 mm x 90 mm x 24 mm
3. Al0OTAOELG MPWTNG UANG HETA TNV Katepyaoio: 230 mm x 90 mm x 18 mm

Ewkova 4.2: NMpwtn UAN HETA TNV KOTEPYAOLA

®adon Kotepyaoiogc-2

1. Awapopdwon mePLUETPIKNG eTLpAveLag Sokiuiov Twv MAsupwy A-A-Z-E
2. AL0oTACELS TPWTNG UANG TPLY TNV Katepyaoia: 230 mm x 90 mm x 18 m
3. Al0OTACELS TPWTNG UANG LETA TNV Katepyaoia: 130 mm x 70 mm x 18 mm

Ewova 4.3 Ewova 4.4

Ewkdva 4.3: AoKipLO TIpLV TNV KaTEpYAoia

Ewkova 4.4: AOKILO HETA TNV KATEPYAOLA
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(Paon Katepyaoioc-3

Alavol€én auvAaklwv otnv emipavela B

Ewodva 4.5 Ewova 4.6
Ewkéva 4.5: AokipLlo TipLv TNV Katepyaoia

Ewkéva 4.6: AOKI[LO LETA TNV KATEPYATLA

Paon Katepyaoiac-4

Aldvolén 2 onwv otnv enudpadvela B

Ewova 4.7 Ewova 4.8

Ewkova 4.7: Aokipio mipLv TV Katepyaoia

Ewkova 4.8: Aokiplo PeTA TV Katepyaoia
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(Paon Katepyaoioc-5

Alavolén 4 onwv otnv enidavela B

Elkova 4.9 Ewkéva 5.0
Ewkéva 4.9: Aokipo mpLv TNV Katepyaoia

Ewkova 5.0: Aokiplo PeTA TNV Katepyaoia

®adon Kotepyaoioc-6

Alapopdwon ywviwy R2

Ewova 5.1 Ewova 5.2

Ewkova 5.1: Aokipto mpLv Tnv Katepyaoia

Ewkova 5.2: Aokiplo JETA TV Katepyaoia
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(Paon Katepyaoioc-7

1. Katepyaoia tng E emipavelag tou Sokiiov

2. Al0oTAoELS TPWTNG UANG MPLV TNV Katepyoaoia: 130 mm x 70 mm x 18 mm
3. AL0OTAOELG MPWTNG UANG UETA TNV Katepyaoia: 130 mm x 70 mm x 12 mm

Ewkova 5.3:Aokiplo PeTa tnv Katepyaoia tng E emudavetag
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4.4.2 Katepyaoia Aokiuiov oto CAM
Y10 onpelo autd avaluovtal Eva TPog Vol Ta BAUOTA Yot TNV KOTAOKEUH TOU SOKLUIOU PE

TOL KOTITIKA gpyaAeia TTou emAéxBnKav.

TumoAoylo dpelac:

e Taxutnta komng: Ve = (m+xD*n) / 1000 [m/min]
e Jtpodég afova: n = (1000%Vc) / (m+D) [rev/min]
o Tayutnta mpdwong: pn = z * pz * n [mm/min]

o [powon ava dovtL: pz =pn / (zxn) [mm §6vty]

®aon Katepyaoiag-1

JKOTIOG Alapopowon tou Sokiulou otTig emBUUNTEG
Slaotdoelg kal emiteuén tng KabetotnTag
TWV TIAEUPWV UETAEY TOUG

Tpomog cuykpATnong Méyyevn e KOWA PayouAa

Komtiko epyalieio

Dpelokedaln (Face Mill) @50 mm

JuvOnkeg Katepyaciog

n= 2000 rpm

f= 1700 mm/tooth

a=3 mm

Vc= 314 m/min

o Apxika ylvetal petapaon otnv kaptéAlo CAM Kal ylo TOV 0pLORO TOU apxlkoU dyKou

KOL TOU OUCTAMOTOC CUVIETAYHEVWVY €TUAEYETAL N €VIOAN Setup. Xtn OeUtepn

KapTEAQ TOU mapaBupou tou Setup, oto Mode, yivetal ertdoyr) Tou Relative size box

woTte va uropolv va 60000V lacTtdoelg o KABEe MAEUPA TOU OYKOU EeEXWPLOTA.

9" | Help/Tutorials

Ewkova 5.4: Tpadiko meplBAANov MpoypauaTog
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Search Help & Command=. Y

: i A0 &
@ [#) Post Process ’ @ 2D Adaptive A Horizontal % CS 3 ﬂ o Face <> (& Tool Front | (3] Toel Library 0)

Setup Sheet 20 Pocket Cont Part Tool Right Task M:

simulate ISP Sheet | L otder pattern | Orl T o s Comtour | L Mii-asis Cortiur | Prafie Groove 1B P2 Tool sometric [ To0! Right | [ Task Manager | vl
2 Generate 4 2D Contour W Thread ED Tool Top -
Toolpath Job ~ 20 Milling ~ 30 Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Help

@ Setup : Setup1

g @
Moder
| Fixed size box <)
width 09: [EEL S
Model position:
[ center M
Depth (V): [EXm ]
Model position:
| center v
Height (2): [2Amm ]
Model position:
| center v/
Roundup tonearest:  [24mm |13

Ewkova 5.5: Stock Mode

e Ytnv kaptéla CAM Tou MPoypappaTog, ETUAEYETAL N eVIOAN Face yla tnyv eninedn
Katepyaoio tng embavelag B.

[E) Post Process P o 45 Horizontal -
Setup Sheet | Contour Part Tool Right Task Manager
simutate D Setep Setup Folder Pattern | Drill o | Swart Mutticais Contour | Profite Groove 18 Tool Isometric &3 one | 0 9" | Help/Tutorials
© Generste i Tool Top .

Toolpath Job ~ Produces quick part facing to prepare raw stock for machining, [ling Turning ~ Orientation ~ Help

Press F1 for more help
@ Setp : Setup
(= AN

tock

Mode:
| o sz box =
wWidth 00: 0w 8]
Model position:
[ center |
Depth (V)¢ somm |2
Model position:
[ center |
Height (2): 24mm i8]
Model position:
== )

Rounduwo tonearests (24 [18]

Ewkova 5.6: Emdoyn evtoAng Face
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e YNV mpwtn KaptéAa tou mopablipou tng evtoAn Face, smidéyetal n evioAr Tool yla

v petaPaocn otnv BLPALOONAKN TWV KOTITIKWY £pyaAEiwy.

o Face (& Tool Front | [ Tool Library
16 Part
W] Thread |

&) Horizontal % @ 3 —'Q]%

Cont Tool Right | [E0) Task M
Aduptive BB COOU | o Multi-Asis Contour | Prafile Groove D Toal Right | M Tk dAaiagei
| <& 2D Contour 9 Paraliel (E] Tool Top

Job + Drilling 20 Milling ~ 30 Milling ~ Multi-As Milling Turning ~ Orientation ~ Help

B oo (03 B
Setup Sheet

B Setup Shes Setup Folder Pattem

© Genenate

(7}

Help/Tutorials

ﬁ @ 2D Adaptive

20 Pocket
il | Face o °C

Simulate Tool Isometric

Toolpath

2 Face : Face3

tool, or create a new one to use.

Spindle speed:
Surface speed:
Ramp spindle speed:
Cutting feedrate:
Feed per tooth:
Lead-in feedrate:
Lead-out feedrate:
Ramp feedrate:
Plunge feedrate:

Feed per revolution:

Ewkdva 5.7: Emidoyn evtoAng Face

e 310 avaduopevo mopdBupo, EMIAEYETAL TO KOTITLKO EPYAAELD. ITNV CUYKEKPLUEVN
daon katepyooiag n ppelokedpaln #1 .

o Face {50 Tool Front | ) Tool Library

CAM
A 2D Adaptive Amd Horizontal >
=0 B g 830 Doy & |

I 3 ool Ri s lanager
Seum Pt patam | (oM. | Face Swat kit Cantor | Prfia Graave 182 221 ToolRight | () Tsk Mana
< 2D Contour Parallel T Thread Tool Top | [=) Options

Job = g 20 Milling ~ 3D Milling ~ Multi-Axis Milling Turning Orientation ~ Manage Help

[ Setup Sheet

& Generate

simulate Help/Tutoriale

Toot zometric &
=]

Toolpath

@8 Face : Face3
¥ 9 o E s
) Faces: setect T

[ Tool | ) Somple Lbraries
Coolant: 4-[ZF) ANt Tnch Drils
= =) 42T ANST Tnch Taps
mm flat
#4-05mm flat
Spindle speed: #5 - O4mm flat 5
#10 - 020R 1 mm bunose 0
Burface soeed #11 - ©10R 1mm bulinose 11
e #1208 R 1mm bulnose 12
#13 - 06 R 1mm bulnoze 13
Cutting feedrate: #14 - @5R0,5mm bulinose 14
20 -0 10mm bal B
" :
sad o taoth #21 - 06 mm ball 21
Leadin feedrate: #22 - ©3mm bal 2
#23-02mm bal 2
Lead-out feedrate: o
Ramp feedrate:
Plunge feedrate:
Pesd per cevokibani =

-6 x Lmm 0° right tap Tap (Right Hand)

#43 - 05 1mm 0° right tap 43 5mm omm 0% Tap (Right Hand)
#50 - ©10 mm 45° chamfer 0 10mm o mm as° Chamfer Mil
#60 - @10 mm 90° countersink. 6 10mm omm 80%  Countersink.
#70 - @10 mm 90° spot dril 7 10mm 902 Spot Drill

- ©20 mm 90 zpot dril spot oril

| [y ][ | ]|

| | 42 newmitiolder | | S NewTunTool

Ewkdva 5.8: BIBALOOAKN KOMTIKWV £pyOAeiwy
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o AU£owg HETA pUBUIloUpE OTNV TPWTN KOPTEAA TIC KATAAANAEG TTAnpodopiec dnwe n
TOXUTNTA KOTING KOl N TPOWGOH TOU KOMTIKOU HaG epyaleiou. ITO TEAOC MATAME TNV
£TLAOYH OK KOlL 0TN OUVEXELA TNV emAoyn Simulate oto mMavw aplotepd TUAKA TNG
0006vn¢. ITNV MPWTN KAPTEAQ TNG EVIOANG, EVEPYOTIOLELTAL O APXLKOG OYKOG (Stock),
WOoTe va ylvel avTAnmTi n adaipeon Tou emBupntol oykou. Enelta, e To MARKTPO

Play, £ekwvdel n mpocopoiwaon TNG mopelag Tou KomtikoU epyaleiou.

P s BM G ! E
@D B ) Horizontal @ @ | Face (5 Tool Front | ] Tool Library
{

@ Post Process @ % @ 2D Adaptive @ @
. [ setup Sheet 4 @ 2D Pocket " &, Contour ey . 1 Part . [ Tool Right Task Manager .
Simulate Setup Folder Pattem | Diill | Face Adaptive Swarf Multi-Axis Contour | Profile Groove "~ Tool Isometric Help/Tutorials
© Generate < 20 Contour 1 Parallel 3 Thread [ Tool Top | =] Options N

Toolpath 2D Milling ~ 3D Milling + Multi-Axis Milling Turning + Orientation v Manage

Smulation
& Dy Gy mfo s Statistics
[Mshow shaft
[ show holder

[Jshow transparent

[ show paints
[Cshow axes
Toolpath mode:
| Al toolpath 9

Mode:
I

Colorization:

lopeaten ]
[Jshow transparent

[ stop on colision

[ show part comparison

ROR K[> ® 50N
7_0_

Ewkdva 5.9: NMpooopoiwon katepyaoiag

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN

64
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Qadon Katepyaoioc-2

JKOTIOG Alapopdwon MEPLUETPLKN G EMLPAVELAG
Sokipiov Twv mAsupwv A-A-Z-E

Tpomog cuykpATnong Méyyevn e KoWa PayouAa

Komtiko epyaleio ®Opelokedaln (Face Mill) @50 mm

JuvBnKeg Katepyaciog n= 2000 rpm f= 1700 mm/tooth
a=3 mm Vc= 314 m/min

e Ytnv kaptéla CAM tou mpoypappotog, erAéyetal n evtoAr) 2D Contour yia tn
Alapopdwon g MEPLUETPLKAG eTLdAveLag SokLpiou Twv Aeupwy A-A-Z-E.

Setup Sheet 2D Pocket Cont
" B setwpsneet | @ Pod ! . & Contour

Simul etup Folder Pattern | Drill Face laptive Tool Isometric
< 2D Contour I Paraliet

Post Process . 3 2D Adaptive &) Horizontal = Ul o Face (5D Tool Front | Ba] Tool
&8 SOe & B2 gy & SHE =
| (6 Tool Right | () Tas
ol Toj

‘ Swarf Multi-Axis Contour | Profile Groove

1Ga Part
'

Press F1 for more help

Ewkdva 6.0: Emidoyn evtoAng 2D contour

e ITNV MPwWTN KapTéAa Tou mapabupou tng evtoAng 2D contour, emAEéyeTal N eVTOAN
Tool yla tnv petaBoaon otnv BLPALOBNKN TWV KOTITLKWVY €PYUAELWV OTIOU ETUAEYOUUE
TO KOTTIKO #1 OMWG OTNV MPONYOULEVN KATEPYAOLA Kol TANKTPOAOYOUE TNV
ToXUTNTA KOTING, TO BAB0OC KOTIAG KAl TNV TOXUTNTA TPOWGCNC TOU KOTITLKOU
epyaheiou.
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E

‘:2’ ﬁ @ 2D Adapt

# 20 Pocket

ive

@ &) Horizontal % @ 3 y‘ﬂ o Face O (& Tool Front | ) Tool Library

£ Contour 1ea Part (ED Tool Right | () Task Manager

[E) Post Process E B B

[F] Setup Sheet

Simulate Setup Folder Pattern | Drill | Face Adaptive Swarf Multi-Axis Contour | Profile Groove "' Tool lsometric Help/Tutorials
2 Generate | | 2D Contour 19 Parallel W Thread D Tool Top | [=) Options =
Toolpath 20 Milling ~ 3D Milling ~ Multi-Axis Milling Turning Orientation ~ Manage Help

< 2D Contour : 2D Contourz

vo oM s

[ 20 Contour2: Select Tool

[ e | & ) Sample Libraries
Spindle speed: [s55rom 3|
Surface speed: 15001114
Ramp spindle speed: 955 rpm |12 1 #12 - @8R 1mm bulinose 12 8mm 1mm Bull-nose Mil
(4 ) Tutoral Onch) #13.06R 1 mm bulnose 5 smm  imm Bulnose
Cuttng feadrate: ) GEETED ]| § #1a- 05r0.5mm bulnose W smm o osmm Bullnose il
> #20 - 010 mm bal 20 10mm 5mm Ball Mil
Feed per tooth:
eed per #21- 06 mm bal 21 emm  3mm Ball Ml
Leadin feedrate: #22 -03mm ball 2 3mm 15mm Ball Mil
#23 - 02mm ball 23 2mm 1mm Ball Ml
tead-ut fendata, #24-01mm ball 24 imm 0.5mm Ball Mil
Ramp foedrate: 230 - 010 mm il 0 10mm 118° oril
#31-07,5mm dril 31 75mm 118° Ol
Plunge feedrate; #32 - 05 mm il 32 smm 118 oril
Bad Sk savaleat #33 - 04,5 mm dril 3 asmm 1180 il
#34 - 04, 3mm dril 34 a3mm 18 oril
#42 - 06 1mm 0° right tap 2 6mm  omm 0% Tap Right Hand)
#4305 x 1mm 0° right tap 43 Smm  Omm 00 Tap (Right Hand)
#50 - 010 mim 45° chamfer s 10mm  omm 450 Chamfer il
#60 - ©10mm 90° counteraink 6  10mm  omm 90° Countersink
#70 - @10 mm 90° spot dril 0 10mm 90° SpotDril
- 020 mm 90° gpot dril 71 20mm 0% Spot Oril

eat | [ seect || concel

Ewkova 6.1: EmAoyr) KomtikoU epyaleiou

o Itnv deUtepn KaptéAa, opilovtal mPwWTa Ta OPLA TNG PO Katepyaaoiag enmudavelag
KOl ETIELTAL TO OUOTNLOL CUVTETOYLEVWY TOU KOTITIKOU EpyaAgiou. ITnv evotnta
Geometry, péow tng evtoAng Pocket selections, emiAéystal n mpog katepyacia
ermudavela.

carch Help & Comm

[E] Post Process (D Tool Front | ] Tool Library

o) Face

ED B CE’ ﬁ @ 2D Adaptive @ ) Horizontal % Cg 3 iuq ?)

