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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

NEPIAHWYH

H TTapouoa TITuxIaKn epyacia e0TIAZEI 0TOV OXEDIAONO Kal TRV AVATITUEN QOTEOAOYiWY
£€1 unxavoloyikwyv eEapTnudtwy. ApXIKE, oTo BewpnTIKO PEPOG YIVETAI CUVOTITIKA
TTapoUCiacn TwV EVVOIWY g€ OTI apopolV TIG epyaieiopnxavég (CNC) kal CUyKeKpIPéva
MNXavég @pelapiopaTog, TwV KOTITIKWY HECWV, TOUu UANIKOU KaTEPYAoiag, Twv
oxedlooTIKWY TTpoypappdatwy oe H/Y (CAD, CAM) kai Ttwv Sla@oépwyv TUTTWV
@aceoloyiwv. MapdAAnAa, avaAuetalr o BripaTta n diadikagia PgovTeAOTToiNONG TWV
OOKIJiwV w¢g MPEOOV OTITIKOTIOINONG Twv @QACEWV KaTtepyaoiag Toug. ‘Etera,
TIPAYMOTOTIOIEITaI  €TTEENYNUATIKA ~ TTapouadiacn Tng MeBOdou povTteAotToinong.
Katétmv, mTapoucidlovTal AeTTTOEPWS OAa Ta QaceoAdyia TTou TTepIAaPBAvouy TIg
ATTAPAITNTEG TTANPOPOPIES KAl TIG AVTIOTOIXEG EIKOVEG avaA pAon Katepyaoiag. TEAOC,
ava@épovtal Kal oculnTouvtal ol OUOKOAIEG Kal Ta onueia dgla onuaciag TTou

ouvavTrénkav Kard Tnv dIAPKEIa EKTTOVNONG TNG TITUXIAKNAS £pYACiag.

NEEeic kAe1dia: EpyaAeiounyxavég CNC, koTmik@ péoa, oxedlaoTIKA TTpoypauuaTa,

povTeAoTToiNGN, PaceoAdyIa.
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ABSTRACT

The present thesis focuses on the design and development of six mechanical
components cartridges. Initially, the theoretical part gives a brief overview of the
concepts related to machine tools (CNCs) and in particular milling machines, cutters,
machining materials, computer design programs (CAD, CAM) and various types of
machine tools. At the same time, the process of modeling the specimens as a mean
of visualizing their treatment phases is analyzed in steps. An illustrative presentation
of the modeling method is then presented. Then, all the process sheets including the
necessary information and the corresponding images per treatment phase are
presented in detail. Finally, the difficulties and points of importance encountered

during the preparation of the thesis are mentioned and discussed.

Keywords: CNC machine tools, cutting tools, design programs, modeling, process
sheets.
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EIZArQrH

H TTapouca TTuxiakn epyacia ava@Epetal otn PHEAETN diadikaoiag PovTeAoTToiNoNG
MNXaVOAOYIKWYV €EAPTNUATWY KAl OTn OUVTOEN TWV QVTIOTOIXWV QOCEOAOYIWV.
AtroteAcital ammd To BewpnTiKO HPEPOG, OTO OTT0iI0 avaAuovTal OAEG O XPHOIMES
TTANpoYopieg oxeTIKA pe Tn Oladikagia povreAotroinong. ‘Etreima, TTapartiOetal 10
TTEIPAMATIKO PEPOG TTOU TTepIAapPBavel Tn peBodoAoyia, TN YEAETN Kal TNV KATOOKEUN
Twv doKiyiwv. TEAOG, TTpayuartotroleital TTapddeon Twyv TPORANUATICUWY KOl TwWV

QVAAOYWYV CUUTTEPACHATWYV TTOU BIECAXONCAV.

2TOXOI KAI ZKOINoz

O BaoIkdg OKOTTOG eKTTOVNONG TNG ETTIKEIMEVNG EPYOTIAG, €ival N €pEuUva Kal KATaypagn
TWV dIadIKACIWY POVTEAOTTOINONG TWV @QOCEOAOYiWV PE TNV XPAON OUYXPOVWV
Aoyiopikwy. O OuvlnKeg TTAPAYWYNAS TwV  HOVTEAWV  TTPAYUATOTTOINONKAV
AauBdvovTtag utTéwn TIG TIPAYMATIKEG CUVOAKES TTapaywyns o€ epyaAeiopnyxaveég CNC.
Akoéua, yivetal JEAETN KAl UAOTTOINGN KNXAVOAOYIKWY €EAPTNUATWY Kal MEAETN TwV
QAVTIOTOIXWYV TTEPITITWOEWYV. ZUVETTWG 01 GTOXOI TNG TITUXIAKAG EPYQTIAG, TTAQICIWVOVTAI

yupw ammdé Tnv €uPfdBuvon Tng O1adIkaoiag MOovTEAOTTOINONG @acEoAoyiwv o€

NAEKTPOVIKA HOPPH.
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KATEPIrAzIA AOAIPEZHZ YAIKOY

Eicaywyn otnv évvola Katepyaoiag

H katepyacia, otnv e€uputepn g €vvoia, eivar n dladikaoia pe Tnv oTToia Ta
akaTépyaoTa UAIKG peTatpétmovral TEAIKA o€ Trpoidvia. H €vvoia Tng kartepyaaia
KOAUTITEl TOOO TNV KABE auToU KATAOKEUR OCO Kal Ta OXEDIQ TWV TTPOG KATAOKEUN
TPOIGVTWY  XPNOIMOTTOIWVTAG  OIAPOPEG HMEBODOUG KATEPYAOIWY KAl TEXVIKWV
Tapaywyng. H 1déa NG katepyaoiag TrpwTosupavioTnke mTepitrou To 5000 pe 4000 11.X
ME TNV TTapaywyr Teoidviwy atmmd dideopa €idn ¢UAOU, KEPAMIKWY, TTETPAG Kal
METAAAOU. ZUpQWva PE TNV ouyxpovn O POPPA TNG cival n diadikaoia Trapaywyng
TTPOIGVTWY aTTd aKaTéEPYaoTa UAIKA, pE BAon S1apopeg SIadIKATIEG KOl INXAVIAATA Ol
OTTOiEG aKOAOUBOUV €va opyavwuévo oxEDIo Kal K&Be BrAua TTou armraiteital. Ta
KATepyaouéva  TTPOIGVTA  XPNOoIYOTToIoUVTal  €TTIONG  yIa TNV TTapaywyr  &AAov
TpoidvTwy. ETedh éva KOTAOKEUAOUEVO QVTIKEIUEVO €xel uTToBANBEil o di1dPopeg
aANQYEC WETA TIC OTTOIEG TO OKATEPYAOTO UAIKO £XEl Yivel TTAéov éva XPACIKO TTPOIOV,
AauBdveral utréwn n TTPOCTIBEPEVN agia, wg VoUIoUATIKN agia 6oov avagopd Tnv TiuA
Tou TTPoIdVTOG. Me TnVv BorBeia TNS KaTEPyaaiag JTTOPOUE va TTapAyOoUE Kal 1Id1aiTepa
TTPOoIOVTA ONAAdN €iTe PeEPOVWMEVA PEPN TWV KOUMATIWY, €iTE ouvexn Trpoiovta. H
Katepyaoia ecivar yevikd pia olvBetn OpacTtnpidTNTA OTNV OTIOI0 CUMMETEXOUV
AvOpwTTOI  TTOU £XOUV MIO  COEIpd TTEIBAPXIWV Kal IKAVOTATWY OAAG Tautdxpova
XPNOIMOTIOIEITAI KOI PIO €UPEIA TTOIKIAIQ unXavnuaTwy, £COTTAICUOU , KAl £pYaAgiwy
Olapopwyv ETMITTEOWY AUTOUATIOHUOU, CUUTTEPIAGUBAVOUEVWY  TWV UTTOAOYIGTWY, TWV
POUTTOTIKWY MNXOVIOMWY KAl TOU UAIKOU €EOTTAIOPOU  xeipiopou. Or  pébBodol

KaTepyaoiag a TTPETTEI va avTaTTOKPivOovTal O€ BIAPOPES {NTHOEIG KAl TAOEIG.

Epyoheio
- KOpLo givnan kamng
__--'-‘-"-_-- - _Korspyaopdn
e Emivein

Bo LTy
rlpc:-m:uh

Ewova 1. 1-Atadikaoia apaipeonc uAtkou

EmuddaveLa yua
KOTE Yoo ™,
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Eicaywyil CAD/CAM
loTopikA Si1adpopn

H avamtuén Twv cuoTnudtwy oxediodeAéTNG Kal TTapaywyng ue xprion H/Y,CAD/CAM
gekivnoe T1n Oekaeria Tou 60, Kupiwg ammd TOUG MEYAAOUG XPHOTEG OTNV
auTokivnToRBlounxavia Kai Tnv agpoTropikr] Biounxavia. Kuplog otdéx0og autwv Twv
OUCTNPATWY ATAV 1 JOVTEAOTTOINGN ETTIPAVEIWY EAEUBEPNG HOPPNAGS KOl OTN CUVEXEIQ N
KATEPYOOia TOUG o€ epYaAEIounNXavEéS WnPIoKAS KaBodriynong. O1 eTaipieg ekeivn TV
EPiIOdO KpaTouoayv TNV avdarrTuén PUOTIKA Kal N kaBeuia doUuAsue aveCdptnTa aTod Tig

GAAEG.

To 1963 o lvan Sutherland oto MIT avamtuooel To cuoTnua Sketchpad TTou atroTeAei
Kal TNV TpwTn e@appoyr CAD (eikova 1.2). 1o Sketchpad xpnoIdoTIOIEiTAl IO TTPWTN
QOPdA N YPAPIKN ETTIKOIVWVIA TOU XPAOTN HE TO CUCTANA HE TTEVA QWTOG Kal 086vn

KABoBIKWV akTIVWV. HTav éva TTpwTOTUTTO CUCTANA YPOQIKNAG ETTIKOIVWVIAG TOU XPrOTN

ME TO oUOTNNA TTOU ATTOTEAEI KaI TO TTIO ATTAPAITNTO CUCTATIKO £vog cuoThiuatog CAD.

Ewkova 1. 2-Sketchpad

11
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Op1ouOG OXEDIONEAETNG KAl TTAPAYWYHG ME XPAON UTTOAOYIOTH

CAD (Computer Aided Design) onuaivel oxediaon pe tn PorBeia H/Y kai CAM
(Computer Aided Manufacturing) onuaivel TTapaywyny ge tn BonBeia H/Y. Me 1o
CAD/CAM oxedidloupe Kal TTapdyoupe TTpoidvTa, dnAadn amtd ayabd, Ta oTroia gival

atroTéAeopa piag dladikaaoiag Kal TTPooPifovTal YIA TOV KATAVOAWTH 1] TEAIKO XproTn.

Me 1o CAD/CAM yivetal XpAion NG TTANPo@opikAg o€ OAa Ta oTddIa avaTiTuéng Tou
TTPOIGVTOG Kal IdIaiTeEpa aTn dnuioupyia, HETABOARA, avdAuaon, BeATIOTOTTOINCN HOPPAS
KAl TOV TTPOYPOUMOTIONS TWV TTAPAYWYIKWY dIadIKACIWV Tou TTPoiévTog. ' autdv Tov
A6yo 10 CAD/CAM putropei va opioBei Kal we oXeBIOPEAETN KAl TTApAYwWYr UE XPon
UTTOAOYIOTHA TTOU ATTOOKOTTEI OTN dnuioupyia evog WneiakoU PHOVTEAOU TOU TTPOIOVTOG,
TTOU WPTTOPEl va XpnolpotroinBei oe OA0 TOv KUKAO QVATITUENG Kal €100QYWYAS TOU

TTPOIOVTOG OTNV ayopd.

H oxediopeAéTn Kal TTapaywyn Je xprion uttoAoyioTr BaaileTal Kupiwg oTnv TEXVOAoyia
TWV YPOQIKWY, Twv Bacewv Oedouévwy, TNG WABNUATIKAG MOVTEAOTTOINONG, TNG
TTPOCONO0IWONG KAl TOU EAEYXOU Twv dedopévwy. Baoikog TrapdyovTtag oTtn dladikaaia
TNG OXEDIOUEAETNG €ival n dnuioupyia Tou TPIOOIACTATOU YEWMETPIKOU UOVTEAOU TOU
TTPOI6VTOG TTou atToTeAEl TN BAon yia TNV avaTITuEén Twy KABETWY £papuoywy, dnAadn
EQAPUOYWYV TTOU OTnpPiovTal OTO HOVTEAO TOU TTPOIGVTOG KOl OTTOOKOTTOUV OTN
BeAtioTotroinon kai Trapaywyr] Tou. O Bacikdég AGyog UTTOPENG TWV CUCTNHATWY
CAD/CAM ¢givar n avdamTugn evog <<owaoTou>> TTpoidviog atrd Tnv apxr, oTov
eAdyioTo duvaTd XPOVo avdaTiTuéng, e To EAAXIOTO duvaTtd KOOTOG Kal TV KAAUTEPN

OuvaThA TToI0TNTA.

3D poVTéAd TTPOIOVTWYV Kal XPHOEIG

H oxedlopeAéTn Kal TTapaywyr PE xperion uttoAoyioTr Bacidetal, CUPNQWYA Kal PE TOV
opIoHS TNG TTponyouuevng TTapaypd@ou, otn dnuioupyia Tou TPIOdIGoTATOU POVTEAOU
TOU TTPOIGVTOG, dNAQdK OTn HaBnuaTIKA avamapdcTacn TNG TPICOIACTATNG HOPPTG TOU
TTPOIGVTOG. H TpiodidoTatn TTapouciacn Tou TTPOIOVTOG PUTTOPEI va XpNnoIhoTToinBei ot

£va PJeEYAAO €UPOG EQAPUOYWYV, Kal Ol KUPIOTEPES XPAOEIG TOU €ival 01 TTAPAKATW:

12
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(a) H Toayiépa tou Utah, (B) EmBupuntr osipd (y) AvéAuon
éva ané Ta mpwra 3A povtéda TWV KATEPYACIWV kai BeAtioTornoinon
avagopag atny Kowotnta Kal mopeia Tou UBPOKOTTIG HE XPrion
Twv 3A oxediaotwv (Martin KOTTTIKOU €pYaAeiov ocvuoTtjpatog FEM
Newell 1975), e xprion yta cvotnua CAM. (MoAutexveio Kpritng 2011).

TEXVIKWV QWTOPEAAIOHOD.

(8) Aok} mpwrtéTuTIoU (€) Etkoviko mpwtoTuno (o) Erkovikn} napaywyr| HE 1o
KivnToU ThAgpuwvou Motorola popnotikoU Bpayiova Kal 1o Aoytopikd ROBOCAD.
KATaoKeLaouévo pe RP. TEAIKS QUOIKO NPWTATUTIO.
Exmraldsuon — Zxediaon

~.
\
\
\

: AvdAuo

y Bdon T e
AsSopévwv ) ‘

CAD | ‘

Anpooituon

Karaokeun) o \ lMpooopoiwan

Texpnpiwan Epmopixé

() Xprion 6edopévwv and ocuoTnHa OYESIOUEAETNC yia TNV EMKovVwvia opadag avamtugng.

Ewkova 1. 3-3D MovtéAa

e [lapouaciaon Tou TTPOIGVTOG OTOV TTEAGTN PE XPRON TEXVIKWY QUTOPEAAITHUOU
e AvdAuon kail BeATIOTOTTOINON POPPNG KOl AEITOUPYiag

e Taxeia Tapaywyr) TPWTOTUTTOU Kal TTApAaywyn TTPoidvTog

e AvAAuon NG A€IToupyikOTNTAG TOU TIPWTOTUTTIOU ME TN XPNAON TEXVIKWV
€IKOVIKAG TTPAYUOATIKOTNTOG

o AvdAuon peBb6dou  TTapaywyng ME TN XPNON  TEXVIKWY  EIKOVIKAG
TTPAYHATIKOTNTAG

e Emkoivwvia petalu cuvepyalouevwy ouddwyv o€ TOTTIKO i} OTTOUAKPUOUEVO
OiKTUO.
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VR - Eikovikn
( CAID J Mpayparmkénra [ CAE ]
Vv

Mopon 7 Y AvaAuon Tdosw
CAD
Zxediaon
Mpoi6évrog
CAM I CAE
Karepyaoia DMU Karepyaoipoérnra
AvdAuon Zuvappoloyricewy

Ewova 1. 4-5xebiaon lNpoiovrog CAD

Z1ad1a avatrTu§ng TTpoidvTog Kal XpRon TeEXVoAoyiag oxeSIoHeAETNG-
TTAPAYWYNAS HE UTTOAOYIOTA.

H avamtuén evog mpoidvtog cival yia ouveetn diadikacia TTou akOPa Kal yia OXETIKA
aTTAG TTPoIOvVTa OIOPKEI PEYAAO XPOVIKO OBIACTNUO Kal ouvhABwg eKTeAEiTal OTTd
dlatunuaTiky opada avdamTuéng, woTe va TTapaxOei To cwoTd TTPOIGV TIPIV aTTd TNV
€l0aywyr Tou aTNV ayopd. TNV avdamtuén evog TTPoidvTog XPnNaIUOTTOIoUvVTal SIGPOopa
epyaAeia AoyiopikoU TTOAAG aTrd Ta oTToia £X0Uv avaTtrTuxBei atrd TIG iBIEG TIG ETAIPIES
TTOU QvOTITUOOOUV TA TTPOIOVTA. 2& HEYAAQ €pya ava@EPOVTAl TTEPITITWOEIG TTOU

XPNOIKJOTTOIoUVTAIl TTEPICCOTEPA ATTO EKATO £pYAAEia AOyIOUIKOU.
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H texvoAoyia Tou CAD/CAM Eekivnoe GAAWOTE Kal QUTA atrd Tnv idia avaTrtuén Twv
ETAIPIWV KAl OTN CUVEXEID dnUIoupynenkav ol €IBIKEUPEVEG ETAIPIEG TTAPOXNAG TWV
OUOTNPATWYV. Agv gival TUXAIO TO YEYOVOG OTI 01 UEYOAUTEPOI TIPOUNBEUTEG CUOTAPATWY
gival 1 ATav BUYaTPIKES ETAIPILOV AUTOKIVNTORIOPNXAVIAG, agpOTTOPIKNAG Blopnxaviag n
NAekTPIKWV ( CATIA-DASSAULT,NX-SIEMENS k.4.)

METAOOPA AMIOTEAEEMATON >

MOP®H ANAAYZH - EYNOEEH YNOAOTIETIKO KATEP”‘?:E; -
AIATAZH TEKMHPIQZH OYEIKO - EIKONIKO nporgxgm h

CAID CADICAE RPVR CAPP/CAM

< ANAAPAEH

Ewkova 1. 5-Avantuén oxedloueAétng

E&éAEn cuoTnuatwyv CAD

Ta ouyxpova cuoTtriiuata oxedIoheAéTNG pe Xprion H/Y otnpifovralr otn xpron mng
TpI0dIdoTaTNG PovTeAoTToinong. H TpiodidoTaTtn povreAotroinon cival atrapaitntn yia
TIG TTEPICOOTEPES ATTO TIG KABETEG EQPAPHOYEG TTOU Ba akoAouBrioouv, 6TTwg n avaAuon

TNG CUMTTEPIPOPAG TOU QVTIKEIMEVOU, N TTAPAYWYN TOU K.4.
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&9 4

To avTIKeigevo Kal n oXediaon Tou oe 300 B1ACTACEIC.

Ewova 1. 6-MnyavoAoyiko oxébio Sokiuiou

O1 U0 OWEIC TTAPAYOVTAl OVEEAPTNTA N Hid a1rd TNV AaAlAn.

Ta TTpWTa CUCTHPATA OXEBIOUEAETNG ATAV CUOCTHPATA dUO dlacTacewy (2D) Ta oTroia
ATav KatdAAnAa povo yia oxediaon. 210 oUOTNUA TwWV dUO BIAOTACEWY O XProTNng
OX€eOIACE! TIG OYEIC TOU QVTIKEIMEVOU, OTTWG OXEDIACEI KAl O€ €va QUAAO XapTi. Zuxva
OKOPO KOl 0€ CUCTANOTA TPIWV JIAOTACEWY PE JOVTEAQ OKPWYV, O XPHOTNG PTTOPEI va
emA£ELel va ayvonael Tnv TpiTn diIdoTaon Kal va oXedidaoel TiG SIAQOoPES OYEIG AUTOVOUQ.
21n d1odidoTartn oxediaon 10 TPIOdIACTATO POVTEAO ugicTaTtal Yévo OTn OKEWN Tou
oxedlaaTr Kal OxI oTn Bacn oedouévwy TTou Kataxwpeitalr 1o poviého. OAa Ta
QVTIKEIYEVA OUWG €ival TPIWV OIOOTACEWY KAl PTTOPOUME va TO XWwPIiCOUPE O 2
KOTNYOPIEG, OE OXEON UE TN YEWMETPIKA TOUG KATAOKEUN. Ta povréAa 2Y2 dlaoTaoewv
(atrAG ) oUvBEeTa) KOl Ta aPIYWS 3 BIA0TACEWY . Ta 272 dIa0TACEWV HOVTEAD £XOUV IO
otaBepry dlaTopun Kal TO TTAXOG TOUG, TTOU opideTal KABeTa TTPog Tn diatoun, eival
o100epd. Ta afovooUUUETPIKA avTikeiyeva etTiong cival 2% dlaoTdoswy. Ta JovTEAQ
auTd dnuioupyouvTal TTOAU €UKOAQ WE eVTOAEG odpwong (extrude) r TTEPIOTPOPNAS
(revolve). Ta ocuvBeTa povtéAa 2%z diaoTdoewy dnuioupyolvTal Ao TTEPICOOTEPA TOU
evog oTeped 272 dlaoTdoewy. Ta apiywg Tpiwy dlaoTacewv (3d) povTéda dev €xouv
opoI6popen diaToun Kai/f dev éxouv oTaBePd TTAX0G. Ta HovTéAa auTtd dnuioupyouvTal

QTTO TO CUVOUOOHO dIAPOpwWV AEITOUPYIWV PHOVTEAOTTOINONG.
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™ ] | }l
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) ) A o / |
. - < @ | y
2100epd mayo¢ ACOVO-CUUHETPIKO TUvOeTo 2% A Movteha 34

Ta dia@opseTIKA £idn povrEAwyv. MovTéha 212 A kon apiywg 3A.

