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Hepilnyy © H mapodoa epyacia eotialel oTov TPOYPOUUOTIOUO THE KOATOTKEVNG
eCOPTNUATOC AEPOCKAPOVS WUE TH XPHON TPOYPOUUATOS NAEKTPOVIKNG OYEOLOOHG.
Apyixa, yivetor puia ovagopo. o€ Pooikés epyaietounyoves (topvog, gpéla), otnv
teyvoloyikn eCEAEN tovg, otic avvOnkes Asitovpyios tovg, KabW¢ kKol oTo KOTTIKG,
epyaleio. mov ypnoiuomoiovviar o€ kobe epyaterounyovy Ceywpiota. Ilopdaiinia,
ONUEIDVOVTAL KATOL0L OPLOUOL TOD OPOPOVV TIG COVONKES KATEPYOTIOGS KOl 01 OTT0101
Oa amoteiéoovv éva Ponbnuo yia v katavonon tov oplod mpoypouuaTiouov.
Avapépovtail, to TPOYpouUo. NAEKTPOVIKNG ayeolaons kal N uéfodog emelepyooiog
oedouévav (uébooog¢ Taguchi) ue ta omoio exmoviiOnke n epyacio, omws emions to
POTEOAOYIO KATOOKEVHS TOV OOKIUIOD, 1ol HE UNYOVOAOYIKO GYE010 KOl ELKOVES TOD
emelnyovv v kabe uia poon katepyaocios. Katomv, avalvetar n diadikacio exiAoyng
¢ mpoyuotikic CNC epyaleiounyovis Kai Twv oviioTolywV TPaYUOTIKOV KOTTIKMOV
epyaleiwv Paocel mpovmobéoewv wov téOnkav. Axolovbel avolvtikny meplypapn Twv
PAOEOV KATEPYATIOS KOL TOD TPOYPOUUATIOUOD TOVS UE YPHON EIKOVOV OO TO
TPOYypouLa NAEKTPOVIKNG doyedloong e kale éva pnua Ceyowpiota. Ermeito,
aVaTTOEaOVTIOL TO TPOPANUATO TOD TOPOVTLIATTHKAY KATE THY EKTOVHTH THS EPYATLAG,
Kabwg¢ ka1 o1 tpomol avtiuet@miong tovg. Télog, mopovaidloviol 1o COUTEPBTUATA
OTTWS QVTA TPOEKDYOY, GALG KOL 01 ODVOTOTNTO, ELECEPYATIAS THS TOAPOVOOS EPYACIAS

aT0 UELAOV UE 14pOpPOVS TPOTOVG.

AgEerg kierwond: CNC epyaretounyavn, Kontikd epyarein, Odoelg katepyosiag,
XpOvog Katepyaociog
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Abstract: This work focuses on the planning of aircraft component manufacturing
using an electronic design program. Initially, reference is made to basic machine
tools (lathe, milling machine), their technological evolution, their operating
conditions, as well as the cutting tools used in each machine tool separately. At the
same time, some definitions of working conditions are noted which will be an aid to
understanding the right programming. The electronic design program and data
processing method (Taguchi method) with which the work was done are listed
below. Then the plan of the construction phases of the specimen is presented, along
with a mechanical drawing and illustrations that explain each processing phase.
The process of selecting the actual CNC machine tool and the corresponding actual
cutting tools on the basis of the conditions set is also analyzed. After that, a detailed
description of the processing phases and their programming using images from the
electronic design program in each step individually, follows. Then, the problems
that came forward during the preparation of the work, as well as the ways of dealing
with them, are developed. Finally, the conclusions are presented as well as the
possibility of processing this work in the future in various ways.

Keywords: CNC machine, Cutting tools, Process plan, Processing time
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1 EIZATQIH

H moapovoca epyacio amotedel pedétn g katepyaciog evog sokipiov. IapatiBevron
TANPoQopieg o1 omoieg amoteloVV TO Be®pPNTIKO UEPOC KOl €lval Ol amapaitnTeg
YVOGELS Y10 TNV KOTOVONGY TOV TEPOUATIKOV UEPOVLS TOV aKoAovOel. AvaAivetal To
TELPANOTIKO UEPOG UE TN YPNOTM EKOVOV MGTE VO YIVEL AVTIANTTY N 01ad1KOGi0 TOV
axoAovOnOnke. Téhog, yivetal mapdBecn TOV CLUTEPACUATOV TOV TPOKVTTOVV GO TN
UEAET).

1.1 XKOHOOX KAI XTOXOI

Qg k0plLog 6TOY0¢ NG Tapovoag epyaciag eival n e£otkeimwaon g Tapay®yNG LOVTEA®Y
CAM pe mn xpnon mpoypdupatog nhektpovikng oyxedioons. H mapaywyr tov povrélov
CAM npaypatomoteital facel TpayLatik@v cvvOnNKoOVv Katepyaciog oe cOyypovn CNC
gpyaretounyovn.  Adyo g anaitnong g ekndvNoNng TG LEAETNG WE TPAYLOTIKES
ocuvvOnKeg katepyaciog, ™G OeVTEPEVOV 6TOYOG TNG epyaciag opileTal | KATAVONGT KOt
N expddnon g pebodoroyiog emAOYNG EPYAAELOUNYAVIG KOl KOTTIKOV €PYOAEi®V,
OT®G avTd cvpPaivel g emoyyeALATIKO mimedo.
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OEQPHTIKO MEPOZX

v evotnta mov akoAovbel Oa yivel po ava@opd oto eldyioto Bewpntikd vadPabpo
OV omalteital, OOTE vo €lvol To KOTAvVONTN 1N 0poAoyio OAAG Kol 1M UEAETN OV
TPOYLATOTOLONKE.
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2 EPTAAEIOMHXANEZXZ

H xataokevn tov doKipiov mov HEAETATOL GTNV TOPOVGH EPYOGIN, TPOYLATOTOLEITOL
pe aaipeon vAIKov. Aniadr, o€ €vav apylkd OYKO CUYKEKPIUEVNG YEMUETPLAG KOl
VAMKOV, HEC® €VOG KOMTIKOD €pyaAeiov a@aipeital oTadlokd LAKO HE OGKOTMO TN
onuovpyia Tov TEAKOV doKipiov. Avtd 10 €100¢ NG KATEPYUSIAG EMTVYYAVETAL OO
OPKETEC KATNYOPIEC EPpYAAELOUNYOVOV. XTI akOAovBec evOTNnTEG avarbovTal Ol dVO
Baocikdtepeg, o TOpvog kat | epela aldd Kol pio Tpitn Kotnyopio Tov TPokHATEL Ao
TO GUVOLAGUO AVTOV TOV OVO.

2.1 TOPNOX - CNC TOPNOZX

O topvog elvar po gpyaieopunyavny otnv omoia N Katepyacio €vog tepayiov
yivetor €k meplotpoeng, n omoia ovopdletar toépvevorn. Katd tn dwadikacio tng
TOPVELONG TO TTPOG Katepyosio tepdylo Tomobeteitanl e pio GLGKELY] CLYKPATNONG
OTOV TAKTMOVETOL KOl GTY] CUVEYXELN KEVTIPAPETAL LE TOV AEOVA TOL TOPVOL, EVD TO
Komtkd egpyareio tomobeteitanr 6t0 gpyaretopopeio. LTV cvuvéyela emAEYOVTAL Ol
KOTAAANAEG cvvOnKkeg Katepyocsiog oGTn UNYXOVH, Yo TN COOTH KATEPYOSio TOV
avtikelpévov. Kabag 1o tepdylo nepiotpépetal yOpw and tov dEova TEPLGTPOPNS TOV,
T0 epyaielo@opeio mANGLALel TO KOTTTIKO gpyaieio mpog avtd. TELOG, 1 oyeTikn Kivnon
KOl 1] GLVEYNG EMAPT TOV TEUOYIOV HE TO KOTMTIKO €PYAAELD, 00N YOLV GTNV APOipEST
VAKOV PE TN HOPON ovveyoLS amoPfAntov (Ypell) Kol cLVETMG oTN ONUIOLPYiL TNG
embountc yeouetpiog. (Singh, 2010)

2.1.1 Asgvtovpyieg tov Topvov
Ta kKOpLa YopaKITNPIGTIKA TNG TOPVELONG EIVOL TA TOPAKATO:

1. H x¥pra kivnon gival mepiotpo@ikn| Kat divetol 6To TEPdY10, EVO N TPOOGN
olveton 610 KOTMTIKO €pyaigio.

2. Ymapyet n duvatoOTnTo SNUIOVPYIaS ETLPAVEI®V KUPTOV 1| KOTA®V, aAld Kot
EMMEO®V EMLPAVELDV.

3. To xomtikd gpyareio €xel pio KOMTIKY OKUN KOl KOTA TN OLAPKELNL TNG
Kotepyaciog PpiokeTal GLVEXDG GE EMAPT LE TO TELAYLO.

Ot KN GeLg Tov UTOPOVV Vo TPAYUATOTOLN 00UV 6€ Evav TOPVO UE TN PN ON TOL
KOTAAANAOV KOTTIKOV 00NYOVV GE KATEPYOOiEg OMMG lvat:

1. Koataokevn mtoAvPadpiov afovov pe d10QopeTIKES dLOUUETPOVG.
2. AlbvoiEn omwv otov AEova TEPLOTPOPTC.
3. Aldvoi&n onelpopdtov.

Yrdpyet moikidMo KOTEPYASIOV OV UTOPOVV VO TPAYUATOTOINOoOV G €vav
TOPVO OMG €ival 1 TOPVEVGT EEMTEPIKAOV KOL ECOTEPIKOV KLAMVIPIKAOV ETLP AVELDV, 1)
onuovpyio KOVIKOV Kol ENITES®V EMPAVEIDOV, O1AVOLEN OOV UIKPOD 1 HEYAAOV
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BaBovg, dnuiovpyio ECOTEPIKOV KOl EEMTEPIKOV GTEPOUATOV KAODS KAl GCQAPIKDV
EMPAVELDV UE TN XPNON TNG KATAAANANC 1dtocvokevnc. (Rajput, 2005)

Me v eE€MEN ¢ Teyvoroyiag OnuovpynOnkav d1apopot THTOL TOPVOV OGTE
vo avtamokplBohv otV avaykn yio avénomn tng mopayoyikoTnTog Kot Ty akpipfetog
TV Katepyalopevov tepoayiov, pe Tautdypovn Lelmon Tov KOGToVG Tapaywyns. Etot
AO1TOV 01 014 @Oopol TOTOL TOPVEOV UTopovV va Katnyoprorombovv pe Bdaon:

I.  To puéyebdg tovg, to omoio kabopiletal apyikd amd 10 VYOG TOV KEVTIPOV
TOve omd TNV Kopven Tov KpePatiov, to omoio 6o avidvetar TOGO
LEYOADVEL 1 dLAUETPOG TOV TPOoG Katepyooia tepayiov. Emniong, and to
unkog tov kpefatiov Paoel Tov 0moiov TPOKVATEL TO UEYIOTO UNKOG TOL
ene&epyoalopevon tepayiov mov umopel va tomoBetnBel peta&d tov dvo
KEVIPOV TOV TOPVOL: TO £VOL TOV UNYOVIGLOD GLYKPATNGNG TOL TERA)iov
KOl TO GAAO TOL KEVTIPOPOPEQ.

ii.  To &idog g KaTEPYAGIOG TOV UTOPOVY VO, EKTEAEGOVV GE GLVIVOGUO LE TN
popeoAoyia tovg. Ymapyelt o tOpvog YEVIKNG xpnong (engine or center
lathe), o omoiog eivatl kot 0 MO S10.0E0UEVOG KAl TPOAYUOTOTOLOVVTOL GE
aVTOV KOTA KOpOV OAEG Ol amAég katepyacieg o €va tepdyto. Katdmy,
vhpyel o TOpvog vynAmv tayvtitov (speed lathe), o omoiog eivon
KOTAAANAOG Yo kotepyasio tepayiov HIKPNG OLOUETPOV HE UEYAAES
tayvITeg meploTpons. Emmiéov, vnapyet o emrpanéliog topvog (bench
lathe) o omoioc Ppioketar moktOpEVOg o€ €vov TAYKO Kol gival
YPNOLoTOlEiTAL Yo KOTEPYAGIO HUIKPOV TERAYI®OV TA OMOl0 AmTOLTOVV
vynAn akpifeta. Térog, vapyovY TOPVOL EEEOIKEVUEVOV KATEPYAGIDOV
(special purpose lathes) onwg vy wopdderypa yio  KOATOOKELT
oTPOPALOPOPOV AEOVOV UNYAVOV ecOTEPIKNG Kavonc. (Singh, 2012)

2.1.2 Kibprwa pépn tov Tépvov

Ave&dptnta and ™ dlapopomoinon ToV SaedpOVv TVTOV TOPVOV, VTAPYOLY
Kamolo Pacukd pépn to omoia €ival KOl G€ OAOVG TOVS TUTOVS, 0POV ATd AVTH
egaptdtal 1 cwot Asttovpyia Tov tépvov. Iapakdtw avaeépovtal avtd To KOpLa
puépm, 6Twg eaivovtal otnv ekova (Ewkova 2.1.2.1), kabbdg kot n Pacikn Aettovpyia
0V KaBevoc:

1. Toua (KpeBdry)

Eivat 1o peyaivtepo kat fapOtepo KOUPETL Kol 6KOTTOG TOV glval va @EPEL TAV®
T0V OAo. To LVmOAOwma Poacikd UEPN TOL TOPVOL OTT®S TO KIPMTIO TOXVLTNTOV Kol
Tpom®oem®V mov PBpioketal otnv apiotepn mAevpd tov. To gpyaielopopeio 10 omoio
Kwveltol Katd unKog tov kKpefoatiod kot tov Kevipopopéa mov Ppiocketor otn de&id
TAEVPA TOL TOPVOL. XLVNOW®G, TO COUA TOL TOPVOL EivOl KOTOOKEVAGUEVO OO
YVTOGidnpoO.
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2. Kifotio toyvtitov

Amoteleitol amd TOV UNyaviopd TOYLTATOV Kol TNV KOHPLo ATPOKTO. XKOTOS TOV
elval va divel TV mePLOTPOPIKY KIVNON GTO TPOG KATEPYATIH TEUAY L0 LECM TNG KVPLOG
atpbktov. Tavtoypova, amotelel Pacikd mapdyovia map€yoviag mMOlKiAo aplOpd
GTPOPAOV MGTE VA TPOGOPUOLEL TNV TEPLGTPOPN TOL TEUAYIOV GTINV EKAGTOTE
Kotepyaoia.

3. Epyoisiopopeio

Eivar to xOpro pépog tov tOpvov TO OmMOoio PEPEL TO KOMTIKO epyoAreio Kat
amoteleital amd €va GUVOLO TUNRATOV OTT®G eivar Ta akdrlovBa. To kHplo popeio mov
Bploketal 6T0 KATAOTATO TOL TUNHO KOl GLVIEETAL pe Evav atépuova KoyAio o omoiog
gvBovetar yio v xivnon tov katd punkog tov kpefatiov. To gykdpolo popeio mov
Bploketal 610 €VOLANESO TOV TUNHO KOl HE EVOV UNYOVIGUO HETOTOTILEL TO KOMTIKO
gpyareio amd kol Tpog Tov AEOVa TEPLGTPOPNC TOV TEUAY IOV, ONUIOVPYDVTAC £TGL TO
Aeyouevo PaBog xkomng. Télog, mepthapuPdvel tov gpyaietodétn mov Ppioketal ot1o
avVATATO TUNUO TOV KOl GKOTAG TOV €1VaLl 1] GLYKPATNGT TOV KOTTIKOV EPYAAEIOV HEC
™G TPOGAPUOYNG KATAAANA®YV 1010GVGKEVAOV GLYKPATNONG.

4. Mnyovicuos TpodoEMV

Bpioketal kdtom and to KIPOTIO0 TAYVTNTOV KAl G€ cvveEpPyacia pe avtd Kivel gite
ToV atéppova koyAlo mov gvBdvetor yia v mpdwcn otny Katepyacia OLdvoiEng
OTMEPOUOTOG, €1Te TOV atéprova kKoyAa o omoiog petakivel 1o epyaretopopeio Katd
unkog tov kpePation.

5. Kevtpoopopéac

Baocwkdéc oxomdg tov elvar m ovykpdtnon tov  giedBepov  dkpov TOL
Kotepyalopevoy Tepayiov TNV TEPITTOGT TOV AVTO £Yel LEYAAO UNKOG KOl GYETUKA
puepn dtdpetpo. Me avtdv Tov Tpdmo, To TEpd)L0 Tapapével otabepd katd ™ dtdprela
¢ Katepyociog yopig vo TeEPLOTPEPETAL EKKEVTIPA TO €AegdBepo dKpo TOL OAAA
drtatnpeitat n weploTpoPiky] kivnon yOopw and tov dEova TEPLGTPOPNG TOV GE OAO TOV
T0 unkog. (Sen, 2006) (Rajput, 2005)
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Ewoéva 2.1.2.1-Mépn tov 16pVvOV

2.1.3 CNC Tépvog

Onwg avaeépdnke moapamdvm, M ovaykn yio KaAdTepn moldTNTo Kol akpifela tov
TopayOueEveV Tepayiov 0dnNynoav otn ONpiovpyia S1deop®V TUTOV TOPVOV KOl GE
cvvovacud pe tov fabud avtopaticpov emAbe pia petdfocn and Tovg cLUPOTIKOVG
TOpVOVG o€ TOPVOLS ynolakng kaboonynong yvootovg og CNC topvovg, Ommg
eaivetal kot otnv gikova (Ewkova 2.1.3.1).

H dwapopomoinem tov and tov cvpPatikd tépvo gival n Tpocappoyr cepfoxivnipov
Kol poag povadag niektpovikov vroroyiotfi(Personal Computer — PC).

Me 1 Ponbea tov ocegpPokvnTnpmV, Ol KIWNACELS TOL KOMTIKOV gpyaieiov
TPOAYUATOTOLOVVTOL CUTOUATO, E€VAO HE TN YPNON TOL MAEKTPOVIKOD VLTOAOYIGTY|
TPOYUATOTOLEITAL O1 d10dIKAGIEG Amd TO 0TASI0 TOL OPIGUOV TNG TPOTNG VANG TOL
tepoyiov £émg kar v katackevn tov. (Altintas, 2012) (Anotaipaiboon, 2007) Téco n
Aettovpyia ToV cepfoxivnTRpOV, 6GO Kot 1 duvatdTNTO TNG 6YES1OGNG TG dladikaciag
KOTAGKEVNG TOV €kdotote tepayiov, avarldovrar oto Kepdraio 3: «TeyxvoAroyikn
E&eMén tov CNC Epyaletopunyovovy.
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2060ENC

Ewoéva 2.1.3.1-CNC t6pvog

2.2 ®PEZA - CNC ®PEZA

DOpelounyavny ovoudletar m epyaielopunyovn n omoio ekteAel ™ dradikacio TOV
opelapiopatoc. Xopeova pe to mwpdtvmo DIN 8589, epeldapiopo amoxkaieitar n
néB0dog popeomoinong pe a@aipesn vAKOD, HEC® NG TEPLGTPOPIKNG Kivnong evOg
KUAWVOPIKOV KOTTIKOV gpyaieiov m¢ mpog Tov dEova tov pe v 1dtdtrta va dtabétet
TOPATAVE OO Uio KOTTIKEG AKUEG, ATOCKOTMVTOG GTNV dnuiovpyia eninedmv Kot un
EMMES MV EMPAVELDV 6TO TEPAYL0. (ZTEpyiov, 2009)

2.2.1 Agavtovpyieg g ®pélog
Ta kOpra yopaktnplotikd tov epelopicpartog eival ta akdrovba:

1. To xomtwkd epyareio dev Ppioketar o€ pio GLVEYN EMOPN KE TO TMPOG
kotepyacio tepdyto. H emapr avt) eivor dtokontdpevn, Kabdg Ad0yw® g
veopeTpiog Tov KOMTIKOV gpyareiov, 1 kaBe pio KOTTIKN KUY €pYETOL OF
EMOPN HE TO TEUAYLO UOVO pio @opd oe pic OAOKANPMN MEPLGTPOPN TOL
KOMTIKOV gpyaieiov. Amotélespa avtod eival To dtokeKoppuEVo andPiAnta
(ypélia), oe avtiBeon pe avtd ToL TOPVOL TO. OTOiOL €lval GLVEYOUEVA
e&atiag TG CLVEYOUEVNG ETAPNG TOV KOTTIKOV £PYAAEIOL e TO TERAYLO.

2. H mpoéwon ot opelounyovn petadidetar amd 10 TEUAYL0, HECH TNG
kivnong tov tpamelloh 10 omoio @EPEL EMAV® TOV TNV 1010GLOKELN
oVYKPATNONG TOL TENAYIOV Kot TO 1010 TO TENAYLO.

O ovVdLAGUOG TO®V KIVICEMV TOV UTOPEL VO TPAYUATOTONGEL TO TPpamell piog
epelounyavng Kal 1n €TA0YN TOV KATAAANAOV KOTTIKOV €pyaieiov, 0dNyovV Ge €va
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TAN00¢ KatepyaoldV mov umopel va Kavel pio @pelounyovn 0TmMG aVTEG AVAQEPOVTOL
TOPUKATO:

1. Anpovpyia eminedov Kol KOUTOAOV ETLPAVELDV.

2. Anpovpyia €VOVYPOUUOV CVAOKOCE®MV C©& EMIMEDES KOl KVLALWVOPIKEG
EMLPAVELEG, OTMC YEALOOVOOVPES, GONVOIPOUOVG, CONVAVAAKES K.AT.

3. Anpovpyia EAKOEWBDOV AVAAKDGE®MY G€ KLAVOPIKES EMPAVELEC.

4, Anpovpyio KOVOVIK®OV TOADYOVIKOV LOPOOV, OTOG Tplywva, TETPAY®VA,
TEVTAYOVO K.AT.

5. AwdvoiEn omelpopatov akpipeiog, tpanefoeldn, tplyovo K.AT. GTELPOUATO
eite pe plo apyn, eite pe meplocoOTEPES APYES.

6. Kataokevn 06ovimtov kavova, OTmg eival 1 Kpepaylépa.

7. Komn 0d6vtmv yio ™ dnpiovpyic 000vIOTOV TPOY®dV He evBOYpapun Kot
KEKALHEVT 00OVTOON.

8. Anpiovpyia SOUOPPDOCEDV GE 1GATEYOVCGESG OMOGTAGELS HETAED TOVE KoL
pe cvppeTpio g mPog Tovg AEOVES TOL TENAYiOV, OTMS N OLdvolEN OTTdV
wepleTpKd oe pia AdvtCo.

H avayxn v tnv mpaypatonoincn tov mopandve Kotepyasidv, oAld Kot n
anoitnon yio TNV KAAvYN TOV ovayKov Tng Plounyovikng mopaymyns, t06o oTtnv
moldtnTa ToVv Epelapiolatog 0G0 KOl GTNV KOTOGKEVLT TELAYXIOV UE OVIAYOVIGTIKO
KOGTOG, O00Nynoav oIV  kKatackevny opelounyavov  daeoépov  tnev. H
KOTNYOPlomoineot| tovg yivetatl Bacmn g 0€omg TS KVPLOG ATPAKTOV 1) OToio PEPEL TO
komtkd epyoareio oe opilovrieg, katakdpvees epelounyavég kot @pelopnyavég
YEVIKNG YPNONG LE TEPLOTPEPOUEVT 1 TOTOOETOVUEVT] KEPAUAN, EVD TapdAANAa POG1KO
otoyeio dtapopomoincng Tovg eivat kat ot dEoveg Tovg omoiovg drabétovv. Aniaon,
TOGEG KIVNOELS UTOPEL Vo TPAYLATOTOINGEL TO TPamélt aAld Kol 1 KOpLo ATPOKTOG.
‘Etot, yopilovtar oe ppelounyoavéc 0Vo agovav, Tpldv advov, Tévie aSOvVeV Kot 1e
mv eEEMEN g texvoroyiag o aplBuog tov afdvev avéavetal. (Singh, 2012)
(Agapiou, 2016)

2.2.2 Kbprwa pépn g ®pélacg

Ta xOpra pépn oe pio epefounyovn dev dta@épovv and Tov €vav TOTO GTOV
dArov, kaBm¢ aroteloHv ToV BacIKO GLVOVAGUO Y1 TN AelTovpYia AVTAS. AKOAOVO®G
avoaeépovtol To kKOpa Hépn kot n Agttovpyio Tov kKabevog:



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOTI'QON MHXANIKQN ITATPIKIOY HAIANA
1. Bdon

H Bdon, Ppioketal oto KotdTOTO
népog g epelopnyavig. ‘Exet m popemn
pog GKOUTTNG TAGKOG e VEVPMGELS KoL
eépel WAV NG TO  COMO  TNG
opeounyavng. Apketd  ovyva Kol

TEPLGCOTEPO GE PPeLOUNYAVEG UIKPDV
dtaotdocov n Pdon eivar evomompévn
LLE TO KVplwg cOpa.

2. Xoua (Kopupdc)

To Zopoa, eivor 1o peyaddTEPO

tunpa g epeCounyavig, kabmg oto
ECMTEPIKO TOL QEPEL TO  OVGTNHA

petadoong 1oyvog WPog TNV KVpL
dtpaxto Kol To TpOTECL.

Xt0 EUTPOC TOV pnépog
TPOocOpUOleTal TO GLYKPOTNUO TOV

tpaneliov, ev®d o610 WOW® UEPOG TOV
Bpiloketal 0 NAEKTPOKIVNTINPOS O OTTOT0G
elvar vrevBovvog yia Tnv KOpLa Kivnon.

210 emdve HEPOC TOL QEPEL Evav
Bpayxiova vmd popen mpoPoOAov ooV
omoio tomofeteital n kKHpLA ATPAKTOC.

3. KiVpra Arpaktoc

H Kvpiwo Atpaktog, eivar and 1o
GNUOVTIKOTEPQ pnépm piog

epelounyovic, apov o€ avTh
KOTOAYOUV Ol  OTPOQEG Omd  TOV

Knpa, pe ATOTEAEG LD va
TEPLOTPEPEL TO KOTMTIKO gpyareio mov

epapudletar o avtf kot €10l vo
npaypatoroteitor M aeaipesn  TOL

vhucod, Ewoéva 2.2.2.2-Katakdpven Opelounyavn

4, Yvykpotnuo Tporelio0

To XZvykpotnua tov Tpameliod cvvibwg amoteAeitar amd tpia puépn. Tnv
KOvooOAa 1 TpOPOAO e TNV OTola EMTLYYAVETOL 1] KATOKOpLON Kivnon. To gopeio yia
mv eykdpola xivnom. To 1pamélt O6mov oTEPEDVOVIOL HE TG 1OIOGVLOKEVEG
cvuykpatnong 10 mwpog Katepyocsio tepdyto. H o kivnon  tov  1tpameliod
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

mpaypatonmoleital, &ite yewpokivnta pe 1N Pondela poyAmv eite avtoépora,
EMTLYYAVOVTOC LE AVLTOV TOV TPOTO TNV TAYVTNTA TPOM®ONGS KAl TNV OAOKANP®ON TNG
Aertovpyiog tne epelounyovng. (Ztepyiov, 2009) (Anuocsbévoug, 2004) (Clark, 2014)

2.2.3 CNC ®pilo

AOY® TG avENong TG Tapay®YNG dlapop®V
mpoidoviwv  mov  Kotaokevdlovion  amod
opelounyovég, o€ ovvovacud pE TNV
amaitnen Yy avVTAyovIeTikd  KOGTOG
TOPAY®YNG Kot KoADTEPT mo10TNTA,
TOPOVGLAGTNKE 1 OVAYKN Yo KOTOOGKELT
opelounyavav, pe 6KOTd Vo IKOVOTOL00V TIG
npoovapepOeicec AmMOTAGELS.  ZMUAVTIKO
polo oe avty ™ petdPoon amotéhece M
eEEMEN NG tEYVOAOYiaG, HETATPEMOVTIAS TNV
ovppatikn epelounyaviy oe epeloumyavi pe
QUTOULOTO TPOYPAULATO KOTEPYATIAS, YVOOTN
oG CNC ¢péla.

H odweopomoinon ¢ and 1t ocvufatikn

opelounyavn elvan n TPOGOPLOYT|
cepPfoxivnnpov Kot QoG povadag

NAEKTPOVIKOD VTOAOYLOTN (Personal
Computer — PC).

Mg ™ Bonbera TOV
cepfoxivnTipwV, Ol KIVAOCELG
™mg tpamelog
TPOYUATOTOLOVVTOL AVTONATA,
EVO pHE TN YpPNOM  TOVL
NAEKTPOVIKOD VTOAOYLOTN
TPAYHLOTOTOLOVVTOL ot
dtadikocieg and T0 GTASL0 TOL
OPLOHOV TNG TPAOTNS VANG TOL
tepoyiov  €owg KAl TNV
kataokevny tov.  (Altintas,
2012) (Anotaipaiboon, 2007)

Téco n  Aewovpyia v Eiévo 2.2.3.2-CNC Dpélo
oepfokivnTnpov, 6C0 Kol M

duvvatdHTNTA TNG OYediaoNC TNG OlAdIKAGING KATOUOKELNC TOV €KAGTOTE TERAYiOV,
avaivovtal 6to KepdAiawo 3: «Teyxyvoroyikn EEEMEN tov CNC Epyaietopunyoavovy».
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2.3 TAIIPQTA KENTPA KATEPI'AXIAX

‘Evac and tov¢ POCIKOTEPOVE TAPAYOVTEG OTNV KOTACKELN &vOC Tepoyiov eivar o
xpovoc. Oco pikpdTEPOG lval 0 xpOVOG KATAGKELN G, TOGO AVEAVOVTAL TO TERAYLO TOV
KOTOoKEVALOVTAL, WHE OMOTEAEGUO VO OVEAVETOL 1) TOPAYOYIKY] OLVATOTNTO TNG
UNYXOVNG, KAVOVTOG £TCL TIG ETOLPEIEC TOV TIG KATEYOLV TLO AVIAYOVICTIKEC.

AdY® TOV DYNAOV aTAITCE®V NG Plopunyoviag Kot TOv HEYAAOV OVIOY®OVIGLOV Y0
™V EANTT®OON TOV YPOVOL KATEPYAOSINS, MPOGAPUOGTNKAV OTIS EPYOUAELOUNYAVEG
CUGTAUOTO  OLTOUOTNG OAAOYNG KOMTIK®OV gpyoAeiov. Avtd TO GLOTHHATO
ATOTEAOVVTOL ATTO EVOV EVOOUOATOUEVO, GTNV EPYOAEIOUNYOVY, XDPO amobniKevong
KOTTIKOV gpyoAeiov kot Ppayioveg ot 0omoiol TPAYUATOTOLOVV TNV aAAayn TOV
KOTTIKOU gpyareiov avtopata otov amatteitat. Xtnv eikova (Ewkova 2.3.1) eaiveton
éva CNC «k€vipo KateEpPYAoiog €K TEPLOCTPOPNS HE OVTOUOTN OAAOYT) KOTTIKOV
gpyareiov. BéBata, m Aoyikn tov kéEvipov Katepyaciog 6ev éueve povo 6 aVTO TO
ocvotnua, aAAd N évtaén mpochetov advov, Tépav TV BaciKOV, NTOV TO ETOUEVO
Bpa otnv e£éMéEN TV gpyaietopunyavov. (Ztepyiov, 2009)

[TAéov, kévtpo Katepyaoiog anokaleital pia epyoretounyavr], eite epéla eite TOpvoc,
N omoio pumopel va mpaypoatonolel S1popeg LELOVOUEVES AglToVPYieg pe €va pHovo
cetdpiopa (OnA. puOUIOT TapARETPOV Kol TOPELNG KOTTIKOV epyaieiov). H dvvatotnta
avtn olvetal, Omwg mpoavaeEpOnke, and 10 GLOTNUA CVLTONATNG OAAAYNG KOTTTIKAOV
epyoreimv aAdd kot and tovg tpdcbetovg a&oveg. (Smid, 2007)

Ewoéva 2.3.1 - Kévipo katepyaciog €K mEPLOTPOPNG QLTOUATNG OALAYNG KOTTIKOV
epyaieiov. (1) Kabodnynon a&ova, (2) Mavérec, (3) Amobnkn Kontikodv epyareimv,
(4) T'pelopetapopéag, (5) Kevipopopéac, (6) Kepain pe avtdépotn aAroyr KOTTIKOV
epyareinv, (7) Kdprog kivntmpag
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2.3.1 Kotnyopisg KEVTPOV KATEPYAGIOG

Yrdpyoov oOvo katnyopiec «kévipov katepyoaciac. H pia, ommv  omoia
mpaypatonmolovviol ot Asttovpyieg piag CNC o@pélag kot evog dpamdvov kot €xel
emkpotioel 1 ovopacsio CNC kévipo katepyaociag. H dAAn, n omoia mtpaypatomotel Tig
Aertovpyieg evog CNC tépvov kot kKamoleg anAég Asttovpyieg piog CNC opélag kot
ovopaletor CNC kévtpo Katepyocsiog K TEPLOTPOPNG.

2NV TpOTN Kotnyopio, To yapakInplotikd mov dtapoponotel pio andy CNC epéla
amd éva KEvipo katepyoaociog eivar ot agoveg katepyocsioc. Mia anAn CNC o¢péla
orafétel, OTwg avarvetal kot otnv Yroevotnta 2.2.3: «CNC Dpéla» tov keparaiov
2, 3 4&oveg 6ToVg 0moiovg TpayLaTOTOloVVTAL 01 EVOVYPANIES KIVIGELS TOV Tpameliov
Kot Tov KomtikoV gpyareiov. To amiovostepo CNC kévipo katepyociog amoteAeital
and 5 dEovec. O 0v0 Tpodchetol AEoveg evBvvVovTal Yo TNV TEPLGTPOOT TOL Tpaneliov”
0 £vag ®¢ mpog Tov kabeto dEova Kal 0 AAAOG MG TPOG TOV Evav amd Tovs 0plldvTiong
dEoveg kKivnong tov tpaneliov. Me tnv e£€Mén g e voroyiag o aplBuds tov afovav
éxel avEnbel kot veapyovv Kévrpa kotepyaciog pe 7, 9, akoun kot pe 11 d&ovec
koatepyaciog. Ddvoikd, avtol ot afoveg dev a@OpoLV UOVO TNV TEPLGTPOPY] TOV
tpameliov, 0AAE KOl TIG KIVNAGELWS TOL UTOPEl VO TPOAYUOTOTOUGEL 1M KEQOAN
GLYKPATNONG TOL KOTTIKOV €pYaAEiOvL.

Tavtoypova, 6Twg pia CNC epéla, étot kot éva CNC kévtpo katepyaciog dtabétet
£€Va AOYIOUIKO Yo TOV EAEYYO TNG TOYXVTINTAGS KOG, TOV TPOMGEMV, TN Lo, TNV aAlayn|
KOl TNV 0ViyVELOT GTAGUEVOD KOTTIKOV £pYaAEiov KAOMG eMIGNG KAl TOV UNYOAVICUOV
eldTTOONG TOL XPOVOL. YThpyovv dVo WOV kKéEvipa katepyaciog. Ta kdbeta ota
omoio katackevdlovtor katd kdépov emimeda tepdylo Kot to opldévTio mov gival
KOTAAANAQ Yo TN KATOGKELT] KUPOEWDV TEpAYiOV.

‘Eto1, 6A0 avTd To YopaKINPLoTIKA KaO1GTOOV To KEVIPO KOTEPYAGIOG EVEALKTA, 1KOVE
VO KATAGKEVAGOVV TEUAYLO TOADTAOKN G Ye®UETPLaG, 6€ HIKpOoVG ¥ pOVOLGS KATEPYAGIAG,
aVEAVOVTOG TOV OVTOY®VIGUO.

Tepdyta moAdTAokng yeouetpiag, 6t T060 660 AVTE TOV KEVIPOV KOTEPYAGIAG, TO
omoio maipvouv popen pe Pacikég Asttovpyieg avtég TOL TOPVOL, UTOPOVV Vv
KOTAGKEVOGTOVV GTNV GAAN Katnyopia KEVIp®V Katepyaciog.

To kVp1o yopakTnploTikd 10 omoio drapopomolel Evav CNC topvo anod éva CNC kévtpo
KatePyaoiog €K MEPLOTPOPNG, €ivar M MPOGAPTNGN GE OVLTOV UEPIKAOV OTADV
Aertovpylov piog epelounyavine. Xe évav TOpvo HEYAAVTEP®OV OlAGTAGE®V aAmd £vav
A0, TPocapuolovTol €101KE CLGTNUOTO TO OTOlN PEPOLY KEPAUA CLYKPATNONG
KomTik®V gpyareiov piog epélog. Méow evdg Aoyilopikov, OT®SC avTtd TOV KEVIP®V
Katepyaociog, eAéyyxetor n otiyun mov Oa eméuPer n kepain g epélag Y TV
TPOAYLATOTOIN OGN AEITOVPYIOV, OTOC Y10 TAPASELY LA TN O1AVOLEN OOV TEPTIUETPLKA TOV
Tepayiov YOpw and Tov AEova TEPLOTPOPNC TOV.
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Télog, 1600 ot CNC xévtpa katepyociog 660 kot ota CNC kévtpa Katepyocsiog ek
TEPLOTPOPNG, VRWAPYEL N SLVOATOTNTO  AVTOUATNG OAAAYNG TOL TEUOYIOL ATO TNV
amonkn tepayiov 1N avtoOpaTnG TPOoPodociag NG mPpdTNG VANnG. Tote, avtd
ovopalovtalr Kuyéleg kotepyaciag, oto omoio €ivor dvvatn 1 KATAGKELT OUOL®V
tepayiov dlywg TNV enépufacn Tov YEPLoTH. AVTO TO KAVEL OKOUO TLO TOPAYMOYIKA KOl
O AVIAYOVIOTIKG oty ayopd. (Ztepyiov, 2009) (Check, 1998)
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3 TEXNOAOTIIKH EEEAIEH TQN CNC EPTAAEIOMHXANQN

H mpotn teyvoloyio mov epapudotnke oTlG CVUPOTIKES EPYOAELOUNYAVEC NTOV T
teyvoroyia tov ApOuntukov EAEyyov 1 adlmdg NC (Numerical Control). To évavoua
Y10 TNV EVOOUATOGT TNG TEXVOAOYiOG QLT oTN Propunyovia, NTaV N KATOCKELY piog
NC gpyaretounyovig 1o 1952 oto [Mavemomuio M.I.T. tng Macayovsétng petd anod
EULQAVIOT TNG AVAYKNG H0G OEPOTOPIKNG Propunyavioag yio KaTtaoKeL eEQPTNUATOV UE
TOAVTAOKT YeOUETPia. XTn ovvéxelo pue ™ Pondela TV UEYOADTEPOV ETOLPELDOV
KOTAGKEVNG QEPOCKAPDOV, dNUIovpYNONKaV T anapaitnta, Yo vty TNV T€)(VOAOYiaL,
npoypappata faciopéva 61 yYAocoa tpoypappaticpod APT (Automatic Programmed
Tools). (Zxirtidng, 2000)

H ypnon tg enétpene MOPAUETPIKES AVATOPACTAGELS YEMUETPLOV TOV Kupaivoviol
and éva povo onueio o610 YMPO UEYPL KOl TOAVTAOKEG, TPLOOLAGTATES AVAYALOES
empaveleg. Baoikd otoryeia yia va dnpovpyndei n dtadpopr] tov kontikod epyareiov
elval n elcayomyn o610 TPOYPOUUL TNG YEOUETPIOG TOL KOTTIKOV €PYOAEIOL KOl TNG
YEOUETPLOG TOV TPOG KATEPYATIH TEULAYIOV OGTE TO KOMTIKO VAL O1avOGEL TNV eMBLUNTT,
Yo TNV Katepyacia Tov tepayiov, dtadpoun. H vmoroyildpevn dtadpopn Tov KOTTIKOV
cvvtoviletal kol ot cuvOnkeg KON G amobnkevovtal e Eva niekTpovikd apyeio pe pia
YEVIKY] TLTOTOUNUEVT] HLOPPT], TO OMOI0 UETOATPEMETOL OVTOUOTO GE GLYKEKPLUEVO
KOO1KO XEPLoH0D Yo 10 emAeyuévo komtikd epyareio CNC unyavng. 'Eva mpdypappa
APT amoteAeital and eviorég OV evidocovTal 6TIG akOAovOeg Katnyopieg:

*  EvtoAég kabopiopov

*  Evtoléc yeopetpiog

*  Evtolég kivnong

*  Evtolég petemelepyaociog
*  BonOntikéc evrorég

Me ovtov tov TpOmo UmopovGoV Vo TPAYULOTOTOINBoOV Mo €UKOAO KOTEPYUGIES
EMPAVELDV TOAVTAOKNG Yewuetpiag. Enedn dpwg pe v APT pmopovv va ereyyfovv
CNC pnyoavég péyxpt mévte aEOVOV Kol 0l AmolTHoELS TG Prounyaviog odnynoav ot
onuovpyia CNC unyovov pe mepiosdtepovg afoveg, n APT dev ypnowpomoteiton
nAéov. 'Exet avtikatactadel and Aoyiopikd CAD/CAM 7o ¢ulkd Tpog Tov ¥pnoTn, o
omoia Opm¢ ypnopwomoloHy opiopuéva Pacikd ototyeio g APT yio v ene€epyacia
Tov dedopévav. (Altintas, 2012)

O mnyaiog k®OIKOG 7OV TAPAYETAL HE TN YPNON 1TNG €KACTOTE YADGGOG
TPOYPOUUATIGHOV, peTayA®TTileTOl Yo va dnmpiovpynbel €va apyeio dedopéveov
Bécemv komtikov (cutter location data file — CL data file), to omoio anoterel pio AMota
OV TEPLEYEL TIG UETOKIVOEL TOL KOTTIKOV €pyaieiov kot Tig Pondntikég evtoAég
eAEYYOL TNG EPYAAELOUNYOVNG, aveEAPTNTA OO TOV TUTO TNG.
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3.1 TEXNOAOTI'TA NUMERICAL CONTROL (NC)

Bdoet tng teyvoroyiog NC, pia epyoietounyovn umopei va ektelécetl pio Kotepyaocia
pe ™ Ponbeta aplOunTIKOV EVIOA®YV TOL €16AYOVTAL GE QVTHV HECH OLATPNTNG TOLVIOG
N owokétag kot oepfokwvnmipov yw v kivnon tov tpoameliov g ‘Exouvv
TPOCGAPUOGTEL GE OVTH pia HOVASO NAEKTPOVIKOD VTOAOYLIGTH, O 0TO{0G ATOKOAEITAL
Controller kot aeOntpeg 0éong kot taydtnrag yoo kabe unyaviopud xivnong. O
YEPLOTNG €lodyel to aplOuntikd eieyyopevo mpoypaupa (NC) otov Controller, o
omoiog eme&epyaletat Ta oToryeia Kol Topayel Tig dtaitepeg aplOunTikég evtoAés 0omng
yio KGOe TpoPodocia KoL TNV EVIOAN TaXVTNTOG Yo TV Kivion Tov afovov. Ot eviolég
aVTEG TMEPLEXOVV TAMPoopieg o1 omoieg a@opodV TNV Kivnomn G KEQOUANG
GLYKPATNGONG TOV KOTTIKOV gpyaieiov, Baciopuévn oe ocvvietaypéves, kadwg emiong
Kot mAnpogopiec péow TV omoimv eAléyyovtor ta PondnTikd ocvoTHHOTA TNG
EPYAAELOUNYOVIG, OMMG Y10 TAPASELYHUO 1) TOPOYXN WYULKTIKOD vYpoL N M mavGn NG
TEPLGTPOPNG TOL KOMTIKOV gpyaieiov. A@ov mapayfovv ot aplOuntikéc evioiég
petatpémoviol oe téon onuatov (£5V 1 £10 V) kot otélvoviol 6e oepPoevicyuTég
TOV OVOAOYIKAOV KIVNGE®MV, | GTEAVOVTOL aplOUNTIKA OTIG YNELoKEG KIVIGELS OOV
enelepydlovtor Kal evioyhovTal 6To GNUATO VYNANG TAGEMS TOL ATOLTOVVTAL OO TIG
unyxovég. Kabmg ot odnyot kivovvtat, ot aisOntnpeg petpodv tnv taxdInta Kot tm 0&on
tovg. Téhog, o Controller gxterel meplodikd vOpovg ynelakov eAEYYoL ce oTabepd
dtaoTRHOTO SEYHATOAN YOG TTOV HLATNPOVV TNV TOYXVTNTA TPOMONS KoL TNV TOPELQ TOV
gpyaieiov 6 TPOYPARUATIGHEVOVG pLOUOVG pe TN xpnon HeTpiocwv and achntnpa
avadpaong. (Altintas, 2012)

3.2 TEXNOAOTI'TA COMPUTER NUMERICAL CONTROL (CNC)

Me v mépodo Tov yYpovov mn teyxvoAroyion NC e&eriybnke otnv teyvoroyio CNC
(Computer Numerical Control), katd v omoia avénbnkav ot dvvatdTNTEG TOV
gpyaielounyoavov pe tn ypnomn pikpoenegepyaoctav. (Xxkirtiong, 2000) H mpocsHnkn
niektpovikov vmoloyiotn (Personal Computer — PC) otnv povéda eiéyyov g
unyovine (MCU — Machine Control Unit), eEvanpétnoe apketéc Aettovpyieg g
TOPAYOYIKNG Oladikaciog, Om®m¢ eival 0 oYeOOGUOG UNYXOVOAOYIKOV €apTNUATOV
HEo® NAEKTPOVIKOV oyedtacTtik®v mpoypaupdtov CAD (Computer Aided Design), o
€LeYY0G TOLOTNTAG, O OYEJAGUOS TNG PEATIOTNG dLadpOUNG TOV KOTTIKOV €pyaieiov
(toolpath) kot n cvyxévipoon dedouévaov. (Zkirtiong, 2000) (Anotaipaiboon, 2007)

To Aoywopkod piag CNC gpyaretopunyoavig mpémet va eEdyel €va TPOYPOULN GE [0
popen povadikn yia kébe povada eréyyov. To mo onpavtikd Tunpa g dnuovpyiog
™G OldPOUNG TOV KOTMTIKOV gpyaieiov eivar mn axepardta tov dedopévov. To
TPOYPOLUI TOV TOPAYETOL OO TOV VTOAOYLIOTY TPEMEL Va. €lval akpiPég Kot ETOLHO Yia
etoayoyn otnv CNC gpyaretopnyovn. Avtd onpaivel 6Tt 10 OAOKANPOUEVO TPOYPOLLLO
dev mpémer va ypetaletar emefepyacio, PeAtioTomoinomn, ovyy®vevon pe GAAA
wpoypaupata 1 mopoOuoles dpactnplotnteg yeiptopov. Tétolog otdyog umopel va
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emtevyfel povo amd £vo KAAQ OVETTUYUEVO GTUA TPOYPOUUATICHOD KOl EVOV CMOGTA
pvOuiopévo petemeepyaotry (post processor) yio kdbe diapopetiky CNC

gpyaAglOUNYOVY.

O petemeepyaotng eivat éva mpoypaupa to omoio mpoocapudlel ta dedopéva 660V
evoc emelepyaotn o€ £€va TPOYPOAUUE EPYOAELOUNYAVNS, YO TNV TOPAY®OYN EVOG
TEPOYIOV HE EVaV GLYKEKPIULEVO GLVIVOGUO TOV KOTTIKOV epyaieiov katl tov controller.

‘Evag petemelepyaostng vynAng moldtntog 1owg  elval  TO  ONUOVTIKOTEPO
yapoktnplotikd o€ €va Aoylouikd CNC. Katd tv ecayoyn tov dedouévov oto
AOYLoKO, pLOUICELG TOV TEPLYPAPOVV TO GYN O TOV TEUAYIOV, TIHES KOTN G, TAYVTNTES
aEOvev Kol mOAAG dAla dedopéva, amodnkevovtor yio mepartépm emefepyacia. To
AOyloKO ovaAvel to dgdopéva avtd, to tofivopel kot omupiovpyel pa faon
dedopévov, n omolo AVIITPOC®TEVEL TN YeOUETpia TOL TEpayiov, TNV mopeia TOL
KOTTIKOV £pyareiov Kol AAAEG AgtTovpYies.

To CNC ocvOotmnpua dev umopel va katardfer ta dedopéva avtd, aveEaptnTtoOg NG
akpiferag tov. Emiong, xdBe CNC ovommuoa eivar dto@opetikd pe amotéAecpo
0pLGUEVOL KOOIKEG Tpoypapupdtov vo eivar povadikoi yio pia cvykekpipévn
epyaretopnyavn, v dAlotr eivar oyxeddv Opotot yio mOAAEG epyorstopnyaveg. O
okomdg evog petemelepyactn eivar va emeepydleton ta nnyaio dedopuéva Kol va to
LETOTPEMEL OE KMOIKO HE HOPON KATOVONTN Yo KABe Eeywplotn epyaretopnyovi.
(Check, 1998)

Me Aya Adyia n dradikacio KatackeLng evOg Tepoyiov akolovbel oe YeVIKEG YPAUUES
TO TOPOKAT® Pripoto:

*  Ewayonyn g yeopetpiog tov tepayiov and kdnoto npdypappa CAD.

* Opiopodc g yeopetpiag ™G TpOTNG VANG, TOL TPOTOV GLYKPATNONG TOV
TERAYLOV KOl TOV GUGTNUATOS GUVTETAYUEVOV

* Ewoayoyn tov KATGAANA®V KOTTIKOV gpydiei®Vv, TOL OTAITOVVTOL Yo TNV
TpaypaTomoinon g Katepyaciog.

+  Xédpaén mopeiag kontiKoH epyareiov.

*  Ewayoyn g mopeiog Tov KOTTIKOL £pYaAEiov KOl TOV GLVONKOV KaTEPYAGIOG
nécw evog peteme&epyactn oty gpyaietopunyavy CNC

*  Koartaockevn tov tepayiov.

Amotéleopa TG €EEMENC avTAG, ival n peiwon Tov avlpdOTIVOL GEAANATOS, KAOMDC
eMiONG KOl TOV XPpOVOL Katepyoosiog aAld Kol Tov kK6GTOoVS. Tavtdypova avénOnkav
TOGO 1 OVVOTOTNTO TAPOYOYNS €EAPTNUATOV LYNANG oaxkpifelag 600 Kot 1
noapayoyikdénta. (Anotaipaiboon, 2007)

3.3 TEXNOAOTIITA DISTRIBUTED NUMERICAL CONTROL (DNC)

BéBata, m xoataokevn HiKpobmoAoyloT®OV Kot M €viaén TOVG OTOV TOUEN TNG
Brounyoaviag, dOnoe éva Prua mapamépa TNV te)Yvoroyio Tov gpyoaretounyavov CNC.
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[TAéov, €xer mpocapupootel otig gpyaretounyovéc CNC n texvohloyio tov Apeong
Awavoung IIpoypaupatog ApOuntikod Eiéyyov, yvootri ©g DNC (Distributed
Numerical Control). Zoppova pe avtiy tv teyvoloyio vrdpyetl pio KeVTpikn povada
€VOC MAEKTPOVIKOV VTOAOYLOTH, 0 0moiog dtafétel TNV KavoTnTA Vo ovvdedel e pia
opdda CNC epyarelounyovodv Kol vo OTEAVEL EVIOAEC Kol TANpo@opiec eite og
OPLOUEVEG AT QVTEC €iTe 08 OAEC TAVTOYPOVA UE TN OLVATOTNTO Ol EVIOAEG QLTEC VO
ekteloVvTOL o€ mpaypuatikd ypovo. IapdAinia, n kevipikn povada mapovotdlel 1o
TAEOVEKTN O VO GUAAEYEL KOl VO, o0 KeEVEL TANPOPOPIEG GYETIKA LE TO XPOVO KOL TNV
amaocyoAnon g kabe epyarelopumyovig yio mEpOLTEp® PeAtiotomoinon  Tov
ovotipatog. (Altintas, 2012)
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4 ITIAPAMETPOI KATEPI'AZIAZ

210 KePAAato Tov akoAovbel, 0o mapatefovv o1 facikég TapAUETPOL KATEPYATING EVOG
dokipiov, ot omoieg €ival ot ocvvOnkeg Kotepyaciag, TO VAIKO TOL doKIuiov Kol Ta
KOMTIKA epyareia.

4.1 XYNOHKEX KATEPI'AXIAX

210 kepaiaio mov akoiovBel mapatiBevtal ot facikég cvvOnKeg Katepyaciag LECH
TV oplopdv Tovg. (Agapiou, 2016)

Tayvtnta ko V (Cutting Speed):

H taybvtnto xommg otnv mepintmon tov 1épvov kabopiletar and tnv mEPIGTPOPIKN

toydnTa Tov d&ova N kot TNV apylkn kKot TeAkn dtdpeTpo tov dokipiov D1 + Do

D;+D,
2

avtiotolyo kot dlvetar oamd v padnuoatikn wotnta V=m* N =mx* N *

Davgr (m/mln)

H taybvtnta komng otnv mepintowon g ¢opélog xkabopiletor and tnv TEPIGTPOPIKN
tayvTNTo Tov dEova N Kot T dLARETPO TOL KONMTIKOV gpyaieiov D kot divetar and v
pabnpotkc woémta V =m*Nx*D,("M/ )

IMpowon f (Feed):

H npéwon (f) otnv nepintowon tov tOpvov, opiletal ®¢ 1 HETATOTIGN TOV KOTTIKOD
epyoreiov avd mEPLOTPOPN KATE PWAKOG NG dadpoung komng tov oe (mm/rev). H
tayvtnto wpowone (fr) eivar m toydtmta pe v omoia 1O KOMTIKO gpyareio
petatonmiletal Katd UNKog Tov doKlpiov o€ ylAootd avd Aemtd (mm/min) ko
oyetileton pe v TpO®ON HECH TOV GTPOPDV.

Atvetar and t pabnpatiky womta fr = f + N, (M)

v nepintowon g epélag N tpdéwon (f) avtiotoryei otnv npdéwon ava dovti(fi) Tov
KOMTIKOV gpyoreiov kat opileTtor @G N LETATOTION TOV KOMTIKOV £pYOAEiov avd dOVTL
KOTé UKOg TG dtadpopung komng tov og (mm/tooth). H taydtnra npdémong (fr) eivain
ToyxdTNTA pe TV omoia To KOomTiKd epyareio petatomifeTor KOTA UNKOG TOV SOKIHiov
o€ ythootd ava Aentd (mm/min) kot oyetiletal pe TNV Ipo®oN HEC® TOV GTPOPDOV.

Atveton and T padnpoatikn w6émra f = f * N = n;, * f; * N(mm/mm)
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Babog xomnjc d (Depth of Cut):

To Babog xonng, d, otnv mepintwon tov TOpvov, opileTal ®¢ TO ThYOS TOL VAIKOD TOV
a@otlpeital and Vv emedvela Tov doKIHiov Kol divetatl amd ™ HadnpatiKn 16o6TNTA

D,-D
d= % (mm)

To Babog komng, d, otnv nepintwon g epélog, opileTal m¢ 10 ThYOC TOL VAIKOD TOV
a@otpeital amd TNV EMLPAvVELD TOL dOKIUiOV Kol e£apTATal Ad TO TAYOG TOV LVAIKOV

OV UTOoPEl Vo 0PaIPECEL TO EKAGTOTE KOTTTIKO gpyarEio.

4.2 YAIKO AOKIMIOY

O1 dtapopeTikég amattnoelg Tov epgavifoviav katd v eEEMEN g T voAOoYiag o€
Bropunyoavikég epappoyég, odynoav otn SNpovpyia S1dQop®V LVAMKOV-KPAUATOV UE
pio TowkiAia piKpodoUn g, UNYAVIKOV KOl XNUIKAOV 1010THTOV, KATAAANAO TO KaOéva Yo
KaBe pio epoappoyn.

Q¢ kpapa opifetar pio ovcia N omoio €xel HETOAAKES 1O10TNTEG Kol amoTeAeiTal 0o
0v0 N TEPLGGOTEPA YMULKE GTOYElD ad Ta ool TO €éva TOVAAYLIGTOV €ival HETAALO.
(Davis, 1992)

‘Etot, ta xpdpata mov ypnoipomrotovvior otn Propnyavia Katnyopltomoovvial Bacet
TOV TOPATAVE® YAPOUKTNPLOTIKOV. L€ KATOOKEVEG OOV  OTOLTEITAL HEYAAN TOGOTNTA
KPOUOTIKOV VAKOV dAAd Kol YounAd KOGTOG KATAUGKEVNG TOVG, XPNOLULOTOLOVVTOL TO,
onpovyo kpdapata, Omwg ydAvPeg Kol yvTocsidnpol oto omoin TO UETAAAO UE TN
UEYOAVTEPT TEPLEKTIKOTNTA Elval 0 61OMNPOG, POV 01 EVOGELS GTIG OTTOIEG TEPLEXOVTAL
Bpiokovtar ce apbovio oto EAOLO TG YNNG Kol dadikacieg Ommg 1 €£6pvén Kot n
KPOUAT®OoN Tovg eival oyetikd owkovopkéc. H Baoikn dtapopd peta&d avtodv towv 600
GLONPOVY®V KPOUAT®V E€lval 1 TEPLEKTIKOTNTA TOVG o€ AvOpako, HE UEYOADTEPO
T0G06TO GTOVG YVTOoGdNpovs. [ Prounyavikég epappoyéc ot omoieg amatteiton
VYNAN (E101KT) UNYaviKn avioy xpnolpnonotleital pio GAAN Katnyopic KpapdT®V, dVTH
TOV EAAQPOV KPOUAT®V, OTNV OMoio OVAKOLV Ta KPAWOTO TOVL OAOVLUVIOL, TOV
poyvnoiov Kot tov Titaviov. Xe Ploumyovikéc KaTtaoKeVEG ol omoieg ektifevtol og
egalpetikd dvopeveig ocvvOnkeg, O0mmwg €viova daPfpwtikd mepifdilov (kavcaépia,
ANUKA VYPE, TNYREVA HETOAAN, GAOTO K.AT.), YPNOILOTOLOVVTOL TO VIEPKPAUATO GTA
omoio aviKovV ta kKpdpata pe Bacn to oidnpo Kot To ViKEAlo, He PAGT TO VIKEALO KoL
pe Baon to koPfditio, kabmg n eBopd Tovg AdY® 0&eidmwong eival 1 eAdyloTN dvvaTT.
Télog, oe epappoyég O6mov eivar emBopunt N VYNAN MAEKTPIKY ay@ylpLodTNnTO,
YPNOILOTOLOVVTAL KPAROTH TOL £xovv ®¢ PBdon to YoAKd OT®G Yo mopddetypo ot
opeiyarkor kar ot pmpovvilot. (ITavteAng, 2008) (Boatdaing, 2009) (William D.
Callister, 2015)
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4.2.1 Kpépato arovpiviov

XNV mopovca gpyocio, TO0 KpAUO amd TO O0moio €lvol KATOOKEVOGUEVO TO TEUAYLO
OVNKEL GTNV KATNYyopio TOV EAQPPOV KPOUATOV KOl TLO CLYKEKPLUEVOA GTO KPALATO
TOV aAOVUIViOV.

Ievikd, to kpapoata tov alovpiviov ywpilovtor oe Kpdpato SOUOPEOONG Kol GE
Kpapata yvtevons. Toéco ot pio katnyopia 6co kKot otnv AAAN, dlakpivoviol Ge
Kpapoata to omoia eival adbvatov vo VTOGTOVV BepUIKN KATEPYOSIN KOl GE KPAUATA
To 0Toio, UTOpPovV VoL LTOGTOVV BEPUIKT KaTEPYATiaL.

Ta xkpdpota Tov arlovpwviov yapaktnpifovral and younin TukvoTnTa, KaAn Bepuikn
KOl MAEKTPIKY] ayoyludtnto Kot Lynin ovioyn ot ddppwon. Ta xdpla
KPOLATOTOMTIKA 6ToLXEld avTdV givat o yaikdg(Cu), o oidonpog(Fe), to payyavio(Mn),
10 payvnolo(Mg), to mupitio(Si) Kat o yevddpyvpog(Zn).

To kpapa arovpviov and to omoio eival katackevasuévo to tepdyto givar to 2024 -
T3, 10 omoio avnkel otn celpd kpapdtov aiovpiviov 2000. H ocepd avt avapépetat
o kpapata aAovpviov-yarkov(Al-Cu) pe tocootd yarkov 2,6-6,3% kot oe KpapaTo
ailovpviov-yaAikov-payvnoiov(Al-Cu-Mg) pe mrosooto payvneiov 0,5-1,5%.

>oppova pe v Aluminium Association (A.A.), M K®IKOTOINGN TOV KPARATOV
ailovpwviov anotereital amd 0vo pépn ta omoio yowpiovral peta&d tovg pe pia TavAia.
To mpodTOo pépog amoteAeital amd t€50eplg aplOUOVE Amd TOLSE OMOIOVE O MPMTOG
VTOONAMVEL TO KUpLo oTolyeio mpocoHNKkng. Ztnv mepintOon TOV  KPAUATOV
OopdpPm®ONG 01 000 TehevTaiol TPocdlopilovy TNV €101KN Katnyopia ToVv KPALATOG TNG
owkelog opddag. XTo KPAROTO YVTEVGNG O TPOGOOPIGUOS aVTOG Yivetar amd TOoVv
devTEPO KAl ToV Tpito aplOnd, evd o teAevtoiog aplBndg vVTOONA®VEL T LOpPOAOYia
TOV TTPOidVTOC TNG YvTEVONG Kot Ywpiletar pe pia teheio amd TOVE TPOMNYOVUEVOLG
ap1Bpovs. To devtepo népog TG Kwdkomoinong Kat yio tig dVo Katnyopies Kpapdtwv,
OMAavel Ty Katepyacio TNV omoia £Yovv VTOGTEL.

‘Eto1, otV mepintmon Tov KPARATOS TNG TapoLOAG Epyaciag e Kowdikomoinon 2024 -
T3, Topatnpovpe OTL TPOKELTAL Y10 KPALO TOV AVIKEL TN GEPA KPOAUATOV AAOVUIVIOV
2000 pe kvplo otoryeio TPOoSHNKNG TOV YAAKO Kol TPOKELTAL Y10 KPApo dLopdpPOonC.
H xwdikomoinon 2024 ypnowpomoleitor kupimg GTNV QEPOVAVTNYIKY, GE CKEAETOVG
olkodopdv, koyAieg kot abintikd eidn.(Ilapdptmuo A, Ewoveg 14.1 — 14.3)
(ITavteang, 2008)

Télog, cbuemva pe to deVTEPO UEPOG TNG ovopacioag, -T3, 1o kplua €xel vwooTel
Oeppikn katepyacio opoyevomoinong, Poagmn, katepyacio €v Yyuypd KOl (QUGIKY|
ypoavon. (ITavteing, 2008)
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4.3 KOITIKA EPI'AAEIA

210 TOpPOKATO VTokePAlalo Oo yivel mEPLYPAO] TOV KOMTIKOV E€PYOAEI®V TOL
YPNOLOTOLOVVTAL Y10 KOTEPYAsiec e TOpvo Katl ppelopunyoavy, Kabmg Kot 0 TpOTOg
GLYKPATNGNG TOVG.

4.3.1 Kontika epyaireio TOpvov

Bdoet tov €1d0vg TG Katepyaciog mov TPENEL VAL EKTEAECTEL, TO KOTTIKG epyareia
yopilovtol ce dVo katnyopiec: ta epyareio e£wtepikng TOpveELONS KAl Ta epyareia
E0MTEPIKNG TOpVEVONG O avtd anmeikovilovtal otig ewkdves (Ewova 4.3.1.1) ko
(Ewkova 4.3.1.2) avtictoiya.

Toéco otn pia katnyopia 660 kot otnv GAAN, 10 gpyoreio anmotedeitonr and 6VO
otolyeia, 10 otoxeio ovykpdtnong Kat 1o atolyeio komng. Ocov apopd 10 ctoryeio
KomNg, elval éva tvmomomuévo €vBeto mAakidlo KaTaokeLAoHEVO amd TayvydivPa,
OKANPOUETAALO, KEPAULKO 1 dLOUAVTL KOt TPOCSUPUOLETOL OTO GTOLYEID GLYKPATNONG
eite péow ovykOAANONG eite pécw kKoyAla cHoPIENC.

Ewwodtepa yia ta epyareio eEmTepikng TOPVELONG, VILAPYEL S1OPOPOTOINGT| TOVG
avaioya pe tn devBuvvon komng, o€ 6e&1d Ta omoia Katepydlovtal To Tepdylo and 0e&id
TPOG TO APLOTEPE KOl GE OPLoTEPA T omoia kKatepydlovtal To TeRdylo and aploTeEPd
npog ta d6e€a (Ewwova 4.3.1.1).

Oocov agopd 10 oToyeio cvuykpdtnong, ovopdletal pavéra kal ivat opOoywviKNg
dtatoung yo epyaieion eEMTEPIKNG TOPVELONG KAl KUKALKNG O1OTOUNG Yoo epyaieia
ECMTEPIKNG TOPVEVGTG.

EmnAéov, n oOvdeon tov komtTikov gpyaieiov pe TNV epyaielopunyovn yiveton
HEC® TNG GLYKPATNGNG TOV GTOV EPYAAELOOETN. ZTNV MEPIMTOON TOV CLUPOATIKOV
TOpVOV, Yo eEotkovounon xpovou UETAED TNG EVOAALAYNG TOV KOTTIKAOV epyaieiwv, O
epyarelodétng umopel va eival tecodpov onueiov ®ote va Tpocappolovial 6E avtov
T€606Ep0 d10QPOPETIKE KOTTIKA epyareia. Xtovg CNC tOpvoLG, Yia TN GLYKPATNGT TOV
KOTMTIKOV €PYOAEIOV ¥PNOIUOTOLOVVTOL TEPLOTPEPOUEVES KEPAAEG Ol Omoieg umopovv
Vo @EPOVV TAVTOYpOVA Evav peYdio aplOpd kKonTik®Vv epyaieinv, 1060 otabepd dco
Kol meploTpePOpEva. (Ztepyiov, 2009)
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] dLevBuven moQaTNENoTS
1 .
8 T 6 5 4

Ewova 4.3.1.1: Kontikd epyoreio eEoTEpIKNG TOPVELOTG
(1)Ev00 6e&16, (2)Avyiopévo apiotepd yoviag, (3)Avyiouévo de&td
eKyoOvopiong, (4)Ayunpo, (5)Ierraticpévo, (6)Avyiouévo apiotepd
petomikd, (7)Avyiopuévo deE1d mhevpikod, (8)Ae&id andTunong

77

Ewova 4.3.1.2: Kontikd epyareio e6OTEPIKNG
TOPVEVOTG

4.3.2 Kontika epyadreio opéilog

Béoetr Tov €idovg tng gpelounyavng mov ypMNoIULOTOLEiTAL, TO KOTTIKA EpyaAsia
dtaxkpivovtal oe gpyadreia yio optlovtio epelounyovn Kot epyareio yio KOTaKOPLON
ppeCopumyav.

v oploévtio ppefounyovn, XPNOILOTOLOVVTAL KVAVOPIKOL KOTTTNPEG Yo TNV

KOTEPYAOIO EMEOVEIDV KOl OLOKOEWEILG KOMTNPEG Yo TNV ONUovpyio AVAAK®OV
daeopov TOHTOV, OO Tapovotdlovial otnv eikova (Ewova 4.3.2.1). Ot kvAwvdpikoi
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KOTTNPEG, OTMC Qaivovtal otnv ikova (Ewkova 4.3.2.2), drakpivovtot o€ Tpeic TOTOVG
avaAioyo HE TN GKANPOTNTA TOV VAIKOD TOV TPOC KATEPYAGIO TELAYIOV.

H ovykpdtnon kot tov 600 TtV KonTipwv otov dfova Katepyaciog yivetol g
eénc. Apyikd tomobeteitar o komthpog otov agova, o omoiog aceaAiletor £vavtt
TEPLOTPOPNG HE 00MYO opnva Kot optobeteitar n 0€on tov pécw TOV daKTLAIOV
anoctaons. Katomv, tomobeteitar 1o €0pavo oricOnong oto eiedbepo dkpo TOUL
aéova. Téhoc, tomobeteitor To apLoTEPOOTPOPO TEPIKOYALO Yoo TNV GVOPIEN TOV
TOPATAVE® GTOLYEIDV.

[Meprpepraxdg komtnpog (DIN 884).

Heyxovopion Kol omomEPATOON EMMEO®V
emeaveldv ce opllovrieg epelounyavég. Movo
neplpeplokd @pelapiopa. Metddoon tng pomng
oTpEYNG amd TNV ATPAKTO HEGH GONVOSPOLO KO
0dnyov cenNva.

[Meprpepraxdg — petomikdg komntipag (DIN 1880).
Katepyooio eninmedmv xawkdBetov petad tovg
emaveldv  oe  opllovriec kol KaBeteg
opelounyavés. Ileprpegprokd kot HETOTKO
opelbpiopa.

Atoxoedng kontpag (DIN 885).

Katepyaosia eykonadv xar avidkov €owg 50 mm
nhdtoc. Od6viec tpoyopévor Ao&d. Agv eivar
KOTAAANAOG Yo vYNAEC amartnoelg akpipeioag og
O106TACELG KOl LOPON.

ITprovddiokog (DIN 1838).

2yiolo Kot KON UE GO TAATOVG néypt 6 mm.
Oodovteg TpoyiopuéVol AoEd Yo va amoPevYETAL TO
CONVOUO TOV d1CKOV KOTE TNV TEPLGTPOOT).

[Ipiopoatoedng kontnpac (DIN 847).
dpelapiopo  yio ™  OSWWUOPO®OYN  YOVIOKOV
popoav pe yovia 45, 60 kot 90, m.y. Tpiopatikol
odnyol e gpyaretounyovéc.

Hpwovokikog kontipag (DIN 856).

dpelapiopo yio ) SLOUOPP®CT MUIKLKAIKOV
pope®V pe  oktive  KAUTLAOTNTOG TEpimov
0,6...20 mm.

Ewova 4.3.2.1: Awokoerdeic kontnpeg opelapicpnatog
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Tomog N

(6...10 xOyeg)

Mo y&ivPeg unyovoroykmv
KOTAGKEVDV, LOAQKO
YVTOGidnpo, uUn  oNpovYL
UETOALD pLEONC GKANPOTNTOG

Tomog W
(4...8 xOyeLQ)
Mo poioxd vika

(10 60)

yovie xhiong

l'ovieg oto egpyareio
opelapiopatog.
a=ywvia gergvbepiog
B=yovia conva
y=yovia aroPAitov

Tonoc H
(10...16 xO6yeg)
Mo oKANpa Kot GLVEKTIKA VALK

(MKpdg x®pog amofANTOV)

Ewova 4.3.2.2: Kvlwvopikoi kontpeg gpelapioportog

2TV KotakOpuen @PeloKEPAAT, YPMNOLLOTOLOVVTOL KOTTNPES LUE OGTEAEXOS Yo TNV
onuovpyio gvBOYpappu®v N HOpENG TOEOL TUNUATOV, CVALK®V, £COTEPIKOV KOl
YOVIOKOV OLLLOPPMOCEMV KAl Y10 KOTEPYOOSieg epantopevikd tov dokipiov. Erniong,
ypnowwonotovvtar epelokeparés pe évleta mAakidlo yio TNV Kotepyocio peEYOA®V
EMIMEO MV EMPAVELDV.