Setup Sheet Pock Contour o Part Tool Right | (E) Task Manager
Gimutate D Setup Shee Setup Folder Pattern | Drill | Face ‘@.2DPOKEt |\ e M Contour | o i iti-Adis Contour | Profile Groove 1o Pa Toatlaometiie o Toa! Right | B Task Manage Help/Tutorials
2 Generate <« 2D Contour M Parallel Wi Thread (ED Tool Top | (=) Options .

Toolpath 20 Milling ~ 30 Milling ~ Multi-Axis Milling | Turning ~ | Orientation ~ Manage Help

< 2D Contour : 2D Contour2

v 9 O H &

Contour selections 3]
Tangential extension dista...[0mm _|[¢

[CIseparate tangential end extension

M Stock Contours

Ewkova 6.2: Emidoyr) emidavelag mpog katepyaoio
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e Ytnv kaptéla CAM Ttou mpoypappotog, emAEYETaL n evioAr] Simulate oto mavw
0pLOTEPO TUAMA TNG 000VNG. TNV TIPWTN KAPTEAA TNG EVIOANG, EVEPYOTOLELTAL O

opXLKOC OyKog (Stock), wote va ylvel avtiAnmti n adaipeon Tou embupntol GyKou.
‘Emetta, pe 1o mARKTpo Play, Eekvdel n tpocopoiwon TG MOPELOC TOU KOTTTLKOU
epyaheiou.

Setup Folder Pattern | Drill | Face

@ 2D Pocket
»: Help/Tutorials.
“ 2

Show shaft
Show holder

[C)show transparent

| Standard v
Colorization:

[Operaten ]
[C1show transparent

[stop on colision

[CJshow part comparison

RO K[ 50

5 En rted  Voult  Autodesk A360
) ﬁ @ 2D Adaptive =) Horizontal % (8 :\! ﬂ o Face O D Tool Front | ) Tool Library 0)
| w. & 20 Pocket Contour I Part Tool Right Task Manager
» Adaptive B Con Swarf Multi-Axis Contour | Profile Groove 10 1=} ont | () P29% | Help/Tutorials
< 2D Contour 11 Paraltel | i Thread (D Tool Top | () Options ¥
20 Milling ~ 30 Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Help.

Face Tool lsemetric

[CIshow transparent

Toolpath A
[CIshow points

[CIshow axes

Toolpath mode:

| Al toclath %l

Stock A
Mode:

| standard v
Colorizations

| Operation v
[C)show transparent

[ stop on colision

[CIshow part comparison

RO’ K[> s> 50
_— - e

Ewkdva 6.4: NMpooopoiwon katepyooiag
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Paon Katepyaoiac-3

JKOTIOG

Aldvol€én avAaklwv otnv enipavela B

Tpomog cuykpATnong

Méyyevn e KoWa PayouAa

Komtiko epyaleio

Dpelokedalr) (Face Mill) @20 mm

JuvBnKeg Katepyaciog

n= 5000 rpm f= 1600 mm/tooth

a=3mm Vc= 314 m/min

e ‘Emelta, yivetol maAL petdfoon oto mepBANOV TPOYPAUUATIOUOU TWV KOTITIKWV

gpyoAeiwv pe ToV 1610 TpOTO. 2TV Kaptéha CAM TOU MPOYPAULATOG, ETAEYETAL N

€vToAn 2D Pocket yia tn Stdvolén Twv aulakiwyv otny riuddvela B.

@ [ Post Pr IED @‘Cg/ ﬁ @ 2 oa e et = O (&0 Tool Front | [ Tool Libra

Face

[F] Setup Sheet

Setup Folder Pattern
© Generate

Job ~

Drill

(B Tool Right | [E) Task Manager

It Part
Reofie Groove 18 P2 Tool Isometric

Help/Tutorials

e
00 Thread | (£ Tool Top | [ Options

Creates a roughing operation that uses toolpaths parallel to Turning ~
selected geometry.

Press F1 for more help

Ewkova 6.5: Emdoyn) evtoAng 2D pocket

e ITNV Mpwtn KaptéAa Tou mapabupou tng evtoAng 2D pocket, emiAéyetal n evtoAn

Tool ywa tnv petaBaon otnv BBALOBNKN TWV KOTITLKWYVY €PYOAELWV OTIOU ETUAEYOUUE
korttiko face mill @20 ko TANKTPOAOYOUUE TNV TAXUTNTO KOTUAC, TO BABOC KOTIAC KoL
TNV TOXUTNTA TPOWONG TOU KOTTIKOU £pyaleiou.
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w
7] Post Process BT B B g8 S DA A& Horizontal | g4 & = ol Front | [ Tool Library
Set Shee Contour 4 /G2 Par Tool Ri Task Manager
simutste 5 S Shest | oo Coiger pattern | O | Foce B Adaptive @ Cont Swart Muhi-Axis Contour | Profile Groove 18 POt (o) iidieye B Tool Risht | D Task Manage
Generate <« 2D Contour A Paratict W Thread (D Toel Top
J Drilling 20 Milling ~ 30D Milling ~ 9 Turning ~ Orientation ~ Help

- 20 Pocket i 20 Pocket3
v o & g

) 2D Pocket3: Select Tool

Y- ~
) (2T ANSI Inch Drils
41 [2I50] ANSI Inch Taps

£] 150 Drills
] 150 Taps
] Sample Holders #3 - @10 mm flat
= 7] Sample Holders #4-0Smm flat
Spindie speed: 955 rom |13 " 7] Sample Tools (1 #5 - 04mm flat
%] #10 - 020R 1 mm bulose
Surtace speed: ez g eieaabiciol 211-B10R1mm bulnose
Ramp spinde speed: j = #12 -0BR 1mm bullnose
| b Inch #13 - 06R 1mm bullnose.
Cutting feedrate: | -2 #14-05R0, Smm bulinose
Feed per tooth: [o. | | < E——
Leadn feedrate: [360 mmifi|
Lead-out faedrate: [3e0 mmr]i&|
Ramp feedrate: 460 mm/|13|
| -07. ] 1180
Plunge feedrate: 460 /| | 18
Feed per revolution: (0481672

118¢ oril
#32 - 06 x 1mm 0° right tap 0° Tap (light Hand)
#4305 1mm 0* ight tap 0° Tap (Right Hand)
250 - 010 mm 45 chamfer 45> Chamfer il
90 Countersink

00 Spotoril
#71-020 mm 90¢ spot dril 90 SpotDril

|| @ Newtuntool | [ Newubrary | [ [ see ]|

Ewkova 6.6: EmAoyr] KomtikoU epyalsiou

o Itnv deUtepn KaptéAa, opilovtal mPWTa Ta OPLA TNG TPOG Katepyaaoiag enmudavelag
KOlL £TIELTAL TO OUOTN Ol CUVTETOYUEVWY TOU KOTITIKOU £pyaleiou. ITnv evotnta
Geometry, péow tnG evtoAng Pocket selections, emiAéyetal n mpog katepyacia
ermudavela.

=0 &

Post Process Cg’ % @ 2D Adaptive =) Horizontal % @ Ul Face (50 Tool Front | [ Tool Library
Simulate B Setup Sheet Setup Folder Panem‘ Dril | Face MBS Adaptive fy Contour | oL+ Mulki-Avis Contour | Profile Groove ]E ot | ot sometic (BB Too! Right | [ Task Manager Help/Tutorials
Generate | < 2D Contour 9 Parallel W Thread | (ED Tool Top Options -
Toolpath Job ~ Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Manage Help

—_—
@ 2D Pocket : 2D Pocket3

%06 HE

M Stock Contours.
M Rest Machining
M Tool Orientation

Ewkova 6.7: Emdoyn) emidavelag mpog katepyaoio
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e Ytnv kaptéla CAM Ttou mMPoypappoTog, emAEyeTal n evtoAr Simulate oto mavw

opLoTEPO TURUA TNG 086vNG. Emelta, e to MANKTpo Play, Eekvdel n mpooopoiwaon
NG mopelag Tou KOMTIKOU epyaleiou.

= Face (&) Tool Front | [ Tool Library 0
5 160 Part (ED Tool Right | [E] Task Manager
& 2D Contour T Thread (D Tool Top | ) Options

|

Toolpath Drilling | 2D Milling ~ 30 Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Manage Help

[ setup Sheet

Simulate Setup Folder Pattern | Drill Swarf Multi-Axis Contour | Profile Groove Tool lsemetric

Help/Tutorials
@ Generate 5

Smulation

% Display G Info Y Statistics

Show shaft
[l show holder
[Clshow transparent

[ show points
[CIshow axes

Toolpath mode:
| Al toolpath ~

 Stock

*{ ROk &[> > 50 20
5 B

T

ostProcess | T =) Ba

(B setup Sheet

’/E’ ﬁ @ 2D Ad:

@ 2D Pocket
Setup Folder Pattern | Drill | Face

& Generste 4 2D Contour M Paraliel T Thread (ED Tool Top | [ Options
| |
Toolpath i : Drilling 20 Milling ~ 30 Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Manage Help

Simulation

(&D Tool Front | &) Tool Library 9)

(B Tool Right | [H) Task Manager

&, Contour 1o Part

Simulate Adaptive Swarf Multi-Axis Contour | Profile Groove Tool lsometric Help/Tutorials

% Display | Y Info Y Statistics

Show shaft
[Ashow holder
[CIshow transparent

[C]show points
[Clshow axes

Toolpath mode:
| Al toolpath ~

KROR R[> > 50 2
SRS - o S

Ewkdva 6.9: NMpooopoiwon katepyoaoiag
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Paon Kotepyaoioc-4

JKOTIOG Alavolén 2 onwv otnv enidavela B

Tpomog cuykpATnong Méyyevn e KoWa PayouAa

Komtiko epyaleio Kov8UAL kapBLdiou tetpdrtepo (End mill) @6

JuvBnKeg Katepyaciog n= 10000 rpm f= 3000 mm/tooth
a= 1mm Vc=188,4m/min

e Y& auth TN $aon Katepyaoiag yivetol petdpoon oto nepBAAoV mpoypapUaTtioUoU
TWV KOTITLKWV gpYaAeiwv pe Tov (61o Tpomo. Itnv kaptéAda CAM Tou MpoypAUUATOG,
eTUAEYETAL N eVTOAR circular yla T Stdvolén 2 onwv otnv eruddvela B.

=l o Face

 Part
TaPart ol sometric
T Thread (ED Tool Top

Post Process () Tool Front | ) Tool Library
[ Setup Sheet
< Generate

Toolpath

B B 62/ % @ 2D Adaptive ) Horizontal % Cg

2D Pocket. Cont Tool Right Task M:
Setup Folder Pattern | Drill | Face & - ¢ Adaptive dy Contour | o MultizAuis Contour | Profile Groove (D ToolRight | (D Task Manager
4 2D Contour 9 Parallel [=) options

Job ~ 3D Milling ~ Multi-Axis Milling | Turning ~ Orientation ~ Manage Help

x

Simulate Help/Tutorials

@ Slot

& 6 Operation(s) 2 Trace
=R Setups

2 Face3

4 2D Contour3
/@ 2D Pocket5

The heights and depths are automatically derived from the
selected cylindrical geometry, so that varying geometry can be
machined in a single operation.

Press F1 for more help

Ewova 7.0: Emhoyr) evtoAng circular

e YNV MPwWTn KapTéAa Tou mapaBupou tng evtoAn¢ circular, emAéystal n evioAn Tool
yla tnv petapoon otnv BBALOBAKN TwV KOTTIKWYV £pyaAeiwv Omou emAéyoupe
korttiko flat mill @6 kat mMAnktpohoyoUpe tnv toxUTNTA KOG, To BABOG KOTAG Kat
NV TaxVTNTA MTPOWONG TOU KOTTLkoU epyaAeiou.
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Simutate: (B Setup Sheet

<2 Generate

Toolpath Job ~

| Tool

Spindie speed:
Surface spead:
Ramp spindle speed:
Cutting feedrate:
Feed per tooth:
Lead-in feedrate:
Lead-out feedrate:
Ramp feedrate:
Plunge feedrate:

[@ Post Process =B @ ( %

Setup Folder Pattem

@ 2D Adaptive
® 2D Pocket
<& 2D Contour

20 Milling ~

[ Circutart: Select Tool

Adaptive

-] sample Libraries
ANSI Inch Drills
) ANt inch Taps

Sample Tools
Sample Turning
Tut h

0.48167]2]

Feed per revolution:

,!,
|

U NewminTool | | §7 New vat older ”@ New Tun Tool Hm New Library

A Horizontal %
B Contour
1 Paraliel

30 Milling ~

Swarf Multi-Axis Contour | Profile Groove

Multi-Axis Milling

Search Help & Com

B2 U =
1ea Part
il Thread

| Turning ~

| Text contains.

3

Name.
e 21 - 020 mm face
#2-016mm flat
#3 - 010 mm flat
amm flat
- ©20R 1mm builnoze
- @10R 1mm bullnose
- @8R 1mm bulinose
- @6 R 1mm builnose
- @5R0,5mm bullnose

-6 x 1mm 0° right tap
- @5 x 1mm 0° right tap

- ©10mm 45° chamfer

- @10 mm 90° counteraink.
- @10 mm 90 spot dril

- 020 mm 90° spot dril

0° Face Mil
Flat Mil
Filat Ml

Flat il

Bull-nose Mil
Bull-nose Mil
Bull-nose Mil
Buil-nose Mil
Bull-nose Mil

Tap (Right Hand)
Tap (Right Hand)
Chamfer Mil
Countersink
Spot il

Spot Dril

Tool lsometric

Orientation ~

(8D Tool Front | B Tool Library

(EP Tool Right | [H) Task Manager

[=) Options
Manage Help

Help/Tutorials
Tool Top -

(=] X
Show Operations

Vendor A

| e s |

Ewova 7.1: Emidoyr) kKomtikoU epyaleiou

e Ytnv deltepn KaptéAa, opilovTal MPWTO Ta OPLA TNE TTPOC Katepyaoiag enmidpavelag

KOl £ETIELTAL TO OUOTN Ol CUVTETOYUEVWY TOU KOTITIKOU £pyaleiou. ITnv evotnta
Geometry, Héow TG evtoAng Pocket selections, emiAéyetal n mpog Katepyaoia

erudavela.