Ewova 1. 7-MovtéAa 21/2D-3D

Mapaywyn mpoypduparog epyaAeiopnxaving — CAM

MeBodoAoyia

Ta ouoTAuaTa AuTAd XPNOIMOTTOIOUVTAI YIA TOV TTPOYPOUMOTIONG €PYAAEIONNXAVWV
wnoelakng kabodAynong — CNC. AkoAouBei To ouoTnua CAPP 1| aTTAwg 0 oXeBIOOPOG
TWV Katepyaoiwyv. To ouoTnua kabopidel Tnv TTopeia TNG Kivnong TOU KOTITIKOU
EPYAAEiOU yIa TNV KATEPYOOIA OPICHEVNG TTEPIOXAG TOU AVTIKEIMEVOU TTOU OopideTal aTrd
Tov XpNoTn. H pebodoAoyia dnuioupyiag Tou TTPOoyPAUHOTOC YIa TV KaTEPyaaiag evog
avTikelyévou og éva ouotnua CAD/CAM @aivetal oto oxfAua (sikéva 1.8). Ao 10
ovuoTtnua CAD o xprioTng éxel NON £TOIMO TO JOVTEAO TOU QVTIKEIMEVOU TTPOG KATEPYQTIa
TTOU PTTOPET va €ival aTTAWG HIa TTPWTN UAN (eikéva 1.9) A n Jop@r] TOU AKOTEPYACTOU
QVTIKEIMEVOU (ApPXIKO QVTIKEIMEVO) TTOU OXeDIAETAl IO TO OKOTTO TNG TTAPAYWYNRS TOU
TTPOYPAUUATOG KaBodAYNONG TNG epyaieiopnxavis. H ouvappoAdynon Toug pag divel
TO MOVTENO KaTEPYAOiag TTOU BeiXvel TO UAIKO TTOU TTPETTEI va a@alpeBei atrd 1o apxikod

QVTIKEIMEVO, WOTE va TTapaxBei To TEAIKO avTIKEiuEVO.

2Tn ouvéxela opifstal To TEPIBAAOV KaTepyaoiag TTou atroteAsital ammd Tnv
epyaAeiopnyavr] (XwWpPog €pyaciag) Kal Ta KOTITIKA epyaAcia. Kal ta duo opifovtal
ouvnRBwg ammd €toiueg PIBAIOBAKES 1 €Capxig ammd Tov XpAoTn. TOoTToBETWVTAG TO
MovTéAO KaTepyaoiag oTo TTepIBAANOV KaTepyaaiag dTTou TTpocdéveTtal Pe Tn BoriBeia
TOU OQIKTHPA, JTTOPOUNE OTN CUVEXEIQ VO OPICOUE HIa AEITOUpyia, n oTToia e Tn ogipd

NG Ba atroTeAeiTal amrd opIoPEVEG AKOAOUBIEG apIBUNTIKOU EAEYXOU.
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FEQMETPIA AMO E
XAPAKTHPIZTIKA
IYITHMA CAD MHXANGN KA

(IGES) AYNATOTHTEE

y

ENEZEPTAZIA EEAPTHMATOZ
EZAIQIH XAPAKTHPIETIKQN >
ANAINQPIEH XAPAKTHPIZTIKON

=
’ § AMOKTHIH MNQEIHI
s
EMIAOTH KATEPFAZION |« o 2
<
W
-
o
y a
|
ENIAOTH EPTAAEIOMHXANQN il s
EPFAAEIQN, SYNOHKON  [€ " =
z
2
KATEPFAZIEL &
YNOAOFIEMOE < >

XPONOY KAI KOZTOYZ

Agitoupyia cuoTnuatwy Computer Aided Process Planning pe autoparn
Onuioupyia VEWY TTAGVWYV TTapaywyrc.

Ewova 1. 8-Computer Aided Process Planning

KdaBe akoAouBia apiBunTikoUu eAéyxou TTou OpIfeTal O€ PIa AEIToupyia ammaitei va

TTPOCBIOPICTOUV Ol TTAPOKATW TTAPANETPOI :
o OpIoPEVA YEWMETPIKA XAPAKTNPIOTIKA TOU QVTIKEINEVOU
o  O1ImapdueTpol TTou 0pifouv TO KOTTTIKO £pyaAEio
e O 1pOTTOG Kivnong Kai
e O1 0uvBAKEG Kivnong Tou KOTTTIKOU.

A@OU ekTeAEOTEI MIa akoAouBia apIBunTIKOU EAEyXOU TTOPAYETAI TO OPXEI0 BETEWV TOU
KOTITIKOU WOTE VA YiVEl YIa TTPOCOP0IWoN KOTTAG. TNV 084vn Tou UTTOAOYIOTH @aiveTal
O€ TTPOCOUOIWAN N aPaipean Tou KATEPYALOPEVOU OYKOU Kal €AV n TTPOCOMOIWaN dev
owoel Ta emBupunTd atroteAéopaTa , TOTE TTPETTEI VA ETTAVATTPOCDIOPIOTOUV KATTOIEG
1o TIG TTAPAUETPOUG 1] Ta GAAQ  OToIxEia TTou €xouue dwoel Katd Tn OIGPKEIQ TNG
onuioupyiag NG akoAouBiag. Edv n TTpocopoiwaon dwaoel Ta emMOUPNTA atToTEAéTUATA,
MTTOPEl va apaipeBei 0 OyKOG TTOU KATEPYAOTNKE KAl VA CUVEXIOTEI N KATEPYATia OTO
ETTOUEVO OTAOIO 1] £@OOOV €XOUV OAOKANPWOEI OAEC OI KATEPYOTIES va Yivel N TEAIKA

emeEepyaoia Tou OUVOAIKOU apyeiou BECEWV TOU KOTTTIKOU €pYaAEgiou.
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Emimedo ‘EAaopa KoAvdpog E¢dywvo
&f q
a8 D
rd ]
} C
| . .
‘\ TETPAYWVO OpBoyLvio SWARVaC

Ewkova 1. 9-TUMOTTOLNUEVEG LOPPES TPWTNC UANG.

2Tnv TeAIKA emmeCepyacia Twv dedouévwv TO apxeio BEong Tou KOTITIKOU gpyaAeiou
METOATPETTETAI O€ KWOIKA KATavontd atmd TNV €pyaAelounxavr, ME Baon TIG pubuioeig
TTOU £XOUV Yivel GTo Ypa@Ikd TTEPIBAAAOV Tou TEAIKOU eTTeEepyaoTr. To ammoTéAeoua
QUTAG TNG METATPOTTNG £TTNPEEGZETAI ATTO TNV TTOIOTNTA TOU TEAIKOU ETTEEEPYAOTN Kal AV
TO ATTOTEAEOUQ TNG TEAIKNG £TTECEPYATiag dev TaIPIAZEl ATTOAUTA PE QUTA TTOU ATTAITEI N
MNxavr, TOTE ATTQITEITAI  ETTAVOTTPOCOIOPIOUOG Twv puBuicewv Tou  TeAIKOU
eTegepyaocTh. EQv 1o atroTéAcOua TNG TEAIKNAG £TTEEEPYATiag TaIPIAZel aTTOAUTA PE QUTA

TTOU ATTAITEI N Pnxavr, TOTE TO TTPOYPANUA OTTOCTEAAETAI OTN UNXAVHA.

MNa k&Be véo KOTITIKO epyaAeio opifeTal To Gvopua Tou YE TO OTToio Ba gu@avideTal OTIg
KATEPYAOiEG, TO €i00G TNG KATEPYATIAG TTOU EKTEAE], TO UAIKO KaTaoKEUNG( TTpoaIpETIKG)
Kal OTIG JOVADEG OTIG OTTOIEG €ival ol dIAOTACEIG TOU KOTITIKOU. KaTotriv €10ayeTal N
YEWMETPIO TOU KOTITIKOU, €I0AYOUUE TIG PUBUIOEIG TOU KOTTTIKOU KaI TIG OVTOXEG TOU O€

mpdwaon kal Taxutnta TEPIoTPOPAG. (NikéAaog MTiAaAng, 2014)
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TeAikG AvTikelevo
(Reference Modef)

MOYMTZIAHZ BAZIAEIOZ
TAMMNAZ NIKOAAOZ

AvTikelpeve TRoS
Karepyagia
(Workpiece)

\(f_/

Fewperpia Kommky
({Tool Geometry)

Xmpog Epyagiag
(Workgell)

Movtého Karepyaaiag
(Manufacturing Model)

Y

Mepifdihov Komepyaalag
(Manufacturing
Envirenment)

:

Opiapég Asrmaupyiag

(Operation)

Zoikmpag
(Fixture)

%

o

k.4

SAVETIITUXAS

-

Mopauerpol
Karepyaoiag
(Seq Parameters)

S

: 3

-

Anuoupyia AkohouBikv
ApiBunTikoU EAéyyou
(NC Sequences)

Aqaipzon
Karepyoopévou
Oykou

Apyelo ©éang Ketmikod
{CLFile)

Y

MNpogopoiwon

wm‘]g

Emrpxfic

B

Mn amodekTiy
|

R

Apxeio Pubpicewy

Tehwog Ermelepyaorig

{Option Filg)

(Post Processor)

I

Apxeio Kuiabixa Mravig
(MCD Flle)

Meppr, Kwdika

Awniek'rr']

Amoarold Tpoypéypatec
Méow RS-252

v

Mryyerve) ApiSpnTiKow
Ehéyxou (NC Maching)

Ewkova 1. 10-lMopeia Snutoupyiac mpoypauuatog o5nynons EPYaAELOUNYAVIGC YLO TNV KATEPYAOLA AVTIKELUEVOU

CAD/CAM
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EPFAAEIOMHXANEZ

O1 kartepyaoieg KOTAG atroteAoUV Tn Bacikdtepn PEBOdO dlIaPOPPWONG HETOAAIKWV
QVTIKEIUEVWY  YIOTI €Xouv OXedOV aTTEQIOPIOTEG duvaTOTNTEG pop@oTroinong. H
OIaPOPPWON TWV QVTIKEIMEVWY TTPAYMOTOTTOIEITAI e TN Babuiaia agaipean UAIKOU, uE
TNV BonBeia epyaAciounxavwy. H agaipeon autr) Tou UAIKOU gival duvaTtod va yivel pe

HOKPOOKOTTIKO ETTITTEDO WE TNV ETTIOPACT UNXAVIKWY , XNUIKWVY 1) NAEKTPIKWY HECWV.

2TNV TTPWTN TTEPITITWON, TA KOTITIKA £pyaAsia eiIoxwpouv oTn Hala Tou PETAAAOU Kal
ATTOOTTOUV KOMMATIA onuavTiKwy dlaoTdoewy. AvtiOeta, otn deUTEPN TTEPITITWON, N
a@aipeon Tou UAIKOU TTpayUOTOTTOIEITAlI YE ETTIPAVEIOK @OOPd TOU UAIKOU Kal Ta

UTTOAEIJPATa TNG KATEPYQTiag €xouv Poper oKovNg.

Omwg €ival @QUOIKO, N HOKPOOKOTTIKA KOTI EMTUYXAVEl MEYOAUTEPO OYKO
a@AIPOUPEVOU UNIKOU KOl CUVETTWG Kal JEYAAUTEPN TTAPAYWYIKOTNTA Kal e@apudlovTal

MOVO O€ €IBIKEG TTEPITITWOEIG AETITWV KATEPYAOIWV aKPIBEIaG.

hi:

Ewova 1. 11-Enpaveia ammoBAntou.

OpI1ouOG apIOuNTIKOU EAéyXOU

Ap1BunTIKOG ‘EAgyxog (Numerical Control) onpaivel akpiBwg auTo TTou EVVOEi 0 6pog ,
OnNAadn €Aeyxog péow apiBuwyv. Mia epyaleiopnyavh gival apiBunTIKWG eAeyxouevn (
numerically controlled ), 6tav TepIEXel AOyIKA KUKAWPATA TTOU UTTOPOUV va Tnv <<
KIVIioOuv >> gUu@wva pE (apiBunTikEG) evioAég TTou divovtal ¢’ auTh dia uéoou

di1atpntng Taiviag A SIokETAg. O1 EVTOAEG TTEPIEXOUV OUVTETAYUEVEG TTOU Opifouv TNV
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Kivnon Tou epyaAgiou Kal TTANPOQOpPIEG TTou eAEyxouv Ta BondnTikA CUCTAPATA TNG
EPYAAEIOPNXAVNG, TT.X. TaXUTNTA TTEPIOTPOPAG TNG ATPAKTOU, TTAPOXH WUKTIKOU UuypoU
KATT. Tlio ouykekpipéva, o ApiBunTikog ‘EAsyxog péow HAekTpovikoU YTroAoyioTr(
Computer Numerical Control 1 CNC ) gival gia uttoon8oupévn — amré H/Y- diadikaaoia,
N OTTOIx YEVIKWG EAEYXEI UNXAVEG, HECW OBNYIWV Ol OTToiEg dnuloupyouvTal aTTd évav
kwdikotroint) (POST PROCESSOR) kai atrobnkevovral o€ €va oUOTNUA PVARNG

(Tarvia, dlokéTa, OKANPO dioko, ToITT, KTA. )yia Gueon A Kal yia JEAAOVTIKA XpAoN.

loTopikn €EEAIEN TOU ApPIBUNTIKOU eAéyXOU

To apyikd KivnTpo yia TV avattugn Tou apiBunTtikou eAéyxou 80Onke atd Tn
Biounxavia agpOTTOPIKWY KATAOKEUWY YIA TNV AVTILETWTTION TNG avAYKNG KATOOKEURG
e€apTNUATWY PE BIOPKWG AUEavOUEVN YEWUETPIKN TTOAUTTAOKOTATA. H KOTAOKEUN TNG
TPWTNG €pYaAciounxavig e oUoTnua apiBunTikoU eAéyxou €yive 10 1952 oTO
MavemoTApio MIT Tng Macaxouo€tng Twy HITA pe Xpnpatodotnon TNG AMEPIKAVIKN
AepoTropiag (USAF). 'pAyopa ouwg £yive ypryopa KATI avTIANTITO OTI auTd dev ATav
apKeETO. a va TTPOXWPEACEl N TEXVOAoyia auTr], ETTPETTE va avatrTuXBouv KatdAAnAa
Tpoypduuata(software) yia Tov TTpoypaudaTiond Twy gpyaieiounyxavwy. Emedn n
aTTaITOUMEVN €TTEVOUON YIA TNV avaTITUEn TOU GXETIKOU TTPOYPAUMATOG KAl YAWOOoO
TTPOYPAPUATIOHOU ATAV HEYAAN O AvBPWTTOWPES, ATTOPACIOTNKE N TTPOCTTABEIN AUTH
va yivel ouloyikd. 'ETol o1 25 peyoAUTEpEG €TaIpEieG agpokaTaoKEUWwY Twv HITA
XPNUATodOTNOoaV £va KOIVO TTPOYPAUMA, KAPTTOG TOU OTToiou ATav n avdamTuén ng

yAwooag TTpoypauuatiopou APT (Automatic Programmed Tools)

Mou xpnoipotroioUvTal o1 CNC gpyaAgioun)Xavég

O £€Aeyx0G TWV PNXOvWV e apiBunTikG €Aeyxo €xel €MIQEPEl €TTAVAOTACN OTOV
KaTaoKeEUOOTIKO Touéa. H texvoAoyia CNC utropei va TTpoocapuooTEl O€ OTTOIOOATTOTE
€idog pnxavig n otroiadntrote dladikaoia n otroia atraitei kKaBodriynon amd Tov
avBpwTtro. OTTwg cupPaivel ye 6Aa Ta cucTrpaTa, ol Adyol TTou emIBAAAOUV TN XpPron
epyaAeiopnyxavwyv CNC gival 6x1 JOVO TEXVIKOI OAAG KA OIKOVOIKOI. [Ma TNV TTapaywyn
o€ piIkpA KAipaka (1-10 Tepdyia) Kol JAAIOTa XwpPIG PEYAAES aTTAITHOEIS OKPIREIAG Kal
YEWUETPIKAG  TTOAUTTAOKOTNTAG, €ival  TTPOTIUOTEPN N XPNOIYOTIOINGN  KOIVWV
oupBaTikwy gpyaAeiopnxavwy. MNa Tapaywyn oAU peyadAng KAigokag (Tng TAgewg
10.000 koppaTmiwv Kal Avw) XpnoiyotrolouvTal €10IKEG epyaAeiopnyxaveég (Transfer
machines ), ol otroieg TTpoypauuaTI(OVTaI KUPIWG WE PNXAVIKEG BIATALEIG KAl OXI UE

UTTOAOYIOTA. ZAueEpa €ival  yevik@ TTapadektd OTI N XPNOoIJoTToinon  Twv
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epyaAeiopnxavwv CNC oupgépel yia Tapaywyn péong kAipakag(20-1000 tepdyia).
ATT6 TNV TTAEUPd TOU OUVOAIKOU OYKOU, N TTEPITITWAN AUTH Eival Kal n GNUAvVTIKOTEPN,
agou éxel uttoAoyloTei 0Tl To 70% OAwv Twv €EaPTAPATWY TTOU KATOOKEUAZovTal

EUTTITITEI G” QUTA TNV KATNyopia.

Ta Tmapokdtw oxAuata Tapoucidlouv TIG OlOQOPEG WETAlU Twv  “TTaAaiwy”
oupBaTikwy gpyaAelopnyxavwy Kal Twv olyxpovwyv CNC. EukoAa ytropei kaveig va

dlakpivel TIG HEYAAEG Dlapopéc oTn oxediaon (design) auTwy Twv INXAavwy.

9°

Ly

(o)

v = 9

Ewova 1. 12-Tumikn gpelounyavi).

Kataképuepn cupBaTikr) @pefounxavn : 1) Bdaon. 2)KovaodAa(lpodpoAog).3)KoxAiag
avuywong Tpatediol. 4)XeipopoxAdg aviuywong. 5)Popeio eykdpoiag Kivnong.
6)XeIpoTpoxOG eykapalag Kivnong. 7)Kupiwg Tpatrédl. 8).MoxAOGG yia katd uRKog

Kivnon Ttpamediou. 9) AlokOTITEG opiou yia katd urikog kivnon. 10)KiBwrtio kUplag
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arpdakTou. 11)Karaképupn kupia ATpakTog. 12)MoxASG TaxutATWYV. 13)XEIPOTPOXOG
Kataképueng Kuplag artpdkTou. Ta BEAn A,B,C TIg TPEIG KIVAOEIG TTOU YivOVTal O€ QUTH

™ @pegopunxavr.

AR RS Y

AR

Ewova 1. 13-@pelounyavr) CNC.

Kataképugpo kévipo kartepyaciag (dikOAwvo) 3 agovwv. (Courtesy of Yamazaki
Machinery UK Ltd., Worcester, UK.).

O éAeyxog pe CNC apxikd e@apudOTNKE O€ PNXAVAPOTA KATEPYAOiAg WETAAAOU:
®péleg, Apdamava, Mnxavég Boring, kai Mpéoaeg amdétunong (Punch Presses). Zhuepa
EXEI TTEKTAOEI KaI o€ GAAOUG PNXaVIOUOUG 1) CUCTAUATA KOTEPYAOiag HETAAAWY TTOU
TEPINOUBAvVOUV Ta BIOPNXAVIKA POMPTIOT, PNXAVEG KAPMWNG CWANVWY, AEIQVTIKEG
MNXavég dla@épwy TUTTWY, YPAVOALOKOTITEG, UNXAVEG NAEKTPOdIARPWONG, MNXOVEG
PAoyoKOTTN G Kal OUyKoANAoswv. 2ucTtipara CNC xpnolgotrolouvTal €1Tiong oTov
ToIOTIKO  éAeyxo, o€ autouata ouoThuata oxediaong (plotters), o€ pnxavég
OUVAPHOAOYNONG NAEKTPOVIKWY €EQPTNUATWY, MHNXOVEG KOTAG ME laser kai o€
MnxavAuata Kot ugacudtwy. Mpdogata, upikpoetetepyaoTéc 32 bit kal 64 bit,
evowpaTwpévol pe Zuothpata Autéuatou EAéyxou (ZAE) unxavwv TTapaywynig,
ETTEKTEIVOUV OKOUN TTEPIOCOTEPO TIG OUVATOTNTEG KAl E£PAPUOYEG TOU aAPIBUNTIKOU
eAéyxou.
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Ewova 1. 14-(Evag oupuBatikog Topvog).