H ocvykpdmnon ovtdvV TOV KOTTIKOV £PYOAEI®V, EMTLYYAVETOL UE TO TOPAKAT®
Bpata. Apyikd, toroBeteital 6N epyaretounyovn 10 6Toyelo GLYKPATNONGS 1 AAADG
Holder 10 omoio «oaBopiletar amd 1t yeopetpia TOL KOpov Aafova TG
gpyaretounyovns. To tunuoe tov Holder mov ovvdéetar pe tov dEova NG
EPYOAAELOUNXAVIG KATNYOPLOTOLEITAL LE CVYKEKPLUEVO YOPOUKTNPLOTIKA GTNV YE®UETPiA
TOV AGTE 1 EMAOYTN TOL VO YIVETOL TLO EVKOAN KO TLO GOGTA Yo TV OLOAT Agttovpyia
tov. [Mapadeiypota tétotov katnyoprov eivarn BT, n CAT kot HSK. H cuykpdtnon
tov Holder pe v gpyoaietounyavi tpaypatonoteital péow evog eEQPTAUOTOG TO OTO10
ovopdletar Pull Stud. Amotereitar and dVo Tunpata ek TOV omoimv to £va dtabétel
onmeipopa ylo T cvykpatnon tov tdve oto Holder. To dAro, dtapopodvetal pe 1poOTO
T£T010 OGTE Vo ONAVK®OVEL 6TO €0MTEPIKO TOL Aova TNG UNYXOVNAG KOl VO TPOGPEPEL
ToVTOYPOVa TN cvyKpdtnon tov Holder otnv epyaietounyaviy aAld kot tnv €0KOAN Kot
000 10 dvvatov ypnyopotepn arraynq tov Holder. O 1pdémog cvykpdtnong tov
KovovAiov pe to Holder emtvyydvetar péow 800 eaptnudtov to omoia ovopdlovtot
Collet kot Clumping Nut. To Collet, givar éva gidog yitoviov to omoio TomoBeteitan
péca kot 6to katm tunpa tov Holder, éyovtac og eEmtepikn yeopetpia tnv avtictoyn
tov Holder kot ecotepikn v avtictolyn tov KonTikov gpyaieiov. Dvoikd, yio v
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€VUKOAN KOl CMGTN EMIAOYN TOV KOATNYOPlOMOlEiTOl PAGEL TOV YAPAKTINPLOTIKOV TOL
avaeépOnkav. ['a v ekmovnon avtg ¢ epyaciog £xetl emaey0et n katnyopia ER.
To Clumping Nut, eivatl éva mepikdyAto to omoio Prddvel mdvm oto Holder, apov €xet
tomofetnbel 10 KOovOLAL, ocvoeiyyovtag to Collet yio ™ GLYKPATNGN TOL KOTTIKOV
péco tppng. H emioyn tov yiveton Pdacel tov omepdpatog tov Holder xar g
veouetpiog tov Collet. Avtifeta o tpdémog ocvykpatnong e epelokePaing Ue TO
Holder mpaypoatomotleiton pe €voav cuykekpipuévo tomo KoyAia mov ovopdletar Clamp
Screw. (Ztepyiov, 2009)

Mo ™ perétm g  katepyaciog TOL  JOKIHioOL OV  TAPOVGH  EPYAcia
YPNOWOTOMONKAV KOTTIKA epyoreia yio @pelounyovny Kol 7o GLYKEKPLUEVA Ol
akOAovBeg katnyopieg OTwG eaivovtal kot otnv moapakdto ekoéva(Ewova 4.3.2.3:
Kontmpeg pe otéheyog kot opelokeparéc).

1) Dpeloxkepadn yio TV KatEPyUcio ENIMEIOV EMLPAVELDV

2) KovévAta yio tn onuiovpyio avAdKwov
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H emloyn avtov avardetatr oto Kepararo 8: «Emioyn Kontikov Epyaieiovy.

== Komntpag pe otéreyog (DIN 845)

e
=2

" Teplpepelakd — HETOMIKO KOVODAL TOAAGV
KOyemv pe owPdaduion oto oTEAEYXOG KOl

KOVIKO TUAUO Yyl tnv tomobétnomn otnv
VTOJ0YN TNG ATPAKTOL TNG PpelOUNYAVIC.
Meyé0n onov £éog 863mm.

} Kontfpag ondv peyarov pnikovg (DIN 326)

[Teprpepelakd — pHETOTIKO KOVOVAL OVO
KOYe®V, pe Aomd oTolyEia OMMG To TAV®.
KatdAinio yia epelapiopa evbdypappmv 1
HopoeNng t0&ov omdV HUEYAAOVL UNKOVG, £MG
e63mm.

Kontpog pe otéheyog yio avAdkia Lopeng
T (DIN 851)

KovdOoA moAlov KOyemV pe OTEAEYOG
HKPNG SLapETpoL Yo Ppeldpiopa GE TPELG
nAgvpéc. Awapetpog komtinpa ol11...90mm.
KatdAinio vy ¢pelépiopa aviakiov T

(xeAd0VOOLPEQ)

3 I'oviakdg Komtpag pe 6TEAEYOG KLAIVOPIKO
(DIN 1833)

KovovAr moAlov xdéyewv vy opelapioua
Yoviokov odnyov pe yovie 45°, 60°, 75°

opelapiopa mepleeploxo.

DOpelokepain

KatdAinin vl Eexovopion Kot
ATOMEPATMOTN UEYAA®V  EMPAVEI®V  UE

peydAn amddoorn. Xpnoipomolgitor o€
KEVTIPO KOTEPYUOTIOC.

Ewoéva 4.3.2.3 — Katnyopieg kontnpov yia ¢pelopunyovn
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5 ITPOTPAMMATA H/Y

[Mo v exmovnoen ¢ mMapovcag epyaciag ypnolpnomomonke &va mpoypoppo
NAekTpovikng oxediaong. To wpdypapupa ovtd eivar to Inventor Professional 2015
KaBadg kot éva mpocBetd mpdypappd tov to Inventor HSM Pro 2015 , ta omoia eivon
™G etapeiac Autodesk. [Tapdiinia, ypnoiporoOnke to tpodypaupo Minitab yia tnv
EMAOYN TOV KOTTIKOV EPYAAELOV.

To Inventor Professional amoteiei éva mpoypappa tprodidotatng (3D) oyediaong
UNYXOVOAOYIK®OV eEapTNUAT®V, TO Omoio EeMTPEMEL TN OYEOiOOT UNYOVOAOYIK®OV
eEapTNUATOV AQUPEvVOVTaS VTOYLYV TPAYUATIKA YOPAKTNPLOTIKE OTMS Yo TOPAOELY LA
TG PUVGIKEG 1010TNTEC TOL VALKOV. To Inventor HSM Pro wg npdcbeto mpdypappa tov
Inventor emtpéner TNV Tpocopoim®oN TNG KOATACKELNG €VOG  UNYOVOAOYIKOV
€EQPTAUATOG OO TO GTAOL0 OPIGHOV TNG TPAOTNG VANG £0C TO GTAJ0 TNG KATACKEVNG
TOV KOl TNG TAPOYOYNS TOL TEAKOV £EAPTNUATOG. XPNGILOTOLOVTOG T YEMUETPLO TOV
tepayiov and éva mpdypoppo CAD diver T dvvatdnTa TPOGOUOIMGONS TOV PACEMV
KOTEPYAGIOG YO TNV KATAGKELY TOV TEMKOV £EQPTANOTOC KAODG Kat TG mopeiag Tov
Komtwko¥ gpyaieiov (toolpath). Méow avtod toL Mpoyphppatoc Tapdyetol eniong o
K®d1Kag 0 omoiog Ba ypnotlporombel and TNV epyaielopunyovn yio TV KOTOGKELT TOV
tepayiov. Me ™ emépufacn Tov TPOYPOUUOTIOTH GTOV KOOIKO LIAPYEL 1| SLVATOTNTA
¢ Peitictonoinong g Katepyaciog Tov Tepayiov, 0dNYOVTOG £TGL GE UKPOTEPO
xpOVo Katepyaciog o omoiog amotelel onpaviikd mapdyovto otn Propnyavia.

To Minitab eivar éva mpoypappo 1o omoio mopéyel oTov XPNoTn epyaieio yia v
enefepyocio Kol Tn OTATIGTIKY avAAvomn Oedouéveov pe okomd tnv Peitioon g
nowdtntac. To mepifdirov tov amoteieitar and mapdBvpa SLOPOPETIKOV TOTOV TO
omoia eival: 1o mapdBvpo cvvedpiaong (Session Window), 10 mapdbvpo @OAAOL
epyaciog (Worksheet Window), 10 mapdaBvpo ypapnuatov (Graph Window) kot 1o
nopdBvpo avagpopdc (Report Window). Mia and tig pebddovg mov ypnoipomnolel yio
oTaTIOTIKY avaivon eivar n MébBodog Taguchi pécw tg omoiag mpaypatonomOnke éva
pépog g mapovoag peAétns. Akorovbwe, cvppova pe andornacua and to apdpo «An
Overview on Taguchi Methody», to omoio £yel petappootel, eneEnyeitar 1 Mébodog
Taguchi. (Sahai, 2012)

«MéBodog Taguchi:

O1 teyvikés tov Taguchi Eyovv ypnoiuoroinbei eopéws aTov GYEIIATUO TNG UNYAVIKIG
(Ross 1996 & Phadke 1989). H uéfodog Taguchi wepiioufavel cyediaouo aootiuatog,
OYEOLOOUO TOPOUETPOV KOl OLOOIKOGIES GYEOLOTUOD aVOYNS Yyio. THY EmITeLN piOG
LOYVPHS OLOOIKATIOS KOl OTOTEAEGUOATOS YIa. TNV KOADTEPH TWOLOTHTO. TOD TPOIOVTOS
(Taguchi 1987 & 1993). H kbpia sumiotoodvy twv texvikwv tov Taguchi eivar n ypron
700 ayediacuod ropouétpwv (Ealey Lance A.1994), n omoio eivai uio unyovikn uéGooog
OYEOL0.GUOD TPOIOVTOGS 1] O1EPYATIAS TOV EGTIALEL GTOV TPOTOLOPITUO TV pLOUicE®Y TV
TOPOUETPOV (TOPAYOVIWOV) TOPAYOVTIOS TO KOADTEPQ ETITEOO EVOS YOPOKTNPIGTIKOD

28



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOT'QGN MHXANIKQN ITATPIKIOY HATANA

Parameter Diﬂgmm ﬂf a
Product/ Process / System

Y Moize
- Factors

M Product ¥
Process Reszponse
Signal
Factors S}Gtﬂm
z Corntrol
Factors

{c)15lz8lgma 2002

To10TNTOS (UETPHON OTOd0aNS) e EAGyiates draxvuavoels. To oyédia Taguchi mapéyovv
uio 1oyopn kai omotereouatiky uéQoodo yia to ayediacud S10.01KAGIOV TOD AEITOVPYODV
ue ovvémeia kai PéAtioro tpomo o€ pia moikiiia ovovOnkwv. I'ia vo xobopicer tov
KaADTEPO OYEDIATUO, ATOITEL TH YPHON EVOS OTPOATNYIKGC GYEOLOCUEVOD TELPAUOTOS, TO

ormoio ek0étel ) d10.01K00I0 GE O1APOPO. ETITEIQ TOPOUETPDV TYEIIATLOD.

O1 meipopotixés péhodor ayediaouod avartoyOnkov ara Tpata ypovia tov 2000 aivva
Kal EYovy UELETNOET EKTEVAS OO TOVS OTATIOTIKOAOYOVS OO TOTE, OAAG OEV NTOV €DKOAO
vo, xpnoiporoinfodv amo tovg exayyeiuoties (Phadke 1989). H mpoaéyyion tov Taguchi
0TO GYENIATUO TELPOUATOV gival eDKoAo va viobetnBel ka1 vo epopuootel ae ypnoteg ue
TEPLOPIOUEVY]  YVOOTN TOV OTOTIOCTIKOV. OC &K TODTOVD, EXEL OQNOKTHOEL UEYAAN
ONUOTIKOTNTO. 0T UNYoviKy kol v emiotquovikny kowvotntoa. O Taguchi zposdidpioe

TPEIS TEPIMTWOELG:
o Oogo ueyaldtepo, 1000 Kaldtepa (yio ToapaoEIyUa, YEWPYIKN ATOO0TH)

o Ooco uikpotepo o0co kKaldtepo (Y10 TOPAOELYUO, EKTOUTES O10LEIOIOD  TOD
avlpora)

o O otoyog, N eAdyiotny puetofoln (yia mwopddeiyua, Eva taipiaoto eCOPTNUO O UIO.
ovvoeauoroyio,)
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O Taguchi ypnoiuoroinoe to Adyo anuotoc-Gopvfov (S/N) w¢ mo10TIKO YopoKTHPIOTIKO
¢ emiroyng. O Adyog onuotog-Gopvfov S/ N ypnoiuoroieitor wg UETPHTIUN TIUN OVTI
yIO TV TOTIKY OTOKALON AOY®W TOL YEYOVOTOS 0TI, KOOMDE 0 UECOS OpOS UELWVETAL, 1

TOTIKY OTOKALGN UEIDVETOL EXLONG KAl OVTIOTPOPOL.

2ovetopopés twv uedoowv Taguchi:
O Taguchi ovvéfale mold onuavtika otic frounyovikés oratiotikés. Booika otoiyeio
)G TO10TIKNG QlAocoplag tov wepiloufavooy ta e€ng:

Aerrovpyio andieras tov Taguchi (Ross 1996): Xpnowonoieitar yia ty uétpnon e

OIKOVOULKNG OTMAELOS VIO, TRV KOIVOVIQ L0Yw KOKNG TOL1OTHTOG.

H g¢liocopia tov &léyyov moiotnyrag off-line (Logothetis and Wynn 1989):
OYEOLOGUOS TPOIOVTWY KOl O100IKOTLOV ETal WoTE Vo unv givar evaioclntor ("ioyvpoi”)
€ TOPOUETPOVS EKTOS TOV EAEYYOL TOL Unyoavikod cyediaouov. kar Kaivotouies oto
OTOTIOTIKO Oyeolooud twv meipouatwv: Atkinson, Donev kair Tobias, (2007),
OUYKEKPIUEVO, 1] ypHon piag eCWTEPIKNG OLOTOLYIOS YIO. TAPAYOVIES TOV EIVOL
avelédeyktor oty mpoyuotiky (w1, arld uetofdiiovror cvotnuatika oto meipoyo. O
Taguchi mpoteive pio tomiky oradikacio 8 frudtwv yio v epapuoyn e uedodov tov

yio. feATIOTOTOINGN OTO10.0ONTOTE J10.01KO.GIAG.

O kavovag tov Taguchi yia tqv Brounyavomoinon:

O Taguchi ovveiontomoinoe 011 N KaADTEPY evKOUPIO Yia TNV ECOLELYN THG OLOKDUOVING
elvai Kata ) J1GPKEIQ TOD GYEOLOTUOD EVOS TPOIOVTOC KAl THGS OLOOIKATIOS TOPOYWYNG
tov. Kota ovvérmeia, avémtole uio otpatnyikiy yio. mwOLOTIKY UNYOVIKY TOL UTOPEL Va

xpnoipomoinbei kot ata o0vo mwlaioia. H diadikacia Exel tpia oraoio.:

.  ZXyediaouos ovotquatog
Il.  ZXyediaocuos wopouétpawv

. Xyediaouos avroyng
2Yed010.6UOGS GVGTHUATOS

Ilpokeitor  yia  oyeolaoud o€  EVVOIOAOYIKO €mimedo, mov  mepiioufaver i
ONUIOVPYIKOTNTA KOL TNV KOAIVOTOUILA.

2xed10.6UOGS TAPaAUETP WV
Moiic kabopiotel n évvoia, TPETEL Vo, 0PLOTODY 01 OVOUAOTIKES TIUES TWV OLOPOPWV
OLOOTATEDYV KAl TWV TOPOUETPOV TYEOLATUOD, N POOH TYEOLOATUOD AETTOUEPELDOV THS

ooufotikng unyavikng. Avto uepikés popés ovoualeror eolobpevay.

2yediacuos avroynfs
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Me évay emToxnUEVO GYEOLOOGUO TAPOUETPMV KOl TNV KOTAVONTH TOV ATOTEAECUATOS TOD
EXOVV 01 OlAYOPES TAPOUETPOL OTHV ATO00CH, Ol TOPOl UTOPOVV VO EGTIOOOVYV OTH
uelwon ko1 otov EAEYYO THS OLOKDUAVONG OTIC EAGYIOTES KPLOIUES OlAOTAOELG.

Okt Priuata oty ucboooioyio Taguchi:

Bnuo-1: Ilpoooiopiouog s kopiog AE1Tovpyiog, TV TOPEVEPYELDOV KOL THG AEITOVPYIOS
aToTOYI0G.

Brua-2: Ilpoodiopioudg twv mapayoviwv Qopdfov, twv covOnkov Sokiung kol twv
TO10TIKWDV XOPOKTNPIOTIKDV.
Brua-3: Ilpoadiopiopdg s aviikeluevViKng A1Tovpyiag Tov apémel va feitiaromoinbei.
Biua-4: Ilpoodiopiouds twv mwapayoviwv eAEYYov Kol TV ETITEODV TOVG.
Brua-5: Ermidoyn 7OV TELPOUATOS UNTpog opbBoywviag ovoToLYlOG.
Brua-6: Aelaywyn 700 TELPOUOATOS UNTpog
Biua-7: Avalven twv dedouévav, mpoflewn TV PEATIOTOV ETMITEOWV KAl TV
ETIO00EWV.

Biua-8: Extéleon tov meipduatog exolnlevons kal Tpoyp o ilotionog e HEALOVTIKNG
evépyelag.

MeBodoloyia mov ypyoiuomornOnke: Teyvikés Taguchi

O1 avaloyies anuoatog mpog BopvPfo (S / N) tov Dr. Taguchi, o1 omoieg eivar Aeitovpyieg
kataypapng, Pocilovior oe rmeipapato "OPOOIQNIKHY XYXTOIXIAY", to omoia
oivovv wold ueiwuévy "draxduoven" yia to meipopo pe "péitiores pvbuiceig”
wopoustpwv eléyyov. Etor to maAvipeuo tov oxed100U00 TOV TEIPOUCTOV UE TN
peitioromoinon  twv  mopouétpwv eléyyov  yio. v emitevln TV PéATioTmV
amoteieoudtwy emtvyyavetor oty uébooo Taguchi. O1 "opOoywvies ovatoryies” (OA)
TOPEYOVY UL GEIPG KOAG 1GOPPOTHUEVWYV (eldyiotwv) melpoudtwv & emibountov
OTOTELECUATWV, YPNOIUEDODY (OC OAVTIKEIUEVIKES AglTOVPYIES feltiotomoinong, fonbodv
oty ovailven dgdouévov kair oty mpoflewyn  Péltiotwv  amoteieoudtv.

MoaOnuatiky povreiomoinon:

leipauora «opbBoywvikng oVaTOLYIOGCY (0X)
H ypnon opBoywvikav ovotoiyi@v ueiwver onuaviikd tov apiuo tmv TEIPaUoTIKOV
oLouopPoewv wov wpémel va ueietnBodv (Montgomery) 1991. H emidopaon moliov
OLOPOPETIKMDV TOPOUETPMOV GTO XOPOKTHPIOTIKO OATOO0GHS TE ULO, OLAOIKOTLO UTOPEL VO
eCETAOTEL YPNOIUOTOIDVTOS TOV TELPOUATIKO TYEOLATUO TWV 0pPoymViKdV c0GTOLYLOV
wov potabnke omo tov Taguchi. MOALS TPOGI10p1GTODY 01 TOPGUETPOL TOV EXNPECLODY
M1 OLOOIKOGTO. TOV UTOPEL Vo, EAEYOcl, TPETEL VO TPOTILOPIGTODY TO EXITEDO. GTO, OTOLA
wpémel vo, uetofatlovial avtég o1 mopauetpol. O TPOGOIOPIOUOS TOV ETITEIDV ULOS
uetafintng mpog ookiun amoitel uio. €1 faldog karavonon NG OlAOIKOCLOG,
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OOUTEPLLOAUPLAVOUEVHS THS EACGYIOTHG, THG MUEVIOTHS KOL THS TPEYOLOAS TIUNG THG
wopouétpov. Eav n oiapopd petald tne eAdyiotng kai TG UEYIOTHS TIUNG ULOGS
TOPOUETPOD  EIVOL UEYAAN, 01 TIUEG TOL EAEYYOVTAL UTOPODYV VO OLOYWPLOTOOV
TEPLOTOTEPO N UTOPOVY Vo eAeYyBo0V Tepiaaotepeg TiueS. Eav 1o e0pog uiag mapouétpon
elvol HiIKpPo, TOTE UTOPODY Vo, EAEYYBODV UikpOTEPES TIUES 1] 01 TIUES TOV Bo. eAeyyBodVv va
givai Lo KOVTQ, uetalo TOVG.

Emiioyéas ovotoiyiog

Numbat ofParametrs P1

AR AR AR N A N AR AR AR AR AR A A A A A A A AR AR AR

i

QL | L {08 | L8| L8| LB [ L2 L2 LA | L2 ) 6| LA6 | L1 | L0 | L3 [ L8 |L20 { LS2 [ (80| L0 | LB | LOD| L0 | (30| LR0| L3030 (10| L%

K

0L | LB L1e | L8| 0G| Lha | Lr) L7 (Lar) Cm (L2 | Lo | Lo | LA L3 | 136 | L% | L% | L% | Lo | LG

A L16 | L1G{ L1 | 116 | L30| L2 {L32) L2 | L2

Pdisrrebser ofF Levwsel=s

B 25 | L25 | L2G [ L26 | L2 | L30 | LA0 | LA0 | LE0 | L50 | L0

H péboodos Taguchi eivar éva 1oyvpo epyalteio yia 10 oYedIAGUO TOOTHUATOV DYNANG
roiotntog. Lo v adlnon te meipapotikng omodoons, o LIS uixtos opBoyaviog
mivakag o ovvovaoud upe to oxeoilaouo moidotnrag Taguchi. Ross (1988),
XPHOLUOTOIEITAL Y10, TOV TPOTOLOPIOUO TV THUOVIIKDOV GOVIEAECTMOV KATEPYATIOG. 2TO
zelpopoto emiiéyooue €C1 ONUOVTIKES TOPOUETPOVS UNYAVIKNG KOATEPYATIAS, OTMG
epyaieia KOTNG OlaQOPETIKOV VAIK®V, faBog Komng, ToydTnTo. KOTHG, TOXDTHTO
popoooaiag, Oepuokpacio epyociog Kol VTEPRYNTIKY 1oXD, K0.OEva amd ta omoia Exel
Tpia O10QOPETIKG eTITEIO. (VYNAO, UECOIO KAl YOUNAO eTITEDO) .
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| Experiment|{ P1 | P2 | P3 | P4 | P5 | P6 | PT | P8 |

1] 1 1 1 1 1 1 1 1

21 1 1 2 2 2 2 2 2

a1 1 1 3 3 K| K| | |

4] 1 2 1 1 2 2 3 3

] 1 2 2 2 | K| 1 1

Bl 1 2 ] 5 1 1 2 2

I 1 3 1 2 1 K| 2 a

Bl 1 3 2 K] 2 1 3 1

] 1 3 3 1 | 2 1 2
10 2 1 1 5 | 2 2 1
1) 2 1 2 1 1 K| K| 2
120 2 1 K] 2 2 1 1 3
13] 2 2 1 2 | 1 K| 2
14 2 2 2 5 1 2 1 3
18] 2 2 3 1 2 K| 2 1
16] 2 3 1 ] 2 | 1 2
7] 2 3 2 1 | 1 2 a
18) 2 | 3 [ 3 | 2 | 1 21 3] 1

2yedracuog T0V TEIPAUOATOS (Doe's) Amarrel TPOYPAUUATICUO:

VII.
VIIL.

2xe0100UOG KOL ETIKOIVOVIQ TOV GTOYO0V:

Opiouog g o10.01kaciog:

Emiloyn evog avotiuatog anokpions kal UETPNONG:
Emifefoaiwon ot1 to obatnuo uétpnong eivor exopreg:
Eriloyn mapayoviwv mpog ueléty:

Emiloyn tov mepouotikod oyediaouod:

Op1Louodg eTTEIWY TOV TOAPAYOVIWOV:

Ocwpnon tedikod oyediacov:
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Avalvoen Kal eEETAGN TOV AMOTEAEGUATOS:

i. Ilpoodiopiouos e onuoacioc mopoustpwv (ANOVA) - Avaivon diaxduavong
(Hafeez et.al 2002)

il.  Extéleon evog O1aypluuotos avaivons tov KOPLOD OTOTEAEGUATOS VIO, TOV
TPOCOIOPLOUO TOV PEATIOTOV EMITEOOD TV TOAPOAYOVIWOV EAEYYOD.

ii.  Extéleon avdivong tov pvOuod ocvoveiopopas tmv Tapayovimy.

iV.  Emfefaiwon weipduotog koi oyeolaouos UEALOVIIKNC EQOPUOYVHG. »

2ZUVENMDG, TO OMOTEAEG LA AVTNG TNG LeEBOSOL givar N emAOYY| €vOG KOTTTIKOD €pyaAeiov
énelta amd TNV UEAETN HIOG GEPAG TMEPAUATOV UE OLAPOPETIKOVSG GLVOLAGUOVS
YOPAKTNPLOTIKOV TOV KOTTIKOV £pYaAEi®V.
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MEAETH KATAZXKEYHX AOKIMIOY

TNV TapoKAT® £vOTNTO TAPOVGLALoVTal OVOAVTIKA OAO Ta GTAOLN KATEPYAUGING TOV
doKiiov pe ™ ¥pNon eKOVOV and To TPOYPOAUIO NAEKTPOVIKNG GYESIOONG Yo TNV
EVKOADTEPT KaATOVONOMN TNG HEAETNG. Avtd €ivalr 10 oYeddypapupuo TOV QAGE®V
KOTEPYASIOG, N EMAOYN TNG EPYUAAELOUNYOVIG KAl TOV KOTTIKOV £PYULEI®V Kol TELOG
N LEAETN TOV PACEMV KATEPYAGIOG.

o ™ ocwotq deoayonyn g HeEAETNG Empeme va mpaypatomoinbodv opiouéva
TELPANOTO UE GLVOVOGUO TOV YOPOUKTINPIOTIKOV TOV KOTTIKOV EPYOLEi®V, OCTE Vo
Bpebel 0 PEATIGTOG GLVOVAGLOG YAPAKTNPLOTIKAOV Y10 TNV KATEPYOGia TOV dokipiov.

‘Etot Aowmdv, petd tnv emhoyn TOV KOMTIKOV €PYOAEi®V £ylve €l6ay®Y TOV
YOPOUKTNPIOTIKOV TOVG 610 mpoypaupo Minitab kot ot cvvéyxeto pe ™ ypnon g
pnebodov Taguchi éyive mopaymyn SEKOOKTO TEWPAUATOV. APOD TpaypatoTolnOnKay
To TEWPALATO AVTd, El6NYON 0 ¥podvog Katepyasiog Tov kKabe mepdpatog oto Minitab
Kat ypnoponoldvtog Eova t pébodo Taguchi Bpébnkav ta dv0 komtikd epyareio
(ppeloke@ain, KOVOUAL) T omoia amodidovV T0 BEATIGTO ATOTEALEGLO GTNV KOTEPYATLM
0V doKlpiov.
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6 SPAXEOAOTIO

To paceoAdyl0 oV ypnoiLomoOnke yio TNV Kotepyacio Tov doKpniov o€ TPLAEoViKn
opelounyavn, mapovoidler opiopéves dtopopég amd 1o apylkd @acgoAdylo. H
cOyKkplon punopel va mpaypatonomBel avarpéyovrag oto [Hapdptmua B (Ewdveg 15.1
—15.10 kot Ewkoveg 15.11 — 15.16) 6mov mapatibevial kat to 600 pacgordyla. X1n
cuvvéyela mapatifetor LOvVo TO TPOTOTONUEVO PAGEOAOY1O0.

Yyxeowaopndg Epyaciov Katepyaoiog Aoxipiov
(®aceoroylo - Process Planning)

Kadnynmge: Baciielog Zayidg

Ovopa dokipiov: Part-1
TYmog vAlKoD: AL 2024-T3
AlooTdoelg TPOTNG VANG: 75mm X 65mm X 50mm

Bépog vAuko¥ mptv tnv katepyacia: 0.66 Kgs

Bépog vAko¥ petd v xatepyacio: 0.31 Kgs

Ap1Bpdg pdcemv xkatepyaciog: 6

EpyoAetopunyovn: Super Minimill - HAAS

Amattovpeva epyareio ocvykpatnong: 1 péyyevn pe kovad payovio (pe matodpa)
[Mopdptnua B — Ewova 15.17]
4 coprykmpeg (QoVpKETES) Yo GVGPLEN TNG
péyyevng otnv tpamela TG EPYAAELOUNYAVIG
4 Bideg Allen yio oOc@EEn TG HEYYEVNC
GTOVG GPLYKTNPES
1 cetT €d1KOV PUAYOLA®V HE TOTOVPO TOV
gxet kAMon 26.57° ywa 1 DPAXH 6
[MMapdptnua B — Ewdva 15.18]

Ewéva @1: 3D anewcdvion dokipiov Ewova ©2: 3D angwkdvion
doxipiov
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PAYXH KATEPIAYIAX-1

1) Katgpyooio OLOV TOV TAEVPOV TNG TPOTNG VANG TOL dOKIHioV
2) Awnotdoelg TpmdTNG VANG TPV TNV Katepyacsio: 75mm x 65mm x S0mm
3) Awoctdoeic Tp®TNG VANG HeTd v Katepyaoio: 70mm x 60mm x 45mm

Ewoéva @3: Tlpdtn VAN o€ cvoyétion Ewoéva @4: I[Ipdt VAN o€ cvoyétion
LLE TO QOKIULO TPV TNV KOTEPYATIOL LLe TO doKiplo petd TNV KOtepyacio

Ewova @5: Kabopiopodg emoaveldv
TPMOTNG VANG
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DPAYH KATEPIAYIAX-?

A1dvolén avAakiod empdvelag A dtactdosov 26 mm X § mm

Ewova ©6: Aokipo mptv tnv Ewova ©7: Aoxkipto petd tnv
Kotepyacio Kotepyacia

DPAYH KATEPI'AYIAX-3

Awopdpomon 1ov okaromatiod empaveiag I

Ewova @8: Aokipto mpiv tnv Ewova @9: Aokiuio petd tmv
Katepyacia KatEPyOoia
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PAYXH KATEPI'AYIAY-4

Awapdpomon 20v okaromatiod emtpavetag I

Ewova ®10: Aokipo mpv tnv Ewova ®11: Aoxipto petd tnv
Katepyacio Kotepyacio

PAYXH KATEPI'AYXIAX-5

A1dvoién aviakiod empavelac I Staotdoewv 16 mm x 10 mm

Ewova ®12: Aokipo mpv tnv Ewova ®13: Aokipo peta tnv
Kotepyacia Kotepyacia
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®PAXH KATEPI'AXIAX-6

AlopOpO®OT KEKAIUEVOL EMMESOVL pE YPNOM UEYYEVNG UE €01KA oYedLOGUEVA
payovia pe matovpo kANnong 26,57°.

Inueioon: H matovpa ypnoiponoteital yio I GLYKPATNON TOL 00KIHiov Le TpOTO
MOOTE M EMPAVELN TOV dnUovpyeital petd to mépoag TS Katepyociag, va eivat
TOPAAANAN pe 1o Tpaméll Tng epyaretounyoving (N KGOeTn ®G TPOg TNV ATPAKTO
KOl TO KOTTIKO £pYy0AEio).

Ewéva @14: Aokipto mpv v Ewoéva @15: Aokipto petd my
Kotepyacia KOTEPYAOLOL

Ewoédva @16: Aoxipo oty telkn
TOV popen
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7 EIIIAOTH EPTAAEIOMHXANHZ

Mo v emioyq NG KATAAANANG €pyaielounyovng opicTnkov ol ToPOUKAT®
npovmobécelg:

1) A&oveg katepyaoiog TG EPYAAELOUNYOVTG.
2) ZopfoatdédTnTa TG EPYALEIOUNYOVAC HE aVTIoTOLYO HeTEREEEPYAOT TOV dlaBETEL

TO TPOYPOLLLLOL.
3) Méyiotec d100TAGELS UNXOVAG ®©C TPO¢ TNV kKatepyacio dokipiov - Oykog

HNYOVAG.
4) AvvatdmTa avTOPaTNG OALAYNC KOTTIKOV EPYOAEIMV.
Bdoetl tov mpoavagepBéviov, TtpokvmTel 0TL 1| epyaretounyovn Ba mpémel va dtabétet
tpeilg afoveg katepyaociog, O010TL 1O O0KiHlO OV €YEl KOUTVAEG EMIQOAVELEG OAAQ
EMIMEDEG, O1 OMOIEC AMALTOVV KATEPYATIEG 0€ LOVO TpElg aEoveg ehevbepiog.

[MapdAinia, eivatl arapoitnTo 1N epyoArsounyavy va eivol copfotn pe évav amd Touvg
petenelepyaoTéC MOV J1ABETEL TO NAEKTPOVIKO TPOYPOAUIO oYediAoNG, MOTE Vo givat
dLVVOTN 1 KOTOOKEVT TOL dOKIUIOV 0€ TEPIMTMOOT AYyOpdc TNG EPYAAELOUNYAVNAG.

Tavtoypova, Aoy Tov pikpov 6ykov tov dokipiov (70xX60x45 mm) dev eivat avaykaio
N epyorstounyovn va propel va katepydletat doxipa peydrov dtaoctdcewv. 'Etot, Oa
npaypatonondel emAoyn epyaielounyaving Yo KOTEPyaoio TEpaYiov HIKpoy OYKOV.
Q¢ amdppola avtov, 1M epyarsounyovny Ba  oavikel otV KOTNyopio HIKPAOV
gpyaretopnyavov (compact).

Télog, €ivalr onuovTiKO yio TNV €AATTOON TOV GLVOMKOD YpOVOL KATOGKELNG, M
gpyaieounyovn vo dtafétel avtdépatn aliayn KOTTIKOV epyarsiov. Me avtdv tov
TPOMO AMOPEVYETAL 1| XPOVOPOPO YEIPOKIVITN AAAOYT TOV KOTTTIKAOV EPYOAEI®V.

Ytov mapokdto mivako mopovcslalovtal ol TECGEPLS EPYOUAEIOUNYOVEC Ol OTOieg
agloAoynOnkav, oote va emieyfel n o KATAAANAN Yoo TNV EKTOVNGN TNG EPYACiNg
Kol TOV omoimv ta yopaktnplotikd moapatifevrar oto [apdptnpo B (Ewkoveg 15.19-
15.26).
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[Tivaxag 7.1 — AEloAdynon epyarElOUNYOVOV

Amartnoelg
s | oot e | Mopons duotions | et
A/A Etaipeia Epyaietopnyavn €5 pY HTXAVIS K UNYXOVNIG ©G TPOS TNV Homs
Kotepyaoiag g avTicTol)O , , aAAoyng
, , Katepyooia dokipiov - ,
EPYOUAELOUNYXAVNIG. neteneepynotn TOL Ovio o KOTTIKAOV
d100€teL TO TPOYPOAULLAL. TROG HNZOVIS. epyareiov.
NAI 406x305x254 mm
! HAAS SUPER MINIMILL 3(X-Y-7) (haas.cps- Generic HAAS) 2692x2311x2235mm NAI
NAI 508x381x381 mm
2 FADAL VMC-2015H5-11 3(X-Y-7) (fadal.cps-Generic Fadal) | 1524x2387,6x2362,2 mm NAI
NAI
3 HURCO VMb5i 3(X-Y-2) (hurco.cps-Generic 1112;3)(23)5(62303352 mm NAI
HURCO) ' '
NAI 260 x 152 x 180 mm
4 INTELITEK BenchMill 6100 3(X-Y-2) (|nteI|tI$]I:é(iE)tsé-kC)5ener|c 1040 x 860 X 940 mm -
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ZOUQOVA LE TA TOPATAV®, N Epyoietopnyavy Tov emAéyOnke eivar n Super Minimill
™¢ etapeiac HAAS kot fdoel Tov TeviKoy LAANSIOV TNG, TO 0Toio TapatifeTatl 6To
Mopaptnua B (Ewkoveg 15.19 — 15.20), £xet ta €ENG apaKTNPIOTIKA:

1) Tpeg a&oveg katepyaciag.

2) XvpPatn pe tov peteneEepyactn haas.cps- Generic HAAS tn¢ etapeiog HAAS
oV d1aBétel To NAeKTPOVIKO TPOYpPApO GYEdIOOTC.

3) Epyaieopnyovny pikpov dtactdceov (2692 x 2311 x 2235 mm) pe dt06TA0ELG
Katepyaciag dokipiov 406 x 305 x 254 mm.

4) Avtopoatn oAlayn KOTTIKGOV epyareiov pe duvatdtnto anodnfkevonc uéypt kar 10
epyareimv.
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8 EIIIAOT'H KOIITIKQN EPTrAAEIQN

Ta konTikd epyoareio Tov ypnoiporTomONKaV Yo TV KotEPYacia TOL SOKIUIOV AvViKOVV
ce 000 katnyopieg Omwg mpoavaeépdnke kot otnv Ymoevotnta 4.3.2: «Komtikd
epyareia ppélag» Tov KeQaAiaiov 4.

BéBata, yio v emAoyn ToV KaTAAANA®V epyaieiov opioTnkav KATOL0 KPLTHPLO TO
omoia kal Oa mpémel va mAnpovvtatl OAa pali tavtoypova. Avtd gival ta akdAovba:

1. YAiwoé tov doxipiov

2. Odaoelg katepyaoiog

3. Alootdoelg KOnTikov gpyaieion
4. ZTPoeEg KATEPYUSIDOV

Béoel tov mpoavagepBéviov, mpokdnTel OTL Ta KOTTIKA gpyoreia mpdTa an’ dAa Oa
wpémel va eival KATaoKELAGUEVA A0 VAIKO OKANPOTEPO amd ToL doKipiov. Mbovo to1e
o pmopel va mpaypatomomBel xomnq kot va €xer ta emBountd amoTEAEGUATO.
AtopopeTikd, 10 KomTIKO gpyareio €ite Ba olMoBaivel otnv empdveio Tov doKipuiov,
eite o TAPALOPPAOVETAL AUECHOG UE TNV ETAOT TOV UE TO OOKIUIO HE OMOTEAEGHO VO
KOTAGTPEPETAL.

[TapdAinia, To €100¢ TOL KOTTIKOV £pyareiov Ba mpémel va eival To KatdAANAo yio TV
€KAOGTOTE PACT KOTEPYAGIAG, COUQOVA e TO @aceordyl0. ['a Tapddetypa, edv n pdon
katepyaciog anattel to Egydvdpiopa piog oAOKANPNG emedvelag Tov dokipiov, tdte
Bo emieyBel plo @pelokeparn. To yeyovdg avtd dev mepropiler ™ ypnon &vog
KOVOVALOD Yo TNV Katepyacio, aAld o xpoOvog TG Katepyaciog Ba Ntov HeyaAdTEPOC,
KoO®C M d1dpeTpog Tov gival ToAD pikpdTepT amd avT TG PELOKEPAING, APAIPDOVTOS
€161 AMydtEPO VAIKO o€ kKABe éva TAGo0.

Toavtoypova, o1 d106TAGELS TOV KOTTIK®OV gpyaieiov o TpENel VoL GLUEOVOVV UE TIG
d100TACELS TOV JLALOPPOGE®VY o€ KA pia pdaon katepyasiog. Anhadn, dev pmopel va
emieyBel KovovAL dtapétpov 20 y1A0oGTAOV Yo TN d1dvolén avAdkmong mAdtovg 16
YAMOGTOV. X& VT TNV TEPINTTOGT, 1 SLAUETPOS TOL KOTTIKOV gpyareiov Ba mpémetl va
glvar Oyt povo 1dta pe 10 WAATOG TNG OVAGK®ONG, OAAE pkpdTEPT Yo va
wpoypotononBei n dtdvolEn pe Vo mhoca, dote va emitevyfel N akpiPng embountm
ddotaom.

TéAhog, o1 otpopég mov €xovv vmoroyiotel (ITapdptnua B, Xeridoeg 310-333) yia T1g
KoTEPYAGiES amoTEAOVV TO TEAELTAIO KOl €100V GNUOVTIKO KPITNPLO Yo TNV ETAOYT
TOV KOTTIKOV gpyareimv. [ ™ oot ¥PNON TOLG GAAG KOl TNV KATEPYAGiO TOL
doxkipiov Bo mpémer ot oTPOPEC AslTovpYyiog TOV KOMTIKOV gpyaieiov va eival
peyardtepeg and TG OTPOQEC TOL YPELAlOVTOL Ylo TNV TPOYUOTOTOINGY NG Kdbe
KaTteEPyaoiag. e mePINTOOT TOV ALTO TO KPLTHPLO dEV TANPEITAL, TO KOTTIKO EPYOAELID
dev Ba elvatl 1kavd vo TPpayUATOTOMCEL KOTTY £€X0VTOG TO {010 ATOTEAEGLLOTO LLE TNV UT|
TANP®OON TOL TPAOTOV KPLTNPiov. ZaE®OG, Ol GTPOPEG AELTOVLPYING TOV KOMTIKMOV
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epyareiov 0ev Ba mpénel va vrepPfaivovy 1o avdTATO OPLO CTPOPAOV AEITOVPYING TNG
EPYAAELOUNYOVNG.

X€& aVTO TO ONUEIO ONUEIMVETOL TMG EMELON £VOG ATO TOVS GTOYOLGS TNG Epyaciog eivar

N oavalTnNon KOTTIKOV EPYAAEIOV HUE dLAPOPETIKE YOUPAKTNPIOTIKA LETOED TOVG, DGTE

vo. ovykplBovv kot va emieyxfel o PEATIOTOC GUVOLAGUOC TOV YOPOUKTNPLOTIKAOV,

opiloTnKav cav YopakTNPloTIKd To €ENG:

"o to KovovMa
0  A10QOopeTIKO VAIKO KATAGKEVLNG
o  Al0QOpPETIKN SLANETPOG

o Aw@opetikd TAN00C KOTTIKOV OKUOV

Mo tig ppeloxeparég
o Atn@opetikd VAKO KaTaoKELVNG £vOeTOV TAAKLdI®V
o  Al0QOpETIKN OLANETPOG

o Awgopetikd tAnboc évhetov nthakidiov

2vvoyilovtag To mopandve, To KOTTIKA gpyoieia mov emAéyOnkav mapovoidlovtal

otov Tivaka mov akoAovOel Kat Exovv Ta €ENG YOPAKTNPLOTIKA:

1. Eivar katackevacpéva and KapBiowa kot TayvydAivBo pe Kopfditio, ta omoia

etvatl ocxkAnpdtepa VAIKA amwd ™ celpd alovpviov Tov dokipiov.

To éva givar gpefoke@ain yio TNV KATEPYASIO TOV TAELPOV TOL doKiHiov pe
okomd v emitevEn g peta&d Tovg kabBeTdOTNTOG KAl TOV EMOLUNTOV
0106TdoE®V TOL apPYLKOV dYKOVL.

To dAAo givar KovOOLAL Yo TN O1AVOIEN TOV OVAUKDCEMV, TN JLOUOPPOGCT TOV
dopabuicewv (okalomdtia) Kot T dNUIOVPYiD TOV KEKAMUEVOD EMITEOOV TOL
doxipiov.

O ppelokeparég éxovv dbpetpo 100, 125 kot 160 yiAtootd avtictoryo, ot
omoieg eival peyoaldtepeg omd Tn UEYAALTEPN OLAGTOCT TOV TAELPOV TOV
doxipiov (75 ythtootd) KATh TNV KATEPYASIA TOVG, Yo VO Tpaylatoroinel pdvo
éva TAGGO.

Ta kovovAia €xovv drdpetpo 10, 12 xar 14 y1thiootd avtictolya, Ta omoia eival
pukpdtepa and To TAATOG TNG HEYOAVTEPNG avAdKkmons (16 yltlootd), yio va
emtevyBel n akpiPfnc embBovuntn dtdotac.

Ot otpoég Aettovpylog ival ot KATAAANAEG TOGO Yl TIC QAGELS KATEPYATIOS
000 Kol Yy TNV gpyoArsounyavy Omwg pmopel vo dtamiotwbel Kot o6TO
napaptnuo (IMopaptnua B, Xerideg 279-333).
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Evdeiktikd, mopokdto moapatifetar o TpOTOC VAOAOYIGHOD TOV CLVONKOV
Katepyaciog yia Vo tuyaio kontikd epyaieia (ppelokeain, KovovAl). Mg tov
1010 1poémo, vmoroyiloviar ot cvvOnKeC KatEpyaoiag Kol TOV LTOAOITOV
KOTMTIK®OV gpyaieiowv, ol omoieg mapovoidlovtal TO 1010 AVOAVLTIKA GTO
napaptnuo (ITapaptnua B, Zelideg 310-333).

1. ®pelokeporn D100/ 6 évOeta(Aiya) / Uncoated
‘Eotw B, = 0,08 — 0,20 [mm/tooth] ka1 V, = 250 — 320 [m/min]
Tote pe ypoppukh topepforn yio B, = 0,12 [mm/tooth] npoxdmret Ot

0,08 | 250
0,12 | x
0,20 | 320

0,20-0,08 _ 0,20-0,12
= = x = 273,33
320-250 320—x

Enopévag, V. = 273,33 [m/min]

* m .
Apan = 227335 min . 870,04 [rpm]

T*100mm

Onote: p, = 6 * 0,12 mm/tooth * 870,04 rpm = 626,43 [mm/min]
2. Kovooh @14 / 3 xontikég axpég / Carbide / d1dvoiEn awAidkmong

‘Eoto V, = 100[m/min]

1000100/ .

Apan= = 2.273,64 [rpm]

mT*xl4mm
"Eoto n=2.273,64 [rpm] ko1 p, = 0,09 [mm/tooth]
Apo p, = 3 *0,09mm/tooth x 2.273,64 rpm = 613,88 [mm/min]
3. Kovodh B14 / 3 xortikég akpéc / Carbide / dnpovpyia dtofaduiong
‘Eoto V, = 130[m/min]

1000*130m/min

Apon = = 2.955,73 [rpm]

mx14mm

‘Eoto n = 2.955,73 [rpm] kou p, = 0,08 [mm/tooth]
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Apa p, = 3 *0,08mm/tooth x 2.955,73 rpm = 709,38 [mm/min]

Ytov wivaka mov akolovBel wmapovoidlovrtar T KOMTIKA gpyoaieion  moOv
YPNOILOTOON KAV YO TNV KATEPYAGIN TOL JOKIUIOV, TO YOPAKTNPLOTIKA TOV OTOimV
napoatifevtol oto [apdptnuo B (Ewdveg 15.27 — 15.42).

[Mivakag 8.1 — Kontikd epyareia

Kontwkd Epyoleia
Tomog Yo Al(éc;t;:;)og Kzz:;zég
Kovdv Carbide 10, 12, 14 2,3, 4
Kovdvit HSS+Cobalt 10, 12, 14 2,3, 4

ITAn0
- YAkod evOétov AGpetpog GT] 05
evOétov

Cormet 100, 125, | 6,8, 10, 12

160
100, 125, 6, 8, 10, 12

Ddpeloke@aln Coated 160
Uncoated 100, 125, 6, 8, 10, 12

160

2V cvvéyeta mopatifevral ot TIVaKeS e TO KOTTIKA Epyareia, LETA TNV OAOKANp@ON
KOl TOV 0EKOOKT® TELPANATOV, OTMOG AVTA KOIKOTOMONKAV Yo TNV €160 YO TOVG
oto npoypoppa Minitab (ITapaptnpa B — Etkova 15.50) kot tnv eneéepyacio Tovg pe
™ nébodo Taguchi.
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[Mivakag 8.2 — ®pelokeparéic yia pébodo Taguchi

Face Milling
Factor Total Total
Experiment| 1 | 2 [ 3 Time Time
Values (minutes) | (%)
1 1 1 1 6:40 6,67
2 1 1 2 7:04 7,07
3 1 1 3 8:04 8,07
4 1 2 1 6:34 6,57
5 1 2 2 6:58 6,67
6 1 2 3 8:04 8,07
7 1 3 1 6:54 6,9
8 1 3 2 7:22 7,37
9 1 3 3 8:28,2 8,47
10 2 1 1 5:49,8 5,83
11 2 1 2 6:20 6,33
12 2 1 3 7:22 7,37
13 2 2 1 5:49,8 5,83
14 2 2 2 6:20 6,33
15 2 2 3 7:20 7,33
16 2 3 1 6:04 6,07
17 2 3 2 6:38 6,63
18 2 3 3 7:44 7,73
Factors | Details | Values | Details
1 Few
. 1 Flutes > Many
= 1 Cermet
S 2 Material 2 Coated
o 3 | Uncoated
L 1 100
3 Diameter 2 125
3 160
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Main Effects Plot for Means
Data Means

Flutes Material Diameter

80-

Mean of Means

Adypappa 8.1 — Xpdvog cuvaptnoel Tov dedopévav Tov
TopaAyOvVI®V
Response Table for Means

Level Flutes Material Diameter

1 7,318 6,890 6,312
2 6,606 6,800 6,733
3 7,195 7,840
Delta 0,712 0,395 1,528
Rank 2 3 1

Main Effects Plot for SN ratios
Data Means

Flutes Material Diameter

-16,0-|

16,5

-170-

Mean of SN ratios

17,5

-18,0-|

Signal-to-noise: Srr?afler is better
Adypappa 8.2 — Xpdvog cuvaptnoetl Tov dedouévav BAcel Tov
AOYOV onpatog Tpog BO6pvPo

Response Table for Signal to Noise Ratios
Smaller is better

Level Flutes Material Diameter

1 -17,25 -16,72 -15,98
2 -16,35 -16,60 -16,55
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3 -17,09 -17,87
Delta 0,90 0,49 1,89
Rank 2 3 1

Enopévoc, cOppova pe to arotedAéopata anod t pébodo Taguchi xat to mapandve
dwaypappata, n epeloke@ain n oroia dtabétel Tov PEATIOTO GLVILVAGUO
yopaktnpiotik®v givor 1 ChaseOcto g etapeiog Taegutec pe kwdikd6 TFM3ZOFW-
8100-32R-07 swapétpov 100 yiAootov. @épet 8 évBeta mAaxiota pe kowdwkd OFCN
0704 TN-MR 1tng etaipeiag Taegutec kat vAwkd Coated.

[Mivakog 8.3 — Kovévia yia pébodo Taguchi

Endmills
Factor Total Total
Experiment| 1 | 2 | 3 Time Time
Values (minutes) [ (%)
1 1 1 1 23:55,8 23,93
2 1 1 2 18:54 18,9
3 1 1 3 16:24 16,4
4 1 2 1 22:31,2 22,52
5 1 2 2 17:57 17,95
6 1 2 3 15:39 15,65
7 1 3 1 16:58,2 16,97
8 1 3 2 13:36 13,6
9 1 3 3 11:55 11,92
10 2 1 1 32:18 32,3
11 2 1 2 27:01 27,02
12 2 1 3 22:29 22,48
13 2 2 1 39:15 39,25
14 2 2 2 29:08 29,13
15 2 2 3 24:02 24,03
16 2 3 1 30:01 30,02
17 2 3 2 22:14 22,23
18 2 3 3 18:23 18,38
Factors | Details | Values | Details
1 Carbide
1 Material 5 HSS +
5 Cobalt
g 1 10
‘_g_ 2 Diameter 2 12
0 3 14
1 2
3 Flutes 2 3
3 4
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Main Effects Plot for Means
Data Means

Material Diameter Flutes

Mean of Means

Adypappa 8.3 - Xpdvog GuvapTtioel TV 0E00UEVOV TOV
TopayovTmv
Response Table for Means

Level Material Diameter Flutes

1 17,54 23,50 27,50
2 27,20 24,75 21,47
3 18,85 18,14
Delta 9,67 5,90 9,36
Rank 1 3 2

Main Effects Plot for SN ratios
Data Means

Material Diameter Flutes

Mean of SN ratios

i
(A8
w

1

1 2 1 2 3 1 2 B

Signal-to-noise: Smaller is better

Adypappa 8.4 - Xpdvog cuvaptnoel Tov dedopuévav BAcel Tov
AOYOV onpatog mpog 06pvfo
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Response Table for Signal to Noise Ratios
Smaller is better

Level Material Diameter Flutes

1 -24,69 -27,21 -28,47
2 -28,49 -27,47 -26,36
3 -25,09 -24,94
Delta 3,80 2,37 3,53
Rank 1 3 2

Enopévoe, cbpoova pe ta anotelécuoto and tn pébodo Taguchi kol to mapamdvm
dtaypappato, To KovoOAl To 0moio 0tabétel Tov PEATIGTO GLVOVACUO YUPAKTNPLOTIKOV
eivar to CoroMill Plura tg etaipeiag SANDVIK pe kowdwd 1P240-1400-XA
drapétpov 14 yihootdv. Atabétel 4 komTikéG akpég Kot To VMK Tov givar Carbide.

BéPoata, yio T 6061 GUYKPATNON TOV KOTTIKOV EPYAAEI®V KAl TNV TPOCAPLOYN

TOVG GTNV EPYUAELOUNYAVY], TNPOVVTOL GUYKEKPLUEVA Bripata. Avtd eivol Ta
akoAovOa:
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1. Emoyn ctoyeiov cuykpatnong KOTTIKoy EpYOAEIOV.
ZOUQPOVO LE TO TEYVIKO QLAAASIO TNG EPYOAELOUNYAVIG TTOV EMAEYONKE, dlabéTel
BT40. 'Etot emAéyOnkav, to Holder V-703A tn¢ etaupeiog VERTEX yio ta
kovovMa kot to Holder BT-SEM32x60 tng etopeiog TaeguTec yio tnv
opelokeparn. (ITapdptnua B — Ewkdvecg 15.43 xar 15.44)

ER Spring Collet Chuck System usu

Collet Holders With BT Taper Shank (For CNC Machine Center) BT-SHANK

ER-32 ER-40 L
J
L

8

RDER NO.  TAPER COLLET TYPE D1 D2 D3

KGS  CODE NO.
V-700 BT30 ER32 M12 M12x1.75P 50 60 0.6 3031-303
V-703A ER32 M16X2.0P | M22x1.5P 50 70 1.2 3032-305
V-703B BT40 ER32 M16X2.0P | M22x1.5P 50 100 1.4 3032-306
V-704 ER40 M16X2.0P | M22x1.5P 63 80 2.0 3032-307
V-705 ER32 M24X3.0P | M28x1.5P 50 100 3.4 3033-305
V-706B BT50 ER40 M24X3.0P | M28x1.5P 63 150 5.8 3033-307
V-707 ERS50 M12 M36x1.5P 78 100 4.8 3033-308
V-710 ER11 M12 M12x1.75P 19 60 0.6 3033-311
V-711 ER11 M12 M12x1.75P 19 100 0.9 3033-312
V=712 ER11M M12 M12x1.75P 16 100 0.9 3033-313
\L743 == IVED) MA1Dv1 78D 28 100 na 3032.214

Ewdéva 8.1 — Holder via kovddAla

BT-SEM

Face mill arbor

BT MAS-403 form AD 1SO 3937
- { ‘_ L

( ‘ . L1 L2

: ss _T ]

L 5: i \

= AT3 Taper e e ——— |
= @E%E ég | |

Designation Dimension (mm)
SS d D1 L L1 L2 G
BT30 SEM 16x60 30 16 38 50 28 17 M12
SEM 22x60 30 22 47 50 28 19 M12
SEM 27x60 30 27 58 50 18 21 M12
BT40 SEM 16x60 40 16 38 60 33 17 M16
SEM 16x120 40 16 38 120 93 17 M16
SEM 22x60 40 22 47 60 33 19 M16
SEM 22x120 40 22 47 120 93 19 M16
SEM 27x46 40 27 58 45 18 21 M16
SEM 27x106 40 27 58 105 78 21 M16
SEM 32x60 40 32 65 60 23 24 Mi6
SEM 32x76 g 32 g a g 24 M1ﬁ
SEM 40x76 40 40 82 75 38 27 Mi16
BT60 SEM 16x76 50 16 38 75 37 17 M24
SEM 16x120 50 16 38 120 82 17 M24
SEM 22x60x220 50 22 50 220 182 19 M24

Ewova 8.2 — Holder yio ppelokepadrég
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2. Emoyn otoiyeiov ovykpdtnong tov  Holder pe v gpyalsiounyovi.
Bdoetl tov teyvikdv euAladiov tov Holder kot tg epyareopnyovng, to Pull
Stud mov emAéyxOnke givar to BT-518 g etapeiag VERTEX yia ta kovoviia
kot To PS BT40 90 M16 MAS 3B yia ™ @peloxepar. (ITapdptnpa B — Eikdveg
15.45 ko 15.46)

BN Pull Studs

MAS 403 FOR MAS 403
BT-40,50

= With through hole for intemal coolant

a* / L /_
|'II ‘/
T T — T o o
Unit:mm
ORDER NO.| TAPER NO. a® [L L1 [£ D d1 d2 d3 M |CODE NO.
BT-516 BT40X45"W 45 60 35 28 23 15 10 17 M16 | 3215-060

BT-517 BT40X60°W 60 60 35 28 23 15 10 17
BT-518 BT40X90°W | 90 60 35 28 23 15 10 17
BT-519 BT50X45"W 45 85 45 35 38 23 17 25
BT-520 BT50X60°W 60 85 45 35 38 23 17 25
BT-521 BTS0X90°W 90 85 45 35 38 23 17 25

M16 | 3215-061
M16 | 3215-062
M24 | 3215-063
M24 | 3215-064
M24 | 3215-065

RIRIRTEIENEY

Ewova 8.3 — Pull Stud yia kovdviia
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3. A) EmAoyn otolyei®v GLyKpATnong Tov KOTTIKOV gpyaieiov (KOVOUAL) UE TO
Holder.
Mo ™ ovykpdtnomn TOV GLYKEKPIHEVOV KOTMTIKOV €pyoieiwVv emAEyOnKav To
Collet ER32 tn¢ etaipeiag VERTEX kot to ER Clumping Nut System V-804 tng
towag etapeiag. (IMapaptnua B — Ewkoveg 15.47 xar 15.48)

PS BT-MAS

Pull stud BT-MAS-metric

of BT
cfm

Fig.2 Fig.3
v Dimension (mm)
Designation G D1 0 0 = [ 0 B p Fig.
PS BT30 46 M12 MAS1 Mi2 1 7 125 - 18 43 23 45 1
46 M12 MAS1 B Mi2 1 7 125 30 18 43 23 45 1
60 M12 MAS2 M12 1 7 125 - 18 43 23 30 1
PS BT40 46 M16 MAS1 M16 15 10 170 - 28 60 35 45 1
46 M16 MAS1 B M16 15 10 170 55 28 60 35 45 1
60 M16 MAS2 M16 15 10 170 - 28 60 35 30 1
60 M16 MAS2 B M16 15 10 170 55 28 60 35 30 1
90 M16 MAS3 M16 15 10 170 - 28 60 35 90 1
90 M16 MAS3 B Mi6 15 10 17.0 55 28 60 35 90 1
PS BT60 46 M24 MAS1 M24 23 17 250 - 35 85 45 45 1
46 M24 MAS1 B M24 23 17 250 6.0 35 85 45 45 1
46 M24 MAS1 0B M24 23 17 25.0 6.0 35 85 45 45 2
46 M24 MAS10BO | M24 23 17 25.0 6.0 35 85 45 45 3

Ewova 8.4 — Pull Stud ywo ppelokepain

ER Spring Collet Chuck System

SUPER ULTRA PRECISION TYPE

5, . Dimension Accurac
Type D H L(MM) oD(MM) Ultra Precision(MM)

Ny ! ERO8 | 85 | 13.5 6 1.0-1.4 0.01

R [ ER11 | 115 | 18 10 1.5-2.9 0.01

< ==ty — — 1 ER16 17 27 16 3.0-5.9 0.01
° ER20 | 21 31 25 6.0-9.9 0.01
———— - ER25 26 35 40 | 10,0-17.9 0.01

l ER32 | 33 40 50 |18.0-26.9 0.01

8 - ER40 | 41 46 60 | 27.0-34.9 0.01

ERS50 52 60

TYPE ER-8 ER-11 ER-16 ER-20 ER-25 ER-32 ER-40 ER-50

ICOMPLETE

SET 9PCS/SET | 7PCS/SET | 10PCS/SET | 12PCS/SET | 15PCS/SET | 18PCS/SET | 23PCS/SET | 12PCS/SET

ORDER ORDER ORDER ORDER ORDER ORDER ORDER ORDER
NO. | CAP. | 'no. | CAP- | wo. | CAP. NO. | CAP. NO. | CAP- | o, | CAP. NO. | CAP. NO. | CAP.

mm mm mm mm mm mm mm mm
FULL{cope | 5y |CODE| o5 [CODE| "5y |CODE| o5 [CODE| 'y |CODE|  [CODE| o |CODE|

SET [_NO. NO. NO. NO. NO. NO. NO. NO.

V080008 V110008 V160008 V200008 V250008 V320008 V400008 V500008
.3-5. -7 . . - - 2-2
3000-001 0550 3000-002 057.0 3000-003 05100 3000-004 13 3000-005] 1-16 3000-006 . 3000-007] 326 3000-008| 1034

INDIVIDUAL V080108 1.0:05 V110108 1005 V160108 10:05 V200208 21 V250208 2.1 V320308 39 V400408 43 V501208 1210
UNIT 3000-010 3000-020 3000-040 3000-060 3000-090| 3000-110 3000-130] 3000-160|

V080158 V110208 V16020S V20030S V250308 V320408 V40050S V501408

1.5-1.0 2015 2.0-1.0 32 32 43 54 14-12
2NNN-N11 aNNNN21 2NNt ANNNNAEA 2NNN-Nat 2NNN111 ANNN-A21 aNNNAR1

Ewcova 8.5 - ER Collet
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Clamping Nuts & Wrench For Collets

ER CLAMPING NUT SYSTEM

ER20M

00

ER40KM
WITH & BEARING

ER16M

ER40UM

Fig.1 ER11MS

L

D

Fig.2 ER11,16,20M

DIN 6499
CLAMPING NUTS
RDER Fig. COLLET p G CODE NO.
V-800 | 3 |ER11UM | 19| 13 | M14X0.75P| 0.01 | 3015-001
V-801 | 3 |ER16UM| 28] 18 | M22X1.5P | 0.035 | 3015-002
ﬁ V-802 | 3 |ER20UM |34 21 | M25X1.5P | 0.06 | 3015-003
V-803 | 4 |ER25UM | 42| 20 | M32X1.5P | 0.095 | 3015-004
ER11MS V-804 | 4 |ER32UM | 50| 23 | M40X1.5P | 0.15 | 3015-005
V-805 | 4 |ER40UM|63] 25 | M50X15P | 0.31 | 3015-006
V-806 | 4 |ER50UM | 78| 35 | MB4X2.0P | 0.58 | 3015-007
V-807 | 1 |ER1IMS | 16| 12 | M13X0.75P] 0.01 | 3015-008
V-808 | 2 |ER16M | 22| 18 | M19X1.0P | 0.035 | 3015-000
V-809 | 2 |[ER20M | 28] 19 | M24X1.0P | 0.06 | 3015-010
V-810A | 5 |ERA4OKM | 63| 20 | M50X1.5P | 0.31 | 3015-011
V-810B | 5 | ER50KM | 78| 40 | M64X2.0P | 0.58 | 3015-012
ER16UM V-810C | 2 | ER-11M | 16| 12 | M13X0.75P| 0.01 | 3015-013
V810D ER8M | 12 [10.8| M10X0.75P] 0.01 | 3015-014

Fig.3 ER11,16,20UM

-

G

D

Ewova 8.6 - ER Clumping Nut System

Fig.4 ER25,32,40,50UM

BEARING TYPE

- {

|

1 T
| G
D

Fig.5 ER40,50KM

B) Emloyn otolyeimv cuykpdInong tov komtikov epyaieiov (@pelokepain) Ue 1o

Holder.

Mo ™ ovVYKpATNON TOV GLYKEKPIUEVOV KOTTIK®OV gpyaieiov emAiéyOnkav to M16
Clamp Screw SEM 32 kot M20 Clamp Screw SEM 40 tng etoipeiog TaeguTec.

(ITapaptnpa B — Ewkova 15.49)

M-CLAMP SCREW SEM

Lock screw DIN6367 for face mlll arbor

Dimension (mm)

Designation SMC G D2 K 1

M8 CLAMP SCREW SEM 16 16 M8 20 6 16

— M10 CLAMP SCREW SEM 22 22 M10 28 7 18

D2 ’—‘|‘ GI M12 CLAMP SCREW SEM 27 27 M12 35 8 22

b’ M16 CLAMP SCREW SEM 32 32 M16 42 9 26

| k M24 CLAMP SCREW SEM 50 50 M24 63 12 36
> TaeguTec
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9 KATEPIAZXIA AOKIMIOY

210 onpeio avtd avarvovtot Eva Tpog Eva Ta PHATa Yo TNV KOTAGKELT TOV 0KIpiov
pe to KomTikG gpyaieia mov mpoékvyav amd T uébodo Taguchi. Me v idwa
pefodoroyia deENynoav kot ta vVTOAOITA TEPALOTA.

9.1 ®AXH KATEPTAXIAX -1

Xkomdg

Aopdpemon tov dokipiov oTig
emBuUNTEC S106TAGELS KO EMITEVEN TG
K0OETOTNTAUG TOV TAEVPOV HETAED TOVC.

Tpodmog cuykpdinong

Méyyevn pe kowd pdyovia

Kontiko epyaireio

®pelokeparn @100 mm

n= 965,53 rpm

f= 0,12 mm/tooth

2uvOnkeg Katepyaociog
a=2mm

V= 303,33 m/min

9.1.1 Kortepyaoio Tov thsvpodv B & E.

1. Opiopudc apytkov OYKOU KOl CUCTHUOTOC CUVIETOYUEVAOV.

» |Search Help & Commands.. |
Environs

@ gnenzan @ ﬁ ‘.“"llﬂ o Face

or 8 Manual NC Acaptive 2 COMT | ¢ 1t Ais Contour | Profile Groove IE Pt ool Isometric

© Generate § wcsprobe 110 Parallel i Thread
Toolpath ol rilling 3D Milling v

: o-
0 (D Yool Front | B Tool Library

(& Tool Right  [E) Task Manager

Help/Tutorials

D Tooi Top [ Options
Multi-Axis Milling Turning v Orientation v Manage Help

<8 ] CEETRNINIE - toeoesoor-om |
3 3

R A Gwmax gm Bw

23/4/2018 Lo)

Ewova 9.1.1.1 — T'papikd nepiparirov mpoypdupuoatog

Mopandve aneikoviletar 10 ypa@lkd TePIPAALOV TOVL TPOYPAUUOTOS KATH TO
dvorypa tov apyeiov tov doxipiov. Apyikd yivetar petdfoacn oTnv KaptéAn
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>

File Assemble  Simplify c S s Environments rte

Post Process E- Pattern @, | & 2D Adaptive = Horizontal
= & % ® >

Setup Sheet & Manual NC @ 2D Pocket =, Cant
Ij S Setup Folder Iﬂ]‘ _— Drill Face ® . Adaptive é’ Sl

< Generate u WCS Probe 4 2D Contour ﬂﬂ Parallel
Job Drilling 2D Milling = 3D Milling =

Simulate Swarf Multi-Axis Contour |

Multi-Axis Milling

Toolpath

»
CAM ~ @
[ Setup : Setups
Stock
Relative size box ~
Fized-size-ba
‘___'
Relative size cylinder
Fixed size tube
Relative size tube
From solid
Bottom offset:
Round up to nearest:
Dimensions

Width (X):

Depth (Y):

Height (Z):

Ewova 9.1.1.2 — Stock Mode

CAM «at yio TOV Opwoud TOL 0pyKoD OYKOL KOl TOV GULGTNHOTOG
CLVTETAYUEVOV ETAEYETAL | EVTOAN Setup.

21 devtepn Kaptéla tov mapabdpov tov Setup, oto Mode, yivetar gmdoyn Tov
Relative size box dote va propodv va dwbovv dtoctdoelg og kabe TAevpd TOL OYKOL
Eexmplota.
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gasia apo 50

ssemble S ify aD N 3 " Environments Started
Post Process E D 2 Pattern :a ) % @ 2D Adaptive 4= Horizontal @ Cg
& Manual
[_j Setup Sheet Setup| Folder i Manual NG Drill  Face @;ZD focket Adaptive & Contour Swarf Multi-Axis Contour
< Generate ¥ Wwcs Probe < 2D Contour 1 Parallel
Toolpath Drilling 2D Milling » 3D Milling + Multi-Axis Milling

Simulate

CAM~ @
& setup : Setup2

@®e B

Setup A
Operation type:

[ Miling v
Orientation:

| Model orientation ~ }
Origin:

I Stock box point v {
Stock point

N
Model

%]

oK = I :
| BHES0a whne EESERSESREY

Ewoéva 9.1.1.3 — Opiopdc dokipiov o¢ apyikog 0yKog

Emotpépovtag oty npdtn kaptéla Tov mapadipov tov Setup, emAéyetal n EVIOAN
Model, pe okond tov opiopnd poévo tov dokipiov ®¢ apykd 6yko kat Oyt pali pe ta
LAYOLAD TNG HEYYEVNC.
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The As c ) 13 v {
@ Post Process E D B Pattern 7 % @ 2D Adaptive A=) Horizontal [% @
Setup Sheet & Manualne = © @ 2D Pocket Cont
Simulate Ij st Setup| Folder Moo Drill Face > 55 Adaptive iy Coitour Swarf Multi-Axis Contour
&2 Generate u W(CS Probe 1 2D Contour /0 parallel
Toolpath Job Drilling 2D Milling 3D Milling + Multi-Axis Milling

CAM ~

& setup : Setup2

0 @ B

Setup

Operation type:

| Miling v/

Work Coordinate System (WCS) 2

Orientation:

| Model orientation v|
Origin:

| Stock box point v|
i Stock point

Vs onomonommmomommmoem -

Model

I Fidure

)
'
L)
'
'
)
'
'
1
'
)
'
'
i
<

frecrcsncncnnnnn

= IOSETEE - oteoesaoo-om > [

Ewoéva 9.1.1.4 — Emloyn dokipiov

Emiéyetar to dokipo yopic Opmg o LAyovAa tng HEYYEVNG.
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Er

: 1spec Q¢
Post Process E Pattemn B, 22 @ 2D Adaptive == M Horizontal
éw’ 2 =

a1 @
Simulate [j Seu Shect Setup| Folder B Manual NG Drill Face @ 2D foce Adaptive i Comtour Swarl Multi-Axis Contou
&2 Generate u W(CS Probe » 2D Contour 1 Parallel
Toolpath Job Drilling 2D Milling v 3D Milling v Multi-Axis Milling

CAM ~
& setup : Setup2
0 @ B
Setup

Operation type:
| Miling v|

Work Coordinate System (WCS) 2

Orientation;

| Model orientation v ‘
Origin:
| Stock bax point v|

"B Stock point

Model
Model % |

I Fidure

Coc [l | Eog weon- RECEESEEEES

Ewova 9.1.1.5 — Opiopodg GUGTNUATOS GLUVTETAYUEVOV
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1

\ssemble i 2 ) N h 3 Mana v at Starte
Post Process B Pattern % @ 2D Adaptive E - Horizontal
o =] G 2 = &

Gl @
Simalate L) SetuP Sheet BN Fotder B ManualNC. | o | L @ 2DRocket | e BB COMDU | o NiAKES Contox
& Generate ¥ wcsprobe < 2D Contour ) Parallel
Toolpath Drilling 2D Milling = 3D Milling + Multi-Axis Milling
CAM ~ @

& Setup : Setupd

0 @ B
Operation type:
| Miling vl

Work Coordinate System (WCS) =2
 Orientation: >

Model orientation ~

Select Z ax:s.’lane & X axis
Sel = =& axi

Select X & Y axes
Select coordinate system

Model a

Madel %

oK y I ?