@ Post Pracess
7] Setup Sheet

& Generate

Simulate

Toolpath

© craar : Cradar2

¥ OO E &

Geometry A
Cireular face selections 3]

E0 B (2; ﬁ @ 2D Adaptive

Setup Folder Pattern

@ 2D Pocket
< 2D Contour
20 Milling ~

Face

Adaptive

sl Horizontal
&, Contour
0 Parallel
30 Milling ~

Swarf Multi-Axis Contour | Profile Groove

Multi-Axis Milling |

Search Help & Comm;

o Face
1ga Part
T Thread
Turning +

Tool lsometric

(&D Tool Front | [ Tool Library
(£ Tool Right Task Manager

Help/Tutorials
Tool Top v

Orientation ~ Help

Ewova 7.2: Emloyn) emibavelag mpog Katepyaoia
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e Ytnv kaptéla CAM Ttou mMPoypappoTog, emAEyeTal n evtoAr Simulate oto mavw

opLoTEPO TURUA TNG 086vNG. Emelta, e to MANKTpo Play, Eekvdel n mpooopoiwaon
NG mopelag Tou KOMTLIKOU epyaleiou.

B

@ Post Process ‘9 D ﬁg’ ﬁ D Adaptive A=) Horizontal % @ Ul Face Tool Front | &) Tool Library 0)
[E] setup Sheet @ 2D Pocket &, Contour G Part (5P Tool Right | (] Task Manager
Simulate Setup Folder Pattern | Drill | Face Adaptive Swarf Multi-Axis Contour | Profile Groove | Tool Isometric Help/Tutorials
© Generate < 2D Contour 18 Parallel 0 Thread | (ED Tool Top | (=) Options ~

Toolpath Job ~ 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Help

Smulation

@ Disdlay G Info e Statistics

RO K[ s
e —

Ewkdva 7.3: Npooopoiwon katepyaoiag

=0 @‘62/ @ (8 B “‘_j@,‘ o Face O (50 Tool Front | B) Tool Library

cl IGa Part Tool Right Task Manager
Setup Folder Patter || Drill ; Swarf Muli-Axis Contour | Profile Groove 101 o sht | 9

& Post Process

[2] Setup Sheet
Simulate Tool Isometric

© Generate aralle M Thread | (D Teol Top
Toolpath Job v il Iti-Axis Milling | Turning ~ | Orientation

55 o & wide range of drilling, tapping and hole
making operations, such as counterbores and countersinks.
& 6 Operation(s)
& (G Setups Press F1 P
28 Face3
{440 2D Contour3
417 2D PocketS
€3 Circular2

Ewkova 7.4: Npooopoiwaon katepyaciog
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Paon Katepyaoiac-5

JKOTIOG Alavolén 4 onwv otnv enidavela B

Tpomog cuykpATnong Méyyevn e KoWa PayouAa

Komtiko epyaleio Tpurnavt (Drill) @6

JuvBnKeg Katepyaciog n= 1600 rpm f= 160 mm/tooth
- Vc= 30,144 m/min

e Y& auth TN $aon Katepyaoiag yivetol petdpoon oto nepBAAoV mpoypapUaTtioUoU
TWV KOTITLKWV gpYaAeiwv pe Tov (61o Tpomo. Itnv kaptéAda CAM Tou MpoypAUUATOG,

emAéyetal n evroAn drill yia tn Stdvolén 4 onwv otny enuddvela B.

() Tool Front | ) Tool Library
(6P Tool Right | (] Task Manager
(B Tool Top | [ Options

rilli] Provides access to a wide range of drilling, tapping and hole | Turning ~ Orientation ~
5 making operations, such as counterbores and countersinks.

o Face
]V[:] Part

T Thread

inspect ge \

B0 B || B S0
h > 2D P

8 Setup Sheet Setup Folder Pattern || Dri 2D Pocket_|

< Generate

Toolpath Job ~

Multi-Axis Contour | Profile Groove Tool Isometric

Simulate Help/Tutorials

Drill

Press F1 hel
& 6 Operation(s) ress F1 for more help

=R Setups
-2 Face
2D Contour3

(@ 2D Pockets
8 Circular2

Ewova 7.5: Emidoyr| evtoAng drill

e YNV MPwWTn KapTéAa Tou mapabupou tng evtoAn¢ drill, emdéyetal n evtoAn Tool yla
v petaBaon otnv BLRALOONKN TWV KOTTIKWY EPYAAELWY OTIOU ETUAEYOU LE KOTTTIKO
drill @6 kot TANKTPOAOYOULE TNV TAXUTNTO KOTIAG, TO BABOC KOTAC KO TNV ToxUTNTA
TPOWONG TOU KOTTLkoU epyaleiou.
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[Ttuxwaxn Epyacia

& Brevee 0y @

) Setup Sheet
Simulate Setup Folder Pattern Face
< Generate

@ 2D Pocket
< 20 Contour
Toolpath 20 Milling ~

[ Orit: Select Tool

5 F7) Sample Libraries

4 [2T] 150 Taps

Feed & Speed A 4[] Sample Holders.
#-[ZF) sample Holders

Spindie speed:

Surface speed:

Ramp spindle speed:
Cutting feedrate:
Feed per tooth:
Lead-n feedrate:
Lead-out feedrate:

Ramp feedrate:

g .yzDAd.pzz &

Adaptive

£, Contour

B Paraiiel

3D Milling ~

Multi-Axiz Milling

iz Contour | Profile Groove

Search Help & Comman, S

Horizontal @ § B A e
103 Part
i Thread |

Tool Isometric

X.0e08wpov-1.KovAovplavakog

x

(D Tool Front | ) Tool Library
(ED Tool Right | [H) Task Manager

Help/Tutorials
(B Tool Top | [Z) Options .

Orientation ~ Manage Help

13

o x

Show Operations

Plunge feedrate:

Faed per revolution:

Name

#11 - @10R 1mm bulinose
#12 - 0B8R 1mm bullnoze

#13 - @6R 1mm bullnose

#14 - @R, 5 mm bulinose

#33 - 04,5 mm drill

#34 - 04,3 mm dril.

#42 - 06X 1mm 0° right tap
243 - 05 x 1mm 0° right tap
#50 - @10 mm 45° chamfer
#60 - @10 mm 90° countersink.
270 - @10 mm 90° spot dril
#71 - @20 mm 90° spot dril
#80 - O5R 1mm radus

#81 - 010R2,5mm radius
282 - O10RS mm radius

#90
=l 491 - 025R2, 5HS mm slot

| [ 42 new st oider

e 292 - 925 HS mm slot
<

<& New Turn Tool

Diameter

25mm

| B ew brary

Angle  Type
Bull-nose Mil
Bull-noze Mil
Bull-nose Mil
Bull-nose Mil
Ball Mil
Ball Mil
Ball Ml

Tap (Right Hand)
Tap (ight Hand)
Chamfer Mill
Countersink
spotori
Spotoril

Raus il
Radius Mill
Rachuz Ml
Lollipop Mill

Slot mill

Slot Mil

Ewkova 7.6: Emdoyr] KomtikoU epyalsiou

vendor A

11:36
[
4/6/2019

o Itnv deUtepn KaptéAa, opilovtal mPwWTa Ta OPLA TNG TTPOG Katepyaaoiag enmudavelag
KOl ETIELTAL TO OUOTNLOL CUVTETOYLLEVWY TOU KOTITIKOU EpyaAgiou. ITnv evotnta
Geometry, péow tng evtoAng Pocket selections, emiAéyetal n mpog katepyacia

ermudavela.

527 % @ 2D Adaptive

@ 2D Pocket

Post Process ‘%F’_—’ B

[E) setup Sheet
Setup Folder Pattern
© Generate

Toolpath

Simulate
<& 20 Contour
Job ~ 2D Milling ~

% ol Driy

9965 H

Hole mode:
| Selected faces

@ Hole faces.

[select same diameter

[J Auto-merge hole segments
[Jorder by depth
[l Optimize order

[Jorder inside-out

M Tool Orientation

il || Face Adaptive

18 Parallel

3D Milling ~

M arte Vault

=) Horizontal % @
Cont

By Contour | ¢+ Muli-Axis Contour

Multi-Axis Milling

Search Help & Commands...

Wl Face
103 Part
i Thread |

Profile Groove

Tool Isometric

ISTEA

(& Tool Front | 5] Tool Library

(ED Tool Right | [E) Task Manager @

[ED Tool Top

Help/Tutorials

Orientation ~ Help

Ewkova 7.7: Emidoyn) emibavelag mpog Katepyaoia
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e Ytnv kaptéla CAM Ttou mMPoypappoTog, emAEyeTal n evtoAr Simulate oto mavw
opLoTEPO TURUA TNG 086vNG. Emelta, e to MANKTpo Play, Eekvdel n mpooopoiwaon

NG mopelag Tou KOMTIKOU epyaleiou.

e - Search Help & Commands... 55 30 L

ED) ols e
Post Process @ 2D Adaptive - Horizontal Ul o Face (& Tool Front | ] Tool Library
= B &5 8 a = @
B setup Sheet @> 2D Pocket 2, Contour 1 Part (ED Tool Right | [E) Task Manager

Swarf Multi-Axis Contour | Profile Groove Tool Isometric

Simulate Setup Folder Pattern | Drill | Face

Adaptive

Help/Tutorials

< Generate <& 2D Contour 1 Parallel | T Thread (B Tool Top | () Options
Toolpath Job ~ 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Help
Simulation

3 Disdlay Qe Info e Statistics

RO K[> 0

% % @ = o Face O (5 Tool Front | Fi] To )

Setup Sheet | - Contour Part Tool Right Task M.

Simutate D Setup She Setup Folder Pattern | Drill | Face Adaptive BB COMUE | G \huii-Axis Contour | Profile Groove 18 P Toollsametric @3 700! Right | B Tesk Manager Help/Tutorials
<« Generate < 2D Contour M Paraliel | i Thread -
Toolpath Job ~ 20 Milling + 3D Milling « Multi-Axis Milling Turning v

Simulation
% Oisplay Gy Info Y Statistics

[ show shaft
[l show holder

[lshow transparent

KO3 &[> 50N

Ewkdva 7.9: Npooopoiwon katepyaoiag
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Paon Kotepyaoioc-6

JKOTIOG Alapopowon ywviwy R2.

Tpomog cuykpATnong Méyyevn e KoWa PayouAa

Komtiko epyaleio Kov8UAL kapBLSiou Airttepo (Ball Nose) @3

JuvBnKeg Katepyaciog n= 10000 rpm f= 3000 mm/tooth
a=0.5mm Vc= 94,2 m/min

e Y& auTN TN daon Katepyaoiag yivetal petdpoon oto neplBAAoOV MpoypauUaTIoUoU
TWV KOTITLKWV gpYaAeiwv e Tov (61o Tpomo. Itnv kaptéAa CAM Tou MPoypAUUATOG,
eMAEYETAL N contour yla Tn Slapopdwon Twv ywviwv R2.

n
@ [E] Post Process @ g @ 2D Adaptive
o

[E] setup Sheet @ 2D Pocket
Simulate Setup Folder Pattern ace

Job ¥
x

Press F1 for more help

Ewova 8.0: Emidoyr) evtoAng face

e TNV MPWTN KAPTEAQ TOU TTapaBUpoU TNG EVIOANG contour, emAéyeTal n evioAn Tool
yla TNV petafaon otnv BLBALOBRKN TwV KOMTIKWY £pyaleiwv OTOU eTUAEYOUE
Korttiko ball nose @3 kot MANKTPOAOYOULE TV TaXVUTNTO KOTUAC, TOo BABOC KOTAC Kat
TV ToxUTNTO TPOWONC TOU KOTTLKOU gpyaleiou.
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St

M Er
ﬁ @ 2D Adaptive @ ) Horizontal @ 3 “’«rm‘ o Face <> (& Tool Front | ] Tool Library
& 2D Pocket Part Tool Right Task Manager
> Aduptive SRR | ¢, MuMi-Ads Contour | Profile Groove ]E Too! lsometric & ont | () 9% | Help/Tutorials
< 2D Contour 1 Paraliel T Thread (ED Tool Top | =) Options .
Job ~ illing | 2D Milling ~ 3D Milling + Multi-Axis Milling | Turning ~ | Orientation ~ Manage Help.

@ [E] Post Process ED B3

[F) setup Sheet
Setup Folder Pattern

&

Simulate Face

© Generate

Toolpath

£ Contour : Contour3

¥ o o H s

[) Contour3: Select Tool o x

oY) ~ ~|[ ] [3] //show Operations
@ ANST Inch Drills
ANSI Inch Taps Name Number ~ Diameter Corner ... Angle Type Vendor Lo
@ 150 Drils = 21 - 020 mm face 1 2omm omm 0° Face Ml
W 150 Taps #2-@16mm flat 2 1mm Flat Mil
d Sample Holders #3-010mm flat 3 10mm Flat il
- IZ) Sample Holders: #4-06mm flat ) &6mm Flat Mil
Spindie speed: 4 1) Sample Tools (1 #5-@4mm flat 5 4mm Flat Ml
g - ) samle Tooks #10 - 020R 1mm bulnose 0 20mm 1mm Bullnose Mil
Scrfec mesds & arcie i #11-010R 1mm bullnose no omm 1mm Bullnose Ml
Plunge feedrate: P ruteral am)" #12 - 98 R 1mm bulnose 12 smm 1mm Bul-nose Mil
st #13 - 06R 1mm bulnose: 3 &mm 1mm Bullnose Mil
Fieed par revolutiont 1420 L #14- O5R0.5mm bullnose 14 smm 0.5mm Bull-nose Ml
Retract feedrate: b 2 #20 - ©10mm ball 20 10 mm 5mm Ball mil
I #21 - ©6mm ball 21 6 mm 3 mm Ball Mil
‘ ©2mm ball 2mm 1mm Ball Mil
[ #24 - ©1mm ball 1mm 0.5 mm Ball Mill
t #30 - @10 mm dril 10 mm, 8e ol
| #31-07.5mm drl 7.5mm 118e il
| #32 - @6 mm drill 6mm 118° Oril
i #33 - 04, 5mm il 4.5mm 118° oril
#34.-04.3mm dril 4.3mm 118° el
1 #42 - @6 X 1mm 0° right tap &mm omm 0° Tap (Right Hand)
#43 - @5 1mm 0° rioht tap som omm 0° Tap (Right Hand)
#50 - @10 mm 45° chamfer 10 mm 0 mm 45°  Chamfer Mil
#60 - @10 mm 90° countersink wmm  omm 90° Countersink
#70 - ©10mm 90° spot drill 10 mm 90°  Spot Orill
#71 - ©20 mm 90° spot drill 20 mm 90°  Spot Dril v
i < >

[© e | [ wmiier

| U New il Tool Htl New Mil Holder

Ewkova 8.1: Emdoyr] KomtikoU epyalsiou

o Itnv deUtepn KaptéAa, opilovtal mPwWTa Ta OPLA TNG TPOG Katepyaaoiag enmudavelag
KOLL ETIELTAL TO OUOTNLOL CUVTETOYLEVWY TOU KOTITIKOU epyaieiou. ITnv evotnta
Geometry, péow tng evtoAng Pocket selections, emiAéystal n mpog Katepyaoia

ermudavela.