Epyakmmpopzi\o ' - l/—P\’M\’aa(l Aty 0u

y Aexavm

Ewova 1. 15 - Eva kévtpo tépvevong 3 aéovwy. (Courtesy of Yamazaki Machinery UK Ltd., Worcester, UK.).

MpoypauUATIONOG EPYOAEIONNXAVV

O utroAoyIoTAG TTou eAEYXEl TNV epyaAeiopnxavr) d1aBéTel duo Bacikoug alyopiBuoug,
évav yia Tnv euBUypapun KOTIH Kal évav yia TNV KUKAIKA KOTT. ATTO Kel Kal TTEpa O
TTPOYPOAUMATIOTAG, a®OoU TTPoadiopicel Je aTTOAUTN OKPIBEIa TIG ATTAITOUPEVES KIVAOEIG
TOU KOTITIKOU €PYAAEIOU IO TNV KATAOKEUR £VOG CUYKEKPIPEVOU KOUUATIOU, TTRETTEI va

METaQPAoEl TIG KIVAOEIG QUTEG O€ euBUYpAPPa THAMATA Kal TOEa KUKAOU Kal agou TIG
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KWOIKOTTOINCEL, VA TIG €l0aydyel oTnv epyaAelopnyavh dla péoou dIATPNTNG TAIVIAG 1

GAAou atroBnkeuTikoU péoou. (PiIAfpovog Xp. ZkiTTidon, 2000)

Mo ouykekpigéva, yia Tnv Katepyooia Twv OOKIYiwv Mag Ba  yivel xpron
dpefounxavig CNC o1oTe TTapakdTw TTapatifeTal avaAuTiké n apyr AeIToupyiag Kai

TA TEXVIKA XAPOKTNPIOTIKA TOU JINXAVAUATOG.

Ppeldpiopa

Ppelapiopa katd DIN 8589, cival n agaipeon UAKOU Pe KUKAIKR Kivnon KOTTAG evog
epyalciou, TTou épvel cuvhBwg TTOAAOUG 00OVTEG Kai JE Pia Kivnon TTpéwong K&GBeTn(R
KEKAIMEVN) TTPOG TOV Afova TTEPIOTPOPNG TOU EPYAAEIOU, PE OKOTTO TNV TTAPAywyn
OTTOIOVONTTOTE ETTIPAVEIWV OTO TEPGXIO. MNapakdTw yiveTar ava@opd Twv dIapopwv

MEBOBWY PpeCapioPaTOC:

o ETTiredo gppeddpiopa e eubuypaupn Kivnon mpdéwaong, ouvBwg KABETN oTOV
afova TTEPIOTPOPNAG TOou €gpyaAciou, yia TNV Trapaywyr] €uBuypauuwy

ETTIPAVEIWV.

o  KuAIvopikd @peldpiopa PE KUKAIKN Kivnon TTpowong yia Tnv Trapaywyn

KUAIVOPIKWYV ETTIPAVEIWV.

o  Opeldpiopa KOXMIOEIBEG, eival TO PpeCApIoua PE ENIKOEIDH Kivnan TTpOwaong yia

TNV TTAPAywWyn ETTIYAVEIWY KOXAIOEIB0UG HOPPNG.

o  Opeldpiopa KUAIONG, gival TO PPeCAPICHO OTO OTTOIO TO EPYOAEIO PE KATAVOUR
avaQopdg ekTeAEl, KaTd TN SIAPKEIQ TNG KOTTAG, HIA Kivnon KUANIONG CUYXPOVWG

ME TNV Kivnon Tpéwong.

o Opeldpioya KATavoung eivar 1o @PeCApiIoua OTO OTTOIO N KOTOVOWA TOu

KOTTTAPO ATTOTUTTWVETAI OTO TEUAXIO.
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2xnua 1 - 2(Eidn ®pelapiouarog)
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Mnxavég Ppelapioparog

Avdaloya pe Tn B€on TNG KUPIAG aTPAKTOU Ol PPeCOUNXAVES DIAKPIVOVTAl OE OPICOVTIEG,
KABETEG KAl YEVIKAG XPAONG HE OTPEPOHEVN A TOTTOBETOUPEVN KEPAAR. OpIfOVTIEG KAl
KABeTEG PpeCoPNXavES cival KATAAANAEG Kal yia Ta dUo €idn @pelapiopaTog dPwG ol
OpPICOVTIEG XPNOIMOTTOIOUVTAI KUPIWG TTEPIPEPEIAKSO EVW Ol KABETEG YA TTEPIPEPEIOKD-

METWTTIKO QpeldpIoa.

£0yaieio

LB
\J TN .
TERYL0 _:C;l"j [ gQyaleio ..E i

TepdyLo

a. B.

Ewova 1. 16-Kadetn kat optovtia ppelounyavn.

O1 ouyxpoveg gpefounxavég CNC diabétouv éAeyxo TpoxIAg TouAdyioTov 3 €wg 5
agovwv pe Tautdypovn Asitoupyia OAwv Twv agdévwv. O TTPOYPAPHATIONOS YiveTal
KEVTPIKA HE CUCTAHATA TTPOYPOUHATIONOU TToU uttooTnpiovTal atrd uttoAoyioTég. Ol
MOVAdEG TTPOYPANKATIONOU TTOU UTTAPXOUV TTAVW OTIG QPECOUNXaVES €XOUV ETTIONG
eCaIPETIKA PEYAAEG DUVATOTNTEG KAl ETTITPETTOUV TN dnuioupyia, dueoa pe diIGAoyo OTO

XWPO AsIToupyiag, Twv KATAAANAWY TTPOYPAUNATWY KATEPYAOIAG.

Ta cuoTAuaTa afdvwy dlaPdpwv TUTTWY epyaAciounxavwy CNC eival Tuttotroinuéva
katd I1SO 841 kai DIN 66217. Tn Bdon amoteAei TO KapTeoiavd cUOTHUA
ouvTeTaypévwy X, Y, Z. ZTI¢ @peounxaveég ol agoveg dia@épouv PETAEU Toug avaloya
ME TO €idog, dnAadr av TTpokeiTal yia KABeTN 1 opIfovTia gpeCounxavr). O agovag Z
gival TTavtoTe 0 KUPI0g ovag TNG PNXavng.
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Ewova 1. 17-AvaAuan Kwroewv @pelaplopatog.
Ta Baoika Mépn piag ®pefopnyavig givai :

e Bdon

e Xwpa ( Koppog)

o KuUpia ATpakTog

e >uykpoTtnua Tpartrediou

Bdon : H Bdon cival To kKotwTtato péEPog NG @pefounxavis. ‘Exel T popen pia
GKOUTTITNG TTAAKAG PE VEUPWOEIG Kal QEPEI TTAVW TNG TO CWHA  TNG QPECOUNXAVIG.
APKETA OUXVA Kal TTEPIOOOTEPO OE PPECOUNXAVA MIKPWV dlaoTacewv n Bdon eival

EVOTTOINUEVN HE TO KUPIWG CWA.

Zwpa-Koppdg : To cwpa gival To HeyaAUTePO PEPOG TNG PPECOUNXAVAG, KaBWGS OTO
EOWTEPIKO TOU QEPEl TO oUoTNUa PETAdooNG 10XU0OG TTPOG TNV KUPIA ATPAKTO KAl TO
TPATTECl. 2TO EUTTPOG TOU PEPOG TTPOCAPUOLETAI TO CUYKPATNHA TOU TPATTECIOU, EVW OTO
Tiow PEPOG Tou BPIOKETAI O NAEKTPOKIVATHPAG O OTTOI0G gival uTTEUBUVOG YIa TNV KUPIa
Kivnon. 210 eTavw PEPOG Tou Qépel Evav Bpaxiova uttd popen TTpooAou oToV OTToI0

TOTTOBETEITE N KUPIA ATPAKTOG.

Kopia Atpaktog : H kUpia AtpokTog €ival amd Ta ONPAVTIKOTEPA HEPN MIOG
QpeCounxavAig, agol O€ QUTA KATAAYOuv Ol OTPOQYEG ATTO TOV KIVATHPA, HE
OTTOTEAECHQ VO TTEPIOTPEPEI TO KOTITIKO EPYAAEIO TTOU £QAPPOLETAI O€ QUTHA KOl £€TC1 va

TTPAYUATOTTOIEITAI N APAipEC TOU UAIKOU.
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ZuykKpoTnua Tpatrediou : To cuykpdTnua Tou Tpatrediou ouvnBwg atToTeAsiTal atrd
Tpia pépn. Tnv KovooAa A TTPOBOAO PE TNV OTToIa ETTITUYXAVETAI N KATAKOPU®N Kivnon.
To gopeio yia TnNv eykdpola kivnon. To TpaTTéCl OTTOU OTEPEWVOVTAI E TIG IDIOCUCKEUEG
ouykpdATNoONg Ta TIPOG  Katepyaoiag Tepdaxia. H  kivnon Tou  TpaTtrediou
TTPAyUATOTTOIEITAI, €iTE YelpokKivnTa ME TNV Porbeia poxAwv €ite  autduara,
ETTITUYXAVOVTAG PE AUTOV TOV TPOTTO TNV TaXUTNTA TTPOWONG Kal TNV OAOKA|pwon TG

Agiroupyiag NG @peCounXavig.

Me Bdaon Toug dAANoug dEoveg TTOU evowpaTwvouv ol TreplocoTepeg CNC
epyaAciounxavég xapaktnpidovial wg Tplwyv, Teoodpwyv R Kal TTEVTE afOvwv. Z€
eMTPATTECIA KAIMOKA OUWS GUVAVTWVTAI KUPIWG PINXAVEG TPIWY advwy, o€ KATTOIEG
Q17O TIG OTTOIEC UTTAPXEI N dUuvaTOTNTA EVAAAAYNAG VOGS €K TwV EUBUYPAPPWY atdvwy e
TTEPIOTPOPIKO  PNXAVIOUO(DIAIPETNG). Z€ OTTAVIOTEPEG TTEPITITWOEIG UTTAPXOUV KOl

EMTPATTECIEG PNXAVEG TEOOAPWY AEOVWYV HE .OuvaToTNTa TAUTOXPOVNG Kivnong TPIWV

€UBUYPOPPWY aEOVWV Kal EVOG TTEPIOTPOPIKOU.
Kupia Mépn ®pedopnxaviig CNC
Ta kKUpia pépn MIaG @PECaG apiBuNTIKOU €AEyXOU gival ;
o O1 &Eoveg TNG epyaAleiopnxavng
¢ O kivnTApag KUpIag aTpaKkTou
e To nAekTPOVIKG oUOCTNUA EAEYXOU
e O H/Y kai To Aeitoupyikd AoyIouIKO
o >UOKeEUEG AAaYNG EpYaAEgiwv
¢ H MCU (Machine Control Unit)

O1 &&oveg NG epyaAeiounxavig : Me autoug emiTeAeiTal OUVOUAOUOG YPOPUIKWY
TTEPIOTPOPIKWYV KIVIIoEWV. KABe dgovag voeital TOO0 PE TNV KIVAPATIKN Tou évvold, 660
Kal oav ouoTnua HETAdooNG Kivnong Kal I0XU0G 1 HETPNONG ETTi QUTOU TWV OTOIXEIWV
Kivnong ( ®éon, TaxutnTa, emrayxuvon). O Afoveg, N Kivnon TOUG Kal 0 €AEyX0G
TOUG €ival aTTOQACIOTIKAG ONPOCIiag yia Tnv KATATaENn, TO XAPAKTNPEIOKO Kal TIG

duvaToTNTEG TWV EMITPATTECIWV CNC @peCOUNXAVWDV.

O kivnTApag KUplag atpdktou : Me autdv CUVTEAEITAI N TTEPICTPOP] TOU KOTITIKOU

gpyaAgiou.
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To nAekTpOVIKO ouUoTnUa eAéyxou : To otroio TrepIAauBdvel ocuvnBwg éva apiBud
MIKPOETTEEEPYAOTWY, MVAUNG (RAM & ROM ) Kal OAOKANPWHEVWY KUKAWPATWY YIa TNV
£TTECEPYATia Kal DlAXEIPION TOU TTPOYPANPATOG KOTTG KABWG KAl NAEKTPOVIKA 10XU0G
yla Tov €AeyXo Twv agovwv. AlIGQopa TIEPIPEPEIOKE yIa TNV €loaywyr] Tou
TPOYPAPUATOG OTN  PNXavr, TNV €eKTUTTWON OpPXEiwv Kol evOeEXOUEVA TNV

TTapakoAouBnon TnNg AsiIroupyiag TG EpyaAEIoUnXavAG.

O H/Y kai 1o Acitoupyikd Aoyiouiké : XpnoldotrolouvTal yia Tnv dlaxeipion Tou
TTPOYPAPMATOG KOTTAG oTn pnxavh ( e evowuatwuévo CAM 1) yéow post-processor
atTo 10 €€WTEPIKO CAM), TNV EKTUTTWOT) GPXEIWV Kal EVOEXOUEVWG TNV TTAPAKOAOUBNoN

TNG AEITOUPYEIAG TNG EPYAAEIOPNXAVIG.

2UOKEUEG aAAayng epyaleiwv: utTdpyouv dUo €1dwv, N KaTakopuen Kai n opifovtia. H
OUOKEUR aANaYNG EPYAAEiWV UTTOPET VO ATTOBNKEUTEI APKETA TTPWTOBETNPEVA EpYaAELia
TTOU JTTOPOUV va KAnBouv yia Xprion autéuara, atmd 1o Tpoypapua egaptiuatog. Ol
OUOKEUEG aAAaynG epyaleiwv eival ouvABwg dUo KaTeuBuvoewy, TTIPAYHa TTOU
EMTPETTEI TN MIKPOTEPN aTTOOTACT METAKIVNONG YIA TNV TUXaia TTPOCRacn GTo EpYaAcio.

O mpaypaTikog Xpovog aAAayAg epyaleiwy gival 3 péxpl 5 sec.

H MCU (Machine Control Unit) divel Tnv duvatdTnTa oTOo XEIPIOTA va EKTEAET I TTOIKIAIQ
EPYAoIWV OTTWG €ival o TTPoYPAUMaTIONdG, N Katepyaoia, n didyvwaon, n eToTITEId
epyaAeiwv kai pnxavig. O1 MCU Troikidouv avaloya pe TIG TTPOodIaypa@éG TOU

KATOOKEUQOTH.

(KwvaoTavTivog . Ztepyiou, 2009), (Clark, 2014), (Anuoobévoug, 2004)

TaxuTnTa KOTrAG PpPECAg

MNa katepyaoia mTou yivetal o€ @péCa CNC, n ypappikh Taxutnta uttoAoyideTal avéioya
ME TN BIAUETPO TOU EKACTOTE KOTTTIKOU £pYAAEiOU TTOU XPNOIWOTTOI0UE. O UTTOAOYIOHOG
TWV oTpoPwy RPM yia KGBe KOTITIKO €pyaAgio yiveTal attd Tov TTPOYPAUUATIOTH Kal

EI0AYETAI OTO TTPOYPANMA TTPIV TN XPrON TOU KOTITIKOU pyaAEiou (EIKOvVQ).

JUVETTWG, N TaxUTnTa TTEPIOTPOPAG TNG ATPAKTOU €vOG TOpvou N piag @pélag (
TTPOCoOXNA N TaxUTNTa KOTTAG- cutting speed), uttoAoyileTal e Baon TNV €mAeypévn (
a1Té €10IKOUG TTIVOKEG) YPAMMIKA TaXUTATA KAl Tr) CUYKEKPIKEVN DIARETPO TOU KOPKOTIOU
TToU Ba KOTEPYOOTOUHE, OTAV TTPOKEITAI VIO KATEPYAOia O TOPVO I Tn CUYKEKPIPEVN

OIAPETPO TOU KOTITIKOU epyaAciou, OTav TTPOKEITAI VIO KaTEPyaaia o€ @péa.
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O TUTTOG TTOU XPNOIYOTTOIOUKE YIa va UTTOAOYICOUUE ThV TaxXUTNTA TTEPICTPOPAS TNG

atpdkTou, dnAadn 10 Aeyouevo RPM gival 1o €ENG :

1000  V,

n(RPM) = ———

(®iIAAquovog Xp. ZkTiTTidn, Ph. D, 2000)
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AHMIOYPI'IA KOMNTIKQN EPIrAAEIQN

Ta KOTITIKA epyaAcia €ival TO TTO ONPAVTIKO PEPOG OTOV OPICUO MIAG PNXAVAG
KATEPYQOIAG apIOUNTIKOU €AEyxou. H yewPETpia TWV KOTITIKWY EPYOAEiwY TTaiCEl
TTPWTEUOVTA POAO GTOV OPIOHO TwV akoAouBIwy KaTepyaaiag. O akpIBng opIoudg Toug
Taifel onpavTikd poAo 1600 OTh OXediaon TWV KATEPYAOIWY 600 Kal OTIG iBIEG TIG

KATEPYOOIEG.

Na kaOe véo KOTITIKO epyaAeio opileTal TO Ovoua Tou e TO OTToio Ba eu@avideTal OTIG
KATEPYOOIEG, TO €i00C TNG KATEPYATIOG TTOU EKTEAEI, TO UANIKO KATAOKEUAG( TTPOAIPETIKA)
KAl OTIC MOVADEG OTIC OTTOIEG €ival OI DIOOTACEIG TOU KOTITIKOU. KaToTriv €I0AyETal N
YEWMETPIO TOU KOTITIKOU, EI0AYOUHE TIG pUBUICEIC TOU KOTITIKOU Kal TIG AVTOXEG TOU O€

TPOWON Kal TaxUTNTA TTEPIOTPOPNG.

EriIAoy KOTITIKWV EpyaAgiwv

2ETAPIOUA KOTTTIKWYV EPYAAEIWV.

H Baoik apxni otn Asitoupyia Twv gpyalelopynxavwy apiBunTikou eAEyXou eival n
Kivnon Twv TpaTtreiliV Kal TwWV EPYAAEIOPOPEIWV KATA £Va TTPOKOBOPIOUEVO UAKOG ATTO
£Eva TTPOOBIOPIoHEVO onuEio ava@opdg. IMevikd, UTTAPXE! Eva onpEio avagopdg yia Kabe
agova kivnong. MNapoAa auTtd, TTOAAEG KATEPYOTiEG KOTTH G ATTAITOUV TN XPNOIPOTToINoN
TTEPICCOTEPWY TOU €VOG KOTITIKWV €EPYOAEiWY, TTOU €XOUV OIOPOPETIKO MAKOG N
O1queTpo. Autd onuaivel OTI GV Ol KOTITIKEG AKWEG TOU VOGS epyaAciou pubpidovtal o€
OX£ON UE TO ONUEIO avapopdg TwV KIVICEWY, Ta GANa KOTITIKA epyaAgia, TTOU £XOUV
d1a@opeTIKEG BlOOTAOEIG ATTO TO APXIKO, 6 Ba apyioouv Tn Kivnon Toug atrd TO idIo
OnNMEIo ava@opas. TNV TTEPITITWOT AUTH ATTAITEITAI KATTOIO CETAPIOUA TWV UTTOAOITTWV
epyaAeiwv yia va €§100ppoTTNBoUV o1 SIaQOPETIKEG dIaoTACEIG TOUuG. H diadikacia auTh
KOAEITQI OETAPIOUO KOTITIKWYV epyaAeiwv (tool offset) kai eivar duvarti poévo oTta
ouotuaTta CNC. Metd 1 diadikagia Tou OETOPIOUATOG, OI METAKIVATEIG puBuidovTal

auTtéparta, 6TTwG aTTaITeiTal atrd 1o TTPOYPAPPA TOU TEPAXiOU.

(PiIAAuovog Xp. ZkitTidn, 2000)
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KotrTikd epyaAeia @pélag

Baoel Tou €idoug TG @pelounxavrg TTOU XPNOIYOTTOIEITAl, Ta KOTITIKA €pyaAcia

OlakpivovTal ae epyalgia yia opilovTia @pefounxavr) Kal EPYAAEia yia KaTtakopuen

@pegounyavn.

2TV opIfovTia @pefounxavr, XPEnolyoTrolouvTal KUAIVOPIKOI KOTITAPES yia Tnv
KATEPYOOIa ETTIPAVEILV KOl OIOKOEIDEIGC KOTITAPEG yIa TNV Onuioupyia aUAdKwvY
d1a@oépwyv TUTTWY, OTTWG TTapouaialovtal oTnv eikova 18. O1 KUAIVOPIKOI KOTTTHPEG,
OtTTwg @aivovtal otnv eikéva 19, diokpivovtal oe TpeEiG TUTTOUG avAAoya pe TNV

OKANPOTNTA TOU UAIKOU TOU TTPOG KATEPYOTIa TEPAXiOU.