Ewova 9.1.1.6 — Evotnta Orientation

Ynv evotnta Orientation, emAéyeton n evtoAn Select Z axis/plane & X axis ®ote va
optotel 1 katevBovvon tov déova Z, o omoiog xabBopiler v kivnom Tov KOMTIKOV
gpyaieiov kol emopévmg 1o faBog Komngc.
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En

\ssemble i B ) M h 3 Mana | v ot Starte
Post Process B Pattern % @ 2D Adaptive E ) Horizontal
o =] G 2 = &

a1
Simulate lj Sewp Shect Setup| Folder hi Manual NC Drill Face @ 2D fodke, Adaptive & Contour Swarf Multi-Axis Contot
&2 Generate u WCS Probe » 2D Contour M Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling
CAM ~ @

& setup : Setupd
0 @ B
Setup

Operation type:
[ Miling v)

Work Coordinate System (WCS) 2

Orientation:
| Select Z axisfplane & X axis |

|
Z axs

[CFip z axis

R X axis
[CJFtp x axis
Origin:
| Stock box point v

? Stock paint

Model

Iy Model %

ncel ) - = ¢
X (o= S0 a wrone REEEHEESEEY |

Ewova 9.1.1.7 — KatevBvvon dEova Z

EmAéyetor pio orotadnmote akpun n onwoia Ba opicel tmv katebBvvon tov d&ova Z. Xe
nepintmon wov o dEovag Z dev €xel TNV emBountn opd, 10TE EMAEYOVTAG TNV AKPN
0V Bé€Aovg tov aEova aAAdlel 1 opd Tov.
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\ssemble  Sim

Cg’ % '9 2D Adaptive “

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

Environments

Post Process @ = Pattern A=y Horizontal I% @
h &% Manual @
Simulate D Setip Sheet Setup| Folder Bl Manal NC Drill  Face @20 focket Adaptive iy Contour Swarf Multi-Axis Contour
&2 Generate u WCS Probe » 2D Contour 10 Parallel

Toolpath Job

Drilling

2D Milling »

Ox

CAM ~
& Setup : Setupad
0 @ B
Setup

Operation type:

| Miling |

‘ Work Coordinate System (WCS) 2

Orientation:
| Select Z axisfplane & X axis - |

s %

i Z axis

[V Fp 2 axis
h,_ X &xis

[CJFup x axis

Origin:

| Stack box paint

Stock paint

Model

J

I3 Model

|

00 a
Ewova 9.1.1.8 — EvtoAn Stock point

My Home

3D Milling + Multi-Axis Milling

Ymv evotnto Work Coordinate System (WCS), yivetal emdoyn thg evioAng Stock
Point. MOALS eppavieTtov Ta dtabéoipa onueio OTMC EAIVETAL GTNV TOPUTAV®D
ewkova (Ewova 9.1.1.8 — Evtodn Stock point), opiletar o€ éva and avtd to cHoTHUO

GUVTETAYUEVOV.
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g o ] iy v |
| 1 \ssemble  Simplify D ch N N y Environments
@ Post Process @ D B Pattern 7 % @ 2D Adaptive =) Horizontal l% @
Setup Sheet @ ManualNC =~ © @ 2D Pocket t
Simulate [j b Setup| Folder il Macua Drill  Face 2 S Adaptive &y Contour Swarl Multi-Axis Contoul
& Generate ¥ WCS Probe < 2D Contour M0 Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling
x
CAM ~ €

& setup : Setup2

5 (@) m

Stock

Mode:
[ Relatve size box vi

Stock offset mode: >

Add stock to sides and top-bot v

[
st (o7
Round up to nearest: @

Dimensions

Width (X): 67 mm
Depth (Y): 49,5 mm
Height (2): |76 mm

oK i :

Ewova 9.1.1.9 — Evotnta Stock offset mode

Metafaivovtag mait otnv dedtepn Kaptéha Tov Tapabvpov Tov Setup, otnv evotnta
Stock offset mode, emAéyetar to Add stock to all sides yio va tpootebei vAlkO pdvo
OTNV TPOG KATEPYAGIN TAEVPA.
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CAM (s} s GetStarted V

| e Sin D ols
@ Post Process E D B2 Pattern a % @ 2D Adaptive =) Horizontal I%
&% Manual -
Simulate D Setup Sheet Setup| Folder il Manal NC Drill  Face @, 2D Focket Adaptive & Contour Swarf Multi-Axis Contour
&2 Generate u W(CS Probe 1 2D Contour 1 Parallel
Toolpath Drilling 2D Milling « 3D Milling + Multi-Axis Milling
CAM ~

& setup : Setupd
6 @ &
Stock

Mode:
[ Relatve size box Vl

Stock offset mode:
| Add stock to all sides v|

Stack <X offset: 0mm
Stock +X offset:

jomm |
Stock -Y offset: m ~:J
Stock +Y offset: m

Stock -Z offset:

Stock +Z offset:

Dimensions
Width (X):
Depth (Y):
Height (2):

Ewova 9.1.1.10 — OloxAMp®on opiopov apytkod 6yKov

[IpocBétovpe vVAIKO 2,5 mm pévo mpog v Betikn KatevbBvvon tov agova Z, d10TL 10
O0Kip10 £)EL TIG 0100 TAGEL TOV TPOKVATOLY UETE TNV KATEPYOACIO TOV GE OLTY| TN PACN.
Avtd ovpPaiver o16TL poévo pe avtdv tov TPpOTO TO TWPOYpappe pmopel vo
TPOYPOUUATICEL TOV KOOKA Y10 TNV TOPELN TOV KOTTIKOV £pyareiov.

TéAhog, mtatmdvtag to kovpuni OK oloxAnpdvetat 1 dtadikacio Tov 0ploHoD TOV APYLKOV
OYKOL KOl TOU GUOGTNHOTOG CVUVTETAYUEVOV.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

2. Emoyn KomtikoD £pyaleion Kol TOPOY®YN TNEC TOPELNC TOV.

I B-=FT qar AN -I-*""@

fodel View Environments

B Pattern ; W 2D Adaplive A=) Horizontal ,’-}

File Assemble  Simplify  Design

@ Post Process @ D

Setup Sheet & Manual NC & 2D Pocket Cont
Simulate D il Setup Folder i Manua i o (\daptive iy Contour Swarf Multi-
& Generate ¥ wcs probe 2D Contour 11 Parallel
Toolpath Job illi 3D Milling + Multi-Axi
X
CAM ~ @

0 1 - katergasia apo 50 se 47.5 mr
=)= Setup1

< > B =R IR RYGENCE 1 - katergasia ap..iam X _

Ewoéva 9.1.1.11 - Emhoyn evtoing Face

2y kaptéha CAM tov mpoypaupatog, emAiéystal n eviodn Face yio v emimedn
KOTEPYAGIO TNG EMPAVELNG.
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- katergasia apo 50

Environn

Sketch  Inspect

ﬁg’ %/9‘ 2D Adaptive @ _'JHorizotal ‘% @

B Pattern

semble D
@ [Z) post Process D

h & Manual @
Simulate lj Setup Sheet Setup Folder i Manual NC Drill Face @ 2D focke: Adaptive iy Contour Swarf Multi-Axis Contour
&2 Generate u WCS Probe » 2D Contour 1 Parallel
Toolpath Drilling 2D Milling + 3D Milling v Multi-Axis Milling

CAM ~

22 Face : Facel

OEN- AR

Tool: #1 - 2100 mm face (Cermet)A
( Tool D

Coalant:
l Flood vi

Spindle epeed: -;}i
=i
Surface speed: 300 m/mi =

Ramp spindle speed: 554'95"9 ?»:

Cutting feedrate: (ﬁbi%jg

Feed per toath:

0,12 mm 1%}

Lead-in feedrate: @
Lead-out feedrate: @
Ramp feedrate: @
Plunge feedrate: @—g
Feed per revolution: @3

Ewoéva 9.1.1.12 — Emhoyn komtikoV gpyareiov

2V TpdTN KapTéda Tov mopadvpov T evioing Face, emiéyetar 1 eviodn Tool yia
v petdfaon oty PpAlodNkn TV KOTTIKOV gpyareimv.
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#13 - @100 mm face (Coated) 13 100mm Face Mill Coated Polla / 8 965.529 926.508 Face Miling
P 214 - @125mm face (Coated) 14 125mm Face Mill Coated Polla / 10 772424 926,908 Face Miling
P 215 - (160 mm face (Coated) 15 160 mm Face Mill Coated Polla f 12 603,456 868.976 Face Miling
F =15 - 5100 mm face (Uncoated) 16 100 mm Face Ml Uncoated 870,036 835.235 Face Miling
¥ 217 125 mm face (Uncoated) 17 125mm Face Ml Uncoated 696,029 835,235 Face Miling
¥ 215 - @160 mm face (Uncoated) 18 160 mm Face Mill Uncoated 543,773 783.033 Face Miling
£ >

[ | Sample Probes (Inch) » | | Text contains v | | x Show Operations
it | Sample Probes
F] Sample Tools {Inch) Mame Mumber  Diameter Type Description Comment Spindle Speed Cutting F  Library
[ ] sample Tools F =21 5100mm face (Cermet) 1 100 mm Face Mill Cermet Liga /6 954,93 687.549 Face Miling
Sample Turning Tools P4 22 - G125 mm face (Cermet) 2 125mm Face Mill Cermet Liga /8 763.944 733.386 Face Miling
] Tutorial (Inch) ¥ 23 - 5160 mm face (Cermet) 3 160 mm Face Mill Cermet Liga [ 10 596.831 716,197 Face Miling
Tutorial P 24 5100 mm face (Coated) 4 100 mm Face Mill Coated Liga /& 955.529 695.181 Face Miling
) Thesis Library R 25 0195 mm face (Coated) 5 125mm Face Mill Coated Liga /8 772,424 741.527 Face Miling
= o P 26 - {160 mm face (Coated) G 160 mm Face Mill Coated Liga / 10 603.456 724.147 Face Miling
Thesis Library i ] ) i
#7 - @100 mm face (Uncoated) 7 100mm Face Mill Uncoated Liga /& 870,036 626,426 Face Miling
F25 _5125mm face (Uncoated) 8 125mm Face Mill Uncoated Liga /8 696,029 668,188 Face Miling
¥ =0 5160 mm face (Uncoated) ] 160 mm Face Mill Uncoated Liga [ 10 543,773 652,527 Face Miling
¥ 210 - 31100 mm face (Cermet) 10 100 mm Face Mill Cermet Polla | 8 954,93 916.732 Face Miling
¥ 11 - @125 mm face (Cermet) 11 125mm Face Mill Cermet Polla / 10 763,944 916,732  Face Miling
P 213 (3160 mm face (Cermet) 12 160 mm Face Mill Cermet Polla / 12 596.831 858.437 Face Miling

t’ Mew Mill Holder @ Mew Turn Tool Mew Library

u MNew Mill Tool

Edit ( | Select |> Cancel

Ewdva 9.1.1.13 — BipAodnkn kontikdv epyareiov

210 avadvopevo TapaBvpo, EMAEYETAL TO KOTTIKO gpyaieio. ZTNV GLYKEKPIUEVT OAOT
katepyaciog n eopelokepain No 13.

Xe avtd 10 onueio mpémel va avaeepBel 6T1 Exel mponyndel n dnuovpyia dAov TV
KOTMTIK®OV EPYAAEI®V YO TNV EKTOVNON TNG EpYaciag.
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|

Envi

onments ted

etch  Inspect  Tools e

)

lify

semble  Sir Desig 3 S M W vir
@ Post Process D B Pattemn 7} % @ 2D Adaptive A=) Horizontal ‘%
Y | @z @
Simulate D Sewp Sheet Setup Folder i@ Manual NC Drill Face @ 2D focke? Adaptive & Contour Swarl Multi-Axis Cor
2 Generate u WCS Probe 4 2D Centour m Parallel
Toolpath Drilling 2D Milling + 3D Milling » Multi-Axis Milling
x
CAM ~ @
22 Face : Facel

V(@)oo B =

Stock Contours

1'“ Stock selections
¢ H Tool Orientation

(e FEIETNINETER 1 - oo ov..om x|

Ewova 9.1.1.14 — Opiopodg opiov katepyaciog Tne EMQAVELNG

Xty 0evtepm kaptéha, opilovtal TpdTa TO OPlLo TNG TPOG KATEPYOSIAS EMPAVELNG KOL
€MELTO. TO OVGTNUO GLVIETOYUEVOV TOL KOMTIKOD gpyareiov. XTO GCUYKEKPLUEVO
neipapo, AOy® NG AmANG YEOUETPLAG TNG TPOG KATEPYAGING EMLPAVELNG, OEV OmalTEITUL
n emroyn mc. Otav dpwg N yeopetpio yivetar mo mOAOTAOKY, TOTE N €MAOYN TNG
embounTNC eMEAavelog Tpaypatonoteital pe TNV emrloyn g evtoing Stock selections
aKkoAovBoO eV amd TV eMAOYN TNG EMPAVELAG.

Eniong, to cbotnua cuvieTayuéEV®OV TOL KOTTIKOV EPYOAEIOV, OTMG ALTO TPOTEIVETAL
and to mpoypappa, Bpiocketal otnv emBounty 0€on Kar pe v KatdAinin dievbvvon
Tov afOvov Yyl MV ooOoTN Katepyacio ™G em@davelog. Aniadn, o afovag Z
(kotakdpven kivnon Kontikov epyaieiov) €xel KABeTn 0TV eMEdvela d1e00VVeN BOTE
vo umopel va oplotel 1o Pdbog xkomng. e mepinTOON TOV TO MPOTEWVOUEVO GVLOTNUA
ovvteToypuévov dev gival to embountod, emAiéyovtag tv evioin Tool Orientation,
opiletor v€o GVLOTNUO GUVTIETAYUEVOV Y100 TO KOTTIKO €pyaieio akoAovOmvTag Ta 101
BApata wov epappolovtal otnv evtoAn Setup.
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| -

Environments te

Tools

Sl fy ) ch {! " e
cess IE D B Pattern :@; %/ @ 2D Adaptive & Horizontal l% @

c

S e
@ Post Pro

h & Manual
Simulate D SEup Shect Setup Folder il Manual NC Drill Face @ 2D focke: Adaptive iy Contour Swarf Multi-Axis Cor
€2 Generate u WCS Probe » 2D Contour m Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling
CAM ~

22 Face : Facel

vV 6 0 B =

[[] clearance Height

I Retract height Vi

i <l
Clezrance height af...[ 10 mm =

"] Retract Height

| stack top

Retract height offset: 5mm |3

] Feed Height

L<]

L

It

| Top height
Feed height offset: 5 mm

] Top Height

l Stock top

Top offset:

|| Bottom Height

IModeItop ) v
N
Bottom offset: omm |3

Ewova 9.1.1.15 — Opiopog emmédmv KOnTikoH epyaigiov

v tpitn kaptéha, Kabopilovtal Ta VYN GLVAPTNGEL TOV CLVONKOV KATEPYOSINS TOV
KOTTKoV gpyaieion. Xtnv mpokelpnévn mepintwaon, opiletal o VYOS TOV KATOTEPOL
eMmEOOV 610 0010 B PTACEL TO KOTTIKO epyaieio KATE TNV KATAKOPLOT KivN oY TOV.
AvTd emtvyyaveton pe v emAoyn g evroAng Model top akoiovBobduevn and v
EMAOYN TNG EMPAVELNG.
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(1]
Assemble  Simplify Sketch M o View
@ @ Post Process @ EI [E. Pattern 'ﬁ @ 20 Adaptive EJ Haorizontal % G
[F] Setup Sheet [&] Manual NC @ 2D Pocket " 2. Contour _
Simulate — Setup Folder D'r||| Face Adaptive Swarf Multi-Axi
@2 Generate u WICS Probe 4 2D Contour i Parallel
Toolpath Drilling 2D Milling « 30 Milling « Multi-Axis M
CAM ~
&% Face : Facel
v 9 O B =
Passes
Tolerance: |g|
Pass direction: Odeg |3
Pass extension: 55 mm =
Stock offset: omm |3
Direction:
| Conventional ~ |

] From other side
[Juse chip thinning

—
Multiple Depths

Maximum stepdown: ‘

[+ Finishing step
Finish feedrate: 741.53mn EI
inishing stepdown: 0.5mm |5

= 55 = [ 4| vyrone RFIS

Ewoéva 9.1.1.16 — EncEepyacia ndcocov

0

v tétaptn Kaptéra, opilovtal ot cuvOnkeg Katepyaciog yia kKabe Tdcco. Apyikd,
opietor to Pass extension, dniadn katd w6co Oa eKTEIVETOL TO KEVTIPO TOL KOTTIKOD
gpyaieiov amd TNV AKUN TNG TPOG KATEPYASING EMPAVELNG. X OVTO TO TEIpAN, ) TIUN
oV givar 55 mm, 31611 xpnoiponoteital pa epelokeeain dtapétpov 100 mm. ‘Enetra,
kaBopiletar to Stepover, dniadn katd mé6co Ba petatoniletar otov opilovtio dEova
TO KEVIPO TOVL KOMTIKOV €PYOAeiov OVAUESO GTO TACGO. XTNV GLYKEKPIUEVN
TePITTOOT, €NEWON N KATEPYASia TNG EMPAVELNS YivETOL UE €va TEPACHO, 1 TIUN TOV
Stepover dev ennpealel v mopeio TOV KOTTIKOV €PYAAEIOV.

Kotomv, emiéyeton n evotnta Multiple Depths, pe tnv omoia kabopiletal tdéca ndcoa
Oa mpaypatomonBovv yia TNV TANpN Katepyacsio Tng empdvetag. ['a va eival coot
N Kotepyasio amd Amoyn moldtnTag TG EMedvelog, 0o npénel va mpoypotomoinbovv
TovAQYloTOV dV0 mhooa, Eva Eexovopiopatog kat Eva evipicpatog. O aplBudg tov
TAGo®MV TPOKHTTEL 0d TO 0AKO PAOOG TG TPOg KATEPYOUSING EMPAVELNG KOl ATTO TO
péyioto Paboc xkomng mov d1abéTel TO KOMTIKG EpYaAElo.Xe avTn TN QACT KATEPYATING
T0 0A1Kk0 BaBog g emedvetag eivat 2,5 mm kot 1o péyioto PaBog KOomMG Tov KOTTIKOV
gpyoreiov eivar 2 mm. Emopévmg, n evtody Maximum stepdown éxer tiunp 2 mm
(mdoco Eeyovopiocpatoc). [Tapaiinia emréyetal kot evtoAn Finishing step, dote va
npaypatonoindel kol to Tdocso Tov vipicpatog pe tipf oto Finishing stepdown 0,5
mm.
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4

\SSE y N ! En nts ]
@ [Z post Process @ D B Pattem :a», % @ 2D Adaptive &= Horizontal % Cg

tup Sh & Manual NC @ 2D Pocket
Simulate [j Seup Sheet Setup Folder il Manua Drill Face @2 fodke Adaptive iy Contour Swarf Multi-Axis Cor
& Generate ¥ Wcs Probe < 2D Contour J Parallel
Toolpath Drilling 2D Milling » 3D Milling + Multi-Axis Milling
CAM ~

22 Face : Facel
¥ 60 O H
Linking

High feedrate mode:

[ Preserve rapid movement

[ Allow rapid retract

Keep tool down

Maximum stay-dow...
[“]Extend before retract

Lead-in (entry)

Vertical lead-in rad...[ 10 mm | 2]
Lead-out (exit)

Same as lead-in

N type:

| shortest path

N\ 3

Ewoéva 9.1.1.17 — OhoxAnpwon evtoding Face

v méuntn Kot televtaio kaptéra, opilovtol TOGOTIKA KATOLEG AT TIC KIVIGELS TOV
KOTTIKOV gpyadeiov. Xtnv evotnto Leads & Transitions gmiléyovtal ot evtorég Lead-
in (entry) kot Lead-out (exit), pe oxomd TOV TPOYPOAUUATIONO TNG €GOS0V KOl TNG
€£600v TOV KOTTTIKOV £pyaieiov pe cvykekpipuévo Tpomo. 'Etot, eiocdyetar n tiun 10 mm
otnv gvtoAn Vertical lead-in radius, ®ote n €lc0y®YN TOL KOMTIKOD VO YIVETAL TLO
OpaAd, Olaypl@ovTag TO KEVIPO TOV KONMTIKOV pia aktiva tov 10 mm. T'a tmv e€ayoyn
TOV KOTLTIKOV gpyaieiov amd to dokipio pe tov 1610 tpomo, apkel va emheyOel n evtoAn
Same as lead-in.

Téhog, matdvtag 1o kKovuni OK oloxAnpavetar n dtadikacio ETAOYNS TOV KOTTIKOV
ePYAAEIOL KOl O OPLOUOC TO®V GLVONKAOV KATEPYAGIAG.
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@ [Z) Post Process @ D B Pattern CE’ % @ 2D Adaptive A= Horizontal @ j

Setup Sheet & Manual NC @ 2D Pocket Contour
D P i > & Swarf Multi-Axis Contour  Profil

Simulate Setup Folder Drill Face Adaptive
& Generate u WCS Probe 4 2D Contour 1 Parallel
Toolpath Drilling 2D Milling = 3D Milling + Multi-Axis Milling
CAM~ @

0 1 - katergasia apo 50 se 47.5 mr
=M= Setup?
@42 [T1) Facel

< %S4 weoe EREERSERREY

Ewoédva 9.1.1.18 — [Topeia komtikov gpyareiov

Avtoparta, pog matnbei to kovuni OK 6mwg mpoavaeépOnke, mapdystal n mtopeia Tov
KOTTIKOV gpyargiov, OT®S eaivetatl oty mapandve ewoéva (Euwcdva 9.1.1.18 — TTopeia
KOTTIKOV €PYUAELOV)
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I[Ipocopoimon Katepyooioc

w B

ble  Simplify S| e Sketch  Inspect  Tools

Post Process E D B Pattem B % & 2D Adaptive A=) Horizontal
T Lz‘ i
Setup Sheet g M I NC @ 2D Pocket 2 Cont
Simulate! ERIp e Setup Folder a3, ans Drill Face A S Adaptive £ tontour Swarf Multi-Axis Contg Tool
[ Generate ¥ Wcs probe 4 2D Contour /0 parallel
~— Toolpath Job Drilling 2D Milling + 3D Milling +

Sy

CAM ~

Simulation
‘% Gﬂ ?.

Tool

»

Shovr shaft
Showr holder

[ show transparent

Toolpath

»

[CIshow points

[CIshow axes

Toolpeth mode:

| At toolpath v

—

Stock Py

S —

Mode:
l Standard v

Colorization:
[ use material %
Material:

‘ Aluminum - dark v
Dshow transparent
Dstup on collision

[} show part comparisan

s R R=N TIPSR © - katergasia ap..iam X

Ewova 9.1.1.19 — IIpocopoimon katepyoaciog

Yy koptéha CAM tov mpoypdupatog, smdéyetar n evtoAn Simulate oto mwhvo
aploTepd TUNUO TG 000VNG. XNV PO KapTého TNG EVIOANG, €vepyomoleital o
apykoc 0ykoc (Stock), dote va yivel avTiAnTti | agaipeon tov extfvuntov OyKov.

‘Emeita, pe to mAnktpo Play, Eexivdel n mpocopoioon thg mopeiog Tov KOTTIKOV
epyareiov.
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4, Xpovoc kotepyooiog

BT A e -

Assemble  Simplify  Design 3 tch nspect 5 Manage ] Ge
/@\ [E] Post Process E D [E- Pattern :E ﬁ @ 2D Adaptive ] Horizontal @ ¢
) |j Setup Sheet |§_|_§ Manual NC - - @ 2D Pocket " 2 Contour )
Simulate] — Setup Folder Drill Face Adaptive Swarf Multi-A

/ 2 Generate u WCS Probe 4@ 2D Contour Wi Parallel
Toolpath Drilling 2D Milling = 3D Milling = Multi-Lxis
CAM ~
Simulation
% Display 4 Info

Machining time:

Machining distance: 622,812 mm
Operations:
Tool changes:

Close
[l__l':l e = DD PRI 1 - katergasia ap...iam X _

Ewova 9.1.1.20 — Xpodvog katepyaciog

Kotomv, otnv tpitn xoaptéra (Statistics) tng evroing Simulate (ndve apiotepd otnv
000vn), eppaviCovtal Kdmwolo oTolyeia Tov anmoppéovy and TNV Kotepyoacia. Eva anod
avTd givatl kot o xpovog katepyaciog, o onoiog eivar 0:01:01 min.

nueiwon: Me ta id1a akplfdg PRpata Tpoypotonoteitol 1 Katepyaoio TG EMOAVELNG

E, n omola eivar «anévaviyy and v emedveloa B mov poAlg katepydotnke, pe xpovo
katepyooiog 0:01:01 min.
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9.1.2 Koartepyoaosio tov arevpov I & Z.

Xe 0ovtO TO 6TAd0 Tpaypotomoteitol 1M
Kotepyacsio tov mievpov ' kar Z,
akolovBovtac ta 10w Ppata kol Tig
idtec ovvOnkeg «katepyaciog pe nv
Kotepyacsio tov migvpov B kot E mov
avaeEpOnKay TopaTAvV.

O yxpovog katepyaciac vy kabe mAgvpd
elval 0:00:57 min.

9.1.3 Koartepyaoio Tov mhevpov A & A.

Xe 0ovuTO TO G6TAO0 TpoypoTomoleitol 1
Kotepyacsio tov mAEvpOV A kot A,
akolovBdvtag ta 10t Ppata Kol Tig
i0teg ovvOnkeg katepyacioag pe nv
Kotepyacio tov mAgvpov B kot E mov
avoeépOnKav TapaTave.

O yxpo6vog katepyaciog yia ke TAgvpd
gtvat 0:00:57 min.

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

Ewoéva 9.1.2.1 — Empdvelec I' & Z

Ewova 9.1.3.1 — Empdverleg A & A
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9.2 ®AXH KATEPTAXIAX -2

AopoépO®Gn 0VALK®ONG O100TAGEMY

Zxomog 26 mm X 8 mm onv emedavela A.
Tpomog cuykpatnong Méyyevn pe Kowd pndyovia
Kontikd epyaireio Kovooa 014 mm
SoVBIKES KoTEpYaoinC n=2273,64 rpm f=10,09 mm/tO(.)th
a=7 mm V¢= 100 m/min
1. Opiouode O0PYLKOV OYKOL Kot GULGTNUOTOG GUVTETAYUEVOV.

En arte

@ Post Process —- B2 Pattern % @ 2D Adaplive A=y Horizontal I% @

Setup Sheet &7 Manual NC @ 2D Pocket Cont
Simulate [j il Setup /Folder i M Drill Face > e Alaptive & Contour Swarf Multi-Axis Cc
&2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling « 3D Milling + Multi-Axis Millit
x
CAM ~ @

0 7 - katergasia loukiou epifaneia

Ewoéva 9.2.1 — T'papikd meptfdrirov mpoyplpupiatog
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[Moapandve ameikovietor o ypagikd mepfdAlov Tov TPOYPAUUATOS KATE TO
dvorypa tov apyeiov tov dokipiov. Apyikd yivetar petdfacn otnv KopTéAa
CAM «at ywe tOov o0plopd TOL OpPYLKOL OYKOL KOl TOV GULGTNUOTOC
CLVTETAYUEVOV EMAEYETAL 1] EVTOAN Setup.

{ - v Autodesk Inve

ble Simplify 1D e h Inspect Tools View Environments Get

Post Process E D B Pattern 7 %/ @ 2D Adaptive @ =) Horizontal % (
h & Manual -
Simulate [j Setup Sheet Setup| Folder i Manual NC Drill Face @20 fodke! Adaptive i Contour Swarf Multi-A
&2 Generate u WCS Probe 4 2D Contour f) Parallel
Toolpath Drilling 2D Milling + 3D Milling + Multi-Axis

CAM ~

& Setup : Setup4

Fioed size tube
Relative size tube
From solid

Bottom offset: | 0mm |2

Round up to nearest: 0 mm Lad

Dimensions

Width (X): 55 mm
Depth (Y): 77 mm
Height (2): |92 mm

Ewova 9.2.2 — Stock Mode

X1tn 0evtepn kapTéAa Tov Tapabvpov Tov Setup, cto Mode, yivetal emAioyr| Tov
Relative size box ®ote vo propovv va dwbodv drtactdcelg o Kdbe TAevpd Tov
OyKoL EexmploTa
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rT -3 6~ AN -5 %@ 4 Sl J‘— Q v Autodesk Inventor H

_File Assemble  Simplify Design 3D Model Sketch Inspect Tools M@\VYM Manage View Environments Get Starte

34 Post Process S &> Pattern _#2 @ 2D Adaptive i) Horizontal
0] QB3I By &

Setup Sheet Y INC (&3 2D Pocket Cont
Simulate E] StUP SNEET | Setyp| Folger 52 ManU2 Dritl | Face ® 2PPOKE |\ aptive 22 COMOU | g Muti-Axis Cc
& Generate u WCS Probe < 2D Contour ,ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling 3D Milling = Multi-Axis Millir
x
CAM ~ ®

(& Setup : Setup4

GEJ

Setup

Operation type:

[ Milling v

Work Coordinate System (WCS) A

Orientation:

I Model orientation v ]

Origin:

I Stock box point v ]

Stock point

Model

|

x |l o | ST oo < [

Ewoéva 9.2.3 — Opiopdg doxipiov og apyikodg 0yKog
Emotpépovtag otnv mpdTn Koptéra Tov Tapabvpov tov Setup, EMAEYETOL 1] EVIOAN

Model, pe okomd tov opiopd pédvo tov dokipiov g apykd 6yko kot 6yt poli pe ta
LAYOVLAO TNG HEYYEVNG.
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- Autodesk Inventor

Assemb

& 8~
Setup Sheet &y M INC (@ 2D Pocket Cont

Simulate B o Setup| Folder Tt Drill Face & S5 Adaptive iy Contour

&2 Generate u WCS Probe » 2D Contour J Parallel

Toolpath Job Drilling 2D Milling » 3D Milling + Multi- Axis Milli

Environm tarte

cess ED B Pattern Lg, %/ @ 2D Adaptive =) Horizontal I% é

ic
t Pro

Swarf Multi-Axis C

CAM~ @

& Setup : Setup4
0 ® B
Setup

Operation type:
| Miling v/

Work Coordinate System (WCS) 2

Orientation:

| Model orientation v
Origin:

| Stock box point v

B Stock point

Model
Model

I Fidure

Ewoédva 9.2.4 — Emloyn dokipiov
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| &

| - Autodesk Inventor

h Inspect Tools A V Environments Start

Cg’ %'9 2D Adaptive 4= Horizontal l% é

&l [~
Simulate lj Setup Sheet Setup| Folder i Manual NC Drill Face A Adaptive & Contour Swarf Multi-Axis €
& Generate ¥ Wcs probe < 2D Contour 11 Parallel
Toolpath Job Drilling 2D Milling » 3D Milling » Multi-Axis Mill

Post Process @ D [ Pattern

CAM ~

& Setup : Setup4
0 @ B
Setup

Operation type:
| Miling vl

Work Coordinate System (WCS) 2

Orientation:

[Miwglrorientation v
Origin:
[ Stock box point vl

"B Stock point

Model
Model (%] |

[l Fidure

Ewova 9.2.5 — Op1opdg GLGTHUATOG CUVIETAYUEVOV
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v Autodesk Inventc

Environments  Get Sta

=y Horizontal %

Post Process B Pattern B, 22 @ 20 Adaptive
ﬁz’ =

A\

@l M | @&
Simulate [j Setup Sheet | [N rolder W ManuaINCE| gy | ol @ 2DTodat | e B COMOE | IiZAGS
&2 Generate ¥ Wcs probe 1 2D Contour M Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Mi
CAM ~ @
& Setup : Setup4
0 @ @
Setup A
Operation type:
| Miling |

Work Coordinate System (WCS) 2

Orientation:
Model orientation v

T L L —
Select Z axxs/lane & X axis
L4 eparemelTiatons o)
Select X & Y axes
Select coordinate system

Model

Madel b4

[¢1.9 Cancel I =

Ewova 9.2.6 — Evotnta Orientation

v evotnta Orientation, emAéyetot 1 evtodn Select Z axis/plane & X axis ®ote va
optotel 1 katevBovvon tov Gova Z, o omoiog kabopiler Tnv Kivnomn Tov KOMTIKOV
epyareiov kot emopévmg to BdBog Komng.
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TMHMA MHXANOAOT QN MHXANIKQN IIATPIKIOY HAIANA
| | v Autodesk Inventc
le  Simplify ) h y Manage View Environments Get Sta
Post Process @ D B Pattern 7 % @ 2D Adaptive @ =y Horizontal l% é
@i &z
Simulate lj S Sheet Setup| Folder i Manual NC Drill Face ;20 Pocke} Adaptive iy Comtour Swarl Multi-Axis
2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling » 3D Milling + Multi-Axis Mi
CAM ~
& Setup : Setup4
0 @ B
Setup
Operation type:
| Miling v
Orlentatlon

. (] zaws

[Cep z axis
B X eads
[CJFtip x axis

origin:
| Stack box point v

_h— Stock paint

Model

Iy Model X

= SEN=RIPNEBTIE sovososorov.iom % |

Ewoéva 9.2.7 — KatebBvvon déova Z

Emiéyetor pio omotadnmote akpun n onoia Ba opicel Tnv katevbovvon tov dEova Z. Xe
nepinton mov o dEovag Z dev €xel v emBount eopd, 16TE EMAEYOVTOG TNV GKPN
0V Bé€Aovg tov aEova aAAdlel 1 opd Tov.
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| = =

| - Autodesk Invento

Environm Star

Inspect  Tools

| Y ot 7_ = /.\
Post Process E Pattern B, 22 @ 20 Adaptive = =) Horizontal
o Z -

Gl @
D Setp Sheet O] Folger M MaMAINC | oo, | e @ 2DFodEL | tive B COMOUT | L Muli-Axis!
&2 Generate u WCS Probe 4 2D Centour M Parallel
Toolpath Job Drilling 2D Milling » 3D Milling v Multi-Axis Mil

Simulate

CAM ~

& Setup : Setup4
0 @ B
Setup

Operation type:
| Miling |

 Work Coordinate System (WCS) %

Orientation:

| Select Z axis/plane & X axis |

Wy zaws (%
[Ceup 2 2xis
by - Xads
[CJFup x axis
origin:

Stock point ) [X}

Model

[y Model %

X FEIETRNETIE ooos0s0ov-om % [

Ewova 9.2.8 — EvtoAn Stock Point

v gvotnta Work Coordinate System (WCS), yivetar emhoyn g evioAng Stock
Point. MoAg eppavicotodv ta dtabéoipua onpeio OTOG AiveETOl GTNV TOPATAVEO EIKOVA
(Ewova 9.2.8 — EvtoAn Stock point), opiletar oe éva amd oavtd t0 cVLGTNUO
GUVTETAYUEVOV.
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o . - ~
ﬂ Y RE T g | v Autodesk Inventor

Environments

Cg’ é G 2D Adaptive 4= Horizontal I% é

e D
@ Post Process @ D E Pattern

1

M (
G Setup Sheet Setup| Folder 4 Manual NC Drill  Face @ 2D Pocket Adaptive - Contour
&2 Generate u WCS Probe » 2D Contour J Parallel
Job Drilling 2D Milling » 3D Milling +

Simulate Swarf Multi-Axis C

Toolpath Multi-Axis Milli

CAM ~
& Setup : Setup4
6 @ @

Stock A

Mode:
l Relatve size box v;

Stock offset mode:

Add stock to ades and top-bot v

& No additional stock
Add stock to sides and top-bottom
Add stock to all ades

Round up to nearest: | omm |-

AL‘

Bottom offset:

\!—

0

Dimensions

Width (X): 47 mm
Depth (Y): 72 mm
Height (2): |62 mm

9

— OAoKANp®ON OPIGHOV apPYLKOD OYKOV

Metafaivovtag mdi otnv devtepn Kaptého Tov Tapadvpov Tov Setup, otV £voTNnTO
Stock offset mode, emAéyetar to No additional stock yio va unv mpootedei vAko.

TéAhog, mtatmdvtag to kovpuni OK oloxAnpdvetal 1 dtadikocio TOL OPLGUOV TOL APYLKOD
OYKOV KOl TOV GUGTNHOTOG GUVTETAYUEVOV.
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2. Emoyn  komtiko®  gpyoieiov Kol wOpOY®YN  TNC  WOPEiOC  TOU.

I B-T 60 AN-0-%Q| = c: ¥  Autodesk Inventor Profe

File | Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments  Get Started

@ @] Post Process @ D - Pattern ﬁg’ % A=) Horizontal % @

@ i
‘@ 2D Adaptive

Setup Sheet & Manual NC % 2D Pocket Cont
Simulate [j S Pt Setup Folder lﬂ] 2g Drill Facee ' Adaptive é’ il Swarf Multi-Axis Contot
@ Generate u WCS Probe < 2D Contour m Parallel
Toolpath Drilling 2D Milling » 3D Milling v Multi-Axis Milling
x
CAM ~ @

Q vBPTPSPSpTYUYNTBY Operatio
=& setupt

s > BTN <oososeroniom x [

Ewova 9.2.10 — Emloyn evtodng 2D Pocket

v kaptélo CAM 1oV Tpoypaupatos, emtiéyetol  evioAn 2D Pocket yio tn didvoién
™G ALAAK®OGTC.
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Autodesk Inventor Profe

mbl 3 ch e Il CAM N
Post Process @ D [ Pattern @ % @ 2D Adaptive A=y Horizontal % Cg
h & Manual -
Simulate lj Seup Sheet Setup Folder il Manual NC Drill  Face O 2D focke! Adaptive i Contour Swarl Multi-Axis Contol
&2 Generate U W(CS Probe » 2D Contour W Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling
CAM ~ (€

& 20 Pocket : 2D Pocket?

O N

(l Tool D
Coalant:
| Flood v|

Feed & Speed

Spindle speed: ;Jf
Surface speed: 99,9999 ﬂf{

Ramp spindle speed: !Zih.é‘ r:

Cutting feedrate: | 131,871 113,
Feed per toath: 0,029 mi 31
Lead-in feedrate: =]
Lead-out feedrate:
Ramp feedrate: @
Plunge feedrate: @5
Feed per revolution: @

L& IRSEVTRER sorvs0sern-om > |

Ewoéva 9.2.11 — Emloyn xontikov gpyaieiov

v tpd T Kaptéha Tov Topadvpov e evtorng 2D Pocket, emdéyetar ) evtoi Tool
v v petdfaocn otnv PifAodnKn TV KOTTIKOV gpyareimv.
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Text contains V| | | Show Operations
Name Diameter Type Description Comment Spindle Speed  Cutting Feed
£ My Libraries L] #1-@10mm flat (Carbide / 2 Flutes) 10mm FlatMill Carbide /2 Flutes  Avlaki f DOC=1,0xD{width) & 0, 5xD({depth) 3183.1 413,803
£ sample Libraries Ll #2 - @10 mm flat (Carbide / 3 Flutes) 10mm FlatMill Carbide /3Flutes  Avlaki f DOC=1,0xD{width) & 0,5xD(depth) 3183.1 620,704
Ll #3 - @10 mm flat (Carbide / 4 Flutes) 10mm FlatMill Carbide [ 4Flutes  Avlaki f DOC=1,0xD{width) & 0, 5xD{depth) 3183.1 &27.606
Ll #4-@12mm flat (Carbide / 2 Flutes) 12mm FlatMill Carbide /2 Flutes  Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2652.58 424,413
Ll #5-@12mm flat (Carbide / 3 Flutes) 12mm FlatMill Carbide [ 3Flutes  Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2652.58 635.62
L] #6 -@12mm flat (Carbide / 4 Flutes) 12mm FlatMill Carbide /4 Flutes  Avlaki f DOC=1,0xD{width) & 0, 5xD({depth) 2652.58 845,826
Foy=eeTiling Ll #7 - @14 mm flat (Carbide / 2 Flutes) 14mm FlatMill Carbide /2 Flutes  Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2273.64 409,256
Ll #8 - @14mm flat (Carbide / 3 Flutes) 14mm FlatMill Carbide [ 3Flutes  Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2273.64 613.883
1 | #9 - @14 mm flat (Carbide / 4 Flutes) Carbide [ 4Flutes  Avlaki / DOC=1,0xD(width) & 0, 5xD(depth)
Ll #11-@10mm fiat (Carbide / 2 Flu... 10mm FlatMill Carbide / 2 Flutes W Adaptive f DOC=0,5xD{width) & 1,0xD(d... 4133.03 413,803
< > || [l #22-@10mm flat (Carbide / 3Flu...  10mm FlatMil Carbide /3 Flutes  Agdaptive / DOC=0, 50 (width) & 1,0xD(d... 4133.03 620,704
Ll #33 - @10mm flat (Carbide / 4 Flu... 10mm FlatMill Carbide /4 Flutes  Adyptive [ DOC=0,5xD(width) & 1,0:D(d... 4133.03 827,606
Ll #44-©12mm flat (Carbide / 2 Flu... 12mm FlatMill Carbide [ 2Flutes  Adap§jve f DOC=0,5xD{width) & 1,0xD{d... 3448.36 443,287
|| #55-@12mm flat (Carbide / 3 Flu... 12mm FlatMill Carbide /3 Flutes  Adaptig f DOC=0,5xD{width) & 1,06D(d... 3448.36 672.43
Ll #66 - @12mm fiat (Carbide / 4 Flu... 12mm FlatMill Carbide [ 4Flutes  Adaptive XDOC=0,5xD{width) & 1,0xD(d... 34498.36 896,573
L] #77 - @14mm fat (Carbide /2Flu...  14mm  FlatMill Carbide / 2Flutes  Adaptive / DOC=0,5xD{width) & 1,0xD(d... 7955.73 472.917
|| #83 - @14mm flat (Carbide / 3 Flu... 14mm FlatMill Carbide /3 Flutes  Adaptive [ DOG=0,5xD(width) & 1,0:D(d... 2955.73 709,378
Ll #99 - ©14mm flat (Carbide / 4 Flu... 14mm FlatMill Carbide [ 4Flutes  Adaptive f DOCAD, SxD{width) & 1,0xD{d... 2955.73 945,835
|| #111-@10mm fiat (HSS + Cobalt ... 10mm  FlatMill HSS +Cobalt /... Avlaki f DOC=1,0xR{width) & 0, 5xD(depth) 3183.1 159,155
Ll #2232 - @10mm flat (HSS + Cobalt ... 10mm FlatMill HSS +Cobalt /... Avlaki f DOC=1,0xD{\idth) & 0,5xD{depth) 3183.1 238,732
[] #333-@10mm flat (HSS +Cobalt...  10mm FlatMll HSS +Cobalt /...  Avlski fDOC=1,0xD{with) & 0, 5xD(depth) 3183.1 318.31
L] #444 - @12mm flat (HSS + Cobalt ... 12mm FlatMill HSS +Cobalt (... Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2652.58 132,629
Ll #555 - @12mm fiat (HSS + Cobalt ... 12mm FlatMill H3S +Cobalt /... Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2652.58 195,944
|| #8666 - @12mm fiat (HSS + Cobalt ... 12mm FlatMill HSS +Cobalt /... Avlaki f DOC=1,0xD{width) & 0, 5xD({depth) 2652.58 265.258
Ll #777 - @14mm flat (HSS + Cobalt ... 14mm FlatMill HSS +Cobalt /... Avlaki f DOC=1,0xD{width) & 0,5xD{depth) 2273.64 131,871
#8885 - @14mm flat (H35 + Cobalt ... 14mm FlatMill H3S +Cobalt /... Avlaki f DOC=1,0xD{width}) & 0, 5xD{depth) 23273.64 197.807 ¥
i I i < 2
| L' Mew Mill Tool ‘ | ﬁ Mew Mill Holder | | <=> New Turn Tool | ‘ MNew Library | | Edit Q Select J) Cancel

Ewodva 9.2.12 — BifAoOnkn kontikdv epyareiov

210 avadvopevo Tapabvpo, EMAEYETOL TO KOTTIKO EPYOUAEID. XTNV GUYKEKPIUEVT] OGO
Katepyaciog To kovovAl No 9.

Xe avtd 10 onueio mpémel va avaeepbel 6T1 €xel mponynbel n dOnuovpyia dSAwV TOV
KOTMTIKOV EPYAAEI®V YO TNV EKTOVNGN NG EpYyaciog.
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I B35 &~

Flle" Assemble  Simplify ) ) Model h 3 v wironments
@ Post Process E D B Pattern @ % @ 2D Adaptive 4= Horizontal l%
a0 CU
O setup sneet Setup! Folder I ManUalNC | g | 0 @ 2DPocket | ive B COMOW | Ll

& Generate u WCS Probe » 2D Contour m Parallel
Toolpath Job Drilling 2D Milling 3D Milling + Multi-Axi

Simulate

CAM ~

“® 20 Pocket : 2D Pocket?

905

Geometry

E Pocket selections,

I % : =R SR 7 - katergasia lo..iam X _

Ewoéva 9.2.13 — Emloyn emedvelag mpog Katepyacio

Xty 0e0tepm Kaptéda, opilovtal TPpdTH TO OPLO TN TPOG KATEPYOSING EMPAVELNG KOL
€MELTA TO CVOTNUON GLVTETAYUEVOV TOV KOTTTIKOV gpyaieiov. tnv evotnta Geometry,
uéom ¢ evtoAng Pocket selections, emiAéyetal n Tpog Katepyacio EXLPAVELQ.
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- ﬁiu".t,-‘"»@i ’

Simplify D ' 3D Model h Inspect  Tools

@ Post Process IE D B Pattern :ai é G 2D Adaptive A=y Horizontal

Setup Sheet & Manual NC @ 2D Pocket

[j S Setup Folder hi o Drill Face @ 2D Docke Adaptive i Contour
2 Generate u WCS Probe 4 2D Contour lm Parallel
Toolpath Drilling 2D Milling 3D Milling + Multi-Ax

Simulate Swarf Multi-

CAM ~

“® 20 Pocket : 2D Pocket?

Vo O =

Pocket selections %

[l Stock Contours

B Rest Machining

W Wrap Toolpath

Il Tool Orientation

oK 1 :
l BE 4 wron EECCHETREY |

Ewova 9.2.14 — OproBétnomn ¢ mpog Katepyoacsiog EmMQAaveLag

X mepintoon mov dev €yovv emAieyxOel avtduata OAeg o1 akpég mov oplobeTovv TNV
emeadvela, 1ote emALyovtal pia mpog pia.
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P P M B | =

Simplify D ' 3D Mode h Inspect  Tools Environments  Get

@ [ Post Process IED B Pattern :a, %/ @ 2D Adaptive =) Horizontal %

h &) Manual
D Selip Sheet Setup Folder i Mool NC Drill  Face i Adaptive & Contour Swarf Multi-

&2 Generate u WCS Probe 4 2D Contour ﬂﬂ Parallel
Toolpath Drilling 2D Milling + 3D Milling » Multi-Axi

Simulate

CAM ~ Q
“& 20 Pocket : 2D Pocket?

Vo OB &

Pocket selections %

oK - :

Ewoéva 9.2.15 - OproBétnon g mpog Katepyacsiog EMLQAVELNG

Eniong, to cbotnua cuviETAyHEVOV TOV KOTTIKOV £pYaAEiov, OT®G aLTd TpoTeiveTal
and to mpoypappa, Bpiocketar otnv emBounty 0€on Kar pe TNV KatdAinin dievBvvon
Tov afdvov Yo TNV oot katepyocio g empdvelag. Aniadr, o afovag Z
(kataxdpven kivnon Kontikov epyaieiov) £xel kABeTn otV eM@AveLd d1evBVVON BOTE
va pumopel va oplotel 10 Pabog Komnc. L& TEPINTOOT MOV TO TPOTELVOUEVO GUGTNLO
ocvvietaypuévev dev givar to emBountd, emAiéyovtag v evtoAn Tool Orientation,
opiletor v€o GVUOTNUA GUVTIETAYUEVOV Y100 TO KOTTIKO €pyaieio akoAovOmvtag Ta 1dta
fRuata mov epapudlovtal otV eVToAn Setup.
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I - 5T & ~ ™o O : ‘ ‘ v

Fllei“ Assemble  Simplify ) Vi € View Environments
@ Post Process @ D B Pattern :a ) % @ 2D Adaptive E =) Horizontal
h & Manual
[ setup sheet Setup Folder {3 Manual NC il | e @ 2D Pocket e #- Contour

2 Generate u WCS Probe 4 2D Centour 10 parallel
3D Milling +

Simulate Swarf Multi-

Toolpath Drilling 2D Milling + Multi-Axit

CAM ~ @
“® 20 Pocket : 2D Pocketz

VO O H =

I3  Pocket selections

Stock Contours

e

[l Rest Machining
[l Wrap Toolpath
W Tool Orientation

[_C PIIEA ' - koergasiaoom % [

Ewova 9.2.16 — Amopdvoon 6ykov katepyaciog

>11n ovvéyela, otnv evotnta Stock Contours, péow tng evtoAng Stock selections
emAéyetal ova M TPOG KOTEPYUOoiO EMOAVELD Y0 VO OPLGTOLV T OpPloL TOV
apylkov OYKOoL TNG.
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Il B-% 0 &~

SN — —_— : <
BllesN Assemble  Simplify h Tools y / Environments  Get

@ Post Process E D B Pattern :a, % @ 2D Adaptive A=) Horizontal %

h & Manual
Simulate [j Setup Sheet il o Fokiar I MANURI NG Loyt 02 @9 2D Pocket. 0 e (B CORDUEE ot e
&2 Generate u WCS Probe 4 2D Contour lm Parallel
Toolpath Job Drilling 2D Milling + 3D Milling » Multi-Axi
CAM ~ @

“® 2D Pocket : 2D Pocket?

vV 60 0 B =

[[] clearance Height A

| Retract height v|

Clezrance height of... 10 mm i<

I Stock top v

Retract height offset: 5 mm |2

| Top height
Feed height offset: 5 mm

] Top Height 2

I Stock top v }

[‘_L..l

<

o0

Top offset: omm &)

————
(|_| Bottom Height A

Selection v

Clearance height

Retract height

Fead haight

Top height

| Model top

Model bottom

Stock top

Stock bottom
alacted cont

L

S0 & vyone [EEPESRpm—

Ewéva 9.2.17 — Opiopdg emmédmv KOTTIKOD €pyaAreiov

v tpitn kaptéda, kKabopilovtal ta DyYn cLVAPTNGEL TO®V GLVONKOV KaTEPYAGiNG TOV
KomTKoV gpyaieion. Xtnv mpokelpnévn nepintwaon, opiletal 1o VYOG TOV KATOTEPOL
emmédov 610 omoio Ba Tdoel To KOMTIKO epyareio KaTd TNV KATAKOPLON KivNnon Tov.

Avto emrvyydvetar péom TG evtoAng Selection kot g emAioyng ™G TPOG
Katepyaciog empdveloc.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA
-5 T &

File Assemble  Simplify Jes tch s Manage ts
@ [E] Post Process @ D [E- Pattern ﬁ @ 2D Adaptive @ du] Horizontal %
Setup Sheet i I MC i@ 2D Pocket 2 Cont
Simulate |j i Setup Folder . anae D ill Face ® o Adaptive enreut Swarf M

&4 Generate u WCS Probe 4 2D Contour 0 Parallel
Toolpath Drilling 2D Milling = 3D Milling =
CAM ~ @
i@y 2D Pocket : 2D Pocket2
¥ 0 O &5

==~ N

Tolerance: Iﬁl

Sideways compensation:

Right (conventional milling) w
Compensation type:

In computer ~

Minimum cutting radius:lil

Finishing passes

MNumber of Finishinlil
Stepover: Iﬁl

[JLeads on all finishing passes

Finish feedrate: EI

| repeat finishing pass

Finishing overlap: Iil

[IPreserve order

[ 1Both ways

Cancel o
|:||:| = DD PG T - katergasia lo..iam X _

Eu«')va 9.2.18 — EneEepyaocia ndocwv

v tétaptn Kaptéra, opiovtal ot cLVONKEG Katepyasiag yia Kdbe mdcco. Apyikd,
emAéyeton n evtoAn Finishing passes, pe okomnd va mpaypatonoinbei evipiopo mpv
olokinpwBei 1 koatepyacia. To mdooo Tov @wipicpatog eivar éva (Number of
Finishing passes), to fafog komrg tov gival 0,5 mm (Stepover) kat n Tpé®GN Tov gival
koatd 20% pucpdtepn g TPpO®ONS Tov EEXOVOPICUATOG. TN GLYKEKPLIUEVT TEPITTOOT
npokvTeL 0Tl givar 654,81 mm/min. Katdémy, emAdéyetar n péylotn HeTaTONION TOL
KOTTIKOV gpyareiov otov opilovtio aEova (Maximum stepover) cta 14 mm, to onoio
TPOKVTTEL ATO TIC TEYVIKEG TPOJLAYPAPEG TOV KOTTIKOV €PYaAELOL.
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A '.A o | { (- ! \ - 7 - katergasia |

“File | Simplify

Assemble S ify D ) ) el h lanage
@ Post Process E D B2 Pattern a ) %/ G 2D Adaptive @ A=) Horizontal @ Cg
Setup Sheet &0 Manual NC @) 2D Pocket Cont
[j WP SACEL | Setup Folder B8 M2MY2 Drll | Face @ ZDPOSR | ptive BB COMOU | L ui-Ads Contour F
2 Generate u W(CS Probe 4 2D Contour J0 Parallel

Toolpath Job Drilling 2D Milling 3D Milling v Multi-Axis Milling

Inspect  Tools M

Simulate

CAM ~
"% 20 Packet : 2D Pocket2

¥ 6 0O o

[:I Presarve order

[:| Bath vaays

Maximum stepover: 2]
[CJuse morphed spiral machining

[CJallow stepover cusps

J

Smoothing deviation: 0,1 mm

Multiple Depths

juiv jaiv] [av] [aiv

roughing stepd mm
Finishing stepdowns:
Finishing stepdown:
wall taper angle (deg): 0deg
Finish only at final depth
Rough final
[“use even stepdovins
[Corder by depth
[Corder by step

[l Stock to Leave

Il Smoothing

W Feed Optimization

=== § RPN VI 7 - katergasia o..iam X _

Ewoéva 9.2.19 - Ene&epyacia ndccov

‘Eneita, emdéystar n evotnta Multiple Depths @ote 1 katepyacio vo tpaypoatoromndei
pe moAramid macco. To péyioto Paboc xomng yio ta mdooa Tov EEYOVIPIoUATOS
(Maximum roughing stepdown) givat 7 mm, to omoio TPOKVTTEL OO TIC TEXVIKES
TPOOLAYPAPES TOV KOTTTIKOV €pYaAEiov. Eavaopilovial Ta TAoGa TOV PIVIPIGUATOG LE
Ta {610 LOPOKTNPLOTIKG TOV opioTnkoy Taparave. Emiéyetar n evroln Finish only at
final depth ®ote T0 G660 TOL PLVIPicHATOC VO YiVEL HETA TO TEPAG OADV TOV TAGCHOV
oV Egyovdpiopatog, allmg Ba yvotav petd 1o népag kabe mdocov Eeyxovdpiopatoc.
Télog, emAéyetor n evtodn Use even stepdowns, mote pe faon to péytoto fabog Komng
Kot 1o BaBog g avAdkmong va dnpovpynbodv avtdépata tdocca Eexovopiopatog pe

ico Babog xomng.

98



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
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Y

Simplif esign 3D Model  Sketch  Inspect lools Manage \View
@ Post Process IE D B Pattern CE; % @ 2D Adaptive = Horizi
G M ~ '
Simulate D Seum Sheet Setup Folder SRLIC Drill  Face O 2D Pocket Adaptive i Conto
& Generate u WCS Probe » 2D Centour m Paralli
Toolpath Job Drilling 2D Milling + 3D Milling +
CAM ~
==/ Ramp Type
® 20 Pocket : 20 Pocket2 Specfies how the cutter moves down for each depth cut.
v|6 6o |
)
[“keep tootl down

Maximum stay-down dislanoe:
Ut hegh

Leads & Transitions

Plunge Outside Stock

[]Lead-in (entry)
Horizontal lead-in radius:
Lead-In sweep angle:
Linear lead-in distance:
[Jrerpendicular
Vertical lead-in radius:

[“Lead-out (exit)

7] seme &s lead-in

|

Ramp type:

(Plunge outside stock >

Profile

Positions

Predrill positions

b Entry positions Ld

Ewova 9.2.20 — EmAoyn 1poéTov €160 y®YNG KOTTIKOV £pYyareiov

2tV mEUMTN Kol TeEAgvToid KopTtéAa, opiletar o TPOMOG €16000V TOV KOTTLKOV
gpyaleiov. Xtnv evtotnta Ramp smiAéyetar n evrolr Plunge outside stock, dote 1
€16000G TOV KOTTIKOV gpyareiov va yivel OT®S eaiveTal 6To Tapddetypo TG eKOVaG.
Téhoc, matdvtag 1o kovuni OK olokAnpavetal n dadikacio ETAOYAG TOV KOTTIKOV

epyareiov Kol 0 OPIOUOS TOV GLVONKOV KOTEPYAGLAG.
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A% e : ¢ J vi Vault  Autc
@ % @ 2D Adaptive 4= Horizontal @ &
& & = .

AS noie

mble  Simplify es D}
@ Post Process @ D B Pattern
Setup Sheet &% Manual NC @ 2D Pocket Cont
Simulate [j it b Setup Folder il Manua Drill Face \ S Adaptive i, Conou Swarf Multi-Axis Contour Profile Gr
2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling » 3D Milling + Multi-Axis Milling T
X
CAM ~ @

0 7 - katergasia loukiou epifaneias A Operation(s)
== Setup
5@ [T8] 2D Pocket2

FEEINRNITTES /oo 0.on < [N

Ewoéva 9.2.21 — Iopeia komtikov gpyareiov

Avtopata, poig ratnOei to kovuni OK dnwc tpoavagépdnke, mapdyetol n Topeio Tov
KomTKoV gpyareiov, OTwG paivetal oty mapondve ewkova (Ewkova 9.2.21 — Tlopeia
KOTTIKOV €PYUAELOV)
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[Ipocopoimon KOTEPYAGIOC

v & = €« ﬂ 1< T gLﬁ; s Q | { S : > 1 <5 v 7 - katergasia loukiou epifaneias A (26x8mm) Exp.8

_| |

X
G

o
..j Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments GetStarted Vault Autodesk A360  Electrome]

@ Post Process @ D [ Pattern @ % @ 2D Adaptive E A=) Horizontal }_l_e 2l Face (
L - CU‘ _ =7
Setup Sheet & M I NC s 2D Pocket Cont & Part
] Setup Shee Setup Folder ol Manua Drill Face N i Adaptive iy Contour Swarf Multi-Axis Contour Profile Groove ]E
> Generate u WCS Probe < 2D Contour l?[] Parallel ] Thread
Toolpath Job Drilling 2D Milling v 3D Milling ~ Multi-Axis Milling Turning v

Tool

P ——
]
3
=
5
o
@

© x

CAM ~

Simulation

e % P

Tool

»

Show shaft
Show holder

[[] show transparent

»

Toolpath

[[]show points

[[]show axes
Toolpath mode:
| All toolpath v ]

( Stock A

——
Mode:
| Standard v ]

Colorization:

| Use material 2 ]

Material:

| Aluminum - dark V‘

[[] show transparent
[[Jstop on collision

[[] show part comparison

cl = 7 S
LN =R IS 7 - katergasia lo..iam X

Ewova 9.2.22 — IIpocopoimon katepyaciog

v kaptého CAM tov mpoypdupatoc, emiéyetal n eviodn Simulate oto mévw
aploTePd TUNHO TG 006VNG. TNV TPOTN KAPTEAD TNG EVTOANG, EVEPYOTOLEITAL O
apykoc 0ykoc (Stock), dote va yivel aviiinmti n agaipgon tov extbountod 6yKov.
‘Enerta, pe to miqktpo Play, &exiwvdelr n mpocouoimon g mopeiog TOL KOTTIKOD
epyareiov.
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4, XpOvoc KOTEPYUGIOC

(o} - Sy - &

File Assemble  Simplify  Design 3D Model  Sketch ools hWanag
/@\ [5] Post Process E? EI [E. Pattern 'ﬁ i@ 2D Adaptive 4= Horizontal
|j Setup Sheet @ Manual MC \@ 2D Pocket i % Contour
Slmulat i Setup Folder DrlII Face Adaptive
4 Generate u WCS Probe 4 2D Contour ,ﬂi Parallel
Toolpath Job Drilling 20 Milling = 30 Milling =
=
-CAM - I:E:I
Simulation
c&# Display ‘E’# Infa
Statistics
Machining time: 0:01:03
Machining distance: T 65158.41 mm
Operations: | 1|
Tool changes: | i |
Close

T - katergasia lo...iam X -

Ewova 9.2.23 — Xpovog katepyaciog

v tpitn kaptéha (Statistics) tng evtoAng Simulate (mdvo apiotepd otnv 086vn),
eppaviCovtal Kdmola oTotyeia mov anoppéovv and v katepyocio. Eva and avtd
glvat ka1 o ypovog katepyaciag, o oroiog eivar 0:01:03 min.
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9.3 ®AXH KATEPT'AXIAX -3

Awapopooon 1°° skaromation

XKOTOG ,
emoeavelog I'
Tpodmog cvykpdTnong Méyyevn pe kowvd pdyovia
Kontikd epyaireio Kovdoi @14 mm
SoVBIKES KoTEpYaoinC n=2955,73 rpm f=0,08 mm/toc.)th
a= 14 mm V=130 m/min

Xeg autn T edon katepyoaciag, eneldn mpoékvye £va TPOPANUA OPLGLOD TOV OPYLKOV
O0ykov, 10 omoio avaivetar oto Kepdiato 10: «IIpoPfAnpata Kol oVIIHETOTIONY,
akoAlovBeitar pia dtapopeTikn dtadikacia.

O apyikdg 6yKkog opiletarl péow evog Tpodcbetov mpoypaupatog, to Mesh Enabler, tov
omoiov ta frpata Tapovstdlovtal avaAVTIKE TOPAKAT®.
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1. Opiopdc apytkov 0YKOU KOl GUGTAUOTOC GUVIETOYUEVOV

-0 &« ~ | & - S-

¥ 7 - katergasia
ble  Simplify  Design = Sketch  Inspect Manage View  Environments G
@ El Post Process IE? EI & Pattern : % @ 2D Adaptive g Horizontal %
Setup Sheet 2| Manual NC 20 Pocket = Contour
Sirmulate & Setup Folder Drill Face @ Adaptive é Swarf Multi-;
& Generate u WCS Probe i 2D Contour @i Parallel
Toolpath lob Drilling 2D Milling 3D Milling « Multi-Axi:
=
CAM ~ @
Simulation

% Display Gy Info s Statistics

Show shaft
Show holder

[]show transparent

Il Toolpath

Stodk

Mode:
| Standard w |

Colorization:

| Use material ~ |

Material:

| Alumninum - dark v |

[]show transparent
[ 5top on collision

] show part comparison

Ll Tl 7 - katergasia lo..iam X _

Ewova 9.3.1 — Téhog mponyoduevng katepyasiog

AdY® TNG TOAVTAOKN G YE®UETPLAS TOV SOKIUIOV GTN GLYKEKPIUEVT PAOT
Kotepyasiog, o apylkodc 0ykog Ha mpénel va oplotel oG 1 YE®UETPiA TOV
TPOKVTTEL LETE TO TEPAS TNG TPONYOVUEVN S PACT G Katepyasiag. Eropévmg,
yivetar petdfaocn oto apyeio g mponyoduevNng edong Katepyaciog.
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= CAM
@\ @ Post Process @ E [E- Pattern : 3 ﬁ “3" 2D Adaptive @ _J Horizental % C
) |j Setup Sheet @ Manual NC - > x@.a 20 Pocket : ,?3-!; Contour .
Simulate| — Setup Folder Drrill Face Adaptive Swarf Multi-A
/ 5 Generate u WCS Probe L Go to Start | Parallel
Teolpath lob Drilling 20 M Go to End ing * Multi-Axis

‘ Loop

CAM ~ Go to Previous Event
Simulation Go to Next Event

% Display %j# Info ‘a’# Statistics Go to Previous Bookmark Load Stock

o Go to Mext Bookmark Load Model as Stock

‘Add Bookmark

| Show shaft

Remove Bookmark T iany

Show holder Remove All Bookmarks ‘ Unzoom Stock

[ [ henieamgnment m Restore Stock

W Toolpath

Mode:

Standard ~
Colorization:

Use material ~
Material:

Aluminum - dark ~
[ 5how transparent
[ stop on collision

[ show part comparison

Close

ll_"l': e = DD PRI EN 7 - katergasia lo..iam X _

Ewdva 9.3.2 — Amobnkevon dykov

v koaptédo Simulate kot apov éxel mpaypatomoinbei n Tpocouoimon g
Kotepyaciog, evepyomoleital éva EeYOPLoTod HeEVOD EVIOADV Tat®vTog dei
KMK Tdve 610 dokipto. Ttnv emdoyn Stock, emAéyetar n evioAn Save Stock
wote va arodnkevtel 0 6YKog Tov doKipiov PHETA TNV KaTEpyasia Tov, He pia
GAAN popon apyeiov.

105



ITANEIIIXTHMIO AYTIKHE ATTIKHX
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MANQAAKHYE TZANHX
ITATPIKIOY HATANA

4+ B s Avt. 3 Emupanvein epyaoiog

Opyoavwan = Miog pakshog
¥ Itozio Ay # *
Documnents o
[&] Pictures
Rise Of The Tom
Taguchi Experim OldVersions
Template

Mruyekn Epyoo

@ Onelrive

[ Avtég o umohoyu

mesh enabler

P

= My

v O

2

Broypogpko

TTHrnns:

mesh enabler

SR

AvalfTnon: Emupoaves spyoaot.. 2O

=~ @

]

i

Moy Lok
Epyooin

"CEE]

Ovopa opysiow: | stock kat8. 1|

AmobBrksuon we |Stere::-lith::-glaph1.r (*.stl) /

A Amakpupin pokihoov

(

Amobnksuan

) Asupo

Ewova 9.3.3 — AnoOnkevon 6ykov wg apyeio STL

210 avadvopevo mtapabvpo ovopdletat To apyeio kol amodnkevETOL GE LO PO
Stl 0nwc eaivetal oy Tapanave gikova. Avtd 1o apyeio aneikovilel tov

OYK0 TOV doKipiov pe TN LOPPN TAEYULATOG.
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8.1-k

Environments  Get Started

_- Simplif esign
% Cf %9 Free Move @ ‘:F :ﬂ, Show gigpanem %E .fa: g’ T Ads |

Free Rotate 14 S Mirror Point ~

Place [Create O Jomt Constram HB Bill of Parameters Create Plane 2

K = :f'g Hide Al BB Copy  Materials Substitutes * L.ucs
Relationships « Pattern v Manage v Productivity Work Features

l..—lJ Place from Vault

Q Place from Content Center

-D: | Place Imported CAD Files4]

% Place iLogic Component

%}—1 Electrical Catalog Browser

Eucéva 9.3.4 — Elcaymyn 60yKov

Avoiyovtag to apyeio tng emopevng katepyaciag (OPaon katepyasiog 3 — Atapdpemon
1° oxoromatiov emiedaveiag I'), otnv kaptéia Assemble, otnv eviodn Place emiAiéyetan
n evtoAn Place Imported CAD Files.
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%i‘;‘ﬂ‘fﬁkm Aepetvnon ce: | M Enpévaia spyaciag v| @ @& =@
ibraries
& E Hl= (I
@ Content Center Files w f g | E E "
OldVersions Broypagike Mmuyckn Epyagic mesh enabler
stock 111
mesh enabler stock kat8.1
Preview not available stock "
Ovous |stock kat8.1 ~|
apxeion
@STL Files (" st stla:* stb) v
ProjectFle:  Defaultin v
Quick Launch iMates
- [l —
E‘ @ ® 0 | Find ... | | Optians... | { Open J)| Cancel |

Ewdva 9.3.5 — Emloyn tov dyKov yia elcaymyn

210 avadvopevo mopabvpo, emAéyeTtol vo gueaviotovv To opyeioa tomov STL,
eMAEYETAL TO apyEio mOV amofnkevONKe o€ Tponyovuevo Ppa Kot TELOG, TATAOVTAS TO
Open gwodyetal 0 6YKOG 6TO TPOYPOULUN NAEKTPOVIKNG OYEdIAONG.
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R 5 A Gene: I 7 Defau [ S 81-katergasia skalopatiou A ...

LS Assemble Simplify  Design Sketch  Inspect Tools CAM Manage View Environments GetStarted Vault  Electromechanical

@i Cf %5 FreeMove  (J ‘ 25 Pattern EE:E J;: g @ PDais - @~

Y5 Free Rotate d ck EB Mirror Point ~
Place Create o i i : E[B Bill of Parameters Create _ Plane S
” B8 Copy  Materials Substitutes T Lucs
Component v Position v i i Pattern v Manage v Productivity Work Features
CAM ~
& 8.1 - katergasi iou A proti

) <B Setup1
-4y [T2] 2D Pocket2

< > CIEETRNITES o - ctoes.on < [
Ewova 9.3.6 — EvtoAn Constrain

A o0 gloaybel to apyeio oto mpoOypappo, emréyetal n evtoln Constrain pe okomd va
0p1oTOvV oVVONKEG Yo vo evoopotwdel o dykog tov apyeiov .Stl otov Oyko TOL
doxipiov.
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i Y Y Kate opatiou A » 'Search Help & Commands.. s
“File | Simplify 3 | Sketch CAN G
lga_-\_’ g ¥ Free Move qo d:] & Show 23 pattem %E f B‘ @ Hais ~ @ -
Y Free Rotat X M & Point ~
Place Create O Free RO ysint |Constrain SR B3 Miror Bill of Parameters Create Plane 4 roint
- & Hide All | B8 Copy  Materials substitutes” 7 L ucs
C A Position v ionships v Pattemn v Manage v Productivity Work Features
x ¢
- 0 Place Constraint
Qa.l-katergana skalopatiou A OpefJ§ Assembly Motion Transitional Constraint Set
& = setupt Selections
@ [188] 2D Pocket3 ' 0
Flpd|@a [r]r] D
Offset: Solution N
0,000 mm 3] | ‘
a2 @ (@)
& (167 7
@] [ | concel Aoy | [>>]

TS v [REE——— Y |
Ewova 9.3.7 — ZovOnkeg evtolng Constrain

2NV TPpOTN KOAPTEAOQ TOL OAVOOVOUEVOL TapaBVPOV EMIAEYETAL O TWPMOTOS TVTOG
ocuvOnkdv, o omoiog agopd ocvvOnkeg petay emimedwv  empavelidv. ‘Emeita,
emAéyovtot ol emBountég empaveieg yia va optotel pio cuvOnkn. Ot dvo empdaveleg
mov €yovv emieybel, OT®S Paivetal otnv mapandve ekoéva, ivorl n idta TAELPA Kol
yio Tovg 0vo Oykovg. Téhog, emAéyetar m eviodn Kdt® 0e&ld TOL OVASLOUEVOL
nopafipov, ®ote avTEC 01 dV0 TAELPES va givarl opdppomeg petaEd TOVG KOl HE TNV
evtoAn Apply oplotikomolgitor n ovvOnK.