Search Help

[E] Post Process IED B

Setup Sheet
5] Setup Shes Setup Folder Pattem

Er
‘@ 2D Adaptive @ ) Horizontal @ = Face (& Tool Front | ) Tool Library

2D Pocket G2 Part Tool Right Task M
W o Adaptive ESREEREE | .0t Mutiaois Contour | profite Groove 1 P* Too Isometric B Too! Right | () Task Manager
| 4 2D Contour 1P Paraliel Wi Thread | (E] Tool Top
Job v Drilling | 2D Milling ~ 3D Milling ~ Multi-Axis Milling | Turming ~ Orientation + Help

& %
Simulate Drill | Face Help/Tutorials.
& Generate ..

Toolpath

£ Contour ; Contour3

¥ OO0 E s

Machining boundary:
| selection

El Machining boundary sele

Tool containment:

| Tool outside boundary v/
Additona offuet: [omm 2]
[ Contact point boundary

Contact only

W Rest Machining

Ewova 8.2: Emhoyn emipavelwy Katepyaoiag
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e Ytnv kaptéla CAM Ttou mMPoypappoTog, emAEyeTal n evtoAr Simulate oto mavw
opLoTEPO TUAUA TNG 006vVNG. Emelta, e to mMANKTpo Play, Eekvdel n mpooopoiwaon

NG mopelag Tou KOMTLIKOU epyaleiou.

= Face

20 Pocket Part
i Swarf Multi-Axis Contour | Profile Groove 1P P2 Tool lsometric
< 20 Contour Sl Thread Pai

20 Milling ~ 30 Milling ~ Multi-Axis Milling Tuming ~

Face

@ [E] Post Process @ E’ B Cg? ﬁ > 2D Adaptive =) Hor =il o Face Tool Front | 5] Tool Library 9)
Setup Sheet 2D Pocket. Contc Part Tool Right Task M:
il B St She Setup Folder Pattem | Diill’ | Face: & 20 0o Adaptive i Contour | 0 Muti-Avis Contou | Profile Groove IE > Tool sometric. DB 700! Right | [ED Tesk Manager Help/Tutorials
© Generate < 2D Contour I Parallel T Thread (£ Tool Top | (=) Options ~
Toolpath Job 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning ~ Orientation ~ Help.

Smulation

% Dy G Info G Statistics

KRR K[> 0N
- OO

Ewkova 8.4: NMpooopoiwon katepyooiag
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Qaon Katepyaoiog-7

JKOTIOG Katepyaoia tng E emuddvelag tou dokipiou.

Tpomog cuykpATnong Méyyevn e KoWa PayouAa

Komtiko epyaleio Dpelokedalr (Face Mill) @50 mm

JuvBnKeg Katepyaciog n= 2000 rpm f= 1700 mm/tooth
a=3mm Vc= 314 m/min

e Y& auth TN $aon Katepyaoiag yivetol petdpoon oto nepBAAoV mpoypapUaTtioUoU
TWV KOTITLKWV gpYaAeiwv pe Tov (61o Tpomo. Itnv kaptéAda CAM Tou MpoypAUUATOG,
emAéyetal n evtoAn face yla tn katepyaoia tng E emipdavelag tou Sokiuiou.

t M -
@ [& Post Process B B 62/ % @ 2D Adaptive ) Horizontal % Cg E —"iﬂ o Face @ (D Tool Front | B Tool Library

@ 2D Pocket

I Part Tool Right | () Task M:
]_B] » Tool kometic (5 Toct Hart | BB Tk Manager
Wi Thread (B Tool Top | [ Options |

Toolpath Job rilling Face in | Turning ~ Orientation ~ Manage Help
Produces quick part facing to prepare raw stock for machining.

Setup Sheet
B Setup she Setup Folder Pattern | Drill || Face
© Generate anc,

Cont
Simulate | Adsptive % T | Swarf Multi-fuis Contour | Profile Groove Help/Tutorials
Dacaita s

& 6 Operation(s) Press F1 for more help

=3 Setups
i Face3
2D Contour3
2D Pocket5
Circular2
i Drill1 [Rapid out]
e Setups

Ewova 8.5: Emdoyr) evtoAn face

e YNV mpwtn KaptéAa tou mopablipou tng evtoAng face, emléyetal n evtoAn Tool yla
v petaBaon otnv BLRALOONKN TWV KOTTIKWY EPYAAELWY OTIOU ETUAEYOU LE KOTTTIKO
face mill @50 kot MAnkTpoAoyoU e TV TaUTnTA KOG, To BAB0G KOTAE KaL ThV
ToxUTNTA MPOWONC TOU KOTTTLKOU gpyalsiou.
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ETETIESTITI A

@ 2D Adaptive A= Horizontal o Face Bi) Tool Library
Contour G Part Tool Right Task Manager

Adaptive & L Tool Isometric = 9 = h

< 2D Contour M Paraiiet 5 Thread | (D Tool Top | (=) Options

3D Milling + Multi-Axis Milling Tuming ~ Orientation « Manage Help

[ Setup Sheet | @ 20 Pocket

Simulate Setup Folder Pattern Swarf Multi-Axis Contour | Profile Groove Help/Tutorisls

& Generate

Toolpath

¥

[ Facet: Select Tool o

[ Tool | ] sample Ubraries A | | Text contains. <[ ] [5%] Ishow Operations
Coolant: (2[5 ANSI tnch Orils
i Name Number  Diameter Vendor ot
[ Fiood ~] 1 |
#2-016mm flat 2
o #3-010mm flat 3
#4 - @6 mm flat -
Spindle speed: 955 rom |13 #5 - 0amm flat B
2 #10 - 020R 1 mm bunose 10
Surface speed: 150,013 #11-010R1mm bullnose 1 10mm 1mm Buil-nose Mil
Ramp spinde speed: 955 pm |14 #12 - 0B8R 1mm bulnose 12 smm 1mm Buil-nose Mil
= #13 - 06R 1mm bulnose 3 emm imm Bullnose Ml
Cutting feedrate: 460 mm/ji%] #14.- 05RO 5mm bulinose 19 Smm o 05mm Bullnose il
e ha ot TR | #20 - 010 mm bal 20 10mm 5mm Ball Mil
eod per [o:1203f12] #21-06mm bal 2 6mm 3mm Bl Ml
Lead-in feedrate: 360 mm/|i$] 222 - @3mm ball 22 3mm LSmm Ball Mil
23 - 02mm bal 3 2mm imm Bl il
Laad-cut fescrate: 260 ml #24-01mm bal 24 iom  0.5mm Bl Ml
Ramp feedrate: 460 mav/[[ 3| #30 - @10 mm dril 30 10mm 118° Drill
= #31-07.5mm dril 31 75mm nse ol
Phunge feedrate: [Ssammite] 232 o6 mm crl 2 emm 1180 onl
s o raveRtiBns [cae167]2] #33 - 04.5mm dril 3 45mm 1185 oril
o [oieke] #3404, 3mm dril 34 43mm 118% Dril
#4206 x 1mm 0° right tap 2 6mm  omm 0° Tep (Right Hand)
#43-05x 1mm 0° right tap 43 Smm omm 0° Tap (Right Hand)
#50 - @10 mm 45° chamfer 50 10 mm 0 mm 45°  Chamfer Mill
#60 - ©10 mm 90° countersink 60 10 mm. 0 mm 90°  Countersink
#70 - ©10 mm 90° spot drill 70 10 mm. 90°  Spot Drill
#71 - ©20 mm 90° spot drill 71 20 mm. 90*  Spot Drill
<

| | 42 newmiioder | | > New Tum Tool

Ewkova 8.6: EiAoyr| komtikoU gpyaAeiou

e Ytnv deUtepn KaptéAa, opilovTal MPWTA T OPLA TNE TTPOC Katepyaoiag enidpavelag
KOl ETIELTAL TO OUOTNLOL CUVTETOYLEVWY TOU KOTITIKOU EpyaAegiou. ITnv evotnta
Geometry, péow tnG evtoAng Pocket selections, emiAéyetal n mpog katepyaoia
erudavela.

1
Post Process ‘9 D B (E, @ 2D Adaptive = Horizontal @ @ 3 ﬂ o' Face <> (&) Tool Front | ) Tool Library 0
heet | o P T T e

) Setup Sheet Setup Folder Pattern ® 20Pocket |\ tve B CONOUE | G\ hui-Axis Contour | Profite Groove 18 P | Yoot isometric B 700! Risht B Task Macager Help/Tutorials

© Generate < 2D Contour 1 Paraliet | i Thread (D Tool Top -

Toolpath Job 30 Milling ~ Multi-Axis Miling | Turning ~ Orientation + Help

Simulate

Ewkova 8.7: Emdoyn emibavelag katepyooiag
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e Ytnv kaptéla CAM Ttou mMPoypappoTog, emAEyeTal n evtoAr Simulate oto mavw
opLoTEPO TURUA TNG 086vNG. Emelta, e to MANKTpo Play, Eekvdel n mpooopoiwaon

NG mopelag Tou KOMTLIKOU epyaleiou.

o Face (D Tool Front | ) Tool Library

e S g D @

Setup Sheet Conts G2 Part Tool Right | [E) Task M:
B Setup Shee Setup Folder Pattern | Drill Adaptive B COMOUT | G \uiicAxis Contour | Profile Groove 1 b ool ispmek [ ToslRight: sk Manager | Help/Tutoriats
@ Generate < 2D Contour Parallel T Thread (ED Tool Top | [ Options .

Toolpath 20 Milling ~ 30 Milling ~ Multi-Axis Milling | Turing ~ Orientation ~ Help

Smulation

i Oslay  Yu Info Y Statistics

Show shaft
Show holder
[CJshow transparent

Mode:

| Standard <
Colorization:
| operation 7

[lshow transparent
[CJstop on colision

[ZIshow part comparison

RO K[ 0
O e

(& Tool Front | [ Tool Library

@ 4wl Horizontal ‘”“

fi] Post Process @D B ‘/, ﬁ ‘& 2D Adaptive @ ﬁ ﬁlﬂ = Face 9)

Setup Sheet 2D Pocket £, Cont G Part Tool Right | [ED) Task M
UPSheet | cetup Folder Pattem | Drill | Face ® 20 "o Adaptive BB COMOUT | Lt \tiki-Axis Contour | Profile Groove TP P Tool sometric 3 700! Rig askManager | | elp/Tutorials
4 2D Contour 19 Paraliel W Thread | (] Tool Top | [5) Options »

20 Milling ~ 3D Milling ~ Multi-Axis Milling | Tumning ~ Orientation ~ Manage Help

Smulaton
4 Display Gy Info G Statistics

Show shaft
Show holder
[Cshow transparent

Toolpath

Mode:

| standard v
Colorization:
| operation 7

[show transparent
[Jstop on colision
[ show part comparison

KO’ K[> 50
-3 >~

Ewkdva 8.9: NMpooopoiwon katepyoaoiag
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4.5 IMapaywyn G-Kodika

Y€ aUTO To Kepahalo Ba yivel pLa avadopd oTnv mapaywyr tou Kwdika G onwg

OUTOC IPOKUTITEL Ao TNV KATEPYOoila Tou SoKiuiou.

e Jtnv KaptéAa tou CAM aplotepd otnv 000vn erAEyeTal n VIOAr Post
Process pe okomo tnv mopaywyn Tou G kKwdika.

arch Help & Commands...
Vie Vault o
@ 2D Adaptive | C A=) Horizontal % @ 3 “:’Jg} o Face o (5 Tool Front | ) Tool Library @

Setup Sheet Cont Part Tool Right | (&) Task M
Simulate ] setup sheet | post Process Haptive iy Contour Swarf Multi-Axis Contour | Profile Groove 102 Par Tool Isometric (09 Tool Bt | 8 Task Moiager Help/Tutorials

© Generate | Converts the machine-independent cutter location data into Parallel i Thread (] Tool Top
Toolpath LA T 3D Milling ~ Mutti-Asis Milling Tuming Orientation + Help
Press F1 for more help

& 8 Operation(s)
= setupl
2 Facel
2D Contourl
2D Pocket
- Circularl
% Drill1 [Rapid out]
-2 Contour3

Ewkova 9.0: Avolypa mapaBupou Post Process

e 310 avaduouevo mapdbupo Enetta amo avalitnon eMAEYETAL O KATAANAOG yla TV

EKAOTOTE EPYAAELOUN)XAVH LET’ EMEEEPYAOTNG. ZTNV MApoUCA Epyacia KoL yla Thv

epyadelopnyavn mou €xet emhexOel, autodg eival o has.cps — Generic HAAS.
INUELWVETOL TIWG ELVAL CUMBATOC UE TNV EpyaAELOUNXAVH.
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Search Help & Commands. (s

Il Face (& Tool Front | 5] Tool Library
G2 Part Tool Right | (8] Task M

1 P Tool lzommetrie 5B 1017 ok Manager
W Thread 55 Tool Top

Multi-Axis Milling Tuming + Orientation ~

Post Process = B é; ’ @ 2D Adaptive =) Horizontal %

Setup Sheet @ 2D Pocket £ Contour
Simulate Setup Folder Pattern | Drill | Face Adaptive Swarf Multi-Asis Contour | Profile Groove
Post Process X

[ cetsers Publcipocuments\autodeskinventor HsMPosts = | Setup.

‘acramatic. cps - Generic Acramatic Openconfy |
dialog 112,95 - Generic Diclog 112 ~
. cps - Dumper
dynapath, cps - DynaPath Delta
<ding. cps - Generic Eding CNC/USBCNC
eme.cps - Generic Enhancad Machine Contralier (EMC)
eztrak conversionalcps - Generic EZ-Trak Conversional
facal cps - Generic Fadal
or

Help/Tutorials

fanuc - inverse time - 3-as.cps - Generic FANUC - Inverse Time and A-axis
fanuc incremental. cps - Generic FANUC (with G9 1)

fanuc tuming, cps - Generic FANUC Turning

fanuc with - Generic FANUC with

fanuc.cps - Generic FANUC

flexicam. cps - FlexiCAM

|generative-machining.cps - Generative Machining APT

|gplus. cps - Generic GPlus

sskenc.cps - Generic GSK S28MA.
haas - inverse time - a-axs.cps - Generic HAAS - Inverse Time and A-axis
s mill-tum. cps - Haas Mil-Turn (DEMO ONLY)
haas turning. cps - Generic HAAS Turning

750.cps 50

heidenhain 407.cps - Heidenhain TNC 407
heidenhain iso. cps - Generic Heidenhain 150

turning.cps - Generic UALplus Turning
heidenhain.cps - Generic Heidenhain
hur co.cps - Generic HURCO

Ewova 9.1: Emidoyn) post processor

e 3TN ouvéxela, adol So00el £va Gvopa 6To MPOoypapUa, eMAEyeTaL N evtoAn Open
folder yla va amoBnkeutel o G kwdLkaG og apxeio wote va pnopei va eloaxbet otov
UTTOAOYLOTH TNG EPYAAELONXOVAC.