H cuykpdtnon kai Twv duo TUTTWV KOTTITHPWY OToV Agova Katepyaoiag yiveTal wg £ENG:
ApPXIKA TOTTOBETEITAI O KOTTTHPAG OTOV AOVA, O OTTOIOG ACPAAICETAI EVAVTI TTEPIOTPOPNG
ME 0dnNyo o@riva Kai oploBeTeiTe N B0 TOU HECW TWV SOKTUAIWY atTrdéoTaong. Katétiyv,
ToTTOBETEITAI TO £dpAVO OAICOBNONG OTO eAeUBEPO GKPO Tou Agova. TEAOG ToTTOBETEITAI

TO apIOTEPOOTPOPO TTEPIKOXAIO yIia TNV oUGPIEN TWV TTAPATTAVW OTOIXEIWV.

Tsprospraxos xontmpas (DIN 884).

Zexovbpion  xat  GRONEPATMOGT) sxinsbov
smopavsiov cs opilovriss opslounyaves. Movo
xsprospraxo @psiapicpua. Msradoon tng pomng
GTPEWYNC AXO TNV ATPAKTO HEGH GENVOSPOUOD Kat
odnyov conva.

Teproepraxoc — ustomxos xoxtnpag (DIN 1880).
Kartspyacia sxinsdov xawabstov pstalv toug
sm@avsiov s opulovriss  xatr  xabstsc
epslopunyavés. Ilspigspraxd xat psTOWIKO
ppslapicua.

Awxosidng xontnpag (DIN 885).

Katspyacia syxoxdv xat aviaxov £o¢ 50 mm
ziatoc. Obovrec tpoywocuévor rofa. Asv sivat
xataiinhoc yia vynkes anatrncsg axpifsiag cs
dwaotacsic xa1 popen.

IIprovodioxos (DIN 1838).

TG0 Xat KON HE CYIGUN TAATOVS uéxpt 6 mm.
Obovrss tpoyicpuevot Aofa yia va aRoQevysTal TO
CONVMUA TOV HIGKOV XATE TNV REPIGTPOPN.

Tlpwopatosidong xontnpag (DIN 847).
$pelapicpua yia 1™ OS1apuopowEN  YOVIAKGV
popoav us yovia 45, 60 xat 90, x.x. npioparixot
odnyot cs spYGASIOUNLAVES.

Huwoxiixog xontnpag (DIN 856).

$pslapicua yia 1 S1apOPPOON NUIKLKAIKOV
HOPPAV HE AKTIVE XAUTVAOTNTAL REPIXOL
0,6...20 mm.

Ewova 1. 18-Tumot Korttijpwv kata mpotumna DIN.
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Toxog N

(6...10 xoys1c)

Twa yaivBsc unyavoloyikav
XATAGKELOV, palaxo
yutoGidnpo. un cidnpovya
ustaila usonc oxinpornrag

Tozog W

(4...8 woysic)
Ta pakaxa vika
(xakxoc)

Tovisc cto spyaisio
opslapicuartoc.
a=yovia sisvbspilag
B=yovia conva
y=yovia arofiitov

Tozoc H

(10...16 xows1g)

Ta oxinpa xat GUVEKTIKG VAIKE
(umpoc yopoc anofinrwv)

Ewova 1. 19-Awapopot Tumot opt{OVTIwVY KOTTTHPWV.

2NV Kataképuen QPeCoKEPAAN, XPNOILOTTOIOUVTAl KOTITAPEG ME OTEAEXOG yia TnV
onuioupyia €UBUYPAPPWY i HOPEPAG TOEOU TUNPATWY, QUAAKWY, ECWTEPIKWY KAl
YWVIOKWV DIAPNOPPUCEWY KOl YIO KATEPYOOIEG QATITOPEVIKA Tou dokiuiou. ETTiong,
XPNOIUOTTOIOUVTal QPPECOKEPAAEG pE EvBeTa TTAOKIDIO yIO TNV KATEPYAOia HEYAAWV

ETTITTEOWV ETTIQPAVEIWV.

H ouykpdtnon autwv TwV KOTITIKWY €EPYOAALIWY, ETTITUYXAVETAI ME TA TTAPOAKATW
BripaTa. ApXIKA, TOTTOBETEITAI OTNV EPYAAEIOUNXAVH) TO GTOIXEIO CUYKPATNONG 1 AAANIWG
Holder 1o oTtroio kKaBopideTal atrd TN YEWPETPIA TOU KUPIOU AEova TNG EPYOAEIOUNXAVNG.
To TtuApa Tou Holder T1ou ouvdéeTal pe TOov Afova TnG EPYAAEIONNXAVAG
KOATNYOPIOTTOIEITAI JE OUYKEKPIMEVO XOPAKTNPIOTIKA OTNV YEWUETPIA TOU £TO1 WOTE N
ETMIAOYA TOU VO ViVETAI TTIO €UKOAQ KaI TTIO CWOTA yia Tnv OWOAR AsiToupyia Tou.
Mapdadeiypa TéToiwv Katnyoplwv gival n BT, n CAT kai n HSK. H cuykpdtnon Tou
Holder e Tnv epyaAciopnyavr) TTpayuatoTroleital yéow evog eEAPTAPATOSG TO OTTOIO
ovopdadetal Pull Stud. AtroteAeital amd dUO TUAPATA €K TWV OTTOIWY TO £€va OIaBETEN
OTTEIpWA YIa TNV OUYKPATNON Tou TTavw oTo Holder. To GAAo SlapoppwveTal PE TETOIO
TPOTTO WOTE VA BnAUKwWVEl 0TO €0WTEPIKO TOu AEova TNG PNXAVAS KAl VO TTPOCQPEPEI
Tautéxpova TNV cuykpdatnon Tou Holder otnv epyaAgiopnyavr aAAG kai TNV EUKOAN Kal

600 1O duvaTtév ypnyopdtepn aAAayy Tou Holder. O TpATTOG OUYKPATAONG TOU
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KovOuAiou pe To Holder emituyxavertal yéow dUo eEapTnUdTWyY Ta OTToia ovopadovTal
Collet kai Clumping Nut. To Collet, givai éva €idog xITwviou To OTTOI0 TOTTOBETEITAI PEOT
Kal 01O KATW TUAPa Tou Holder, £XovTag w¢ €CWTEPIK YEWUETPIO TNV AVTIOTOIXN TOU
Holder kal eE0wTEPIKA TRV avTiOTOIXN TOU KOTITIKOU epyaAeiou. PuUaIKd, yia TNV EUKOAN
KAl oWwaoTH €MAOYA KATNYOPIOTTOIEITAI BACEI TWV  TEXVIKWY XOPAKTNPIOTIKWY TTOU
avaeépbnkav. To Clumping Nut, eival éva TTepIKOXAIO TO OTToi0 BIdWVEl TTAVW OTO
Holder, agou éxel Toro0eTNOEi TO KOVOUAI, cuo@iyyovtag 1o Collet yia Tn ouykpdaTnon
TOU KOTITIKOU péow TPIRAG. H etmAoyn Tou yivetal Bacel Tou otreipwuartog Tou Holder,
Kal TNG YewpeTpiag Tou Collet. AvTiBeTa 0 TPOTTOC GUYKPATNONG TS @PECOKEPANNG HUE
10 Holder mpayuatoTroisital ue évav CUYKEKPIPEVO TUTTO KOXAia TTou ovouddetal Clamp

Screw (KwvoTtavrivog I. Z1epyiou, 2009)

MNa TN MEAETN TWV KATEPYATIWY TWV OOKIUiWY oThV TTapolod £pyaaia
XPNOIUoTTOINONKAV KOTTTIKG £PYOAEIa yia @PeCOUNXAVT] KAl TTIO CUYKEKPIKEVA Ol

OKOAOUBEG KATNYOPIiEG OTTWGS QaivovTal KAl OTNV TTOPAKATW EIKOVA.

o  Opeloke@aAn yIa TNV KATEPYATIQ ETTITTEOWY ETTIPAVEIWV
e KovdUAia yia Tnv dnuioupyia auAdkwv

— Koxtmipag pus créisyos (DIN 845)

= Hesprpspstaxo — usTOXINO XOovovAL mollov
13’ xowveov pue SwPabuion cro créisyoc xar
KOVIKO TpRpua yia tnv tomobsmmon ocmmv
vTodOoXN TNS ATPAKTOL NS @pPslounyavns.
Meyebn oxdv éog 063mm

Koxtipag oxav usyaiov punxovs (DIN 326)
Tlepi@spstaxo — USTOTINO KOVOLAT ODO
KOWE®MY. HE AOIXA CTOLYEIQ ONMS WO TAVED.
Karalinio vwa opslapiopa svboypauuoy n
HOP@NG TOZOUL OX®V UEYRAOU HNKOVS, &®C
o63mm.

Koxtipag Hs CTEASXOS Y@ QUAGKIA HOPPAS
T (DIN 851)

Kovivit =mollodv xXOwWsov us GCTEAsxos
HIKPNG SLORETPOL YIG @PELAPIONUA TE TPELS
misvpic. Awaustpos xontnpa o11.. . 90mm.
Karaiinio yia epelapiope aviaxiov T
(xsh1Sovoovpég)

T oviaxos KORTNPAC UE GTEASXOS KVAIVIPIKO
(DN 1833)

Kovivit moiiov xOoys®OV Yia @psiapiopa
yoviaxev odnyov us yovia 45° 60°, 75°,

Ppelapioua XEPIPEPLANO.

$psloxsgain

Karalinin via EZsyovdpion wat
AROXEPATHOCY MUEYRA®MV ETQAVEIDOV U6
psyaln anodocn. Npnoipoxoisitar Gs

KEVIPA KATEPYACLIOS.

Ewova 1. 20-Aiapopot TUIoL KOTTTHPwWV.
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2YNTA=H ®AZEOAOIIQN

Opioudég paoceoloyiou

O oxedIaouOG TOU PACEOAOYIOU PUTTOPET VO OPIOTEI WG 0 CUCTNUATIKOS KABOPIoPOS TWV
AeTrTopepwy  PEBSOWY, aATTO TIC OTI0IEG KOMMATIO A T pEPn  MTTOPOUV va
KATOOKEUOOTOUV  OIKOVOMIKA KOOI avTaywvIOTIKE atré  apxikd oTtddia. Emiong
KaBopicovTal o1 avox£G OTIG DIACTAOCEIG, N OIGPKEIN TTAPAYWYAS AAAG Kail Ta dIaBéaIpa
MNXavAuaTa yia TNV Tapaywyr. To KABE KOTAOKEUAOHUEVO TEPAXIO ] TUVApPHOASYNUa
QVTIOTOIXEI O €va QACEOAOYIO TO OTTOI0 TTEPIYPAPEl TOV TPOTTO KATAOKEUNG TOU
TeEMayiou 1 cuvappoloyiuaTog. To @aocecoAdyio atroTeAeiTal ammd duo uépn, TNV
ETTIKEQOAIOO KAl TwV TTIVOKA QACEWYV epyaciag. H eTIKEQAAIdQ TTEPIEXEI TWV KWOIKO
apIBUO TOU KOATAOKETTA(OMEVOU TEUAXIOU TTOU QVTICTOIXEI OTO QACEOAGYIO KOl AAAEG
XPNOIUES TTANPOYOPIES TTOU EEAPTWVTAI KUPIWGS aTTd TO CUCTNHA TTPOYPAUUATICUOU Kal

€AEYXOU TNG TTAPAYWYNG.

O mivakag edaoswyv gpyaciag Tepypd@el TNV KABe pdon KaTaypd@ovTag Ta €EMG @ TOV
augovTa apIBPo TNG PAONG EPYACiag TTOU EKTEAEITAI N QACH, TOV XPOVO TTPOETOIUACIOG
ava TTapTioa, Tov Xpévo TnG KUPIaG AsIToupyiag avd TEJAXIO, TOV XPOVO aVAOVAG TTPOG
évapéng TNG @Aong, 1o XPOVo HETaQopdg atmmd @aon o€ @Ach, Kal odnyieg yia tnv
ekTéAeon TNG @dAong. O1 xpOvol HETAPOPAG Kal AVAUOVAS €¢apTwvTal attd To oUCTNUA
TTapaywyng Kai gival TpoalpeTikoi. O1 0dnyieg £xouv ouvriBwg TNV Hop@r) oUVTOUOU
KEINEVOU Kal UTTopEi va TTepIAaUBAvVOUY Ta ATTAITOUPEVA EPYOALIa Kal IBDIOOUCKEUEG YIa
TNV E€KTEAEON TNG avTioTOIXNG QACNG. TNV TIEPITITWON TTOAUTTAOKWY TEPAXiWV TO
@PaoeoAdylo ouvodeUEeTal ATTO  AETITOMEPEOTEPEG 0Onyieg TTou  TrepIAapBavouv

olaypdupaTa, Kavoviououg, SlaypAuuaTa POnRG K.ATT.

Mpooeyyioslg paceoAoyiov

O1 mrpooeyyioeig @aoeohoyiou divovralr va TagivounBouv ce dU0 katnyopieg. Ol
KATNYyopieg auTéG gival @ n xelpokivntn d10dIKaoia oXedIOoPOU KAl TO PUNXOVOYPOPIKO
@aoeoAdylo. O1 TTPOCEYYIOEIG TOU XEIPWVOKTIKOU @aceoAoyiou TtrepIAaupaver duo

TTpooEyyioeIg, TNV TTaPadOCIaKr TTPOCEYYION Kal TNV TTpocéyyion Bdon eyxeipidiou.
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H T1apadooiakr) TTpootyyion @aceohoyiou, TrepIAaUBavel TNV - €€étaon TG
TTANPOPOpPIag £vOg DOKIUIOU Kal TNV TAUTOXPOVN TTEPIYPAPA TOUu UTTO PHop®rA oXediou.
2TV TTapadooiak TTPOCEYYIoN EVTOTTICETAI KOl N XEIPWVOKTIKA avAKTNon Tou
Qaoceoloyiou n otoia agopd Ta TTaApSPoIa KopudTtia. O poAog Tou Kaivoupiou
QaceoAoyiou €ival n TPOTTOTIOINCN KOl N TIPOCAPPOY Tou nRAdn UTTAPXOVTOG
QaoeoAoyiou, WOTE va eKTTANPWBOOULV ol €1BIKES TTPOUTTOBETEIG TNG VEAG eKTUTTWONG. O
QPHOdIOG OXEDIATHOU, OPEIAEl VO CUNPBOUAEUTET TOV ETTIKEQPAANG TOU TOUED TTAPAYWYNG

WOTE VO KATAVOAOEI TIG TPOTTOTTOINCEIG TTOU Ba eTTEABOUV GTO BOKIIO.

H Trpooéyyion Paon eyxeipidiou : aTTOTEAEI MIA ATTOTEAECMUATIKE TTPOCEYYION TOU
QaoeoAoyiou. Z& QUTAV TNV TTPOCEYYION O OTOXOG gival n dnuioupyia evog yxeIpidiou
TTou TTEPIEXEl €va  Pevou atrd  ammoBnkeupéveg aAAnAouxieg yia  AsIToupyieg
OUYKEKPIPEVEG TUTTWV TEPAXiOU. AUTEG OI OTTOBNKEUNEVEG OUADBES DIODIKOTIAG HTTOPOUV
va €TMIAeyoUv Kal va €TTeEEpyaocToUV ypryopa atmd Tov appodio oxediaouou. Ol
ETTIAOYEC TOU MEVOU TOTE OOKTUAOYPA@OUVTOI O€ KAvoVvIKO QUAAO dladikaciag Kal
avartrapdyovTal OTTwG atraiTeital. Ta KUPIa TTAEOVEKTAPATA TNG XEIPWVOKTIKAG €ival
emrévduon kai euehigia. MNa Tnv Tpooéyyion Baon eyxeipidiou, Evag KAAA EKTTAIOEUNEVOG
oxedI00TNG PTTopEl va TTapdyel Eva hJeyaAo apiBud gaceoloyiwy yia atrAd KOPPATIAL.
Kai yia TIg U0 TTEPITITWOEIG, N EUTTEIPIA €ival GNPAVTIKN yIa va Byel €1G TTEPAG £va KOAO
PaoeoAOyIo. ETTopévwG, N XEIPWVAKTIKI TTPOCEYYIOTN TOU (POCEOAOYIOU €XEI KATTOIO
eMpavn pelovekTAparta. Autd Ta pelovekTipaTta TepIAauBdavouv Tnv EAAEIYN OUVOXAG
oTnV avayvwpeion Kal oxediaon TTapouolwy TEPAXiwy, OUOKOAIa TTPocdIopICHOU
KOIVWV €PYOAEiwV Kal N OUOKOAIO evnuEPWONG VOGS eyXeIpPIdioU apxeiou yia va

EKQPACel TIG KaIVOUPIEG DIODIKATIEG KAl EPYAAEIa.

BAuata oxedlaopou paceoloyiov

To TPOOWTTO TO OTIoI0 €ival appodIo yia TR Oladikaoia Kal To OXeQIAONO TOU
@aceoloyiou, Aéyetal oxedlaoTAG. To £pyo Tou TTEPIAAUPBAVEI PIa CEIPA aTTO ETTIHEPOUG
BAuata. To TrpwTo eival n emegepyacia Twv Oedopévwy oxedlaopol, Ta oTroia

eM@avifovTal Kupiwg pe oxEdia kai pe povtéAa ( CAD) .
2€ auTo TO TTPWTO BANG TTPETTEI va £TTITEUXBOUV dUO GTOXO!I :

e H katavénon Twv AEITOUPYIWYV, TWV OUVONKWY Kal o1 TTpodiaypa@Eég TOu

TTPOIGVTOG, va BIEUKPIVIOTOUV Ol OXETIKEG BECEIS TIG ouvapuoAdynong Kal ol
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auolBaieg AsiToupyieg, KABWG KAl n €KTIUNON TG AKATAAANAGTNTAG TWwv
ATTaITACEWV OXEdIATUOU
o H e&étaon kar n avaluon Twv dedopévwy OXeDIOOPOU, UE TNV TTPOCEKTIK

avayvwaorn péoa arrd Tn ouvapuoAdynon Kal Twy ETTIMEPOUS OXEDIWV.

2€ aUTO TO Briua aTTaIToUVTaAl TTANPOYOPIESG, OTTWG Ol TUTTOI TTAPAYWYAG, N YEWMPETPIKNA
OIauOPPWON, ol IBIGTATEG TWV TTPWTWYV UAWY, Ol aVvOXEG, N ETTIPAVEIOKH TaxUTNTa N
BepuIKN £TTECEPYATia Kal N OKANPOTNTA, KABWG KAl KATTOIEG €10IKEG ATTAITACEIG TTOU Ba
TPETTEl va PEAETNBOUV Kal va egppnveuTtouv. Eival onuavtikd va eAéytoupe av o
oXeDIOONOG €xel OAOKANPwWOEi Kal ol amaItioelg oxedlaouoU eival AoyIKEG, n
OIaPOPPWON €ival KATAOKEUAOIWN, OAEG 01 DIACTACEIG KAl O AVOXEG €ival DIOBETIUEG, N
TPaXUTNTA ETTIPAVEIAG KAl Ol avox£G gival KATaAAANAeg. Eival etmiong onuavtiké, €dv o
oXedIOONOG €ival 0 BEATIOTOG aTTd KOTAOKEUAOTIKAG atréwews. Edv avixveutoluv
TPoBAAUATA O QUTO TO GTADIO, O APHOBIOG YIa ToV OXEDIAoHO TNS O10dIKACIAg TTPETTE
va oulntioel Ta TTPoBAAUATA e TOUG OXEDIAOTEG, £TO1 WOTE KAl 0 U0 TTAEUPEC va gival
0€ CUMQWVIA yIo TO TTWG va TPOTTOTToINoOouUVY 1 va dlopBwaoouv Tov axediaoud. ZTIg
TTOPODOCIAKEG KATAOKEUQOTIKEG ETAIPIEG TO £PYO AUTO WTTOPEI UEPIKEG QOPEC va
TTPoKaAéoel dlaguwvia PHETACU apuodiwy yia Tov OXeOIOONO Kal TwV OXeSIAOTWY, Adyw
TWV AVTIKPOUOHUEVWY OTPATAYIKWY KAl TTONITIKWY YIA TOV OXEDIOOUO Kal TV TTApaywyH.
Mpokeipyévou va atro@euxBoUv ol TTapegnynoelg, TTOAAEG Blopnxavieg Edwaoav 181aiTEPN

£€upaaon otnv dpon Tou €uTTodiou PETAEU TOU OXEDIAOUOU KAl TNG KATAOKEUAG.

To deutepo PBripa Tou @aceoloyiou, gival 0 oxedlaoudg TOu aKATEPYOOTOU UAIKOU.
2UuvABWG 01 1816TNTEG TWV TTPWTWYV UAWV TTpoadiopifovTal atrd TO PnXavikd oXedIaouo
Kal QUTEG 01 1810TNTEG £COPTWVTAI ATTO TIG ATTAITAOEIG TOU OXESIOOUOU TOU TTPOIOVTOG.
QoT1600, Ta YEWHETPIKA OXAMATA TWV TTPWTWY UAWYV, dnAadn Twv atmoBeudtwy f, YE
AAAa AOyIQ, TOU OKOTEPYAOTOU TEMAXioU, €xouv oxedlaoTei amd Tov apuddio yia Tov
oxedlaopo Tng dladikaciag. O oxedlaOPOG TOU OKATEPYOOTOU TePaxiou, BacileTal

ouVvNOWG OTO TENIKO YEWUETPIKO OXNMA TOU TEPAYXIOU Kal TO €idn TTapaywyng.