110



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

‘E.; -5 T &~ [ [ IR TR @ ; EESEE e v 8.1 - katergasia skalo

PENLIEE  Simplify  Design 3D Model  Sketch  Inspect  Tools CAM  Manage View  Environments  Get Start

ng 3 Free Move CED d:l :FuShow 2.3 Pattern BE:E .f."L‘ g" I,E_J 1 s ~

oo Free Rotate : . d E|B Mirror . < Point
Place Create Joint Constrain Bill of Parameters Create Plane
z EFQ Hide All BB Copy  Materials Substitutes x 1/_, ucs
Component v Position v Relationships « Pattern « Manage v Productivity Work Features
X
CAM ~ ®@

@ 8.1 - katergasia skalopatiou A protinome

< > Eape=R=N] s ‘ AR GINEI 8.1 - katergasia s...iam X _

Ewova 9.3.8 — Tuvdvaopudg tov 6o Oykov petd tnv evtoln Constrain

Axpifog ta id1a frpata akoAovBovvtal Yo vo opltoTtovV ol GuVONKES TV TAELPOV A
kot B tov dokipiov. To anotérecpo Hetd amd avtég TIG EVEPYELEG EIval 0 GLVOVAGUOG
TOV 000 OYKOV, OTMOG QAIVETAL GTNV TAPATAV® E1KOVA.

111



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

| ‘ A= B % @ wll opcoronce v Rere 8.1 - katergasia skalg

PRNLIEE  Simplify  Design 3D Model  Sketch  Inspect  Tools CAM  Manage View Environments  Get Sta

Ci)j‘ ”’O Free Move qo dj tﬂ; Show 22 pattern BE]E _f_{‘t g’f IE,_—l /':]Axis~

< Point

O~ Free Rotate d4 Sick BB Mirror
O

Place Create Joint Constrain Bill of Parameters Create = Plane
Y I:Fg Hide All BB Copy  Materials Substitutes k4 IL. ucs
Component v Position « Relationships Pattern » Manage ¥ Productivity Work Features

X
?)
)

protinome

Representations
CAM

Favorites

< > IFE] EB = []D AT 8.1 - katergasia s...iam X _

Ewoédva 9.3.9 — Metdfaon oto mepifdrirov povteAomoinong tov dokipiov

Yty evotnta CAM, apiotepd otnv 00ovn, emréyetar n evotnta Model yia ™
petafoaocn oto meptPAALov LOVTELOTOINGNG TOV SOKIUIOV.
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ale il ¥ 8.1 - katergasia skal

Model  Sketch  Inspect C
O &Y Show &5 Pattern EEJE f g I Asis ~
‘ o Show Sick ElE Mirror g x ~¢' Point
Place Create X5 Bill of Parameters Create Plane

-

o} Hide Al BB Copy  Materials Substitutes ™ T ]/, UCS

Pattern » Manage v Productivity Work Features

Component v |

Model v Add to New Folder

Y “r Assembly Selection
fys1- katerg; | Isdlate
p DRelaﬁonship.;E@ Undo Isolate

p ElRepresentaf Substitute
b [ origin *} Free Move
b (PskAsl | & FreeRotate ;
b @megeni:l -

E S Representation...
T stoc a5, D M I

o}, Show Relationships
Measure

Create Note

BOM Structure
' Visiility Alt+
iMate Glyph Visibility
Grounded
Adaptive
+/ Enabled
Transparent Alt+T
Contact Set

Suppress
Expand All Children

Collapse All Children
(), Find in Window End |

iProperties...
- REER= DD VIRl Il 8.1 - katergasia s..iam X _

Ewoéva 9.3.10 — Ene&epyacia Tov TAEYHLATOC TOV OYKOL

210 mepfdArov povteAomoinong, oto aplotepd TuNpa TG 006vng dmov Ppickovtor ta
Tepdyla TG cvvappoyng dokipiov-péyyevng, emAaéyetar pe 6e&l kAlk o O6ykKog TOL
apyeiov .stl, yia va epeaviotel £va €181K6 pevod evTor®V. e avTO TO HEVOD ETIAEYETOL
n evtoAn Edit yio v ene&epyacia tov.
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= e 2 | AN = m- % & N = e R < < 4 ¥  81-katerga

ERVIL I Sketch  Inspect  Tools CAM  Manage View BIM  Environments  GetStarted Vault  Autodesk A3

g @ @ Sweep 29\ Emboss E’_’) Decal ' . @ Chamfer ' Thread g Split [7:

Loft Derive &) Import @) Shell Combi "% Direct =
Start Extrude Revolve U 2 [a S D i Hole Fillet ' 5 @ sl @ ek Sh
2D Sketch 2 Coil [ Rib (85 Draft &2 Thicken/ Offset ), Delete Face
Sketch Create Modify +

Model ¥ ®@
Y 45 Modeling View ¥ &4

I % 8.1 - katergasia skalopahou A protin
b [ |Relationships
b @ﬂRepreseniabons

b [_]Origin
b (Jska:l
b @ megeni:1
b Fmegen:2
4 ([stockkat8. 1:1
b [ 3rd Party
Tm View:
b [C]Origin
[E]|stock katB. g
O Endofpart = Repeat Constraint
Delete
Measure 2
Create Note
Suppress Features
Convert to Base Feature
Relationships...
' Visibility Alt+V
Expand All Children
Collapse All Children
e @l Find in Window End

tebionces = DD A | (UVARGTO I 8.1 - katergasia s...iam X _

Ewova 9.3.11 — Metatponn ntAéypotog o€ counoyn 0ykKo

Y1 meplexoueva Tov 0ykov Tov apyeiov .Stl, emAéyeton pe 6l KAk T0 TAEYHO DOTE
va epeaviotel Eva €101Kd pLevoD. Xe avtd To £101k0 pevoy emiéyetal n evtoAn Convert
to Base Feature, yio tnv petdfaocn oto mapdbvupo HETATPOTNG TOV TAEYLOTOG.
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\\: E-% G 6 ﬁ = ﬂ' . R 0 Y= v - = ¥ 8.1 - katergasia skalop...

| EERLULCEEN Sketch  Inspect  Tools CAM  Manage View BIM  Environments  GetStarted Vault  Autodesk A360 o -

' @ & Sweep %) Emboss &5 Decal . . Q) €) Chamfer & Thread =4 split

U Loft [ Derive -D Import ' @/ Shell Q Combine G Direct

Start Extrude Revolve Hole Fillet
2D Sketch ” 2 coil (& Rib (%5 Draft <2 Thicken/ Offset ), Delete Face G
Sketch Create Modify +

Model
7 5Modehan|ew v ¢4

4 [[stockkats. 1:1

b [ 3rdParty
B @ @
S O .
@ End of Part
< >

Ewova 9.3.12 — Metatponn TtAEYHLaTOg GE CLUTOYT OYKO

210 avadvopevo Tapabvpo apyikd emiéyetar n evtoln Solid/Surface, ®ote to TAéypa
va petatpanet oe 0yko oprobetnuévo amd emedaveleg. ‘Emetta, emdéyetar vo punv
dtaypagei 10 apyikd mAéypa (Delete Original). Téhog, pe v evioAn OK
TPOYLOTOTOLEITOL 1 LETATPOTNY| TOV TAEYUATOG GE OYKO.
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I -9« ~ | N = m- % @ G ~ = t v e + = 8.1 - katergasi

PRO

EDAVILIM Sketch  Inspect  Tools CAM  Manage View BIM  Environments  GetStarted Vault  Autodesk A36

' @ % Sweep Q Emboss E'_j Decal . @ @ Chamfer Thread 9 Split [’:‘
- ; K e

i Loft [ Derive 57 Import @) Shell G Combine ([3 Direct =

Start Extrude Revolve Hole Fillet
2D Sketch ~ 2 coil (B Rib (&5 Draft 7 Thicken/ Offset ), Delete Face Gene
Sketch Create Meodify «
X

Model ~ @
? (g Modeling View ~ i)
%&1 katergasia skalopahouAprotm
b DRelabongups
b [%z|Representations
p [ |Origin
b ([ska:1
b (megeni:1
b ({Jmegeni:2
4 [{)stockkat8. 1:1
b [¢23rd Party
» 3 Solid Bodies(1)
TE*- View:
b DOngln
3 [B stock kat8

?

--.—.7._'_.
==

e - —-

!
|
L]
|
.
|
L
|
]
|
L
-

F'm = DD SN ATl 8.1 - katergasia s...iam X _

Ewova 9.3.13 — Epgdvion véov dykov

Metd TV OAOKANP®OGT TNG LETATPOTNG TOV TAEYLOTOS ERPavileTal TAEOV 0 OYKOS GTO
aplotepO PEPOS NG 000vng pe to ovopa MeshFeaturel:1 kot pe tig id1eg 1010TNTEG TOL
£€YEl TO OOKIULO TNG CVYKEKPLUEVNC KATEPYAGLAG.
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T k-5 : - ~ ﬂ Mo !l,l. . ® v Appea . d ~o 8.1 - katergasia skaloj

File! Assemble  Simplity sign 3D Model Sketch  Inspect Tools Manage View Environments GetStarted Vault Autg

Post Procesf [ Pattemn B . & 2D Adaptive @ =) Horizontal @ @ :3 ]
j— LU‘ .
py Gl M ‘ G
Simulate D Setup She Setup| Folder i, Manual NC Drill Face @20 e Adaptive i, Contow Swarf Multi-Axis Contour Profile Gr
&2 Generate u WCS Probe 4 2D Contour M Parallel

Toolpath Drilling 2D Milling = 3D Milling v Multi-Axis Milling 1

@ x
&1~ katergasia skalopatiou A Ope

<

< > BIEEINENEEE o - oo oo [

Ewoéva 9.3.14 — Emroyn evioing Setup

[Ipaypatomoteital petdfocn oto mepPAAAOV TPOYPOALATIGHLOD TOV KOTTIKAOV
epyareiov pe ta 1dta PRpata wov £ytve n petdfacn oto neptPAAiov LOVTELOTOINGTG
tov dokipiov. ‘Emerta, oty kaptéla CAM, emAiéyetar n eviodn Setup, yia va opiotel

0 apyLKOC 0YKOG.
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Post Process
[j Setup Sheet

Simulate

2 Generate

Toolpath

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

5 j (- 8.1 - katergasia skalopa

Inspect  Tools Environments rted

[ Pattern 7} % @ 2D Adaptive =) Horizontal =
pree Lz‘ > wr
& Manual q

Folder anual e Drill Face @20 Focket Adaptive iy Cotour Swarf Multi-Axis Contour Profile Groc
¥ wcs probe < 2D Contour 10 Parallel

Job Drilling 2D Milling + 3D Milling »

Multi-Axis Milling

Tur

CAM ~

& setup : Setup3

5, &

Mode: )

Relatve size box

Fixed size box
Relative size box
Fixed size cylinder

Relative size cylinder

Fixed size tube
A RUETSize be
From sobd
Bottom offset: 0mm Z
Round up to nearest: m
Dimensions A
Width (X):
e
Height (2):

My Home

Ewodva 9.3.15 — Emloyn emBountov dykov
21n 0evtepM KapTéha Tov mapabvpov Tov Setup, 6to Mode, yivetar emdoyr tov From

solid ®ote va emdeyfel wg apyikodc 6yKog o évag amd Tovg 600 GYKOVG IOV
anoteheital TAEOV 1| GUVAPLOYN.
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{ & |

| ! 8.1 - katergasia skalop

= Simpli ) Inspect Tools V vironments Jault Auto
Post Process B Pattern g % G 2D Adaptive E 4= Horizontal w
B E D - ﬁU’ > = ﬁ -
M | (
Simulate = Setup Sheet Setup| Folder W Mana] NC Drill Face @20 fode! Adaptive iy Contour Swarf Multi-Axis Contour Profile Grc
&2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling « 3D Milling + Multi-Axis Milling T

CAM~
& Setup : Setup4
6 @ B

Stock

Mode:
| From solid ~

— =
| Iy | Stock solid *x

w5
oo
Height (2): 70,0684 mm

I 5. - otergasiss.om x|
Ewodva 9.3.16 — Emloyn yeopetpiag tov apyeiov STL og apyikov dykov

Méow ¢ evtoAng Stock solid emdéyetatl o apyikdg 6ykoc. [IPOXOXH. Oa npénel va
emleyOei poévo n yeopetpio tov apyeiov .stl, n onoia petatpdnnke and Théyuo oe
OYKO Kot €lval 0 OYKOG PLETA TO TEPAG TNG TPONYOVUEVNG KATEPYATTNC.
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8.1 - katergasia skaloj

t  Aut

ﬁE’ 'y 2Adap|ive @ =) Horizontal I% .n ‘ ﬁ ;

ile! sem n 3D Mc
@ Post Process E D B Pattern
- Contour

& Manual q
|j SewpSheet |Co e 8 ManualNC 5 O @ 2DPocket o 8
&2 Generate u WCS Probe 4« 2D Contour ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling » 3D Milling v Multi-Axis Milling 1

Simulate Swarf Multi-Axis Contour Profile Gr

CAM ~ @
& setup : Setups

0 @ B

Setup A

Operation type:
[ Miling v

Work Coordinate System (WCS) R

Orientation:
Model orientation ~ I

| electlax:sllane&xa.n
T Zanisplane & Y axs
Select X & Y axes

Select coordinate system
Ty Model $%4

K | ¥

Ewova 9.3.17 — Evotnta Orientation
Xtnv evoétnta Orientation, emAéyetal 1 evioAn Select Z axis/plane & X axis ®ote va

optotel 1 katevBovvon tov G&ova Z, o omoiog kabopiler Tnv Kivnon Tov KOMTIKOV
epyareiov kot emopévmg to faBog Komnc.
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'[ 8 N T e 8.1 - katergasia skalo

File‘1 Assemble Si i ) h Inspect  Tools

v View i Al
@ Post Process E D B Pattemn CE’ %/ @ 2D Adaptive @ 4= Horizonta @ Cg .:,—ﬂ 3
- |

&% Manual (
[j SR Sheet Setup| Folder i Mana) NG Drill  Face ° D e Adaptive & Contour Swarf Multi-Axis Contour Profile G

& Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling » 3D Milling » Multi-Axis Milling

Simulate

CAM ~
& setup : Setups
0 @ B

Setup

Operation type:
| Miling g

Work Coordinate System (WCS) R

Orientation:
[ select z awisfplane & x axis -

Z axis

[CFup z axis

B X exis

[CIFtp x axis
Origin:
| stack box point v

ph— Stock paint

Model A

Iy Model X

W Fidure

|
CEd) e 1 DL ¢ - votesosas..om - [

Ewoéva 9.3.18 — KatevBvvon d&ova Z

Emiéyetar pio omowadnmote axun n onoia Ba opicel tnv katevBvvon tov aova Z. X¢
nepinton mov o dEovag Z dev €xel v emBount @opd, 16TE €MAEYOVTAC TNV AKPN
0V Bé€Aovg Tov aEova aAAdlel 1 opd Tov.
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8.1 - katergasia skalog

Environments  Ge

@ Post Process E D [ Pattern :a, %/ @ 2D Adaptive @ .J Horizontal @ @ 3_:
Setup Sh M I NC Pocket
0 setup sheet Setup| Folder i Manua Dl | Face @ 2DIOCE | ptive B COMOUT | Lo i ANis Contour | Profile: Gn
< Generate ¥ WCS Probe 4 2D Contour 1 Parallel

Toolpath Job Drilling 2D Milling » 3D Milling + Multi-Axis Milling T

Simulate

&) x

CAM ~
& setup : Setups

0 @ B
Operation type:
[ Miling

e —
¢{ Work Coordinate System (WCS)

Orientation:
| select z axis/plane & X axis v
»[; Z axws b4

(N
|| cancel
L i 01 O = R CIUEE 8.1 - katergasia s..iam X

Select stock box point

Ewova 9.3.19 — Evtoln Stock Point

Ztv evotnta Work Coordinate System (WCS), yivetar emdoyn tng evtoAng Stock
Point. MoM¢ epgavictovv ta dtabéctpa onueio OTMG POIVETAL GTNV TOPATAV®D
ewova (Ewkova 9.3.19 — Evrodn Stock point), opiletal oe éva and avtd T0 cHoTHHA
GUVTETAYUEVOV.

Télog, matdvtag 1o kovuni OK oAokAnpavetal n dtadikacio TOL 0PLGHOD TOV
aPYLKOD OYKOL KOl TOV GLUGTNUOTOG GLUVIETAYUEVAV.
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2. EmAoyn KomtikoV €pYOAElOL KOl TOPOAY®YR TNC TOPELOC TOV.

T BT ar AN-f-*@) - / - e v 8.1 - katerg
Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments GetStarted Va
@ Post Process IB' D E Pattern p) % @ 2D Adaptive A=) Horizontal
= LU‘ >
Setup Sheet 4% Manual NC (&) 2D Pocket # Contour
Simulate [j P Setup Folder m’ Drill Face > Adaptive ° 4 Swarf Multi-Axis Contour
&2 Generate u WCS Probe » 2D Contour ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling « 3D Milling + Multi-Axis Milling
X
Model ~

T “rAssembly View v 44
{#58.1 - katergasia skalopatiou Aam
b jRelatlonshxps
v %2 Representations
v £ Origin Repeat Visibiity
b @5’0\:1 (7 Edit
3 @megeni:: [g Open
b (Pmegent: ~
% Co
v & L Copy
Delete
Add to New Folder
Selection »
@ Isolate
5" Undo 1solate
Substitute
%7 Free Move
% Free Rotate
Representation...
Component »
&, Show Relationships
Measure »
Create Note

»
%_ p; Visibility

Grounded
Adaptive
+ Enabled
Transparent Alt+T
Contact Set
Suppress
Expand All Children
Collapge All Children
< (), Find in Window End

Poparte.. SR ST a wor KEREEEEERERY

Ewova 9.3.20 — Katdpynon opatdtntag 6ykov

e

[Ipwv Eexvnoet n emAoyn TOL KOTTIKOV gpyaAgiov yiveton pio petdfoacn oo
nep1farirlov povieAomoinong tov dokipiov, OT®G VTN TPAYUATOTOONKE KOl OE
wponyovueva Prpota. Emiéyetar o véog 0yYKog mov TpooTéOnke 6TO TPAYPALLLLO KOt
pe de&l KA avoiyetl £éva 101KO pevov. e avtO TO HEVOD EMAEYETAL 1] EVIOAN
Visibility yia va yiver adpatog ovtdg 0 0yk0g. TKomdG aLTNG TNG EVEPYELAG Elvat
0paTOTNTO TNG KAT® EMPAVELAS ALTOV TOV OYKOV, ®GTE Vo emAEYDel yia ToV
TPOYPOUUATIGUO TNG TOPELNG TOV KOTTTIKOV £pYAAEIOV.
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@ .PoslProcess ED B Pattern Cg‘ % wy 2D Adaptive ' FJHonzontal
z &)

Setup Sheet Manual NC , (& 2D Podoe Contour
[j ¢ Setup Folder Ei Drill Face Adaptive & Swarf Multi-Axis Contour |
2 Generate u WCS Probe » 2D Contour 1 Parallel

Toolpath Job Drilling 2D Milling » 3D Milling + Multi-Axis Milling
X

%)

CAM ~ &
‘ 8.1 - katergasia skalopatiou A Ope
=[] = Setupt

Simulate

< d= =04 v REEHEEREES |

Ewova 9.3.21 — Emloyn evtoAng 2D Pocket

‘Eneita, yivetar mdAtr petdfacn oto meptBaAlov TpoypaUULATIOHOD TOV
KOTMTIK®OV epYyaArEi®V ne ToV 1010 TPOTO.

v kaptéio CAM tov mpoypappotog, emtAéyetal n evtoin 2D Pocket yio
OLOUOPPMGT TOL TPAOTOL CKAAOTUTIOV.
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S S Er e
Post Process B Pattern L A2 @ 2D Adaptive - A=) Horizontal £
= = </

» Setup Sheet & Manual NC ¢ @ 2D Pocket : Contour T
Simulate Ij i Setup Folder Gi Drill Face ® Adaptive B Swarl Multi-Axis Contour
&2 Generate u WCS Probe » 2D Contour 1 Parallel
Toolpath Job Drilling 2D Milling 3D Milling + Multi-Axis Milling

CAM ~ @
“&) 2D Pocket : 2D Pocket3

(9)6 0 B =

Tool: #88 - @14mm flat (Carbide / 3.4

|Flood V[

Feed & Speed

Spindle speed: (2955,73 2]
Surface speed: :71
Ramp spindle speed: 2;5577_379 :j
Cutting feedrate: f—”:;;ﬁ mE:_i
Feed per toath:
Lead-in feedrate:
Lead-out feedrate: &
Ramp feedrate:
Plunge feedrate:

Feed per revolution:

0

!

K - m .
Lo ]l o DY o - cicsesos.on * [N

Ewoédva 9.3.22 — Emloyn kontikov epyaieiov

2V TpdTN KapTtéra Tov Topadipov g evtoAng 2D Pocket, emAéyetol n
evtoAn Tool yio v petdfaon oty BipAoONKN TOV KOTTIKOV EpYarEi®V.
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[=-[Z- Open Documents

81-}

-] Thesis Library
: Thesis Library

¢ | Face Miling

u New Mill Tool

‘;,' New Mill Holder

Text contains ~ | | x Show Operations
- Mame Diameter Type Description Comment spindle Speed  Cutting Feed  *
| ] #1-@10mm flat (Carbide [ 2Flu... 10mm FlatMil Carbide [ 2Flutes  Avlaki / DOC=1,0xD{width) & 0,5xD... 3183.1 413.803
|| #2 - @10 mm flat (Carbide / 3 Flu... 10mm FlatMil Carbide [ 3Flutes  Avlaki / DOC=1,0xD{width) & 0,5xD... 3183.1 620.704
|} #3-@10mm flat (Carbide /4 Flu... 10mm FlatMil Carbide [ 4Flutes  Avlaki / DOC=1,0xD{width) & 0,5xD... 3183.1 827.606
|| #4-E@12mm flat (Carbide [ 2 Flu... 12mm FlatMil Carbide [ 2Flutes Avlaki / DOC=1,0xD{width) & 0,5xD... 2652.58 424,413
|| #5-@12mm flat (Carbide [ 3 Flu... 12mm FlatMil Carbide [ 3Flutes Avlaki  DOC=1,0xD{width) & 0,5xD... 2652.58 636.62
|| #6 -@12mm flat (Carbide [ 4 Flu... 12mm FlatMil Carbide /4 Flutes Avlaki f DOC=1,0xD{width) &0,5xD... 2652.58 848,826
|| #7 -©14mm flat (Carbide [ 2 Flu... 14mm FlatMil Carbide / 2Flutes  Avlaki f DOC=1,0xD{width) &0,5xD... 2273.64 409,256
| #8 - @14mm flat (Carbide [ 3 Flu... 14mm FlatMil Carbide / 3Flutes Avlaki f DOC=1,0xD{width) &0,5xD... 2273.64 6513.883
| #9 -@14mm flat (Carbide [ 4 Flu... 14mm FlatMil Carbide /4 Flutes Avlaki f DOC=1,0xD{width) &0,5xD... 2273.64 818.511
[ ] #11 - 10 mm fiat (Carbide / 2F... 10mm FlatMil Carbide / 2Flutes  Adaptive / DOC=0,5xD{width) & 1,0... 4138.03 413.803
* [ § #22 - 10 mm fiat (Carbide / 3F... 10mm FlatMil Carbide / 3Flutes  Adaptive / DOC=0,5xD{width) & 1,0... 4138.03 620.704
|| #33 - @10 mm fiat (Carbide / 4F... 10mm FlatMil Carbide [ 4Flutes Adaptive / DOC=0,5xD{width) & 1,0... 4138.03 827.606
] #44 - @12mm fiat (Carbide / 2F... 12mm FlatMil Carbide / 2Flutes Adaptive / DOC=0,5xD{width) & 1,0... 3448.36 448,287
| § #55 - @12mm fiat (Carbide / 3F... 12mm FlatMil Carbide / 3Flutes Adaptive / DOC=0,5xD{width) & 1,0... 3448.36 672.43
| | #66 - @12mm fiat (Carbide / 4F... 12mm FlatMil Carbide [ 4Flutes Adaptive / DOC=0,5xD{width) & 1,0... 3448.36 896.573
|| #77 - @14 mm flat (Carbide / 2Fl... 14mm FlatMil Carbide [ 2Flutes Adaptive f DOC=0,5xD{width) & 1,0... 2955.73 472.917
| %88 - @14mm flat (Carbide / 3Fl... 14mm FlatMil Carbide / 3Flutes Adaptive / DOC=0,5xD{width) & 1,0... 2955.73 709.376
i |#99 - @14mm flat (Carbide / 4Fl... FlatMil Carbide /4 Flutes Adaptive f DOC=0,5xD(width) & 1,0... 945.835
(| #111 - @10mm flat (HSS + Coba... Wmm FlatMill HSS +CobalW .. Avlaki fDOC=1,0xD{width) &0,5xD... 3183.1 159,155
[} %222 -3 10mm fat (HSS + Coba...  10mm  FlatMil HSS + Cobalt / .\ Avlaki | DOC=1,0xD{wicth) & 0, 5xD... 3183.1 238.732
[} %333 - 3 10mm fiat (HSS + Coba...  10mm  FlatMil HSS + Cobalt /... Wylaki / DOC=1,0xD{wicth) & 0, 5xD. .. 3183.1 318.31
[} #4944 -012mm flat (HSS + Coba...  12mm  FlatMil HSS + Cobalt /... Aw /DOC=1,0xD{width) & 0, 5xD. 2652.58 132,629
| § #555 - @12mm flat (HSS + Coba... 12mm  FlatMill HSS + Cobalt /... Avlaki NQOC=1,0xD{width) & 0,5xD 2652.58 198.944
|| #6566 - @12mm flat (HSS + Coba...  12mm FlatMil HSS + Cobalt /... Avlaki / DOR=1,0xD{width) & 0,5xD. .. 2652.58 265,258
[} #777 - @14mm flat (HSS + Coba...  14mm FlatMil HSS + Cobalt /... Avlaki / DOCY,0xD{width) & 0,5xD. .. 227364 131,871
#3358 - O14mm flat (HS5 + Coba...  14mm FlatMil HSS + Cobalt /... Avlaki / DOC=1,0xD{width) & 0,5xD. .. 2273.64 197.807 ¥
< >

<8 New Turn Tool

New Library

Edit

Ewodva 9.3.23 — BifAoOnkn kontikdv epyareiov

< | Select ' Cancel

210 avadvopevo Tapabvpo, EMAEYETAL TO KOTTIKO €pYarelo. ZTNV GLYKEKPIUEVT

@baon Katepyaciag o kovovAil No 99.

2e avtd 10 onpeio mpénel va avaeepBel 0t £xel mponynbei n dnpiovpyia OA®V TOV
KOTMTIKOV EPYAAEI®V YO TNV EKTOVNON NG EPYAGiag.
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| - - —

e / ) el Tools Mana Envi Starte
@ Post Process D B Pattern CE, % @ 2D Adaptive =) Horizontal l% @
& Manual @®
Simulate Ij Setup Sheet Setup Folder il Manual NC Drill  Face @ 2D fodet Adaptive &y Contour Swarf Multi-Axis Contour
&2 Generate u WCS Probe » 2D Contour 1 Parallel
Toolpath Job Drilling 2D Milling 3D Milling + Multi-Axis Milling
X
CAM ~ @

“&) 2D Pocket : 2D Pocket3

v@o B =

E Pocket selections b4

o || ol | g DI 5. - tersosas.om x|

Ewodva 9.3.24 — Emloyn emedvelog mpog Katepyaoia

2y debtepn kaptéra, opilovial TpdTA TO OPLO TNG TPOS KATEPYACIAG EMPAVELNG
KOl €TELTA TO CVGTN O, CUVIETOYUEVOV TOV KOTTTIKOV gpyaieiov. tnv evotnta
Geometry, péom g evtoing Pocket selections, emAéyetar n tpog Katepyacia
EMQAVEL.

127



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
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I B -5 a0 A= - %@ S ) s
”File ‘ Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments Get Started
@ [E] Post Process @ D - Pattern :Ba % @ 2D Adaptive @ A=) Horizontal % @
Setup Sheet 51 Manual NC @ 2D Pocket =, Cont

Simulate [j A Setup Folder oy Drill  Face i R Adaptive il Contour Swarf Multi-Axis Contour

& Generate u WCS Probe » 2D Contour m Parallel

Toolpath Job Drilling 2D Milling » 3D Milling » Multi-Axis Milling

x

CAM ~ ®

@ 2D Pocket : 2D Pocket3

9 0 6 B =

Pocket selections |z|

o [ cre | ETETIPEIN o - cteesos.am = |

Ewova 9.3.25 — OproBétnon g mpog katepyociog empavelog

e mepintowon mov dev £xovv emideyfel avtOpaTA OAEG O1 OKUEG TOV OploBeToVV TNV
emeadvela, 1ote emAiéyeton Eava n 1o akpr. Katdmy, emAéyetatl va opioTody g
Opla TNG EMPAVELAG AVTNG £V KAELGTO TEPIYPAUULA LECH TOV AKU®OV TNG. TENOG,
OPLOTIKOTOLEITAL 1] ETIAOYN QLTN WE TNV EVIOAN «V».
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A~ A= R %"‘L ) - 8.1-

|

Simplify Design 3D Model Sketch  Inspect Tools Manage View Environments Get Started

@ [E] Post Process @ D - Pattern ﬁg’ % @ 2D Adaptive @ A=) Horizontal % @

Setup Sheet & Manual NC @ 2D Pocket Cont
Simulate Ij SRS Setup Folder H el Drill Face ® = Adaptive é’ =Ll Swarf Multi-Axis Contour
& Generate u WCS Probe » 2D Contour m Parallel
Toolpath Job Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling
x
CAM ~ @

@> 2D Pocket : 2D Pocket3

9 0 60 H =

Pocket selections [z,

CERR N EE s v [IEee——

Ewova 9.3.26 - OproBétnon g mpog Katepyacsiog EMLPAVELNG

Eniong, o ovotnpa cuvieToyuéEVOV TOV KOTTTIKOV EPYaAELOV, OT®S 0VTO TPOTEIVETAL
and to mpdypappa, Bpiocketar otnv emBount Béon. XNV cvyKeKplpuévn TepinTmon
Bpioketal og yovia Tov adpOTOL OYKOL, Yo 0LTO EOIVETAL TOC Elval EVTOG TOV
doxipiov. Emiong €xet kot v katdAAnin dievbvvon tov advav yio TNV ooy
Katepyacio e emeavelog. Aniadn, o aovag Z (katakdpv e Kivnon KonTikov
epyadreiov) €xel kKdOetn oTNVv empavela d1evBvvon ®ote va pnopel va oplotel To
Babog xomng. Xe mepinT®oN TOV TO TPOTEIVOUEVO GUGTNLA GLVTETAYUEVOV JEV glvar
T0 gmBounto, emAaéyovtag tnv eviodn] Tool Orientation, opiletal véo cuoTnua
GULVTETAYUEVOV Y10 TO KOTTIKO epyaAgio akoAovOBmvTag Ta 1dta frpata mov
epappdlovtatl otnv evioin Setup.
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I B -= % &~ ﬂ};'gw‘,"'dgt "‘ i‘—‘ v 8.1 - katerg

|

;iie | Assemble  Simplify Design 3D Model  Sketch  Inspect  Tools Manage View Environments GetStarted Va

@ [E] post Process @ D & Pattern :a, % @ 2D Adaptive @ A=) Horizontal '% @

|j Setup Sheet [ﬁ;]—‘ Manual NC \y 2D Pocket

=, Cont
Setup Folder Drill | Face Adaptive 2 Contour
© Generate § WCs Probe < 2D Contour 1) Parallel

Job Drilling 2D Milling + 3D Milling +

Simulate Swarf Multi-Axis Contour |

Toolpath

Multi-Axis Milling

CAM ~
@> 2D Pocket : 2D Pocket3

| 0 6 H =

Pocket selections [z]

Stock Contours

B Rest Machining
Il Wrap Toolpath
Il Tool Orientation

x |l o | TR o - wegese - < [

Ewova 9.3.27 — Anropdvoon 6yKov Katepyaciog

X1t ovvéyela, otnv evotnta Stock Contours, pécw g evtoing Stock selections
opilovtatl Ta 0pta Tov apytkov 6ykov t™¢. [Mapapéver n Tpotevopevn and to
TPOYPOULO ETLPAVELD WG ETAOYN Y10 TOV OPIGUSO TOV OpimV TNG.
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L - =R Y TSR T @» 1= 15 5 8.1 - katergal
7} Assemble  Simplify D 3D Model  Sketch  Inspect nage View Environments GetStarted Vau
@ [Z] Post Process @ D [ Pattern :a 3 % @ 2D Adaptive @ A=) Horizontal % @
Setup Sheet &1 Manual NC @ 2D Pocket =, Cont
Simulate Ij SR P Setup Folder lwal Manua Drill Face ® et Adaptive é S Swarf Multi-Axis Contour F
& Generate u WCS Probe » 2D Contour im Parallel
Toolpath Job Drilling 2D Milling ~ 3D Milling + Multi-Axis Milling

© x

CAM ~
@> 2D Pocket : 2D Pocket3

| 6| 0 &5
| Retract height v |

Clearance height off...
[[] Retract Height A

]

| Stock top v |
Retract height offset: %
[[] Feed Height A
I Top height v I
Feed height offset: %

[[] Top Height A

I Stock top v I
Top offset: m

(] Bottom Heig

Selection v

Clearance height
Retract height
Feed height

Top height

L| Model top |
Model bottom
Stock top

% 5 0 o [N

Ewova 9.3.28 — Oplopdc emmédmv KonTikov epyareiov

v tpitn Kaptéra, kabopilovtal Ta Vyn cuVAPTACEL TOV GLVOINKAOV KaTEPYATING
TOV KOTTIKOV epyareiov. Ztnv wpokelnévn nepintwon, opiletal To Hyog Tov
KOTOTEPOV EMIMEIOV GTO 0010 B PTAGEL TO KOTTIKO £PYALEID KATA TNV KATAKOPLOT
Kivnon tov.

AvTo emituyyavetal pEcm TG eVTOoANG Selection Kot TG EMAOYNG TG TPOG
Katepyaciog emtpdvetoc.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA
-5 T &~ (o
File Assemble  Simplify { y g ments
@ Post Process [E- Pattern @ 2D Adaptive @ EJ Horizontal %
& =0 & P . f
) |j Setup Sheet @ Manual NC - @ 20 Pocket i % Contour .
Simulate — Setup Folder Drill Face Adaptive Swarf Multi-£
5 Generate u WCS Probe 4 20 Contour 0 Parallel
Toolpath Drilling 2D Milling « 3D Milling Multi-Axis
CAM ~
%y 2D Packet : 2D Pocket3
v 9 O ==
Tolerance: |E|

Sideways compensation:

| Right {conventional milling) w

Compensation type:

|Incomputer w

Minimurn cutting radius:| O mm

Finishing passes

Mumber of Finishing 1

o b

Stepover:

[[JLeads on all finishing passes

Finish feedrate: | 735.67 mn|

[C]repeat finishing pass

Finishing overlap:

[JpPreserve order

[Both ways

Maximum stepover: Fmm B_!.
Cancel

[ o ||

| 8.1 - katergasia s...iam X _

Ewoéva 9.3.29 — Enelepyacia ndccov

v tétaptn Kaptéda, opilovtal ot cuvONKeg Katepyasiog yio kdbe Tacco. Apyikd,
emAéyetar n evtol] Finishing passes, pe oxond va npaypoatonondei gvipiopa mpv
ohokAnpwBei n katepyacio. To tdcco Tov evipicpatog eival éva (Number of
Finishing passes), to fdBog xonmn¢ tov eivar 0,5 mm (Stepover) Kat n Tpd®GT TOV
etvat katd 20% pikpdtepmn g TpdmoNS T0v EeXOVOPIoLATOG. TN GLYKEKPLUEVN
nepintoon mpokvmtel 0Tt €ival 756,67 mm/min. Katomy, emAéyetat n péylot
UETATOTION TOV KOTTIKOV EpyaAgiov atov opllovtio dEova (Maximum stepover) ota
7 mm, T0 omoi0 TPOKVTTEL AT TIG TEYVIKEG TPOJLOYPAPES TOV KOTTIKOV £pyaAreiov.
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I m-52 6 A -52-'%e@ 12 (S 2 v

?ne*l Assemble  Simplify Design 3D Model  Sketch  Inspect  Tools Manage View Environments GetStarted Va

@ @ Post Process @‘ D & Pattern :a ) % @ 2D Adaptive A=) Horizontal % @

h & Manual A -
Simulate [j SR Setup Folder i Manual HC Drill Face L0 focket Adaptive é’ ST Swarf Multi-Axis Contour
&> Generate u WCS Probe » 2D Contour ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling v 3D Milling + Multi-Axis Milling
CAM ~

@ 2D Pocket : 2D Pocket3
¥ 0 6 &

[JPreserve order

[JBoth ways

D]

Maximum stepover: |7 mm -2

[[Juse morphed spiral machining

[J Allow stepover cusps

Smoothing deviati =

Multiple Depths

D]

Maximum roughin... I%
Finishing stepdow %
Finishing stepdown: %
Wall taper angle (...

[IFinish only at final depth
Rough final

Use even stepdowns

[Jorder by depth

[Jorder by step

Il Stock to Leave

Il Smoothing

Il Feed Optimization

Ewova 9.3.30 — Eneéepyacio ndcomv

‘Eneita, emAiéyetar n evotnta Multiple Depths dote | katepyacio va
npaypatonoindel pe moAlanAd ndcca. To péyisto Babog Komng yia Ta Tdoca Tov
Eexovopiocpatog (Maximum roughing stepdown) givatr 14 mm, to omoio mpokvmTEL
amo TIG TEXVIKEG TPOOLAYPAPES TOV KOTTIKOV epyaieiov. Eavaopilovtal Ta TAGGA TOL
Qwipiopatog pe ta idto YopaKINploTIKa Tov opicTnkav mapandve. TErog, emAdyeTal
n evtoln Use even stepdowns, dote pe Bdon to péyioto Babog xomng xat 1o BaOog
™G aLAAK®GNG va dnpovpynBodv avtopata mdoca Eexovopiopatog pe ico fabog
KOTNC.
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Assemble sSimplity Jesign L) Model SKe Nspe CAM
Post Process @ D = Pattern Cg? ‘@ 2D Adaptive E
Setup Sheet 3l Manual NC ) 2D Pocket
Simulate IE e Setup Folder cLls Drill Face @ € Ad:
@ Generate u WCS Probe e 2D Contour
Toclpath Job Drilling 20 Milling «
x
[mer] Ramp Type
® 20 Pocket : 2D Pocket3 Specfies how the cutter moves down for each depth cut.
9 6 6 B =

;

=] A
Keep tool down
Maximum stay-do...
Lift height:
Leads & Transitions Plunge OQutside Stock

Lead-in (entry)

Horizontal lead-in ...| 1,4 mm

]

Lead-in sweep an... | 90 deg

;

Linear lead-in dist... | 1,4 mm

D]

[ ]Perpendicular

Vertical lead-in ra... | 1,4 mm Plunge

L]

Lead-out (exit) To use the Fredrill option, Fredrill location(s) must be defined.

[«] same as lead-in

Raﬂv_tina
:l Plunge outside stock ) w |“

™\

Positions Zig-Zag Profile

Predrill positions

Notice the smooth transitions on the Zig-Zag ramp type.

Entry positions L

[ (o) ]| cancel | —
N— -

Ewoéva 9.3.31 — Emloyn tpdmov g16aymyng KOTTIKOD €pyaAreiov

v méumtn Kot tehevtaio kaptéda, opiletal o TpOTOG £16630V TOL KOTTIKOV
egpyareiov. Znv eviotnta Ramp emiéyetar n eviodn Plunge outside stock, dote n
€16000G TOV KOTTIKOV gpyaAeiov va Yivel OT®G QaiveTal 6To Tapddetypo TG E1KOVAC.
Téhog, matavtag o kovpuni OK orloxAnpodvetor n dtadikocio eTAOYNG TOV KOTTIKOD
gpyareiov Kot 0 OPLOROS TOV GLVONKOV KATEPYAGING.
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MANQAAKHYE TZANHX

ITANEIIIXTHMIO AYTIKHE ATTIKHX
ITATPIKIOY HATANA

TMHMA MHXANOAOTQN MHXANIKQN

= Y 8.1 - katergasia

o~

I m-= 5 6 A= 5 ®

Manage View Environments  Get Started  Vault

'File | Assemble  Simplify Design 3D Model Sketch Inspect Tools

@ Post Process IE D > Pattern @B, 22 @ 2D Adaptive =) Horizontal % @ =
CO’— = 2 w

Setup Sheet & M I NC a5 2D Pocket Cont
Simulate E L Setup Folder el Drill Face @ gt Adaptive & Cantoug Swarf Multi-Axis Contour Prof
& Generate u WCS Probe <« 2D Contour ﬂ[] Parallel
Toolpath Drilling 2D Milling » 3D Milling Multi-Axis Milling
x
CAM ~ @

Q 8.1 - katergasia skalopatiou A Ope¢
E)---[f:?v Setup1
@@ [T88] 2D Pocket3

Ewoéva 9.3.32 — [Topeia kontikov gpyaieiov

Avtoparta, poAlg tatnbei to koouni OK 6mwg mpoavapépOnke, Tapdayetat n mopeia
TOV KOMTIKOV gpyareiov, Omwg paivetal otnv mapandve eikova (Eikova 9.3.32 —

[Topeia komTiKO Epyargiov).
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3. IIpocouoimon katepyooiog

B> : “ar A= ':'1& -t R J" I 8.1 - katergasia skalopatiou A

| Assemble  Simplify Design 3D Model Sketch  Inspect  Tools Manage View Environments GetStarted Vault Autodesk A360  Electro]

7 @ 2] Post Process @ D &> Pattern :l % @ 2D Adaptive =) Horizontal % @ ﬁ ﬂ: = Face

Setup Sheet & Manual NC @ 2D Pocket =, Cont 0 Part
'j SRS Setup Folder i Mapwa Drill Face 0. =i Adaptive il Contour Swarf Multi-Axis Contour Profile Groove ]_DJ T

Generate u WCS Probe » 2D Contour ﬂﬂ Parallel ] Thread
Toolpath Job Drilling 2D Milling + 3D Milling ~ Multi-Axis Milling Turning v

© x

CAM ~

Simulation

e % B

Tool

»

Show shaft
Show holder

[[] show transparent

»

Toolpath

[ show points

[Jshow axes

Toolpath mode:

‘ All toolpath V|

<
( ¥4 Stock A
N

Mode:

‘ Standard v |

Colorization:

l Use material v |

Material:

‘ Aluminum - dark ~ |

[Jshow transparent
[Istop on collision

[[] show part comparison

&] =N ZENE o.1 - katergasia s...iam X

Ewcova 9.3.33 — IIpocopoimon katepyaciog

Yty koptéha CAM tov mpoypaupotoc, emtdéyetal | evioAn Simulate oto mévw
aploTePd TUNHO TG 006VNG. TNV TPOTN KAPTEAD TNG EVTOANG, EVEPYOTOLEITAL O
apykoc 0ykoc (Stock), dote va yivel aviiinmti n a@aipgon tov extbountod 6yKov.

‘Enerta, pe to miqktpo Play, &exivael n mpocouoimon tng mOpeiag Tov KOTTIKOD
epyareiov.
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4, Xpovoc kotepyooiog

-5 5 + i T & 3 . ¥  8.1-katerg
File Assemble  Simplify  Design 3D Model Inspect  Tools View  Environments
/@\ [E]] Post Process IE? EI [E- Pattern : i i@y 2D Adaptive A=) Horizontal @
) El Setup Sheet El Manual MC - x@ 20 Pocket i ép Contour
Simulat Setup Folder Drill Face Adaptive Swarf Mul
2 Generate u WCS Probe 4 2D Contour @1 Parallel
Toclpath Drilling 20 Milling « 3D Milling Multi-£

=
CAM -~ 2

Simulation

@; Display E‘# Inﬁa

Operations:
Tool changes:

8.1 - katergasia s...iam X _

.3.34 — XpoOvog katepyaciog

[m|
O
a9

Ewov
v tpitn kaptéha (Statistics) tng evtoAng Simulate (mdvo apiotepd otnv 086vn),

epeavifovtol kamola otolyeia mov amoppéovy and v katepyacsia. Eva and avtd
glvat ka1 o ypovog katepyociag, o oroiog givar 0:04:07 min.
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9.4 ®AXH KATEPT'AXIAX -4

Awapopooon 2°° skaromotion

XKOTOG ,
emoeavelog I'
Tpodmog cvykpdTnong Méyyevn pe kowvd pdyovia
Kontikd epyaireio Kovdoi @14 mm
SoVBIKES KoTEpYaoinC n=2955,73 rpm f=0,08 mm/toc.)th
a= 14 mm V=130 m/min

Xeg avtn TN edon katepyoaciag, emeldn tpoékuye Eva TPOPANLA OPLGHOD TOV APYLKOV
o0ykov, 10 omoio avaivetar oto Kepdiato 10: «IIpofAnpato Kol avIILETOTLIONY,
akoAlovBeitar pia dtapopeTikn dtadikacia.

O apyikdg 6yKkog opiletarl péow evog Tpodcbetov mpoypaupatog, to Mesh Enabler, tov
omoiov ta frpata Tapovstdlovtal avaAVTIKE TOPAKAT®.

138




ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Oploudc apykov 0YKOV KOl GUGTNLATOC GUVIETAYUEVOV.

T ’ 2N~ AN ® {- | ~v 8.1 - katergasii

File 1 Assemble  Simplify Design 3D Model Sketch Inspect Tools View Environments GetStarted Vault

@ [Z] post Process @D B Pattern % G 2D Adaptive @ 4= Horizontal @ Cg -
i

h M |

Simulate; [j Setm Sheet Setup Folder ‘“ ANl NG Dnll Face N 2D Focet Adaptive &y Contour Swarf Multi-Axis Contour Prc
2 Generate u WCS Probe 4 2D Contour m Parallel

Toolpath Drilling 2D Milling = 3D Milling + Multi-Axis Milling

CAM ~

Simulation

Y D @

Shows shaft
Showr holder

I:] Showr transparent

W Toclpath

Stock

Mode:

[ Standard v
Colorization:

l Use material ~

Matenal:

1 Aluminum - dark ~

I:] Shows transparent
[]stop on collision

[]shaw part comparisan

—o BEE DL o - otersosos..om x|

Ewova 9.4.1 — Téhog mponyovpuevng katepyaciog

AOY® ™G TOAOTAOKNG YEMUETPIAG TOV JOKIUIOV GTN GLYKEKPIUEVT Phon
Kotepyasiog, o apylkodc 0ykog o mpénel va oplotel oG 1 YEOUETPiA TOV TPOKVTTEL
UETA TO TEPOG TNG TPONYOLUEVNS Phoms Katepyasiag. Emouévog, yivetal petafaon
670 apyelo TNG TPONYOVUEVNG PACTG KATEPYAGTLOC.
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- @ ; ; 7 8.1 - katergasi
S I Simplify Design 3D Model Sketch Inspect Tools lanage View Environments  GetStarted Vault
@ [2] Post Process EB D B Pattern :a, % G 2D Adaptive E 4= Horizontal =
'] setup Sheet Z] Manual NC 7 (&) 2D Pocket - 2 Contour N
Simulate : P Setup Folder a Drill Face & Adaptive ° Swarf Multi-Axis Contour Pn
2 Generate u WCS Probe 4 2D Contour ﬂﬂ Parallel
Toolpath Drilling 2D Milling » 3D Milling » Multi-Axis Milling
X
CAM ~ @
Simulation
%D %
[] Showe shaft
[~]Show holder
[} Showr transparent

W Toolpath

Mode:
[ Standard e
Colorization: Go to Start
| Use material ~ Go to End
Matenal: oy
- Go to Previous Event
| Aluminum - dark v 6o to Next Event
[ "] Showr transparent Go to Frevious Bookmark
[ stop on collision e I T
Add Bookmark
[]shaws part comparisan 5 Remove Bookmark
R Remove All Bookmarks

» z Unzoom Stock K O@
x‘l' | Restore Stock

Ewoéva 9.4.2 — AmoBnkevon dykov

v koptéia Simulate kot a@ov €xel mpaypatonomBei n tpocopoimon g
Kotepyaciog, evepyomoleital éva EeYOPLOTO LEVOD EVIOADOV TATOVTAG 0eEl KALK
TAve 610 dokipo. Xtnv emhoyn Stock, emAéyetal 1 evtoAr Save Stock dote va
anoOnkevtel 0 OYKOG TOL JOKIUIOL HETA TNV KATEPYOSIO TOV, HE Hia GAAN LOpPOT
apyeiov.
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A m * AUTEC 0 umokowioTc ¢ Emupdveln pyooing ~ 0 Avaditnon: Emgpdven epyos 2
Opyavon = Mo pakehog f= - ﬂ
Y
2| Byypopa g Creopo Hugpopnvia tpon.., | Tinog Méystog
= Ewdvee A Dell Laptop Manual 14/3/2018 T:52 up DékeRog apyEiwy
Dell Laptap b+ L MAnpwpde a/5/2018 10:02 pp DaREROC CPYEiy
Exp. & | Mrupekn Epyasic 2342018 212 pp Ddweshog apyEioy
Exp. 16
Taguchi Experirm
Template
@ OneDrive
= Autde o unokayig
ek Alwm 2Ld >

Ovopo apysiow | stock kat8.2 \ w |
AToSrKeuan we .Slemﬂliﬂmgraphy [*.stl) / n

A ATORpULN PaKERY 4 AmoBnkeuon } AKupo |

Ewoéva 9.4.3 — AmoOnkevon dykov g apyeio STL

210 avadvouevo mopabvpo ovopdletar To apyeio kot arodnkevetal o popen .stl
OTwg eaivetal otnv mapdrave gikova. Avtd 1o apyeio aneukovilel Tov 0yYKoO TOL
doxipiov pe T popen TAEYUATOC.
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Assemble

% g 7 Free Move @ EF :PF ?h<->w 38 Pattern %@ .f;r [5? Hais ~ @ -

Free Rotate d w Sick Mirror Point ~
Place ).reale O Jomt Constrain HB Bill of Parameters Create Plane X
2 & Hide Al BE Copy  Materials Substitutes” T L., UCS
[E]"/ EiP s Relationships « Pattern v Manage v Productivity Work Features

\‘.jj Place from Vault

Q Place from Content Center

~J

< = | Place Imported CAD Files
1

%7 Place iLogic Component

t@_j Electrical Catalog Browser

< FEEINRSTE -2 - o« x [N

Ewova 9.4.4 — Ewaymyf] OYKOL

Avoiyovtag 1o apyeio g enduevng katepyaciog (Pdon xatepyaciog 4 —
Atopopemon 20v okaromatio emedvelag I'), otnv kaptéla Assemble, 6tV evioin
Place emAéyetar n evroln Place Imported CAD Files.
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= A_utod_eskﬂﬁu Qugpedvnon os. | m Enmupdves epyooizg - | oo
T Libraries
("] Content Center Files -~
stock kats.1 stock katd.2
Fraview not available W
‘Ovopa |slnch katl 2 ~ |
apxelow;
Froject Flle:  Default.ip V| | Projects... |
Quick Launch iMakes

) |I5'-¢ B &8’ e | [ortores ] ( oma )| Gl

Ewoéva 9.4.5 — Exloyn tov dyKov yia gl00y®mYN

210 avadvouevo mopabvpo, ETAEYETAL VO ELPAVIGTOVV T apyeio TOmov STL,
emAéyeTal 1o apyeio mov anobnkevOnke ce mponyovevo Prpa Kot TELOG, TATOVTOG
0 Open €10A4YETAL 0 OYKOG GTO TPOYPAULLO NAEKTPOVIKNG OYESLAGTC.
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» | Search Help & Commands...

9 Sketch In;ue(v" Tool View
@é Cf 5 Free Move ,‘, I:F Show 29 pattern & @ 12 axis -‘ @ -
Joifit | Constrain| J’.

g Free Rotate
Place Create 9

ck Mil Point
R Miror Billof Parameters Create Plane % Fon
Hide Al B8 Copy  Materials Substitutes”  ~ | ucs

Relationshfps v Pattern v Manage v Productivity ‘Work Features

C hd Position v

Model ~ ]
¥ “rAssembly View v &4
[:5]8.2 - katergasia skalopatiou B.iand
» [JRelationships
» [zRepresentations
» EJorigin

b (Pske:1

» (D megeni:1
» (Dmegeni:2

b (D stock kats.2:1

B EEla wi [CRE———
Ewova 9.4.6 — Evtolr Constrain

A@o? gloaybel To apyeio oto TpoOypappa, emrAéyetor 1 evtodn Constrain ue cKonod
va 0ploToVV cVVONKeS Yo va evoopatmdel o dykog tov apyeiov .stl otov 6yko
TOV SoKlpiov.
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l‘ -ka » |Search Help & Commands...
] Simplify  Design 3D Model etch ols A e

(o} 3 Free Move Eli_ &y st 23 Pattern g Padis - @ -~

'éi Cf Y5 Free Rotate D EF‘ & show sick  H8 Mirror %E ];: & @ < point ~

Place Create Joint |Constrain| Bill of Parameters Create Plane

- &, Hide Al BB Copy  Materials substitutes ™ " L. UGS
C - Position v Relationships ~ Pattern ~ Manage v Productivity Work Features

x
Model ol

i Assembl %
T Assembly View v ¢4 mbly | Motion Transitional = Constraint Set

[: 5.2 - latergasia skalopatiou B.ia Tme Selections
» [Relationships )
e (EEEERE EE
: g:&gr offset: Solution o~
@ i1 0,000 mm >
+ Epmegen2 <p( €2
» (0 stock katg.2:1 6o O
@‘ oK ‘ Cancel ] apy | [
< >

Malweon NS |
Ewova 9.4.7 — ZvvOnkeg evtoing Constrain

2NV TPOTN KOPTEAON TOL OAVOOVOUEVOL TapabVPOV EMAEYETAL O MPHOTOG TVTOG
ocuvOnkdv, o omoioc agopd ocvvOnkeg petay emimedwv emopavelidv. ‘Emneita,
emAEyovTol ol emBVUNTEC EMQAVELEG Y10 VO oploTel pio cuvOnkn. Ot dvo empdaveleg
mov €yovv emieyfel, OT®S eaivetal otnv Tapandve ekoéva, ivar n 0t TAELPA Kol
yio Tovg 6vo Oykovg. Télog, emAéyetor M eviod kAt de&ld Tov AVAdLOUEVOL
nopafipov, ®ote avTEC 01 dV0 TAELPES va givarl opdppomeg petaEd TOVG Kol PE TNV
evtoAn Apply oplotikomoteital n cvvOnK.

145



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

| - <

e

View Environments GetS

l% g ¥ Free Move Qo DD 0“,, Show 35 pattern %E .fx &? I ads + ¢

Y5 Free Rotate oW Sick Mirror Point ~
Place Create o Joint Constrain S Ha Bill of Parameters Create Plane ¥
S & Hide Al B8 Copy  Materials Substitutes i Lrucs
Component v Position Relationships « Pattern = Manage Productivity Work Features
X
CAM ~ O]

0 8.2 - katergasia skalopatiou B Ope

< > BTN SRTGELEE 8.2 - katergasia s..iam X _

Ewova 9.4.8 — Zvuvdvaopdg tov 800 Oykov puetd tmv evtoin Constrain

Axp1pag Ta 1dta frpata akorovBovvtal Yo va 0plotodV 01 GLVONKES TOV TAELVPOV A
kot B tov dokipiov. To anmotérecpo Hetd amd avTtég TIG EVEPYELES €Ival 0 GLVOVAGUOG
TV 000 OYK®V, OTMG PAIVETOL GTNV TOPATAVE EIKOVA.
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A~ AN -T'@ = ) 82 -ka

Simplify  Design 3D Model  Sketch  Inspect Tools CAM Manage View Environments Get Started

% g *O Free Move EI"O -E &j" Show 23 pattern %% L E? JZ]Axis - Q

¢ F : = - = S
Free Rotate g . g4 Show Sick Mirror Point ~
Place Create o Joint Constrain . EIB Bill of Parameters Create Plane <?

- &, Hide Al BB Copy  Materials Substitutes ™~ ]z, uCs
Component v Position v Relationships v Pattern « Manage v Productivity Work Features
CAM ~ \

Mode)/ B Ope
M
Favorites

Representations

< 4o . . EE——

Ewoéva 9.4.9 — Metdfaon oto mepifdrirov povteAomoinong tov dokipiov

Xmv evommta CAM, apiotepd otnv 000vrn, emiéyetar n evotnto Model yia 1
petdfoocn oto mepifdAiov povreloroinong Tov dokipiov.
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I -0 & | A &% “'L ™ >

File: Assemble ESIaTliY 3D Mod Sketch Inspect Tools CAM Manage View Environments

% Cf ¥ Free Move qo ljD d% Show 29 Pattern %@ .f:'r B’ Auis = i

Y5 Free Rotate Mirror Point ~
Place Create o Joint Constrain Ha Bill of Parameters Create Plane X
- oG Hide Al BB Copy  Materials Substitutes T Lucs
Component v Position « Relationships Pattemn » Manage ~ Productivity Work Features

Model ~

T “rAssembly View v 44
{#58.2 - katergasia skalopatiou B.iam
v ] Relationships

v &2 Representations

v ] Origin Repea
v (P (2

3 @megeni::

b (Pmegeni:iq
. 5 (% Copy
Delete
Add to New Folder
Selection
@ Isolate
5% undo Isolate
Substitute
%7 Free Move
%) Free Rotate
Representation...
Component
', Show Relationships
Measure
Create Note
80M Structure >
Vv Visibllity AltaV
iMate Glyph Visibility
Grounded
Adaptive
v Enabled
Transparent
Contact Set
Suppress
Expand All Children
Coltapse All Children
< (), Find in Window
iProperties...

on £
J 00 &3

PRYTRE o- - cateoosios..om |

Ewoédva 9.4.10 — Ene€epyacia Tov TAEYULATOS TOV OYKOL
210 mepfdiriov povteAomoinong, oto aplotepd TuNpa TG 006vng dmov Ppickovtor Ta
Tepdyla TG cvvappoyng dokipiov-péyyevng, emAaéyetar pe 0e&l kAik o O6ykog TOL
apyeiov .stl, yia va epeaviotel éva €101K0 HEVOD EVTOAMV. Z€ AVTO TO HEVOV EMAEYETAL
n evtoAn Edit yia v enelepyacia Tov.
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I m-=73 : . ; t vl 82-ka

EpRNGTIIM Sketch  Inspect  Tools CAM / ] ronments BIM  GetStarted Vault Autodesk A360

D; I ‘@ & Sweep ¥ Emboss &9 Decal @ @) Chamfer & Thread 3 split
ot (B Derive - §) import shell (& Combine ({* pirect

Start Extrude Revolve Hole Fillet
2D Sketch 2 coil @, Rib &* Draft &2 Thicken/ Offset Ox Delete Face
Sketch Create Modify « Explor¢
X
Model ~ @

¥ “sModeling View v #4
| #8.2 - katergasia skalopatiou B.iam
‘b [_|Relationships

b 5z Representations

v (] Origin
p(Jeen
b () megeni:t
b ([ megeni:2
4 £ tock kats.2:1
» [23rd Farty
f’.-'- View:
» (0
f O End RS e e
Delete
Measure »
Create Note

Suppress Features

Relationships...
+ Visibility Altev

Expand All Children
Collapse All Children

G\, Find In Window
Help Topics...

>
EEEETNRETER ¢ - eesoon < [

Ewoéva 9.4.11 — Metatponn TAEYLATOG 0€ cCVUTOYN OYKO

Yta mepleyOpeva Tov 0ykov tov apyeiov .stl, emAéyetar pe deEl KMk 10 TAEYUO OOTE
va epeaviotel Eva €101Kd pevol. Xe avtod To £101k0 pevoy emdéyetal  evtoAn Convert
to Base Feature, yio v petédfoaon oto mapdbvpo HETATPOTNG TOL TAEYULATOC.
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- B : AN m- e, Q\ {-‘ 1 <% 8.2 - katergasia skalopatiou B

| EEPRANGI Sketch  Inspect Tools CAM  Manage View  Environments BIM  GetStarted Vault  Autod 360 o -
V) @] '@ & Sweep ) Emboss &7 Decal @) Chamfer & Thread Split =3 @ I Axis -
ft i | g) Shell i i e int
Stat  Extrude Revolve Yot [Qoerve #import o @) shel (5 combine (E prrect Sha Pane ¥ Poir
2D Sketch ™ 8 il [ Rib (@ Draft &2 Thicken/ Offser € Delete Face Generztor  ~ |, UCS

Create Modify « Explore Work Features

() megenl:2_
4 ) tock katg.2:1
» [ 3rd Farty
o= View:
» DOngin

Bl stock kats.2) Output
@ End of Part =
G
@ oK Cancel
< >

CEIETNRETE - - oo« < [

Ewoéva 9.4.12 — Metatponn TAEYLATOG 0€ GCUUTAYN OYKO

210 avadvodpevo mapabvpo apykd emAaéyetal n evtoAn Solid/Surface, dote 10 TAEYLA
va petatpanel ce 0yko oprofetnuévo and emdaveles. ‘Emetta, emAéyetar vo pnv
owaypapel 10 apyikd mAéypo (Delete Original). Térog, pe v evroAn OK
TPOYLOTOTOLEITOL 1 LETATPOTNY| TOV TAEYUATOG GE OYKO.
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8.2 - katerg

Inspect Tools CAM Manage View Environments BIM  GetStarted Vault Autodesk A360

I_@‘ D‘I ’@ & Sweep %) Emboss 7 Decal @ @) Chamfer & Thread &3 split

: = y : ki
e Extrude Revolve U Loft la Derive E] Import Hole Fillet Shell L;] Combine [C* Direct

2D Sketch 2 il & Rib (® praft &2 Thicken/ Offset € Delete Face .
Sketch Create Modify « Explore
x
Model ~ @

T “s Modeling View v ¢4
['[#8.2 - katergasia skalopatiou B.iam
'p [Relationships.

b 5z Representaions
v []Origin
b (JekB:l
& megeni:1
f'b () megenl:2

« ) stock kats.2:1
» [ 3rd Farty
» E3Solid Bodies(1)
'E:I'- View:
» Dor»gln

(DMeshreaturel:1]

ar|

FEETPITTER - - oo s.on < G

Ewova 9.4.13 — Eppdavion véov 6ykov

Metd TV OAOKANP®OGT TNG LETATPOTNG TOV TAEYLOTOS ERLPavViIleTal TAEOV O OYKOG GTO
aplotepd nEPOG g 000vng pe to 6vopo MeshFeaturel:1 kot pe tig 1d1eg 1016t TEC TOL
€xel To 00KIHIO TNG CVYKEKPIUEVNG KATEPYATTAC.

151



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

{“

- - - X
| v 8.2 - katerg

Sketch  Inspect Tools View Environments  Get Started
:Z ) %/ G 2D Adaptive =) Horizontal I% Cg
& Manual NC @ 2D Pocket Contour
Simulate : er a3 Drill Face o Adaptive B Swarf Multi-Axis Contour
&2 Generate u WCS Probe 4 2D Contour ﬂﬂ Parallel

Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling

o 8.2 - katergasia skalopatiou B Ope

Ewoéva 9.4.14 — Emroyn evioing Setup

[Ipaypatomoteitar petdfoocn oto mepPAAAlov  TPOYPOAUATIGUOD TOV KOTTIK®OV
epyoreiov pe ta idta Pypata mov £ywve  petdfacn oto meptPdAiov povieAomoinong
tov dokipiov. ‘Enetta, otnv kaptéia CAM, emAiéyetar | evtoAn Setup, yio va oplotel

0 apyLKOS OYKOG.
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tn | 82 -
i \ssemble h Inspect Tools View Environments
. Post Process B Pattern % @ 2D Adaptive E A=) Horizontal s
o 59- i % , :
Simulate Seup Sheet Setup Folder u Manual NC Drill Face N 20 Focket Adaptive &y Comtour Swarf Multi-Axis Contour Pr
2 Generate u WCS Probe » 2D Contour 1 Parallel
Toolpath Drilling 2D Milling + 3D Milling Multi-Axis Milling

CAM ~

& Setup : Setup4

6@ B

Stock

( Mode:

Relative size box v
Fixed size box

Relative size box

Fixed size cylinder

Relative size cylinder

Fixed size tube

Relative size tube

¢| From sobid

Bottom offset: m

Round up to nearest: 0 mm

|
“ ; :»A .1-.»

Dimensions

wan 0
b
e

|
o SRR o - weoases.on x|

Ewoéva 9.4.15 — Emloyn embountov dykov

21 0gvTEPN KapTéAn Tov Tapadvpov tov Setup, oto Mode, yivetar emtloyn tov From
solid wote va emAeyBel og apykdg 6ykog o0 £vag amd Tovg 000 OYKOVG TOL ATOTEAEITOL
TAEOV 1 GLVOPLOYT.
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fe- " @ 1= ‘ v
i ble S n 3D Model h Inspect Tools v Environments  Get Started
@ . Post Process IE D B Pattemn : ) % G 2D Adaptive ' A=) Horizontal I% Cg
Simulate [j Setup Sheet Setup Folder m Manual NC Drill Face N 2D Pocket Adaptive & Comtour Swarf Multi-Axis Contour
2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Drilling 2D Milling + 3D Milling » Multi-Axis Milling

CAM ~ )
& Setup : Setups
6 @ B

Stock

Mode:
| From solid

Dimensions a

i 09
oo

Height (2): 45,0684 mm

X | <

OK ‘ Cancel

Ewoéva 9.4.16 — Emloyn yeouetpiag tov apyeiov STL g apytkod dykov

Méow ¢ evtoAng Stock solid emAéyetal o apyukdg 0ykoc. IPOXZOXH. Oa npénet va
emieyBel povo 1 yeopetpio tov apyeiov .stl, n owoia petatpdnnke and TALyua cg
OYKO Kol €lval 0 OYKOG HETA TO TEPAG TNG TPONYOVUEVNG KOTEPYATLAC.
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) Environm
@ Post Process E D - Pattemn 7 %/ @ 2D Adaptive 4= Horizontal l% @
Setup Sheet & ManuaiNC  © @ 2D Pocket Cont
Simulate [j b Setup Folder il Manua Drill Face @2 < Adaptive b Contour Swarf Multi-Axis Contour
&2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Drilling 2D Milling + 3D Milling » Multi-Axis Milling

CAM ~

& Setup : Setup4

0 @ B

Setup A
Operation type:

[ Miting v

Work Coordinate System (WCS) /!

Orientation:
Select Z axis/plane & X axis ~

Ande

Select Z ax:s/lzme & X axis

Selett Z axisplame & ¥ axis
Select X & Y axes
Select coordinate system
[CJFtip x axis
origin:
| Stack box paint v
Stock paint b4
Model
I3 Model X
OK Cancel

Ewova 9.4.17 — Evotnta Orientation

v evotnta Orientation, emAéyetot n evtoAn Select Z axis/plane & X axis &ote va

optotel 1 katevBovvon tov Gova Z, o omoiog kabopiler Tnv Kivnon Tov KOMTIKOV
epyareiov kot emopévmg to faBog Komnc.
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mb Environm

S y / W
Post Process IE D B Pattern ) %/ G 2D Adaptive =) Horizontal l% Cg
Setup Sheet & ManualNC  © @ 2D Pocket Cont
[j WP SNEEL | Setup Folder B8 MM Dl Face @ 0Pk iaptive E2 COTOUT | q it Multi-Ads Contour
&2 Generate u WCS Probe 4 2D Contour ﬂﬂ Parallel

Toolpath Drilling 2D Milling « 3D Milling + Multi-Axis Milling

Simulate

CAM ~
& setup : Setup4
0 @ B

Setup

Operation type:
| Miling v

Work Coordinate System (WCS) R

Orientation:
| select z ais/plane & X axis v

Z axs

DFupZaxis

b X axis
[CJFp x axis

origin:
| stack box point v

E Stock point %

Model

Iy Model X

Ewoéva 9.4.18 — KatehOvvon dEova Z

Emiéyetar pla omoradnmote akun n owoia Ba opicel v katevOvven tov agova Z. Xe
nepintmomn wov o AEovag Z dev €xel v embountn eopd, tdte eMAEYOVTOG TNV AKPN
Tov Béhovg tov d&ova aArdlel 1 popd ToOV.
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8.2 - katergs

in el h NS " 3€
Post Process [E Pattern A2 @ 2D Adaptive E - Horizontal
l =0 e & S| (1 B

g M |
Simulate [j Setup Sheet Setup Folder i, Manual NC Drill Face @, 2D ocket Adaptive iy Contour Swarf Multi-Axis Contour |
&2 Generate u WCS Probe 4 2D Contour J0 Parallel
Toolpath Job Drilling 2D Milling + 3D Milling » Multi-Axis Milling
X
cAM~ @

& Setup : Setup4
0 @ B

Setup

»

Operation type:
[ Miling J

Work Coordinate System (WCS) R

|

Orientation:
| Select Z axis/plane & X axis

E Z aws b4
[“]Fip 2 axis

k_ X s
[JFup X axis

Origin:
| stack box paint v

1[5 Stock paint

X

Model

[y Model X

:

Ewova 9.4.19 — EvtoAn Stock Point

Yty evotnta Work Coordinate System (WCS), yivetal emioyn tng evtoAng Stock
Point. MoM¢ ep@avictovv ta dtabéctpa onueio OTMG POIVETAL GTNV TOPATAV®
ewova (Ewkova 9.4.19 — Evtodn Stock Point), opiletot e éva amd avtd 10 GUGTNHO
GUVTETAYUEVOV.

Télog, matovtag to kovuni OK odokAnpdvetatl 1 01ad1k0Gi0 TOV OPLIGUOD TOV OPYLKOV

OYKOL KOl TOLU GUOGTNUOTOG CUVTETAYUEVOV.
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2. EmAoyn KomtikoV €pYOAElOL KOl TOPOAY®YR TNC TOPELOC TOV.