@ PostProcess [Ty B @ | B, 2D Adaptive ) Horizontal = o Face [0 Tool Front | ] Tool Library
Setup Sheet 2D Pocket Contour i Part Tool Right | [H] Task Manager
simuiaee 5P Setup Folder pattern| it | Face ® Adaciive ™ Swarf Muhi-Asis Contour | Profile Groave 107 Toollsometric B ot | 9| Help/Tuterials
8 Post Process = il Thread D Tool Top
WMlti-Asiz Milling Turning ~ Orientation =

CGemfguatenfoder

[ CsersPublic\Documents tautodesk inventor HSMPasts el [ satup. ]

| PestGenfiguraten

| scramatc.cps - Generic Acramatic -] [an <] openconfy |

Qutput folder HC extension

[ Cx\osers C\appoatay. vsMine 1] [one || Openfoder |

Program name or number
Code-G Theodorou-Koulourianakos
The program name or number. This setting iz

Property Vaiue -
(Buiit-in) allowHelicalboves Yes

e o oD oot | | Buiitan) highFeedMapping Preserve rap...
i o sors st ey s oatd numper | | BT} G aacrate 0
supported by the CC control (Builtin) meximumCreulsrRadus 1000
s (®uiltin) th 0.01
[ o] | @it minimuneicuaRadus 001
(Buitn) tolerance 0.002
[JReorder to minimize tool changes optionalStop Yes
Open NG file in gditor preloadToal Yes

separatewordswithspace Yes -

T —

Ewkova 9.2: Ovopaocia mpoypappotog
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e T£MAog, pe TNV evtoAn AloBrkeuon amodnkeVetal To MPOYPaULL.

Ewkova 9.3: AnoBrkevon G-kwdika

e ITNV MAPOKATW E€LKOVA TTAPOUCLAZETAL VA TN LA TOU KWOLKO G TTOU aVTLOTOLKEL
oTnV MEUTN $aon Katepyaoiag tou SoKLuiou, 6Tou yivetal n dLavolen Tng mpwing
OTN¢ otnv enipavela B Tou Sokiuiou.

289

290 (Drilll)

291 N1425 M9

292 N1430 M1

293 N1435 T32 M6

294 N1440 51600 M3

295 N1445 M8

296 N1460 GO X-49.5 ¥24.
297 N1465k G43 Z15. H32
298 N147T0 T22

299 N1480 GO Z5.

Jo0 N1485k G98 GB1 X-49.5 Y24, Z-16. BR-6. Fle60.
301 N1490 ¥X-22.5

302 N1495 X4 .5

303 N1500 X31.5

304 N1505 G8BO

305 N1510 GO Z15.

206 N1515 ML

307 N1520 G53 GO ZO0.|

308

Ewkova 9.4: G-kwdikag MEUNTNG PpAcnS Katepyaolag ylo TV mpwTn Omh
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. H Bewpia tou kwdika G €xeL avadepOei oto Kepdhalo 1 otnv evotnta 1.4.3
0e).10.Mwo AemTopepws 0 KWOLKAG G onuaivel "yeWUETPIKOG KwdLKag" Kal
okoAouBel kamota mapaAiayn Tou aApaplBunTikol PoTUTOU:

NH# GHE XHE YHH ZH#H Fi# SHE THE MEH

N: AplBuog oelpdg

G: Kivnon

X: Opulovtia Bon

Y: KaBetn B€on

Z: BaBog

F: Mpowon

S: Taxutnta Neplotpodnc
T: Emhoyn Komtikou
M: Atddpopot Kwbikeg
land J:

R: Aktiva t6€ou

° Ot aAdaplBuntikoi KwOLKOL XpNOLUOTOLOUVTAL YL TOV TIPOYPOUUATIONO, KABWG
elvat évag amhog tpomog:

GH#t: KaBopilelc tnv kivnon kat tn Aettoupyia

X## Y##t Z##: Anhwvelg pla B€on

Fit# St#: Opllelg pio Tun

TH#: ETUAEYELG Eva epyaleio

M#H: EvepyOoTIOLELG KOl QTTEVEPYOTIOLELG KATL OTtwe N PUén

M.x. 2 GO1 X1 Y1 F20 TO1 M03 S500
Exoupe Ml kivnon ypappiky (G0O1) otn O&edopévn Béon XY pe mpowon

20.Xpnowomnowol to epyaleio 1, Sefldootpodn meplotpodny tou dafova Kol n
ToxuTnTa TN atpdkTou givat 500.
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Onote otnv méumtn $Aacn Katepyaoiag ylo tTnv mPwTn omn €XOUUE Tov £EAG
KwdKa:

(Drill1)

N1425 M9

N1430 M1
N1435T32 M6
N1440 S5000 M3
N1445 M8

N1460 GO X-49.5 Y24.
N1465 G43 Z15. H32
N1470T22

N1480 GO Z5.

N1485 G98 G81 X-49.5Y24. Z-16. R-6. F500.
N1490 X-22.5

N1495 X4.5

N1500 X31.5

N1505 G80

N1510 GO Z15.
N1515 M5

N1520 G53 GO Z0.

N1425: Mavon mapoxng Puktikol vypol.
N1430: Mpoalpetikr mavon.
N1435: Autopatn aAAayn epyaAeiou kal emAoyn KOmTikou Tng Béong 32 .
N1440: Meplotpodn tng atpaktou deflootpoda e ta Taxutnta 5000 rpm.
N1445: Mapoxn PukTikoU.
N1450: Ipryyopn tomoBétnon otn B€on XY.
N1455: Apvntikn avtiotaduion Uoug epyaieiou(Maipvel pia SievBuvaon, cuvnBwg
H, wote va KAAECEL TOV KATOXWPNTA AMOKALONG MRKOUC TOU EpyaAEiou.) oTo onueio
Z.H evtoAn H kaBopilel tnv amokAlon LRKoug Tou epyaieiou.
N1460: Ertthoyn komtikol B€ong 22.
N1465: Ipryyopn tonoBétnon otn B€on Z.
N1470: Npowon avd Aemtd 500 mm/min pe amAo kUkAo Sldtpnong oto onueio
XYZ.To R KabBopilel to péyebBog tng aktivag tou Ttofou Nn Kkobopilel to UYPog
eMoTPodnG (retract) oe kUKAOUG epyacilwv ¢pelaplopaToq.
N1475: TonoBétnon otn Bon X.
N1480: TortoBtnon otn B£on X.
N1485: TonoBtnon otn Bon X.
N1490: AkUpwaon TuTtonolnévou KUKAOU (AKupwvel 6AouG Toug KUKAoUG onwe G73,
G81, G83.0 &fovag Z smiotpedel ite otnv apxkr otddun Z r} tn otdbun R onwg
£XEL TIPOYPAUATLOTEL.).
N1495: Ipryyopn tonoBétnon otn O€on Z.
N1500: Mavon tng eplotpodng TNG ATPAKTOU.
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N1505: Z0oTnUa CUVTETAYHEVWY TNG Knxoavic(Maipvel TIC amOAUTEG CUVTETAYUEVEC
(X, Y, 2, A, B, C) ue avadopd oto UNSeVIKO GNUELO TNG UNXAVAG KOl OXL WG TPOG TO
undevikd onueio tou mpoypappatog. Mrmopel va eivat xpnowun yia aAlayEg
gpyoieiwv.).
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KE®AAAIO 5

5.1 Zvumepaocpata MeAétng

MNapakdtw avaAlovial Ta PaCIKOTEPA CUUTEPACUATA TIOU €XOUVE TIPOKUWYPEL KOTA TN

SLapKeLa TNG EKTEAEDH TNG:

O TpLoblaoTaTog LOVIEAOTIONTAC TToU Xpnotpomnotitnke (Autodesk Inventor) eivat
£€va ToAUTIO gpyadeio yla tnv Snuoupyia moAAamAwv oxediwv mou pmopel va
xpnotwuornotnBel site and emayyeApatieg yia tn dnuioupyia moAUTIAOKWVY oxediwv,
elte amod epaottéyvec yla anin ekpabnon kat yla dnuoupyia amlwyv oxediwv onwg
TIOPOUGCLACTNKE OTNV TITUXLOKN Epyoaia.

EmutAéov, mapatnpolue OTL To Tpoypaupa eudavilel moAAEG Suvatdtnteg
XELPLOUOU Kal TIOAAEC Aettoupyieg oxediaonc KOAAUTITOVTAG £TOL OAN TN YEWUETPLKNA
oxeblaon Twv oxnuatwv. Mia onuavtikr duvatdtnto XelpLlopou eival otL oTldnmote
oXebldooupe pmopoUue dpeco va To SlopBwooupe oe mepimtwon dnpoupyndet
Kamolo AaBo¢ pe amotéAeopa TNV €€0LKOVOUNGCN XPOVOU Kol XPNUATWY amd UALKA
TIoU Ba XPNOLLOTIOLOUCALE.

To Autodesk Inventor eivat €va TpOypapUO TIOU OUVEXWC OVOVEWVETOL LE
Kowoupyleg ekdOoelg, pe MANOWPA EVNUEPWOEWY TWV AELTOUPYELWV TOU KOl
TIEPLOCOTEPEG BEATIWOELG TIOU TpoadEpouv TaxUTeEPn amodoaon.

‘Eva moAU ONUAVTIKO CUPMEPACHA elval OTL TAEOV OTLG PEYAAEG AAAA KOl OTLC
MLKPEC BLOUNXAVIEG UTIAPXEL AVAYKN YL ypriyopn Kot BEATLOTN KOTIH METOAAWY UE TN
xpnon epyaietopunyavwyv CNC e amotéAeopa vo UTIAPYXEL avayKn yla e€ELSLIKEUIEVO
TMPOOWTILKO oTnv oxedloon Kol Tov mpoypoupatiopd autwv. Etol ta pabnuata
npoypappatiopot CNC kat oxedlaopou pe cuotripata CAD oTo €KMALOEUTIKO MG

16pupa mailouv TOAD oOnNUAVTIKO pOAo ywa TNV £€EMEN OtV UETEMELTA

ETIAYYEALATLKY HOC TTOpEiaL.

Ytnv epyacia autr avadeixbnke O6An n Stadikacio amd tn HeEAETN HEXPL KAl TNV
KOTOOKEUN €VOC SOKLUIOU UE OKOTIO TNV KATAPTLON YVWOEWVY KAl TNV £€0LKELWON TOU
avayvwotn He To Tpoypappa  oxediaong tng Autodesk. Mo ouykekplpéva
ovadelxOnke TO TMWC YIVETE OpPXIKA MLOL LEAETN evdg pnxavoloylkou oxedilou, n
oxeblaon tou Bripa mpog BrApa péca oto mpoypapua oxedlaong, n dSnuloupyia tou
daceoloyiou, n KATAOKEUN TOU Tpoypappatog CAM Kal TeEAKA N mapaywyn Tou G-
KwoLKa.

To KOTTIKG gpyaAsia elval £vag amod TOUG MO0 GNUOVTLKOUC TTAPAYOVTEG yLla TNV
OOTEPATWAN TNG OTOLACOATIOTE KATEPYAOILAC KAl aUTO To €uoba péoa amod tnv
EUMELpla POV KaTd T Slapkela TG 0ANng Stadlkaciog yU autd TO TIO GNUOVILKO
TPAYHO 0TV OAOKARPWON HLOC KATEPYAOLAC lval mavta n owaotr] emoyr UALKoU
TOU KomtikoU epyolelou. Emiong moAl onpavtikd kpLtiplo ivatl o aplOpdc twy
TITEPUYLWV TOU, N TayxUTNTA EPLOTPOGIC TOU KoL N XpnoLpomnoinon PuKTIKou uypou
KOTA TNV SLAPKELA KOTTNG.
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. Ev katakAe(SL, katd TNV Kataokeur Tou Sokipiov otnv CNC ¢pla avtiAndOnkape
TO00 TOAU ONUAVILIKO €lval va TNPELG TOUG KAVOVEG TIPOOTACILAC Yla TNV amoduyn
TOAMWVY KIVSUVWV OMWG KOTI OO KATOLO alYUNPO HUETOAALKO QVTLIKEIUEVO OTOV
XWPO TOU UNXaVOoUpYEiou.

5.2 Future Works

Me To MEpOC TNG TApoUCaG MTUXLOKAG gpyaociag, Sivovtal KAmoleg Suvatotnteg yla
epalTtépw enefepyaaoia tng.

o Mia npotaon eivat va emdexBouv SLapopeTKA KOTITIKA epyaAeia e SLadOPETIKEG
OUVONKEC KOTEPYAOLOC KOL VO UTTOAOYLOTEL O TAXUTEPOG XPOVOC KOTEPYAOCLOC TOU
Soklpiou. Emiong yla tnv emiteuén auvtol pmopet va yivel mapguBacn otnv nopsia
TOU KOTTTLKOU gpyaAsgiou aAAalovtag Tov Kwdika 000 ival epLKTO.

o Emiong, pa AaAAn oképn ywa peldovtikn enefepyacio tng epyaociag eivat n
mapaywyn tou Kwdlka-G amod tov omoudaotr Kol OXL HECW TOU TIPOYPAUUATOG.
B£Baa autd amaltel KAAEC YVWOEL OTOV TIPOYPAUUATIONO Kal oiyoupa emifAsdn
ond Kkamolov mpoypappotioty CNC ywa amoduyn odaAudtwy TOOO yla TV
£pYAAELOUN)OVH OCO0 KOL YLO TO OMTOTEAEGUA TOU SOKLUIOU.

o  Mia @A\n mpotaon yla BeAtiotonoinon tng epyaciag eival o oxeSlaouog Kot o
TIPOYPOUUATIONOC Tou SOoKliou va yivel kal pe SladOpeTIKA TPOypApUOTA
CAD/CAM wote va mopoxfouv Sladopetikol KWOLKEG KoL va Yivel pa clykpLon
XPOVWV Katepyaotiag kat va yivel elpeon Twv Sladopwv Toug.

o  Télog, n mapovoa epyacia pnopst va avoluBel akoun neploodtepo o€ BewpnTIKO
eninedo Kol MPAKTIKO KOBapd ylo KTIALOEUTIKO OKOTIO WOTE VA TIAPOUCLATZETAL N
OAn Sladikaoia mou akoAouBeite yLa TN LEAETN KO TN KATOOKEUH €VOG E€QPTHOTOG
og pLo. CNC gpyalelopnyavn.
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http://courseware.mech.ntua.gr/ml26076/mathimata/Koptika%20Ergalia.pdf (YAwd
Komtikwv Epyaleiwv)
https://www.m3.tuc.gr/ANAGNWSTHRIO/CNC/SHMEIWSEIS/3-1-CUT.pdf(®Bopd
Komtikwv Epyaleiwv)

http://www.metadosi-ischios.gr/article.php?ID=322 (Qpelapiopa)
http://courseware.mech.ntua.gr/ml26076/mathimata/2006Fresarisma.pdf(Eidn
Opelapioparog)
https://dspace.lib.ntua.gr/dspace2/bitstream/handle/123456789/3117/kantzavelos
k cutting.pdf?sequence=3 (Yypn-=npn Katepyaoia)
https://www.autodesk.com/industry/manufacturing/resources/manufacturing-
engineer/g-code

http://www.metadosi-ischios.gr/article.php?ID=70

www.autodesk.com

https://www.youtube.com/user/AutodeskCAM

https://www.haascnc.com/index.html

https://www.kennametal.com/en/home.html
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-GOmill-
GOdrill-GOtap-catalog-inch-and-metric.pdf
https://www.k2esa.com.au/wp-content/uploads/2019/03/Kennametal-Milling-.pdf
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-
Innovations-Catalog-2017-Metric.pdf

https://s3-ap-southeast-
2.amazonaws.com/suttontools/Brochure+and+Catalogue/Catalogues/Sutton%20To
01s/499980019 Industrial%20Catalogue/499980019 HSS%20Drills.pdf