Mepikég eTTIAOYEG TWV IBIOTATWY TWV UNIKWY PTTOPEL va ETTNPEGCOUV TOV OXEBIA0 UG TOU
OKOTEPYAOTOU TEPAXioU 1 akéua Kal TNV TIAoyA Twv peBddwv. MNa TTapddeiyua, €av n
TTPWTN UAN TOU XUTOOIBHPOU ETTIAEYETAI ATTO TOV OXEDIAOTHA YIA £VA OUYKEKPIPMEVO TUANA
ypavadiwyv, oTn ouvéxela, pia diadikaoia xUuteuong TIPETTEl va €TTIAEXOEl yia TO

OoXeDIOOUO TOU OKATEPYAOTOU UAIKOU. € QUTA TNV KATAOTOON, O OXEOIOOTAG, TTPETTEI
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va oudntoel Tov OXEOIOONO TOU OKOTEPYAOTOU UAIKOU WE TO XUTrplo. QoTdo0, av EXEl
emAeyei medium carbon steel yia 10 D10 pépog ypavadiou, 0 OXEDIAOPOG TOU

OKATEPYAOTOU UAIKOU, PTTOPET va €ival apKeTE SIOQOPETIKOS ATTO TO TIPWTO OX£SIO.
Ta kpITApIa oxediacuoU TOU aKaTEPYaoTou UNIKOU gival:

¢ H dilao@daAion Tng TOIOTNTAG TWV OTTOBEPATWY
e H eAhaxioTotToinon Twv aTTAITACEWY PINXAVIKAG ETTIQAVEIAG
e H auénon tng aglotroinong Tou UAIKOU

o H peiwon Tou K6GOTOUG TOU XPAVOU TTAPAYWYNS

20PeWVa PE TO OXEDIATHO TOU TTPOIOVTOG KOl TO OXEDIOOUO TOU OKATEPYAOTOU UAIKOU,
Ta d0edopéva Twv dIadIKACIWY TNG MNXAVIKAS KaTepyaoiag, OTTwe n 1OpveUan, TO
epeCapiopa, n diIGdtpnon, n Aciavon K.ATL. TTPETTEl va e€MAEyovTal €101 WOTE VA
METATPETTOUV TNV TTPWTN UAN oT1o €mBuunTd dokKigio. O1 emipaveieg ava@opds Tng
oTEPEWONG TTIPETTEI va €ival auoTnpd KabBopiopéveg, dIOTI atToTEAOUV TO OUCIAOTIKO
Brua TN TTpaypAaTWwong TTOAAWY eTTINEPOUG OXESIWY TwvV idlwv dokipiwy. H olykpion
TPETTEI VA YIVETOI CUPPWVA UE TN CUYKEKPIMEVN KATAOTAON Kal TNV IKAvoTnTa TOU

mePIBAANOVTOC TTapaywyAG.

Metd Tnv emAoyn Twv PeBOdWYV, ocIpd €xel N €TMAOYA TOU UNXOVIKOU €EOTTAICUOU
(epyaAeiopnxavég, Xwpog epyaoiag, machine centers K.ATT.) 0 oTToi0G WTTOPEI VO
eKTEAEOEI Pia o1 TTEPICOOTEPEG PNXaVIKEG dladikaaies. H Aoy Ba TTpéTTel va yiveTal
oUpewva Pe TNV diaBeoiudtnTa, TIG duUvVaTOTNTEG TNG diepyaaiag (uEyeBog akpifeiag
K.ATT.), TO QAOHQ TWV PINXAVIKWY AEITOUPYIWV KAl TOV puBuo TTapaywyng. MNpokeipgévou,
va 0AOKANPWOEN N BEATIOTN TTapaywyr], 0 apuddIog yia Tov oxedlaouo TnG d1adikaaoiag
oQeiAel va EETAOEI TIG TTANPOPOPIEG ATTO TOV TTPOYPAUMATIONS TNG TTAPAYWYAS KAl TNG

aAAnAouxiag yia Tnv €1TIAOYT TWV EPYAAEIOUNXAVWV.

210 oUYXPOVA EUENIKTO CUCTAUATA TTOPAYWYNG Kal 0Ta OAOKANpwUEVa TTEPIBAAAOVTO
TTOPAYWYNG, N ETTIAOYI TwV €PYAAEIOUNXOVWY, EXEl KOTAOTEI aKOUN TTIO ONPAVTIKH.
‘Emreira, petrd TNV €mMAOY TWV £PYOAEIONNXAVWY, TTPETTEI VA ETTIAEYOUV TA gpyaAEia
KOTTAG, oUOPIENG OUOKEUNRG PETPNONG KOBWG Kal BondnTikd epyoAgia. Edv pepika
epyaAeia, egaptAparta r BondnTIKEG CUOKEUEG, TTPETTEI va OXeDIAoTOUV, TOTE TO £pYyO
TTPETTEl va TTPOTABET aTTd ToV apuddio yia Tov oxedlaoud Tng diadikaciag. AQou £xouv
emAeXTEI OAa Ta epyaAeia, TOTE TTPETTEl va TTpoodlopioTei N akoAoubBia diepyaciag. O

TTPOCBIOPIOUOG HIaG AsIToupyIKhG aAAnAouxiag ouvnOwg BacieTal o€ pIo OTPATNYIKA
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OUYKEKPIYEVNG ETAIPIOG, N OTToia atroTeEAEiTal ATTO OAOKANPWUEVEG EVEPYEIEG VIO
KaBopiopéva TUANATA TNG opadag. KaBe Asitoupyia TTEPIYPAPETAI E KPITAPIA ETTIAOYNG

TTOU €6APTWVTAI OTTO TO OXNMA KAl TIG DIACTACEIG TOU DOKIUIOU.

210 OTAdI0 aAANAoUXIag Twv AEITOUpPYIWY, N TTOCOTNTA TOU UAIKOU TTOU TTPETTEl VO
agaipeBei amd kABe Oigpyaoia Asitoupyiag, TTPETTEl va eheyxBei. 210 TEAOG TNG
KATEPYQOiAg, TO PIvipIoPa atraiTei EAGXIOTN aTToAKpUVon UAIKOU o€ avTiBeon We To

&exovopioua.

2uvnBwg eivalr atmmapaitnto va UTToAoyIoTEl TO OUVOAIKG TT0GO TOU UAIKOU TTOU
agaipédnke atd T diepyaaies. H 1o amoteAeapaTtiki péBodog yia va TTpoodlopioTEi
n ToodTNTa TOU UAIKOU yia a@aipeon eival n diaoTtacioAdéynon kal n avdAuon tou
OUCTHAMOTOG avoxwy, autd Ba TTapéExel TIS akpIReic d1aoTATEIS KAl AVOXEG TOU TTPOG

agaipeon UNIKou.

O1 katdAANAeg ouvBnAkeg, 6TTwG To BABOC KOTTAG, N TaxUTNTA TTPOWONG Kal Ta TTOo00TA
NG TaxUTNTag, Ba TTPETTEl va KaBopioToUv Kal Ol GUVOANIKEG WETAAAOTEXVIOG Kal un
MeTOANOTEXVIOG — @OpPEG va uTroAoyietal, cupTtreEpIAGUBavouévou  Tou XPOVOU
EYKATAOTAONG TTAPTIOA, GOPTWON KAl EKPOPTWON, TO £PYAALIO AAAACEI KAl TO KOOTOG
NG MEBOdoU pTtTopel va TrepIAaupBavovTal €TTiong, €av cival €mBupnto. TéAog, Ta
@aoeoAdyia dnpioupyolvTal Kal cuvtdooovtal. O €Aeyxog yia Tnv oUvTagn Kai Ta
TEPIBWPIa AdBoug TTPETTEl va yiveTal 0€ AUTO TO OTABIO. ZNHAVTIKA OIKOVOMIKA OQEAN
MTTOPET Va eTITEUXBOUV €AV 01 BEATIOTEG ASITOUPYIEG TTAPAYWYNG UIOBETNBOUV KAB™ 6An

TN diadikaoia axediaouou.

2UVOTITIKG oI Epyaacieg Tou paceoAoyiou eival ol €ENG:
e Epunveia dedopévwyv oxedlaauoU TwV TTPOIOVTWYV
o 2XedIAONUOG TOU OKATEPYAOTOU UAIKOU
e EmAoyh Twv d10dIKaoIwV TNG INXAVIKNG KATEPYATiag
o EmAoyn Twv gpyaieiopynxavwv
o [1poCcdIOPICPOG TWV EYKATACTACEWY, TWV €EPYOAEIWY Kal Twv Onueiwv
ava@opdg
e O TpoadlopIcPAs TNG aAAnAouxiag AsIToupyiwv
o O TPoadIOPICUWY TWV AEITOUPYIKWY BIACTACEWV KAl AVOXWV
e O TPOCBIOPICPWY TV KATAAANAWY CUVONKWVY KOTTG

e O UTTOAOYIOPOG TWV CUVOAIKWV XPOVWV
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e H Odnuioupyia Twv QUAWV dIadIKOGIOG CUUTTEPIAAUBAVOUEVWV  TWV
oedopévwy CNC.

(Tuttle, 1989)

XPHZIMOINOIHOENTA KOINTIKA MEZA

MNa v dleukdAuvon avayvwong TG TITUXIAKNG EpYaciag ouvtaxBnke o TTAPAKATW
mivakag Tou  TrepihapPBdvel Ta  did@opa  KOTITIKA, TIC QACEIC OTIC  OTIOIEG
XPNoIuoTToINOnKav Kail TIG AVTiIOTOIXEG OTPOYEG TOU KOTTTIKOU PECOU.
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Mivakac 1— Kontika Méoa — STpo@ES avd oaon
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MINAKAZ KATANOMHZ XPONOY KATEPIAZzIAZz

Npaypatikog Xpoévog Xpoévog Zuvolo
Xpoévog neplotpodng & AMayng
A/A Zuykparnong Komtikou (min)
(min) (min) (min)
Aokipwo 1 17.41 4.5 0.25 22.16
Aokiuio 2 3.1 1.5 0.05 4.65
Aokipo 3 19.09 10.0 0.35 29.44
Aokipwo 4 18.39 4.5 0.05 22.94
Aokipo 5 25.0 4.5 0.1 29.6
Aokipo 6 18.5 4.5 0.6 23.6

Mivakag 2— Xpovol katepyaoiog

MpoTutrol UTTOAOYICHOI BACIKWY EVVOIWV.

Y1roAoyiopuog ouvoAIKoU XpOVOoU KATEPYOTiag yia KABe SoKiyio.
Tor: ZUVOAIKOG XPOVOG KATEPYOTIAG

Tkae: KaBapdg (TTpayuaTikog) Xpovog KaTepyaaoiag

Tnz: Xpbvog TTEpIoTPOPNG Kal CUYKPATNoNG SOKIWiou

Tak : XpOvog aAAayAG KOTTTIKOU PECOU.

2HMEIQXH: >tov ouvoAiké xp6vo katepyaaiog Twy SoKIpiwy ouvuTroAoyieTal Kal

0 Xpovog yia TNV oAAayr KOTITIKOU PHEOOU, N OTTOI0 CUP@WVA PE TA TEXVIKA QUAAGDIO
™G CNC @peCopnxavnig (Mapdptnua) avépxetal ota 3 sec ava aAAayr KOTITIKOU O€
KOTITIKO. INa TOV XpOVO TTEPIOTPOPNG KAl OUYKPATNONG utroAoyifoupe 1,5 min yia k&Oe

aAAayrf oTnVv ouyKpdATnNOn Kal OTOV TTPOCAVATOAIGHO Tou SOKIWiou

Tor=Tkae + Tnz + Tak
JUVETTWG EXOUUE :
Aokipio 1
Tor=Tkae+ Tnz+ Tak = Toa=17,41+4,5+0.25=22.16 min
Aokipio 2
Tor= Txae+ Tnz+ Tak =2 Tor= 3.1+1.5+0.05=4.65 min
Aokipio 3
Tor= Tkae+ Tnz+ Tak = Toa= 19.09+10.0+0.35=29.44 min
Aokipio 4
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Tor= Twae + Tnz + Tak > Tor= 18.39+4.5+0.05=22.94 min
Aokiylo 5

Tor= Twae+ Tnz+ Tak =2 Tor= 25.0+4.5+0.1=29.6 min
Aokipio 6

Tor= Tkae+ Tnz+ Tak = Tor= 18.5+4.5+0.6=23.6 min

YTroAoyIiopuog OTPOPWYV TTEPICTPOPAS KOTTTIKOU ECOU.

MNa Tov UTTOAOYIOHS TWV OTPOPWV TNG QPECOPNXAVAS Hag Ba akoAouBriooupe Tnv

TTapakaTw d1adikagia yia KABe TUTTO KOTITIKOU TTOU XPNOIWOTTOINONKE.

1000 X V;,

n(RPM) = ——

MNa v ®pefoke@alny P50 Exouue:

1000xVy _ 1000%x600
nxd 3.14%50

Neprz = :3821 I’pm

ATTO TO TEXVIKO QUAAGDIO TNG PPECOKEPAARG TTOU XPNnoiuoTToINBNnKe (BAETTE TTAPAPTAMA)
MTTOPOUNE va €TTIAECOUME YPAUMIKA TaxUTNTa METAEU Twv emAoywy 600-1200 m/min.
E1reidr 10 UANIKO pag gival aAoupivio Kai o1 1810TNTEG Tou (OKANPAOTNTA, KATEPYACIUOTNTA)
MOG TO €mMITPETTOUV Ba €TTIAEEOUNE TNV KOTWTEPN TIUA YIA TV YPOUUIKA Tax0TNTA,
onAadn 600 m/min.

MNa 1o KovOUAI 6 dipTepo kKapPidiou.

‘Eotw V, = 100m/sec

1000xV 1000%100
Neprz = k = - =5307,86 I’pm

nxd 3.14%6

H @pelounxavry CNC 1ou Ba xpnolgotroifooupe €xel Tn duvatodtnTa va TTEPIOTPOPRG Tou
KOTITIKOU €wg 6000 rpm, €Tre1dr] OpwG KatepyaldPaoTe AAOUMIVIO Kal ETTEIDN N KATEPYATia YOG
Ba yivel e ekTTaIdEUTIKO OKOTTO Ba €TTAEEOUNE VO KATEPYAOTOUHE TA QVTIKEIMEVA PAG O OAEG

TIG @ACEIG OTTOU Ba XPeIaoTei TO TTapaTTdvw KovoUAl pe 3000rpm.
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MNa 1o kKovOUAl 10(pivipiopaTog) eAIKoeIdEG KapPIdiou

‘Eotw V, = 100m/sec

. 1000xVj _ 10004100
10 T g 3.14x10

=3184.71 rpm

Ouoiwg, n @pelounxavy CNC 1ou Ba xpnolgotroifjooupe €xel T duvardtnta va
TTEPIOTPOPNG TOU KOTITIKOU €wg 6000 rpm, emmeidf Ouwg katepyalOuaoTe aAOUIVIO Kal
emeId] n Katepyacia pag Ba yivel pe ekTTAIOEUTIKO OKOTTO Ba emAEEOUNE va
KATEPYOOTOUHE TA AVTIKEIUEVA HOG O OAES TIC PACEIG OTTOU Ba XPEIOOTE TO TTAPATTAVW

KOVOUAI pe 3000rpm.
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2YNTA=H OAZEOAOrIOY

MapakdTw TTapouaciadetal N avaAuTikr) oUVTAEnN ToOu aTEOAOYIOU yIa TO TTPWTO OTTO TA

OUVOAIKG €€1 BOKIMIO TTOU EiXAME TTPOG MEAETN.

ZXEAIAZMOZ KATEPIrAZIQN AOKIMIOY vo1.

(PaceoAdyio - Process Planning )

Ovopa Aokiyiou : Aokipio 1

Tutog YAIKoU : Ahoupivio AL — 6160

AlooTdaoelg MpwTtng 'YANG : 89 mm x 42 mm x 75 mm
Bapog 1piv Tnv kartepyaoia : 0,8 kg

Bdpog petd Tnv Katepyaoia : 0,178 kg

ApIBPOG paoewy KaTepyaaiag : 3
Epyahieiounyavn : HAAS Minimill Edu ewova 2. 0.1
XpnoiyotroinBévrta Epyalcia : 1) Méyyevn ue diapopPwuéva Hayoula

2) Kotrmika péoa

3) KepaAn gpefopnxavng
ONOMAZIA MAEYPQN AOKIMIOY

NAEYPA A(MPAZINO)
NAEYPA B(KITPINO)
NAEYPA I(MMAE)

ewkova 2. 0.2
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ZXEAIAZMOZ KATEPIrAZIQN AOKIMIOY vo1.

(PaceoAdyio- Process Planning )

ZuyKkpdrnon Sokiyiou oTn HEyyevn

Meprypagn) katepyaoiag : ApXIKA TO QVTIKEIMEVO CUYKPATEITAI OE KOIVI JEYYEVN HE BIaUOpPWHEVA
payouAa. ETTiong, opiCoupe Tnv TTAcUpd A n oTroia Kal Ba gival n TTpwTN TTAEUPA KOTEPYATiag Tou
dokIpiou.

NAEYPA A :

ewkova 2. 0.4 ewova 2. 0.3

2TIG TTAPOTTAVW EIKOVEG TTAPABETOUNE TO OOKIKIO PAG OTIG APXIKEG TOU DIOOTACEIG KOl OX MO WOTE va
TapacTabei o€ povreAotroinpévn ( CAM ) HOp®A O TPOTTOG CUYKPATNONG TOU. 21N CUVEXEIA YIa Adyoug
aduvapiag eopTwong Tou oxedlacTikoUu TTpoypduuatog ( INVENTOR HSM ), ta utrdAoira BrAuata
Katepyaoiag Ba mrapoucidfovtal Jovo Pe Ta pdyoula ouykpdtnong, OIOTI gival Kal TO QVTIKEINEVO

MEYIOTNG onuaciag oTn douNA TNG KATepyaaoia Pag.
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IXEAIAZMOZ KATEPIrAZIQON AOKIMIOY vo1.
(PaceoAdyio- Process Planning )

ddon karepyaciog 1

Mepiypaen katepyaoiag : Me 1o TTépag TnG TapoUoag KaTepyaaiag Ba £Xouue dIauopPwUEVN
TTARPWG TNV A TTAeupd Tou Sokipiou.

ewova 2. 0.5
ewova 2. 0.6

ewova 2. 0.7

AvdAAuon KaTepyaoiag : Z€ auTh TNV Katepyaoia Tapoucidloupe Ty Jopen Tou dokiyiou 1. To
KOTITIKO €pYyaAEio apyIKG TTpAyUaToTTOiNCE £va TTACo EexovopiopaTog 1.8 mm kai éva TTAco
@vipiopaTtog 0,2 mm, 0Tn CUVEXEID DIAUOPPWOE TO OTPOYYUAEUA TNG TTAEUPAG A Kal TNV OTTH HE
O1GueTpo 20 mm.
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IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo1.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 2

Meprypagn katepyaoiag : Mepiypagn katepyaciag : Me 1o TTépag TNG TTapoUoag KaTtepyaoiag Ba

Exoupue SlapopPwuévn TTARPWG TNV B TTAeupd Tou dokiuiou.

ewkova 2. 0.9 ewova 2. 0.8

ewova 2. 0.10

AvdAuon katepyaaoiag : e auTr TNV KaTepyaoia TTapoucidfoupe TRV pop@r otn TTAcupd B Tou dokipiou
1. To kommikd epyaleio apxIKG TTpaypaToTToinoe éva maco exovopiopatog 1.8 mm kal €va TTaco
@IvipiopaTtog 0,2 mm, 0Tn CUVEXEID DIOUOPPWOE TO OTPOYYUAEUA TNG TTAEUPAG B Kal TNV auAdkwon.
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IXEAIAZIMOZ KATEPIrAZIQN AOKIMIOY vo1.
(®aceoAdyio- Process Planning )
ddon karepyaciag 3
Mepiypaen katepyaoiag : Me 1o TTépag NG TapoUoag KaTepyaaiag Ba £Xouue dIauopPwUEVN

TTARPWG TNV I TTAcUpd& TOU DOKIWiOU.

ewkova 2. 0.12 ewova 2. 0.11

TEAIKH MOP®H AOKIMIOY

\

ewova 2. 0.13

AvdaAuon katepyaoiag : e auTh TV KaTepyaoia Tapouaidfoupe Tnv TeEAIKA Hop®nA Tou dokipiou 1.To

KOTITIKO €PYOAEI0 APYIKG TIPAYUATOTTOINCE €va TTACO gexovdpiopatro¢ 1,8 mm kal éva TTACO

@IvipiopaTtog 0,2 mm, 0Tn CUVEXEID BIAPOPPWOE OTIG TEAIKEG DIACTATEIG TTEPIMETPIKA TNV TTAeUpd I Kai

TEAOG UAOTTOINBNKE TO TEAIKO OXMUA TOU OKIUIOU HaG.