I m-=T6ar A= %" ~ =l ooca g

File: Assemble  Simplify Design 3D Model Sketch Inspect Tools \ of: View Environments Get Started

@ Post Process E D = Pattern Ry %// @ 2D Adaptive =y Horizontal % @

Setup Sheet & Manual NC (&) 2D Pocket Conto
D P Setup Folder ax b Drill Face & Adaptive ] bt Swarl Multi-Axis Contour

&2 Generate u WCS Probe 4 2D Contour ﬂ[] Parallel
Toolpath Drilling 2D Milling « 3D Milling »

Simulate

Multi-Axis Milling

Model ~ @

T “rAssembly View v 44
#58.2 - katergasia skalopatiou B.iam
b T Relationships

v %2 Representations
p [ ] Origin <3 Repeat Undo
b (P skB:1 (3 Edit

p ) megeni:1 (2 Open
b () megeni:2
3 <.-to<:k Fat8.2: E o

Delete
Add to New Folder
Selection »

@ Isolate

{7 Undo Isotate
Substitute

%7 Free Move

%) Free Rotate
Representation...
Component »

&, Show Relationships
Measure

IMate Glyph Visibility
Grounded
Adaptive
+ Enabled
Transparent Alt+T
Contact Set
N
Suppress ¢.Z
Expand All Children i
Collapse All Children ‘
< (), Find in Window End |

Propertes.. 25 4 wion- EEREEMEERREN |

Ewova 9.4.20 — Katdpynon opatdtntag 6ykov

I[Ipwv Eexwnoetr m emdoyn TOL KOMTIKOV gpyaieiov yiverar pio petdPoocrn oto
nepfdilov poviedomoinong tov dokipiov, OT®ME LT TPOYHATOTOMONKE Kol of
wponyovueva Ppata. EmAéyetal o véog 6Ykog mTov TpooTéOnKe 6TO TPOYPALLO KOL LE
oe&l kMxk avolyet éva €0kd pevov. Xe avtd 10 pevov emidéyetal 1 evtodn Visibility
Yy va Yivelr adpatog avTtdS 0 OYKOG. LKOTOG AVTNG TNG EVEPYELNG Elval 0paTdOTNTA TNG
KOT® EMLPAVELAS 0LTOD TOV OYKOV, MOTE Vo eMAEYDEl Yo TOV TPOYPAUUATIGUS TNG
TopEiaG TOV KOTMTIKOV gpyareiov.
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@ Post Process @ D B Pattern ‘—3 % ‘& 2D Adaptive @ 4= Horizontal ,:?’ @

Setup Sheet &) Manual NC ) 2D Pocket Contour
Simulate D P Setup Folder & Drill Face ’ Adaptive ® . Swarl Multi-Axis Con
& Generate ¥ Wcs Probe < 2D Contour Y Parallel
Toolpath | Job Drilling 2D Milling « 3D Milling » Multi-Axis Milling
x
CAM ~ )

. 8.2 - katergasia skalopatiou B Ope
=& Setups

Ewova 9.4.21 — Emloyn evtoing 2D Pocket

‘Eneita, yivetor mdAl petdfoon oto mepifAAlov TPOYPOAUUATIGUOD TOV KOTTIKOV
epyareiov pe tov 1810 tpdmo. v koptéAa CAM tov mpoypaupnaTos, EMALYETAL M)
evtoAn 2D Pocket yia ™) d10pOp@®GT TOL TPOTOV CKAAOTOTLO.
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CAM

AsSSembDle 1 d | L
@ Post Process @ D [ Pattern 7] % @ 2D Adaptive =) Horizontal % @
Setup Sheet & Manualne @ @ 2D Pocket Cont
Simulate lj SHpErss Setup Folder @ Manua Dirill Face © ¢ Adaptive & Contour Swarf Multi-Axis Cc
2 Generate u WCS Probe 4 2D Contour m] Parallel
Toolpath Job Drilling 2D Milling 3D Milling » Multi-Axis Millin
X

CAM ~ @

@ 2D Pocket : 2D Packet2

OEN-CN:

Coolant:
| Flood ~ |

I

Feed & Speed

Spindle speed: 2055,73 rp
Surface speed: 130 m/min
Ramp spindle speed: |2955,73 rp
Cutting feedrate: 709,376 m
Feed per tooth: 0,0800001

Lead-in feedrate: 400 mm/m|

G0 [Gh] GRG0 [0 [

Lead-out feedrate: 800 mmj/m|

Ramp feedrate: 400 mm/m|

AA

Plunge feedrate: 400 mm/m|

Feed per revolution: |0,13333 m

<]

0K

Ewoédva 9.4.22 — Emloyn kontikov gpyaieiov

v Tpodt Kaptéra Tov Tapabvpov g evtoAng 2D Pocket, emAéyetar n evtodn Tool
vio v petdfacn otnv BpAodNKn TOV KOTTIKOV pyareiwv.

160



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOT'QN MHXANIKQN ITATPIKIOY HAIANA
a
[=-{&- Open Documents Text contains ~ | | x Show Operations

— f 1l
[/ 8.2-

@ Al Tools Mame Diameter Type Description Comment Spindle Speed  Cutting Feed ™

71 My Libraries || #1-@10mm fiat (Carbide /2 ... 10mm FlatMill Carbide [ 2 Flutes Avlaki fDOC=1,0xD{width) &0,... 31831 413.803

1 sample Libraries || #2 - @10mm fiat (Carbide / 3 ... 10mm FlatMil Carbide / 3 Flutes Avlaki  DOC=1,0xD(width) &0,... 3183.1 620,704

E‘ Thesis Library || #3 - @10mm fiat (Carbide /4 ... 10mm FlatMill Carbide [ 4Flutes Avlaki { DOC=1,0xD{width) &0,... 3183.1 827.606

[ Thesis Library || #4-@12mm fiat (Carbide /2 ... 12mm FlatMill Carbide [ 2 Flutes Avlaki  DOC=1,0xD{width) &0,... 2652.58 424.413
EI Tool Libra [} #5 - @12mm fiat (Carbide / 3 ... 12mm FlatMill Carbide f 3 Flutes Avlaki f DOC=1,0xD{width) &0,... 2652.58 636.62
|| #6 - @12mm fiat (Carbide /4 ... 12mm FlatMil Carbide [ 4Flutes Avlaki { DOC=1,0xD{width) &0,... 2652.58 848.826
Face Millng |} #7 - @14mm fiat (Carbide /2 ... 14mm FlatMill Carbide [ 2 Flutes Avlaki f DOC=1,0xD{width) &0,... 2273.64 403,256
|| #8 - @14mm fiat (Carbide /3 ... 14mm FlatMil Carbide [ 3 Flutes Avlaki { DOC=1,0xD(width) &0,... 2273.64 613.883
|| #9 - @14mm fiat (Carbide /4 ... 14mm FlatMill Carbide [ 4Flutes Avlaki fDOC=1,0xD{width) &0,... 2273.64 818.511
] #11-@10mm flat (Carbide [ 2... 10mm FlatMill Carbide [ 2 Flutes Adaptive [ DOC=0, 5xD{width) &... 4138.03 413.803
< L4 || #22-@10mm flat (Carbide / 3... 10mm FlatMil Carbide [ 3 Flutes Adaptive [ DOC=0,5xD(width) &... 4138.03 620,704
[ ] #33 - @10 mm flat (Carbide [ 4... 10mm FlatMill Carbide [ 4Flutes Adaptive | DOC=0, 5xD{width) &... 4138.03 827.606
] #44 - @12mm flat (Carbide [ 2... 12mm FlatMil Carbide [ 2 Flutes Adaptive | DOC=0,5xD{width) &... 3448.36 443.287
[ § #55-@12mm flat (Carbide  3... 12mm FlatMill Carbide [ 3 Flutes Adaptive [ DOC=0, 5xD(width) &... 3448.36 67243
|| #66 - @12mm flat (Carbide [ 4... 12mm FlatMill Carbide [ 4Flutes Adaptive | DOC=0, 5xD(width) &... 3448.36 896,573
[} #77 - @14mm flat (Carbide [ 2... 14mm FlatMill Carbide [ 2 Flutes Adaptive | DOC=0,5xD{width) &... 2955.73 472,917
| #88 - @14mm flat (Carbide [ 3... 14mm FlatMill Carbide [ 3 Flutes Adaptive | DOC=0, 5xD{width) &... 2955.73 709.375
1 1#99 - @14mm flat (Carbide [ 4... Flat Mill  Carbide | 4 Flutes Adaptive | DOC=0, 5xD(width) &... 2955.73 945.835
[} #111 -@10mm flat (HSS + Co...  10mm  FlatMill  HSS + Cobalt /2 ... Wawvlaki / DOC=1,0xD{width) &0,... 3183.1 159,155
[} #222 - @10mm fiat (HS5 + Co...  10mm FlatMill HSS +Cobalt/3... AW /DOC=1,0xD{width) &0,... 3183.1 238,732
] #333-@10mm flat (HS5 + Co...  10mm FlatMil HSS +Cobalt /4... AviakiWQOC=1,0xD{width) &0,... 3183.1 318.31
|| #4494 -@13mm flat (HSS + Co...  12mm  FlatMill HSS + Cobalt/2... Aviaki /DOSe1,0xD{width) &0,... 2652.58 132,620
[} #555 -@12mm flat (HS5 + Co...  12mm  FlatMil HSS +Cobalt/3... Aviaki /DOC=DND{width) &0,... 2652,58 193,944
|| #666 - @12mm flat (HS5 + Co...  12mm  FlstMil HSS +Cobalt /4... Avlaki /DOC=1,0xyidth) &0,... 652,58 265,258
[} #777 - @14mm flat (HS5 + Co...  14mm  FlatMill HSS + Cobalt /2...  Avlaki /DOC=1,0xD{withth) &0,... 2273.64 131.871
#3858 - O14mm flat (HSS + Co...  14mm FlatMil HSS + Cobalt/3... Avlaki fDOC=1,0xDi{width) &0,... 2273.64 197.807 “
< >

u Mew Mill Tool t,' MNew Mill Holder <5 New Turn Tool Mew Library Edit (l Select ) Cancel

Ewoéva 9.4.23 — BifAoOnkn kontikdv epyareiov

210 avadvopevo mTapabvpo, eMAEYETAL TO KOTTIKO €pyareio. TNV cLYKEKPIUEVN
@baon katepyaciag o kovovAlt No 99.

2e avtd 10 onpeio mpénel va avaeepBel 0t £xel mponynbei n dnpiovpyia OA®V TOV
KOTMTIKOV EPYAAEI®V YO TNV EKTOVNON NG EPYAGiag.
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CAM

@ @ Post Process D & Pattern Cg/ %/ @ 2D Adaptive d Horizontal % Cg

h a1/ M | (
Simulate Ij Bl i Setup Folder wl Manual NC Drill Face ® 2D Pocket Adaptive & Contour Swarf Multi-Axis Cor
&> Generate u WCS Probe 2D Contour J8 Pparallel
Toolpath Job Drilling 2D Milling » 3D Milling v Multi-Axis Milling
CAM ~ ©)

(@ 2D Pocket : 2D Pocket2

v(0)o =

Geometry

Pocket selections

Ewoéva 9.4.24 — Emloyn emedvelag Tpog Katepyaoio

Xty 0evtepn kKaptéha, opilovtal TpdTH TO OPLo TNG TPOG KATEPYOSING EMLPAVELNG KOl
€MELTO TO CVGTNUO GLVIETAYUEVOV TOV KOTTTIKOV gpyaieiov. Xtnv evotnta Geometry,
péom g evioAng Pocket selections, emAéyetatl n mpog KatEPyAoio EMLPAVELN. ZTNV
devtepm xaptéda, opilovial mpdOTO TO OplOL TNG TPOG KOATEPYACING EMIPAVELNG KOL
€MELTO TO CVOTNLO GLUVTETAYUEVAOV TOV KOTTTIKOV gpyaieiov. Znv evotnta Geometry,
pécm g evtoAng Pocket selections, emiAéyetal 1 Tpog KatePyasio EMOAVELQ.
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- O - [

ssemble  Simplify  Design 3D Model  Sket ct T caM RS fiew E
@ [& post Process @ D B Pattern p % ‘@& 2D Adaptive &= Horizontal y;?'
& & &
Setup Sheet 4 Manual NC & 2D Pocket Contour
Simulate D P Setup Folder as Drill Face At Adaptive » Swarf Multi-Axis Cor
& Generate § wcsprobe < 2D Contour # Parallel
Toolpath | Job Drilling 2D Milling « 3D Milling = Multi-Axis Milling
x
CAM ~

% 20 Pocket : 2D Pocket2

Vo OHE &

[} Pocket selections b4

Stock Contours

(e

B Rest Machining

W Wrap Toolpath

B Tool Orientation

Ewova 9.4.25 — Amopdvoon 6ykov Katepyaciog

X1t ovvéyela, otnv evotnta Stock Contours, pécw tng evtoAng Stock selections
opilovtatl Ta 0pla Tov apytko 6ykov t¢. [Tapapéver n Tpotevopevn and to
TPOYPOULO ETLPAVELD WG ETAOYN Y10 TOV OPIGUO TOV OpimV TNG.
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- -

ssemble  Simplify Design 3DM i Tools [NENYE Mana liew E
é [& post Process @ D B Pattern ‘g} % & 2D Adaptive 4=l Horizontal y;}
& g
Setup Sheet 4% Manual NC (& 2D Pocket Contour
Simulate lj i Setup Folder a5 Drill Face v Adaptive = Swarf Multi-Axis Co
&2 Generate u W(CS Probe » 2D Contour Y Parallel
Toolpath. | Job Drilling 2D Milling « 3D Milling = Multi-Axis Millin
x
CAM ~

% 20 Pocket : 2D Pocket2

Vo O HE &

| Clearance Height

| Retract height v
Clezrance height off... |10 mm if
| S

| Retract Height

| Stock top i

Retract heignt offset: [Smm |2

__| Feed Height

| Top height v
Feed height offset: [5 mm 3

' Model top v

U [= B

Selection ~
Clearance height

Retract height

Feed height

Top height

L| Model top |
Model bottom

Ewova 9.4.26 — Oplopdc emmédmv KOMTIKOD €pyareiov

v tpitn koptéda, kKabopilovtal o DyYn cLVAPTNGEL TO®V GLVONKOV KaTEPYUGING TOV
KOTMTIKOU gpyoAreiov. Ztnv TPoKePEVN TEPITT®OT, opileTor TO0 VYOG TOV KATDOTEPOL
emmESOV 610 0moio Ba eTdoel TO KOTMTIKO epyareio KaTd TNV KATAKOPLON KivNnon Tov.
AvTo emituyyavetal pEcm TG eVTOoANG Selection Kot TG EMAOYNG TG TPOG
Katepyaciog emtpdvetoc.
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SRR
File Assemble  Simplify  Design ch nrments
@ [E] Post Process @ EI [=. Pattern i ﬁ @ 2D Adaptive @ 4= Horizontal I%
Simulate E Setup Sheet Setup Folder Manual N Drill Face @ 2D Pocket Adaptive % Contour Swarf Multi-
s Generate u WCS Probe 4 20 Contour Iﬂ] Parallel
Toolpath lob Drilling 2D Milling « 3D Milling « Multi-Axi

=

CAM - |\2}|
@i 2D Pocket : 2D Pocket2

v O 6 H =

Tolerance: 0.1 mm H

Sideways compensation:

| Right (conventional milling) w

Compensation type:

|Inoomp1..|ter ~

Minimum cutting radius:

Finishing passes

;;

Mumber of Finishin{ 1

Stepover: 0.5mm

[JLeads on all finishing passes

;

Finish feedrate: | 756,57 mn

[repeat finishing pass

Finishing overlap:

;

[]Preserve order
[JBoth ways

Maximum stepover: [ 7mm H D

. oK

8.2 - katergasia s...iam X _

.4.27 — Eneéepyacio ndocwov

=]
Ne

Ewkov

v tétaptn Kaptéda, opiovtal ot cuvOnKe Katepyasiog yio kabe mtdoco. ApyiKd,
emAéyetar n evtoAn Finishing passes, e okond va npaypatonomBel gwvipiopa mpv
ohokAnpwBei n katepyacio. To tdcco Tov evipicpatog eival éva (Number of
Finishing passes), to fdBog xonmn¢ tov eivar 0,5 mm (Stepover) Kat n Tpd®GT TOV
etvat katd 20% pikpdtepm g Tpd®oNS Tov EeXOVOPIoLATOG. TN GLYKEKPLUEVT
nepintoon mpokvmTel 0Tt eivat 756,67 mm/min. Katoémy, emAéyetal n péylo
UETATOTION TOV KOTTIKOV EpyaAgiov atov opllovtio dEova (Maximum stepover) ota
7 mm, 10 omoio TPOKVTTEL OO TIG TEYVIKEG TPOOLAYPAPES TOV KOTTIKOV £PyaAeiov.
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O - [

@ [gl Post Process @ D B Pattern a % & 2D Adaptive 4= Horizontal
= & >
4 Manual N (
Simulate [j SeupShect Setup Folder S Manua) NC Drill Face i Adaptive il Cooky Swarf Multi-Axis Cot
&2 Generate u WCS Probe » 2D Contour # rarallel
Toolpath | Job Drilling 2D Milling = 3D Milling » Multi-Axis Milling
CAM ~

% 20 Pocket : 2D Pocket2

vV 9 6 B =®
| [[]Presarve order A
[J8oth vays
o Ao T8
[[Juse morphed spiral machining

[Jaliow stepover cusps

Smoathing deviati 0,1 mm 12/
Multiple Depths a

Maamum roughin... m};‘
Finishing stepdow D;‘
Finishing stepdown: 'Em::
Wall taper angle (... IE:

[CJFnish only at final depth
Rough final

[“]use even stepdovms
[CJorder by depth
[CJorder by step

B Stock to Leave

Il Smoothing

B Feed Optimization v
o

Ewoéva 9.4.28 — Enelepyacia ndcomv

‘Encita, emdéyetar n evotnta Multiple Depths dote | katepyacio va Tpaypatoroindel
pe moAramid macco. To péyioto Paboc xkomng yio ta mdooa Tov EEYOVIPIoUATOS
(Maximum roughing stepdown) eivatr 14 mm, 10 0m0oi0 TPOKVATEL ATO TIG TEXVIKEG
TPOOLAYPAPES TOV KOTTIKOV gpyaAgiov. Eavaopilovial Ta m1Aocd TOV PLVIPIGUOTOG LE
T 10100 YOpaKINPLoTIKA oL opictnkav mapandve. Télog, emAéyetor n evioin Use
even stepdowns, ®ote pe facn 10 péyloto Pdbog komng kot to PAB0g ™G AVAA KOO
va onuovpynbovv avtépata tdoca Eeyovopiocpatog pe ico Babog komnc.
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- AS-%-" B

@ Post Process Q D B Pattern ‘9 2D Adaptive @

h & Manual N y 2D Pocke
Simulate 3 SSUPSPEE | o Foier B MAMRING | oL @ DPodket
& Generate ¥ Wwcs Probe < 2D Contour
Toolpath Drilling 2D Milling «
x
CAM ~ )
X =+ Ramp Type
@ 20 Pocket =20 Pocket2 Specfies how the cutter moves down for each depth cut.
vV 0 O E =
- )

[“keep toot down

Maximum stay-do... 50 mm 12}

Lift height: omm 12

Leads & Transitions J Plunge Outside Stock

[V]Leadin (entry)

Horizontal lead-in

Lead-In sweep an...

Linear lead-in dist...

[[JPerpendicular

Vertical lead-in ra... [ 14 mm |2 Predril Plunge

[~ Lead-out (exit) To use the Fredrill aption, Predrill location('s) must be defined.

[ seme as lead-in

Notice the smooth transitions on the Zig-Zag ramp Ype.

EI Predrill positions

R Entry positions
i o
[ ok | cancel

Ewova 9.4.29 — Emloyn 1poémov e160y®yng Kontikol gpyaieiov

2tV mEUMTN Kol TEAEvTOia KopTtéla, opiletar o TPOMOG €16000V TOV KONTIKOV
epyaieiov. Xtnv evtotmta Ramp emAiéyetar n evtodn Plunge outside stock, dote M
€16000G TOV KOTTIKOV gpYaAEiov va yivel OT®MG POIVETOL GTO TAPASELYHA TNG EIKOVAG.
Téhog, matavtag o kovpuni OK orloxAnpodvetor n dtadikocio eTAOYNG TOV KOTTIKOD
gpyareiov Kot 0 OPLOROS TOV GLVONKOV KATEPYAGING.
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@ Post Process @ D B Pattern p % & 2D Adaptive s Horizontal @ =
t{ s

Setup Sheet & Manual NC @ 2D Pocket Cont
Simulate D CRD s Setup Folder e Drill Face v g Adaptive i Contour Swarfl Multi-Axis Contour Prof
& Generate § wcs probe < 2D Contour # Parallel
Toolpath | Job Drilling 2D Milling « 3D Milling « Multi-Axis Milling
x
CAM ~ 4

. 8.2 - katergasia skalopatiou B Ope
=] 3.-# Setup4
i@ [188] 2D Pocket2

‘ > EEEINEE - oo < [

Ewoédva 9.4.30 — [Topeia komtikov gpyaieiov

Avtoparta, poAlg tatnbei to koouni OK 6nwc tpoavaeépOnke, mapdyetal n wopeia
TOV KOTTIKOV gpyoreiov, OT®¢ paivetor otV mapandve ewova (Ewkdva 9.4.30 —
[Mopeia KomTiKOV gpyareiov).
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3. IIpocoupoimon kotepyacioc.

PR Assemble  Simplity D

Ij Setup Sheet

\ &2 Generate

Toolpath
CAM ~
Simulation
% %
Tool
[Z] Showr shaft
[~] Showr holger

|| Show transparent

Toolpath

[CIshow points
[CIshow axes
Toolpath mode:
All toolpath ~
O\

‘ Stock

N—
Mode:

Standard v

Colorization:
Use material i
Matenal:

Aluminum - dark v
|} Show transparent
[ ] stop on coliision

| ] showe part comparison

f @ Post Process @' E]

Setup Folder

B Pattern a % & 2D Adaptive g 4 Horizontal
22 1 < =

48 Manual NC ; 2D Pocket £, Contour
- Drill Face v Adaptive 4 %

¥ Wwcsprobe < 2D Contour # parallel

Job Drilling 2D Milling « 3D Milling «

Ewova 9.4.31 — IIpocopoimon katepyaciog

v kaptéAa CAM tov mpoypdupatog, emAéyetol n evtoAn Simulate oto Tévo
aploTePO TUNRO TG 006VNG. TNV TPOTN KAPTEAD TNG EVIOANG, Evepyomoleital O
apyikog 6ykog (Stock), mote va yivel avTiAnmtn n agaipeon tov entbvuntov 6yKov.
‘Enetta, pe to mAnktpo Play, Eekwvael n tpocopoimon tng mopeiag Tov KOTTIKOY

gpyaieiov.
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4, Xpdvoc katepyooioc

SRR

File Aszsemble  Simplify I ) I Sketch ct '. View vironments
/@\ [E] Post Process @ D = Pattern ,_- i i@ 2D Adaptive A=) Horizontal I%
) |j Setup Sheet El Manual MC - @ 20 Pocket i ég Contour
Sirmulate, Setup Folder Drrill Face Adaptive Swarf M
u 2 Generate u WCS Probe 4 2D Contour m Parallel
Toolpath Job Drilling 2D Milling = 3D Milling = Multi

=
CAM ~ &

Simulation

% Display Qg InFo

Machining time:

Machining distance: 2.23004m

Tool changes:

8.2 - katergasia s...iam X _

Ewova 9.4.32 — Xpovog katepyaciog

v tpitn kaptéra (Statistics) g evtoAng Simulate (mdve apiotepd otnv 086vn),
eppaviCovtal kamotlo ototyeia mov amoppéovy and v Katepyacsia. Eva and avtd eivat
Kal 0 ypovog Katepyaoiog, o omoiog eivar 0:03:02 min.
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TMHMA MHXANOAOT'QGN MHXANIKQN ITATPIKIOY HATANA

9.5 ®AXH KATEPT'AXIAX -5

Alopopem®on aLALK®OGNG d106TACEMV

ZKomog 10 mm x 6 mm otnv gmedvea I'.
Tpodmog cvykpdTnong Méyyevn pe kowvd pdyovia
Kontikd epyaireio Kovdoi @14 mm
SoVBIKES KoTEpYaoinC n=2273,64 rpm f= 0,09 mm/toc.)th
a=7 mm V¢= 100 m/min

Xeg avtn TN edon katepyoaciag, emeldn tpoékuye Eva TPOPANLA OPLGHOD TOV APYLKOV
o0ykov, 10 omoio avaivetar oto Kepdrawo 10: «IIpoPfAnpata Kol oVTIHETOTIONY,
akoAlovBeitar pia dtapopeTikn dtadikacia.

O apyikdg 6yKkog opiletarl péow evog Tpodcbetov mpoypaupatog, to Mesh Enabler, tov
omoiov ta frpata Tapovstdlovtal avaAVTIKE TOPAKAT®.
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1. Opiopdc apytkov OYKOV Kol GUGTNLOTOC GUVIETAYUEVOV.

@ Post Process @ D & Pattern a % @ 2D Adaptive =) Horizontal @
e ‘—-U‘ > —

Setup Sheet 3 Manual NC 2D Pocket . 2 Contour
lj B Setup Folder & Drill Face © Adaptive ot Swarf Multi-Axis Con
&2 Generate u WCS Probe 4 2D Contour ﬂl] Parallel
Toolpath Drilling 2D Milling v 3D Milling = Multi-Axis Milling

Simulate

CAM ~

Simulation

% %

Show shaft
Show holder

[] show transparent

Il Toolpath

Stock

Mode:

Standard M|
Colorization:

Use material v|
Material:

Aluminum - dark v
[] show transparent
[ stop on collision

[] Show part comparison

Close

Ewoéva 9.5.1 — Téhog mponyovpevng katepyaciog

AO6Y® TG TOAOTAOKNG YEOUETPIAC TOV SOKIUIOV OTN GLYKEKPIUEVT] PACN
Kotepyasiog, o apylkoc 0ykog o mpénel va oplotel ™G 1 YEOUETPiA TOV TPOKVTTEL
UETA TO TEPOG TNG TPONYOoLUEVNS PhomnG Katepyaciag. Emouévmg, yivetar petafaocn
670 apyelo TNG TPONYOVUEVNG PACTG KATEPYAGTLOC.
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% @ 2D Adaptive @ ‘JHorlzontal % @

& Manual NC % 2D Pocket = Contour
Dr||| Face Adaptive Swarf Multi-Axis Con

u WCS Probe 2D Contour fm Parallel

Setup Folder

Toolpath Drilling 2D Milling = 3D Milling v Multi-Axis Milling
X
CAM ~ @
Simulation
® B B

[]show shaft
[]show halder

[]show transparent

X Close (ESC)
Go to Next Operation

Toolpath
M Toolp Go to Previous Operation

Mode: Go to Mext Move
Standard ~
Colorization:
Go to Start
Use material ~
Go to End
Material: Loop
Aluminum - dark ~ Go to Previous Event
Go to Next Event
[]show transparent
Go to Previous Bookmark
[[]stop on collision Go to Next Bookmark
Add Bookmark
[]show part comparison
Remove Bookmark

Remove All Bookmarks

Load Stock
Load Model as Stock

Zoom Stock

X, { 7 Unzoom Stock [l@
Restore Stock
A
Cl . .

Ewoédva 9.5.2 — AmoBnkevon dykov

v kaptéAa Simulate kot a@ov £xel Tpaypatonondei n tpocopoimon g
Kotepyaciog, evepyomoleital éva EeYOPLoTod LEVOD EVIOADV TATOVTOG 061 KAIK TAV®
oto dokipo. Ztnv emroyn Stock, emAéyetonr n evtoAn Save Stock dote va
anodnkevtel 0 OYKOG TOL doKIUiov HETA TNV KaTEPYasia Tov, pe pio GAAN popon
apyeiov.
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MANQAAKHYE TZANHX
ITATPIKIOY HATANA

ITANEIIIXTHMIO AYTIKHE ATTIKHX
TMHMA MHXANOAOTQN MHXANIKQN

1 m > Autog o umohoyiotric » Emwpdvela epyooiog > v O | Avalitnon: Emedvac epyac R
Opydvwan = NZocg pdkehog = - o
Eyypowo L e ‘Ovopax Huegpounvic tpot...  Tumog MéyeBocg
& Ewovec o Action Camera 17/6/2018 916 pu PEKEAOC CpyEiWY
Dell Laptop h# Dell Laptop Manual 14/3/2018 T:52 pp Péxehog apyeiwy
Exp. 8 MAnpwpéc 6/5/2018 10:02 pp Pékehog apyeiwy
Exp. 16 Mruyokn Epyooic 23/4/2018 912 ppu DékehOC opyElwY
Taguchi Experim stock kat8.1 23/5/2018 731 pu 3D Object 2KB
Template stock kat8.2 30/5/2018 7:34 pp 3D Object 2KB
#& OneDrive
9 Autdc o umohoyia
¥ Ademin il S >
Ovopia apxeiou: | stock katg \ - |
AmoBrksuon we |':Ztena‘{)lithc:tgn':lphyr (*.stl) / v|
[ . - »
A AOkpun pokEAwy (__AmoBrikeuon__J Akvpo

Ewoéva 9.5.3 — AmoOnkevon éykov oc apyeio STL

210 avadvouevo mtapabvpo ovopdletat To apyeio kol arodnkevetal o popen .stl
OT®¢ paivetol 6TV Topdmave gikova. Avtd to apyeio anesikovilel Tov dyKo TOL
doxipiov pe T popen TAEYUATOC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

fi S ® . :

Cf '!OFeeoe » B ‘ | ::% IE i

"
°g Free Rotate

: ; Point ~
Place jCreate Joint Constrain Bill of Parameters Create Plane .
\ o o} Hide Al BB Copy  Materials Substitutes - leucs
S
Pl Relationships v Pattern v Manage v Productivity Work Features
ace
x
2
y Place from Vault B¢

Q Place from Content Center

5
< Place Imported CAD Files >

&7 Place iLogic Component

2
t‘-t} Electrical Catalog Browser

Ewova 9.5.4 — Etcayoyn 6ykov

Avoiyovtoag 1o apyeio g emdpevng Katepyaociag (Paon katepyoaciog S —

Aopdpomon avidxkwong emoedvetog '), otnv kaptéla Assemble, otnv gvioin Place
emAéyetar n evtoAn Place Imported CAD Files.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Place Component

= A_utod_eskﬂﬁﬂ e pedvnon os. | m Enipdvew epyaoiag . | - s =l T
2 Libraries
(] Content Center Files \ A
]
stock katB.1 stock katg.2 stock katd
Praview not zvailable =
‘Ovopa |3lnck kath w |
apreiou;
Apxeintlinow  (STL Files (*a8* stla* sk e |
Froject Fila: _Defaulr.lpj | | Projects..
Quick Launch iMates

‘E" @| ma | Find .. Options... { Open j Cancel

Ewodva 9.5.5 — Emloyn tov dyKov yia elcaymyn

210 avadvouevo mwapdabvpo, emAEYETAL VO ELPAVIGTOVV Ta apyeio TOTov STL,
emAéyeTal 1o apyeio mov anobnkevOnke ce mponyovevo Prpa Kot TELOG, TATOVTOG
0 Open €10AYETAL 0 OYKOG GTO TPOYPAULLO NAEKTPOVIKNG OYESLAGTC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

» | Search Help & Commands..

File Assemble o -

192‘-, Cf *‘oFrceove "’ - 23 Pattern % v' B ‘ jZ\A,ﬂs @_ Autodesk A
Creat Pl T

Y0 Free Rotate Mirror Point

Place Create O Joint & Bill of  Parameters reate L
- BB Copy  Materials Substitutes * lucs
Component » FPosition + Rglatjshishi Pattern v Manage Productivity Work Features

x
CAM ~ 2
@ 8 - katergasia skalopatiou A & B ¢

Ewova 9.5.6 — EvtoAn Constrain

AoV gioaybel To apyeio oto mpoOypappa, emAéyetor n evtoAr Constrain pe 6Komo
Vo 0pLoTOVV oVVONKES Yo va evoopatwdel o 0ykog Tov apyeiov .stl otov dyko

T0V doKlpiov.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

» Search Help & Commands.

(I Assemble

& of o e o P o y— % ‘ s Brcs - @

Y5 Free Rotate Mirror Point +
Place Create O Joint |Constrain| & Bior Puameios|  Cratel | Piand Y
- & Hide Al BB Copy  Materials Substitutes © e
Companent v Position + - Pattern ~ Manage Productivity Work Features

x
CAM ~

@ 8 - katergasia skalopatiou A & B ¢f] Assembly Motion Transitional Constraint Set

Type Selections

@alalala kg oe

Offset: Solution

N\
0,000 mm ” >
e I
6o’ [(J8F ~—

oK Cancel

Apply >>

wiore ERESSESSEY |
Ewova 9.5.7 — ZovOnkeg evtolng Constrain

2NV TPOTN KaPTEALX TOL ovadLOUEVOL TapadVpov EMAEYETAL O TPADTOG TOTOG
ovvONKOV, 0 omoiog apopd cuvONKec petad eninedov emeoaveldv. Enetta,
emAéyovtol ot emBVUNTEC EMPAVELES Yo Vo 0ploTtel pia cuvONkm. Ot dVo empdaveLeg
oV £yovv emiheybel, OTMC PaiveTOL GTNV TOPATAVEO €1KOVA, €lval 1 1010 TAELPA Kol
Y10 TOVG V0 OyKovg. TELOg, emAEyETAL 1] EVIOAN KAT® dELE TOV AVOLOVOUEVOV
Topadipov, ®CTE AVTEG 01 OVO TAEVPEG Va. eival opudppoTec HeTAED TOVG KOl e TNV
evtoAn Apply opiotikomoteitar n cvvOnK.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Assemble

3‘5 Pattern

i S y 3D Maode S Al e View Environm S =
|l:‘i g %3 Free Move QO CF &% Show %E _f:r | | ol @ Fladgs ~ @ -~
. %3 Free Rotate Mirror Point ~
Place Create - Joint Constrain E'a Bill of Parameters Create Plane @
- d% Hide All  BH Copy  Materials Substitutes * L ucs
Component = Position Relationships = Pattern « Manage ~ Productivity Work Features

x
CAM ~ :
‘ 8 - katergasia skalopatiou A & B ¢

Ewkéva 9.5.8 — Zvvdvaopdc tov d0vo oykmv petd tnv evtoAn Constrain

Axpipog ta 1d1a frpata akoAovBovvtal yio vo opioTtodV o1 cVVONKES TOV TAEVPOV A
Kot B Tov dokipiov. To amotéAeopa HeTd amd avTég TIC EVEPYELES E1VOL O GLVOLAGUOG
TOV 000 OYKOV, OTOG QAIVETAL GTNV TAPATAV® E1KOVA.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

R - S '
File Simplify agn 3D Model Sketch Inspect Tools CAM  Manage View Environm :
|ljj g ""L‘j Free Move Q [jD CFU Show &2 Pattern % f | !O @ E Axis ~ @) Y
" 95 Free Rotate o Ea Miror E x % Point ~
Place Create L Joint Constrain Bill of Parameters Create Plane
- dy Hide Al BB Copy  Materials Substitutes” T L., UCS

Component » Position « Relationships « Pattern = Manage Productivity Work Features
7
CAM ~

Model

Representations

CAM

Favorites

Ewdva 9.5.9 — Metafaon oto mepifdriov poviehomoinong tov doxkipiov

v evomta CAM, apiotepd otnv 000vn, emréyetor n evotnta Model yia
petdfaocn oto meptPaAiov povielomoinong tov SoKipuiov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Assemble [ y J S r CAM ) J Envirc ; !
ltjal' Cf "’,_‘) Free Move QJ [:P !f, Show &3 Pattern %E f g @ B Axis ~ (i\ e
Y0 Free Rotate B8 Mmirror _ T % Point ~
Place Create Joint Constrain Bill of Parameters Create Plane
- d% Hide All BH Copy  Materials Substitutes ~ T Lucs
Component « Position « Relationships = Pattern = Manage « Productivity Work Features

Model ~

T “rAssembly View v 44
(% 8 - katergasia skalopatiou A & B €
b T Relationships

v §2 Representations
v ] Origin

v () megeni:1

3 fﬂmegenizz

v () skalopati B:

Gpen
» % copy

m [Isolate

b Undo Isolate
Substitute

% Free Move

) Free Rotate
Representation...
Component

&, Show Relationships
Measure
Create Note
BOM Structure »

V' Visibility AltaV
Mate Glyph Visibiity
Grounded
Adaptive

+ Ensbled
Transparent
Contact Set

Suppress [
Expand All Children ‘i’z

Coliapse Al Children
< B Find in Window End |

Ewoéva 9.5.10 — Enegepyacio Tov TAEYHLATOS TOV OYKOV

210 mepPdAdlov povteAomoinomg, 6To aploTeEPO TUHO TG 006vNGg 6oV PpickovTat
TO TEUAYLO TG CVVAPUOYNG doKipiov-péyyevng, emAéyetat pe de&i KAk o 6yKog Tov
apyeiov .stl, yia va eppavictel éva €101k0 HEVOD EVTOAMV. € OVTO TO HEVOD
emAéyetar n evioAn Edit yia v ene€epyacia Tov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

8 - katergasia skalopatiou A

Manage View Environments BIM  GetStarted Vault Autodesk A360

D] @ Sweep Q] Emboss Eb Decal @ @ Chamfer & Thread Q Split é

ft D | rt g) Shell Combi 1 Direct
Start Extrude Revolve Q i la cve E] e Hole Fillet e 0 S c o Pl
2D Sketch ™ 2 il [ Rib (& praft &2 Thicken/ Offset €l Delete Face
Sketch Create Modify « Explore
X
Model ~ 2

Y “sModelina View v #
r&a katergasia skalopatiou A & B &
b [ Relationships.
!v %z Representations

0 (] Origin
rb () megeni:1
b @megeni.z
L__@Qalopah B:1
« ) ok kats:1
» [B3rd Farty
P'-Vlcw-

RPpPﬂf Constraint
Delete

Measure >
Create Note
Suppress Features

Relationships...
V' Visibility Alt+V
Expand All Children

Collapse All Children
), Find in Window

Help Topics...

End

TR ¢ - coos-on < [

Ewoédva 9.5.11 — Metatpon TAéypatoc € counayn 6yKo

210 mepleyOUeEVa TOV 0YKOL Tov apyeiov .stl, emAéyetor pe de&l KAk T0 TAEYHO DOTE
Vo ELOAVICTEL £va €101KO PeVOV. Z& AVTO TO €101KO HEVOD EMIAEYETAL 1 EVTOAN
Convert to Base Feature, yia tnv petdfoocn oto mapabvpo petatponng tov
TAEYLATOC.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

skalopatiou A & B & loukiou

Manage BIM Get

[1_77 I ’@ Sweep QEmbss &5 Decal @ @) Chamfer & Thread t 3 split = @ A ais

Start | Extrude Revolve ot [RDerive £ Import Hole Fillet (B Shell (7 Combine (f? Direct e <% Point
2D Sketch ~ 2 coil [ rib ® praft &P Thicken/ Offset € Delete Face Cenerator  ~ o, UCS
Sketch Create Modify « Explore Work Features
x
Model ~ @
Y “aModelina View v #
| 58 kat 2 skalopatiou A &B €

4 ) dock katg:1
» [ 3rd Farty
T’."’V'GW:

» DOngm

QL stock kats)

@ End of Part N ] =

Cancel ]

BEE0a wor- CEEEEREEY

Ewova 9.5.12 — Metatponn TAEYRLOTOG GE cVUTTOYT OYKO

210 avadvouevo mapabvpo apyikd emriéyetor n evtoln Solid/Surface, wote to
TAéyua vo petatponel oe 0yko oprobetnuévo and empdveiec. Eneita, emAiéyetal va
unv owaypaei to apyikd mAéyupa (Delete Original). Télog, pe v evtoAn OK
TPOYLOTOTOLEITOL 1 LETATPOTNY| TOV TAEYUATOG GE OYKO.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

: - ~ ﬂ B - ﬂ Y 'r Q _ _ - 8 - katergasia skalopatio

E{sRNET Il Sketch  Inspect  Tools CAM  Manage View  Environments BIM  GetStarted Vault  Autodesk A360

[7 ] ‘@ & Sweep ) Emboss &7 Decal @ @) Chamfer & Thread =3 split
iJ Lot [@ Derive & Import A T Shell (5 Combine (i? Direct

Start Extrude Revolve

2D Sketch ~ g Coil @, Rib &‘ Draft &2 Thicken/ Offset Ox Delete Face 0

_ Sketch ___Create Modify « Explore
X
Model ~ 2

Y “sModeling View ¥ &%

["f#8~ katergasia skalopatiou A & B &
b Dhmm
v (52 Representations
b (_]rigin '
‘b (") megeni:1
b () megeni:2
b (] skalopati B:1

« ) dock kats:1
v [3rd Farty
o= View:

» [Z)Origin

\

4

3,

i >

7l
|
|
i £

|
i
!
3

Ewova 9.5.13 — Epgdvion véov dykov

Metd TNV 0AOKAp®ON TNG LETATPOTNG TOV TAEYLOTOS ER@avileTal TAEOV 0 OYKOG
6710 aplotepd pépog ¢ 006vnc pe to 6vopo MeshFeaturel:1 kot pe t1g id1eg
1010TNTEG TOL £YEL TO OOKIUIO TNG GLYKEKPIUEVNG KATEPYATIOC.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

A \ :
@ . Post Process E D B Pattern % @ 2D Adaptive @ .J Horizontal @ @
— i

Setup Sheet & Manual NC 2D Pocket Contour
Simulate Ij P Setup|[Folder o~ Dnll Face > Adaptive - = Swarf Multi-Axis Contour P
&2 Generate / u WCS Probe 4 2D Contour W Parallel
Toolpath 7 Job Drilling 2D Milling v 3D Milling v Multi-Axis Milling

x

‘ 8 - katergasia skalopatiou A & B ¢

For Help, press F1

Ewoéva 9.5.14 — Emdoyn evtoing Setup

[Ipaypatomoteitar petdafocn oto meptPAAAOV TPOYPOUUATIGULOD TOV KOTTIK®OV
epyaieiov pe ta idto fpota Tov £yve  petdfocn oto mepiPdAiov povrelomoinong
tov dokipiov. ‘Enerta, oty kaptéla CAM, emdéyetor 1 evtoAn Setup, yia va oplotel
0 apyLKOC OYKOC.
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Inspect  Tools

[2] Post Process B Pattern @& 2D Adaptive A=) Horizontal =
c,f
e -

Setup Sheet ay M INC 2D Pocket Cont
Simulate [j i b Setup Folder ay Manua Drill Face @ 55 Adaptive i, Contour Swarf Multi-Axis Contour Pr¢
& Generate u WCS Probe » 2D Contour 1 Parallel

Toolpath Drilling 2D Milling 3D Milling + Multi-Axis Milling

CAM ~
& Setup : Setup2

6 (@) @

Stock A

( Mode: )

Relative size box ~

Fixed size box
Relative size box
Fixed size cylinder
Relative size cylinder
Fixed size tube

= - I I:
‘\;Hnm sohd
S —— ma-

Round up to nearest: U mm

0

{D‘
» =

Dimensions
a0
oo

.

OK Cancel

Ewova 9.5.15 — Emioyn emBountod 6yxov

X1t devTepn kKaptéra Tov Tapabvpov Tov Setup, 6to Mode, yivetar emAloyn tov From
solid wote va emAieyBel og apykdS 6YKoG 0 €vag amd Tovg OVO OYKOVE TOV AmoTEAEITAL
TAEOV 1 GLVOPLOYT.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX
TMHMA MHXANOAOTQN MHXANIKQN

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

= AR ® - v i ¥ 8 - katergasia skalopatiou
Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments GetStarted Vaulf
@ Post Process @ D & Pattern /Z ) % @ 2D Adaptive =) Horizontal =
|j Setup Sheet EJ Manual NC 7 \y 2D Pocket =, Contour .
Simulate - Setup Folder Drill Face Adaptive — Swarf Multi-Axis Contour Pr
& Generate u WCS Probe » 2D Contour ) Parallel
Toolpath Job Drilling 2D Milling 3D Milling ~ Multi-Axis Milling

© x

CAM ~
(& Setup : Setup2

6 o

Stock

Mode:

| From solid v |
‘ Stock solid iz‘
Dimensions

Width (X):

Depth (Y):

Height (Z):

Ewdéva 9.5.16 — Emdoyn yeopetpiag tov apyeiov STL g apyikod 6ykov

Méow tng evtolng Stock solid emAéyetar o apyikodc 6ykog. [IPOZOXH. Oa npénetl va
emieyBel povo N yeopetpio tov apyeiov .stl, n omoia petatpdnnke and TAéyuo ce
OYKO Kol €lval 0 OYKOGg HETA TO TEPAG TNG TPONYOVUEVNG KATEPYATTIOC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOT'QN MHXANIKQN ITATPIKIOY HAIANA
N AR ® v ' <3 v 8 - katergasia skalopatio
Assemble  Simplify Design 3D Model Sketch  Inspect Tools Manage View Environments  GetStarted Vaul
é Post Process IZE D & Pattern a ) % @ 2D Adaptive A=) Horizontal :
[F] setup Sheet (& Manual NC o @ 2D Pocket =, Contour 1
Simulate . P Setup Folder Drill Face & Adaptive Swarf Multi-Axis Contour Pi

& Generate u WCS Probe » 2D Contour ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling 3D Milling v Multi-Axis Milling

© x

CAM ~
(& Setup : Setup2

g @

Setup

Operation type:

[ milling v

Work Coordinate System (WCS) A
(Orientation: )

I Select Z axis/plane & X axis v

Ilﬂlill_
|Seglethaxis/ lane & X axis
- =V

At
Select X & Y axes
Select coordinate

[JFlip x axis

Origin:

I Stock box point v |
Stock point [ZJ
Model

Model Iz]

EEISINRYETTEE ¢ - e sc.om < [

Ewova 9.5.17 — Evotnra Orientation

oK H Cancel |

2tnv evotnta Orientation, emAéyetor | evtoAn Select Z axis/plane & X axis dote va
optotel n katevBvvon tov d&ova Z, o onoiog kabopilel tnv kivnom TOov KOTTIKOV
epyareiov kot emopévmg to faBog Komnc.
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v 8 - katergasia skalopatio

Environments

E Post Process B Pattern '9‘ 2D Adaptive ,-,| Horizontal
cef

M |

Simulate [j S Sheet Setup Folder u ol NG Drill Face @20 Bockel Adaptrve & Contour Swarl Multi-Axis Contour F
&> Generate u WCS Probe 4 2D Centour ﬂﬂ Parallel
Toolpath Job Drilling 2D Milling + 3D Milling + Multi-Axis Milling

X

CAM ~
& setup : Setup2

0 @ B

Setup
Operation type:
| Miling Z
Orientation:
| Select Z axisfplane & X axis
Z axs b-4
Flip Z 2xis
R X axis
[CIFtip x axis
origin:
| stack box paint v
—E Stock paint b4
Model
ls  Model X

CERSINPIITER - -ox- o < [

Ewoéva 9.5.18 — KatevBvvon d&ova Z

Emléyetar pio omotadnmote akpun n onoia Ba opicel tnv katevbovvon tov aEova Z. Xe
nepinton mov o dEovag Z dev €xel v emBount eopd, 16TE EMAEYOVTOG TNV GKPN
0V Bé€Aovg tov aEova aAAdlel 1 opd Tov.
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=

h Inspect  Tools

Post Process [ Pattern B, 22 @ 2D Adaptive = ) Horizontal |
CU’ = =
o ; |

d Manual (
Simulate D SeS Sheet Setup Folder i Manual NC Drill Face @20 focket Adaptive i Contour Swarf Multi-Axis Contour P
&2 Generate u WCS Probe 4 2D Centour ﬂﬂ Parallel
Toolpath Drilling 2D Milling + 3D Milling » Multi-Axis Milling

CAM ~
& Setup : Setup2
0 @ B

Setup

Operation type:
| Miling v

¢ Work Coordinate System (WCS) !

Orientation:
| select Z axisfplane & X axis v

E Z axs X
[CFup 2 axis

B X eads
[CIFip x axis

Origin:
| stack box point v

>

Model A

Iy Model X

|
Ko Il o TR ¢ - oteosso com x [

Ewova 9.5.19 — EvtoAn Stock Point

2tv evotta Work Coordinate System (WCS), yivetat emdoyn tng evioAng Stock
Point. MoMc¢ gppaviotovv ta dtabéoipa onueio OT®MC AIVETOL GTNV TAPATAVED
ewova (Ewkova 9.5.19 — EvtoAn Stock Point), opiletatl o€ éva and avtd to cuoTnua
GUVTETAYUEVOV.

TéAhog, matmvtag To kovuni OK ohokAnpdvetatl 1 d1001Kacio TOL OPLGLOV TOV APYLKOD

OYKOV KOl TOV GUGTNHOTOG GUVTETAYUEVOV.
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2. EmAoyn KomtikoV €pyYOAELOV KOl TOPAYWOYN TNC TOPELOC TOV.

R0 6~ A~ g~ ' . L - - katergasia skalopatio
Assemble  Simplify Design 3D Model Sketch Inspect Tools View Environm Get Started  Vau
@ [ post Process % D B Pattern 7 % & 2D Adaptive A=) Horizontal
in 7
Setup Sheet Manual NC 2D Pocket # Contour
Simulate D P Setup Folder m’ Drill Face ® Adaptive ? Swarf Multi-Axis Contour F
&2 Generate u WCS Probe 4 2D Contour ﬂ[] Parallel
Toolpath Job Drilling 2D Milling + 3D Milling » Multi-Axis Milling
X
Model ~

T “rAssembly View v 44
%58 - katergasia skalopatiou A &B €
b T Relationships

v 3 Representatinns
v (-] Origin Repeat Convert to Base Feature

v (Pmegeni:l (2 Edit
v ) megeni:2 (3 Open
v () skalopati B:B oo

b f
Delete

Add to New Folder
Selection »

@ Ilsolate

5% Undo 1solate
Substitute

% Free Move

% Free Rotate

Representation...
Component >

&, Show Relationships b
Measure )
Create Note

Grounded
Adaptive
v/ Enabled

Transparent Alt+T
Contact Set

Suppress

Expand All Children
Collapge All Children
< (G} Find in Windowe End

roperes. s vweore CRECHEERREY |

Ewova 9.5.20 — Katdpynon opatdtntag 6ykov

I[Ipwv Eexwnoetr m emdoyn TOL KOMTIKOV gpyaieiov yivetar pio petdPoocrmn oto
nepfdidlov povielomoinong tov dSokipiov, OM®MG ALTN TPAYUATOTOMONKE Kol ©F
wponyovueva Ppata. EmAéyetal o véog 6Ykog mTov TpooTéOnKe 6TO TPOYPALLO KOL LE
oe&l kMxk avolyetl éva €10kd pevov. Xe avtd 1o pevoy emdéyetal 1 evtoAn Visibility
vy va Yivel adpatog avTdS 0 OYKOG. ZKOTOG QLTNG TNG eVEPYELAS €lval OpaATOTNTO TNG
KOT® EMPAVELNG AVTOD TOV OYKOV, MOTE Vo emAeyDel yio TOV TPOYPAUUATIGUS TNG
TopEiaG TOV KOTMTIKOV gpyareiov.
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&) Post Process B Pattern 2D Adaptive ~ ) Horizontal 52
=0 Y Doy 2 <

i El Setup Sheet [E Manual NC 3 @ 2D Pocket ) 2 Contour o
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis
& Generate u WCS Probe 4 2D Contour 10 Parallel
Toolpath Job Drilling 2D Milling ~ 3D Milling = Multi-Axis Mi

X

CAM ~ ©)

Q 8 - katergasia skalopatiou A & B & loukic
=& Setup2

= > BE-= A EWll S - katergasia sk..iam X _

Ewova 9.5.21 — Emloyn evroing 2D Pocket

‘Eneita, yivetor mdAl petdfoon oto mepifAAlov TPOYPOAUUATIGUOD TOV KOTTIKOV
epyaieiov pe tov 1010 1poémo. XV kaptéla CAM tov TPOYpPAUUOTOS, EMAEYETOL 1)
evtoAn 2D Pocket yia ) dtapdppmon Tov Tp®OTOL CKAAOTATLOV.
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MANQAAKHYE TZANHX

TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

H . B

File Azsemble 5 ' Jn
@ [E] Post Process IE' [EL Pattern
. |j Setup Sheet Manual NC
Simulate Setup Folder
< Generate u WCS Probe
Toolpath Job

CAM ~ @
i@y 2D Pocket : 2D Pocket4

OEIIEN:

CJ; Tool D

Coolant:
Fiood v

Spindle speed: |g|
Surface speed: E
Ramp spindle speed:
Cutting feedrate:
Feed per tooth:
Lead-in feedrate: 400 mm/m

Lead-out feedrate: 800 mm/m

(2] [2]

Ramp feedrate: 400 mm/m

Plunge feedrate: 400 mm/m

Feed per revolution: | 0.175529

[2]
<

i
i

| ox

ﬁ i@ 2D Adaptive A=) Horizontal :

: i@ 2D Pocket " 2 Contour o
Drill Face Adaptive Swarf Multi-Axis

4@ 2D Contour Iﬂl Parallel
Drilling 2D Milling = 3D Milling = Multi-Axis Mil

Ewdva 9.5.22 — Emloyn kontikov epyaieiov

2V Tpd TN Kaptéra Tov Topabipov g evtoAng 2D Pocket, emAéyetal n evioin
Tool yia v petdPaocn oy PPAodnkn TOV KOTTIKOV gpyareiny.
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MANQAAKHYE TZANHX
ITATPIKIOY HATANA

u Mew Mill Tool

=-{Z- Open Documents Text contains ~ ‘ | x Show Operations
8- katerg
@ All Tools Mame Diameter Type Description Comment Spindle Speed  Cutting Feed
EI My Libraries || #1-210mm flat (Carbide /... 10mm FlatMill Carbide / 2 Flutes Avlaki f DOC=1,0xD{width) &0... 3183.1 413,803
: -F7] sample Libraries || #2-210mm flat (Carbide /... 10mm FlatMmil Carbide /3 Flutes Avlaki f DOC=1,0xD(width) &0... 3183.1 620,704
E‘E‘ Thesis Library ] #3-210mm flat (Carbide /... 10mm FlatMill Carbide /4 Flutes Avlaki f DOC=1,0xD{width) &0... 3183.1 827.606
Thesis Library || #4-012mm flat (Carbide / ... 12mm FlatMill Carbide [ 2 Flutes Avlaki f DOC=1,0xD{width) &0... 2552.58 424.413
E‘E‘ Tool Libr || #5-212mm flat (Carbide /... 12mm FlatMill Carbide / 3 Flutes Avlaki f DOC=1,0xD{width) &0... 2652.58 636.62
) || #6 -@12mm flat (Carbide /... 12mm FlatMill Carbide / 4 Flutes Avlaki f DOC=1,0xD{width) &0... 2652.58 848.826
Face Miling || #7-©14mm flat (Carbide /... 14mm FlatMill Carbide /2 Flutes Avlaki f DOC=1,0xD{width) &0... 2273.64 409,256
|| #8 -@14mm flat (Carbide /... 14mm FlatMill Carbide / 3 Flutes Avlaki f DOC=1,0xD{width) &0... 2273.64 6513.883
1 | #9 - ©914mm flat (Carbide / ... FlatMill Carbide [ 4 Flutes Avlaki f DOC=1,0xD{width) &0...
] #11-@10mm fiat (Carbide /... 10mm FlatMill Carbide / 2 Flutes Adaptive [ DOC=0, 5xD{width) ... 4138.03 413,803
< > || #22 - @10 mm fiat (Carbide /... 10mm FlatMill Carbide / 3 Flutes Adaptive [ DOC=0,5xD{width) ... 4138.03 620,704
] #33 - @10 mm fiat (Carbide /... 10mm FlatMill Carbide /4 Flutes Aaptive [ DOC=0,5xD{width) ... 4138.03 827.606
|| #44 - @12mm flat (Carbide /... 12mm FlatMill Carbide / 2 Flutes Adagtive [ DOC=0,5xD{width) ... 3448.36 443,287
| #55 - @12mm fiat (Carbide /... 12mm FlatMill Carbide / 3 Flutes Adaplye [ DOC=0,5xD{width) ... 3448.36 672.43
|| #66 - @12mm fiat (Carbide /... 12mm FlatMill Carbide [ 4 Flutes Adaptivk [ DOC=0, 5xD{width) ... 3448.35 896.573
|| #77 - @14mm fiat (Carbide /... 14mm FlatMill Carbide /2 Flutes Adaptive NDOC=0, 5xD{width) ... 295573 472,917
[ | #88 - @14mm fiat (Carbide /... 14mm FlatMill Carbide / 3 Flutes Adaptive [ DQC=0,5xD{width) ... 2955.73 709,375
] #99 - @14mm fiat (Carbide /... 14mm FlatMill Carbide /4 Flutes Adaptive [ DO§=0, 5xD{width) ... 295573 945,835
] #111 -@10mm flat (HSS +... 10mm FlatMill HSS +Cobalt/2... Aviaki f DOC=1,0xD{width) &0... 3183.1 159.155
] 2222 - @10mm fiat (HS + ... 10mm FlatMil HSS +Cobalt/3... Aviaki / DOC=1,0xD{width) &0... 3183.1 238.732
] %333 - @10 mm fiat (HSS + ... 10mm FlatMil HSS +Cobalt/4... Aviaki j DOC=1,0xD{width) &0... 3183.1 318.31
| #2444 - @12mm fiat (HS + ... 12mm FlatMil HSS +Cobalt/2... Aviaki / DOC=1,0xD{width) &0... 255258 132.629
[ § #555 -212mm flat (H3S + ... 12mm FlatMill HSS +Cobalt/3... Avlaki /DOC=1,0xD{width) &0... 2652.58 198.944
|| #666 - @12mm flat (HSS5 +... 12mm FlatMill HSS +Cobalt/4... Avlaki /DOC=1,0xD{width) &0... 2652.58 265.258
[} #777 - 214mm flat (H3S + ... 14mm FlatMill HSS +Cobalt/2... Avlaki /DOC=1,0xD{width) &0... 2273.64 131.871
#8838 - @14mm flat (HSS + ... 14mm FlatMill HSS +Cobalt/3... Avlaki / DOC=1,0xD{width) &0... 2273.64 197.807 ¥
£ >

t’ Mew Mill Holder

<°> Mew Turn Tool

Mew Library

Edit

Ewodva 9.5.23 — BipAtodnkn kontikdv gpyareiov

( | Select | )  cancel

210 avadvouevo mTopabvpo, ETAEYETAL TO KOTTIKO EPYOAELD. TNV GLYKEKPIUEVT
@bon katepyaciog o kovovAl No 9.
Y€ avtd 10 onueio mpénel va avaeepBel 0tL £xet mponynbei n dnpiovpyia OA®V TOV
KOTTIKAOV EPYOAEI®V YO TNV EKTOVNON TNG EPYaciag.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

B-=T e A

1 e Er

File Assemble  Simplify Esigr

@ [E] Post Process IE' [EL Pattern a ﬁ i@ 2D Adaptive @ A=) Horizontal % é
. |j Setup Sheet Manual NC - \@ 20 Pocket ! é; Caontour o
Simulate Setup Folder Drill Face Adaptive Swarf Multi-Axis
< Generate u WCS Probe 4@ 2D Contour Iﬂl Parallel
Toolpath Drilling 2D Milling = 3D Milling ~ Multi-Axis Mil

CAM ~
i3 2D Pocket : 2D Pocket4

s@6 H =

Qe

M Stock Contours

W Rest Machining

H Tool Orientation

Ewodva 9.5.24 — Emloyn emoedvelog mpog Katepyacia

Xty 0e0tepn Kaptéra, opiloviol TPpOTH TO OPLAL TNG TPOG KATEPYAGING EMLPAVELOS
KOl £TELTA TO GVUOTNO GLVTETAYUEVAOV TOV KOTTIKOV gpyaieion. ZInv evotnta
Geometry, péom g evtoing Pocket selections, emAéyetal 1 tpog Katepyacia
emedvela. Xtnv devTepN KapTéra, opilovTol TpdOTA Ta OPLOL TG TPOG KATEPYACIAG
EMUPAVELAG KOL ETELTA TO GVUOTN O GLVIETAYULEVOV TOV KOTTIKOV gpyaieiov. Ztnv
evotnta Geometry, péocw g evtoAng Pocket selections, emAéyetal n mpog
Katepyacio empdvela.
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K

File Assemble  Simplify n 3 = nspect 2 View  Environments  Get 54
@ [5] Post Process @ IZ_—I [E Pattern i i % i@ 2D Adaptive @ A=) Horizontal I% é
. |j Setup Sheet Manual NC - \@ 20 Pocket ! é Contour L
Simulate Setup Folder Drill Face Adaptive Swarf Multi-Azxis
s Generate u WCS Probe 4 20 Contour Iﬂl Parallel
Teolpath Drilling 2D Milling = 3D Milling = Multi- Axis Mi
CAM ~ @
&y 2D Pocket : 20 Pocketd
¥ O OHEH=

Geometry
IE‘ Pocket selections IZ|

Stodk Contours
‘ Stodk selections Iz‘

W Rest Machining

H Tool Orientation

ok | cancel |

Ewova 9.5.25 — Amopdvoon 6ykov katepyaciog

X1t ovvéyela, otnv evotnta Stock Contours, pécw g evtoAng Stock selections
opilovtatl Ta 6pla Tov apyitkov dykov t¢. [Tapapével n tpotevopevn and 1o
TPOYPOLULD EMPAVELD OG EMLAOYN YO TOV OPIGUO T®V OPi®V TNG.
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Azzemble

File i f 5t
@ @ Post Process @ IZ_—I = Pattern , i % @ 2D Adaptive d Horizental I% é

. |j Setup Sheet Manual NC - > \@ 20 Pocket ! é Contour L
Simulate — Setup Folder Drill Face Adaptive Swarf Multi-Azxis
@4 Generate u WCS Probe 4 20 Contour m Parallel
Teolpath Job Drilling 2D Milling = 3D Milling = Multi- Axis Mi
x
CAM ~ @
i3 2D Pocket : 20 Pocket4
o O Lo
A
|Stodctop |

] | <

Retract height offset: W
[]Feed Height &

Top height v

Feed height offset:
| Stock top ~ |
Top offset:
Selection v
Clearance height
Retract height
Feed height
Top height
Model top -
L Model bottom -
Stock top
Stock bottol 2|

Ewéva 9.5.26 — Opiopdg emméd®v KOTTIKOV €PYAAEIOV

v tpitn koaptéda, kKabopilovtal o VYN cLVAPTNGEL TO®V GLVONKOV KaTEPYAGiNG TOV
KOTMTIKOU gpyareiov. v mpokelpévn mepintmon, opiletal T0 VYOG TOL KATMOTEPOL
emmédOV 610 omoio Ba Tdoel To KOMTIKO epyareio KaTd TNV KATAKOPLON KivNnon Tov.
AvTo emituyyavetal pEcm TG eVTOoANG Selection Kot TG EMAOYNG TG TPOG
Katepyaciog empdvelac.
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8 - kat

Assemble

File - 5 vt
@ [E] Post Process @ D [E Pattern : j ﬁ i@y 2D Adaptive =) Horizontal % é

) |j Setup Sheet E Manual NC - \@ 20 Pocket ] 5-_“_3; Contour L
Simulate Setup Folder Drill Face Adaptive Swarf Multi-Axis
< Generate “ WCS Probe 4 20 Contour l_l_m Parallel
Toolpath Drilling 2D Milling = 3D Milling = Multi-Axis Mil
CAM ~
&> 2D Pocket : 20 Packet4
¥ O O &5
Tolerance: |g|

Sideways compensation:

| Right {conventional milling) e

Compensation type:
| In computer

<]

fo

Minimum cutting radius:| O mm

Finishing passes

Mumber of Finishing 1

Stepover:
[JLeads on &ll finishing passes

Finish feedrate: | 654.81mn

[ Repeat finishing pass

1.4 mm

Finishing overlap:
[]Preserve order

[JBoth ways

aximum stepover: 14 mm

B

EEERR ge—y

Ewova 9.5.27 — Ene&epyacio ndcsomv

v tétaptn koptéra, opilovtal ol cuvOnKeg Katepyasiog yio KaOe Tdsco. Apyikd,
emAéyetar n evtoAn Finishing passes, e okond va npaypatonomBel gwvipiopa mpv
orokAnpwOel n katepyacio. To mdoco tov evipiocpatog eivar éva (Number of
Finishing passes), 1o fdBoc komng Tov €ivar 0,5 mm (Stepover) kot n Tpd®GTH TOL
etvar katd 20% pikpdtepn g Tpdmong Tov EeXoVOPIGUATOG. TN GLYKEKPIUEVT
nepintoon npokvmtel 0Tt €ivar 654,81 mm/min. Katomy, emAéyetal n péylot
LETOTOMLION TOV KOTTIKOV gpyaAreiov otov opildvtio aSova (Maximum stepover) cta
14 mm, 10 omoio TPOKVTTEL ATO TIG TEXVIKEG TPOOLAYPAPES TOV KOTTIKOV £pYaLEioV.
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BT A~ A
File Assemble & v 3 " n ments
@ [5] Post Process @ ID_—I [E- Pattern i i ﬁ i@y 2D Adaptive =) Horizontal I%
) |j Setup Sheet Manual NC - \@ 20 Pocket i % Contour o
Simulate Setup Folder Drill Face Adaptive Swarf Multi-Axi:
&5 Generate u WCS Probe 4 2D Contour I'j_m Parallel
Toolpath Drilling 20 Milling = 30 Milling = Multi-&xis M
CAM ~ @
@& 2D Pocket : 2D Pocket4

¥ 9 O &5
|5mooﬂ"|ingdeviation: 0.1mm 5 |A

Multiple Depths

Maximum roughing s... | 7 mm E
Finishing stepdowns:
Finishing stepdown:
Wall taper angle (deg): IgI

[CIFinish anly at final depth
Rough final

Use even stepdowns

[Jorder by depth

[Jorder by step

W Stock to Leave

Il Smoothing

Il Feed Optimization

x| cnel | CHEEEYTTEN S———

Ewoéva 9.5.28 — Ene&epyacia ndoscov

‘Encita, emAéyeton n evotnta Multiple Depths ®ote 1 katepyocio va
npoypotonom el pe moAranid ndoca. To péyioto fabog komMg yia T Tdoca Tov
Eeyxovopiopatog (Maximum roughing stepdown) givar 7 mm, 1o omoio mpoxHnTEL Ao
TIG TEYVIKEG TPOJLAYPAPES TOV KOTTIKOV epyaieiov. Eavaopiloviol Ta TAGGA TOV
Qwipiopatog pe ta idto YopaKINpPloTIKE Tov opicTnkav mapandve. TELog, emALyeTal
n evtoln Use even stepdowns, dote pe faon 1o péyisto Babog komn¢ kat to Babog
™G ALAAK®ONG va dnpovpynBodv avtopata tdoca Eexovopiopatog pe ico Bdbog
KOTNC.
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Specfies how the cutter moves down for each depth cut.

Post Process E

Simulate Setup Sheet Setup Folder [
@ Generate

Toolpath lo

=

CAM ~ ©)
i@ 2D Pocket : 2D Pocket4

E 5 ﬁ Plunge Qutside Stock
Predrill Plunge

Leads & Transitions

[+]Lead-in {entry)

Horizontal lead-in ra... H
Lead-in sweep angle: H
Linear lead-in disiznce:

[ Perpendicular

Vertical lead-in radius: H

[+ Lead-out (exit) To use fhe Preghil aption, Prednll location(s) must be defined.
[+] 5ame as lead-in
< Ramp type: !
\LP'h..nge outside stock / v |—<i
Positions
Zig-Zag Profile
Predril positions Notice the smooth fransitons on the Zig-Zag ramp type.
W

Ewoéva 9.5.29 — Emloyn tpdmov g16aymyNG KOTTIKOV €pyaAreiov

[ ox ]| coneel |

2tV mEUMTN Kol TEAgvTOin KopTtéla, opiletar o TPOMOG €16000V TOV KOMTIKOV
epyaieiov. Xtnv evtotnta Ramp emAiéyetar n evtoAn Plunge outside stock, dote 1
€16000G TOL KOTTIKOV €pYaAEiov va Yivel OT®S QaiveTal 6TO TAPAdELYLLO TG EKOVOG.
Téhoc, matdvtac to kovuri OK olokAnpaovetat n dtadikacsio ETAOYAE TOL KOTTIKOD
gpyareiov Kot 0 OPLOROS TOV GLVONKOV KATEPYAGING.
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-5 +~ M - Bk - : y . 8 - katergasia sk

File Assemble  Simplify = Sketc : s g View vironments  Get §

@ [5] Post Process @ ID_—I [E- Pattern i i ﬁ i@y 2D Adaptive @ =) Horizontal I% G

) |j Setup Sheet Manual NC - l@ 20 Pocket ! é; Contour L

Simulate Setup Folder Drill  Face Adaptive Swarf Multi- Axi:
&5 Generate u WCS Probe 4 2D Contour @] Parallel

Toolpath Job Drilling 2D Milling = 30 Milling = Multi-Azxis M

=
CAM ~ ®
@ 8 - katergasia skalopatiou A & B & louki
=-MIE Setup2
& [T8] 2D Pocketd

Ewoéva 9.5.30 — [Topeia komtikov gpyaieion

Avtoparta, poAlg tatn et To kovuni OK 6nwg mpoavapépOnke, Tapdayetal n wopeia
TOV KOMTIKOV gpyareiov, Omwg paivetal otnv mapandve eikova (Eikova 9.5.30 —
[Topeia komTiK0D €pyaieiov).
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TMHMA MHXANOAOTQN MHXANIKQN

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

3. IIpocoupoimon kotepyacioc.

(]

Fil= Assemble  Simplify  Design

@ [E] Post Process @’ D [=- Pattern i' 'ﬁ i@y 2D Adaptive @
El Setup Sheet El Manual NC >

. - \@ 20 Pocket i % Conto!
Simulate Setup Folder Drill Face Adaptive

5 Generate u WCS Probe 4 2D Contour 7 Paral
Toolpath Job

Drilling 20 Milling = 3D Milling «

CAM ~ [

Simulation

4 Display Gy Info s Statistics

Tool

Show shaft
Show holder

[]show transparent

Toolpath

[ 5haw points
[Jshow axes

Toolpath mode:
| All toolpath v

Stock

Mode:

| Standard V|
Colorization:

| Use material ~ |
Material:

L
T

Close ll_-||:| J— DD ~

oa /3

(WP LIG I & - katergasia sk..jam X _

Ewcova 9.5.31 — Ilpocopoimon katepyaciog

v kaptédAo CAM tov mpoypdupotog, entAéyetal 1 evtoAn Simulate oto mdvew
aplotepd TUAHO TNG 000VNG. TNV TPOTN KAPTEAX TNG EVTIOANC, EVEPYOTOLELTAL O
apykodg 6ykog (Stock), dote va yivel avTiAnmti N agaipesn tov entbountod dykov.

‘Eneita, pe to mAnktpo Play, Eexivael n mpocopoiwon tng mopeiog Tov KOTTIKOV
epyareiov.
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4, Xpdvoc katepyooioc.

A . g”!.: . [ , ! > 8 - katergasia skalg

Assemble  Simplify  Design 30 Model  Sketch  Inspect Manage View  Environments

@ @ Post Process @ D e ﬁgf ﬁ @ 2D Adaptive @ H Harizontal I% _

Setup Sheet M I NC & 2D Pocket = Cont
B = setup She Setup Folder A Drll | Face ® 2DP0C Adaptive By Contour o Multi-Ads
& Generate u WCS Probe 4@ 2D Contour @] Parallel
Toclpath Drilling 2D Milling = 3D Milling = Multi-Axis Mill
CAM ~
Simulation
% Display %’# Info

Machining time: 0:00:50

-

Ewova 9.5.32 — Xpovog katepyaciog
v tpitn kaptéha (Statistics) tng evtoAng Simulate (mdvo apiotepd otnv 086vn),

epeavifovtol kamola otolyeia mov amoppéovv and v katepyacsia. Eva and avtd
glvat ka1 o ypovog katepyaciog, o oroiog ivar 0:00:50 min.
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9.6 ®AXH KATEPI'AXIAX -6

Ykomdg AopOPO®OT KEKALUEVNC ETLPAVELOS
Tpodmog cvykpdTnong Méyyevn pe kekMuéva péyovia
Kontikd epyaireio Kovdoi @14 mm
SoVBIKES KoTEpYaoinC n=2955,73 rpm f=0,08 mm/toc.)th
a= 14 mm V=130 m/min

X& a1 TN EACT KaTEPYAoiag, EMELON TPOEKVYE Eva TPOPANUA OPLOLOV TOV APYLKOD
0ykov, 10 omoio avaivetar oto Kepdrato 10: «IIpoPfAnpata Kol oVIIHETOTIONY,
akoAlovBeitar pia dtapopeTikn dtadikacia.