5.4 Mapaptnua MeAetng Kataokeung Aokipiov

Ewova 9.7: CNC-Opéla HAAS VM-3
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http://courseware.mech.ntua.gr/ml26076/mathimata/Koptika%20Ergalia.pdf
https://www.m3.tuc.gr/ANAGNWSTHRIO/CNC/SHMEIWSEIS/3-1-CUT.pdf
http://www.metadosi-ischios.gr/article.php?ID=322
http://courseware.mech.ntua.gr/ml26076/mathimata/2006Fresarisma.pdf
https://dspace.lib.ntua.gr/dspace2/bitstream/handle/123456789/3117/kantzavelosk_cutting.pdf?sequence=3
https://dspace.lib.ntua.gr/dspace2/bitstream/handle/123456789/3117/kantzavelosk_cutting.pdf?sequence=3
https://www.autodesk.com/industry/manufacturing/resources/manufacturing-engineer/g-code
https://www.autodesk.com/industry/manufacturing/resources/manufacturing-engineer/g-code
http://www.autodesk.com/
https://www.youtube.com/user/AutodeskCAM
https://www.haascnc.com/index.html
https://www.kennametal.com/en/home.html
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-GOmill-GOdrill-GOtap-catalog-inch-and-metric.pdf
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-GOmill-GOdrill-GOtap-catalog-inch-and-metric.pdf
https://www.k2esa.com.au/wp-content/uploads/2019/03/Kennametal-Milling-.pdf
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-Innovations-Catalog-2017-Metric.pdf
https://www.productivity.com/wp-content/uploads/2016/09/Kennametal-Innovations-Catalog-2017-Metric.pdf
https://s3-ap-southeast-2.amazonaws.com/suttontools/Brochure+and+Catalogue/Catalogues/Sutton%20Tools/499980019_Industrial%20Catalogue/499980019_HSS%20Drills.pdf
https://s3-ap-southeast-2.amazonaws.com/suttontools/Brochure+and+Catalogue/Catalogues/Sutton%20Tools/499980019_Industrial%20Catalogue/499980019_HSS%20Drills.pdf
https://s3-ap-southeast-2.amazonaws.com/suttontools/Brochure+and+Catalogue/Catalogues/Sutton%20Tools/499980019_Industrial%20Catalogue/499980019_HSS%20Drills.pdf
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SN 5‘ V0 MODEL ©l 3
i HAAS AUTOMATION, INC, OXNARD, CA. 93030

SERIAL NUMBER [ 1O0S81i6= ] ce
. DATE OF MFG -ceeoeneee- | D&/D T 1 ‘
. VOLTAGE... 360/480 gl

Ewova 9.8: CNC-Opela HAAS VM-3

VM-

Starting price: 84:995-€
63.746,25 €
a0 3 12 30+
TAPER AXIS RPM TOOL CAPACITY

The Haas VM Series machines are high-performance VMCs that provide the accuracy, rigidity, and thermal stability required for mold making, tool & die work, and other high-
precision industries. Each machine features a generous work cube, a multi-fixturing table, and a 12,000-rpm inline direct-drive spindle. Standard features include the Haas high-
speed control with full look-ahead, a side-mount tool changer, a programmable coolant nozzle, an automatic air gun, and much more.

+ Inline direct-drive spindle

Side-mount tool changer

High-speed machining software

v

' Multi-fixturing table
v

¥ Made in the USA

Ewova 9.9: Texviko dpulhadio HAAS VM-3
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STANDARD FEATURES

SPINDLES 12,000-rpm Spindle

TODL CHANGERS 30+1 Side-Mount

[:HIP E [:I][“.ANT Programmable Coolant Nazzle
MANA.GEMENT Automatic Alr Gun

Window Air Blast
Chip Auger
55-Gallon Coclant Tank

THE HAAS CONTROL Media Display M-Code; M130

HaasConnect: Remote monitaring
Early Power-Failure Detection Module
Ethernet Interface

WWiFi Connection for the Haas Control
Remote |Jog Handle with Color LCD
Rigid Tapping

User-Definable Macros

Coordinate Rotation and Scaling
High-Speed Machining

Standard Program Memory, 1 GB

PRODUCT OPTIONS Table Auxiliary Air Supply

Ewkdva 10.0: Texvikd dulhadio HAAS VM-3

TRAVELS SAE METRIC

* Axis 40.01in 1016 mm

Y Axis 26.0in 660 mm

Z Axis 25.0in 635 mm

Spindle Nose to Table (~ max) 29.2in 742 mm

Spindle Nose to Table (~ min) 4.2in 107 mm

SPINDLE SAE METRIC

Max Rating 30.0 hp 22.4 kW

Max Speed 12000 rpm 12000 rpm

Max Torque 90 ft-Ibf @ 2000 rpm 122 Nm @ 2000 rpm
Drive System Inline Direct-Drive Inline Direct-Drive
Taper CT or BT 40 CT or BT 40
Bearing Lubrication Air / Qil Injection Air / Oil Injection
Cooling Liquid Cooled Liquid Cooled

Ewova 10.1: Texvikd dpuladlo HAAS VM-3
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TABLE SAE METRIC
Length 54.0 in 1372 mm
wWidth 24.0in 610 mm
T-slot Width 0.620 in 16 mm
T-Slot Center Distance 3.94in 100 mm

Number of Std T-Slots

13 inY and 6 in X

13inYand 6in X

Max Weight on Table (evenly distributed) 4000 Ib 1814 kg
FEEDRATES SAE METRIC
Max Cutting 500 ipm 12.7 mi/min
Rapids on X 710 ipm 18.0 m/min
Rapids on ¥ 710 ipm 18.0 m/min
Rapids on Z 710 ipm 18.0 m/min
AXIS MOTORS SAAE METRIC
Max Thrust X 4100 |bf 18238 N
Max Thrust ¥ 4100 |bf 18238 N
Max Thrust Z 4100 Ibf 18238 N
Ewkova 10.2: Texviko duAradio HAAS VM-3

TOOL CHANGER SAE METRIC

Type SMTC SMTC
Capacity 30+1 30+1

Max Tool Diameter (full) 2.5in 84 mm

Max Tool Diameter (adjacent empty) 5.0in 127 mm

Max Tool Length (from gage line) 13 in 330 mm

Max Tool Weight 12 b 5.4 kg

Tool-to-Tool (avg) 2.8s 2.8s
Chip-to-Chip (avg) 3.6s 3.6s

GENERAL S.AAE METRIC
Coolant Capacity 55 gal 208L

AIR REQUIREMENTS S.AAE METRIC

Air Required
Inline Air Hose
Coupler (Air)

Alr Pressure Min

Ewova 10.3: Texvikd dpuladio HAAS VM-3

4 scfm @ 100 psi
3/8in
3/8in

80 psi

112 L/min @ 6.9 bar

3/8in

3/8 in

5.5 bar

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN
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DIMENSIONS - SHIPPING

SAE

METRIC

Domestic Pallet

Export Pallet

Weight

Domestic Pallet w/50+1 SMTC

Export Pallet w/50+1 SMTC

156 in x 102 in x 125 in

164 in x 92 inx 101 in

15300 |b

156in 102in125in

164 in 92in 101 in

397 cm x 260 cm x 318 cm

417 cm x 233 cm x 257 cm

6940.0 kg

397 cm 260cm 318 cm

417 cm 233 cm 257 cm

Weight wi/50+1 SMTC 15600 Ib 7077 kg
ELECTRICAL SPECIFICATION SAE METRIC
Spindle Speed 12000 rpm 12000 rpm

Drive System

Spindle Power

Input AC Voltage (3 Phase) - Low
Full Load Amps (3 Phase) - Low
Input AC Voltage (3 Phase) - High

Full Load Amps (3 Phase) - High

Inline Direct-Drive
30.0 hp

220 VAC

TFO A

440 VAC

35 A

Ewkova 10.4: Texvikd dulhadio HAAS VM-3

Inline Direct-Drive

22.4 kW

220 VAC

JOA

440 VAC

35 A

= Standard: None

Optional: WM Series

a0

140 -
112 az
= B84 24 —
= =
o =
2 =
& =
2 s& 18 &
28 | a
o o

o 2400 4800 7200 2600 12000
RPM
—— = Torgue Fower
122016
e VM Series
E 12,000-rpm, Inline-Drive Spindle
an A40HSK Taper — 22.4 kKW
a Standard: None
Optional: Wk Series
140 40
112 az
= B84 24 —
= =]
w (-4
= i}
= 3
S ss 16 &

2a 1

o 2400 4800 T200

RPM

—— = Torgue P

Values shown are 200% spindle Load

BE00

o
12000

Ewkdva 10.5: Texvikd dulhadio HAAS VM-3
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. B S W L} T Standard: None
Optional: VM Series. UMC-1000/SS
100 so
ol
so b= a0
~
~
~
— e =
€ o ~0 s0 £
] " =
-~
g ~ g
<0 S 20
==
e
20 e S— 10
o
o 3000 soco 5000 12.000 1s.000
rReM
— — —Toraue Power
Values shown are 200% Spindle Load
12o02018
VM Series, UMC-1000/SS
_— E 15.000-rpm. Inline-Drive Spindie
. A0/HSK Taper — 22.4 kW
4 Standard: None
Optional: VM Series, UMC-1000/SS
12s _— 40
—_—
-
-
100 3 32
~
~
~
~
\\
— 7s 24
£ e =
= -~ o
] s =
£ o . 3
2 seo I 18 &
o
.
B e —— 8
o o
3000 sooo @000 12000 15000
rPM
—— o Power
Values shown are 200% Spindle Load o >

Ewkdva 10.6: Texvikd dulhadio HAAS VM-3

D s Lo g Fo N L4 I

Qutput Torqus (Nm|

rAAZRRRYE

Standand: No

e
Optional: WF-1 to WVF-12, Wi Series

1sooo 20000 2spoo =oooo

AP

——— rowen |

TOROUE

Walues shown are 200% spindle load
EXEE Y

WF, WM Series
High-Performance. 30.000-rpm. Belt-Drive Spindie
30 Taper — 14 W

Standard: MNone

Optional: WF-1 to WF-12, VMM Series

Qutpt Povar )

25000

=
TORGUE

——— rowen |

Values shown are 200% spindle load

Ewkova 10.7: Texvikd dulhadio HAAS VM-3
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Kennametal 50A05RS90ED14D

NAaxkidia kedpaAng: EDCT140408PDFRLDIKC410M

SKU 2623941
Manufacturer Kennametal
Tool Group Mill 1-14, Indexable Shell Mills
Mill Type Shell Mill
D1-mm 50.00

D -mm 22.00

D6 - mm £5.00
L-mm £0.00

Apl max 14,30
Z-mm 5.00

Max Ramp Angle® 3.80

KG 0.30

Max RPM 25,000.00
Platform Mill 1-14

Ewkova 10.8: Opelokedaln (Face mill) @50
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PRODUCT USAGE

Insert Selection Inseris Tool Body Speeds & Feeds Grades Spare Parts Application Data

Recommended Starting Speeds [m/min]

Mo KC410M KC422M KC520M KC522M KC725M KCK15 KCPM20
2 - - - - - - - - - 330 | 286 | 270 | 280 | 230 | 215 - - - 550 | 485 | 450 | 45
2 - - - - - - - - — | 275 | 240 | 200 | 220 | 190 | 160 - - - 340 | 310 | 275 | 28
3 - - - - - - - - - 255 | 215 | 175 | 200 | 170 | 140 - - - 310 | 275 | 255 | 25
4 - - - - - - - - — | 225 | 188 | 150 | 180 | 180 | 120 - - — | 230 | 215 | 190 | 18
. _ - - - - - - - 18 170 | 150 | 150 | 135 | 120 - - - 27 250 | 230 | 26
& - - - - - - - - - 185 | 125 | 100 | 130 | 100 | 30 - - - 10 | 170 | 145 | 18
M| 1 - - - - - - - - - 20 180 18 170 | 150 | 13 - - - 22 200 | 17 20
2 - - - - - - - - - 185 | 180 | 130 | 155 | 130 | 110 - - — | 205 | 175 | 180 | 12
3 - - - - - - - - - 140 | 120 | 9 15 | 100 | =0 - - - 160 | 145 | 12 14

o s .
I
|
I
|
|
I
|
at
]
2
=
&
@
&
@
&
I
5
I
|
I
t
&
a3
~
&
a
N
o
&
r
e
&
N
&
o
5
2
&

5 1215 | 1080 | 995 | 1075 | 945 | 875 - - - - - - - - - - - - - - - -
3 1080 995 915 945 | 875 | 760 = = = = = = - - - - - - - - - |
1 - - - - - - - - - 40 38 2 3 30 2 - - - - - - -
2 = = = = = = = = = 40 38 25 35 30 25 = = = - - - |
3 - - - - - - - - - 50 40 25 a5 35 25 - - — - - - -
4 = = = = = = = = = 70 50 35 60 45 30 = = = = = = -
H 1 - - - - - - - - - 120 90 70 - - - - - - 140 | 115 9 -

Ewova 10.9: Opelokedalr (Face mill) @50

Recommended Starting Feeds [mm]

Insert Geometry Recommended Starfing Feed per Tooth (Fz) in Relation to % of Radial Engagement (ag) Insert Geometry
5% 10% 20% 0% 40-100%
F.LDJ 012 | 04 | 08 | 006 | 033 | 059 | 006 | 025 [ 044 | 006 | 022 | 038 | 005 | 020 @ 035 F.LDJ
E.LDJ 012 | 047 | 08 | 008 | 034 | 059 | 006 | 026 [ 044 | 006 | 022 | 039 | 005 | 020 @ 035 E.LDJ

ELD 012 | od6 | 081 | 009 | 033 | 058 | 007 | 025 | 043 | 006 | 022 [ 038 ( 005 | 020 | 035 ELD

EGD 017 | of2 | 088 | 012 | 038 | 064 | 009 | 028 043 | 005 | 024 | 042 ( 007 | 02 | 038 EGD

S.6E 023 | of | 088 | 017 | 037 | 064 | 013 | 027 048 | 011 | 024 | 042 ( 010 | 02 | 038 5.GE