ZHMEIQ2XH :EvaAakTikd, yia TaxuTePo XpOVo KATEPYaiag Ba JTTOPoUCaLE VO XPNOIUOTIOICOUNE

WG KOTITIKO PETO PPEeCOKEPAAN n oTToia €xel JeyaAuTepo pubud agaipeong UAikou. Mo avaAuTika

XPNOIMOTTOIWVTAG TNV QPECOKEPOAR TwV TTPONYOUNEVWY BNUATWY WG KaBapOg Xpdvog KATEpyaaoiag

OAGKANpou Tou dokipiou Ba ATav 11,27 min avTi yia 17,41 min.
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IXEAIAZMOZ KATEPIAZIQN AOKIMIOY vo1.
(PaceoAdyio- Process Planning )
MHXANOAOTI'IKO ZXEAIO -TEXNIKEZ AENTOMEPIEZ

u
m

Datw Wama

P T L MONTEAONOIHEH KAl ZYNTAZH
= CALEQOAOMION MHXANOADM KON
EZAPTHMATOMN

ADKIMIO1 1

AL
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IXEAIAZMOZ KATEPIrAZIQN AOKIMIOY vo2.
Ovopa Aokiyiou : dokipio 2
TUtmog YAIkoU : AL — 6160
AlaoTdoeig Mpwtng 'YANG : 128mm x 62mm X 22mm
Bdapog mpiv Tnv Katepyaaoia : 0,471 Kg
Bdapog peta Tnv katepyacia : 0,085 Kg

ApIBUOG @acewy KaTEpyaaiag : 2
ewkova 2. 0.14
EpyaAeiounxavr : HAAS Minimill Edu
XpnoiyotroinBévrta EpyaAcia : 1) Méyyevn ue diapopPwuéva Hayoula
2) KotrTikd péoa

3) KepaAn gpefopnxavng

ONOMAZIA NMAEYPQN AOKIMIOY

MAEYPA A (NMPAZINO) MAEYPA B (MINAE)

ewkova 2. 0.15

ZHMEIQ2XH : TNa 1o cuykekpipévo SoKipio ATav aTrapaitnTo va KATAOKEUGOTE! Kal JId ISIO0KEUR

yla TNV ouyKpdTnon Tou doKIYiou KaTd TNy TEAEUTAIO KaTEPyaoia n oTToia Ba TTAPOUGCIOCTEI PE KITPIVO
XpWwHua.

IAIOZYZKEYH

ewova 2. 0.16
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IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo2.
(®aceoAdyio- Process Planning )

ddon karepyaciag 1

Mepiypaen katepyaoiag : Me 1o TTépag TnG TapoUloag KaTepyaaoiag Ba £Xouue dIauopPwUEVN

TTAAPWG TNV A Kal TTEPIPETPIKA TNV TTAEUPd B TTAcupd Tou dokipiou.

ewkova 2. 0.18 ewkova 2. 0.17

ewova 2. 0.19

AvAAuon KaTEPYQOiag : Z& aQUTH TNV KATEPYAOia TTAPOUCIACOUNE TNV ApXIKA HOop®r Tou dokipiou 2.To
KOTITIKO €pyaAcio apyikd Trpaygatotroinoe éva maco &exovdpiopatog 1,8 mm kai éva TTACO
@ivipioyatog 0,2 mm otnv TTAeupd A(eikdva 2.0.18), 0Tn ouvéxela dIauOPPWOE TIG TTEPIUETPIKEG
dlaoTdoelg Tou dokiyiou aTnv TTAeUpd B(eikdva 2.0.17),00TEPA TO KOTTTIKO TTPAYUATOTTOINCE TRV HEYAAN

kevTpikf otrr) @ 50mm kai Tig uTToAoITTEG 2 pe P15mm (sikdva 2.0.19).
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IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo2.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 2

Mepiypagn katepyaoiag : Me 1o Tépag TNG TTapoUcag KaATepyaaoiag Ba EXoupe DIGUOPPWHEVN
TARPWG TNV TTAEUPd Tou SOKIWioU.

ewkova 2. 0.21 ewova 2. 0.20
S \-
ewova 2. 0.22

AvdAAuon kaTepyaoiag : Z€ auTh TNV Katepyaaoia Tapoucidloupe TNy TEAIKA Hop@r Tou Sokipiou 2.
APXIKG TTEPIOTPEWAUE TO AVTIKEIIEVO Pag KaTd 90° €101 woTe va gival TTapdAAnAo oTo TPaTTEC
Katepyaoiag. To KOTITIKG epyaAgio a@aipei TO UTTOAEITTOMEVO UAIKO TTOU OTTEUEIVE OTNV TTAEUPA
OUYKPATNONG TNG TTPONYOUPEVNG @AoNnG. To UAIKO TTou €ixe atroueivel eEuttnpeToloe oTnV
OUYKpPATNON TOU dOoKIWiou Kal oTn SIauOpPwan Tou.
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MHXANOAOI'KO ZXEAIO AOKIMIOY vo2.

v

— MONTEAOMNOIHEH KAl IYNTAZH
e ®ALEOAOTIRN MHXANOAOTIKON
e EZAPTHMATON
AOKIMIO 2 1
Tt Craaz i | Hama ]
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IXEAIAZMOZ KATEPIAZIQN AOKIMIOY vo3.

.

(PaceoAdyio- Process Planning )

KaBnyntg : Zayidg BaaoiAeiog

Ovopa Aokiyiou : dokipio 3

TUtmog YAIkoU : AL — 6160

AlaoTdoeig Mpwtng "YANG : 108mm x 62mm x 50mm
Bdapog mpiv Tnv kKatepyaaia : 0,904 Kg

Bdapog peta tnv katepyaoia : 0,204 Kg

ApIBu6g eaoewv KaTepyaaiag : 5 ewova 2. 0.23
EpyaAeiounxavr] : HAAS Minimill Edu
XpnoiuotroinBévTa EpyaAcia : 1) Méyyevn ue diapoppwuéva udyoula
2) Kotrmiké péoa
3) Kepahi} ppefounxavig
ONOMAZIA NMAEYPQN AOKIMIOY

NMAEYPA A1(NMPAZINO)
NMAEYPA A2(INMPAZINO)
NMAEYPA B(MIMEZ)
MAEYPA T'(KITPINO)

ewova 2. 0.25 ewkovag 2. 0.24
2HMEIQXH: Ta 1o ouykekpipévo Sokipio ATav atrapaitnTo VA KATAOKEUAGTOUV SUO IBI00UCKEUEG

yla TNV ouyKpdTnaon Tou SOKIYioU KaTd TNy TEAEUTAIO KATEPyATia n oTToia Ba TTAPOUCIACTE e JaUpo Kal

XPUCAQPi XpwHua.

ewkova 2. 0.26

ewova 2. 0.27
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IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo3.
(®aceoAdyio- Process Planning )
®don karepyaoiag 1

Mepiypaen katepyaoiag : Me 1o Tépag TG Tapoloag KaTepyaaiag Ba £Xouue dIapopPwuEVN TTANPWG
TNV TTAcUpd A1 TOU dOKIYioU.

ewkova 2. 0.29 ewova 2. 0.28

AvAaAuon KaTEPYOOiag : € AQUTA TNV KATEPYAOia TTAPOUCIAJOUUE TNV HOP@Pr} TOU BOKIMIoU 3 aTnV TTAEUPG
A1. Zuykekpipéva, To KOTITIKO gpyaAgio Tpaypatotroinoe 1 mdoo 1,8mm exovdpiopartog kai éva Taco
0,2mm @ivipioyaTtog yia Tnv TeAIKR dlapopewon NG em@aveiag Al(eikéva 2.0.29). ZTn cuvéxela
TTpayuaToTToINOnke aAAayr KOTITIKOU p€gou o€ KovoUuAl @10mm yia Tnv dlogdp@wan Tou auAakIoU(EIKOVa
2.0.28)
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IXEAIAZMOZ KATEPTAZIQON AOKIMIOY vo3.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 2

Mepiypaen katepyaoiag : Me 1o mé€pag TnG TTapoloag Katepyaciag Ba £xouue dIaPOPPWHEVN TTARPWS
TNV TTAcUpd B TOU doKiyiou.

ewkova 2. 0.31 ewova 2. 0.30

ewova 2. 0.32

AvdAAuon Katepyaaoiag : Z€ auTr TNV Katepyaoia Tapoudidloupe Tnv yopen Tou dokiyiou 3 oTnv TTAEUpd
B. To komTiké epyaAgio apyikd TTpayuatorroince éva Taoo Eexovopioparog 1,8 mm kal éva TTGoOo
@vipiopaTtog 0,2 mm oTnv (eikéva 2.0.31), TN CUVEXEID DIAUOPPWOE TO CKOAOTTATI WP XPWHOTOG BABoUG
30mm ka1 ev akoAouBia diapdpewae Tnv otrr pe diduetTpo G20.
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IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo3.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 3

Mepiypaen katepyaoiag : Me 1o Trépag TG TTapoloag KaTepyaaoiag Ba £Xouue dIapopPwUEVN TTANPWG
TNV TTAcUpd I TOU doKIpiou.

ewova 2. 0.34

ewova 2. 0.33

AvdAAuon Katepyaoiag : Z& auTr TNV KATEPYQTia TTapousIdloupe TNV Jop@r Tou dokidiou 3 oTnv TTAcupd
. To komrmkd epyaAeio apyik@ Trpayudatotroinoe éva mmdco &exovodpiopatog 1,8 mm kal éva TTACO
@ivipiopyatog 0,2 mm otnv (eikéva 2.0.34) woTe va EMITUXOUUE TIG EMOUPNTEG TENIKEG BlaoTAOEIG PETAEU
TwV TTAeUpwV B kai ', oTn cuvéxeia dIapudp@waoe TNV TTEPIYETPIKA ETTIPAVEIA TOU DOKIYIOU ETTITUYXAVOVTAG
TO OTPOYYUAEPQ TNG TTAEUPAG T

59




MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo3.
(PaceoAdyio- Process Planning )

ddon karepyaciag 4

Mepiypaen katepyaoiag : Me 1o mé€pag TnG TTapoloag Katepyaciag Ba £xouue dIaPOPPWHEVN TTARPWS

TNV TTAUpd A TOU BOKIUiOU.

ewova 2. 0.36 ewkova 2. 0.35

ZHMEIQ3H: H mAcupd A Tou dokipiou BpioKeTal atrévavT Kal GUUHETPIKG aTrd TNV TTAEUPG A1

AvdAAuon Katepyacoiag : Z€ auTr TNV KATEPYQOia TTapousIdloupe TNV Jop@r Tou dokidiou 3 oTnv TTAcupd
A. To KoTiTIKO gpyalgio apxik& TTpayuarotroinoe éva tmdoo exovdpioparog 1,8 mm kai éva TTaco
@vipiopgatog 0,2 mm otnv (eikdéva 2.0.36-2.0.37). OmoTe 0 autd TO OTASIO £XOUNE OIAPOPPUHEVES

TTARPWG TIG TTAcUpég A,B.TMA.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo3.
(PaceoAdyio- Process Planning )

ddon karepyaciag 5

Mepiypaen katepyaoiag : Me 1o mé€pag TnG TTapoloag Katepyaciag Ba £xouue dIaPOPPWHEVN TTARPWS
TNV TTAeUpd& A2 Tou SOoKIdiou.

Ewova 2. 0.38 gwkova 2. 0.37

TEAIKH MOP®H AOKIMIOY

ewova 2. 0.39

AvdAAuon Katepyaaoiag : Ze auTr TNV KaTeEPyaoia TTapoucidlouue TTANPEIS DIAPNOPPWEVN TNV TEAIKA Hopen

Tou Sokipiou 3 .To KOTITIKO epyalcio apxikd TTpayuatotToinoe éva TTaoo exovdpioparog 1,8 mm kai éva
TAoo @ivipiopartog 0,2 mm oTtnv (eikéva 2.0.38-37).

ZHMEIQ2XH : > mapoloa ¢don Katepyaoiog XxpnoiLoTIoIRenKav ol IBI0CUCKEUES TTOU avapépBnKav

TTAPATTAvVW Yia TRV OTAPIEN KAl TIPOCAPMOYT) Tou OOKIYIoU TTAVwW 0T PEYYEVN.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

MHXANOAOI'TKO ZXEAIO AOKIMIOY vo3.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo4.
(PaceoAdyio- Process Planning )

KaBnyntg : Zayidg BaaoiAeiog

Ovopua Aokiyiou : dokiuio 4

TUtmog YAIkoU : AL — 6160

AlaoTdoeig Mpwtng 'YANG : 92mm x 68mm X 54mm
Bdapog trpiv Tnv kKatepyaaia : 0,912 Kg

Bdapog petda tnv katepyaoia : 0,240 Kg

ApIBUOG paoewy KaTEpyaoiag : 3

EpyaAeiounxavr] : HAAS Minimill Edu Ve 2. 0.40

XpnoiuotroinBévTa EpyaAcia : 1) Méyyevn ue diapoppwuéva udyoula

2) Kotrmiké péoa

3) KepaAn ppegopnxavig

ONOMAZIA NAEYPQN AOKIMIOY
NAEYPA A1(KITPINH)
NAEYPA A2(NMPAZINH)
NAEYPA B(MIAE)

NMAEYPA I'(MMNEZ)

ewova 2. 0.41 gwkova 2. 0.42

ZHMEIQXH: >10 ouykekpipévo Sokiuio Sivetal TTepIcodTeEPn E€UPacn oTn OTAPIER Tou TTAvw OTN

MEYYEVN MIA KAl TO VEUPO TTOU UTTAPXEI OTO KEVTPO TOU DOKIWIOU TTPETTEI VA KATEPYAOTEN UE CUYKEKPIUEVO

TPOTTO WOTE VA ATTOPEUXBOUV Ol TAAAVTWOEIG OTO PEYIOTO duvaTd BaBuUO.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo4.
(®aceoAdyio- Process Planning )
®don karepyaoiag 1

Mepiypaen katepyaoiag : Me 1o Tépag TG Tapoloag KaTepyaaiag Ba £Xouue dIapopPwuEVN TTANPWG
TNV TTAcUpd A1 TOoU dOoKIpioU.

ewova 2. 0.44 ewova 2. 0.43

AvdAAuon kaTtepyaoiag 1 Ze auTh TNV KATEPYaoia TTaPoUcIAfouuE TNV HOPYPr Tou okIdiou 4 oTnv TTAEUpd
A1. ZuyKekpIgéva, TO KOTTTIKO pYaAcio (@peCoKePaAr) TTpaypaToTroince 1 TTAco 1,8mm gexovopiouaTog
Kal éva 1Taco 0,2mm @ivipiopartog yia TNV TeAIKA diapdpewon tng emeaveiog Al(eikéva 2.0.44). 21
OUVEXEIO TTPAYPOTOTTOINBNKE OAAQYr] KOTITIKOU PHECOU O€ KOVOUAI ..... yla v diapépewaon evoIGUECOU

AUAOKWUATOG TTOU ATTEIKOVIETAI JE XPWHA KITPIVO. (€IkOva 2.0.43)
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQN AOKIMIOY vo4.

(PaceoAdyio- Process Planning )
ddon karepyaoiag 2
Meprypagn kaTtepyaaiag : Me 1o TTépag TG TTAPoUCcag KaTepyaaoiag Ba Exouue SiapopPwuEvn TNV TTAEUPd

B tou dokipiou, woTe oTnv £TOUEVN QACN va €iuacTe £TOIMOI va KATEPYAOTOUHE KAl va SNUIOUPYHOOUUE
TNV OTTA KaI TO OTPOYYUAEUQ..

ewova 2. 0.45

ewova 2. 0.46

AvdAAuon KaTepyaoiag : & auTh TNV KATEPYATIa TTAPOUCIACOUNE TNV Jop@r Tou dokidiou 4 oTnv TTAEUpd
B. To kotrmikd gpyaleio (peloke@aAr) apxiké TTpayuaTotroinoe éva Taoo {exovopiopaTog 1,8 mm kai
éva maco @ivipioparog 0,2 mm otnv (eikdéva 2.0.46), 0Tn OUVEXEIA TO “OKAAOTTATI TTOU QTTEIKOVICETAI YE
MTTAE XPWHQ.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo4.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 3

Mepiypaen katepyaoiag : Me 1o Trépag TG TTapoloag KaTepyaaoiag Ba £Xouue dIapopPwUEVN TTANPWG

TNV TTAcUpd B TOU doKIyiou.

ewkova 2. 0.48 ewova 2. 0.47

AvAAuon Katepyaoiag : Z€ auTr TNV KATEPYQTia TTAPOUCIAlOUNE TNV Jop@r Tou dokKidiou 3 oTnv TTAcupd
B, émTeaima ammd Tnv Katepyaaoia. To KOTITIKO EPYAALio apXIKA TTPAYHOTOTIOINCE TTEPIPEPEIOKT KOTTH yIa TNV

OnuIoupyia oTPOYYUAEUOTOG Kal TRV oUVEXEIa dnuIoUpyNnaoe TNV OTTA PE dIdueTpo G32mm.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo4.
(®aceoAdyio- Process Planning )

ddon karepyaciog 4

Mepiypaen katepyaoiag : Me 1o Tépag TG Tapoloag KaTepyaaiag Ba £Xouue dIapopPwuEVN TTANPWG

TNV TTAcUpd B TOU doKiyiou.

elkova 2. 0.50 Ewova 2. 0.49

TEAIKH MOP®H AOKIMIOY

ewova 2. 0.51

ZHMEIQXH: H mAcupd B avagépetal wg TTAEUPE XPWHOTOS WTTE] 0TV OVOPOoia TTAEUPWY, aAAG

TTOPOUCIAZETAI JE PTTAE XPWHO AOYW TNG KATEPYOTIAG.

AvdAAuon Katepyaoiag : Z& auTr TNV KATEPYQTia TTapousIdloupe TNV Jop@r Tou dokidiou 3 oTnv TTAcupd

B, &émeita amrd v katepyacia. H mapatmmdvw gival n TEAIKN JOP@r] TOU AVTIKEIPEVOU.

67



MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

MHXANOAOI'TKO ZXEAIO AOKIMIOY vo4.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo5.
(PaceoAdyio- Process Planning )

KaBnyntg : Zayiag BaaiAeiog

Ovopa Aokiyiou : dokipio 5

TOtmog YAIkoU : AL — 6160

AlooTdoeig MpwTtng 'YANG : 144mm X 75mm x 52mm
Bdapog 1piv Tnv kartepyaoia : 1.516kg

Bdapog petda tnv katepyaaoia : 0.538kg

ApIBUOG paoewy KaTepyaoiag : 3 :
ewova 2. 0.52
EpyaAeiounxavr] : HAAS Minimill Edu
XpnoiyotroinBévra EpyaAcia : 1) Méyyevn ue diapgoppwuéva udyoula
2) KotrTikd péoa

3) KepaAn ppefopnxavng

ONOMAZIA NMAEYPQN AOKIMIOY

MAEYPA A (MIAE)
NAEYPA B(MPAZINO)
NAEYPA I(MMEZ)
NAEYPA A(KITPINO)

ewova 2. 0.54 ewova 2. 0.53
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo5.
(®aceoAdyio- Process Planning )

ddon karepyaciag 1

Mepiypaen katepyaoiag : Me 1o Tépag TG TTapoloag KaTepyaaoiag Ba £Xouue dIapopPwUEVN TTANPWG
TNV TMAeupd A,B,I" Tou dokipiou.

glkova 2. 0.55 ‘eu<éva 2.0.56

ewkova 2. 0.58 ewova 2. 0.57

AvAaAuon KaTepyaoiag : Z€ AUTA TNV KATEPYOOTIa TTAPOUCIACOUNE TNV HOPPr TOU BOKIYiou 5 oTnv TTAEUpd&
A. ZUYKEKPIPEVQ, TO KOTTTIKO epyaAgio TTpayuaToTroinoe 1 maoco 1,8mm EexovdpiopaTog Kal éva TTaoo
0,2mm @IvipiopaTog yia TNV TEAIKR diaudpewaon Tng em@dveiag A(eikdva 2.0.58). Z1n ouvéxeia
TTpayuaToTToINOnke aAAayn KOTITIKOU p€éoou ag KovouAl @10 mm yia Tnv diIaudpPwaon Tou OKAAOTTOTIOU
TTOU QTTEIKOVICETAI TTAPATTAVW PE PTTAE XPpWHA, TN dIOPOPPWON TOU OTPOYYUAEUATOG TNG TTAEUPAG
(uTTeC Xpwpa) Kal TRV dnuioupyia TNG oTrAG diapétpou ®25 mm.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo5.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 2

Mepiypagn katepyaoiag : Me 1o Tépag TG TTapoloag Katepyacoiag Ba Exouue dIGUOPPWHEVN  TTANPWS
TNV TTAcUpd I TOU doKIpiou.

ewkova 2. 0.60 ewova 2. 0.59

AvaAuon KaTeEpPyaoiag : € AuTA TNV KATEPYAOia TTAPOUCIAJOUUE TNV HopPr} Tou BOKIPiou 5 atnv TTAEupd
A. Yuykekpiyéva, To KOTITIKO gpyalcio Trpayuartotroinoe 1 maoo 1,8mm gexovdpiopatog kal £va TTaco
0,2mm @ivipiopatog yia TNV TEAIKA Slauopewaon TG €mM@QAvEING A 2Tn OUVEXEIQ TTPAYUATOTTOINONKE
aAAayn KOTITIKOU péoou o€ KovOUAl @ 10 mm yia Tnv diaudpewaon TG oTTAG @ 25 mm Kail To oTpoyyUAEUa
NG TTAEUPAGG A.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo5.
(®aceoAdyio- Process Planning )

ddon karepyaciag 3

Mepiypa@n katepyacoiag : Me 1o TTépag NG TTapoUcag KATEPyaoiag Ba £xoupe SIANOPPWHEVN  TTANPWG

TNV TTAcUpd E TOU doKiyiou.

ewova 2. 0.61

ZHMEIQZXH : H mAcupd E civar atrévavTi Kol GUPUETPIKA atrd Tnv TTAeupd A Tou dokipiou.