O apyikdg 6yKkog opiletarl péow evog Tpodcbetov mpoypdupatog, to Mesh Enabler, tov
omoiov ta Prpata Tapovstdlovtal avaAVTIKE TOPAKAT®.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
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1. Opioudc opytkov YKoV Kol GLUGTAUOTOC GUVTIETAYUEVOV.

@ [E] Post Process @ EI [ Pattern % i@ 2D Adaptive A=) Horizontal I% G
. El Setup Sheet E Manual MNC \@ 20 Pocket i é Contour
Simulate| — Setup Folder DrlII Face Adaptive Swarf Multi-Axi:
@5 Generate u WCS Probe 4 20 Contour m Parallel
Toolpath lob Drilling 2D Milling = 3D Milling = Multi-Axis M
x
CAM ~ @
Simulation

% Display G4 Info 4 Statistics

Tool
Show shaft

Show holder

[ show transparent

Il Toolpath

Stock

Mode:
| Standard ~ |

Colorization:

| Use material w |

Material:

| Aluminum - dark ~ |

[]show transparent
[ stop on collision

[ Show part comparison

Close . :
Sel= |:||:| PRGN © - katergasia sk.jam X _

Ewova 9.6.1 — Téhog mponyobuevng Katepyaciog

AOY® TG TOAOTAOKNG YEMUETPIAC TOV SOKIUIOV OTN GLYKEKPIUEVT] PACN
Kotepyasiog, o apylkodc 0ykog o mpénel va oplotel oG 1 YEOUETPiA TOV TPOKVTTEL
UETA TO TEPOG TNG TPpOoNyovueEVNS Phong Katepyasiog. Emopévmeg, yivetar petdfoon
670 apyelo TNG TPONYOVUEVNG PACTG KATEPYAGTLOC.
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= o - 2 : ! 8 - katergasia ska

Assemble  Simplify ign 3

ools Manag Get 54
Post Process = Pattern @ 2D Adaptive i) Horizontal
(== ] &) %

Setup Sheet o M I NC @ 20 Pocket =, Cont
: E 9P| Setup Folder ane Drll | Face & 20Poc Lo By Contour o Multi-Axis
@4 Generate u WCS Probe 4 20 Contour lﬂ] Parallel
Toolpath Job Drilling 2D Milling = 3D Milling = Multi-Axis Mi

CAM ~ @

Simulation

@ Display Gy Info Gy Statistics

Tool

Show shaft
Show holder

[]show transparent

. TDD||:|E'H'|

Stodk

Mode:

| Standard w | Go to Previous Bookmark

- Go to Next Bookmark
Colorization:
: ‘Add Bookmark:
| Use material w |
Remove Bookmark

—— Remove All Bookmarks

| Aluminum - dark w |

[]5how transparent : Load Model as Stodk
[ 5top on collision )

Zoom Stock
[ show part comparison 7 o
nzoom

Restore Stock

I
[

-

Ewdva 9.6.2 — Amobnkevon dykov

Close

v kaptéia Simulate Kot a@ov €xel mpaypatonombel n tpocopoimon g
Kotepyaciog, evepyomoleital éva EeYOPLoTod LeEVOD EVIOADV TATOVTOG 061 KAIK TAV®
6710 dokipto. Ztnv emroyn Stock, emAéyetar n evtoin Save Stock ®ote va
anodnkevtel 0 OYKOG TOL doKIUiov HETA TNV KaTEPYasia TOv, pe pio GAAN popon
apyeiov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA
14 B Aut. » Emrup dvela epyooiag w | ) AvalqTnon: Emupéveaa epyoot 9O
Opydvwan = Mzog pakehog == - 0
#
o Cwopa Hpzpopnvia Tomog I
#r Tpriyopn mpoofa
i ,_], OldVersions 261072016 11:53 pp Dakehog opyEiuy
B Emupéven ep 4 : . ) ] _
|| Mok Epyaoia 12777208 9:31 pp Dakehog apyEiuy

; Iroueic Aqyn 4
Documents
[&] Pictures -
|| Exp.8

|_.]1 Template

|_.]1 Template

|| Thefashionproj ¥ £ 3

Ovopa apyeiow: | stock katd \ w |

AmoBrkuon we |5tereo|ithograph],r (*.stl) / V|

A Amakpuin pokdhww E AmoBrkzuan j fkupo

Ewova 9.6.3 — AnoOnkevon 6ykov wg apyeio STL

210 avadvouevo mtapabvpo ovopdletat To apyeio kol arodnkevetal o popen .stl
OT®¢ PaiveTol 6TNV TopdTave eikova. Avto to apyeio aneikovilel Tov OYKO TOV

doxipiov pe T popen TAEYUATOC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Assemble

/\g “'GFeMove f_l?‘o I:F ‘-;S‘ho“ Sﬁpat’(er% l T2 Asis - @v

C’o Free Rotate E'E Mirror < Point ~

Billof Parameters Create Plane

Place [ Create Joint Constrain
\ v / o Hide Al B Copy  Materials Substitutes ~ * lucs
Relationships ~ Pattern v Manage ~ Productivity Work Features
[ﬁ Place x
?

‘4. | Place from Vault cias (epif

g Place from Content Center

~N
=P | Place Imported CAD Files
(i >
% Place iLogic Component

%_l Electrical Catalog Browser

J4

Ewova 9.6.4 — Etcayoyn éyxov

Avoiyovtag to apyeio g endpevng katepyaciog (OPdon katepyaciog 6 —
Alopdpemon KeKAUEVNC EMPAvELag), otnV KapTtéla Assemble, otnv evioin Place
emAéyeton n evtoln Place Imported CAD Files.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

g Autodesk A360 Aepelvnon oe: | I Enupeivaia spyaoicc W ‘ (= s e
3 Libraries :
[T Content Center Files | I p ~
BifhuoBrkeg AikTuo OldVersions

o

L

Preview not available Mruyekr Epyocia stock katd w
Ovopa [stock kats v |
apxeiou:
Apxeia rﬂnm@l Files {‘.sﬂ;‘.sﬂa;‘.sﬂtD ~ |
Project File: | Default.ip w Projects...
Quick Launch iMates

E‘:ﬁ @ @ g% | Find ... || [Jpﬁons...| q: Open )| Cancel |

Ewoéva 9.6.5 — Enidloyn tov 0yKov yio 160y®YN

210 avadvopevo mtapabvpo, emAéyetal va epeavictovy ta apyeio tomov STL,
eMAEYETAL TO apyeio mov amodnkevOnke ce mponyovuevo Prpa Kot TELOG, TATOVTOG
10 Open €104yETAL 0 OYKOG GTO TPOYPUULLO NAEKTPOVIKNG CYESLAGTC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

I m-=Rer | A= . ®| & (&2 S 9-katergasia keklimenis epif...  » [SESCRIEIDIEUCOMMaRGS! > % A Signin

IR sivplity  Design Sketch  Inspect Tools CAM  Manage View Environments G Vault  Electromechanical  Aut o-

%5 Free M @ Patt W Axis ~ -
Gi Cﬁr 5 FreeMove () / 22 Patten EE:E &D @ Aais - @
o5 F v Sick i x i
) FreeRotate Sick @ Mirror a < Point ~
Place Create Joi Billof Parameters  Create  Plane
Z J; Hide Al BB Copy  Materials Substitutes v L ucs
Component v Position ~ i Pattern ~ Manage ~ Productivity Work Features

cAM ~
& 9 - katergasia keklimenis epifaneias (epif

S > 9-totergzsioke.iom [
Ewova 9.6.6 — EvtoAn Constrain

A@o? gioaybel To apyeio oto mpdypappa, eriréyetal n evrtoAn Constrain pe oxkomnd
va 0ploToVV cVVONKES Yo va evoopatwdel o dykog Tov apyeiov .stl otov dyko
TOV SoKlpiov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Assemble |8

E’i g i FeeMe ELiD M Show 23 Pattern %ﬁ I’.L' g |'E—_| Hais - @ -

Y Free Rotate Mirror Point ~
Place Creste O J e Billof Parameters ~ Create  Plane +
= T » s BBk Substitutes T L. ucs

" | Manage ~ Productivity Work Features

oint

Place Constraint
Component v Po{
Assembly Motion Transitional Constraint Set

(Gl Selections

Type
& 9- katergasia keklim
| @ald|@a Er: o
| Offset: Solution
<
AN A
M eo OEF =
@ oK cancel | [Epay ] [>>

< > EEETTITE o oo .o < I
Ewova 9.6.7 — TovOnkeg evtoAng Constrain

2NV TpOTN KapTEAX TOL ovadLOUEVOL TapadVpoy eMAEYETAL O TPADTOG TOTOG
ocvvOnKdVv, 0 omoiog apopd cvvOnkec petadd eninedmv empaveldv. Encita,
emAEyovTal Ol EMOVUNTEC EMPAVELEC Y10 VO 0pLoTel pia cuvOnNkn. Ot Vo emPaveLeg
oV £yovv emiheyfel, OTMC paiveTal 6TV TapATAVEO €KOVa, eival 1 1910 TAELPA Kot
Y10 TOVG V0 OyKkovg. TéLog, emA€yeTal | EVIOA KAT® d€€Ld TOL avadvVOUEVOL
nopafOpov, @oTE AVTEG 01 OVO TAEVPEG VA elval opdppoTES HETAED TOVG KOl LUE TNV
evtoAn Apply oplotikomoteital n cvvOnK.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

9 - katergasia keklimenis epif...

S Sketch  Inspect Manage View viro s > (
= Cf '1'0 Free Move a [:F, oY Show 22 Pattern E= f & l—_l I Asis ~ &
=5 A EH Jx =
o Free Rotate A EIB Mirror ¢ < Point ~
Place Create Jomt Constrain Bill of Parameters Create _ Plane
¥ oY Hide Al BB Copy  Materials Substitutes v ] ucs
Component v Position v Relationships « Pattern « Manage v Productivity Work Features

X
CAM ~ @
Q 9 - katergasia keklimenis epifaneias (epif

Ewova 9.6.8 — Zuvdvaopndc tov dvo oykmv petd tv evtoin Constrain

Axpipog ta 1d1o frpata akoAovBovvtal yio vo opioTodV 01 GVVONKES TOV TAELVPOV A
kot B tov dokipiov. To amotélecpa petd and avtéc TIg EVEPYELEG €lvVal O GVVOVOGUOG
TOV 000 OYKOV, OTOG QAiVETAL GTNV TAPATAV® E1KOVA.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

=R R Y T IR {TIe R - SR <~ -~ ¥  9- katergasia keklimenis epif...

| RS GUICE Simplify  Design 3D Model  Sketch  Inspect  Tools CAM  Manage View Environments  GetStarted  Vault

Cﬁ} +5 Free Move qo ﬂ:l E:‘,;Show 22 pattern EEJE ‘f;v gﬁ' IE,——I Awis @ -~

og Free Rotate . i E|B Mirror . <~ Point ~
Place Create Joint Constrain Bill of Parameters Create  Plane
% o Hide Al B8 Copy  Materials Substitutes a4 Jo. ucs
Component v Position ¥ Relationships « Pattern Manage v Productivity Work Features
X
(cam ~ @
Model aneias (epif
Representations
CAM
Favorites

< . EEETIE 5 - ~

Ewoéva 9.6.9 — Metdafaon oto mepifdriov poviehomoinong tov doxkipiov

v evotta CAM, apiotepd otnv 000vn, emAéyetor n evotnta Model yia
petdfoon oto meptPaAiov povielomoinong tov SoKIpiov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

t

&g Pattern EE:‘% ‘fc E’ I'E—J ,-’Z| AXi.5 - @ -

Assemb!

& 0

o Repeat Constraint

& Sho -

Mi Point -
Place Create itrain E|B e Bill of Parameters Create Plane -@ o
= % Hide Al BH Copy  Materials Substitutes ] ucs
Component « itionships ~ Pattern = Manage « Productivity Work Features

Model ~ Add to New Folder

¥ P Assembl  Selection »
B9 - katerga O FTAE

b [ Relationship % Undo Isolate

b [EglRepresents  Substitute

v [ origin *k- Free Move v
b [PPartl:l & FreeRotate =
4 @megeni 211

Representation...
[ @megeni 21
b @ Component 3

o, Show Relationships

Measure [
Create Note

BOM Structure »
" Visibility Alt+Y
iMate Glyph Visibility
Grounded
Adaptive
" Enabled
Transparent Alt+T
Contact Set

Suppress
Expand All Children

Collapse All Children
(B, Find in Window End

iy
FEIR g—

Ewoéva 9.6.10 — Ene&epyacia Tov TAEYHLATOS TOV OYKOL

<
iProperties. ..

My Home

210 mepfdAiov povtelomoinong, 6to aplotepd Tupa g 006vng 6mov Ppickovtal
TO TEUAYLO TG CVVAPUOYNS doKIpiov-péyyevng, emiéyetor pe de&i KAk 0 6YKOg Tov
apyeiov .stl, yia va eppavictel éva €101kd pevod EVIOA®V. X aVTO TO LEVOD
emAéyetar n evrtoAn Edit yia v emeepyoacia tov.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

‘\' - & a0 | A= ﬁ;‘ . ® d S o ¥  9- katergasia keklimen...

File | EEDIVILEN Sketch  Inspect  Tools CAM  Manage View BIM  Environments  GetStarted Vault  Autodesk A360 o -

@ I @ % Sweep QEmboss .E,l_j Decal "4 @ Chamfer % Thread @Split [ﬁl '__

G Loft [ Derive a Import 4 Shell @ Combine @ Direct

Start Extrude Revolve Hole Fillet Plan¢
2D Sketch ™ E coil (& Rib (& Draft P Thicken/ Offset ), Delete Face G or | 7

Sketch Create Modify + Wi
Model ¥

v 45 Modeling View v ¢4
'7%9’413 e T,

Repeat Constraint

Measure

Create Note
Suppress Features
 Visibility Alt+V:

Expand All Children
Collapse All Children
(&) FindinWindow  End

SES s o CERE—

Ewova 9.6.11 — Metatponn tAEypotog o€ copunoyn 0yKo

Help Topics...

21o mepleyOUeEVa TOV 0YKOL TOL apyeiov .stl, emAéyetar pe 0e&l KAK 10 TAEYHO DOCTE
Vo ELEAVIOTEL £Va €101KO PEVOD. Z& AVTO TO £101KO HEVOD EMIAEYETAL 1| EVTOAN
Convert to Base Feature, yia tnv petdfaon oto mapdbvpo LeETATPONTNS TOV
TAEYLOTOC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

= e N S EPC| Generic ~ l)| [ Default ad <5 ~  9- katergasia keklimen...

File | EEDIYEEEN Sketch  Inspect  Tools CAM  Manage  View Environments  GetStarted  Vault  Autodesk A360 o -

— (%] = = ;
D I @ @ Sweep Q]Emboss %7 Decal ‘Q‘ @Chamfer = Thread gSpllt

Loft Derive 57 Import " @) shell Combi 3 Direct
Start Extrude Revolve G = () Derive D s Hole Fillet 8 @ il @ o
2D Sketch Z coil (& Rib (85 Draft < Thicken/ Offset ©, Delete Face Ge

Sketch Create Modify « Explore We
X

Model v ©)
Y ‘5 ModelingView ~ @4
39 - katergasia keklimenis epifaneias

Output
b 3rd Party —
T G
3 D Origin
b [EH] I OK | I Cancel
(B End of Part
< >

EE RN :- e < [

Ewodva 9.6.12 — Metatponn TAEYLATOG 6€ cuUTayn OYKO

210 avadvopevo mapdBvpo apyikd emAiéyetal n evtoAn Solid/Surface, dote 10
TAéyuna va mtetatpanel o 6yko oprofenuévo and empaveles. 'Enetta, emAéyetol va
unv draypaeei to apyikd maéypa (Delete Original). TéAog, pe v evioin OK
TPOYLOTOTOLEITOL 1] LETATPOTN TOV TAEYLATOG GE OYKO.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

9 - katergasia keklimen...

EDRVILN Sketch  Inspect  Tools CAM  Manage View BIM  Environments  Get Started ault  Autodesk A360

g % Sweep ﬁ Emboss E‘_’) Decal ' . @ Chamfer " Thread g Split k‘:‘ ‘ @ ,/:] )
i) Loft [ Derive 57 Import T @) Shell @ Combine (3 Direct = < |
i

Start Extrude Revolve

2D Sketch ™ 2 ol (& Rib (@5 Draft < Thicken/ Offset G, Delete Face Generator ™
Sketch Create Explore Work Featt
X
Model v [©)

7 Qﬂ Modeling View v &4
%9 katergasnakekﬁmemsemfanesas
b [|Relationships ', SEER
b [%z]Representations e

b [ _|Origin

b [(Parti:1

b (Jmegeni 2:1

4 @ stock kat9:1

b [ 3rd Party

b E3 Solid Bodies(1)
?;.’_ View:

3 E] Origin— | Sttt tmtdettant et

b [E] stock kats
(P MeshFeature 1:1]
o End of Part

-

% 8 S0 o .|

Ewova 9.6.13 — Eppdavion véov 0ykov

Metd TNV OAOKANPOGT TNG LETATPOTNG TOV TAEYUATOG epavileTal TAEOV 0 OYKOG
oto aplotepd pépog g 086vng pe to 6vopo MeshFeaturel:1 kot pe tig 1d1eg
1010TNTEG TOV £XEL TO OOKIUIO TNG CLYKEKPIUEVNC KATEPYAGTIOG.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

¥  9- katergasia keklimenis epif..  » [SEEIC

File Assemble  Sim cetch  Ins < @ ! Env 3 arted Vault
@ [E] Post Process B % & 2D Adaptive ) Horizontal l% @ ::I__: L)
B |j Setup Sheet @ Manual NC - =i 20 Pocket B Contour o X
Simulate — Setup | fold Drill Face Adaptive Swarf Multi-Axis Contour  Profile Groove
& Generate ) u WCS Probe 4 2D Contour i Parallel
Toolpath = Job Drilling 2D Milling = 3D Milling = Multi-Axis Milling Turnir

@ 3 - katergasia keklimenis epifaneias (epif
|

Ewodva 9.6.14 — EmAoyn evtoing Setup

[Ipayparomoleitar petdfacn oto mepIPAALOV TPOYPAUATIGULOD TOV KOTTIKAOV
epyareiov pe ta idta PRpata wov £ytve n petdfacn oto meptPAAAov LOVTELOTOINGTG
tov doxipiov. ‘Eneita, otnv kaptéha CAM, emAéyeton n evioAn Setup, yia va opiotel

0 apYLKOG OYKOG.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA
T -5 6~ A =-%0%Q ‘\ M 4 | <5 ~  9-katergasia keklimenis epif...  » V
FileW Assemble Simplify Design 3D Model Sketch Inspect Tools View Environments  GetStarted Vault  Elg
@ [E] Post Process @ D [, Pattern ﬁE; @ 2D Adaptive E =) Horizontal I% @ 3'——= o
- = u
. Ij Setup Sheet [g] Manual NC % @ 2D Pocket < é, Contour s )
Simulate Setup Folder Drill  Face Adaptive © Swarf Multi-Axis Contour Profile Gr
& Generate g WCS Probe { 2D Contour 1) Parallel
Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T
X
CAM ~ @

(2 Setup : Setupl
6(&)
Stock

\ Mode: )

Relative size box v

Fixed size box
Relative size box
Fixed size cylinder
Relative size cylinder
Fixed size tube

&t e tube
From solid

ay

Bottom offset:
Round up to nearest:

Width (X):
oeon
Height (2):

oo | PRI - o - ~

Ewoéva 9.6.15 — Emloyn embountov dykov

21 devtepN KapTéAo TOov Tapabvpov Tov Setup, 6to Mode, yivetan emthoyn Tov From
solid ®ote va emdeyBel oc apykdg 0yKog 0 €vag amd Tovg dV0 OYKOVG TOV OMOTEAEITAL
TAEOV 1 GLVOPLOYT.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

9 - katergasia keklimenis epif..  » 54

i

7 ; j : —_ -
@ E cess IEEI [E- Pattern : ﬁ @ 20 Adaptive =) Horizonta @ @ :j
. |j Setup Sheet @ Manual NC - ~ W 2D Pocket " & Contour o ) —
Simulate — Setup Folder Drill Face Adaptive Swarf Multi-Axis Contour  Profile Gro
&2 Generate u WCS Probe 4 2D Contour rfm Parallel
Toolpath Job Drilling 2D Milling = 3D Milling = Multi-Azxis Milling Tu
x
CAM ~
[, Setup : Setupl
o w B
Stock
Mode:
From solid ~
Stock solid p4
w0
p—

o= BEENNITEN - o - < I
Ewoéva 9.6.16 — Emloyn yeopetpiag tov apyeiov STL o¢ apyikov 6ykov

Mécw tng evtolng Stock solid emAéyetal o apyikoc 6ykog. [IPOZOXH. Oa npémetl va
emieyBel povo 1 yeopetpio tov apyeiov .stl, n omola petatpannke and TAEyna o
OYKO Kot €lval 0 OYKOGg HETA TO TEPAG TNG TPONYOVUEVNG KATEPYATTOC.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

I m-=F 60 A®5-% %R

M < ¥  9- katergasia keklimenis epif...  » 53
File Assemble  Simplify Design 3D Model  Sketch Inspect Tools

g View  Environments  GetStarted Vault  Eleg
@ Post Process @ D . Pattern a % @ 2D Adaptive 5 Horizontal @ @ }I—_; A

Cz‘ - = ; - =
[j Setup Sheet @ Manual NC

. : \3\) 2D Pocket " 2, Contour N )
Simulate Setup Folder Drill  Face Adaptive © Swarf Multi-Axis Contour Profile Grc

& Generate g WCSProbe { 2D Contour 1 Parallel
Toolpath Drilling 2D Milling ~ 3D Milling = Multi-Axis Milling Tu

CAM ~
(&, Setup : Setupl

0@ B

Setup

A K

Operation type:
I Milling v I

Work Coordinate System (WCS) A

rientation:

Select Z axis/plane &X axis v

odel-orientation-
4 Select Z axisane & X axis

Seles axisyplame &V axis
SelectX &Y axes

Select coordinate system

X axis

[CIFlip X axis
Origin:
I Stock box point v

Stock point

EET
o] o) eI - oo e.on <

Ewova 9.6.17 — Evotnta Orientation

2tnv evéotnrta Orientation, emAéyetot 1 evtoAn Select Z axis/plane & X axis dote va
optotel n katevBuven tov dEova Z, o omoiog kaBopilel Tnv Kivnon Tov KOTTIKOV
gpyareiov kot emopévmg to fabog Komnc.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

f}. -5 6ar A B-0-%R ‘ <+ ¥  9- katergasia keklimenis epif...

Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments  GetStarted Vault Ele

@ [E] Post Process IED [, Pattern ng % @ 2D Adaptive =) Horizontal I% @ ﬁ :

. Ij Setup Sheet @ Manual NC % (G\) 2D Pocket < é; Contour s )
Simulate Setup Folder Drill Face Adaptive ~ Swarf Multi-Axis Contour Profile Gr

& Generate u WCS Probe ¢ 2D Contour ﬂ[; Parallel
Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T

CAM ~ C
(2 Setup : Setupl

0@ B

Setup

Operation type:
[ Miling v|

Work Coordinate System (WCS) A

Orientation:

I Select Z axis/plane & X axis v |

Z axis

[CIFlip z axis

X axis

[CIFlip X axis

Origin:
I Stock box point v

Stock point
EE

[ o II Cancel | [== =] . )
9-tatergasa e..om % |

Ewoéva 9.6.18 — KatevBvvon déova Z

Emléyetar pio omoradnmote akun n onwoia 0o opicel tnv katevOvvon tov déova Z. Xe
nepinTon mov 0 dEovag Z dev £xel TV emBount eopd, 1TE EMAEYOVTAG TNV AKPN
0V Bé€Aovg Tov agova aArdlel 1 eopd ToL.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOT'QN MHXANIKQN ITATPIKIOY HAIANA
f-“ E-=E 6 A =5 e e <~ ¥  9- katergasia keklimenis epif...  » [
Assemble  Simplify Design 3D Model Sketch Inspect Tools Manage View Environments  GetStarted Vault Ele
[E] Post Process (= Pattern @B, 22 @ 2D Adaptive E /=) Horizontal = ="
& =] L B2 S = i
. [j Setup Sheet @ Manual NC 7 @ 2D Pocket 4 é, Contour NS .
Simulate Setup Folder Drill Face Adaptive ~ Swarf Multi-Axis Contour Profile Gr
& Generate u WCS Probe ¢ 2D Contour m Parallel
Toolpath Job Drilling 2D Milling « 3D Milling ~ Multi-Axis Milling T
.
CAM ~ @
(&, Setup : Setupl
o @
Setup
Operation type:
IMilIing V|
4 Work Coordinate System (WCS) A
Orientation:
I Select Z axis/plane & X axis v |
Z axis
[CFiip Z axis
X axis
[CFiip X axis
Origin:
lShod(box point v
Stock point

(o Il ETe——
Ewova 9.6.19 — EvtoAn Stock Point

2tv evotnta Work Coordinate System (WCS), yivetal emAoyn tng evtoAng Stock
Point. MéM¢ epgavictovv ta dtabécipa onpeio OTMG POIVETAL GTNV TOPATAV®
ewova (Ewkova 9.6.19 — EvtoAn Stock point), opiletatl 6 €va and avtd 10 cHGTNUO
GUVTETAYUEVOV.

Télog, matovtag to kovuni OK odokAnpavetal | 010d1K0GioL TOV OPLGHOD TOV OPYLKOV

OYKOV KOl TOV GUGTNHOTOG GUVTETAYUEVOV.
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
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2. Emloyn xomtikov £pyoleiov Kol Topoy®yn TNC TOPELNS TOV.

I

PRO

E-5F6e A= -0%R v - ¥ 9-katergasia keklimenis epif.. » [§

Model  Sketch  Inspect  Tools

Manage View Environments  GetStarted Vault Ele

<~ Repeat Undo

@ @ Pos (3 Edt Pattern @ ) % @ 2D Adaptive . ) Horizontal @ @ ;I
|j ett ([ Open Manual NC : - «,\y 2D Pocket 2, Contour
Simulate Drill Face Adaptive ~ Swarf Multi-Axis Contour Profile Gr
& Gen 3 Copy Ctrl+c WCS Probe < 2D Contour 1) Parallel
Toolpath Delete Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling T

Model v Add to New Folder

? ,r Assembl Selection >

%9 katergal- | Isolate

b DRelatonshlp =5 % Undo Isolate

3 Representa Substitute

b DOrigin ‘!‘O Free Move v

b (PPartlil ¢ FreeRotate

4 @megeni 2:1

4 @megeni 21

b @ Component »

o}, Show Relationships

Measure »

Representation...

Create Note

BOM Structure
:
Mate Glyph Visibili ty
Grounded
Adaptive
' Enabled
Transparent Alt+T
Contact Set
Suppress
Expand All Children
Collapse All Children
(), Find in Window End \
|

Ewova 9.6.20 — Katdpynon opatdtTntag 6yKov

iProperties...

[Ipwv &Eexwvnoer mn emhoyn] 10V KOmMTiKOU gpyaieiov yivetar pio petdPoacm oto
neplfdAlov povrelomoinong tov OSokiUiov, OMMG QLT TPOYUATOTOONKE KAl GE
nponyovueva Prpata. EmAéyetor o véog 6ykog mov tpootédnke 6TO TPOYPAUUO KOl LE
0eél KMk avolyel éva €101KO pevov. Xe avTd 1o pevoL emAfyetal n €vtoAn Visible yia
va yivel adpatog avTtdg 0 0YKOG. XKOTOS AVTNG TNG EVEPYELNC EIVaL OpATOTNTA TNG KATM
EMPAVELAS AVLTOV TOL OYKOV, MGTE va eMAEYDEl Y100 TOV TPOYPAUUATIONO TNG TOopEiag
TOV KOTTIKOV £pYOAreiov.
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I BM-5R 60 M=% %R () | <+ ¥ 9 - katergasia keklimenis epif... >:
Tools Manage View  Environments

| Assemble Get Started  Vault  Ele

Simplify  Design 3D Model  Sketch  Inspect

@ [E] Post Process . E] = Pattern éga ,‘//«‘ ) 2D Adaptive ’ ) Horizontal @ ﬁ #
' -
. Setup Sheet @ Manual NC g > 2D Pocket é Contour s 3
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis Contour Profile Gn
Generate WCS Probe # 2D Contour Parallel
&

Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T

X

CAM ¥ (@)

@ 9 - katergasia keklimenis epifaneias (epif
- Setupt

Ewova 9.6.21 — Emloyn evtoAing 2D Pocket

‘Eneita, yivetor mait petdfoaon oto mwepPPAALOV TPOYPOAUUATIGUOD TOV KOTTIKOV
gpyoreiov pe tov 1610 tpoémo.Xtnv kaptéha CAM 1oL TPOYPAUUATOG, ETMIAEYETAL M|
evtoAn 2D Adaptive yia ) S1o0pope®on TOL TPMTOV GKOAOTATLON.
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‘ -5 6~ A= @ () | <5 ¥  9- katergasia keklimenis epif...

FleM] Assemble Simp Design 3D Model etch Inspect Tools Manage View  Environ Get Started  Vault  Ele
@ Post Process 9 . Pattern @ 2D Adaptive - Q Horizontal ! = -
& =5 & =1 %) = i

. Setup Sheet [g_}] Manual NC g > 2D Pocket 4 é Contour s 3
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis Contour Profile Gn

& Generate u WCS Probe { 2D Contour 1) Parallel

Toolpath Job Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling T

X
CAM ~ @
2D Adaptive : 2D Adaptive2

@6 o H =

Tool: #88 - @14mm flat (Carbide / 3F.A [Kal
Tool D

Coolant:
I Flood

[E<H]

Feed & Speed

Spindle speed: [g]

Surface speed: 130 m/min

Cutting feedrate: 709.376

[+
Ramp spindle speed: | 2955.73 fl
[+

Feed per tooth: 0.080000
Lead-in feedrate: 400 mm/m
Lead-out feedrate: | 800 mm/m
Ramp feedrate: 400 mm/m

Plunge feedrate: 400 mm/m

Feed per revolution: | 0.13533 |

[ o ]|

(L]
<

b
i

' o etergasake.iom [

Ewoédva 9.6.22 — Emloyn kontikov epyaieiov

2V TpdTN KapTtéra Tov mapabOpov e evtoing 2D Adaptive, emiAéyeTal n €VIOAN
Tool yia v petdfaocn oy PpAodNKN TOV KOTTIKOV pyareiwV.
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TMHMA MHXANOAOT'QN MHXANIKQN ITATPIKIOY HAIANA
EHE, Open Documents Text contains ~ | | x Show Operations
. @AIIT(:I!:- - Mame Diameter Type Description Comment Spindle Speed  Cutting Feed *

EI My Libraries #1-@10mm flat (Carbide /... 10mm FlatMill Carbide [ 2 Flutes Avlaki f DOC=1,0xD{width) ... 3183.1 413,803
E‘ Sample Libraries #2 - @10mm flat (Carbide /... 10mm FlatMill Carbide [ 3 Flutes Avlaki f DOC=1,0xD{width) ... 3183.1 620,704

E‘E‘ Thesis Library ] #3-010mm flat (Carbide /... 10mm FlatMill Carbide [ 4 Flutes Avlaki f DOC=1,0xD{width) ... 3183.1 827.606
Thesis Library || #4-012mm flat (Carbide /... 12mm FlatMill Carbide [ 2 Flutes Avlaki f DOC=1,0xD{width) ... 265258 424,413
E‘E‘ Tool Librar ] #5-012mm flat (Carbide /... 12mm FlatMill Carbide [ 3 Flutes Avlaki f DOC=1,0xD{width) ... 265258 636.62
!it || #6 - @12mm flat (Carbide /... 12mm FlatMill Carbide [ 4 Flutes Avlaki f DOC=1,0xD{width) ... 265258 348,826
Face iling [} #7 - @14mm flat (Carbide /... 14mm FlatMill Carbide [ 2 Flutes Avlaki f DOC=1,0xD{width) ... 2273.64 409,256
| #8 - @14mm flat (Carbide /... 14mm FlatMill Carbide [ 3 Flutes Avlaki f DOC=1,0xD{width) ... 2273.64 613.883
] #9 - ©14mm flat (Carbide /... 14mm FlatMill Carbide [ 4 Flutes Avlaki f DOC=1,0xD{width) ... 2273.64 818,511
] #11 -@10mm flat (Carbide /... 10mm FlatMill Carbide [ 2 Flutes Adaptive / DOC=0,5xD{widt... 4138.03 413,803
< > || #22 -@10mm flat (Carbide /... 10mm FlatMill Carbide [ 3 Flutes Adaptive / DOC=0,5xD{widt... 4138.03 620,704
|| #33 -@10mm flat (Carbide /... 10mm FlatMill Carbide [ 4 Flutes Adaptive / DOC=0,5xD{widt... 4138.03 827.606
|| #44-©12mm flat (Carbide /... 12mm FlatMill Carbide [ 2 Flutes Adaptive / DOC=0,5xD{widt... 3448.36 443,287
| § #55 -@12mm flat (Carbide /... 12mm FlatMill Carbide [ 3 Flutes Adaptive / DOC=0,5xD{widt... 3448.36 672.43
[ | #66 -@12mm flat (Carbide /... 12mm FlatMill Carbide [ 4 Flutes Adaptive / DOC=0,5xD{widt... 3448.36 896,573
|} #77 - @14mm flat (Carbide /... 14mm FlatMill Carbide [ 2 Flutes Adaptive / DOC=0,5xD{widt... 2955.73 472,917
| | #83 - @14mm flat (Carbide /... 14mm FlatMill Carbide [ 3 Flutes Adaptive / DOC=0,5xD{widt... 2955.73 709,375
1 | #99 - ©@14mm flat (Carbide /... Flat Mil ~Carbide [ 4 Flutes e 945.835
] #111 - @10mm flat (HSS5 + ... FlatMil HSS + Cobalt /2... "\a 3183.1 159,155
| #222 - @10mm flat (HSS + ... 10mm FlatMill HSS + Cobalt /3 ... 3133.1 238.732
] #333 - 010mm flat (HSS5 + ... 10mm FlatMill HSS + Cobalt [ 4... 3183.1 318.31
] #4944 - @12mm flat (H3S + ... 12mm FlatMill HSS + Cobalt/2... 2652.58 132,629
| #555 - @12mm flat (HSS5 + ... 12mm FlatMill HSS + Cobalt /3 ... 2652.58 198.944
[ | #666 - @12mm flat (HSS + ... 12mm FlatMill HSS + Cobalt [ 4... 2652.58 265,258
|| #777 - @14mm flat (HSS5 + ... 14mm FlatMill HSS +Cobalt/2... 2273.64 131.871
#8358 - @14mm flat (HSS +... 14mm FlatMill HSS +Cobaltf3... Avlaki f DOC=1,0xD(width) ... 2273.64 197.807 ¥
£ >

u Mew Mill Tool t’ Mew Mill Holder <°> Mew Turn Tool Mew Library Edit (l Select |D Cancel
Ewodva 6.9.23 — BifAoOnkn kontikdv epyareiov
210 avadvouevo mTopabvpo, ETAEYETAL TO KOTTIKO EPYOAELD. TNV GLYKEKPIUEVT
@bon katepyaciog to kovovAl No 99.

Y€ avtd 10 onueio mpénel va avaeepBel 0tL £xet mponynbei n dnpiovpyia OA®V TOV
KOTTIKAOV EpYaiei®V Yo TNV EKTOVNON TNG EPYAGiag.
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F -5 a7 A 5-02% &21 m | S5 ¥  9- katergasia keklimenis epif... P

FEIEN  Assemble Simplify 3 3 e Sketch  Inspect  Tools View Environments  GetStarted Vault  Elg

@ @Postprocess @D & Pattern ﬁg7 % ®ZDAdaptive QHorizontal I% @ ﬁ :

. E] Setup Sheet ]E_i] Manual NC % @ 2D Pocket < é Contour s )
Simulate Setup Folder Drill  Face Adaptive © Swarf Multi-Axis Contour Profile Gr
& Generate g WCS Probe { 2D Contour 1) Parallel
Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T
X
CAM ~ @

@ 2D Adaptive : 2D Adaptive2

@6 H =

Pocket selections

[l Stock Contours

Tool Orientation

Orientation:
I Select Z axis/plane & X axis v |

Z axis [z]

MFlip 7 axis

X axis

[ Flip X axis
Origin:
| setup wcs origin v

ST o Ee———

Ewoéva 9.6.24 — Emloyn emedvelog mpog Katepyasia

v debtepn koaptéra, opiloviol TpdOTA TO OPLo TNG TPOS KATEPYACIAS EMPAVELNG
KOl £TELTA TO GUOTNUO GLVTETAYUEVAOV TOV KOTTIKOV gpyaieion. Znv gvotnta
Geometry, péom g evtoing Pocket selections, emAéyetal 1 Tpog Katepyacia
EMPAVELXL. ZTNV 0eVTEPN KapTELX, opilovTal TPpAOTO Ta OPLA TNG TPOS KATEPYASTING
EMPAVELNC KOl ETELTA TO CVGTNLO CUVTETAYUEVOV TOV KOTTTIKOV EPYOAELOV. TNV
evotnta Geometry, péom g evtoAng Pocket selections, emAéyetal n mpog
Katepyacio empdvela.
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F -5 6~ A =% 9% &2[ 1= | <5 ~  9- katergasia keklimenis epif... PV

L
—
il

File Assemble  Simplify Design 3D Model Sketch Inspect Tools View Environments  GetStarted Vault  Elg

@ [E] Post Process @D =, Pattern ﬁg; @) 2D Adaptive E /=) Horizontal I% @ E :

. Ij Setup Sheet [g—i] Manual NC % @ 2D Pocket < é Contour s )
Simulate Setup Folder Drill  Face Adaptive © Swarf Multi-Axis Contour Profile Gr
& Generate g WCsProbe { 2D Contour 1) Parallel
Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T
X
CAM ¥ @)
@ 2D Adaptive : 2D Adaptive2
¥ o0 &5
~
IRetractheight

R [< ]

Clearance height off...

[ Stock top

Retract height offset: m
[oexe Lo Y9
= 4

I Stock top v

Top offset:

LR [< |

e
‘ []Bottom Height

Selection v

Clearance height
Retract height
Top height
Model top

Model bottom
Stock top =
Stock bottom

tour(s = -
mEE . v (RS |

~_ | Origin (@bsolute)

[

Ewéva 9.6.25 — Opiopdg emmédmv KOTTIKOD PpYUAEIOV

v tpitn kaptéda, kKabopilovtol Ta HYN GLVAPTHCEL TOV CLVOINKAOV KATEPYATIAS TOV
KOTTIKOU gpyaieion. XNV mPOoKEINEVN TEPITTOGT, 0pileTal To VYOS TOV KOTMTEPOL
emmédov 610 omoio Ba eTdoel To KOMTIKO epyareio kKatd TNV KatakOpLEN Kivnon Tov.
Av1o emituyyavetal p€cm TG eVToANg Selection kat g emMAOYN S TNG TPOG
Katepyaciog enpdveloc.
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T -5 6~ | A =-0-2% &![ =l | <5 ~  9- katergasia keklimenis epif... PV

FileW Assemble Simplify  Design Mlodel  Sketch  Inspect Tools View Environments  GetStarted Vault  Elg

@ @PostProcess @D & Pattern ﬁE; % ®ZDAdaptive QHorizontal I% @ E :

Ij Setup Sheet [g] Manual NC % @ 2D Pocket < é, Contour s )
Setup Folder Drill  Face Adaptive © Swarf Multi-Axis Contour Profile Gr

& Generate g WCS Probe { 2D Contour 1) Parallel
Toolpath Job Drilling 2D Milling = 3D Milling « Multi-Axis Milling T

Simulate

X
CAM ¥ ®@
@ 2D Adaptive : 2D Adaptive2

¥ 66 H =

Passes A Kol

Optimal load: @
Minimum cutting radius:

[use slot dearing

(D] (2] [

Direction:

I Conventional v |

Multiple Depths

Maximum roughing s... Iﬂ

[Jorder by depth

[l Stock to Leave

Smoothing

Smoothing tolerance: E]

BN - S . E——

Ewova 9.6.26 — Eneéepyacia ndoomv

v tétaptn Kaptéda, opiovtal ot cvvOnKkeg Katepyacsiog yio kabe mdocso. Apyikd,
emAéyetar n evotnta Multiple Depths @ote n katepyasia va TpaypatoroinOei pe
ToALOTTAG Thooa. Katdmy, emA£yetal 1 HEYLGTN LETOTOMION TOV KOTTIKOV €PYOAELOV
otov opiLovtio dEova (Maximum roughing stepdown) ota 14 mm, to omoio
TPOKVTTEL AT TIG TEYVIKES TPOSLAYPAPES TOL KOTMTIKOV epyaieiov. Emetta,
emAéyetor n evotnTa Smoothing, ®ote n TodTNTA TNG EMLOAVELNG UETE TNV
Katepyaotd va givol 660 1o dvvatdv mo oparn. ‘Etot, otnv evtoAn Smoothing
tolerance swcdyetor n tipun 0,01 mm.
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- " e~ A=

Assemble  Simplify  Design
Post Process @7 D

Setup Sheet

Ramp Type
Specfies how the cutter moves down for each depth cut.

File

Simulate Setup Folder
& Generate
Toolpath Jo!
X
CAM ~ @
@ 2D Adaptive : 2D Adaptive2
‘ 9 ﬁ O 4} E . Plunge Outside Stock
High feedrate mode:
I Preserve rapid movement v I
Allow rapid retract
Maximum stay-down...
Stay-down level:
| Least VI

Liftheight; [omm
No-engagement fee... |S_]

kD

Leads & Transitions

Horizontal lead infou... |g| g
Vertical lead infoutr... |g|

Ramp

//’—___5\\\\ Zig-Zag Profile
< Ramp type: | Notice the smooth transitions on the Zig-Zag ramp type.

\l Plunge / X |_‘H’F

Ewéva 9.6.27 — Emloyn tpdmov e16ay®yNG KOTTIKOD EPYUAEIOV

2tV mEUMTN Kol TEAEvTOia KopTtéra, opiletar o TPOMOG €16000V TOV KOMTIKOV
gpyareiov. v evtotnta Ramp emdéyetar n eviol Plunge, dote n &€icodog tov
KOTTIKOV €pyareiov va yivel OT®MC POIVETOL GTO TAPASELYLA TNG EIKOVAG.

Téhoc, matdvtac to kovuri OK oloxAnpaovetat n dtadikacsio ETAOYAE TOL KOTTIKOD
gpyareiov Kot 0 OPLOROS TOV GLVONKOV KATEPYAGING.
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MANQAAKHYE TZANHX

ITANEIIIXTHMIO AYTIKHE ATTIKHX
ITATPIKIOY HATANA

TMHMA MHXANOAOTQN MHXANIKQN

» iSearch Help 4

= 9 - katergasia keklimenis epif...

I m-= % 60
Get Started  Vault  Electromechan

nments

Inspect  Tools Manage Vi

Filel] Assemble Sim i 3D M <
Post Process 3 &= Pattern 2D Adaptive = Horizontal = Ul TJFa
& 0 G g S (1 B & =M1
. Ij Setup Sheet @ Manual NC 7 @ 2D Pocket © é Contour o § ]'BJ Pz
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis Contour  Profile Groove "
& Generate u WCS Probe < 2D Contour 1) Parallel g T
Toolpath Job Drilling 2D Milling « 3D Milling ~ Multi-Axis Milling Turning v
X
CAM ~ ®@

@ 9 - katergasia keklimenis epifaneias (epif

E!E Setup1
(-7 [T88] 2D Adaptive2

> EEIETRITEE 5 <o e-om > [

Ewoéva 9.6.28 — [Topeia komtikov gpyaieion

Avtoparta, poAlg tatnbei to koouni OK 6mme TpoavapépOnke, mapdystal 1 mopeia
TOV KOMTIKOV gpyareiov, Omwg paivetal otnv mapandve gikova (Eikova 9.6.28 —
[Mopeia KomTiKOV £pyareion).
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3. IIpocouoinocn kotepyacioc.

:{ -5 6 A 5-%% & d < i <% ¥  9- katergasia keklimenis epif... » [Search Help 4

Files Assemble  Simplify Design 3D Model  Sketch  Inspect Tools Manage View Environments  Get Started

V‘ El Post Process @ D E Pattern :@*. % @ 2D Adaptive Q Horizontal o
. |j Setup Sheet E;] Manual NC " (s\) 2D Pocket . é Contour s [ P
Simulate Setup Folder Drill  Face Adaptive -
/| © Generate g wcsProbe {# 2D Contour 1) Parallel o T

Toolpath Job Drilling 2D Milling ~ 3D Milling ~

3
CAM ~ ®
Simulation

& Display Gy info Qs Statistics

.
Show shaft
[ show holder
[]show transparent
[:l Show points
[CJshow axes
Toolpath mode:
[ All toolpath v

Mode:

| Standard v ‘
Colorization:

| Use material v ]

Material:
r

Close
Co | EEETRNIE o eoeie - <

Ewova 9.6.29 — IIpocopoimon katepyaciog

v kaptéAo CAM tov mpoypdupatog, emiéyetor n €vtolr] Simulate 610 mlve
aploTePd TUNUO TNG 000VNG. ZTNV TPOTN KOPTEAOL TNG EVIOANG, E€VEPYOMOLEiTAl O
apykodg 6ykog (Stock), dote va yivel avTiAnmti N agaipeon tov entbountod dykov.
‘Encita, pe 1o minktpo Play, Eexivdel m mpocopoimon g mopeiog TOL KOTTIKOV
epyareiov.
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4, Xpdvoc katepyooioc.

- B - i =

sia keklimenis epif]

Assemble  Simplify  Design 3D Model  Sketch  Inspect  Tools e View € ted  Va
@ [E] Post Process @' E‘ = Pattern % @ 2D Adaptive @ A=) Horizontal @ @
El Set ﬁU’ > §
i up Sheet @ Manual NC 1 20 Pocket i % Contour o
Simulatg| — Setup Folder Drill Face Adaptive Swarf Multi-Axis Contour  F
4 Generate u WCS Probe 4 2D Contour ii9 Parallel
Toolpath lob Drilling 20 Milling = 3D Milling = Multi-Axis Milling
=
CAM ~ @
Simulation
% Display Q# Info

Statistics

Machining distance:

Operations:

Tool changes:

Close

Ewova 9.6.30 — Xpovog katepyaciog

v tpitn kaptéra (Statistics) tng evtoAng Simulate (mdvo apiotepd otnv 006vn),
eppaviCovtal Kdmola oTotyeia mov anoppéovv and v katepyocio. Eva and avtd
glvat ka1 o ypovog katepyaoiog, o oroiog ivar 0:02:53 min.
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TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

9.7 HAPATQI'H G-KQAIKA

2e avtd 10 KEQPAANLO0 Ba yivel Lo ava@opd otV Tapay®yn Tov KOadika G 0mmg avtdg
TPOKVTTEL OO TNV KATEPYOSi TOL doKLIUiov.

E D & Pattern LU’ %/ ,Adapnve

Setup Sheet @ Manual NC 2D Pocket
Simutate L3 Setup Shee Setup Folder @ M@ Drill | Face © 22

& Generate § wcsProbe 4 2D Contour
Toolpath Job Drilling 2D Milling ~
x
CcAM ~ Z
@ 82 - katergasia skalopatiou B - Ex
= & setups
@ [T99] 2D Pocket2

il o2 - katerg:

Ewova 9.7.1 — Avorypa
nopabvpov Post Process

v kaptéia tov CAM apiotepd otnv 000vn emiéyeton 1 evtodn Post Process pe
okomd TNV mapayoyn tov G k®diKa.

235



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
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G g
G2

Configuration Folder

| C:\Users\Public\Documents\Autodesk\Inventor HSM\Posts El

| | Setup |
Post Configuration
| acramatic.cps - Generic Acramatic ~ || |AI[ ~ ‘ | Open config |
eding.cps - Generic Eding CNC/USBCNC ~

emc.cps - Generic Enhanced Machine Controller (EMC)

eztrak conversional.cps - Generic EZ-Trak Conversional

fadal.cps - Generic Fadal
fagor.cps - Generic FAGOR

fanuc - inverse time - a-axis.cps - Generic FANUC - Inverse Time and A-axis
fanuc incremental.cps - Generic FANUC (with G91)

fanuc turning.cps - Generic FANUC Turning

fanuc with subprograms.cps - Generic FANUC with subprograms value ~
fanuc.cps - Generic FANUC
flexicam.cps - FlexiCAM Yes
generative-machining.cps - Generative Machining APT Preserve ra...
gplus.cps - Generic GPlus 0
grbl.cps - Generic Grbl 1000
gskenc.cps - Generic GSK 928MA 0,01
haas - inverse time - a-axis.cps - Generic HAAS - A-axis .
haas turning.cps - Generic HAAS Turning 0,01
haas umc-750.cps - Generic HAAS UMC-750 0,002
herd ps~6e Yes
s - Generic HAAS
0 > Yes
heidenhain iso.cps - Generic Heidenhain ISO Yes
heidenhain turning.cps - Generic Heidenhain/MANUALplus Turning 5 &

heidenhain.cps - Generic Heidenhain
hurco.cps - Generic HURCO | |

intelitek.cps - Generic Intelitek
isel.cps - Generic ISEL Intermediate

kosy.cps - Generic KOSY
linuxenc.cps - Generic LinuxCNC (EMC2)
mach2mill.cps - Generic Mach2Mill &

Ewova 9.7.2 — Emloyn post processor

210 avadvopevo mapdbvpo émerta and avalntnon emA£yETAl O KATAAANAOG yio. TNV
EKACTOTE EPYOAELOUNYOVY] WHETEMEEEPYOCTNG. XTNV TOPOVON EPYAGIO. KAl Yo TNV
epyoretounyovny mov £xel emAegybei, avtdg eivar o has.cps — Generic HAAS.
Inuetmvetal Tog eival cuufatdg pe TV PYAAELOUNYAVT.
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Search for posts in our online post librar

| C:\Users\Public\Documents\Autodesk\Inventor HSM\Posts E” | Setup |
|acramalic.c|1-; - Generic Acramatic ~ | |AII ~ ‘ | Open config |
Output folder NC extension
| C:\Users\tzani\AppData\Local\Inventor HSM\nc IZ” | .nc ‘ ([}pen fo\de;
Program name or number Property Value A
| '\ | (Built-in} allowHelicalMoves Yes
Built-in) highFeedMappin Preserve ra...
Program comment ( o ) .g pping
(Built-in} highFeedrate 1]
| | (Built-in) maximumCircularRadius 1000
I (Built-in) minimumChordLength 0,01
ni
(Built-in) minimumCircularRadius 0,01
|Documenl L > | (Built-in) tolerance 0,002
optionalStop Yes
[“IReorder to minimize tool changes preloadTool Yes
Open NC file in editor separateWordsWithSpace Yes
sequenceNumberIncrement 5 hd

Cancel |

Ewova 9.7.3 — Ovopoaocia mpoypappatog

21 ovvéyela, apov dwhei éva dvoua oto mpdypappa, emtiéyetar n evrorr; Open folder
vio va anobnkevtel o G kodwkag oe apyeio ®ote va umopel vo gwoaybel otov

VTOAOYIGTN TNG EPYAAELOUNYOAVIG.

1+ « AppData > Local > Inventor HSM > nc ~ |0 Avalitnon: nc »p
Opydvwaon ~ Néog paxerog B ~
A Ovopa Huepopnvia tpo..  Timog MéyeBoc

3 Tpfiyopn mpoopa
I Enbvea ep # Aev BpéBnkav amoteléopara yia Ty avalAtnon oac
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9.8 XPONOZX KATAXKEYHZX AOKIMIOY

‘Eto1, petd to mépag TV KOTEPYUSLOY 0 GUVOAKOG YPOVOG KATEPYUGING TOL OOKIUiov givarl
17:44,8 Aemtd.

Opoc vapyetl Kot 0 GLVOAIKOS ¥pOVOG KATAGKELNG TOV dOKIUIOV 0 0Toiog KupaiveTat amd
23:02,6 £w¢ 28:17,6 Aemta.

To €bpog Tov YPOVOL TPOKLITEL WG EENG:

Tt = T1 + T2 + T3 6mov,

Ttot : Zovolkog Xpdvog Kataoskevng Aokiiov
T1 : Zvvolkdg Xpovog Katepyasiog Aokipiov

T2 : Xpdvog Ahhayng Kontikov Epyadeiov (ZOppova pe 1o Eyyepidio g
EPYOAELOUNYOVNIG).

T3 : Xpovog AAayng Tpomov Zvykpdinong Aoxipiov (Ilpokdntel omd mepapota wov
TpaypatormomOnkav omd tpeig xeprotéc, kopoaiveratl and 00:45 £wg 01:30 Aentd aviroya tov
YEPLOTN Kol TNV WO10H0pPio TNG GLGKELTG CLYKPATNONG KOl TOAAATAAGLALETON [LE TO 7 AOY®
TV €€ OAAOYDV GTOV TPOTO GLYKPATIONG OV TPOYLLALTOTOLOVVTOL KATE TNV KOTAGKEVT) TOV
GUYKEKPLULEVOL SOKIHIOV)

Enmopévamg, Tt = 17:44,8 + 00:02,8 + [7 x (00:45 - 01:30)] = 23:02,6 éw¢ 28:17,6 Aentd.
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10ITPOBAHMATA KAI ANTIMETQIIIZH

2TO CUYKEKPIUEVO KEQPAANLO YivETAL avAALGT TOV TPOPANUATOV TOV TOPOVGLACTNKAY
KOTA TNV EKTOVNGT TNG TAPOVOAG EPYATing, KOOMS KAl TOL TPOTOV [E TOV OTO10 OVTA
AVTIHETOTIOTNKAV.

1)

2)

3)

YnépBoaon opiov otpo@dv Tng unyavine — AAayn unyxovig ard Minimill ce
Super Minimill.

To npdTO MPOHPANUE TOLV TOPOVGLAGTNKE KOTA TNV €KTOVNON TNG TOPOVGAG
epyaciog, oavapépetor otnv emAoyn ¢ CNC egpyoietopunyavic yia tmv
LEAAOVTIKT| KOTOOKELT TOV dokipiov.
Onwc avaivetar oto 5° kepdrato otnv gvotnta A2: «Emloyn Mnyavine», yio
TNV EMAOYYT TNG UNYXAVNG TPEMEL VO TANPOoVVTOL KATTola KprTnpla. Apykd eiye
yiver egmioyn g epyarswopnyavic Minimill g etoupeiag HAAS. X1
ovvéyela, Otav vmoloyiotnkov ot ocvvOnkeg katepyacioag yio kabe @don
KotePyaoiag, dlamoTddnke OTL Ol GTPOPES TNG ATPAKTOV O€ KATOlEG PAGELS
emepvoboav TG OTPOQEC NG ATPAKTOL NG  EPYOUAELOUNYOVTG.
Emopévog, emAéybnke £&va AaAAo povtédAo g etapeiag  HAAS, 1
epyaietounyavn Super Minimill, n omoia €xel akpiPdg Ta id1a YopaAKTINPLOTIKA
ue v Minimill, t6c0 og dyxo katepyaciag dokipiov 660 kot o€ Wdiov 6yko. H
uoévn dapopd tovg eivar 6t m Super Minimill dwa0éter peyardtepo O6plo
GTPOPAOV ATPAKTOV.

‘Eva apyelo xatackevng tepoyiov pe péyyevn — Mepovouéva apyeio kabe
Katepyaoiog Le HEYYeEV.

‘Eva and ta tpoPAnpato mov tpokvye, T0GO GTO TPAKTIKO HEPOS, OGO KOl GTO

pépog g mapovciacons pe to Pivieo tov Pnudtov Tng KOTEPYAGING TOL
doxkipiov, eivor m Onpovpyioc €vOC UEHOVOUEVOL OPYXEIOL KATOUOKELNC TOL
dokwpiov(amd MV WPOTN @ACN KOTtEPYOosiog £€mC Kol TNV TEAELTAIN).
Ocov agopd T0 TPAKTIKO UEPOC, M CLYKPATNON TOL JOKIHiov oTn HEYYEVN
aArdlel katd T OldpKela TG Katepyacsiag. Q¢ amotélecpa NTav n advvapic
0PLGLOV TOV aPYLKOV OYKOV GTNV apyn Kadbe gdong katepyaciag, o omoiog eivar
N TEAMKN HOPON TOV doKIpiov HETE TO TEPAG TNG TPONYOVLUEVNS KATEPYAUGLNG.
Av16 glye og ovvémela, v advvapio dnpiovpyiag evog eviaiov Bivteo yio v
Katepyacio TOV doxipiov.
AVYon og avtd 10 TPOPANUA amoTtédece 1 dOnuLovpyia Eexmplot®dV apyeiwv, Ta
omoio meplAapfdvouv v kaBe pioa @dorn koatepyacsiog pe TOV OPLGUO TOV
CMGTOV aPYLKOV OYKOV Kol TNV KaTaypapn avtng o€ Eexmplotd Pivieo.

Opiopdg apyikov O0ykov oe kaBe @don katepyaciog — Xpnon mpodcHetov
npoypappatog Mesh Enabler.

‘Eva and to onupoviikdotepo mpoPANpata g epyaciag MTav o oplopds TOv

apyIKoD OYKOV OTIG PACELS KATEPYASIONG KAl 1 0QAIPEST VAMKOD GUYKEKPIUEVOL
OyKov.

H evépyela avtm npaypoatorolovtay ite H€cw TOV OPLOUOV GLVONKAOV KOTA TOV
TPOYPOUUATICUO TNG KOTEPYAoiag TOL Jdokipiov &ite péow oyediaong Tov
CLUTANPOUOTIKOD 6YKOL Tov Ba agaipovTayv Katd tnv Katepyacsia. Eved ywvotav
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aVTO KOl ONUIOVPYOVTAV 1| TOPELD TOV KOTTIKOV EPYAAELOV, O EMOVUNTOG OYKOG
dgv agoalpovTayV KoTd ™ dlbpreta ™mg KOTEPYATLOG.
Mo avtd tov Adyo ypnoipomoOnke éva TpOGHETO TOV TPOYPAULATOS TO OTO10
ovopaletar Mesh Enabler kat eivat tng etaipeiag Autodesk. Me t Bonbeta avtoh
TOV TPOYPAUUATOG, DTTAPYEL 1} SOLVATOTNTA ATOONKELONG TOV TEALKOV OYKOV piog
KOTEPYAOoIOG KOl 1 XPNON TOL ®G OPYLKOV OYKOL GTINV EMOUEVN KATEPyOsid.
Anpovpyel péom evog MAEYHOTOG TOV OYKO ®C GTEPED KOUUATL, TO OMOio
avayvopiletal and to Tpdypappe Kot propet va apoipedet.

4) Advvopio mapaymyng mopeioag komTikov gpyaieiov oe 3D katepyacieg —
Emikowovia péow forum tng Autodesk

‘Eva ALo onpovtikd TpdfAnuo mov Enpene va OVIILETOMIGTEL NTAV N advvapio
TOPAYOYNG TOPElONG KOTTIKOV €PYAAElOV OTAV Yo TNV KOTEPYASIA TOV SOKIUiOV
YPNOULOTOLOVVTAV 3D EVTOAEG.
Apywkd, vy TOV  TPOypappoTiIopd  TNG  Kotepyaciog  Tov  dokipiov,
ypnowonomOnkav 2D evtolég. nv mopeia, €POGOV 1 EPYUAAELOUNYOAVY] TOV
emAéyOnke  Owbéter  tpelgc  afoveg  kotepyaciag,  amo@oaciotnke 0
TPOYPOUUUATICUOG TNG KaTEPYOoiag Tov dokipiov va mpaypatoroinbei kar e 3D
evtoAés. Opmg, evod akoAovbovvtav ta 1dto frpata, To TPOYpAUpd AdVVOTOVGE
va wopdyet mopeia yio to komtikd epyareio. 'Eva kpitnpto yio avtd to cpdipo
mhavoév va Ntav to yeyovdg OTL 0 OYKOG mov dnuovpyovcse 10 mpdcbeto
npoypappa Mesh Enabler, dev avayvopilotav amd 1o Tpoypappo Kotd T xpnon
TOV 3D EVTOADV.
2UVENMG, mpaypatomomOnke emkolvovio pécw @Opovp pe TNV etaipeia
Autodesk, yopic dpwg va Bpebei pia Aomn. 'Etor ypnowwonomnkov poéovo 2D
EVTOAEG Y10 TNV KaTEPYAGia TOL doKipiov.

5) Amofnkevon mpocopoiwong katepyaciog o€ popen Pivieo — Xpnon epapuoyng
Xbox.

To ovykekpipévo TpOPANUE TAPOLOLALETAL GTO TPAKTIKO UEPOS KOl ALPOPA TNV
advvapio amodNKevong ™G TPOGOUOIMONG TOV KATEPYASLOV GE Hopon Pivteo.
Ykomdg MTOV M KOTAYPAET TOV QACEOV KATEPYAoiNg TOV OOKIUiov, MGTE va
anoterécel uéPog g mapovaioonsg. To 1610 to Tpdypappa dev drabétel kdmola
EVIOAN M KAmolo mpocHeTO TPOYPOUUUO YO TNV TPOYUATOTOINGT OUTNG TNG
eVEPYELNG.

‘Etot, xpnoipomoOnke pia poppoyr mov d1af€Tel To AELTOVPYIKO GVGTNLLO TOV
NAEKTPOVIKOD VTOAOYLOTH GTOV 0moio ekmovnOnke n epyacio. H epappoyn avtn
etval g etaipeiag XbOX Kot EMTPETEL TNV KATAYPOAPT TOV EPYOSIOV TOV XEIPLOTY
eVOC TPOYPAUUATOC OTAV GVTO AVAYVOPLOTEL MG Tayvidl and v epappoyn. O
TOTOG TOV apyeiov mwov amoOnkevetal to Pivteo gival TG LOpENG .avi doTE va
elvan eme&epydoipo and Tov YEIPLOTN.
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11 ZYMIIEPAZMATA

Ed® Xtnv mapovca epyacia, TpayuatonotOnke LEAETN Yo TOV GYXEOLACUO, TIC PACELS
KOTEPYAOIOG KOl TNV KATOUOKELT doKIpiov BACEL TPpAYUATIKOV cuvONKOV Katepyaciog,
oe ovyypovn CNC egpyaretounyavn. Eywve épevva kot emA0YT KOTTIKOV EPYAAEI®V KoL
gpyaielounyavng, to omoia €ival owabécipo oTnv ayopd, ®ote PACEL TOV TEYVIKOV
TPOOLAYPAPDOV TOVG KOL TOV EYYEPLILOV TOVS va TtpaypatonomBel n tpocopoimwon g
Topay®wyng tov dokipiov. Ta counepdopoto Tov TPOKVATOLY Od ALTN TN LEAETN €lvar
Kuplm¢ mwotoTikd Kot eivatl ta akdAovda.

1. O xVprog otd)0g mov TéOnke katd v €vapén g epyociog emitevyOnke.
EmléxOnke CNC gpyaretopnyaviy n omoia eivar copfath pe petene&epyactn
(post processor) mov d1£0ete T0 TPOYPAULA NAEKTPOVIKNG oyediaong, Kabmg Kot
T0 KATOAAANAO KOTTIKA epyaieio yia va taprtalovv ce avtnv. 'Etct, €ywve
TOPAY®YN TOV KOJOKA, O omoiog a@ov eloayfel otV cLYKEKPLUEVN
gpyaretounyovn, umopel vo KatooKeLAGEL TO d0KiNlo TNG epyaciac.

2. O devtepevov otOYOG MTAV M €0pecn Kol 1 gAoyloTomoinomn tov yYpodvov
Kotepyaciog cvvaptnoel Tov BEATIoTOV cuvOnkodv katepyaciog. H emitevén
T0V mpaypatomonOnke pécw g uebodov Taguchi, otnv omoia agov
ewonyOnoov to dedopéva Yl TN YEMUETPiO KOl TO VAIKO TOV KOTTIKOV
epyareiov, Tpoékvye 0 BEATIOTOC OLVATOG CLVIVAGHAG Yo TNV KOATOAGKEVLT TOV
doxipiov. Emopévag, o telkodg ypdvog katepyasiog Tov doxipiov givon 28:17,6
AETTA KAl TPOKVTTEL ATO TNV KATEPYAGIO TOV JOKIUIOV UE TO KOMTIKA epYyaAEia
mov mapatifeviatl 6to aviictolyo Kepdiato 8: «Emioyn Kontikodv Epyaieidvy.

3. Me ) dwatppr] o€ avtov Tov €ld0VG TN HEAETT, €yve yvootn N pebodoroyia
oV akoAovBeital yia v opOn emhoyn €vog komTiKoH gpyareiov. Apyikd, To
Komtikd gpyareio Ba mpémel va KOAOTTEL TIG AVAYKES Yo TNV KABe pio @don
Kotepyasiog Eexwplotd, aAld TavTOYPOVA | GLVOALKY KATEPYAGia TOV doKiptiov
vo mpaypotonoleitor povo pe to ovykekpipévo. Katomv, n yeoperpio tov
oteAéY0VG TOoL Ba Tpémel va gival 1 avTiGTOLYN AVTAG TNG EPYAAELOUNYAVIG TOV
dtatnOetar, dote va propel va mpocaplocstel 6 vty andivta. XN GLVEKELD,
cmoTo gival va emdeyfovv mtapandve and £va VAIKA KATOGKELNG TOV KOTTIKOV
epyareiov, Pdoet Tov LVAKOD TOL SOKIHiOV ELGIKA, Yo Vo, TpoypatomoinOel
oOyKplon HETASL AVTOV Kot ETA0YT ToL BéATioTov. Téhog, eival anapaitntog o
0MGOTOG OYESAOUOG TOV KOMTIKOV €pyareiov o010 TPAYPAUUE NAEKTPOVIKNG
oyedlaoMg Kot 0 0ploROg TOV GLVONK®OV KON PAGEL TOV VTOAOYICUOV, OTMOG N
npomon kot to PABog KOMNAS. XKOTOC AVTOV €lval O TPOYPUUUATIGUOS TNG
KaTEPyaoiag Tov doKipiov kot 1 e€ay®yn ToL KOSKA Y®PIig Vo TPOKAAEGEL TOGO
BAGPec otV epyaietopunyovny OGO KOl KOTOGTPOPT TOL KOMTIKOV gpyaieiov
aALd Kot ToV doKipiov.

243



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOT'QGN MHXANIKQN ITATPIKIOY HATANA

4. Amotélecpo NG eMUEAOVS EKTOHVNONG TNG MOPOVGAC EPYOciog €ival kot 1
KOTAPTNGN YVOCE®V GYETIKA WE TOV TPOYPUUUATIOHO QACEDV KOATEPYOOING,
Bua mpog Prpa, €mc TNV TANPN KATOOKELN €vOG dokiuiov oe pia cHyypovn
CNC epyoaretopunyavr). Onwg mapatédnkav avalvtikd otn peAétn to Pruata
TOV QACEDV KOTEPYUSIAS, CLUTEPAIVETAL OTL VTLAPYOVYV TOAAEG TAPANETPOL TIG
omoiec Oa mpémel va TPocEEEL 0 EKAGTOTE TPOYPAUUOTIOTNHS KATH TOV OPLOUO
Tovg, ®ote va vmdpéer to emBountd amotéieopa. Mio and avTEG TIG
TOPAUETPOVG EIvaL 0 0PI UG TNG KATAAANANG TaxOvTNTOG KON G. [IpdTa an’ 6ha,
Bo mpémer va vmoAloyiotel cwotd Pdoel ™G YEOUETPIOG KOl TOV TEYVIKOV
TPOdLAYPAPOV TOV KOTTIK®OV gpyaieimv. 'Eneita, 6o npénel va 000l mpocoyn
KOTA TNV TANKTPOAOYNGY| TNG. X& MEPIMTMOON MOV KATOLM OO TIC TOPATAVE®
EVEPYELEG 1] KOl 01 OVO OEV EKTEAEGTOVV GOOTA, Ba £xel oG amotéhespa to ENG.
Edv n tayvtnto xomng eivor peyaivtepn amd avtny mov €vOVKVELTOL Yo TNV
Koatepyacio, 16t eAayloTonoleital n {on Tov KonTIKoL gpyaieion, aAld VILAPyEL
Kot Kivouvog KatasTpoens tov. Eav n taydtnta komn¢ eivat pikpdtepn amd avti
OV EVOVKVELTOL Yo TNV Kotepyacia, tote Ba avénbel o xpodvog katepyaciog
aALd TAVTOYPOVE VTTAPYEL KIVOLVOG VA GONVOCEL TO KOTMTIKO gpydieio GTO
doxipo xatactpépovtdg to. Té6co otn pla mepintwon 660 Kot GTNV AAAN, M
ToLOTNTA TNG KATEPYUGUEVNG EM@dveLag 0ev Ba elvarl | emBounty.

5. Zvvoyilovtag Ta 6VO TPONYOVUEVO CUUTEPAGUATO, TPOKVTTEL OTL 1 TAPOVSO
perétn omotédece pia eufdabvvon oto mPAYpAURO MAEKTPOVIKNG GYedIAONG,
KoO®Oc oe avtd oYedLdoTNKE TO OOKIHO KOl O TPOMOG GLYKPATNONG TOV,
dnurovpynOnke n PprodNKN TOV KOTTIKOV epyoreimv pe OAa Ta amopoitnTa
otolyeia TOVG, TPOypAUPATIGTNKAV 01 PAGELS KaTEPYaoing Kal TEAOS TapdyOnke
0 KMOLKOG Yo TNV KATEPYASiA TOV OOKIUIOV GTNV EMAEYUEVT EPYAAELOUNYOVT.

6. Extdég g efoikeimong pe 10 TpOypopUpLa oyediaong, N CVYKEKPLUEVT epyacia
amotélece pia 0iodo ywoo v yvoplpio pe véeg pebBodovg emeEepyoaciog
dedouévov, Ommwg m péBodog Taguchi. Méow avtig g pebodov, aPov
gwonydOnoav oe £vov mivako T0 VAKO, 1N OLAUETPOC KOl Ol KOTTIKEG OKUEC TMOV
KOMTIKOV epyoreiov kot opilovtag ®¢ Kputhplo 1o YpoOvo Katepyooiog,
npoékvye N PEATIOTN AVoN atd TO GLVOVACHUO TOV TUPATAVE.
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7.