56D 023 | 0f0 | 0

oo
oo
i

036 | 083 | 013 | 027 | 047 | 011 | 024 | 041 ( 010 | 022 | 038 S5.GD

5.6D2 023 | 0f0 | 0

oo
oo
=
=i

036 | 083 | 013 | 027 | 047 | 011 | 04 | 041 ( 010 | 02 | 038 5602

E.HD 023 | 059 | 085 | 017 | 043 | 068 | 013 | 032 050 | 011 | 028 [ 044 | 010 | 025 | 04 E.HD

E.HD2 021 | 05 | 08 | 015 | 043 | 068 | 011 | 032 | 051 | 010 | 026 | 044 | 009 | 025 | 04 E.HD2

Light Machining General Purpose Heavy Machining

Ewova 11.0: Opelokedoaln (Face mill) @50
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Opelokedaln (Face Mill) ®20: Kennametal 20A02R039B20SED14

MAakidio kepaAng: EDCT140408PDFRLDIKC410M

S5KU 2622232
Manufacturer Kennametal
Tool Group Mill 1-14, End Mills, Weldon
Mill Type End Mill

D1 - mm 20.00

D - mm 20.00
L-mm 90.00

L2 - mm 39.00

Ap1 max 14,70

Z - mm 2.00

Max Ramp Angle® 16.80

KG 0.17

Max RPM 47,500.00
Platform Mill 1-14

Ewkova 11.1: Opelokedalr (Face mill) @20
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PRODUCT USAGE
Insert Selection ‘ Inserts | Tool Body Speeds & Feeds | Crades | Spare Parts Application Data
Recommended Starting Speeds [m/min]
e KC410M KC422M KC520M KC522Mm KC725M KCK15 KCPM20
1 - _ - - - - - - — | 330 | 288 | 270 | 260 | @30 | 205 | - - — | 550 | ass | 450 | a5
2 - - - - - - - - — | 275 | 240 | 200 | 220 | 1m0 | 180 | - - — | 340 | 310 | 275 | 28
3 - - - - - - - - — | 255 | 215 | 175 | 200 | 470 | 140 | - - - | 310 | 275 | 255 | 25
4 - - - - - - - - - 225 185 150 180 150 120 - - - 230 215 190 19
5 - - - - - - - - - | 185 | 170 | 150 | 150 | 138 | 120 | - - - | 275 | 280 | 230 | 28
6 - - - - - - - - — | 185 | 128 | 100 | 130 | 100 | 80 - - — | 190 | 170 | 145 | 18
M| o1 - - - - - - - - ~ | 205 | 180 185 | 170 | 180 | 135 | - - ~ | =225 | 200 | 175 | 20
2 - - - - - - - - ~ |15 | 1e0 | 130 | 155 | 130 | a0 | - - - | 205 | 175 | 160 | 18
3 - - - - - - - - - 140 120 95 115 100 80 - - - 160 145 125 14
1 - - - - - — | 270 | 245 | 215 | 230 | 205 | 185 | - - — | 420 | 385 | 340 | 360 | 325 | 295 | 29
2 - - - - - — | 210 [ 190 | 175 | 180 | 160 | 150 | - - — | 235 | 298 | 275 | 285 | 288 | 235 | 23
3 - - - - - ~ | 175 | 180 | 145 | 150 | 135 | 120 | — - ~ | 280 | 280 | 230 | 240 | 35 | 200 | 18
| zis | qos0 | ess | io7s | sas | a7 | - - - - - - - _ - - _ - - _ N -
3 | 1080 | @95 | 915 | e45 | 875 | 7RO | - - - - - - - - - - - - . - . |
1 - - - - - - - - - 40 35 25 35 30 25 - - - - - - —
2 - - - - - - - - - a0 | 3 | 25 | 35 | 30 | 25 - - - = - - |
3 - - - - - - - - - s0 | a0 | 25 | a5 | 38 | =25 - - - - - - -
4 - - - - - - - - - 70 | s0 | 35 | &0 | 45 | 30 - - - = - - |
H | 1 - - - - - - - - - | 120 | 0 | TO - - - - - — | 140 | 15 | es -
Ewkova 11.2: Opelokedalr| (Face mill) 320
Recommended Starting Speeds [m/min]
e KC410M KG422M KC520M KC522M KC725M KCKA15 KCPM20
1 - - - - - - - - - 330 285 270 260 230 215 - - - 550 435 450 45
2 _ . . - - - - - — | 275 | 240 | 200 | 220 | 180 | 160 | - - ~ | 340 | 310 | 275 | 28
3 - - - - - - - - - 2556 215 175 200 170 140 - - - 310 275 255 25
4 - - - - - - - - - 225 185 150 180 150 120 - - - 230 215 190 19
5 - - - - - - - - - | 185 | 170 | 150 | 150 | 135 | 120 | - - - | 275 | 250 | 230 | 26
6 - - - - - - - - - 166 125 100 130 100 80 - - - 190 170 145 16
M 1 - - - - - - - - - 205 180 165 170 150 135 - - - 225 200 175 20
2 - - - - - - - - - | 185 | 180 | 130 | 485 | 130 | 110 | - - - | 208 | 175 | 180 | 18
3 - - - - - - - - - 140 120 a5 1156 100 80 - - - 160 145 125 14
1 - - - - - - 27 245 215 230 205 185 - - - 420 385 340 380 325 295 29
2 - - - - - - | 210 | 190 | 175 | 180 | 180 | 150 | - - - | 338 | 295 | 275 | =85 | 285 | 235 | 23
3 - - - - - - 175 160 145 150 135 120 - - - 280 250 230 240 215 200 19
- | 1215 | 1080 | 995 | 1075 | @45 | a7 | - - . _ -~ - - - . - . N _ _ . |
3 1080 995 915 945 875 760 - - - - - - - - - - - — - — — N
1 - - - - - - - - - a0 | 35 | 25 | 3 a0 | 25 - - - - - - |
2 - - - - - - - - - 40 35 25 35 30 25 - - - - - - -
3 - - - - - - - - - 50 40 25 45 35 25 - - - - - - -
4 - - - - - - - - - 70 | s0 | 35 | e a5 | 30 - - - = - - |
H 1 _ - - _ - - _ - - _ - - _ - - _ - . _ - - |
|

Ewkova 11.3: Opelokedaln (Face mill) @20
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Recommended Starting Feeds [mm)]

Insert Geometry Recommended Starfing Feed per Tooth (Fz) in Relation to % of Radial Engagement {2&) Insert Geometry
% 0% W% 0% 40-100%
F.LDJ 0.12 046 | 082 0og | 033 | 058 0,06 0,25 0.4 0,08 022 0,38 0,03 0,20 0,33 F.LDJ
E.LDJ 012 047 | 082 nos | 034 | 058 0,06 0,26 0,44 0,06 0,22 0,39 0,05 0,20 0,35 E.LDJ
ELD 012 046 | 081 nos | 033 | 056 0,07 0,25 043 0,06 0,22 0,36 0,03 0,20 0,35 ELD
E.GD 017 052 | 089 D1z | 03 | 064 0,08 0,28 043 0,08 0,24 042 0,07 0,22 0,35 E.GD
5.GE 023 051 089 0i7 | 037 | 064 0,13 0,27 043 on 0,24 042 0,10 0,22 0,35 5.GE
3.G0 0.23 050 | 088 0ir | 036 | 063 0,13 0,27 047 0n 0,24 041 0,10 0,22 0,35 3.G0
5.6D2 023 0,50 088 017 0,36 063 0,13 0,27 047 on 0,24 041 0,10 0,22 0,38 5.6D2
E.HD 023 059 | 095 0i7 | 043 | 068 0,13 0,32 051 on 0,28 0,44 0,10 0,25 041 E.HD
E.HD2 021 059 | 093 0is | 043 | 066 bt 0,32 0,51 0,10 0,28 044 0,08 0,25 041 E.HD2
Light Machining General Purpose Heavy Machining
Ewova 11.4: Opelokedalr (Face mill) @20
Recommended Starting Feeds [mm]
Insert Geometry Recommended Starfing Feed per Tooth (Fz) in Relation to % of Radial Engagement (ag) Ingert Geometry
% 10% 0% 0% 40-100%
F.LDJ 012 | 046 | 0& | 005 | 033 | 039 | 006 | 025 | 044 | 006 | 022 | 036 | 005 | 020 | 035 F.LDJ
E.LDJ 012 | 047 | 0&2 | 005 | 034 | 059 | 006 | 026 | 044 | 006 | 022 | 038 | 005 | 020 | 035 E.LDJ
E LD 012 | 046 | 08 | 009 | 033 | 056 | 007 | 025 | 043 | 006 | 022 | 036 | 005 | 020 [ 035 E LD
E.GD 017 | 052 | 088 | 012 | 038 | 064 | 009 | 028 | 048 | 008 | 024 | 042 007 | 022 [ 03 E.GD
5.GE 023 | 05 | 088 | 017 | 037 | 064 | 013 | 027 | 048 | 01 024 | 042 01 | 022 | 03 5.GE
5.6D 023 | 050 | 0@ | 017 | 036 | 063 | 013 | 027 | 047 | 01 024 | 04 010 | 022 [ 038 3.6D
3.602 023 | 050 | 0@ | 017 | 036 | 063 | 013 | 027 | 047 | 011 024 | 04 010 | 022 [ 03 5.G02
E.HD 023 | 059 | 095 | 017 | 043 | 068 | 013 | 032 | 051 01 D28 | 044 | 010 | 025 | 041 E.HD
E.HD2 021 | 059 | 085 | 015 | 043 | 066 | 011 032 | 051 01 | 028 | 044 | 008 | 025 [ 04 E.HD2
Light Machining (General Purpose Heavy Machining

Ewova 11.5: @pelokedalr (Face mill) @20
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[Ttuxwaxn Epyacia

Recommended Starting Speeds and Feeds [SFM]

X.0e08wpov-1.KovAovplavakog

Mé'..:.:i: I KC410M KC422M KC520M KC522M KC725M KCK15 KCPM20
1 - - - - - - 1080 880 860 T00 - - 1810
2 - — - - - - 900 660 T20 530 - - 1120
3 - — - - - - 830 580 660 450 - - 1010
4 - - - - - - T40 490 590 390 - - 760
5 - — - - - - 610 490 490 390 - - 910
& - - - - - - 540 330 | 430 260 - - 630
i 1 - - - - - - 670 540 | 560 450 - - 730
2 - - - - - - 610 430 510 360 - - 670
3 - — - - - - 450 310 380 260 - - 530
1 - - - - 880 710 750 800 - - 1380 1115 1180
2 - - - - 690 580 590 490 - - 1095 910 940
3 - - - - 580 470 490 400 - - 920 750 790
| 390 3270 | 3520 2870 | - - - - - _ - _ _
3 3650 3000 3100 2500 - - — — — - — — —
1 — — — — — - 130 a0 115 a0 — - —
2 — — — — - - 130 a0 115 a0 — - -
3 — — — — — - 170 °0 150 80 — - —
4 _ - — - - - 120 | 200 100 = = =
1 _ _ — - - - 390 230 - - - - 460
Ewkova 11.6: Opelokedalr| (Face mill) 320
Recommended Starting Speeds and Feeds [SFM]
M;:Ji:l KC410M KC422M KC520M KC522M KC725M KCK15 KCPM20
1 - - - - - - 1080 830 860 T00 - - 1810
2 - - = - - - 900 660 T20 530 - - 1120
3 - — - - - - 830 530 660 460 - - 1010
4 - - - - - - 740 490 390 - - 760
5 - — = - - - 610 490 490 390 - - 910
& _ . _ - - - 540 330 | 430 260 - - 630
M| 1 _ . _ - - - 670 540 | 560 450 - - 730
2 = — - - - - 610 430 510 360 - - 670
3 - — - - - - 460 310 380 260 - - 530
1 - — - — 880 rall 750 600 - 1380 1115 180
2 - - - - 690 580 590 490 - 1095 910 940
B - - - - 580 470 490 400 - - 920 750 790
| 3990 3270 | 3520 2870 | - - - - - - - _ _
B 3580 3000 3100 2500 - - - - - - - - -
1 - - - — - - 130 80 115 80 - - -
2 - - - - - - 130 90 115 80 - - -
3 - - - — - - 170 90 150 80 - - -
4 - - = - - - 230 120 200 100 - - -

-

Ewova 11.7: Opelokedaln (Face mill) @20
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[Ttuxwaxn Epyacia

X.0e08wpov-1.KovAovplavakog

Recommended Starting Feeds [IPT)

Insert Geometry Recommended Starting Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae) Insert Geometry
5% 10% 20% 30% 40-100%
F.LOJ 005 | M3 | 023 | 003 | 008 | 07 | 003 | 007 | 043 | 002 | 006 | O | 002 | 006 | 010 F.LDJ
E.LDJ 005 | M7 | 028 | 003 | M2 | 020 | 003 | 009 | 045 | o002 | 00 | 043 | 002 | 007 | 012 E.LDJ
ELD 005 | 6 | 026 | 004 | 02 | 020 | 003 | 009 | 045 | 002 | 00 | 043 | 002 | 007 | 012 ELD
E.GD 07 | M9 | 032 | 005 | M3 | 023 | 004 | 00 | 047 | 003 | 009 | 45 | 003 | 008 | .0H4 EGD
S.GE 009 | 020 | 032 | 007 | M4 | 023 | 005 | 0 | 047 | 004 | 009 | 095 | 004 | 009 | .0H4 S.GE
5.GD 009 | 020 | 032 | 007 | M4 | 023 | 005 | 0 | 047 | 004 | 009 | M5 | 004 | 009 | 094 3.GD
5.602 009 | 020 | 032 | 007 | M4 | 023 | 005 | 0 | 047 | 004 | 009 | 095 | 004 | 009 | .0H4 5.G02
E.HD 009 | 023 | 037 | 007 | 7 | 027 | 005 | 43 | 020 | o004 | M [ A7 | 004 | 00 | 016 E.HD
E.HO2 00 | 023 | 037 | 006 | M7 | 027 | 004 | 43 | 020 | o004 | M [ M7 | 004 | 00 | 016 E.HO2
Light Machining General Purpose Heavy Machining
Recommended Starting Feeds [IPT)
Insert Geometry Recommended Starting Feed per Tooth (Fz) in Relation to % of Radial Engagement (ae) Insert Geometry
% 10% 0% 0% 40-100%

F.LDJ 005 | .19 | 033 003 | .3 | 023 | 003 | 010 | 018 [ 002 | 009 | 015 [ 002 | .00 | 014 F.LDJ
E.LDJ 005 | M9 | 033 | 003 | 4 | 024 | 003 | 00 | 048 | 002 | 009 | M5 | 002 | 008 | .0H4 E.LDJ
ELD 005 | M8 | 032 | 004 | M3 | 023 | 003 | 00 | 047 | 002 | 009 | M5 | 002 | 008 | .0H4 ELD
E.GD 007 | 020 | 035 | 005 | M& | 025 | 004 | 0 | 048 | 003 | 010 | 096 | 003 | 009 | 015 EGD
S.GE 009 | 020 | 035 | 007 | 4 | 025 | 005 | 0 | 049 | 004 | 009 | A7 | 004 | 009 | 015 S.GE
5.GD 009 | 020 | 035 | 007 | 4 | 025 | 005 | 0 | 049 | o004 | 009 | M6 | 004 | 009 | 015 3.GD
5.602 009 | 020 | 035 | 007 | 4 | 025 | 005 | 0 | 049 | o004 | 009 | M6 | 004 | 009 | 015 5.G02
E.HD 009 | 023 | 037 | 007 | 7 | 027 | 005 | 43 | 020 | o004 | M [ A7 | 004 | 00 | 016 E.HD
E.HO2 00 | 023 | 037 | 006 | M7 | 027 | 004 | 43 | 020 | o004 | M [ M7 | 004 | 00 | 016 E.HO2

Ewova 11.8: Opelokedoln (Face mill) @20
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[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

KovdUAL kapBLdiou tetpantepo (End mill) ®6: Kennametal 4CH0O600DD013A

KC633M

PIP2YLYS

= Centre cutting.