TEAIKH MOP®H AOKIMIOY ——

ewova 2. 0.62

AvdAAuon KaTepyaoiag : Z€ auTh TNV KATEPYQoia TTapoucidlouue TRV Joper Tou dokiyiou 5 otnv TTAcupd
E n otroia gival kai n TEAIKA. ZUYKEKPIPEVA, TO KOTTTIKO £pyaAgio TTpaydaToTroinoe 1 madco 1,8mm

gexovdpiopartog kal éva TTaco 0,2mm @IvipiouaTog yia Tnv TeAIK diaudpewaon Tng em@aveiag E.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

MHXANOAOI'KO ZXEAIO AOKIMIOY vo5.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo6.
(PaageoAdyio- Process Planning )

Kabnyntig : Zayiag BaoiAeiog
Ovopa Aokipiou : dokipio 6
Tomog YAIkou : AL — 6160
AlooTdoelg MpwTtng "YANG : 99mm x 64mm x 60mm
Bdapog 1piv Tnv kartepyaoia : 1.026kg
Bdapog petda tnv katepyaaoia : 0.357kg

ApIBUOG paoewy KaTEpyaoiag : 3
EpyaAciounyavr] : HAAS Minimill Edu ewova 2. 0.63

ONOMAZIA NAEYPQN

NAEYPA A(MPAZINH)
MAEYPA B(KITPINH)
NAEYPA [(MQB)

ewova 2. 0.65 ewkova 2. 0.64

ZHMEIQZXH: Na 1o ouykekpipévo SoKipIo XPEIGOTNKE VO KATAOKEUAOTEN KOl N TTAPAKATW IBI00UCKEUR

N OTToix TAV ATTAPAITATN YIA TNV OUYKPATNON TOU OOKIYiOU KATa TNV TEAEUTAIO (PACN KOTEPYAOTIAG.

ewova 2. 0.66
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIAZIQN AOKIMIOY vo6.
(®aceoAdyio- Process Planning )
®ddon karepyaciag 1

Mepiypaen katepyacoiag : Me 1o Tépag NG TTapoUcag KATEPyaoiag Ba £€xoupe SIANOPPWHEVN  TTANPWG
TNV TTAcUpd& A TOU DOKIUiOU.

ewkova 2. 0.68 ewkova 2. 0.67

ewkova 2. 0.69

AvdAAuon kaTtepyaoiag ;1 Ze auTh TNV KATEPYaoia TTaPoucIAfouue TNV JOPYPr Tou doKIWiou 6 oTnv TTAEUpd
A. Zuykekpiyéva, To KOTITIKO gpyaAcio Trpayuartotroinoe 1 maoo 1,8mm gexovdpiopatog kal £va TTaco
0,2mm.£TTEITa dNUIOUPYNOE TNV TTEPIUETPIKN DIAUETPO TNG TTAEUPAGS A Kail TIG U0 OTTEG hE diIaueTpo @ 8mm.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZMOZ KATEPIAZIQON AOKIMIOY vo6.
(PaceoAdyio- Process Planning )

ddon karepyaoiag 2

Mepiypa@n katepyacoiag : Me 1o TTépag NG TTapoUcag KATEPyaoiag Ba £xoupe SIANOPPWHEVN  TTANPWG
TNV TTAcUpd B TOU doKIyiou.

ewova 2. 0.71 ewova 2. 0.70

ewova 2. 0.72
AvaAuon KaTtepyaoiag : Ze aQUTA TNV KOTEPYATia TTAPOUCIAOUUE TNV HOPYPr} TOU DOKIIoU 6 aTnV TTAEUpd
B. Zuykekpipéva, To KOTITIKO €pyaAgio TTpayuartomroinoe 1 maco 1,8mm &exovopiopaTog Kal éva oo
0,2mm,£treiTa dnuIoUPYNOE TNV TTEPIMETPIKA BIAUETPO TNG TTAeUPAG B kai Tnv otrr) pe diduetrpo @ 24mm.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

IXEAIAZIMOZ KATEPIrAZIQON AOKIMIOY vo6.
(®aceoAdyio- Process Planning )

ddon karepyaoiag 3

Mepiypaen katepyacoiag : Me 1o TTépag TnG TTapoloag KaTepyaoiag Ba £xouue diapopPwuEvn  TTANPWG
TNV TTAcUpd I TOU doKIpiou.

ewova 2. 0.74 ewkova 2. 0.73

TEAIKH MOP®H AOKIMIOY \

ewova 2. 0.75

AvaAuon KaTEpPyaoiag : € AuTA TNV KATEPYAOia TTOPOUCIAJOUUE TNV HopPr Tou dOKIPiou 6 aTnv TTAcUpd
[ n omoia eival kal n TEAIKA. ZUYKEKPIYEVA, TO KOTITIKO g€pyaAgio TTpayuarotmoinoe 1 mmédoo 1,8mm

gexovdpiopartog kail éva TTaoco 0,2mm kai dnuioupynoe Tnv TAeupd I oTnv TEAIKR TNG Hop@n.
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MANENIZTHMIO AYTIKHZ ATTIKH2

MOYMTZIAHZ BAZIAEIOZ

TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

MHXANOAOI'TKO ZXEAIO AOKIMIOY vo6.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

ENE=ZHMHZH ZXEAIAZTIKOY NMPOMrPAMMATOZ
BHMA 1

b Gl 00,

T
|

4

IR INEE ..

ol

AEMNTOMEPEIEZ BHMATOZ:

ewkova 3. 1

To pdypauua oxediaong o H/Y, mou xpnoigotroidnke gival To INVENTOR PROFESSIONAL 2018 1ng

etaipiog AUTODESK padi pe Tnv emékTaon HSM TnG opwvupng €Taipieg. 21n ouvéxela Ba mapaoctabouv

avaAuTIKG Ta BAPATA KAl O1 EVTOAEG TTOU OKOAOUBNOQUE PHE OTOXO TNV JOVTEAOTTOINON TWV TTAPATTAVW £E|

ookiyiwv. Ta dokiyia oxediaoTnkav kal avatTuxonkav apxikd oto INVENTOR kai £TeiTa dnuioupynénkav

o1 evTOA£G yia Tnv povTehotroinon Toug oto CAM. AiveTal 181aiTepn €U@acn O0TO oXeDIACTIKO TTPOYpPAUUA

HSM 710 oT110i0 ATAV ATTAPAITATO YIa TNV UAOTTOINON TNS TTApOUCaG TITUXIOKNG EpYadiag.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 2
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PXELD TUMN L .\dw. pv
Description:
Project File: Stock Number: v | | Projects... 2
Project Last Saved: Autodesk Inventor2012 (16.0. 16000.0000) |:|
Active Project
® All Recent Docs = m O S optons... |( [ _open])| Cancel
File Types
) Al
¥/ Assemblies
¥/ Drawings v Part2.ipt faseologio2.iam T Uhn.ipt Partf.ipt Assembly2.iam Assemblyd iam TaKakLipt v

For Help, press F1

AEMNTOMEPEIEZ BHMATO:Z: ewova 3. 3

€ autd TO Brua, apxik& emmAEyouue TNV evioAn open, EMeEITa eTTIAEYOUUE aTTO TQ  cikéva 3. 4
atmobnkeupéva apxeia pag To avTikeiyevo TTou €xoupe non oxedidoel oto INVENTOR

KQlI TTOTAUE TNV EVTOAN Open yia va avoiéel.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 3

» | Search Help & Commands...

B =36

E

File Desig el nspe CAM ge View Environments Get Sta V 6
'%;.i ) Free Move @"O EFI & Show 33 Pattem % .[r B} @ J2 s+ @ ®-

i)
Og FreeRotate 7 E|B Mirror % = . 4 Point + - ,
Place Create Joint Constrain Billof Parameters Create Derived  Plane Shrinkwrap Shrinkwrap
4 nﬂ‘,; Hide All BB Copy  Materials Substitutes 7 L ucs Substitute
Component v Position ¥ Relationships v Pattem v Manage v Productivity Work Features Simplification ¥
Model X
1 Place Component X
Assembly | Modeling
&faseologiolajam £ Autodesk A360 higpedwnon oe: | | | ntuxiakn 2 V| (<) Al
5. £Relatonships © Librares x
;vERepresentaﬁons D Content Center Files ‘Ovopax Hpepopnvio tpomtomo A
3. £]0rgn assemblies 9/12/20197:31 py
? OldVersi 3
Vv@faseoll:l . 9/12/2019 7:27 pp
3 Eorgn vice assembly 9/12/20197:31 p
Elsiettht eyypaga Piphoypagiag 2/12/2019 8:57 py
:F gyypaga oxediwy 2/12/2019 8:57 py
et EMEEHTHIH IXEAIAZTIKOY 912201930
o vte:4 Altacantt yame ¥
v () saw Plate: 1 Preview not avalable < >
5 moﬁgin Ovopa ||
PMate:1 (36,000 mm) opygiov: -
P Mate:2 (36,000 mm) Apxeia zonou: Component Fies (*ipt; *am)
ofvete:3 ProjectFle:  Defaut o
P Mate:4
v () Jaw Plate:2
5 £ orign S ST
i I N7 |
- P Mate: 1 (36,000 mm) (i} E\’r L 8%
- P Mate:2 (36,000 mm)

For Help, press F1

ewkova 3. 5

AEMNTOMEPEIEZ BHMATOZ:

Y710 TpiTo PBAMa emAéyoupe TNV evioAr] Assemble kai oTn ouvéxeia emAéyoupe To Ekover 3.6

apxeio TTou gival TTPOG OUVAPUOAGYNON. ZTNV TTPOKEIPNEVN TTEPITTTWON avalnToUuue oTov QAKEAO TTOU

€XOUNE aTTOBNKEUOEI TA ApPYXEIQ pag TV PEYYEVN ) Ta “pdyoula” .
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TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 4

N . v [
[ Assemble JESESE D Mode

@ ) Free Move (7] . f, Sw
& d ‘5 o

) Free Rotate I R
Place Creste Joint  Constrain
J &’y Hide All

Component v Position v Relationships v

Model %
Assembly | Modeling
(3 faseologio 1 a.iam
> []retatonships
> [§2Representations
> orign
v () faseolt:1
> Forign
Bl sketcht
Prate:s
PMate:4
v () saw Piate:1
>-[TJorigin
Piate:1 (35,000 mm)
P Mate:2 (36,000 mm)
Pate:3
Phate:4
v () saw Piate:2
> origin
P Mate: 1 (36,000 mm)
- P Mate:2 (36,000 mm)

For Help, press F1

-

) D -

ools  CAN e Environments
22 pettem f &O
EE Mirror = X . % Point ~
Bill of Parameters  Create Derived  Plane
BB Copy  Materials Substitutes X ucs

Pattern v Manage v Productivity Work Features

I Place Component

B

Shrinkwrap Shrinkwrap
Substitute

Simplification v

X

ligpedynon ce l nruxosn 2

Oy

o m

Hugpopnvia tpomone A

fPari )

fDpart3
Drenta
@ Part3
(DParts

<

Ovope | Pat1

9/12/2019727 py
11220191231 p
28/11/2019 1039 py
5/12/20198:36 pp
212/2019 5:56

ol cpxeiou:
Apxeia Tonou: Component Fies (" ipt; *jam)

ProjectFie:  Defauitip)

Last Saved: Autodesk Inventor2012 (16.0, 16000.0000)

D®AE e

AEMNTOMEPEIEZ BHMATOZ:

MOAIG eTTIAéEOUE TO apxEia TTOU €TTIOUPOULE, KAIK ApOUUE ThV ETTIAOYA open.

ewova 3. 7

ewkova 3. 8

82




MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 5

2 Signln

®

] *‘g FreeMove (@ ‘:F‘i‘ Show
&0 o d e

Enviranment

C ed fau
22 pattern Eé% I;r B @ f:::tvv ® -

C‘O Free Rotate | dg ElE Mirror i
Place Create Joint Constrain Billof Parameters Create Derived  Plane Shrinkwrap Shrinkwrap
M :FQ Hide Al BH Copy  Materials Substitutes M ucs Substitute
Component + Position + Relationships ~ Pattern Manage * Productivity Work Features Simplification +
Model %
1 Place Component X
Assembly | Modeling
flyfaseologio 1 ajam ‘EAV"I"‘%EI‘M Migpetnan o ‘ assemblies v| @ rm
> Relationships @ Libraries A
»[E] Representations (] Content Center Files Ovopa Hpuepopnuia tponomne *
 Floign By faseclogio 1a 2/12/2019 11:40 pp
v (et By faseclogio? 9/12/2019 6:26 py
- Didiosisk 4/12/20195:51 py
bl Dor\gm
Elsietht By partd ass 4/12/2019 6:36 py
P {0 takaki part3 512/20195:55 pp
Mate:3 Flrmmie 21202019808 py
Matei4
() 32w Plate:1 8
) Dﬂmgm Dvoua ‘I-WVGUAD

o Mate:1 (36,000 mm) apxziou

o Mate:2 (36,000 mm)

Apxeia TIJHDU"CumpunEM Files ("ipt; "iam}

JMate:S ProjectFile:  Default.ipj
Mate:4
I; ) Last Saved: Autodesk Inventor2013 (22.0.11200.0000)
V-@JEWP\EI}E:Z
) Dor\gm S [ ,7
P Mate:1 (36,000 ) E; Ll Epiue
. Mate:2 (36,000 mm)
> (Jpart1

For Help, press F1

ewova 3. 9

AEMNTOMEPEIEZ BHMATOZ:

MONIG eTTIAéCOUUE Ta apXEia TTOU £TTIOUPOUNE, KAIK Apoupe TNV €TTIAOYH open. ewova 3. 10
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 6

[ a Qe v v Search Help & Comman [ 30 -4 v Q- _ B X

& &3 Free Move Q

EF £ show 3 Patem %E f g @ Bni - m ®-
o 0 : 'z : x|
{j FreeRotate . g She Elﬁ Mirror i R Q Point » %
ate Joint Constrain Bill of Parameters  Creste Derived  Plane Shrinkwrap Shrinkwrap
o Hide Al BB Copy  Materials Substitutes T Substitute

Position v Relationships v Pattern ~ Manage v Productivity Work Features Simplification ¥
. )

Assembly | Modeing

{3; faseologio 1 aiam
» [ Relationships
> [z Representatons
> [ orign
v [ fasealti1
- >[ongn
[ sketch
Prate:3
Priaters
v () s Pate: 1
> [ origin
P Mate:1 (36,000 mm)
P Mate:2 (36,000 mm)
JMale:B
o PMaterd
v () Jaw Plate:2
) DWn
- - cfPMate:1 (36,000 mm)
- & P mate:2 (36,000 mm)
> (parttit
b @mv«.ﬂo:l

ewkova 3. 11

AEMNTOMEPEIEZ BHMATOZ:

OAOKANPWVOVTAS TNV EI0AYWYT] TWV AVTIKEIMEVWY TTOU XPEIO{OUAOTE £XOUME KAvel  &kova3. 12 ypAon
NG evTOAnG Place, n otoia Bd&lel Ta TTPOog cuvapUOAdYNON QVTIKEIMEVA OTO YPAPIKO PG TTEPIBAAAOV.
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TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 7

~ I v faseologic » Search Help & Comman

E-& G e : .
IC Assemble [RE 3D Mo ete pect 0 C ¢ Environme Get Start Electromec 3 utodesk A3
(S "b Free Move a d gﬂ Pattern o E] Axis i it @ .
w Cf 00 Free Rotate ]: ;- m Mirror %@ o 'fx & -@ Point + ﬁ

Place Create
% Substitutes X uc Substitute

Productivity Work Features Simplification v

Create Derived  Plane L Shrinkwrap Shrinkwrap
& S

Component v Position ¥ » hich control the position and behavior of
Mode % [EeCUNEEY &

Assembly | Modeing Press F1 for more help

{3 faseologio 1 aam
> [Relationships
> [z Representations
> Eonign
v ﬂfﬁmﬂ:l
> [ orign
] sketcht
Ptz
P rate:4
v () Jaw Plate:1
> orign
- cPmate:1 (36,000 mm)
P Mate:2 (36,000 mm)
i :r"dh:i
L P mate:4
v () Jaw Plate:2
>-[] orign
- P Mate:1 (36,000 mm)
P Mate:2 (36,000 mm)
> partist
> ﬂuﬂvw}o:l
> povouro:2

For Help, press F1

ewkova 3. 13

AEMNTOMEPEIEZ BHMATOZ :

T& auTo To BAKa agou éxouus GAa Ta TTPOG OUVAPUOAOYNOT QVTIKEIMEVE WaC, ewova 3. 14

€MAEYOUNE TNV EVTOAN constrain n oTToia Pag EMTPETTEI va SIAXEIPIOTOUME TNV B€0N Kal TNV HETAEU TOUG
ouykpdTtnon. AQou eTAECOUE TNV EVTOAA constrain emIAEyoUE TIG ETTIQAVEIES TTOU Ba gival o€ €TTAPN
METOEU BUO avTIKEIuEVWY, dladoXIKA. H etmIAoyr constrain pag divel To TepIBWpPIo va diaAé¢oupe av Ba

EXOUME ETTAQN METAEU ETTIPAVEIWY, OKPWYV 1 KAl ONUEiwV.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 8

g " v sseole | Searc o & Commands
g "b Free Move L f o} Show 39 Pattem %E f B @ E] Axis » . ' ®-

Y5 Free Rotate 0 : £ Mirror z
Pla(e Create Joint |Constrain Bill of Parameters  Create Derived P|ane Shnnkwup Shrinkwrap

a°,« HideAll B8 Copy  Materials Substitutes I(__ ucs Substitute
Position ¥ Relationships v Pattern v Manage ¥ Productivity Work Features Simplification ¥

Component ¥

o

‘Cmcd: Ay | >

P vate: 1 (36,000 nm)
P vate:2 (36,000 mm)
-cPvate:s
Prate:s
v () 1an Plte:2
» [ orign
P Mate: 1 (36,000 m)
P Mate:2 (36,000 rn)
) Epartrt
> (voyoutort
> @uavom:z

Pick first geometry to constrain 6 5

AEMNTOMEPEIEZ BHMATOZ: ewova 3. 15

Mo avaAuTtik& peTd TNV €mIAOyr Tou constrain, yéow Tng emAoyng type SlaAéyoupe Tov
TUTTO OUYKPATNONG METALU Twv dUO Tepaxiwv. H emAoyn solution mpoodiopidel Tn

ewova 3. 16

dlevBuvon TnNG ouykpdtnong. Emiong otnv emAoyr offset éxoupe Tnv duvartdtnTa va opicoupe Tnv
ardéoTACN PETAEU TWV BUO ETTIAEYUEVWV TTAEUPWV i AKUWV.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 9

LI Assemble [

l% Ef :vaeeMove @Eo EF o Show 23 pattem %E ,f;‘c g @ i]:::;-. % % @
ucs

{0 FreeRotate X EE Mirror > A ” 3
Place Create Joint Constrain Billof Parameters Create Derived  Plane Shrinkwrap Shrinkwrap
e o, HideAl BB Copy  Materials Substitutes S v Substitute

Component v Position v Relationships v Pattern v Manage ~ Productivity Work Features Simplification v
Model X

Assembly | Modeing

fy faseologio 1 ajam

3 [JRelationships

> [€ZRepresentations

> Borign

v @ﬁudl:l

> orgn
Elsketcht
Pate:s
Pate:s

v () Jaw Piate: 1

> Eorgn
P Mate:1 (36,000 mm)
P Mate:2 (36,000 mm)
Pate:
PHate:s

v () sawPlate:2

> [ ongn
P Mate: 1 (36,000 mm)
P Mate:2 (36,000 mm)

> (Part1:1

> (Pwovouro:1

> (Puayouho:2

ewkova 3. 17

AENTOMEPEIEZ BHMATOZ.:

Meta Tnv emAoyry constrain, Ba €mMAEGOUPE TIG TTAEUPEG TwV €0OXWV TAVW OTA o o ;o
MAyouAa TTou aTTeikoviovTal TTapaTTdvw PE KOKKIVO XPWHa Kal Ba emAEEOUME Kal TIG

TTAEUPEG TTAVW OTO OOKIMIO TTOU ATTEIKOVICOVTaI PE KITPIVO Xpwua. Agidel va onueiwBei 611 oTnv €TTIA0OYh
offset yia kd&Be constrain, 6a BdAoupe TIG KATAAANAEG SIOOTACEIC WOTE VA OTTEIKOVIOOUME TNV

OUYyKpPATNOTN, 6TaV QopTWOEi 0To CAM, TOU aPXIKOU HOG AVTIKEIMEVOU.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 10

O Assemble

. By @ S ¢ 3 » [Searc mand
4 Free Move @ & Show 35 Pattem ._ f JZI Ads (R ® -
B Jx £
O FreeRotate o ( Eﬂ Mirror ¢ 4 i«
Plxt Create Joint f‘ onstrain Bilof Parameters  Create Derived  Plane Shnnkwrap Shrinkwrap
&) Hide Al BB Copy  Materials Substitutes y [/__ ucs Substitute
Component v Position v Relationships v Pattem v Manage Productivity Work Features Simplification