Ev xatakAeidel, GNUAVTIIKN CUVELGPOPA GTN SLEVPVVGT TOV YVOOTIKOV opilovia
NTav 1 TPocTABELN AVTIIHETOTIONG TOV TPOPANUATOV TOV EQPAVICTNKOV KOTA
™ oldpkela TG ekmdédvnong g epyociog pe pebodoroyia. ‘Eva and avtd to
npofAnpato Kot to mo Bacikd frav n advvapio optopod Kol avayvopleng ano
TO TPOYPOUULN TOV TPOG KATEPYASIO OYKOV WG 0TEPED TEUAYLO0, LE ATOTEALEGLO
VoL LNV a@oipeiTal OYKOG KATA TNV KaTeEPyasia. Apyikd, apov amokKAIGTNKE TO
evoeyouevo avlpmmivov AdBovg, mpaypotoromOnke Epgvva yio TNV ETIAVGT TOL
TpoPAuaTog pEC® KAmOlog GAANG €VIOANG TOL mpoypaupatos. Koatdmiv,
€POCGOV KATO0 OO TIC EVTOAEG OV aMOTEAEGE AVGT, £yve avalnTnon KATolov
VIOTMPOYPAUUATOS TNG ETALPELNG TOV TPOYPAUUOTOS NAEKTPOVIKNG GYediaoTC.
And Vv mEPLYypoOn TOV VIOTPOYypaLpdTOV, Bpédnke éva to omoio mBavov va
ntav n Avon tov mpoPAnqupoatog. ‘Etot, émerta amd v mapokoAovOnon
nopovclacemv pe ™ pebodoroyia tov, akorovOnoe n eykatrdotacn tov. Ev
téhel, amoTéAese TN AVoN Yo To TPOPAnpa, Kabdg opilel ®g apylkd OYKO TOV
KOTEPYAGUEVO OYKO OO TNV TPONYOVUEVT KATEPYAGLO, KOl TOV LUETATPETEL GE
oteped TEUAYLO LECH £VOC TAEYLATOC.
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12 FUTURE WORKS

Me 10 mépag ¢ mopovoug epyaciog, 0ivovtal KATOLEG dVVOTOTNTEG Y10 TEPOLTEP®
enelepyacio ™c. O1 duvatdTNTEG ALTEC avaPEPOVTOL TOGO GE TPAKTIKO OGO Kol G€
BewpnTiKd emimedo.

Oocov apopd 10 TPakTIKO €MimMEdO, £l TapayOel Evac KOIKAG LE TOV OTTOL0 VITAPYEL
duVaTOHTNTO VO KOTAGKEVOGTEL TO dOoKiplo TG peAétng. Avtod eival epktd pe v
npoimdheot 6Tl 0 KMOKAG Ba elocaybel otV emAeyuévn epyarslopnyavy Kot epOGoV
YPNOILOTOINOOVV TO EMAEYUEVO KOTTIKA EpyaAEiaL.

To yeyovog avto, pnopet va amoteAécsel fdon yia pio véa pedétn n omoia Oa eiva pia
BeAtiotomoinom g vrdpyovcag. Aniadt|, va tpaypatonoindel avalntnon Kot XAy
piog epyaietopunyavig n omoia Ba drabétel peyarldtepo aplBud GTPoP®OV TG ATPAKTOV,
KoOm¢ eniong Kol GAA®V KOTMTIKOV £pYOAEi®V e KOAVTEPES 1010TNTEG, TO. Oomoia Oa
etvat ikavéd va a@atpodv vAKO pe HeyaAddTEPES TAYVTNTEG KOTTNG. ATOTEAECLA AVTOV
TOV gvepyelmv, Ba eivar n pelowon tov ypdvov katepyacsiog Tov dokipiov.

Mia debtepn oKkéYn Yo PEATIGTOTOINGT TNG GCLYKEKPLUEVNC LEAETNG, APOPA ETIoNG TN
pelwaomn tov xpOVoL KaTePyasing, e O1a@OopeTIKY OLmG peBodoroyia. Xtnv nepintmwon
avTn, unopel va mpaypoatomombel allayn e mopeiog T®V KOTTIK®OV pyoreiwv, dTov
avtd eivar epktd, pe dvo mpotevopnevovs TpoTovs. [lpdtov, va yivel mapépufacn oTig
EVTOAEG TOV MOM LIAPYOV KMIIKO Kol OEVTEPOV, VA YPNOLULOTOINOOVV doPOPETIKES
EVTOAEG, OTMOG Y0 TOPASELYLO EVTOAEG TPOYPOUUOATIOHOD KEVIPOV KOTEPYATLOG.

Mia dAAn mpdtaonm yio PBeAtictomoinom tng epyociag, oyetiletar pe v emitevén
GLYKEKPIUEVNG TOLOTNTOG TOV EMLPOAVELOV TOV doKIiov. Apyikd, va yivel pio oyeTikn
avalnTnon yio v motdtnta ¢ emedvelog Tov Ba Tpémel va £xel To dOKIH0 CULPMVA
pe 1t 0éom mov Ppioketar evtdg Tov agpookdpovs. 'Emetta, va gpgovnbel eav pe ta
dedopéva avthng G epyaciag umopel vo emtevyBel M amartovpevn mwoldTNTO
empaveiag. Télog, edv dev givar 1 emBounty, HLE TOLOVG TPOTOVS (EPYAAELOUNYOVT,
KomTkd epyaieio Kol cvvOnKeg KomNG) unopel va emtevydel.

Eniong, plo dAAn okéymn 7y pedrovtikny emelepyoacio g epyoaciag eivar o
TPOYPOUUATIGUOG TNG KATAGKEVNG TOV doKipiov oe dAda mpoypdapupato CAM dote va
mopayxfovv mBoavov dlaeopeTikol kKMOkeS. Amotédespua avtov Ba eivar mBavov ot
dtapopetikol xpoOvol katepyasiog Tov doKipiov anoteA®dvTog £€T61 pia GuvONKN Yo
oUYKPIoT OVTOV KOl TNV EVPECN TOV SLOPOPADV TOVC.

Téhoc, 060V agopd 10 Bepntikd emimedo, N ovyKeKpluévn epyacio pmopei va
anoterécel T Pdomn Yo U OLKOVOUOTEXVIKN WEAETN, WE GKOTO TNV €VPECT TOL
KOOGTOVG Topay®yNG Tov Jdokipiov TOGO pepovouévo 660 Kol 6€ o ypopun
TapOy®YNG.
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14 IIAPAPTHMA A: OEQPHTIKO MEPOZX

Ed® emiovvantovtal ta nueporodyla e epyociog (epdcov vapyovv).

MNINAKAZ 15.19. Kwdikoroinon, katd 1o cuotnua A A., Twv kpapdtwy dua-
HOPPWONG TOU aAouLviou, avaAoya Pe Ta KUpLa oTolxEia Mpoobnkng.

KQAIKOX KYPIA MPOXOHKH
1XXX AAoupivio eAdx1oTng kaBapomtag 99,00%
2XXX XaAkog
3XXX Mayyavio
4AXXX Mupitio
5XXX Mayvniolo
B6XXX Mayvrjolo kat rupitio
TXXX Weudapyupog
8XXX AAAQ oTOlXEIQ
9XXX Mn XpnoldoToloUdeVn CELPA

Ewodva 14.1 — Zepd kpdpatog Bhoet tov KOpLov ototyeiov TposdBNKng
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MINAKAZ 15.21. Kwdikomoinon, katd to ouotnua A.A., TwV Kpaudtwv a-
Aoupwviou, avaAoya Pe TIG KATEPYAOieq Mou £€XOUV UTOOTEI.

KQAIKOZ KATEPrAZIA
F Mpotdv 6rwg napnxdn, xwpiq UNXAVIKN 1) BEPIKT Karepyaoia.
(0] Avérnon
H Evdotpaxuvon, pévo yia ta kpapara Slapéppwong

H1X Mévov evSotpaxuvon, (To X avagpépetal oto Babué evdotpayxuvong):
H11: Kpaua eAaxiotng okAnpétnrag
H12: Kpapa okAnpupévo katda 25%
H14: Kpapa okAnpupévo kata 50%
H16: Kpaua okAnpupévo kata 75%
H18: Kpapa okAnpupévo kata 100%
H19: YnépokAnpo kpaua

H2X Evdotpaxuvon akoAouBoupevn anod QvortTnon anokataocTaong.
To X kupaiverat ané 1 éwg 8, unodnAwvovtag 1o Babuéd okARpuvONg
HETA TNV avértnon.

H3X Evdotpaxuvon akoAouBoupevn and Bepuikn katepyaoia otabBepornoin-
ong og XaunAn Beppokpacia, MPOKEIUEVOU va anogpeuxBei OkARpUvON
Abyw ynpavong. To X kupaivetat anéd 1 éwg 8, urodnAwvovtag To Rad-
M6 OKANnpuvONG rptv anéd T otabeporoinon.

T OepUIKY KATEPYATIQ OKATPUVONG pE ynpeavon

T1  Bagn ané m Beppokpacia Bepung HOPPOTIOINGNG KAl PUOIKT) YRpavon.

T2 Bagn ané n Bepuokpacia Bepung HOPPOTIOINONG, MNXAVIKA KaTEpya-
oia ev YPuxpw Kat PuUOIKN yrnpavon.

T3 Oepukn katepyaoia OHOYEvoroinong, Bagn, kKatepyaasia ev YPuxpw Kat
(PUOLKN ynpavon.

T4  Oepuikn katepyaoia OHOYEvOTIOINONG, Bagr) Kat PuUOLKY| yripavon.

TS5 Bagn anoé T Bepuokpacia Bepung Hop@goroinong kat TeXvnTh yRpav-
on, o€ Beppokpacia uPnAdTePN AUTAS Tou nePIBAAAOVTOG.

T6 ©epuikn katepyaoia opoyevoroinong, Bagrn kat TEXVNTH yHpavon, ot
Beppokpaocia uPnAoTEPN AUTAHG TOU nepiBaAiovtog.

T7  Oepuikn katepyaoia opoyevoroinong, Bagn, Bepuikn katepyaoia ota-
Beponoinong.

T8 Oepuikn katepyaoia opoyevonoinong, Bagn, katepyaoia ev YPuxpw Kat
TEXVNTY Yripavon.

T9  Oepuikn katepyaoia opoyevonoinong, Bapn, TexvnTr ynpeavon kat Ka-
TEPYQAOia eV YPuxpw.

T10 Bagn ano T Bepuokpacia Bepunq Hop@oroinoNg, katepyacia ev Yu-
XPW Kal TeEXvnTn yrpavon.

W OEPUIKr) KATEPYATiQ OPOYEVOTOINONG. Xpnoworoteitat pévo yia ta
Kpduarta, rmou upiotavtal oKARpUVon pe yneavon.

Ewova 14.2 — Koodikomoinomn Kpapotog PACEL TOV KATEPYACIOV TOV £YEL
VTOGTEL
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MINAKAZ 15.23. Méoeg TIHEG UNXAVIKOV IBIOTATWV Kal KUPLEG XPNOEIQS
KPapatwv Al mou unokevTal oe okApuvon Sopng He BepUIkEG KaTepya-

oieq.

MHXANIKEZ IAIOTHTEZ
KQAIKOEZ Oy Ors € ANTOXH ZE XPHZEIZ
KPAMATOZ KONQzH*

(MPa) (MPa) (%) (MPa)

2014-0 100 200 20 90 Aopika oToixeia agpookapmv Kat
2014-T4 290 420 18 140 NMAaLoiwv popTnywv. Meptéxouv
2014-T6 430 480 12 125 4,4%Cu-0,5%Mg-0,8%Mn-0,8%Si.

2024-0 100 200 20 90 21NV AEPOVAUTINYIKI), O& OKEAETOUG
2024-T4 320 460 18 140 OlkodouWV, kKoXAieg, aBANTIKA €idn.
2024-T6 390 475 10 125 MepiExouv 4,4%Cu-1,5%Mg-0,6%Mn.

6061-0 55 125 25 50 2e aua&wpaTa aQuToKIVATWY Kat

6061-T4 150 245 22 90 POoPTNYWV, OTNV OIKOSOUIKN, OE

6061-T6 275 410 17 100 TUAWVEG Kat aywyoug. Meptéxouv
1%Mg-0,6%Si-0,2%Cr-0,3% Cu.

6070-070 145 20 65 2€ OUYKOAANTEG KATAOKEUES Kat
6070-T6 365 400 12 100 otn vaurmnyikn. Mepiéxouv 0,8%Mg-
1,4%Si-0,7%Mn-0,3%Cu.

7005-0 85 200 20 - Ma UAIKA 03IKWV Kat CLENPOSPOUIKMY
7005-T6 295 360 13 155 HETaPopwv. MepiExouv 4,5%Zn-
1,4%Mg-0,12%Cr-0,4%Mn-0,15%2Zr.

7075-0 105 230 17 - 2TNV AgpovaurmyIkn, oTNV KATAOKEUN

7075-T6 500 570 11 160 ormwyv, BaABidwv, ABANTIKOV Ed®V.
Mepiexouv  5,6%2Zn-2,5%Mg-1,6%Cu-
O,3°/on.

* Ze 5x108 kukAoug.

Ewoéva 14.3 — Xpnon kpapdtov arovpviov 2024
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Abstract

Optimization of process parameters is done to have great control over quality, productivity and cost
aspects of the process. Off-line quality control is considered to be an effective approach to improve
product quality at a relatively low cost. Analysis of variance (ANOVA) is used to study the effect of
process parameters on the machining process. The approach is based on Taguchi method, the signal-
to-noise (S/N) ratio and the analysis of variance (ANOVA) are employed to study the performance
characteristics.

Keywords: Taguchi method, P- diagram, orthogonal arrays, S/N ratio, DOE & ANOVA
Introduction

Taguchi methods are statistical methods developed by Genichi Taguchi to improve the quality of
manufactured goods and more recently also applied to engineering (Rosa et al. 2009), biotechnology
(Rao et al. 2008, Rao et al. 2004), marketing and advertising (Selden 1997). Professional statisticians
have welcomed the goals and improvements brought about by Taguchi methods, particularly by
Taguchi's development of designs for studying variation. After World War 1I, the Japanese
manufacturers were struggling to survive with very limited resources. If it were not for the
advancements of Taguchi the country might not have stayed afloat let alone flourish as it has. Taguchi
revolutionized the manufacturing process in Japan through cost savings. He understood, like many
other engineers, that all manufacturing processes are affected by outside influences, noise. However,
Taguchi realized methods of identifying those noise sources, which have the greatest effects on
product variability. His ideas have been adopted by successful manufacturers around the globe
because of their results in creating superior production processes at much lower costs.

Literature Review:

"The enemy of mass production is variability. Success in reducing it will invariably simplify
processes, reduce scrap, and lower costs” (Box and Bisgaard 1988). The main objective in the Taguchi
method is to design robust systems that are reliable under uncontrollable conditions (Taguchi1978,
Byrne1987 and Phadke1989).The method aims to adjust the design parameters (known as the control

11
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factors) to their optimal levels, such that the system response is robust - that is, insensitive to noise
factors, which are hard or impossible to control (Phadke1989). In the 1980s Genichi Taguchi (1985;
1986; 1993) received international attention for his ideas on variation reduction, starting with the
translation of his work published in Taguchi and Wu (1979).

Process Optimization

Process optimization is the discipline of adjusting a process to optimize some specified set of
parameters without violating some constraint. The most common goals are minimizing cost,
maximizing throughout, and/or efficiency. This is one of the major quantitative tools in industrial
decision-making. When optimizing a process, the goal is to maximize one or more of the process
specifications, while keeping all others within their constraints.

Process Optimization Tools

Many relate process optimization directly to use of statistical techniques to identify the optimum
solution. This is not true. Statistical techniques are definitely needed. However, a thorough
understanding of the process is required prior to committing time to optimize it. Over the years,
many methodologies have been developed for process optimization including Taguchi method, six
sigma, lean manufacturing and others. All of these begin by an exercise to create the process map.

Taguchi’s method:

Taguchi's techniques have been used widely in engineering design (Ross 1996 & Phadke 1989). The
Taguchi method contains system design, parameter design, and tolerance design procedures to
achieve a robust process and result for the best product quality (Taguchi 1987 & 1993). The main trust
of Taguchi's techniques is the use of parameter design (Ealey Lance A.1994), which is an engineering
method for product or process design that focuses on determining the parameter (factor) settings
producing the best levels of a quality characteristic (performance measure) with minimum variation.
Taguchi designs provide a powerful and efficient method for designing processes that operate
consistently and optimally over a variety of conditions. To determine the best design, it requires the
use of a strategically designed experiment, which exposes the process to various levels of design
parameters.

Experimental design methods were developed in the early years of 20th century and have been
extensively studied by statisticians since then, but they were not easy to use by practitioners (Phadke
1989). Taguchi's approach to design of experiments is easy to be adopted and applied for users with
limited knowledge of statistics; hence it has gained a wide popularity in the engineering and
scientific community. Taguchi specified three situations:

e Larger the better (for example, agricultural yield);
e Smaller the better (for example, carbon dioxide emissions); and
¢  On-target, minimum-variation (for example, a mating part in an assembly).

12
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Taguchi has used Signal-Noise (S/N) ratio as the quality characteristic of choice. S/N ratio is used as
measurable value instead of standard deviation due to the fact that, as the mean decreases, the
standard deviation also deceases and vice versa.

Contributions of Taguchi Methods:

Taguchi has made a very influential contribution to industrial statistics. Key elements of his quality
philosophy include the following:

Taguchi loss function (Ross 1996): used to measure financial loss to society resulting from poor
quality;

The philosophy of off-line quality control (Logothetis and Wynn 1989): designing products and
processes so that they are insensitive ("robust") to parameters outside the design engineer's control;
and Innovations in the statistical design of experiments: Atkinson, Donev, and Tobias, (2007), notably
the use of an outer array for factors that are uncontrollable in real life, but are systematically varied in
the experiment. Taguchi proposed a standard 8-step procedure for applying his method for
optimizing any process.

Taguchi's Rule for Manufacturing:

Taguchi realized that the best opportunity to eliminate variation is during the design of a product and
its manufacturing process. Consequently, he developed a strategy for quality engineering that can be
used in both contexts. The process has three stages:

I. System design
II. Parameter design
III. Tolerance design

Ewova 14.5 - MéBodog Taguchi
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System design
This is design at the conceptual level, involving creativity and innovation.

Parameter design

Once the concept is established, the nominal values of the various dimensions and design parameters
need to be set, the detail design phase of conventional engineering. This is sometimes called
robustification.

Tolerance design

With a successfully completed parameter design, and an understanding of the effect that the various
parameters have on performance, resources can be focused on reducing and controlling variation in the
critical few dimensions.

Eight-Steps in Taguchi Methodology:

Step-1: Identify the main function, side effects, and failure mode

Step-2: Identify the noise factors, testing conditions, and quality characteristics
Step-3: Identify the objective function to be optimized

Step-4: Identify the control factors and their levels

Step-5: Select the orthogonal array matrix experiment

Step-6: Conduct the matrix experiment

Step-7: Analyze the data, predict the optimum levels and performance

Step-8: Perform the verification experiment and plan the future action

Methodology Used: Taguchi Techniques

Dr. Taguchi's Signal-to-Noise ratios (S/N), which are log functions is based on “ORTHOGONAL
ARRAY” experiments which gives much reduced “variance” for the experiment with “optimum
settings “of control parameters. Thus the marriage of Design of Experiments with optimization of
control parameters to obtain BEST results is achieved in the Taguchi Method. "Orthogonal Arrays"
(OA) provide a set of well balanced (minimum)experiments & desired output, serve as objective
functions for optimization, help in data analysis and prediction of optimum results.

Mathematical modeling:

“ORTHOGONAL ARRAYS “(OAs) experiments

Using OAs significantly reduces the number of experimental configurations to be studied
Montgomery, (1991). The effect of many different parameters on the performance characteristic in a
process can be examined by using the orthogonal array experimental design proposed by Taguchi.
Once the parameters affecting a process that can be controlled have been determined, the levels at
which these parameters should be varied must be determined. Determining what levels of a variable
to test requires an in-depth understanding of the process, including the minimum, maximum, and

14
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current value of the parameter. If the difference between the minimum and maximum value of a
parameter is large, the values being tested can be further apart or more values can be tested. If the

range of a parameter is small, then less value can be tested or the values tested can be closer together.

Array Selector
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The Taguchi method is a powerful tool for designing high quality systems. To increase the
experimental efficiency, the L18 mixed orthogonal table in the Taguchi quality design. Ross (1988) is
used to determine the significant machining factors. In the experiments, we select six influential
machining parameters, such as cutting tools of different materials, depth of cut, cutting speed, feed
rate, working temperature and ultrasonic power, each of which has three different levels (high,
medium and low levels).

Experiment 21 P2 P3 P4 PS5 PSS P7 =]
1 1 ki 1 1 | 1 1 1
2 1 1 ] 2 2 2 = =2
3 b | 1 3 3 3 3 3 3
4 1 = 3 1 2 2 3 3
5 1 2 2 2 3 3 1 ke |
L=3 1 2 3 3 1 1 2 2
7 3 2 1 2 s | 3 =2 3
8 1 3 2 3 2 1 3 3
S 3 3 1 3 2 1 2

10 2 h | 3 3 3 2 =2 1
1% 2 3 = 1 1 3 3 -1
12 2 1 3 2 2 1 1 3
a3 2 2 3 2 <] 1 3 2
14 = 2 2 3 1 2 1 3
as 2 =2 3 k| 2 3 2 k|
16 2 3 1 3 2 3 2
17 g 3 2 1 3 s 2 3
18 = <3 3 - 4 v 2 3 3

Design of Experiment (Doe's) Requires Planning;:

I Design and Communicate the Objective:

II.  Define the Process:

I, Select a Response and Measurement System:

IV. Ensure that the Measurement System is Adequate:
V.  Select Factors to be studied:

VL. Select the Experimental Design:

VII. Set Factor Levels:

VIII. Final Design Considerations:

Ewova 14.7 - MéBodog Taguchi
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Analyzing and Examining Result:

(i) Determine the parameters signification (ANOVA)-Analysis of variance (Hafeez et.al 2002)
(ii) Conduct a main effect plot analysis to determine the optimal level of the control factors.
(iii) Execute a factor contribution rate analysis.

(iv) Confirm experiment and plan future application

Conclusion:

Taguchi started to develop new methods to optimize the process of engineering experimentation. He
believed that the best way to improve quality was to design and build it into the product. He
developed the techniques which are now known as Taguchi Methods. His main contribution lies not
in the mathematical formulation of the design of experiments, but rather in the accompanying
philosophy. His concepts produced a unique and powerful quality improvement technique that
differs from traditional practices. He developed manufacturing systems that were “robust” or
insensitive to daily and seasonal variations of environment, machine wear and other external factors.

The Taguchi approach to quality engineering places a great deal of emphasis on minimizing variation
as the main means of improving quality. The idea is to design products and processes whose
performance is not affected by outside conditions and to build this in during the development and
design stage through the use of experimental design. The method includes a set of tables that enable
main variables and interactions to be investigated in a minimum number of trials.

Taguchi Method uses the idea of Fundamental Functionality, which will facilitate people to identify
the common goal because it will not change from case to case and can provide a robust standard for
widely and frequently changing situations. It is also pointed out that the Taguchi Method is also very
compatible with the human focused quality evaluation approaches that are coming up.
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1SIIAPAPTHMA B: MEAETH KATEPI'AXIAY AOKIMIOY

Apyikd PacgoAdY10

Kafnyntig ®Anpwy Ikuetidng

Ovopa Sokipiou:

TOmog uAikou:

ALQOTAGEL TPWTNG UANG:

Bdpocg uAkoU mipLv amd tnv Katepyaoia:
Bdipog UAKOU peTd amd Tnv KaTepyaaoia:
ApBuédC ploswy Katepyaoliac:
EpyaAsiopnyavn:

Anawtobpeva epyaheia ouykpdrnong:

xedlaopog Epvaocwwv Katepyoolag Aokwliov Part-1
(@aoeohdyto - Process Planning)

Part-1

AL 2024-T3

75mm X 65mm X 50mm

0.66 Kgs

0.31Kgs

4

Omnolobrmnote tplasovikd CNC KEVTpo Katepyaociag

1 CNC pléyyevn pe kowd pdyoula (e natoipa)

4 ayktripeg (houpketeg) yia cUaPLEN TG HEYYEVNG OTO TPUTTETL
4 Bidec Allen yia oUodi€n tne Héyyevng oto tparméll

1 0ET ELIKWY LAYOUAWY PE mATOUpA TOU £XEL KA Oh 26.57° yla
™ MAZH 4

08nNyog XPwHATWY:

TkpL = YALKO petd and tny katepyaoia tng GAZHI-1 o cupBatikr dpela
TkpL = Katepyaopéveg emudGveLES and TPONYOUHEVES GATELS
Kagé = Emipdaveleg MONO Katd T SLAPKELT HLOG KATEPYQOLOG

<

>

3D ox£510 Sokipiou
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70
@
26

32

22

10

5

31

Y
e

|

Kataokeuaotiko oxgdio Sokiou (oxédo 1)

®AZIH KATEPTAZIAZ-1 - Mepypadn:

Ze cuppatikn ¢ppéla va yivel katepyaoio OAwWY TWV MAEUPWY TG TTPWTNS UANG Tou Sokipiou
AltOTAOE LG TPWTNG UANG TPV and tny Katepyaoia: 75mm X 65mm X 50mm

Aaotdaelg pwtng UANG petd and tnv katepyaocia: 70mm X 60mm X 45mm

Znpaviko: H katepyaoio Oa mpenel va yivel e OAEG TLG MAEVPES TOU UALKOU

B W N
= ==

Ewoéva 15.2 - daceoArdylo
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To Sokipto péoa oto UAKO WG «UEAWVO KOuTL» petd amnd tn OAZH KATEPTAZIAZ-1 (ox£dio 2)
®AZH KATEPTAZIAZ-2

To UAKO emtdvw oTn HEYYEVN TIPLY Ao TNV €vapén tng Katepyaoiag (oxEdwo 3)

MEPITPA®H OAZHI:

1) Katepyaoia Aoukiot 26mm X 8mm (A)

Ewova 15.3 - daceordylo
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To UAWKO EMAvw oTn HEYYEVN LETA amd TV oAokAripwon TN Katepyaciag otn OAIH-2 (oxédo 4)

To UALKO EKTOG EYYEVNG LETA artd TNV OAOKANPpwaon TG katepyaciag otn OAIH-2 (ox£dio 5)

Ewoéva 15.4 - daceordylo
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DAZH KATEPIAZIAZ-3

To UAKO eMAvw oTn péyyevn TpLy and thv Evapén thg katepyaoiog (oxédio 6)

MNEPIFPA®H QAZHI:

1) Katepyaoia Aoukiol 16mm X 10mm Bdadog (A)
2) Katepyaoia okahomatiot (B)
3) Katepyaoia okahomatiov (I)

Ewoéva 15.5 - daceordylo
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To UALKO EKTOG PEYYEVNG META artd TNV OAOKANpwaon TNG Katepyaoiag otn PAIH-3 (oxédio 8)

Ewoéva 15.6 - DaceoArdylo
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DAZH KATEPTAZIAZ-4
Odnyieg:

1. Ztn ®A3IH-4 Ba XpnolLonojooUpE ELBIKA oXeSLaopéva PAyouAa pE pLa tatovpa Ttou €XeL KAfon 26.57°
(BA£rme ox€6w0 10).
H ratoUpa XpnOLLOTOLELTAL YL VO GUYKPOTAOOULE TO SOKILO [LE TPOTIO WOTE N KEKALUEVN TLEPLOXT) TTOU
Ba kaTepyaoToUUE va givat TapdAANAN He To TpamélL TG epyaAelopnxavig (f KABeTn wg mpog thv
dtpakto Kat to epyaleio katepyaoiag).

EWS1KA péayoula

H péyyevn pe ta el8ikd pdyouha mipy ard tnv toroBétnaon tou Sokipiou (axédlo 9)

Ewoéva 15.7 - DaceoArdylo
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&
[y
&
[ |

El81kd pdyoula ouykpdtnong (ox€8o 10)
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To VAKO emdvw ota LSIKA HAyoUAQ TipLY o TV £vapén tng Katepyaociog (oxédio 11)
MNEPITPADOH MDAZHE:

1) Koatepyaoia meploxnig (A)

Ta pdyoula pe To UAKO EMAVW otn péyyevn Hetd amd tnv oAokAfpwon tng katepyaociag otn GAIH-4
(ox€d10 12)

Ewoéva 15.9 - daceordylo
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To UAKO eKTOC PEYYEVNG META amd TNV oAokAnpwon tng katepyaociag otn PAZH-4 (OhokAnpwpévo 6okiulo)
(ox£610 13)

10

Ewoéva 15.10 - ®aceordylo
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MANQAAKHYE TZANHX
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Kafnynmg: Baociielog Zayibg

Ovopa dokipiov:

TYmog vALKoD:

Al06TdoElg TPOTNG VANG:

Bépog vAlko0 mpv TNV Katepyacia:
Bépog vAko¥ petd v katepyacia:
Ap1Budg pacemv katepyaciog:
Epyaietopnyoavn:

Amattodpeva epyaleio cuyKpATNONC:

2yeowacnog Epyaciov Katepyasiog Aokipiov
(®aceoAroylo - Process Planning)

Part-1

AL 2024-T3

75mm X 65mm X 50mm

0.66 Kgs

0.31 Kgs

6

Super Minimill - HAAS

1 péyyevn pe kowvd pdyovia (pe matovpa)
4 cprykmpeg (@oVpKETES) Yo GVGPLEN TNG
puéyyevng otnv tpamela TG EPYAAELOUNYAVIG
4 Bideg Allen yio c0cEEN TG HEYYEVNS
GTOVG CPLYKTNPES

1 cet €d1K®OV pPAyovAV pHe TaTOoVpO TOV
éxel kAnom 26.57° yua ™ ®AXH 6

Ewéva @1: 3D aneikdvion doxipiov Ewoéva @2: 3D anewdvion

doxipiov

Ewova 15.11 — Tporomompévo ¢paceoroylo
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PAYXH KATEPIAYIAX-1

1) Katgpyooio OLOV TOV TAEVPOV TNG TPOTNG VANG TOL dOKIHioV
2) Awnotdoelg TpmdTNG VANG TPV TNV Katepyacsio: 75mm x 65mm x S0mm
3) Awoctdoeic TpdTNGg VANG HeTd TV Katepyacsio: 70mm x 60mm x 45mm

Ewoéva @3: Tlpdtn VAN o€ cvoyétion Ewoéva @4: IIpot VAN o€ cvoyétion
LLE TO QOKIULO TPV TNV KOTEPYATIOL LLe TO doKiplo petd TNV KOtepyacio

Ewova @5: Kabopiopodg empaveidv
TPOTNG VANG

Ewoéva 15.13 — Tpormomompévo paceordyto
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DPAYH KATEPIAYIAX-?

A1dvolén avAakiod empdvelag A dtactdosov 26 mm X § mm

Ewova ©6: Aokipto mpv tnv Ewova ©7: Aoxipto petd tnv
Kotepyacio Kotepyacia

DPAYH KATEPI'AYIAX-3

Awopdpomon 1ov okaromatiod empaveiag I

Ewova @8: Aokipto mpiv tnv Ewova @9: Aokiuio petd tmv
Katepyacia KatEPyOoia

Ewoéva 15.14 — Tpomomompévo paceordyto
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DPAYXH KATEPI'AYIAX-4

Awopdpomon 20v okaromatioh emtpavetag I

Ewova ®10: Aokipo mpv tnv Ewova ®11: Aoxipto petd tnv
Katepyacio Kotepyacio

PAYXH KATEPI'AYXIAX-5

A1dvoién avAiakiod empdvetag I dtaotdcewv 16 mm x 10 mm

Ewova ®12: Aokipo mpv tnv Ewova ®13: Aokipo peta tnv
Kotepyacia Kotepyacia

Ewoéva 15.15 — Tpomomompévo aceordyto
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DPAYH KATEPI'AYIAX-6

payovia pe matovpo kANnong 26,57°.

Inueioon: H matovpa ypnoiponoteitat yio

KOl TO KOTTIKO gpyadeio).

Ewova ®14: Aokipo mpv tnv
Katepyacio

AlopOpO®OT KEKAIUEVOL EMMESOV WE YPNOM UEYYEVNG UE €101KA OYELAGUEVA

OVYKPATNON TOV JOKIUIOL e TPOTO
MOOTE 1M EMPAVELN TOV dNMUIovpYEiTal HeTd To TEPOG TNG KaTeEpyaciag, va ival
TOPAAANAN pe To Tpamélt TG epyaretounyovig (N KAOETN ®G TPOg TNV ATPAKTO

Ewova ®15: Aokipto petd tnv
Katepyacia

Ewova ©16: Aokipto

OTNV TEALKY|

TOV popYny

Ewoéva 15.16 — Tpomomown
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Teyvikd DvALddo Epyolstounyovov

[Special Series]

Haas MM Series

The Mini Mill & Super Mi

Mini Mill
Automatic 10-pocket

40-taper tool changer

6000-rpm
vector drive spindle

Super Mini Mill
ENHANCED High-speed 10-pocket
automatic tool changer

ENHANCED 10000 rpm vector drive
spindle and rigid tapping

ENHANCED 30,5 m/min rapids
and 21,2 m/min cutting feeds

15,2 m/min rapids,
12,7 m/min cutting feeds

Warranty: 1 Year Parts and Labor

[ Standard Features ]

« Full VMC Capabilities
« Standard 40-Taper Tooling

[ Mini Mill ]

[ Options 1 partial list

«15000-rpm Spindle !
- Through-Spindle Coolant System !

« 6000-rpm Vector Drive Spindle
« 15,2 m/min Rapids

« Direct Speed, Belt Drive « Programmable Coolant Nozzle
+914 x 305 mm Table BT « Chip Auger
+38 cm Color LCD Monitor w/USB Port [ Super Mini Mill ] + High Flow Coolant Pump

+ 406 x 305 x 254 mm (xyz) Travels
+ Full Enclosure

+ 10-Tool Capacity

« Led Work Light

« Power-failure detection module
+ 1 GB Program Memory

« High Impact Safety Glass

« Made in the USA

« 10 000-rpm Vector Drive Spindle
«30,5 m/min Rapids

« Rigid Tapping

« High-Speed Tool Changer

T Super Mini Mill only
2 Standard on SMM

+ 4th- and 5th-Axis Drives

« Wireless Intuitive Probing System

« Coordinate Rotation & Scaling

« High-Speed Machining w/Look-Ahead
« User-Definable Macros

» Haas Visual Programming System

« Spindle Orientation

« WiFi Connection for the Haas Control
« Rigid Tapping 2

Haas Automation Europe | www.HaasCNC.com | +32 2 522 99 05 | Made in U.S.A.

Specifications subject to change without notice. Not responsible for typographical errors. Machines shown with optional equipment. Actual product appearance may differ
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Haas MM Series

The Mini Mill & Super Mini Mill

Running a small job on a big machine can be inefficient, and may even
cut into profits. Haas Mini Mills provide an economical solution for small

[Technical Specifications]

[ Specifications ]

parts machining in a compact package that is loaded with full-size Dk L] S
faatiives, X 406 mm 406 mm
Y 305 mm 305 mm
They are perfect for schools, start-up shops or as a first step into CNC 7 254 mm 254 mm
machining. And they're a valuable addition for shops needing a“second- Spindle Nose to Table Top 102 - 356 mm 102-356 mm
op” machine, or an additional spindle where space is limited. (approx)
Table
Length (total) 914 mm 914 mm
Length (work surface) 730 mm 730 mm
Width 305 mm 305 mm
Max Weight on Table 227 kg 227kg
T-Slots
I-Slot Width 16mm
Number of T-Slots 3
Center Distance 110 mm
Spindle
B . W e Taper Size (TorBT 40 (T or BT 40
The Mini Mill and Super Mini Mill are The Mini Mill's 406 x 305 x 254 mm Speed 6000 rpm 10000 rpm
perfect for machining the typical small travels and 914 x 305 mm table make it Drive System Belt-Drive Belt-Drive
parts found at many job shops. ideal for most of the jobs a typical shop
The 40-taper spindle is ideal for finish encounters. The small footprint saves Max Torque 45Nm @1200 pm 23Nm @ 4600 rpm
work and cutting aluminum. space, and the machine’s cost is very Max Rating 5.6 kw 11,.2kw
affordable, Brushless Axis Motors
Max Thrust Rating 88% N
Feedrates
f \ Max Rapids 15,2 m/min 30,5 m/min
Max Cutting 12,7 m/min 21,2m/min
Tool Changer
Capacity 10
Max Tool Diameter 89 mm
Max Tool Weight 54k
= ﬂ \:| A Tool to Tool 4,2 sec 2,8sec
=] Chip to Chip 5,0 sec 3,85ec
u o General
Machine Weight 1542 kg 1542kg
hir Required 113 Lpm @ 6,9 bar 113 Lpm @ 6,9 bar
Pawer Required (min) 354 - 488 VAC 3-Phase
B 1
_ )

Operating Dimensions MM/SMM

Max Height 2692 mm
B Max Width 2311 mm
Max Depth * 2235mm

*With controlswung forward. Addional 914 mim require o ope rear service panel

al equipment

tual p

Ewova 15.20 — Teyviko eouiradio HAAS Super Minimill
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TMHMA MHXANOAOTQN MHXANIKQN

VMC 2015us0

CNC VERTICAL MACHINING CENTER

u with FADAL 64MP CNC CONTROLLER

ENGINEERING

For Machinists. By Machinists.

Ewova 15.21 — Teyvikd gviradio Fadal VMC-2015HS-11
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VMC 20158s-0

Specifications

TRAVEL

CNC VERTICAL MACHINING CENTER
with FADAL 64MP CNC CONTROLLER

TABLE

X-axis Travel (in.) 20
Y-axis Travel (in.) 15
Z-axis Travel (in.) 16
Spindle nose to table (in.) 5.9-21.6
Spindle center to column (in.) 16.9

Table Dimensions (in.) 25.6x15
T-Slot Dimensions (in.) (3) 3.94 x .709
Max. Table Load (Ibs.) 440

FEED

Spindle Type BT-30

Spindle Speed (RPM) 12,000/15,000*/20,000*
Spindle Torque (ft. Ibs.) 43.5

Spindle Motor (HP) Peak 10/7.5*

Rapid Traverse Rate X,Y & Z (IPM) 1,890
Ballscrew Diameter X,Y & Z Axis (mm) 32

ATC

Tool Capacity 20

Tool Change Type Dual Arm

Tool Change Time (sec.)

1.0 tool to tool

Max. Tool Weight (lbs.) 6.6

Max. Tool Diameter (in.) (with adjacent tool) | 4 (2.4)
Max. Tool Length (in.) 79

Tool Selection Method Random

OTHER
Machine Dimensions L x W x H (in.) 60 x 94 x 94
Machine Weight (Ibs.) 6,160

Specifications subject to change without notice

*Optional

STANDARD FEATURES

Spindle Oil Cooler

LED Work Lamp

Fully Enclosed

Spindle Air Blast

Automatic PDI Lubrication System
Operation Indication Lamp

Rigid Tapping

Chip Wash Down System

Linear Roller Bearing Ways

OPTIONAL FEATURES

4th Axis Ready
FR-5C Rotary Table
15K RPM Spindle
20K RPM Spindle
24K RPM Spindle

OPTIONAL PROBING

Tool Pre-Setter (wired)
Tool Pre-Setter (wireless)
X, Y, Z Coordinate (wireless)

FADAL 64MP CONTROLLER

Backward Compatible 88HS & MP
Memory 256mb

2000 Blocks/sec Look Ahead
Networking & USB Ports

High Speed Machining

Authorized Fadal Dealer

ENGINEERING

For Machinists. By Machinists

www.Fadal.com
844.323.2526

Ewova 15.22 - Teyvikd guiradsio Fadal VMC-2015HS-11
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MANQAAKHY TZANHX
ITATPIKIOY HATANA

o
VMI
Compact 3 axis machining

centres with big machine
performance

Although designed as entry-level, small
footprint, general purpose machining centres, there is

no compromise on build quality or features. Best in
class machine capacity is achieved. Furthermore, only
fast 20 station swing-arm electric toolchangers are
used, meaning that tools remain clean and clear of the
working area.

283
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TMHMA MHXANOAOTQN MHXANIKQN

vorking surface (mm)
3x18 x100

T-Slots (mm)
oad (Kg)

Spindle Nose to table (mm)
ed Max. (rpm)

(=
=

=
>

Statiol
Tool Diameter (mm)

Tool Length (mm)

Further De
Rapid travel (m
Machins ight (Kg)

* option
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I intelitek»» N
BenchMill 6100 CNC Milling Center

The BenchMill 6100 is a versatile PC-based benchtop
CNC machining center that enables you to deliver robust
instruction in computer numerical control and advanced
manufacturing for your students.

The BenchMill 6100 comes equipped with Ethernet-based
motion control, 3-axis stepper motors, ball screws, a
variable speed spindle motor, and ISO20 taper tooling.

This CNC system requires no assembly, arriving at your
facility ready to run on an Ethernet port on a standard
PC, and fits comfortably into any classroom, without
sacrificing features. Like larger industrial

machines, the BenchMill 6100 uses EIA, 1SO,

and FANUC™-compatible G&M code programs

X
[
=
—
7]
L
=

to cut parts in a variety of materials.

Standard Features

Robotic integration ready with
6 inputs, 6 outputs
No assembly required

(1) 2M Ethernet cable
(1) Storage box
Misc. accessories

Specifications

Motor power
Spindle speed

1.34 hp, 1000 w
100- 5000 RPM

Weight (approximate)

Machine weight
Shipping weight

393 lbs
480 lbs

178 Kg
218 Kg

Ethernet-based control Axis Travel Axis Drive Motors

Brushless spindle motor X Axis, max 260 mm 10.24” Axis motor type  Stepper

Full enclosure with pneumatic shield Y Axis, max 152 mm 6.00" X axis 1.35N-m 192 0z-in
Automatic d'\agnostics and power Z Axis 180 mm 7.09" Y axis 1.35N-m 192 0z-in
cut-off protection Work Area Z axis 2.2N-m 312 0z-in
PC-based CNC software Table Size 400x145 mm 16'x5.70  Rapidfeedrate 2000 mm/min 79 ipm
Coolant ready No. of T-Slots 3 Feed rate 1000 mm/min 40 ipm
Jog pendant ready T-slot size 12mm 0.47" Air Supply Requirements

4th-axis ready Max. table load 20 Kg 44 lbs 620 kPa (90 psi)

Pneumatic drawbar Spindle 1/4" NPT female connection provided
Pneumatic door opener Motor Tipe Brushless Control Software

EIA RS274-D standard G & M code
compatible

FANUC® compatible

Spindle taper 1S020
Included Accessories Max tooldiam.  10mm 0375 CAD/CAM compatible -
Proutate diawbar Throat 150 mm 5900" Advan;ed NC c‘ode editing ,
i Real-time or simulated graphic tool path
Pneumatic door opener Accuracy verification
Internal work _Ugh} Position accuracy 0.038 mm 0.0015" Computer System Requirements
One-shot lubrication system Repeatability 0.010 mm  0.0004" Pentium 4 Dual Core 3 GHz
BenchMill accessory package: Difansiohs Windows XP SP3/Windows 7 - 32 or 64 bit/
(1) 10-pc. Clamping kit o Windows 10 - 32 or 64 bit
(A 4=flute, NS5 erdirill=8imm Machine size ) 16B RAM (2GB for Windows 7/10)
(1) 4-flute, HSS end mill - 1/8" Width 1040mm 41" 16B available disk space
(1) 1S0 20 tool holder E:‘”:t jfg o g: CD ROM drive
[ Ehibaslt o ’ deutea thas uses e RO pard e
(11150 20 Tool holder nut wrench Shipping size “Additional LAN port required if your computer requires
(1) Tool Holder wrench, 30mm Width N70mm 46" wired networkaccess
(1) Open-end wrench Set, 3-pc Depth 960 mm 38" Power Requirements
(1) Allen wrench set, 6-pc Height 1100 mm  43.38" 115 VAC (+5%/-10%) 60 Hz, 20A

or 230 VAC (+5%/-10%) 50 Hz, 8A
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BenchMill 6100 CNC Milling Center

Curriculum

Software

CNC Milling w/BenchMill 4100, Virtual, Imperial  77-3140-0001

L

CNC Milling w/BenchMill 4100, Virtual, Metric 77-3140-0002
L
L

CNC Milling w/BenchMill 6100, Lab, Imperial 77-8140-000
CNC Milling w/BenchMill 6100, Lab, Metric 77-8140-0002
Hardware

BenchMill 6100 - 110 VAC 00-5505-N110

BenchMill 6100 - 220 VAC 00-5505-N220

BenchMill 6100 Bundles

Starter Bundle, Imperial/Metric CNC-6100-STRT

CNC BenchMILL 6100

4" Vise

58-pc. Clamping Kit

ER16 Collet set, 8-pc

Advanced End Mill Package

LM7 Content, Vir, CNC Milling w/BenchMill 6100
Standard Bundle, Imperial

CNC BenchMill 6100, 110 VAC

4" Vise

58-pc. Clamping Kit

IS0 20 Tool Halder

Advanced End Mill Package, Imperial

ER16 Collet set, 8-pc, Imperial

Table-mounted ATC package

Jog Pendant Handwheel

Stock Package, Wax, 3" x 2" x 1.5"- 50 Pcs

LM7 Content, Vir, CNC Milling w/BenchMill 6100
Advanced Bundle, Imperial CNC-46100-ADV-I
Includes all Standard Bundle items, plus:

ER16 Collet set, 8-pc, Imperial

Coolant System 27L 110V

80mm 3-jaw Chuck

Engraving Package, Imperial

4th-Axis Rotary Worktable with Tailstock
Standard Bundle, Metric

CNC BenchMill 6100, 220 VAC

4" Vise

58-pc. Clamping Kit

150 20 Tool Halder

End Mill Package, Metric [2X 3,6,8,10 End, 4,6 Ball)

ER16 Collet set, 8-pc (3,4,5,6,7,8,9,10mm)]

Table-mounted ATC package

ER16 Collet set 2 x (3,6,8,10mm)

Jog Pendant Handwheel

Stock Package, Wax, 3" x 2" x 1.5"- 50 Pcs

LM7 Content, Vir, CNCMilling w/BenchMill 6100(M]
Advanced Bundle, Metric
Includes all Standard Bundle items, plus:

Coolant system 271 -220V

80mm 3-jaw Chuck

4th-Axis Rotary Worktable with Tailstock

Engraving Package, Metric [1,1.5,2 mm End mill]

Engraving Tool Set, 6mm

Contact Us:

CNC-6100-STND-I

CNC-46100-STND-M

CNC-6100-ADV-M

CNCBase for Intelitek CNC and Fanuc Emulator

CNCMotion® for Intelitek CNC and Fanuc Emulator 63-4789-1000

SpectraCAD Engraver 63-6723-0000

SpectraCAM Milling 63-6733-0000

Options and Accessories

Jog Pendant Handwheel 10-1111-1000
47 [100mm) Precision Vise 10-1111-6000
58-Piece Hold Down Set 10-1111-5000
IS0 20 Tool Holder with Nut 10-1111-9000
Tool Holder Set 10-1111-7000
Machinists Kit 10-5810-0000
End Mill Set, 3 Piece, Imperial 10-1113-3000
End Mill Set, 3 Piece, Metric 10-1113-2000
Advanced End Mill Set, 14 Piece, Imperial 10-1113-5000
Advanced End Mill Set, 12 Piece, Metric 10-1113-4000
Engraving Tool Set, 3 Piece, Imperial 10-1113-7000
Engraving Tool Set, 3 Piece, Metric 10-1113-6000
Engraving Taol Set, 7 Piece, Metric 10-1108-6000
ER16 Collet - 10mm 10-1113-0000
ER1& Collet - 4mm 10-1112-4000
ER16 Collet - 7mm 10-1112-7000
ER16 Collet Set - 8 Piece 10-1112-2000
ER16 Collet Set - 8 Piece 10-1115-0000

Table-mounted 4-station Automatic Tool Changer 10-1113-1000

Table-mounted ATC Package 10-1115-2000
4th-Axis Rotary Positioner with Tailstock 10-1108-8000
3" (80mm) 3-Jaw Chuck for Ratary Positioner 10-1109-3000
3" (80mm] 4-Jaw Chuck for Rotary Positioner 10-1106-3000
Dual-axis Pneumatic Vise 10-1110-7000
Single-axis Pneumatic Vise 10-1110-8000

Basic Air Compressor and Conditioning System  10-4526-0000

Quiet Operation Air Compressor / Cond System  10-4527-0000
Coolant System - 110 VAC 10-1108-1110

Coolant System - 220 VAC 10-1108-1220

Mobile Workbench with Storage Cabinet 10-5590-0000

Mobile Workbench with 3 Drawer Cabinet 10-55%1-0000

Mahile Workbench with 3 Drawer Cabinet, 96" 10-5592-0000

Mabile Workbench 6Ft, Desk-style, Wood Top 10-55%4-0000

100mm Vice with Angle Adjustment 10-1108-2000
Projects

Project, 4-Cavity Mold 77-7022-0001
Project, Planetary Gearbox 77-7023-0001
Project kit, CO2 Car, 50 students 10-7016-1001
C02 Car Consumables, 50 students 10-9301-0000

Project kit, Precision Measuring Device 10-7006-0001

Precision Measuring Device Consumables, 50 students 10-9304-0000

Toll Free: 800-221-2763

Project kit, Golf Putter 10-7007-1000
Golf Putter Consumables, 50 students 10-9302-0000
Project Kit, Yo-Yo 10-7001-1001

Project kit, Sterling Engine 10-9603-0000

Project kit, Brass Cannon 10-9307-0000

Email:

Intelitek»»

Phone:  603-413-2600
Fax: 603-437-2137

info@intelitek.com
www.intelitek.com

All specifications subject to change without notice. All trademarks are property of their respective owners, ©Intelitek 35-1006-7400 Rev-M
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Teyvikd DvAradio Kontikov Epyaieiov

E Solid milling tools - Versatile MILLING

CoroMill® Plura solid carbide square shoulder end mill
Straight, center cut. Suitable for key slot tolerances. Hardness < 48HRc
Universal 30-35 degrees helix end mills

1P220-XA B
CNSC 0
FHA 30°
BSG DIN 6527 K
TCDC e8
TCDCON  hé
Cc
APMi(/LU
Metric version
PlM N | § [Dimensions, mm D
DG CZCys APMX CHW KCH LU  ZEFP Ordering code g % .gi % ,§i DCON  LF
10 3 35 30 2 |1P220-0100-XA gfldfa]|afa] 30 380
15 3 35 30 2 |1P220-0150-XA alefe|efe] 30 880
18 8 35 30 2 |1P220-0180-XA e w|wfw|®] 60 500
20 6 35 30 2 |1P220-0200-XA aftr|e)t]w| 60 500
25 8 35 008 45° 30 2 |1P220-0250-XA w w|wfw|®]| 680 500
28 [} 45 008 457 4D 2 |1P220-0280-XA afo]elale] 60 500
30 8 45 008 45° 40 2 |1P220-0300-XA w|w|wfw|®]| 60 500
35 6 4.5 0.08 45° 40 2 |1P220-0350-XA altf|w|u|v| 60 500
38 [ 55 008 45° 50 2 |1P220-0380-XA wlw|e|e]|%] 60 540
40 6 55 013 45 50 2 |1P220-0400-XA o|t|afuls] 60 540 E
45 6 55 013  45° 50 2 |1P220-0450-XA sl fe|efu] 60 540
48 8 6.5 013 45 80 2 |1P220-0480-XA gl s fu]s] 60 540
50 6 65 013 45 60 2 |1P220-0500-XA alefe|e|a] 60 540
5.8 8 75 013 45 70 2 |1P220-0575-XA wle|Efw]s] 60 540
60 [} 75 013 4° 70 2 |1P220-0600-XA a|d || #]|%) 60 540
8.8 8 8.5 013 45° 80 2 |1P220-0675-XA e e fuls] 80 580
70 8 85 013 45 B0 2 |1P220-0700-XA alefe]afa] B0 580
78 8 9.5 013  45° 80 2 |1P220-0775-XA e fels] 80 580
80 B 95 020 45 80 2 |1P220-0800-XA w|w|wfu|s| 80 580
9.0 10 105 020 46° 100 2 |1P220-0900-XA e fw|e] 100 660
9.7 10 15 020 45 110 2 |1P220-0970-XA w|w|wfuls] 100 660
100 10 15 020 45 110 2 |1P220-1000-XA do | [ | | 100 660
1.7 12 125 020 45 120 2 |1P220-1170-XA e w|w] 120 730
[] F
13.7 14 145 020 45° 140 2 |1P220-1370-XA 140 750
06666
157 18 165 020 45 160 2 |1P220-1570-XA || w|w] 160 820
16.0 16 165 020  45° 160 2 |1P220-1600-XA e fula] 160 820
17.7 18 185 020 45 180 2 |1P220-1770-XA f || fw %] 180 840
180 18 185 020 45° 180 2 |1P220-1800-XA Glw|w|a]w| 180 B840
19.7 20 205 030 45 200 2 |1P220-1970-XA || fw %] 200 920
200 20 205 030 45 200 2 |1P220-2000-XA |t wfw|w] 200 920
|
G
E3 A224 A244 s G2 G30 G21
G S =R
ve 13399 CXsC EREN
A 49
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E Tool overview MILLING

Square shoulder milling

Versatile
Universal 30-35 degrees helix end mills

TSYC 1P220-XA 1P220-XB 1P230-XA 1P230-XB 1P250-XA
Page A49 A50 A51 A52 A53
Material Primary/Secondary | Primary/Secondary | Primary/Secondary | Primary/Secondary | Primary/Secondary

E L} [ 2] ]

H " K H H

M] [M] M] M] M

& El

W I} N | |

Main operation

&

@

@

@

@

DC mm 1.00 - 20.00 1.80 - 20.00 1.00 - 20.00 2.00 - 20.00 2.00 - 20.00
DC inch .039 - .787 .071-.787 .039 - .787 .079 - .787 .079 - .787
APMX/DC 1.0 - 1.5xDC 1.0 -1.5xDC 1.4 -4.0xDC 1.4 -3.0xDC 1.8 -4.8xDC
W W W W R

FHA 30° 30° 30° 30° 30°
ZEFP 2 2 2 2 2

RE mm - - - - -

RE inch - - - - -
CHW mm 0.00 - 0.30 0.00 - 0.30 0.00 - 0.30 0.00-0.30 0.00-0.30
CHW inch .000 - .012 .000 - .012 .000 - .012 .000 - .012 .000 - .012

Shank Cylindrical Weldon Cylindrical Weldon Cylindrical

BSG DIN 6527 K DIN 6527 K DIN 6527 L DIN 6527 L Coromant

Grade 1630 1630 1630 1630 1630

Internal coolant

X

%

%

%

Other operations

&

WO OO

¢

L XX R

¢

26090

&

000

&

00O

Explanation of operation symbols, see page A48

2
=2
E
fa)
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E Solid milling tools - Versatile MILLING
CoroMill® Plura solid carbide square shoulder end mill
Straight, center cut. Suitable for key slot tolerances. Hardness < 48HRc
Universal 30-35 degrees helix end mills
1P221-XA B
CNSC 0
FHA 30°
BSG DIN 6527 K
TCDC e8
TCDCON  hé
Cc
Metric version
PlM N | § [Dimensions, mm D
DC  CZCys APMX CHW KCH LU ZEFP |Ordering code E E B E E RS
10 3 35 30 3 [1P221-0100-XA wlule]e]e] 30 380
15 3 35 30 3 |1P221-0150-XA wlwfafe]s] 30 380
18 B 35 30 3 [1P221-0180-XA w|w|z]=]&] 80 500
20 6 35 30 3 |1P221-0200-XA aftfe|efa] B0 500
25 B 35 008 45 30 3 |1P221-0250-XA w|w|=]=]s] 80 500
28 [i 45 008 45° 40 3 |1P221-0280-XA ou]e]e]a] 80 500
30 B 45 008 45 40 3 [1P221-0300-XA #|w|=]=]=] 80 500
35 [} 45 008 45 40 3 |1P221-0350-XA olwa]a]a] 60 500
38 [} 55 008 45° 50 3 [1P221-0380-XA z|e|z]=]s] 60 540
10 [} 55 013 45 50 3 |1P221-D400-XA ofefa]a]s] 60 500 E
45 [} 55 018 45 50 3 |1P221-0450-XA wlw|=]e]s] 60 540
18 [ 65 013 45 80 3 |1P221-0480-XA wle|#=]#] 80 540
50 6 65 018 45 60 3 |1P221-0500-XA w|w|&]=]x] 60 540
58 [] 75 013 45 70 3 |1P221-0575-XA s|w|=]=]#] 80 540
60 6 75 018 45 70 3 |1P221-0800-XA e|w|e]e]s] 60 540
68 8 85 013 45 80 3 |1P221-0675XA slu|a]=]s] 80 580
70 8 85 013 45 80 3 |1P221-0700-XA éfw]e|u|a] 80 580
78 8 95 013 45 90 3 |1P221-0775-XA slefafe]s] 80 580
80 B 95 020 45 90 3 |1P221-0800-XA wlw|e[=]s] 80 580
w1 105 020 45 100 3 |1P221-0900-XA #lufa]e]s] 100 660
7 10 115 020 45 110 3 |1P221-0970-XA w|e|=]=]s] 100 60
100 10 115 020 45 110 3 [1P221-1000-XA # [ [ [%]%] 100 660
17 12 125 020 45 120 3 [1P221-1170XA e e ]=]ee] 120 730
[] [] F
187 14 145 020 45 140 3 [1P221-1370-XA 140 750
[ ]
157 18 165 020 45 160 3 [1P221-1570-XA #|e|z]z]s] 160 820
160 16 165 020 45 160 3 |1P221-1600-XA ofefee]s] 160 820
177 18 185 020 45 180 3 |1P22I-IT70-XA w e | = =]s] 180 840
181 18 185 020 45 180 3 |1P221-1B00XA olwe]e]a] 180 80
197 2 05 030 45 200 3 [1P221-1970-XA #le|a]e]s] 200 920
200 2 205 030 45 200 3 |1P221-2000-XA wlw|z]=]s] 200 920
|
G
E3 A224 A244 s
& w/" Q=
L 13309
A 55
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

MILLING Tool overview

Square shoulder milling

Versatile
Universal 30-35 degrees helix end mills
B
4 /
TSYC 1P250-XB 1P221-XA 1P221-XB 1P231-XA 1P231-XB
C Page A54 A55 A56 A57 A58
Material Primary/Secondary | Primary/Secondary | Primary/Secondary | Primary/Secondary | Primary/Secondary
] H 1] [ 1]
| H | ] |
] [M] ™) (™] ™)
[E E E E
m N 0] m 0]
D Main operation . .
DC mm 2.00 -20.00 1.00 -20.00 1.80-20.00 1.00 -20.00 2.00-20.00
DC inch .079-.787 .039 -.787 .071-.787 .039 - .787 .079 -.787
APMX/DC 1.8-4.8xDC 1.0-3.0xDC 1.0-3.0xDC 1.4 -4.0xDC 1.4 -3.0xDC
- W W W W
FHA 30° 30° 30° 30° 30°
ZEFP 2 3 3 3 3
RE mm B 2 = = >
E RE inch - - = = <
CHW mm 0.00 - 0.30 0.00 - 0.30 0.00 - 0.30 0.00 - 0.30 0.00 - 0.30
CHW inch .000 - .012 .000 -.012 .000 - .012 .000 - .012 .000 - .012
Shank Weldon Cylindrical Weldon Cylindrical Weldon
BSG Coromant DIN 6527 K DIN 6527 K DIN 6527 L DIN 6527 L
Grade 1630 1630 1630 1630 1630
Internal coolant x x x x x
Other operations
/«| P /«| /«‘ P
i ¢ ¢ ¢ ¢ @

Explanation of operation symbols, see page A48

g
=
Fa

A4
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E Solid milling tools - Versatile MILLING

CoroMill® Plura solid carbide square shoulder end mill
Straight, centre cut. Hardness < 48HRc
Universal 30-35 degrees helix end mills

1P240-XA B
CNSC 0
FHA 35°
BSG DIN 6527 L
TGDG  h10
TCDCON  h6

Metric version

PlM N | § [Dimensions, mm D
DG CZCys APMX CHW KCH LU  ZEFP Ordering code g % .gi % ,§i DCON  LF
20 6 15 70 4 |1P240-0200-XA G|d|a]|u|s] 60 510
30 6 85 008 45° 80 4 |1P240-0300-XA i e]s]| 60 670
35 8 105 008 45 100 4 |1P240-0350-XA w|w|wfw|®]| 60 570
40 6 15 013 45 10 4 |1P240-0400-XA |t e fula] 60 570
45 8 15 018 48° 110 4 |1P240-0450-XA w|w|efw|®]| 680 570
50 6 135 013 45 130 4 |1P240-0500-XA sl ]e]efa] 60 570
55 8 185 013 46 130 4 |1P240-0550-XA w|w|wfw|®| 60 570
6.0 6 135 013 457 130 4 |1P240-0600-XA alt|w|ufv| 60 570
85 8 165 013 45° 160 4 |1P240-0650-XA #lw|w|e]|%] 80 630
7.0 B 165 013 45 160 4 |1P240-0700-XA ol |afuls] B0 630 E
80 8 195 043 45 190 4 |1P240-0800-XA #lw|w|e|s) 80 630
9.0 10 195 013 45° 180 4 1P240-0900-XA gl Efu]a] 100 720
100 10 25 020 45 220 4 |1P240-1000-¥A | [er e fe|%] 100 720

&|®|@|®)®| @20 &0
140 14 %5 020 45 260 4 |1P240-1400-XA afd e ] 140 830
16.0 18 325 020 45 320 4 1P240-1600-XA el |efu]e] 180 920
180 18 325 020 45 320 4 |1P240-1800-XA Gli|e|u]4] 180 920
200 20 385 030 45 380 4 1P240-2000-XA gl el e ] 200 1040
250 25 455 030 457 450 4 |1P240-2500-XA o | ; wlw| 250 1210

E3 A224 A244 25 G2 G30 G21
a S0 NS [63- B[e]
v, 13309 CXSC ERER

A 65
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

MILLING Tool overview

Square shoulder milling

Versatile
Universal 30-35 degrees helix end mills

B

/
'
J
TSYC 1P222-XB 1P240-XA 1P240-XB
C Page Agd AB5 AB6
Material Primary/Secondary | Primary/Secondary | Primary/Secondary

EFEEE
EFEEE
Bl EEE

D Main operation @ @ &

DC mm 2.00-25.00 2.00 — 25.00 2.00 - 25.00
DC inch .079 —.984 .079 -.984 .079 -.984
APMX/DC 1.3-2.0xDC 1.8 -3.5xDC 1.8-3.5xDC
S BE TR
FHA 35° 35° 35°
ZEFP 4 4 4
RE mm - - -

E RE inch - - -
CHW mm 0.00 - 0.30 0.00 - 0.30 0.00 - 0.30
CHW inch .000 - .012 .000 - .012 .000 - .012

Shank Weldon Cylindrical Weldon
BSG DIN 6527 K DIN 6527 L DIN 6527 L
Grade 1630 1630 1630

Internal coolant x x

L4 A

S

L L <
¢ & @

., ¢ o @

Explanation of operation symbols, see page A48
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MILLING Cutting data

Cutting speed recommendations
CoroMill® Plura - Versatile

A 224

Universal 30-35 degrees helix end mills
Universal 45 degrees helix end mills
B Chip breaker profile
2:=10xDC 3.=05xDC 2=0.1xDC
2,=05xDC a,=1.0xDC 2,=15xDC
ISO | MCNo. CMC  Material HB | &  vemmin  vcfeetmin £ vemimin  vofeetmin | £ vem/min v feet/min
C P12ZAN 012 Unalloyed stee| 190 | F52 145 476 F47 175 574 F55 290 951
P |P22ZAN 022 Low-alloyed stee! 240 | F52 110 361 F47 135 M3 F55 200 656
P30.ZHT 0321 High alloyed steel 380 | F52 80 262 F47 100 328 F55 170 558
o PS.0.ZAN 0511 Ferritic/martensitic stainless steel 200 | F52 65 213 . Fa7 80 262 F55 150 492
M M1D.ZAQ 0521 Austenic stainless steel 200 | F51 65 213 F46 80 262 F54 120 394
M3.2.ZA0 0551 Duplex (austenitic/feritic) stainless steel 260 | F51 55 180 Fi6 70 230 F54 90 295
K1.1.CNS 072 Malleable cast iron 200 | F52 140 459 F47 165 541 F55 150 492
D K K10t 082  Greycastiron 180 | F52 130 427 F47 150 492 F55 200 856
K3.2.0.UT 092 Nodular castiron 215 | F52 125 410 F47 145 478 F55 155 500
N1.2.ZAG 3012 Aluminium based alloys 100 | F53 880 2231 Fs0 835 2140 F56 950 37
N1.3.C.UT 3021 Aluminium based alloys 75 | F53 230 755 Fs0 305 1001 F56 410 1345
§ N1.4.CNS 3042 Aluminium based alloys 130 | F53 100 328 F50 130 27 F56 195 640
N3.2.C.UT 332 Copperand copper alloys 90 | F33 130 427 Fs0 170 558 F56 245 804
S1.0UAG 2012 Iron based superalloys 280 | F51 a0 98 Fi6 40 131 F54 50 164
E S [S20ZAG 2022 Nickel based super alloys 350 | F51 an 98 Fd6 40 13 F54 60 197
S4.2ZAN 2322 Titanium based alloys 320 | Fst 40 13 Fi6 50 164 F54 100 328
*For feed recommendations, compare the £ code with the corresponding code on page A240 and A241
F
G
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

\\%QE’ARCH.
MELIN — THE PRODUCTIVITY PROS Inventory
SERIES: A - CENTER CUTTING END MILLS - METRIC
2 FLUTE, ALL LENGTHS
Hssco| [2al H Slll-o40m |_| HRc ||
Galllo d 1 %r-m"d SIS %R
TOOL ERICHY IS LENGTH MAT DIA SHK LOC QAL
EDP EDP o
A-M6M2 16339 46339 std M42 2mm 6mm 7mm 57mm E
A-M6M3 16340 46340 std M42 3mm 6mm 8mm 57mm m
A-M6M4 16341 46341 std M42 4mm 6mm 11mm  57mm g
A-M6MS5 16342 46342 std M42 Smm 6mm 13mm  57mm i
A-M6M6 16343 46343 std M42 6mm 6mm 13mm  57mm g
A-M10M7 16344 46344 std M42 7mm  10mm 16mm  69mm %
A-M10M8 16345 46345 std M42 8mm  10mm 19mm  69mm (@)
A-M10M9 16346 46346 std M42 9mm 10mm  19mm  69mm %
A-M10M10 16347 46347 std M42 10mm  10mm  22mm  72mm (@)
A-M12M11 16348 46348 std M42 1Mmm 12mm  22mm  79mm 8
A-M12M12 16349 46349 std M42 12mm  12mm  26mm 83mm >
A-M12M13 16350 46350 std M42 13mm  12mm  26mm  83mm 5
A-M12M14 16351 46351 std M42 14mm  12mm  26mm  83mm Qo
A-M12M15 16352 46352 std M42 15mm  12mm  26mm  83mm (_In
A-M16M16 16353 46353 std M42 16mm  16mm  32mm  92mm 0
A-M16M17 16354 46354 std M42 17mm 16mm 32mm  92mm g
A-M16M18 16355 46355 std M42 18mm  16mm  32mm  92mm O
A-M16M19 16356 46356 std M42 19mm  16mm  32mm  92mm g
A-M20M20 16357 46357 std M42 20mm  20mm  38mm  104mm P
A-M20M21 16358 46358 std M42 21mm  20mm  38mm  104mm »
A-M20M22 16359 46359 std M42 22mm  20mm  38mm  104mm
A-M20M23 16360 46360 std M42 23mm 20mm 38mm  104mm
A-M25M24 16361 46361 std M42 24mm  25mm  45mm  121mm
A-M25M25 16362 46362 std M42 25mm  25mm  45mm  121mm
A-M25M30 16363 46363 std M42 30mm  25mm  45mm  121mm
A-M32M32 16364 46364 std M42 32mm  32mm  53mm  133mm
Melin Distributes Across the Globe
Visit us online to find out more!
-
www.melintool.com
‘r\ LCON GLOSSARY:  Information Page 11 ‘
R‘ MELIN SPEED & FEED: Informalion Page 198
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

\'\%QE’ARCH.
MELIN — THE PRODUCTIVITY PROS inmontory
SERIES: E - CGENTER CUTTING END MILLS
3 FLUTE, ALL LENGTHS
maz, |3 H Sdll+.0015 I_I [P T
4;3 .: g sl oo || L %”%|& I;IE; "
BRIGHT TICN
TOOL EDP EDP LENGTH  MAT DIA SHK  LOC OAL %
E-1203 12022 42022 std M42 3/32 3/8 516 2-1/4 I_zn
E-1204 12024 42024 std M42 1/8 3/8 3/8 2-5/16 §
E-1205 12026 42026 std M42 5/32 3/8 716  2-5/16 —
E-1206 12028 42028 std M42 3/16 3/8 1/2 2-3/8 E
E-1206-L 12266 42266 long M42 3/16 3/8 3/4 2-5/8 %
E-1207 12030 42030 std M42 7/32 3/8 12 2-3/8 @)
E-1207-L 12268 42268 long M42 7/32 3/8 1-1/4 3-1/8 %
E-1208 12032 42032 std M42 1/4 3/8 5/8 2-7/16 @)
E-1208-L 12270 42270 long M42 1/4 3/8 1-1/4  3-1/16 8
E-1209 12034 42034 std M42 9/32 3/8 11/16  2-1/2 >
E-1209-L 12272 42272 long M42 9/32 3/8 1-3/8 3-1/8 5
E-1210 12036 42036 std M42 5/16 3/8 3/4 2-1/2 Qo
E-1210-L 12274 42274 long M42 5/16 3/8 1-3/8 3-1/8 CI,,
E-1211 12038 42038 std M42 11/32 3/8 3/4 2-1/2 0
E-1211-L 12276 42276 long M42 11/32 3/8 1-1/2 3-1/4 E
E-1212 12040 42040 std M42 3/8 3/8 3/4 2-1/2 o
E-1212-L 12278 42278 long M42 3/8 38 1-1/2 3-1/4 =
E-1213 12042 42042 std M42 13/32  3/8 1 2-11/16 L
E-1214 12044 42044 std M42 7/16 3/8 1 2-11/16 @
E-1614-L 12280 42280 long M42 7/16 1/2 1-3/4 3-3/4
E-1615 12048 42048 std M42 15/32 12 1-1/4 3-1/4
E-1216 12046 42046 std M42 1/2 3/8 1 2-11/16
E-1616 12050 42050 std M42 1/2 1/2 1-1/4 3-1/4
E-1616-L 12282 42282 long M42 1/2 1/2 2 4
E-1617 12052 42052 std M42 17/32 112 1-3/18 3-3/8
E-1618 12054 42054 std M42 9/16 1/2 1-3/18 3-3/8
E-1619 12056 42056 std M42 19/32 1/2 1-3/8 3-3/8
E-1620 12058 42058 std M42 5/8 1/2 1-3/8 3-3/8
E-2020 12084 42084 std M42 5/8 5/8 1-5/8 3-3/4
E-2020-L 12284 42284 long M42 5/8 5/8 2-1/2 4-5/8
E-1621 12060 42060 std M42 21/32 112 1-5/8 3-5/8
E-1622 12062 42062 std M42 11/16 112 1-5/8 3-5/8
E-1623 12064 42084 std M42 23/32 112 1-5/8 3-5/8
E-1624 12066 42066 std M42 3/4 112 1-5/8 3-5/8
E-2024 12086 42086 std M42 3/4 5/8 1-5/8 3-3/4
E-2424 12096 42096 std M42 3/4 3/4 1-5/8 3-7/8
E-2424-L 12286 42286 long M42 3/4 3/4 3 5-1/4
E-1625 12068 42068 std M42 25/32 1/2 1-5/8 3-5/8
E-1626 12070 42070 std M42 13116 1/2 1-5/8 3-5/8
SIZES CONTINUE ON NEXT PAGE
ICON GLOSSARY: Information Page 11 ‘
SPEED & FEED: Information Page 198
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