L

dletail X

BeH End Mill Tolerances
tolerance hé

D1 tolerance a8 D &=
=3 -0,014/-0,028 =3 V0,006
=36 -0,020/-0,038 =36 0,008
= 610 -0,025/-0,047 = E-10 0,009
= 10-18 -0,032/-0,059 > 10-18 o011
= 18-30 -0,040/-0,073 > 18-30 00,013

4CH..DD * 4 Flute * Metric

@ first choice
© altemnate choice

length of cut length

KCE33M D1 D Ap1 max L BCH
4CHO400DDO11A 4.0 4 11,00 50 0.10
4CHOS00DDO13A 5.0 5 13,00 50 0,10
4CHOB0DDDO13A 6.0 & 13,00 57 010
4CHOBOODDO1SA 80 8 19,00 B3 0,20
ACH1000DDO22A 10,0 10 22,00 72 0,20
4CH1200DD026A 120 12z 26,00 a3 0,30
4CH1400DDO26A 140 14 26,00 a3 0,30
4CH1600DD032A 16.0 16 32,00 a2 0,30
4CH1800DDO32A 18.0 18 32,00 g2 0,30
4CH2000DD038A 20,0 20 38,00 104 0,30

MOTE: For application data. pleasa see pags 30.

Ewkova 11.9: KovSUAL kapBidiou tetparmrtepo (End mill) @6

GOmill GP » 4CH..DL-DD-ML-MX * 4 Flute * Long * Extra Long

Side Milling (A} TiAIN Recommended feed per tooth (fz = mm/th) for side milling [A).
Cutting
A —-vc D1 — Diameter
Material mimin
Group ap ae min max| mm | 30 40 5.0 6.0 8.0 100 | 120 14,0 160 | 18,0 200
0 | Apimax | 01xD |[150| - |200| fz | Q021 | 0028 | 0036 | 0O.044 | 0060 | 0072 | 0,083 | 0082 | 0101 | 0108 | 0,114
1 | Apimax | 01xD |150| - |200| fz | 0021 | 0028 | 0036 | 0.044 | 0060 | 0072 | 0083 | 0082 | 0104 | 0108 | 0,114
2 | Apimax | 01xD 140 - |180( fz | 0021 | 0028 | 0,036 | 0044 | O0S0 | 0072 | 0083 | 0092 | 0101 | 0108 | O,114
3 | Aptmax | 01xD |120| - |160( fz | QO17 | Q023 | 0,030 | 0036 | 0050 | 0061 | 0070 | 0079 | 0,087 | 0095 | 0101
4 | Apimax | 01xD | 80| - |150| fz | Q016 | 0021 | 0027 | 003 | 0045 | 0054 | 0062 | 0070 | OO77 | 0083 | 0038
1 | Apimax | 01xD |90 | - |115| & | QOI7 | 0023 | 0030 | 0,036 | 0050 | 0061 | 0070 | 0079 | D087 | 0095 | 01N
" 2 | Aptmax | 01xD | 6D | - |80 f= | 0014 | 0019 | 0024 | 0029 | 0040 | 0048 | 0056 | 0063 | 0070 | 0076 | 0081
1 | Apimax | 01xD |120f - |150| & | 0021 | 0025 | 0036 | 0044 | 0060 | 0072 | 0083 | 0092 | 011 | 0108 | 0114
2 | Aptmax | 01 xD |10 - |140( £ | 0017 | 0023 | 0030 | 0036 | 0050 ( 0081 | O0VO | 0079 | 0087 | 0085 | 0101
i | Apimax | 01xD |250| - |1000| fz | 0,030 | 0,040 | 0,050 | 0060 | 0080 | 0100 | 0,20 | 0,40 | 0,160 | 0,180 | 0,200
9 | Apimax | 01xD 250 - [730( #z | 0,024 | 0032 | 0,040 | O048 | 0064 | D080 | 0096 | 0112 | 0128 | 0144 | 0,160
4 | Apimax | 0.1xD 250 - |730( #z | 0.027 | 0036 | 0,45 | 0054 | 0072 | D090 | 0,108 | 0126 | 0144 | 0,162 | 0,180

NOTE: Lower value of cutting speed is used for high stock removal applications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above paameters are basad on ideal conditions. For smaller taper machining centres, please adjust parameters accordingly on =12mm diameter

Ewkova 12.0: KovSUAL kapBidiou tetparmtepo (End mill) @6
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[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

KovdUAL kapBidiou Ainttepo (Ball Nose) @3: Kennametal 2BN0O300DD007A
KC633M

L~ IS RN IR TR Y

= Centre cutting.

L
End Mill
o SN [~ E——
D1 tolerance e8 D + =
=3 -0,014/-0,028 =3 0/0,006
>3-6 -0,020/-0,038 >3-6 /0,008
> 6-10 -0,025/-0,047 > 6-10 /0,009
>10-18 -0,032/-0,059 >10-18 /0,011
> 18-30 -0,040/-0,073 > 18-30 /0,013
2BN..DD + 2 Flute « Ball Nose * Metric
® first choice
© alternate choice
length of cut length
KCE33Mm D1 ] x L
2BN0200DDO00TA 2.0 2 7.00 50
2BNO300DDO0TA 3.0 3 7.00 50
2BNO400DDO0BA a0 a 8,00 50
2BNOS00DDO10A 5.0 5 10,00 50
2BN0600DDO10A 6.0 6 10.00 57
2BNOS800DDO16A 8.0 8 16.00 63
2BN1000DDO19A 10,0 10 19,00 72
2BN1200DDO22A 12,0 12 22,00 a3
2BN1400DD0O22A 14.0 14 22,00 a3
2BN1600DDO26A 16.0 16 26,00 az
2BNZ2000DDO32A 20,0 20 32,00 104

Ewova 12.1: KovSUAL kapBidiou tetpdrmrtepo (End mill) @6

GOmill GP ¢ 2BN..DL-DD-ML-MX ¢ 2 Flute ¢ Ball Nose * Long ¢ Extra Long

-

Side Milling (A) TIAIN Recommended feed per tooth (fz = mm/th) for side milling (A).
Cutting
A Speed — v D1 — Diameter
Material mimin
Group ap ae |min max|{mm| 20 3,0 4,0 50 | 60 80 | 100 | 120 | 140 | 160 | 180 | 20,0
0 | Aptmax | 01xD |150| - |200| fz | 0,014 | 0,021 | 0,028 | 0,036 | 0,044 | 0,060 | 0072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,114
1 | Aptmax [ 01xD |150| - |200| fz | 0,014 | 0,021 | 0,028 | 0,036 | 0,044 | 0,060 | 0,072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,114
2 | Aptmax [ 01xD |140| - | 190 fz | 0,014 | 0,021 | 0,028 | 0,036 | 0,044 | 0,060 | 0,072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,114
3 |Aptmax|01xD |120| - [160| &z | 0011 | 0,017 | 0,023 | 0,030 | 0,036 | 0,050 | 0,081 | 0,070 | 0,079 | 0,087 | 0,085 | 0,101
4 |Aptmax | 01xD |90 | - |150| fz | 0,010 | 0,016 | 0,021 | 0,027 | 0,033 | 0,045 | 0,054 | 0,062 | 0,070 | 0,077 | 0,083 | 0,088
1 |Apimax | 01xD |9 | - |115) fz | 0011 | 0,017 | 0,023 | 0,030 | 0,036 | 0,050 | 0,061 | 0,070 | 0,079 | 0,087 | 0,085 | 0,101
M 2 |Aptmax |01xD |60 | - |80 | fz | 0,009 | 0,014 | 0,019 | 0,024 | 0,029 | 0,040 | 0,048 | 0,056 | 0,063 | 0,070 | 0,076 | 0,081
1 |Apimax [ 01xD |120| - |150| fz | 0,014 | 0,021 | 0,028 | 0,036 | 0,044 | 0,060 | 0,072 | 0,083 | 0,092 | 0,101 | 0,108 | 0,114
2 | Aptmax [ 01xD |110| - | 140 fz | 0011 | 0,017 | 0,023 | 0,030 | 0,036 | 0,050 | 0,061 | 0,070 | 0,079 | 0087 | 0,095 | 0,101
1 |Apimax | 01xD |250| - |1000| fz | 0,020 | 0,030 | 0,040 | 0,050 | 0,060 | 0,080 | 0,00 | 0,120 | 0,140 | 0,60 | 0,180 | 0,200
2 |Aptmax | 01xD|250| - [750| fz | 0,016 | 0,024 | 0,032 | 0,040 | 0,048 | 0,064 | 0,080 | 0,096 | 0,112 | 0,128 | 0,144 | 0,160
3 | Aptmax | 01xD |250| - |750| fz | 0,018 | 0,027 | 0036 | 0,045 | 0,054 | 0,072 | 0,090 | 0,708 | 0,126 | 0,144 | 0,162 | 0,180

NOTE: Lower value of cutting speed is used for high stock remaval applications or for higher hardness (machinability) within group.
Higher value of cutting speed is used for finishing applications or for lower hardness (machinability) within group.
Above parameters are based on ideal conditions. For smaller taper machining centres, please adjust parameters accordingly on >12mm diameter.

Ewkova 12.2: KovSUAL kapBidiou tetparmtepo (End mill) @6
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[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

Tpunavi ®6: HSS Sutton D1790600

Drills Jobber

suttontools

- General purpese dnll

- Web thirmed” point for easier penetrotion

- Split paint [ar easier peretratian

- Desigred far machine ond kand held driling

ANS]
B94-11

Cotalogue Code (ST F IR FREE]

Discownt Grouwp AD&E0 ACSOZ
L Mateial IS P EE——
I é_‘- b- b.- b-' S } d. Surfoce Finish b TRAIN The
f I " I—r Sutton Designation N N
- | Geametry R30 R30
Print Type 138" Form A 11E" Formi C
Drder Quantity 1 Bulk 105 = 7. Smem)
mm 1

0318 e 1| Ta &1 mT=o31E

0320 azn E5 £ ] 0178 0320

0330 30 =1 38 09030330 DN7% 0330

0340 150 Ta E -] 0903 0380 0972 0380

0350 aso Ta 35 09020350 0972 0350

0357 as7 Sk 73 £ D172 0357

0360 60 Ta E -] 09030350 0972 0350

o370 ER Ta E -] 09030370 0972 0370

0380 is0 75 43 09020330 097% 0330

0390 LD 75 43 0903 0330 0172 0330

0387 a7 532 k] 51 0972 0397

D00 w00 75 43 0903 0400 0172 D400

0510 &0 75 43 09030410 D972 0410

D&20 &30 75 43 D003 04320 D7 D430

0430 &30 EQ &7 0903 0430 0972 0430

D&37 537 Mies E3 B4 D7 D437

D550 &0 EQ &7 0903 04&0 0979 D40

D&50 50 Ed AT 0903 0450 0972 450

D560 &0 EQ &7 0903 0450 0972 450

D70 &T0 EQ &7 0903 0470 0172 470

D576 4.7E IME E3 -] 0172 4TS

[1T4:0i] &80 ES o2 0903 0430 0772 430

0490 &30 =1 52 0903 0430 0973 D430

0500 500 ES o2 0903 0500 0172 D=0

0510 510 =1 52 09030510 0iTe 0510

0516 5.16 13764 92 =73 0172 0516

0520 520 =] o 0903 0520 D7e 0520

0530 530 ES o2 09030530 0172 0530

0550 5.&0 53 &7 0903 0580 D17% DEL0

0550 550 53 57 0903 0550 D172 0550

0556 556 FLE 55 =21 0172 D555

0560 550 53 57 0903 0550 0172 D550

0570 570 53 57 09020570 0172 05T

0580 580 53 57 0903 0530 0972 =30

0590 530 53 57 0903 0520 0172 0s=0

0595 5395 15764 s BT 0172 D555

De00 600 53 57 0903 0&00 0972 De00

DE10 B0 101 -x] 0902 0610 0972 0&10

De20 620 101 [-x] 0903 D& 0972 DE2

DE30 B30 101 B 0903 0630 D7 DE30

DE35 635 Rl 10z o 0172 0E35

DE&D B&D 101 B2 0903 0&&0 D17 DEL0

18 M H
DO DD EEDEEEEDEOEDER BEEE 11| 1| 2024 s [ 2s ] mafra] ao [ar

[GEREIEIC 0] (=] (=] [ J0a] [=] [=] (o) Cul L 130 Bl L ] sl (e] [a] E=] [a] [+] [=] [ [=]

7S | Ll E=0 3 0= (0= =) Dol Eord E=R L 3 =] 0 =0 £ L) L] [o) f] o] o] (=] (=] k=)
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Ewkova 12.3: Tpurnavie @6
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Technical Specifications

Type General Purpose

Material HSS

Imperial/Metric metric

Drill Size 5 mm

Flute Length 57 mm

overall Length 293 mm

Point Angle 118°

Point Form Form C

Standard DIN338

Finish TiAlMN

Application Suitable for machine and hand held drilling. B
Feature web thinned point for easier penetration. Split

point for easier penetration.

Ewoéva 12.4: Tpumdve @6

ElKOVEG KaTA TNV Katepyaoia otnv epyaleopnyovi CNC

Ewkova 12.5: Aokiplo mpLv Tnv Katepyooia
MANEMZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOTIQN MHXANIKQN
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Ewova 12.7: Mpwtn paon katepyaoiog
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Ewkova 12.9: Aeutepn ddon Katepyaoiag

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN

110



[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

Ewova 13.1: Tpitn dpaon katepyaciog

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN
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Ewova 13.3: Tétaptn ¢paon Kkatepyaoiog
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’ﬁ:@._kf‘)\ T

Ewkova 13.4: Néumntn daon katepyooiag

Ewova 13.5: Néumntn ddaon katepyoaoiag
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[Ttuxwaxn Epyacia X.0e08wpov-1.KovAovplavakog

Ewkdva 13.6: Ektn pdaon katepyooiag

Ewkova 13.7: EBSoun ¢pdon katepyaoiog
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@)

4

Ewkova 13.9: ERSoun ¢paon katepyaoiog
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Ewkova 14.0: TeAky Mopdn Aokuuiou

Ewkova 14.1: Tehikry Mopdn Aokipiou
MANEMZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOTIQN MHXANIKQN
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Ewkova 14.3: Tehikry Mopdn Aokipiou
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[Ttuxwaxn Epyacia

1 Mopdn Aokiuiou

Ewova 14.4: Tehwk

Lov

i

1 Aok

Ewkova 14.5: Tehkry Mopd

MANENIZTHMIO AYTIKHZ ATTIKHZ - TMHMA MHXANOAOIQN MHXANIKQN
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