N\
-} EXPERIENCE - TECHNOLOGY + PERFORMANCE + PRODUCTIVITY “‘Ig\fggf;y
SERIES: CC - CENTER CUTTING END MILLS - METRIC
4 FLUTE, ALL LENGTHS
y Sl o40mn U LA K
i £ ) SiSfe%E
g TOOL BIEIS?T Egg LENGTH MAT DIA SHK LocC OAL
= CC-MéMm2 16365 46365 std M42 2mm  6mm  7mm 57mm
= CC-M6&M3 16366 46366 std M42 3mm 6mm 8mm  57mm
% CC-Mém4 16367 46367 std M42 4mm  6mm  11mm  57mm
w CC-MéM5 16368 46368 std M42 S5mm  6mm  13mm  57mm
g CC-M6Mm6 16369 46369 std M42 6mm  6mm  13mm  57mm
T CcC-M10M7 16370 46370 std M42 7mm 10mm 16mm  69mm
ﬁ CC-M10M8 16371 46371 std M42 8mm 10mm 19mm  69mm
é CC-M10M9 16372 46372 std M42 9mm  10mm 19mm  69mm
m CC-M10M10 16373 46373 std M42 10mm  10mm  22mm  72mm
8 CC-M12M11 16374 46374 std M42 imm  12mm  22mm  79mm
Ll CC-M12M12 16375 46375 std M42 12mm  12mm  26mm  83mm
8 CC-M12M13 16376 46376 std M42 13mm 12mm 26mm  83mm
o CcC-Mm12M14 16377 46377 std M42 14mm  12mm 26mm  83mm
D:: CC-M12M15 16378 46378 std M42 15mm  12mm 26mm  83mm
5 CC-M16M16 16379 46379 std M42 16mm  16mm  32mm  92mm
< CC-M16M17 16380 46380 std M42 17mm 16mm 32mm  92mm
% CC-M16M18 16381 46381 std M42 18mm 16mm 32mm  92mm
E CC-M16M19 16382 46382 std M42 19mm 16mm 32mm  92mm
[G) CC-M20M20 16383 46383 std M42 20mm  20mm 38mm  104mm
SERIES: C - NON - CENTER CUTTING END MILLS - METRIC
6 FLUTE, ALL LENGTHS
Hssco |[* e é Sl os0mm U Q" | HRc
M42 -'.4. o @, -0000 || = % <48
BRIGHT TICN
el =h LENGTH MAT DIA SHK LOC  OAL
C-M20M21
C-M20mM22 16385
C-M20M23 16386
C-M25M24 16387
C-M25M25 16388
C-M25M30 16389
C-M32M32
COATINGS: Preferred coating listed for increased production output. To
order tools with a different coating, add TiN, TICN, or AITIN after tool name gr
change first digit of Bright EDP to 2 for TiN, 4 for TICN, or 5 for AITIN

PHONE 216/362-4200 * 800/521-1078  FAX 216/362-4230 * 800/521-1558
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ITANEIIIXTHMIO AYTIKHXE ATTIKHX
TMHMA MHXANOAOTQN MHXANIKQN

| 861

-
=
o
=
m
no
—
o
=9
()
[=2]
no
!
S
n
(=3
o
L]
oo
o
(=]
—~
(33
o
7
|
=
(=}
=
oo
.
-
=
>
o
o
ex
()
(=]
h%]
'
~
nN
w
(=1
L]
[e=]
o
(=}
=
(32
o
—
f
—_
a
(3]
oo

MANQAAKHY TZANHX
ITATPIKIOY HATANA

Cobalt HSS & HSS End Mills - Speed & Feed Recommendations

Applications in Various Materials

JHEAT-RESISTANT NICKEL| HIGH STRENGTH HEAT RESISTANT
HEAT-RESISTANT HEAT-RESISTANT BASE ALLOYS, HIGH |[STAINLESS STEELS, HIGH |[FERRITIC BASE ALLOYS| MACHINE STEEL, HARD CAST IRON, BRASS, BRONZE, ALUMINUM,
MATERIAL [COBALT BASE ALLOYS.| AUSTENITIC ALLOYS, | STRENGTH STAINLESS TENSILE STEELS MEDIUM STRENGTH BRASS AND BRONZE, MILD STEEL, ALLOYED ALUMINUM, PLASTICS, WOOD
HIGH TENSILE STEELS [HIGH TENSILE STEELS| STEELS, HIGH (40-60 C) STAINLESS STEELS |ELECTROLYTIC COFPER| HALF-HARD BRASS ABRASIVE PLASTICS
(50-55C) (46-50 C) STRENGTH TITANIUM MEDIUM STRENGTH UNALLOYED TITANIUM | MILD STEEL FORGINGS AND BRONZE
ALLOYS TITANIUM ALLOYS TOOL STEELS (30-40 C) {20-30 C)
SPEED SPEED SPEED SPEED SPEED SPEED SPEED SPEED SPEED
5-10 SFM FEED  [10-15SFm| FEED | 15-20 SFm FEED 20-40 SFM FEED 40-60 SFM FEED 60-80 SFM FEED 80-100 SFM FEED 100-200 SFM FEED 200-600 SFM FEED
DIA. OF CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD CHIP LOAD
ENDMILLS| RPM | PERTOOTH | RPM |PERTOOTH| RPM PER TOOTH RPM PER TOOTH RPM |PERTOOTH| RPW PER TOOTH RPM PER TOOTH RPM PER TOOTH RPM PER TOOTH
116 - - - - - - 1222-2444 .0002-.0005 | 2444-3667 .0002 -.005 | 3667-4888 0002 -.0005| 4888-6111 .0002 -.0005| 6111-12222 0002 -.0005| 12222 UP  .0002 -.0005
3132 = = = = 611-815 0002 -.0005 | 815-1628 .0002-.0005 | 1629-2750 .0002 -.005 | 2750-3258 0002 -.0005| 32584073 0002 -.0005| 4073-8146 0002 -0005| 8146 UP  .0002 -.0005
18 - - - - 456-611 0002 -.0005 | 611-1222 .0002-.0005 | 1222-1833 .0002 -.005| 1833-2440 .0002 -.001 | 2440-3056 .0002-.001 | 3056-6112 .0002-.001 6112 UP .0002 -.001
316 - - 204-306 .0002 -0005| 306-407 .0002-.0005 | 407-815 .0002-0006 | 815-1222 0002 -.005|1222-1625 0002 -.001 | 1825-2037 .0002-001 | 2037-4074 0002 -001 | 4074-12222 0002 -.001
114 76-153 .0002-001 | 153-230 .0002-001| 229-306 .0002-001 | 306611  .0002-001 | 611-917 .0002-001| 917-1222 .0005-.002 | 1222-1528 .0005-002 | 1528-3056 .0005-.002 | 3056-9168 .0005-.002
5/16 61-122 0002 -001 | 122-183 0002 -001| 183-244 0002 - 001 244-489 0002 -001 | 489-733 .0002-001| 733-978 .0005-002| 978-1222 .0005-002 | 1222-2444 0005-002 | 2444-7332 0005 -002
38 51-102 0002 -.001 | 102-153 .0002-.001| 153-203  .0002 -.001 203-407 .0005 -.002 406-611 .0005-002| 611-815  .001 -.003 815-1019 001-.003 | 1019-2038 .0005-003 | 2038-6114  .0005-.002
716 44-88 0005 -.001 | 88-132 .0005-001| 131-175 .0005 -.002 175-348 0005 -.002 349-524 .0005-002| 524-698 .001 -003 698-873 001 -.003 873-1748 .0005-.003 | 1746-5238 .0005 -.002
112 38-76  .0005-001 [ 76-115 .0005-001| 115-153 .0005-002 | 153-306  .0005-003 | 306-458 .001-003 | 458-611 .001-003 | 611-764 001-.003 | 764-1528 .0005-.003 | 1528-4584 .0005-.002
916 34-68 0005 - 002 | 68-104 0005-002| 104-138 0005 - 002 138-272 0005 -.003 272-412  001-003 | 412-543 001 -004 543-678 001 -.004 B78-13568 0005 -004 | 1356-4071 0005 - 003
5i8 31-61 .0005-002 | 61-92 .0005-002| 92-122  .0005 -.002 122-244 001 -.004 244-367  .001-.004 | 367-489 .001 -.004 489-611 001 -.004 611-1222 .0005-004 | 1222-3666 .0005 -.003
1118 28-56  0005-002 | 56-84 .0005-002| 84111  .0005-002 | 111-222  .001-004 | 222-337 004 -004 | 337444 .001-004 | 444-555  .001-004 | 5551110 .0005-004 | 1110-3330 0005 -.003
34 26-51 0005-002 [ 51-76 .0005-002| 76-102 .001 -.004 102-203 001 -.004 203-306 001 -.004 | 306-407 .001-.004 407-509 002 -.006 508-1018 001 -.006 1018-3054 001 -.004
13116 24-47 001 -.003 4771 001-003 71-94 001 -.004 94-189 001 -.004 189-284  001-004 | 284-379 002 -006 379-469 002 - 006 469-938 001 -.006 938-2814 001 -.004
T8 2244 001-003 | 4465 .001-003 | 6587 .001 -.004 87-175 .001-.004 | 175-262 .002-006 | 262-3d9 .002-006 | 349436  .002-006 | 436-872  .001-006 | 872-2616  .001-004
15116 20-40 001 -.003 40-62 001 -.003 62-81 001 -.004 81-183 001 -.004 183-248 .002 -.006 | 246-326 .002 -.008 326-407 002 -.008 407-814 001 -.008 514-2442 001 -.004
1 19-38 001 -.003 38-58  001-003 58-T6 001 -.004 76-153 002 -.006 153-229 002 -.006 | 228-306 002 - 006 306-382 002 - 006 382-764 002 uP 764-2292 002 up
118 34 .0015-.004 | 34-51 .0015-004| 51-68 .0015-.005 68-136 .002 -.006 136-204 .002-.006 | 204-272 .002 -.006 272-340 .003 UP 340-680 .00z up 680-2040 .00z up
1114 kAl 0015-004 | 31-46 .0015-004] 4661 0015 -.005 61-122 .002 -.006 122-183  .002-.006 | 183-244 .003 UP 244-306 003 UP 306-612 .00z uP 612-1836 .00z UP
13/8 28 0015-004 | 28-42 0015-004| 42-55 0015 - 005 55-111 002 -.008 11-167 003 uP 167-222 002 UP 222.278 003 UP 278-556 002 UP 556-1668 002 uP
112 26 0015-004 | 26-38 .0015-004| 38-51 002 uP 51102 003 UP 102-163 003 P 163-204 002 UP 204-255 003 UP 265-510 003 UP 510-1630 002 upP
1508 24 .00z Up 35 .02 up 3547 .00z UP 4794 003 UP 94-141 003UP | 141-188 002 UP 188-235 003 UP 235-470 003 UP 470-1410 .oz up
1314 22 002 UP 32 002 UP 3243 002 UP 43-87 003 UP 87-131 003 UP 131-175 003 UP 175-218 003 UP 218-436 003 UP 436-1308 002 UP
178 20 002 UP a0 002 uP 30-40 003 UP 40-81 2003 UP 81-122 003 UP 122-163 003 UP 163-204 003 UP 204-408 003 UP 408-1224 003 UP
2 19 .002 uP 29 003 uP 29-38 003 uP 38-76 003 UP 76-115 003 uP 115-163 .003 UP 153-181 003 UP 191-382 003 UP 382-1146 003 upP
2158 18 003 uP 28 003 uP 36 003 uP 36-72 -003 UP 72-108 003UP | 108-144  003UP 144-179 003 UP 179-358 -003 UP 358-1074 .003 UP
214 17 003 uP 26 003 uP 34 003 uP 3488 003 UP 68-102 003 uP 103-136 003 UP 136-170 003 UP 170-340 003 UP 340-1020 003 UP
238 18 .003 UP 25 003 UP 32 .003 UP 32-64 003 UP 84-97 .003 UP 97-128 .003 UP 128-161 .003 UP 161-322 .003 UP 322-966 .003 UP
212 15 .003 UP 23 003 UP 30 .003 UP 3061 003 UP 61-92 .003 UP 92-122 .003 UP 122-153 .003 UP 153-306 003 UP 306-918 .003 UP
258 15 003 UP 22 003 UP 29 003 UP 29.58 003 UP 58-88 003 UP 88-116 003 UP 116145 003 UP 145.290 003 UP 290-870 003 UP
2314 14 003 UP 21 003 uP 28 003 UP 28-56 003 UP 56-83 003 uP 83-111 003 UP 111-138 003 UP 139-278 003 UP 278-834 003 UP
278 14 003 UP 20 003 uP 27 .003 UP 2753 .003 UP 53-80 .003 UP 80-106 .003 UP 106-132 003 UP 132-264 003 UP 264-792 .0o3 up
3 13 003 UP 19 003 UP 26 003 UP 26-51 003 UP 51-76 003 UP 76-102 003 UP 102-127 003 UP 127-154 003 UP 264-762 003 UP
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOT'QN MHXANIKQN IIATPIKIOY HAIANA
TFM43Z0FW-07 CHASEGCTO
Face mill —

Ls
@ |
Ds
430
N Dimension {mm) Arbor :
Designation @ D D Ds Da L Ls ap|shle Maounting bolt Insert
TFMA43ZOFW 463-22R-07 4 |63 751 769 22 40 407 5 | A 05 LHM10x1.5%25 |OFCN 0704...
580-27R-07 5|80 920 938 27 50 50.7 5 | A 1.2 SHMi2x1.75x35 |OFCR 0704...
6100-32R-07 | 6 |100 1120 1138 32 50 507 5 | B 1.8 - g;mg%g:
8100-32R-07 8 (100 1120 1138 32 50 507 5| B 18 - Q
8125-40R-07 | 8 |125 13701392 40 63 637 5 | B 30 - E214
10125-40R-07 10 {125 137.01392 40 63 63.7 5 | B 3.0 -
10160-40R-07 | 10 |160 17201738 40 63 637 5 | C 47 -
12160-40R-07 | 12 [160 17201738 40 63 637 5 | C 47 -
12200-60R-07 12 (200 21202138 60 63 63.7 5| C 7.0 -
14200-60R-07 | 14 | 200 21202138 60 63 637 5| C 7.0 -
TFMA43ZOFW 6100-31.75R-07 | 6 | 100 1120 1138 31.75 50 507 5 | B 1.8 -
8125-38.1R-07 | 8 |125 137.0 1392 381 63 63.7 5 | B 3.0 -
10160-50.8R-07 | 10 | 160 172.0 1738 50.8 63 637 5 | B 47 -
Spare parts
Wedge screw Wedge Wrench
Designation @ @, %
TFM43Z0FW WS8, *Ws8s, WSaM WFO-82 T-TW4
* "WSBS: For TFM43Z0OFW-463...only
\3* TaeguTec

Ewova 15.38 — Xapaktnpiotikd gpelokepaing (Cutter)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Mounting Reference

Metric arbor style

‘ B
[ I_H
I
&
b .
D1 D1
Da Da
=) A
™1 8 T
: 717
I . 1 !
! ]
da 101.6
d 177.8
D dz
D
Fig.C Fig.D Fig.E
Dimension (mm)
D1 Fig. Arbor
b . A 8 E For mold & die| For general o % &
32 16 8.4 5.6 20 30 - - - E SEM18
32 16 8.4 5.6 20 30 - 9 13.5 A SEM16
40 16 8.4 5.6 20 38 - 9 13.5 A SEM16
40 22 10.4 6.3 22 38 - 11 17 - A SEM22
50 22 10.4 6.3 22 40 45 11 17 - A SEM22
63 22 104 6.3 22 47 = 11 17 - A SEM22
80 27 124 7 28 58 70 13 22 - A SEM27
100 32 14.4 8 26 66 85 18 26 - A SEM32
100 32 14.4 8 26 66 85 - 46 - B SEM32
125 40 16.4 9 32 85 - 22 32 - A SEM40
125 40 16.4 9 32 85 - - 56 - B SEM40
160 40 16.4 9 32 110 - - 90 66.7 c FM40
200 60 25.7 14 40 130 - - 132 101.6 c FM&0
250 60 257 14 40 160 - - 150 101.6 C FM&0
315 60 25.7 14 40 220 - - 220 - D -
* For Face Mill arbors, please refer to TaeguTec tooling system(part )
Mounting bolt L
E L
1'] - |~ o
SH type LH type
— Dimension (mm) Cutter - Dimension (mm}) Cutter
Designation DL [L [T E |se Pesignation D L[L[T]E|se
SH M8x1.25x30(-C) 13 38 8 8 6 40 LH M10x1.5x25(-C) 16 | 315 65 | 10 8 |50, 63
SH M10x1.5x30(-C) 16 | 40 | 10 | 10 8 |[50, 63 LH M12x1.75x30(-C) | 18 | 369 | 6.9 | 12 8 80
SH M12x1.75x35(-C) | 18 | 47 | 12 | 12 | 10 | 80 LH M16x2x35(-C) 24 | 45 | 10 | 16 | 12 | 100
SH M16x2x35(-C) 24 | 51 | 16 | 16 | 14 | 100 "-C": Bolt with hole for internal coolant

3} TaeguTec

Ewova 15.39 — Tonoc epelokepaing (Cutter)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

OFCN 07/0FMR 07/0FCR 07/RFMR 19 CHASEGCTO

Insert
- Dimension (mm})
E — d t ap a r
d _| 43° OF..07 17.84 | 5051 | 50 [1.3-22] 08
. " RFMR19 [19.00] 53 [ 95 [ - [ 95
26 | ap
LLI PUhYa
RFMR
MREMR _,M7 MLEML %
Recommended Cermet Coated Uncoated
Insert Designation machining conditions § g § g g § § E g
Feed ap = [ ) ~ © o
mmooth) | mm) |6 [EEEEFEEFEEFE|E
" OFCN 0704 TN-MR 0.80-0.20 1.5-4.0 [] [] [ e
\"'-'
OFCN 0704 TN-EMR 0.08-0.15 1.5-4.0 . " e 8 @ .
-
iy OFMR 0704 AER-M 0.10-0.19 1.5-4.0 ® o o o o o o o0
0704 TN-AL 0.08-0.15 1.5-4.0 .
’ /—-\. OFMR
o \ OFCR 0704 TN-ML 0.05-0.15 1.5-4.0 L] [] el e
T IEC [
'\| 9
; . OFCR 0704 TN-EML 0.08-0.15 1.5-4.0 s & & & & @ .
-
N
"E‘ 1\‘ RFMR 1904-M 0.07-0.14 2580 e o O . .
= )
iy il 20

E & Standard items

E85

;> TaeguTec

Ewova 15.40 — Xapaxktnpiotikd évhetov mtlakidiov opelokepaing

300



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Recommended Cutting Conditions

Machining data Cutting Speed :Vc(m/min)

Tensile ; Uncoated
IS0 Material Condition strength Haﬁg"ss Mﬁﬁ”a'
(N/mm?) ' K10 P30
<0.25%0C Annealed 420 125 1 60-170
Non-alloy steel,  >= 0.25%C | Annealed 650 190 2 60-130
cast steel, free <0.55%C | Quenched and tempered 850 250 3 60-100
cutting steel >=0.55%C | Annealed 750 220 4 60-120
Quenched and tempered 1000 300 5 50-100
Low alloy steel Annealed 600 200 6 60-130
and cast steel 930 275 7 60-100
(less than 5% of Quenched and tempered 1000 300 8 50-100
alloying elements) 1200 350 g 40-90
High alloy steel, cast steel Annealed 680 200 10 60-130
and tool steel Quenched and tempered 1100 325 1 50-100
Stini - Ferritic / martensitic 680 200 12
dlniess siee =
M and cast steel Marte nls!tnc 820 240 13
Austenitic 600 180 14
Gray cast iron Ferritic 160 15 70-130
(GG) Pearlitic 250 16 50-110
Cast iron nodular Ferritic 180 17 45-90
(GGG) Pearlitic 260 18 40-85
. Ferritic 130 19 70-140
Malleabl t —
afleable castiron Pearlitic 230 20 | 55115
Aluminum - wrouaht allo Not cureable 60 21 550-700
— Cured 100 22| 600-750
Auminum <=12% Si Not cureable 75 23 800-200
uminum-
cast, alloyed . C!.lred 90 24 650-800
>12% Si High temp. 130 25 250-320
>1% Pb Free cutting 10 26 300-400
Copper alloys Brass 90 27 300-400
Electrolitic copper 100 28 210-280
, Duroplastics, fiber plastics 29
Non-metall
or-metaiic Hard rubber 30
Annealed 200 31 50-70
o Febased I ired 280 32 40-50
'gh temp. , Annealed 250 33 50-70
alloys Ni or
Co based Cured 350 34 35-40
Cast 320 35 45-50
. Rm 400 36 120-145
Titanium, Ti alloys Alphasbeta alloys cured | Rm 1050 a7 3545
Hardened 55HRC 38
Hardened steel Hardened 60HRC | 39
Chilled cast iron Cast 400 40
Cast iron nodular Hardened 55HRC 41
+ For more information of material groups, see the materials & grades "material conversion table"
M Steel Stainless steel [ Castiron M Nonferrous I High temp. alloys I Hardened sieel
(3? TaeguTec

Ewova 15.41 — ZuvOnkeg katepyaciog yia ¢pelokepain
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Recommended Cutting Conditions

Machining data Cutting speed Vc(mimin)

Coated Ceramic Cermet
TT9080 | TT9030 | TT7080 | TT7800 | TT8080 | TT8020 | TT7515 | TTR080 | TT2510 | AS10 AS20 | CT7000
220-370 | 190-310 | 250-410 | 160-270 | 170-250 | 150-210 270-510
180-310 | 160-260 | 200-380 | 140-210 | 130-220 | 120-200 230-450
115-195 | 105-185 | 140-230 | 90-160 | 90-170 | 70-140 150-370
130-210 | 120-200 | 160-250 | 100-170 | 100190 | 90-150 210-430
115-175 | 95-160 | 135-195 | BO-140 | 70-160 | 60-130 150-280
175-265 | 160-250 | 190-290 | 140-200 | 150-220 | 130-170 150-285
130-215 | 120-200 | 150-240 | 90-160 | 110-190 | 70-150 100-190
105-185 | 85-175 | 135-225 | 70-150 | 80-160 | 60-110 90-170
95-160 | 80-150 | 120-190 | 60-110 | 70-120 | 50-100 80-130
85-155 | 75-135 | 100-150 | 60-90 70-110 50-80 100-170
75-135 | 65-120 | 90-140 | 50-80 | 60-100 | 40-80 80-120
115-270 | 100-250 90-200 | 75-170
100-230 | 80-200 70-160 | 60-130
120-275 | 110-260 100-210 | 80-180
180-350 | 200-390 400-900
140-280 | 160-300 250-600
115-230 | 130-250 350-800
100-200 | 110-210 250-600
190-310 | 210-330 360-540
120-260 | 130-280 300-440
800-1200
700-1100
800-1200
650-850
250-400
500-600
500-600
350-400
40-80 30-65 500-900
30-60 20-45 500-900
35-70 25-50 500-900
30-60 20-40 500-900
35-65 20-45 500-900
90-130 60-100 500-900
35-70 25-55 500-900
40-75 70-180
30-55 50-130
> TaeguTec
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Teyvika PvAradia Xtoysiov 2uykpdtnonc Kontikov Epyaieiov

ER Spring Collet Chuck System usu:

Collet Holders With BT Taper Shank (For CNC Machine Center) BT-SHANK
ER-32 ER-40

[o3]

ORDER NO.  TAPER COLLET TYPE D1 D2 D3 L KGS CODE NO.
V-700 BT30 ER32 M12 M12x1.75P 50 60 0.6 3031-303
V-703A ER32 M16X2.0P | M22x1.5P 50 70 1.2 3032-305
V-703B BT40 ER32 M16X2.0P | M22x1.5P 50 100 1.4 3032-306
V-704 ER40 M16X2.0P | M22x1.5P 63 80 2.0 3032-307
V-705 ER32 M24X3.0P | M28x1.5P 50 100 3.4 3033-305
V-706B BT50 ER40 M24X3.0P | M28x1.5P 63 150 5.8 3033-307
V-707 ER50 M12 M36x1.5P 78 100 4.8 3033-308
V-710 ER11 M12 M12x1.75P 19 60 0.6 3033-311
V-711 ER11 M12 M12x1.75P 19 100 0.9 3033-312
V-712 ER11M M12 M12x1.75P 16 100 0.9 3033-313
V-713 ER16 M12 M12x1.75P 28 100 0.9 3033-314
V-714 BT30 ER16M 12 12x1.75P 22 100 0.9 3033-315
V-715 ER20 12 2x1.75P 34 60 0.6 3033-316
V-716 ER20 12 2x1.75P 34 100 0.9 3033-317
V-717 ER20M M12 M12x1.75P 28 100 0.9 3033-318
V-718 ER25 M12 M12x1.75P 42 60 0.7 3033-319
V-719 ER40 M12 M12x1.75P 63 70 0.9 3033-320
V-720 ER1 16 M22x11.5P 19 70 1 3033-321
V-721 ER1 16 M22x11.5P 19 100 1.5 3033-322
V-722A ER11M M16 M22x11.5P 16 100 1 3033-323
V-723A ER16M M16 M22x11.5P 22 100 1.5 3033-324
V-723B ER16M M16 M22x11.5P 22 150 1.6 3033-330
V-724A BT40 ER20M M16 M22x11.5P 28 100 1.6 3033-325
V-724B ER20M M16 M22x11.5P 28 150 1.9 3033-331
V-725 ER25 M16 M22x11.5P 42 70 1.4 3033-326
V-726 ER25 M16 M22x11.5P 42 100 1.7 3033-327
V-727 ER50 M16 M22x11.5P 78 90 2 3033-328

Collet Holders With Extension Type BT Taper Shank
ER-16, ER-20

ORDER NO. TAPER COLLET TYPE D3 L D1 WEIGHT KGS CODE NO.
V-770 BT30 ER16 28 60 M12 0.6 3031-301
V-772 ER16 28 70 M16 1.1 3032-301
V-773 ER16 28 100 M16 1.5 3032-302
V-774 ER20 34 70 M16 1.1 3032-303
V-774A ER16 28 150 M16 1 3032-308
V-775 BT40 ER20 34 100 M16 il 3032-304
V-775A ER20 34 135 M16 1.6 3032-309
V-775B ER20 34 150 M16 1.7 3032-310
V-775C ER25 42 150 M16 1.9 3032-311
V-733 ER32 50 150 M16 2 3033-354
V-776 ER16 28 100 M24 4.3 3033-301
V-777 BT50 ER16 28 150 M24 4.8 3033-302
V-778 ER20 34 100 M24 4.3 3033-303
V-779 ER20 34 150 M24 4.8 3033-304
V-T43A ER16 28 200 M24 7.5 3033-364
V-735 ER20 34 200 M24 5 3033-356
V-736 ER25 42 100 M24 4.8 3033-357
V-737A ER25 42 150 M24 5.8 3033-358
V-7T44A BT50 ER25 42 200 M24 8 3033-365
V-738A ER32 50 150 M24 5.8 3033-359
V-739A ER32 50 200 M24 6.5 3033-360
V-740A ER40 63 100 M24 5 3033-361
V-741A ER40 63 200 M24 7.5 3033-362
V-7T42A ERS50 78 150 M24 6 3033-363

[6%K] TOOLING SYSTEM

Ewova 15.43 — Etotyeio ovykpdtnong yio kovovito (Holder)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

BT-SEM

Face mill arbor

BT MAS-403 form AD 1SO 3937

df D1
m Em ATiTapar
=4
R Dimension (mm)
Designation s d D L 0 5 a
BT30 SEM 16x50 30 16 38 50 28 17 M12
SEM 22x50 30 22 47 50 28 19 M12
SEM 27x50 30 27 58 50 18 21 M12
BT40 SEM 16x60 40 16 38 60 33 17 M16
SEM 16x120 40 16 38 120 93 17 M16
SEM 22x60 40 22 47 60 33 19 M16
SEM 22x120 40 22 47 120 93 19 M16
SEM 27x45 40 27 58 45 18 21 M16
SEM 27x105 40 27 58 105 78 21 M16
SEM 32x60 40 32 65 60 23 24 M16
SEM 32x75 40 32 65 75 36 24 M16
SEM 40x60 40 40 82 60 23 27 M16
SEM 40x75 40 40 82 75 38 27 M16
BT50 SEM 16x75 50 16 38 75 37 17 M24
SEM 16x120 50 16 38 120 82 17 M24
SEM 22x50x220 50 22 50 220 182 19 M24
SEM 22x64x320 50 22 64 320 282 19 M24
SEM 22x75 50 22 47 75 a7 19 M24
SEM 22x120 50 22 47 120 82 19 M24
SEM 27x60 50 27 58 60 22 21 M24
SEM 27x105 50 27 58 105 67 21 M24
SEM 32x48 50 32 66 48 10 24 M24
SEM 32x75 50 32 66 75 37 24 M24
SEM 40x48 50 40 82 48 10 27 M24
SEM 40x75 50 40 82 75 37 27 M24

E H % ,f’gﬂ « Wrench not included

1 17 G171 G172

'} TaeguTec

Ewova 15.44 — Etotyeio ovykpatnong yio opelokepalrry (Holder)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

ANs 3asBoK - inbox@itmash.ru

Pull Studs AVERTEX

BT 30, 40, 50 FOR MAS 403

L1
M
a0 L2 | Vo
P4
5 T o TR = -— -+ g o
THREAD GROUND
Unit:mm
ORDER NO.| TAPERNO. | a° L L1 L2 D d1 d2 d3 M | CODE NO.
BT-510 BT30X90° 90 43 23 18 16.5 11 7 12.5 | M12 | 3215-007
BT-501 BT30X45° 45 43 23 18 16.5 11 7 12.5 | M12 | 3215-008
BT-502 BT30X60° 60 43 23 18 16.5 1 7 125 | M12 | 3215-009
BT-511 BT40X90° 90 60 35 28 23 15 10 17 M16 | 3215-010
BT-503 BT40X45° 45 60 35 28 23 15 10 A7 M16 | 3215-011
BT-504 BT40X60° 60 60 35 28 23 15 10 17 M16 | 3215-012
BT-512 BT50X90° 90 85 45 35 38 23 17 25 M24 | 3215-013
BT-505 BT50X45° 45 85 45 35 38 23 17 25 M24 | 3215-014
BT-506 BT50X60° 60 85 45 35 38 23 17 25 M24 | 3215-015
Pull Studs
MAS 403 FOR MAS 403
BT-40,50
» With through hole for internal coolant
L
L1
M
a T3 /
e
s si:—EE- E=EERGEEREESEE ¢ o
Unit:mm
ORDER NO.| TAPERNO. | a° L L1 L2 D d1 d2 d3 M | CODE NO.

BT-516 BT40X45°W | 45 60 35 28 23 15 10 17
BT-517 BT40X60°W 60 60 35 28 23 15 10 17
BT-518 BT40X90°W | 90 60 35 28 23 15 10 17
BT-519 BT50X45°W | 45 85 45 35 38 23 17 25
BT-520 BT50X60°W 60 85 45 35 38 23 i i d 25
BT-521 BT50X90°W 90 85 45 35 38 23 17 25

M16 | 3215-060
M16 | 3215-061
M16 | 3215-062
M24 | 3215-063
M24 | 3215-064
M24 | 3215-065

NEIRIEIESEY =

inbox@itmash.ru, www.itmash.ru
+7(495)668-13-58

TOOLING SYSTEM l

Ewova 15.45 — Xto1yeio ovykpatnong tov Holder pe tv epyaietopnyavn yia
kovdvAa (Pull stud)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

PS BT-MAS

Pull stud BT-MAS-metric

(- o -

Dimension (mm)

Ledilgin & D1 D2 D3 s L L L o |
PS BT30 45 M12 MAS1 M2 11 7 125 - 18 43 23 45 | 1
45 M12 MAS1 B M2 1 7 125 80 18 43 23 45 | 1
60 M12 MAS2 M2 11 7 125 - 18 4 23 30 | 1
PS BT40 45 M16 MAS1 M6 15 10 170 - 28 60 35 45 | 1
45 M16 MAS1 B M186 15 10 17.0 5.5 28 60 35 45 1
60 M16 MAS2 Mie 15 10 170 - 28 60 35 80 | 1
60 M16 MAS2 B M6 15 10 170 55 28 60 35 80 | 1
90 M16 MAS3 M8 15 10 170 - 28 60 35 90 | 1
90 M16 MAS3 B M6 15 10 170 55 28 60 35 90 | 1
PS BT50 45 M24 MAS1 M24 23 17 250 - 3% 85 45 45 | 1
45 M24 MAS1 B M24 23 17 250 60 35 8 45 45 | 1
45M24MASIOB | M24 23 17 250 60 35 8 45 45 | 2
45M24MAS1OBO | M24 23 17 250 60 35 8 45 45 | 3
60 M24 MAS2 M24 23 17 250 - 3% 85 45 30 | 1
60 M24 MAS2 B M24 23 17 25.0 6.0 35 85 45 30 1
90 M24 MAS3 M24 23 17 250 - % 85 45 90 | 1
90 M24 MAS3 B M4 23 17 250 60 3 8 45 90 | 1

* Fig. 1: Coolant holes only in items with a "B" suffix
* Fig. 2: With external O-ring and coolant hole
* Fig. 3: With external and internal O-rings and coolant hole

'} TaeguTec

Ewova 15.46 - Ztoiyeio ovykpatnong tov Holder pe tmv epyaietopnyovi ya
opeCoxeparn (Pull Stud)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX
TMHMA MHXANOAOTQN MHXANIKQN

MANQAAKHYE TZANHX
ITATPIKIOY HATANA

ER Spring Collet Chuck System

SUPER ULTRA PRECISION TYPE

i)

& Dimension Accurac
Type D H L(MM) @D(MM) Uitra Precision(MM)
N ER08 8.5 13.5 6 1.0-14 0.01
——
_————'—‘:\ _4. ER11 11.5 18 10 1.5-2.9 0.01
e — — a ER16 17 27 16 3.0-5.9 0.01
1 ER20 21 31 25 6.0-9.9 0.01
—— .2 ER25 26 35 40 | 10.0-17.9 0.01
l ER32 | 33 40 50 | 18.0-26.9 0.01
} 8 } L ER40 | 41 46 80 | 27.0-34.9 0.01
ER50 52 60
TYPE ER-8 ER-11 ER-16 ER-20 ER-25 ER-32 ER-40 ER-50
COMPLETE|
ST 9PCS/SET 7PCS/SET | 10PCS/SET | 12PCS/SET | 15PCS/SET | 18PCS/SET | 23PCS/SET | 12PCS/SET
ORDER ORDER ORDER ORDER ORDER ORDER ORDER ORDER
NO. CAP. NO CAP. NO. CAP. NO CAP. NO CAP. NO. CAP. NO CAP. NO. CAP.
FULL mm mm mm mm mm mm mm mm
CODE @ CODE @ CODE @ CODE @ CODE @ CODE & CODE @ CODE &
SET [ NO. NO. NO. NO. NO. NO. NO. NO.
V0B0OOS V110008 V160008 V200008 V250008 V320008 V400008 V500008
05-5.0 05-7.0 05-10.0 113 1-16 2:20 3-26 10-34
3000-001 3000-002 3000-003 3000-004 3000-005 3000-006 3000-007] 3000-008
INDMIDUALLvosotos| o [vi0108 V160108 vaoo2os| . [vesozos| . |vazo3os V400405 V501208
3000070] 00 [3o00020] "*O° [mooo0a0] "0 [sooooe0| ' [Gooooon| 2| [ooomio] S° [mooom0 o [@oootes] o C
UNIT
vosoiss| - fvitozos] o fvieozos] | o fvaoosos| o [vasosos| - [vazosos[ - [vaoosos| |, [vsotaos| | o
3000-011 3000-021 3000-041 3000-061 3000-091 3000-111 3000-131 3000-161
vos020S| . o [VA1030S| , o [V1B030S| oo o [v20040s| . [vesodos| o [vazosos| o [vaoeos| o [vsoteos| oo
3000-012 3000-022 3000-042 3000-062 3000-092 3000-112 3000-132 3000-162
vosozss| , ., o [vitodos| o o fvisocos| oo fvaoosos| o [vasosos| o [vazosos| o |vaooros| o |vsoteos| o o
3000-013 3000-023 3000-043 3000-063 3000-093 3000-113 3000-133 3000-163
V08030S| o |VI10808| o, o [vieosos| ., |v2oosos| . |vesoeos| . [vs2o708| . |vdoo0sos| .. | V502008 .o .o
3000014 —  |3000-024] " " |3000-044| 3000-064 3000-094 3000-114 3000-134 3000-164
v08035S| , o |vi1060s| oo o |vieosos| o .o |veooros| . [vesoros| . [vszosos| ., [v4oosos| oo [wsozeos| .o
3000015 3000025 3000-045 3000-065 3000-095 3000-115 3000-135 3000-165
VOBO40S| , o o |V11070S| o o o |Vi6070S| o o o |vooosos| o [vasosos| . [vszosos| oo [vaotoos| oo [vsozaos| o,
3000-016] — ~ [3000-026] —  [3000-046] " " [3000-066] 3000-096 3000-116] 3000-136] 3000-166|
VOBO4SS| 4 g, |VI1015S| o |V16080S| oo [V20090S| oo |V25000S| oo |VE21008| o [V4O110S| .o | VB0260S| oo,
3000017| | 3000027 ) 3000047~ [3000-067 3000-097 3000-117 3000-137] 3000-167
V0B050S V110258 V16090S V201008 V251008 V321108 V401208 V502808
5045 25 9.0-8.0 109 109 11-10 12-11 28-26
3000-018 3000-028 3000-048 3000-068 3000-098 3000-118 3000-138 3000-168
VI10355| 55 |V16100S| 4590 (V201108 44 4o [VES110S| 444 |V32120S| 4544 [V40130S| 5 ,, [V50300S| 4.6
3000-029 3000-049 3000-069 3000-099 3000-119 3000-139 3000-169
V110458[ o [V1B015S[ . [V20120S[ . [V251208[ .,y [V821308[ ., [V401dos[ 5 [VE03208] 454
3000-030 3000-050 3000-070 3000-100 3000-120 3000-140) 3000-170
V11088S| oo [w1B025S| L [V20130S[ .., [Vv25130S[ 4, [vez140s] L, 4 [véotstod g, [vsvsaos| 4, .,
3000-031 3000-051 3000-071 3000-101 3000-121 3000-141 3000-171
VI1065S| g5 |VIB035S| 45 |V20010S| 4 |V25140S| 4445 |VB21508| 4544 [V40160S[ g s
3000-032 3000-052 3000-072 3000-102 3000-122 3000-142
V1B045S| 45 | V200258| 55 | V25150S| 4544 |VB21B0S| 4545 |VAOIT0S| 4746
3000-053 3000-073] 3000-103 3000-123 3000-143
V16055S| g5 | V20035S| 45 | V25160S| 4545 |VB2170S| 4745 |V40180S| 447
3000-054 3000-074 3000-104 3000-124 3000-144
VIB0BSS| g5 | V20045S| 45 V32180S| 4547 |V40190S| g8
3000-055 3000-075 3000-125 3000-145
V160758| 75 |V20055S| g5 V321908| 1.4 | V402008 5049
3000-056 3000-076 3000-126 3000-146
V168085S| g5 |V20085S| g5 V32200S| 9049 | V40210S| 5450
3000-057 3000-077 3000127, 3000-147
V160958| g5 V200758 75 V40220S| 9.9
3000-058| 3000-078| 3000-148]
V200855 g5 V402308| 2390
3000-079 3000-149
V20095S| g5 V402408| 2493
3000-080 3000-150
V201058| 105 V402508| 254
3000-081 3000-151
V201158| 115 VA40260S| 2p-25
3000082 3000-152
V201258| 125
3000-083
TOOLING SYSTEM

Ewodva 15.47 - Zroryeio cvykpdtnong tov kontikob epyareiov (kovodl) pe 1o

Holder (Collet)
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HATANA

Clamping Nuts & Wrench For Collets

DIN 6499

ER CLAMPING NUT SYSTEM CLAMPING NUTS

ORDER [, COLLET WEIGHT
R Fig. °QLET b H G (kg CODE NO.

V-800 3 |ER1MUM | 19| 13 | M14X0.75P| 0.01 | 3015-001
V-801 3 |ER16UM | 28 | 18 | M22X1.5P | 0.035| 3015-002
V-802 3 |ER20UM | 34 | 21 | M25X1.5P | 0.06 | 3015-003
V-803 4 |ER25UM | 42| 20 | M32X1.5P | 0.095| 3015-004
y 1 y
ER20M ER16M ER11MS V-804 4 |ER32UM| 50 | 23 | M40X1.5P | 0.15 | 3015-005
V-805 | 4 |ER40UM | 63| 25 [ M50X1.5P | 0.31 | 3015-006
V-806 | 4 |ER50UM| 78| 35 | M64X2.0P | 0.58 | 3015-007
V-807 1 |ER11MS | 16 | 12 | M13X0.75P| 0.01 | 3015-008
V-808 2 |ER16M | 22|18 | M19X1.0P | 0.035| 3015-009
V-809 2 |ER20M | 28| 19 | M24X1.0P | 0.06 | 3015-010
V-810A | 5 | ER40KM | 63 | 29 | M50X1.5P | 0.31 | 3015-011
V-810B | 5 | ER50KM | 78 | 40 | MB4X2.0P | 0.58 | 3015-012
V-81 2 |ER-11M | 16 | 12 | M13X0.75P| 0. 15-01
ER40KM ER4OUM ER16UM 810C 6 3X0.75P| 0.01 | 3015-013
WITH & BEARING V810D ER-8M 12 |10.8/ M10X0.75P| 0.01 | 3015-014
BEARING TYPE
<3 {7y 4 - i
= L
! - t * ] , !
g . _ﬁ‘_.D G ‘ G .
D ; D
Fig.1 ER11MS Fig.2 ER11,16,20M Fig.3 ER11,16,20UM Fig.4 ER25,32,40,50UM Fig.5 ER40,50KM

ER WRENCHS SYSTEM

DIN 6499
ERM

ER25,32,40,50

ORDER NO. TYPE 'y L KGS CODE NO.

] v-821 ER11MS 22 100 0.05 3015-101
<Fﬁ . V-822 ER11M 17 95 0.05 3015-102
%7;::3 V-823 ER16M 225 18 0.06 3015-103
BT V-815 ER16UM 44 140 0.08 3015-104
v-824 ER20M 28 130 0.08 3015-105

V-816 ER20UM 53 170 0.1 3015-106

V-811 ER25UM 65 210 0.2 3015-107

V-812 ER32UM 75 250 0.4 3015-108

l e | V-813 ER40UM 90 290 0.5 3015-109
s V-814 ER50 110 350 0.9 3015-110

TOOLING SYSTEM

Ewova 15.48 — [Ta&ipdadt ovoeiéng kat kAewdi yio collet
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ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX

TMHMA MHXANOAOTQN MHXANIKQN ITATPIKIOY HAIANA
Lock screw DIN1835 B/E for end mill holder
N Dimension (mm)
2 LA G L Used for shanks
L SR M6x10 DIN 1835-B M6 10 6
M8x10 DIN 1835-B M8 10 8
I . M10x12 DIN 1835-B M10 12 10
M- * M12x16 DIN 1835-B M12 16 12,14
T AT e M14x16 DIN 1835-B M14 16 16
T M16x16 DIN 1835-B M16 16 20
M18x2x20 DIN 1835-B M18x2 20 25
M20x2x20 DIN 1835-B M20x2 20 32,40
M24x2x25 DIN 1835-B M24x2 25 50
Preset screw with oil hole for ER collet
Designation D'mens(.:n (mrm) Fig.
Tk PRESET ER-JET 8x1.25 M8x1.25 1
L L 10x1.5 M10x1.5 1
RN 12x1.75 Mi12x1.75 1
40 12x1.75L M12x1.75 2
16x2 M16x2 1
16x2L M16x2 2
18x1.5 M18x1.5 1
18x1.5L M18x1.5 2
22x15 M22x1.5 1
Fig.1 Fig.2 22x1.5L M22x1.5 2
28x1.5 M28x1.5 1
Lock screw DIN6367 for face mlll arbor
L Dimension (mm)
L
Designation SMC G D2 K L
M8 CLAMP SCREW SEM 16 16 M8 20 6 16
M10 CLAMP SGREW SEM 22 22 M10 28 7 18
De T —+ G M12 CLAMP SCREW SEM 27 27 M12 35 8 22
M16 CLAMP SCREW SEM 32 32 M16 42 9 26
M20 CLAMP SGREW SEM 40 40 M20 52 10 30
Li. M24 GLAMP SCREW SEM 50 50 M24 63 12 36
' TaeguTec

Ewodva 15.49 — Ztoryeio svykpdtnong kontikol epyareiov (ppelokealy]) pe 1o
Holder (M-Clamp Screw)
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TomoArdyio opélac

TT*D*n
1000

e Taydtnta komng: V, = [m/min]

1000V, [

e Xtpogic GEova: N = rev/min|

e Taybdmnto Tpdwong: p, = Z * p, * nf[mm/min]

e Ilpéwon avé d6vit p, = L& [mm/&évti]

AN (2

YmoAoylouOC cVONKOV KATEPYOUGLOC

1. KovooM @14 / 2 xontikég akpég / Carbide / didvoiEn avAdkmong

‘Ecto V, = 100[m/min]

1000%100™/, ..

m*xl4mm

Apan = = 2.273,64 [rpm]
‘Ecto n=2.273,64 [rpm] ko1 p, = 0,09 [mm/tooth]
Apap, =2%0,09™M/c.  *2.273,64rpm = 409,22 [mm/min]

2. Kovdoi @14 / 2 xontikég axpég / Carbide / dnpovpyia dafddupiong
‘Ecto V, = 130[m/min]

1000%130™/ ..

Apan = = 2.955,73 [rpm]

mxl4mm
‘Ecto n=2.955,73 [rpm] kot p, = 0,08 [mm/tooth] (uéyiotn Tun)

Apo p, =2*0,08 mm/&')vn * 2.955,73rpm = 472,92 [mm/min]
3. Kovéoir @14 / 3 xomtikég axpéc / Carbide / 61avoién aviaxkmong

‘Eotw V., = 100[m/min]
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1000%100™/ ..

mxl4mm

Apan = = 2.273,64 [rpm]

‘Ecto n=2.273,64 [rpm] kot p, = 0,09 [mm/tooth] (uéyiotn Tun)

Apa p, = 3 x0,09 mm/cY(’)er * 2.273,64 rpom = 613,88 [mm/min]
4. Kovdoil @14 | 3 xomtikég axuéc / Carbide / dnuiovpyia dropfadpiong

‘Ecto V, = 130[m/min]

* m .
Apan = 2203 min _ 5 955 73 [rpm]

m*xl4mm

‘Eocto n =2.955,73 [rpm] ka1 p, = 0,08 [mm/tooth] (uéyiotn T1un)
Apo p, = 30,08 mm/(gévﬂ * 2.955,73 rpom = 709,38 [mm/min]
5. KovdoAir @14 / 4 xomtikég akuéc / Carbide / diavoién avidkmong

‘Eoto V, = 100[m/min]

1000+100™/ ..

Apan = = 2.273,64 [rpm]

mxl4mm
‘Ecto n=2.273,64 [rpm] kot p, = 0,09 [mm/tooth] (uéyiotn Tun)

Apa p, =4 *0,09 mm/&')vn * 2.273,64 rpm = 818,51 [mm/min]
6. Kovooi @14 / 4 xontikég axpéc / Carbide / dnuiovpyia drapaduiong

‘Ecto V, = 130[m/min]

1000%130™/ ..

Apan = = 2.955,73 [rpm]

mxl4mm
‘Eoto n =2.955,73 [rpm] ka1 p, = 0,08 [mm/tooth] (uéylotn T1un)

Apa p, =4 *0,08 mm/&,wﬂ * 2.955,73 rpm = 945,83 [mm/min]
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1. Kovoom @12 / 2 xontikég axpég / Carbide / diavoiEn avidkmong
‘Ecto V, = 100[m/min]

1000+100™/ .

mxl2mm

Apan = = 2.652,58 [rpm]
‘Ecto n=2.652,58 [rpm] ka1 p, = 0,065 [mm/tooth]

Apa p, = 2 * 0,065 mm/&,nm * 2.652,58 rpm = 344,84 [mm/min]
2. Kovéoar @12 / 2 kontikég axpéc / Carbide / dnpovpyia dtafadpionc

‘Ecto V, = 130[m/min]

m
1000%130 /min
mx12mm

Apan = = 3.448,36 [rpm]

‘Ecto n=3.448,36 [rpm] kot p, = 0,08 [mm/tooth] (uéyiotn Tun)

Apa p, =2 %0,08 mm/&')vn * 3.448,36rpm = 551,74 [mm/min]
3. Kovooit @12 / 3 xomtikég axpéc / Carbide / 61avoién avidkmwong

‘Ecto V, = 100[m/min]

1000%100™/ ..

mx12mm

Apan = = 2.652,58 [rpm]

‘Eotow n= 2.652,58 [rpm] ka1 p, = 0,065 [mm/tooth] (uéyiotn Tun)
Apa p, = 3 *0,065 mm/&,)vﬂ * 2.652,58 rpom = 517,25[mm/min]
4. Kovdoal @12 / 3 xortikég axuéc / Carbide / dnuiovpyia drafaduiong

‘Eotw V., = 130[m/min]

1000%130™/, ..

Apan = = 3.448,36 [rpm]

mx12mm

‘Ecto n = 3.448,36 [rpm] ka1 p, = 0,08 [mm/tooth] (uéyiotn TIun)

312



ITANEIIIXTHMIO AYTIKHE ATTIKHX MANQAAKHYE TZANHX
TMHMA MHXANOAOT'QGN MHXANIKQN ITATPIKIOY HATANA

Apa p, = 3 *0,08 mm/&')vu * 3.448,36rpm = 827,60 [mm/min]
5. Kovooit @12 / 4 xontikég axpéc / Carbide / d1avoién avidaxkmwong

‘Ecto V, = 100[m/min]

1000+100™/ .

m*xl2mm

Apan = = 2.652,58 [rpm]
‘Eotow n= 2.652,58 [rpm] ka1 p, = 0,065 [mm/tooth] (uéyiotn Tun)
Apap, = 4%0,065™M/ o, *2.652,58rpm = 689,67 [mm/min]

6. Kovooir @12/ 4 xontikég axpéc / Carbide / dnuovpyio dtafadpionc

‘Ecto V, = 130[m/min]

1000%130™/, .

m*x12mm

Apan = = 3.448,36 [rpm]

‘Ecto n = 3.448,36 [rpm] ka1 p, = 0,08 [mm/tooth] (uéyiotn Tiun)

Apo p, =4 *0,08 mm/&')vn * 3.448,36rpm = 1.103,48 [mm/min]
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1. KovooM @10 / 2 xontikég axpég / Carbide / didvoiEn avAdkmong
‘Ecto V, = 100[m/min]

1000%100™/ ..

Apan = = 3.183,10 [rpm]

mx10mm

‘Eocto n= 3.183,10 [rpm] ka1 p, = 0,050 [mm/tooth]

Apa p, = 2 * 0,050 mm/&,nm * 3.183,10 rpm = 318,31 [mm/min]
2. Kovooa @10 / 2 kontikég axkpég / Carbide / dnuovpyia drafdadpionc

‘Ecto V, = 130[m/min]

m
1000%130 /min
mx10mm

Apan = = 4.138,03 [rpm]
‘Ecto n= 4.138,03 [rpm] ka1 p, = 0,065 [mm/tooth] (néyrotn T1un)

Apa p, = 2 * 0,065 mm/&')vn * 4.138,03 rpm = 537,94 [mm/min]
3. Kovdoar @10 / 3 komtikég akpéc / Carbide / diavoién avidkmong

‘Ecto V, = 100[m/min]

* m .
Apon = 22001 min _ 3 183 10 [rpm]

mx10mm
‘Eoto n= 3.183,10 [rpm] ka1 p, = 0,065 [mm/tooth] (uéyriotn Tiun)

Apa p, = 3 *0,050 mm/&')vn * 3.183,10 rpm = 477,46mm/min]
4. Kovooir @10 / 3 xomtikég axuéc / Carbide / dnuiovpyia dtopaduiong

‘Eotw V., = 130[m/min]

1000%130™/ ..

mx10mm

Apan = = 4.138,03 [rpm]
‘Eoto n = 4.138,03 [rpm] ko1 p, = 0,65 [mm/tooth] (néyiotn Tiun)
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Apa p, = 3 *0,65 mm/&')vu * 4.138,03 rpm = 806,92 [mm/min]
5. Kovooi 010 / 4 xontikég axpéc / Carbide / 51avoién avidaxkmong

‘Ecto V, = 100[m/min]

* m .
Apon = 2200 min _ 3183 10 [rpm]

mx10mm
‘Eotow n= 3.183,10 [rpm] ka1 p, = 0,050 [mm/tooth] (uéyrotn Tun)

Apa p, =4 0,050 mm/&,nm * 3.183,10 rpm = 636,62 [mm/min]
6. Kovooit @10 / 4 xontikég axpéc / Carbide / dnuiovpyia dropfaduiong

‘Ecto V, = 130[m/min]

1000%130™/ ..

mx10mm

Apan = = 4.138,03 [rpm]

‘Eocto n = 4.138,03 [rpm] kot p, = 0,065 [mm/tooth] (uéyiotn Tiun)

Apa p, =4 * 0,065 mm/(S(')vn * 4.138,03 rpm = 1.075,89 [mm/min]
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1. KovooMm @14 / 2 xontikég axpég / HSS Cobalt / diavoién avidkwong
‘Eotw P, = 0,0127 — 0,0635 [mm/tooth] xa1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0635

182,87-60,96 _ 182,87—100
0,0635-0,0127  0,0635—y

=y = 0,028968

Emouévawg, P, = 0,029 [mm/tooth]

1000%100™/, ..

m*xl4mm

Apan = = 2.273,64 [rpm]
‘Ecto n=2.273,64 [rpm] ko1 p, = 0,029 [mm/tooth]

Apa p, =2 *0,029 mm/(S(')vn * 2.273,64 rom = 131,87 [mm/min]

2. Kovooa @14 / 2 kontikég axpéc / HSS Cobalt / dnpovpyio dtafadpiong
‘Eoto P, = 0,0127 — 0,0635 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0635

182,87-60,96 _ 182,87-130
0,0635-0,0127 o 0,0635—y

=y =0,04146903

Erouévwg, P, = 0,042 [mm/tooth]

1000%130™/, ..

mxl4mm

Apan = = 2.955,73 [rpm]

‘Ecto n=2.955,73 [rpm] ko1 p, = 0,042 [mm/tooth]

Apa p, = 2 * 0,042 mm/&')vu * 2.955,73 rpom = 248,28 [mm/min]
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3. Kovdvir @14 / 3 xortikég axuéc / HSS Cobalt / d1avoién avidakmong
‘Eotw P, = 0,0127 — 0,0635 [mm/tooth] xa1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wopeuporn yia V. = 100 [m/min] npoxvntet 6t

60,96 | 0,0127
100 y
182,87 | 0,0635

182,87-60,96 _ 182,87—100
0,0635-0,0127  0,0635—y

=y = 0,028968

Emouévag, P, = 0,029 [mm/tooth]

1000%100™/, ..

m*xl4mm

Apan = = 2.273,64 [rpm]
‘Ecto n=2.273,64 [rpm] ko1 p, = 0,029 [mm/tooth]

Apa p, = 30,029 mm/(S(')vn * 2.273,64 rpom = 197,81 [mm/min]

4. Kovovi @14 | 3 xomtikég axpéc / HSS Cobalt / dnpovpyia dtafadpiong
‘Eoto P, = 0,0127 — 0,0635 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wopeupforn yio V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0635

182,87-60,96 _ 182,87-130
0,0635-0,0127 o 0,0635—y

=y =0,04146903

Erouévwg, P, = 0,042 [mm/tooth]

1000%130™/, ..

mxl4mm

Apan = = 2.955,73 [rpm]

‘Ecto n=2.955,73 [rpm] ko1 p, = 0,042 [mm/tooth]

Apa p, = 3 % 0,042 mm/&')vu * 2.955,73 rpom = 372,42 [mm/min]
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5. Kovooh @14 / 4 xontikég axpég / HSS Cobalt / didvoién avAidkmong
‘Eotw P, = 0,0127 — 0,0635 [mm/tooth] xa1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0635

182,87-60,96 _ 182,87—100
0,0635-0,0127  0,0635—y

=y = 0,028968

Emouévag, P, = 0,029 [mm/tooth]

1000%100™/, ..

m*xl4mm

Apan = = 2.273,64 [rpm]
‘Ecto n=2.273,64 [rpm] ko1 p, = 0,029 [mm/tooth]

Apa p, =4 *0,029 mm/(S(')vn * 2.273,64 rom = 263,74 [mm/min]

6. Kovdoi @14 / 3 xontikég axpég / HSS Cobalt / dnpiovpyia drapabuiong
‘Ecto P, = 0,0127 — 0,0635 [mm/tooth] ko1 V. = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0635

182,87-60,96 _ 182,87-130
0,0635-0,0127 o 0,0635—y

=y =0,04146903

Erouévwg, P, = 0,042 [mm/tooth]

1000%130™/, ..

mxl4mm

Apan = = 2.955,73 [rpm]

‘Ecto n=2.955,73 [rpm] ko1 p, = 0,042 [mm/tooth]

Apa p, = 4 0,042 mm/&')vu * 2.955,73 rpom = 496,56 [mm/min]
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1. KovooMm @12 / 2 xontikég akpég / HSS Cobalt / diavoién avidkwong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/, ..

m*xl2mm

Apan = = 2.652,58 [rpm]
‘Ecto n=2.652,58 [rpm] ko1 p, = 0,025 [mm/tooth]

Apa p, = 2 * 0,025 mm/(S(')vn * 2.652,58 rpm = 132,63 [mm/min]

2. Kovooa B12 / 2 kontikég axpéc / HSS Cobalt / dnpovpyio drafadpiong
‘Eoto P, = 0,0127 — 0,0508 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/, ..

mx12mm

Apan = = 3.448,36 [rpm]

‘Ecto n=3.448,36 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, =2 *0,034 mm/&')vu * 3.448,36 rpm = 234,49 [mm/min]
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3. Kovdvir @12 / 3 xomtikég axuéc / HSS Cobalt / d1avoién avidakmong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/, ..

m*xl2mm

Apan = = 2.652,58 [rpm]
‘Ecto n=2.652,58 [rpm] ko1 p, = 0,025 [mm/tooth]

Apa p, = 3 *0,025 mm/(S(')vn * 2.652,58 rpm = 198,94 [mm/min]

4. Kovovi @12 / 3 komtikég axpéc / HSS Cobalt / dnpovpyia dtafadpiong
‘Eoto P, = 0,0127 — 0,0508 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/, ..

mx12mm

Apan = = 3.448,36 [rpm]

‘Ecto n=3.448,36 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, = 30,034 mm/&')vu * 3.448,36 rpm = 351,73 [mm/min]
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5. Kovooh 012 / 4 xontikég axpég / HSS Cobalt / didvoién avAidkmong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/, ..

m*xl2mm

Apan = = 2.652,58 [rpm]
‘Ecto n=2.652,58 [rpm] ko1 p, = 0,025 [mm/tooth]

Apa p, =4 *0,025 mm/(S(')vn * 2.652,58 rpm = 265,26 [mm/min]

6. Kovooa B12 / 4 xontikég axpéc / HSS Cobalt / dnpovpyio drafadpiong
‘Eoto P, = 0,0127 — 0,0508 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wopeuporn yia V. = 130 [m/min] npoxvntet Ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/, ..

mx12mm

Apan = = 3.448,36 [rpm]

‘Ecto n=3.448,36 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, = 40,034 mm/&')vu * 3.448,36 rpm = 468,98 [mm/min]
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1. KovéoMm @10 / 2 xontikég akpég / HSS Cobalt / diavoién avidkwong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuporn yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/ ..

Apan = = 3.183,10 [rpm]

Tx10mm
‘Ecto n=3.183,10 [rpm] ka1 p, = 0,025 [mm/tooth]

Apa p, = 2 * 0,025 mm/(S(')vn * 3.183,10 rpm = 159,16 [mm/min]

2. Kovooa @10 / 2 kontikég axpéc / HSS Cobalt / dnpovpyio dtafadpiong
‘Eoto P, = 0,0127 — 0,0508 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/ ..

Apan = = 4.138,03 [rpm]

mx10mm
‘Ecto n=4.138,03 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, =2 *0,034 mm/&')vu * 4.138,03 rpm = 281,39 [mm/min]
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3. Kovdoir @10 / 3 xomtikég axuéc / HSS Cobalt / diavoién avidakmong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/ ..

Apan = = 3.183,10 [rpm]

Tx10mm
‘Ecto n=3.183,10 [rpm] ka1 p, = 0,025 [mm/tooth]

Apa p, = 3 *0,025 mm/(S(')vn * 3.183,10 rpm = 238,73 [mm/min]

4. Kovdvi @10 / 3 komtikég axpéc / HSS Cobalt / dnpovpyia dtafadpiong
‘Eoto P, = 0,0127 — 0,0508 [mm/tooth] ka1 V, = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wapeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/ ..

Apan = = 4.138,03 [rpm]

mx10mm
‘Ecto n=4.138,03 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, = 30,034 mm/&')vu * 4.138,03 rpm = 422,08 [mm/min]
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5. Kovooi 010 / 4 xontikég axpég / HSS Cobalt / diavoién avAidkmong
‘Eotw P, = 0,0127 — 0,0508 [mm/tooth] ka1 V. = 60,96 — 182,87 [m/min]
Toéte pe ypapuikn wapeuPoin yia V. = 100 [m/min] npokdmtet Ot

60,96 | 0,0127
100 y
182,87 | 0,0508

182,87-60,96 _ 182,87—100
0,0508—0,0127  0,0508—y

=y = 0,024901

Emouévag, P, = 0,025 [mm/tooth]

1000%100™/ ..

Apan = = 3.183,10 [rpm]

mx10mm
‘Ecto n=3.183,10 [rpm] ka1 p, = 0,025 [mm/tooth]
Apa p, =4 *0,025 mm/(S(')vn * 3.183,10 rpm = 318,31 [mm/min]

6. Kovdoit @10 / 4 xontikég axpég / HSS Cobalt / dnpiovpyio dtapdbuiong
‘Ecto P, = 0,0127 — 0,0508 [mm/tooth] xor V. = 60,96 — 182,87 [m/min]
Tote pe ypapuikn wopeuPorn yia V. = 130 [m/min] npokdmtet ot

60,96 | 0,0127
130 y
182,87 | 0,0508

182,87-60,96 _ 182,87-130
0,0508-0,0127 o 0,0508—y

=y =0,03427677

Erouévwg, P, = 0,034 [mm/tooth]

1000%130™/ ..

Apan = = 4.138,03 [rpm]

mx10mm
‘Ecto n=4.138,03 [rpm] ko1 p, = 0,034 [mm/tooth]

Apa p, = 40,034 mm/&')vu * 4.138,03 rpm = 562,77 [mm/min]
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1. ®pelokepar D100 / 6 évBeta(riya) / Uncoated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 320 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 320

0,20-0,08 _ 0,20-0,12
320-250  320-x

= x = 273,33

Enouévawg, V. = 273,33 [m/min]

* m .
Apan = 222753 min _ 870,04 [rpm]

m*100mm

Ondte: p, = 6 % 0,12 mm/tooth * 870,04 rpm = 626,43 [mm/min]

2. ®pelokepain D100 / 8 évOeta(moird) / Uncoated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 320 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 320

0,20-0,08 _ 0,20-0,12
320-250  320—x

= x = 273,33

Emouévawg, V. = 273,33 [m/min]

, 1000%273,33M/ .
Apan = /min

= 870,04 [rpm]

m*100mm

Ondte: p, = 8% 0,12 mm/tooth * 870,04 rpm = 835,24 [mm/min]
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3. ®pelokepar D100 / 6 évBeta(riya) / Cermet
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 400 [m/min]

Tote pe ypappikh topepfoin yio B, = 0,12 [mm/tooth] npokidmtetl 6TL:

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400-x

= x = 300

Erouévawg, V. = 300 [m/min]

* m .
Apa n = 22203 min _ 954 93 [rpm]

mx100mm

Ondte: p, = 6 % 0,12 mm/tooth * 954,93 rpm = 687,55 [mm/min]

4. ®pelokepar D100 / 8 évBeta(morrd) / Cermet
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 400 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400—x

= x =300

Erouévawcg, V. = 300 [m/min]

* m .
Apan = 22203 min _ 954 93 [rpm]

mx100mm

Ondte: p, = 8+ 0,12 mm/tooth * 954,93 rpm = 916,73 [mm/min]
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5. ®pelokepain D100/ 6 évOeta(Aiya) / Coated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 410 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20-0,12
410-250  410—x

= x = 303,33

Enouévawg, V. = 303,33 [m/min]

* m .
Apa n = 22003935 min _ 965 53 [rpm]

m*100mm

Ondte: p, = 6 % 0,12 mm/tooth * 965,53 rpm = 695,18 [mm/min]

6. Dpelokepain D100/ 8 évOBeta(moird) / Coated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 410 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20-0,12
410-250  410-x

= x = 303,33

Erouévawg, V. = 303,33 [m/min]

* m .
Apa n = 2200393 min _ 965 53 [rpm]

m*100mm

Ondte: p, = 8% 0,12 mm/tooth * 965,53 rpm = 926,91 [mm/min]
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1. ®pelokeparn D125/ 8 évBeta(riya) / Uncoated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 320 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250

0,12 | x

0,20 | 320
020-0,08 _ 020-012 _ . _ 273,33
320-250 320—x

Erouévawg, V. = 273,33 [m/min]

1000+273,33™M/ ..

m+x125mm

Apan =

= 696,03 [rpm]

Ondte: p, = 8% 0,12 mm/tooth * 696,03 rpm = 668,19 [mm/min]

2. ®pelokepain D125/ 10 évBeta(moird) / Uncoated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 320 [m/min]

Tote pe ypappkn napguPorf yia P, = 0,12 [mm/tooth] mpoxidmtet Ot

0,08 | 250
0,12 X
0,20 | 320

0,20-0,08 _ 0,20—-0,12

= = x = 273,33
320-250 320-x

Emouévawg, V. = 273,33 [m/min]

1000%273,33M/ .
Apan = /min

= 696,03 [rpm]

m*125mm

Ondte: p, = 10 % 0,12 mm/tooth * 696,03 rpm = 835,24 [mm/min]
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3. ®pelokeparn D125/ 8 évBeta(Myd) / Cermet
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 400 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400-x

= x = 300

Erouévawg, V. = 300 [m/min]

* m .
Apan = 22203 min _ 763 94 [rpm]

m*x125mm

Ondte: p, = 8% 0,12 mm/tooth * 763,94 rpm = 733,38 [mm/min]

4. ®pelokeparn D125/ 10 évBeta(morrd) / Cermet
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 400 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400—x

= x =300

Erouévawcg, V. = 300 [m/min]

* m .
Apan = 22203 min _ 763 94 [rpm]

m*x125mm

Ondte: p, = 10 % 0,12 mm/tooth * 763,94 rpm = 916,73 [mm/min]
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5. ®pelokepain D125/ 8 évOeta(Aiya) / Coated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 410 [m/min]

Tote pe ypappikh topepporn yuo B, = 0,12 [mm/tooth] npokidmtetl 6TL:

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20-0,12
410-250  410—x

= x = 303,33

Enouévawg, V. = 303,33 [m/min]

* m .
Apan = 22355 min _ 772 42 [rpm]

m*125mm

Ondte: p, = 8% 0,12 mm/tooth * 772,42 rpm = 741,52 [mm/min]
6. dpelokepain D125/ 10 évBeta(modrd) / Coated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 410 [m/min]

Tote pe ypappkn napgpPorf yia P, = 0,12 [mm/tooth] mpoxbdmtet ot

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20—0,12
= = x = 303,33
410-250 410-x

Emouévawg, V. = 303,33 [m/min]

, 1000%303,33™/ .
Apan = /min

= 772,42 [rpm]

m+x125mm

Ondte: p, = 10 % 0,12 mm/tooth * 772,42 rpm = 926,90 [mm/min]
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1. ®pelokeparn D160/ 10 évBeta(riya) / Uncoated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 320 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 320

0,20-0,08 _ 0,20-0,12
320-250  320-x

= x = 273,33

Enouévawg, V. = 273,33 [m/min]

* m .
Apan = 222753 min _ 543 77 [rpm]

mx160mm

Ondte: p, = 10 % 0,12 mm/tooth * 543,77 rpm = 652,52 [mm/min]

2. ®pelokepain D160/ 12 évBeta(moird) / Uncoated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 320 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 320

0,20-0,08 _ 0,20-0,12
320-250  320—x

= x = 273,33

Emouévawg, V. = 273,33 [m/min]

, 1000%273,33M/ .
Apan = /min

= 543,77 [rpm]

mx160mm

Ondte: p, = 12 % 0,12 mm/tooth * 543,77 rpm = 783,03 [mm/min]
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3. ®pelokepar D160 / 10 évOeta(riya) / Cermet
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 400 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400-x

= x = 300

Erouévawg, V. = 300 [m/min]

* m .
Apa n = 22203 min _ 596 83 [rpm]

mxl60mm

Ondte: p, = 10 * 0,12 mm/tooth * 596,83 rpm = 716,20 [mm/min]

4. ®pelokeparn D160/ 12 évBeta(morrd) / Cermet
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 400 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 400

0,20-0,08 _ 0,20-0,12
400-250  400—x

= x =300

Erouévawcg, V. = 300 [m/min]

* m .
Apan = 22203 min _ 596 83 [rpm]

mx160mm

Ondte: p, = 12 % 0,12 mm/tooth * 596,83 rpm = 859,44 [mm/min]
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5. ®pelokepain D160/ 10 évOeta(riya) / Coated
‘Eotw P, = 0,08 — 0,20 [mm/tooth] ka1 V. = 250 — 410 [m/min]

Tote pe ypappikh mopepfoin yio B, = 0,12 [mm/tooth] npokidmtel 6tL:

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20-0,12
410-250  410—x

= x = 303,33

Enouévawg, V. = 303,33 [m/min]

* m .
Apa n = -223%3 min _ 603 46 [rpm]

mx160mm

Ondte: p, = 10 * 0,12 mm/tooth * 603,46 rpm = 724,15 [mm/min]

6. dpelokepain D160/ 12 évBeta(moAird) / Coated
‘Ecto P, = 0,08 — 0,20 [mm/tooth] xou V. = 250 — 410 [m/min]

Tote pe ypappkn napeuPorf yia P, = 0,12 [mm/tooth] mpoxidmtet ot

0,08 | 250
0,12 X
0,20 | 410

0,20-0,08 _ 0,20-0,12
410-250  410-x

= x = 303,33

Emouévawg, V. = 303,33 [m/min]

* m .
Apan = 2200393 min _ 603 46 [rpm]

mx160mm

Ondte: p, = 12 % 0,12 mm/tooth * 603,46 rpm = 868,98 [mm/min]
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