Model x R

Assembly | Modeling
; faseologio 1 aiam
v [ Relationships Assembly Motion Transitional Constraint Set
P Mate: 1 (1,000 mm) Selections

- cPMate:2 (73,000 mm)
:--Jmm:sm,ooom) I‘.F é L .‘ ﬂh |_.| kl
- Pvate:s Solution
~ Phete:s (73,000 mm)
P Mate:6 (73,000 mm)
> §aRepresentations
» EJongn
v (P faseolt:1
»-[Forgn
- Elsetht
~ Pate:1 (1,000 mm)
| L PMate:2 (73,000 mm)
- cfMate:3 (73,000 mm)
- Preters
| cfPmate:s (73,000 mm)
- P Mate:6 (73,000 mm)
v () 2w Plate:1
> [ orign
- Prtes
- P Mate:s (73,000 mm)
= P Mate: (73,000 mm)
v () 20m Plate:2

A Place Constraint

Pick first geometry to constrain

ewkova 3. 19

AEMNTOMEPEIEZ BHMATOZ:

ewkova 3. 20
O1wg mpoavo@épbnke, éxoupe €TIAEEEl TIG KATAAANAEG Bl00TAOEIG OTNV €TIAOYA Offset, woTE va
MTTOPOUE, OTAV OTO TTAPAKATW PBrUa OPiCOUE TIG BIACTACEIG TOU OPXIKOU PAG AKATEPYAOTOU UAIKOU, VO

TO EQAPUOCTOUE TEAEIO PETAEU TV PHAYOUAWY CUYKPATNONG.
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@ Post Process @ D = Pattern ﬁ @ 2D Adaptive . =) Horizontal % @ ; ﬂ ol Face o () Tool Front [ Tool Library @)

Setup Sheet Manual NC 2D Pocket Cont Tool Right  [2£] Task M
Simulate D o Setup Folder i Marwa Dnll Face v v Adaj ﬁ oniour Swarf Multi-Axis Contour Profile Groove IE’ Tool Isometric 8 Tool g st Help/Tutorials
© Generate § Probe 4 2D Contour M Parallel W] Thread () ToolTop  [E) Options '
Toolpath Job Drilling 20 Milling + 3D Milling Multi-Axis Milling Tuming v Orientation v Manage Help

=3 < B
& Setup: Setups
6@
Setup A K

Operation type:

ewkova 3. 21

AENTOMEPEIEZ BHMATOZ.:

OTWS QaiveTal Kal OTNV €IKOVA TTIOPOTIAVW EXOUUE ETTIAECEl VO (POPTWICOUNE To EXKOve 322

Tpoypapua atnv emioyr] CAM Kai oTn guvéxela Ba TTPETTEI va OPICOUE TO GUOTNG CUVTETAYUEVWY X-
Y-Z, emAéyovTag oTnv apioTtepn TTAeupd TNG 086vng pag (orientation) > Select Z axis plane/ & X .
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 12

@ [E] Post Process @ D & Pattern CE/ ﬁ @ 2D Adaptive E A Horizontal % @ 3 ""'"Ll']' o Face Tool Front ' ] Tool Library

Simulate B Selup Sheck Setup Folder ﬁ ManaiNG Drill ~ Face 20 Puc h Contout Swarf Multi-Axis Contour Profile Groove m Fat Tool Isometric g Yool bght @ Tex Maciiges Help/Tutorials
© Genenate § Probe < 2D Contour M Parallel W] Thread D ool Top  [=) Options ¥y
Toolpath Job Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning Orientation Manage
o
(& Setw : Setups
6@

Bl fsscologio 1aiam X

AENTOMEPEIEZ BHMATO?Z.: ewova 3. 23

2€ autd TO Onueio Ba opicouue TOV TTPOCAVATOAICHO TwV A{OVWVY avapopdg yia To

. , , . , , , ; ,  Elkova 3. 24
KOTITIKO epyaAcio. ETAéyoupe Z kai X axis avTioToixa Kail £TTeITa emMAEyouue pia atmd TIG

QKUEG TOU OOKIYIOU POG WOTE VA BWOOUUE TOV TTpocavaTtoAioud o€ KéBe d&ova.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 13

@ .osthess @m & Pattern | @ ﬁ @ 2D Adaptive ' p.J Horizontal @ @ : :5 :% 2 Face ' (5] Tool Front £ Tool Library @)

Simiate: e e Fokder Vel | o | oy @ 2070k o Mo | L Contou | Profie oo ™ | ol st 3 0 | I ek Mg Help/Tutorials
9 Generate Probe 4 2D Contour ” Parallel i Thread () Tool Top [=) Options Y
Toolpath Job Drilling 20 Milling » 30 Milling ~ Multi-Axis Milling Tuming v Orientation v Manage

o x B

[ Setup : Setups

06 B

AENTOMEPEIEZ BHMATO?Z.: ewova 3. 25

2Tn ouvéxela otnv emAoyrn stock box point oto apioTepd Pépog TNG 08dévng uag,
KAIKGdpoupe stock point  kar otn ouvéxela emmAéyouue éva oTTd TA ONUEId TTOU  ewova 3. 26
epavifovTal TTAvw OTO aKaTéPyaoTo dokiuio. Ekei Ba cival To onueio ava@opdg Tou KOTITIKOU Pag, dnAadn

TO Oneio TTou Ba geKIVAEI TIG KIVAOEIG TOU.
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BHMA 14

CAM todesk

@ [ Post Process @D [ Pattern P ﬁ @ 2D Adaptive =) Horizontal @ @ 3 ft_u; o Face (5 Tool Front  FE] Tool Library 9)
Setup Sheet @ ManvalNe @ ® 2D Pocket Cont I Part Tool Right  [B) Task M:
Simutate 03 561 Stin Folace M| N0 Dill [ iFace: @D PORR | e I CONDUE | Mt st Contou | Profile Groove 1 e to Kl ometic = S MENRIET | elp/Tutorials
© Generate § Probe 4« 2D Contour i Paraliel il Thread ) ool Top [ Options <
Toolpath Job Drilling 20 Milling ~ 3D Milling ~ Mutti-Axis Milling Turning ~ Orientation ~ Manage
o x B
(3 Setup : Setups

6@
P -

Orientation:
BT
B 2o X
Orezass

\Mxm X
[JFipX axis

Origin:

| tock box paint vl
| Iy | stockpont b4

AENTOMEPEIEZ BHMATOZ.:

‘Emreira, emAéyovrag Model o1o K&Tw PEPOG Twv OUO TTPONYOUHEVWY ETTIAOYWV,
; ; ; , ; : elkova 3. 28
KAIKGpoupe TO OOKIMIO pag Kal PpOvo, WOTE VO OPICOUME TO TTPOG ETTEEEPYATia

dokiglo. To mpoypauua pe autd Tov TPOTTO “ayvoei” OTToIodNTTOTE GAAO QVTIKEINEVO UTTAPXEI OTO

OUVApPHOASYNHa Hag.
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 15

» | Search Help & Commands:

@ [E] Post Process ! @ D B Pattem ﬁg’ % @ 2D Adaptive 4 Horizontal (g ﬁ ﬂ o Face O Tool Front  [7] Tool Library !))
a

Setup Sheet & Manual NC & 2D Pocket " &, Contour I Part Tool Right Task Manager
Simulate El 2 Setup Folder @ Dill Face © Adaptive & Swarf Multi-Axis Contour Profile Groove ]E Tool Isometric o d 2 Help/Tutorials
© Generate u Probe 4 2D Contour m Parallel M Thread @ Tool Top @ Options %
Tool, Job Drilling 2D Milling v 3D Milling ~ Multi-Axis Milling Turning v Orientation v Manage

Mode:
3 Relative size box v
Stock offset mode:

Add stock to all sides VM. 2

No additional stock

Add stock to sides and top-bottom
Add stock to all sides

i 2
Stock -Y offset: E
Stock +Y offset: 4

Stock -Z offset: v
Stock +Z offset:
Ia] No additional stock Add stock to sides Add stock to all sides
Round up to nearest: ‘r:v— and top-bottom
No additional stock - No offset values are added to the stock size.
Dimensions A Add stock to sides and top-bottom - Symmetrical stock offset for all sides. Unique values for top and bottom
offsets.
Width (X): Add stock to all sides - Unique values for all offset directions.
—

Heght 2 :

ewkova 3. 29

AEMNTOMEPEIEZ BHMATOZ:

TENoG yia va oAoKANpwooupe TNV €VTOAN Setup, €TMAEYOUpE TOV KiTPIVO KUBO TTOU 5.0 3 30
eM@avifeTal otV Avw apioTepr TTAeupd TNG 006dvNg KAl OTN CUVEXEIQ ETTIAEyOVTAG OTO

edio Stock offset mode=>Add stock to all sides, TpooBétoupe xIAlooTd otnv didoTacn Tou doKIyiou
MOG, WOTE va dNPIOUPYROOUE TO apXIKO akaTépyaaTo UAIKG. Mag diveTal n €TTIAOYT va TTPOCOE£C0UNE TTPOG
OAeg TIg dlIEUBUVOEIG Kal POPEG TOU CUCTANATOG agOvwy pag. AgiCel va onuelwBei 0TI €X0VTaG UTTOAOYIOEI
TIG €MOUPNTEG APXIKEG OIOOTACEIG TOU AKATEPYAOTOU OOKIPioU, TTPOUTTOAOYicOUE TRV ATTOOTACH TOU
dokIgiou atmd Ta PAyouAd, WOTE OTNV POVTEAOTTOINGT), Ol DIACTACEIG QUTEG VO CUMTTITITOUV HE QUTEG TOU

aKkaTépyaoTou UAIKOU. ZT0 TEAOG TOu BruaTog auTtou Ba emAégoupe “OK”.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 16

E-5 5 - fi v J d a » Search Help &.( ds Signr e
FlEN Assemble Design 3D Mode ketch  Inspec ool " ironments  Get S ault Elec al  Autodesk A36 -
@ Post Process oY & Pattem 7 \ ) Horizontal @ (5 E ﬂ T Face @ (5] Tool Front  [3] Tool Library @
§ |j Setup Sheet @ Manual NG~ ¢ 3 " 2 Contour e ]'[h Part X g Tool Right Task Manager X
Simulate Setup Folder Di Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
© Generate 'R Parallel 00 Thread [ Tool Top  [) Options Y
Toolpath ill ill 3D Milling » Multi-Axis Milling Turning v Orientation v Manage Help
% Face i Face2
Voo HEE
Tool: None A
Tool
Coolant:
Flood v

T
s
—
Cutting feedrate:
Feed per tooth: [0.0866667] 2]
Leadnfeecrate: | 1000 mm 2]
Lead-out feedrate: g—j
Ramp feedrate: =)
Plunge feedrate: Eﬂ
Feed per revolution; | 0,0666667] %]

E E | { WREIEN faseologio 1aiam X AR

For Help, press F1 3 4

ewova 3. 31

AEMNTOMEPEIEZ BHMATOZ:

ewova 3. 32

2¢ autd TO onueio gekivape TNV TTPWTN MAG KATEPYATia, OTNV OTToia a@OoU £XOUNE OpIcEl TO TTPOG
KaTepyaoia SOKIWIO Kal TOug Agoveg avagopds pag, Ba SIaPopPWOOUNE TNV TTPWTN Hag emigdavela. Me
autd Tov TPOTTO Ba KATAQEPOUME va €XOUME WIa aTmmOAUTWG TTAPAAANAN TTAeupd oTO TPATTEQ TNG
epyaAeiounxavng uag. ‘Etol, emAéyoupe Face oto medio 2D Milling kai oTn ouvéxela Ba eTIAEEOUNE TO

KATAAANAO KOTTTIKO YETO.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 17

Slmulate Setup Folder g] e Drill @ 2hoce Aday ” Contous Swarf Multi-Axis Contour Profile Groove w: Tool lsometric g Sttt m b o
© Generate Probe v 2D Contour '] Paralle T Thread @ ToolTop =] Options
Toolpath Job Drilling 20 Milling 3D Milling Mutti-Axis Milling Tuming v Orientation v Manage Help

vode IR

& Face :Face2

VOHE &=

Help/Tutorials

@ . PostPro(ess B Pattern @ QZDAdaptvve ' 4 Horizontal @ @ ? —'Ql.!l o Face () Tool Front £ Tool Library

Tool
Opens the Tool Library dialog box where you can select an existing todl, or create a new one to use.

Sode e '
hess  [BARE

Ramp spodespeeds 50001 [
Cutting feedrate:
T
leadinfeecate; [ 100mmr] 5]
Lead-out feedrate: E_j

R st
Hogefeetoe:  [S3n}3]

Feedperrevlton: [0066667] 5]

\L ‘7%"J ; faseologio 1 aiam X |

Stock Selections 3 |4

AENTOMEPEIEX BHMATOZ: ewéva 3. 33
EmAéyovtag To koupuTtti Tool, diaAéyoupe TO KOTITIKO pag PECO yia Tnyv TTapoloa Lkova 3. 34
Katepyaaia.
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MANENIZTHMIO AYTIKHZ ATTIKH2

MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN

TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ

BHMA 18

[=-{& Open Documents A | |Text contains v | x [A show Operations
MAPT 1 QASELS Name Number  Diameter Corner Radius Angle Type Vendor ProductID  Description Comment Spindle Speed  Cu
-3 Al Tools P21 - 050 mm face 1 50 mm 0omm 0° Face Mill 5000
[ Holder |_| #2-012mm flat 2 12mm Flat Mill 5000
[T By Type P43 050 mm face 3 50 mm 0mm 0° Face Mil 5000
23 By Tool Material (] #4-aunmm e 4 i0mm Elat Ml o
Y By Coolent Tool: #5 - @50 mm face X
(=] My Libraries
F_;l il General Cutter shaft Holder Holder Geometry Feed &Speed
®
-7 sample Libraries Type: Flute length: Shoulder length: Shaft diameter:
3 (7] Holders - Abrecht Face i vl omm (5 | omm 3 s5mm 13
Holders - Maritool
£ Holders - Standard Taper Blanks Taper angle:
i Inch - Aluminum Ijg. :
3 Inch - Brass
i Inch -Bronze v Diameter:
50 S
Corner radius:
0mm 5
Unit: Body length: ’J Overalllength:
Millmeters v 50mm 5 \ 50mm 51
t 1
< >
u New Mil Tool V New Mil Holder & New Turn Tool {2 New Library Edit Select Cancel

10:44 pp
9/12/2019 E"

@ ~@ ;) w6

AEMNTOMEPEIEZ BHMATOZ:

elkova 3. 35

2TnVv 086vn pag epeavietal éva TeTpdywvo 1edio oTo 0TT0i0 Ba £TTIAEEOUE TOV TUTTO TOU b 3. 36
KOTTTIKOU POG. ZTn OUYKEKPIYEVN TTEPITTTWON e€mmAéyoupe Face Mill ko ouvexiovrag

divoupe TIG amrapaitnTeG OIO0TACEIG OTO KOTITIKO POG PE BAON TOV KATAAOYO KOTITIKWV TTou Ba
XpnoiyotroinBouyv yia Tnv Katepyaoia pag. EmAéyouue “OK™.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 19

Tool Front ) Tool Library 9)

Tool Right Task Manager
g 9

A { r CAM e i ‘ t (
El & Pattern c ﬁg’ % @ 20 Adaptive ) Horizontal % (8 3 “"QLH -

Face
Manual N @ 20 Pocket Cont [ Part
ﬁ anua el ® 20 Podl i 2 Contour 1k Pa

@ Post Process @
] Setup Sheet

Simulate P Setup Folder Swarf Mutti-Axis Contour Profile Groove Tool lsometric Help/Tutorials
& Generate u Probe 4 20 Contour E Parallel ﬁ Thread @ Tool Top @ Options b
Toolpath Job Driling 2D Milling v 30 Milling » Mutti-Axis Milling Tuming v Orientation v Manage Help

M x K3

) Foce i Faced

VgoHE=

Took: #5 - @50mm face

eed A
Srdeest: [0 [
hepest  [M1280]3]
Romp sinde geec: [ 200mm <]
Cutting feedrate: 5
Feed per tooth: LH
lesbinfeedate: | W0}
lexdoutfeedrate: | 000}
Rempfeedate:  [3333n3]
Plunge feedrate: *:-1

ewova 3. 37

AENTOMEPEIEZ BHMATOZ.:

EmAéyoupe apiBud oTpo@wyv KOTITIKOU péoou. To TpOypauua pog Oivel Tnv Ewkova 3. 38
duvatoéTtnTa va emAEEOUNE emmiQavelak TaxuTnTa, pPuBud KOTMG, PUBPG TTPOTTOPEIag K.a. Ta OTToia
atreikovifovtal atnv TTapattévw €ikova. Etmiong emAéyoupe WukTikd péoo Tng emAoyrig Coolant otnv

apioTepr TTAeUpd TNG 064vNG.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 20

Set Manual N
Slmulate ip e Setup Folder g] it

& Generate Probe

# 20 Pocket Cont
g Adaptive &9 Comos Swarf Multi-Axis Contour Profile Groove ]El Tool lsometric

4 20 Contour m Parallel m] Thread @ ToolTop  [E) Options
Toolpath Job Drilling 20 Milling » 3D Milling » Multi-Axis Milling Turning

Dall

@ I (2] Post Process @ D B Pattern (?J % leAdamwe ' d Horizontal @ @ ﬁ ﬂ] o Face & Tool Front ) Tool Library @)
e DToolRigM MTaskManager

Help/Tutorials

Orientation v Manage Help

[l Tool Orientaton

~_

faseologio 1 ajam X

AEMNTOMEPEIEZ BHMATOZ: ewdva 3. 39

2uveyiCoupe emAgyovTag Ta 6pia Ta otroia Ba KivnBei To KOTITIKG pag. Me Tnv emAoYA 5.0 3 20

Stock Contours autéupata TOo TIPOYPAPHO WOG opifel oav EMIQAVEId KOTTAG TOU

KOTTTIKOU POG, TO KiTPIVO TTAQIOI0. ZTNV OUYKEKPIYEVN TTEPITITWAON, CUUTTITITEI JE TNV TTAEUPG TOU DOKIWiou
Mag TTou BéAoupe va KaTepyaoToUpe, otrdTe Ogv XPEIAdeTal VO Opicoude KATI TTAPATTAvVW. € GAAN
TEPITITWON, Ba gixaue Tnv duvatéTnTa va emMAEEOUNE aKPIBWGS TTAVW OTO DOKIWIO pag, Ta épia TNG TTPOG
KaTtepyaoiag em@aveiag, 0TTws Ba douue Tapakdtw. Me tnv emAoyr) Tool Orientation, opifouue Eava
OTO KOTITIKO JOG GEOVEG ava@Opdg (OTNV TTEPITITWON TTOU OEV CUUTTITITOUV PE TNV OPXIKI HAG ETTIAOYT KATA
Tn digpyacia Setup), 6TTWG Ba doUpE TTAPAKATW.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 21

&) Manual NC Tool Right Task M
;I o Swarf Multi-Axis Contour Profile Groove m Tool Isometric g sl @ ot Help/Tutorials

v 2D Contour m Parallel ] Thread () Tool Top [ Options
Toolpath Drilling 2D Milling v 3D Milling v Multi-Axis Milling Tuming ~ Orientation ¥ Manage Help

@ 20 Pocket g, Contour
Adapt

Simulate Setup Folder

& Generate

lpuswmess @ @,Pmem & @ 2D Adaptive ' = Horizontal % @ =l jFace ) Tool Front ] Tool Library
@ G Setup Sheet D:I @)

% Face :Face2

YOOHE=

Stocktop v
Retrctheightoffset: 5o |41
[]Feed Height A
Top height v
Feedhehtoffet [Smm |31

Home RESSWEGRIENCLIRN [1APT

elkova 3. 41

AEMNTOMEPEIEZ BHMATOZ.:

TuvexiCoupe Pe TOV opIopd Tou BABOUC KOTTAG, OVIITEPOU KAl KATWTEPOU ONUEIOU KOTTAG,  Ekova 3. 42

BaBog kotG EexovdpiopaTog, BABog Tpopodoaiag. ZuvABwg oTnv TTPpwWTN diEpyacdia Tou dokiyiou dev

XpelaZetal kKatola TTepaITépw pUBUIoN Kabwg pubuiovtal 6Aa autdépaTa atTd To TTPOYPAUMA.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 22

& Manual NC
Setup Folder ;I o Drill Fwe

© Generate Probe

Sheet 2D Pocket Cont Tool Right (3] Task M
. @ Bl % i Swarf Multi-Acis Contour  Profile Groove 16 pat Tool Isometric 0 TolFig et
4 20 Contour m Parallel 0] Thread @ ol Top  [E] Options

Toolpath Drilling 20 Milling ~ 3D Milling ~ Multi-Axis Milling Turning ¥
vodel (O +

gm:FaceZ
yooHEE

pasdrecion;  [0%eg_ |+ |
s extension: '
:

Simulate

Help/Tutorials

@ g ost Process @ D [ Pattern ﬁg’ @ 20 Adaptive ' ‘J Horizontal % @ 3 :@ of Face (& Tool Ffont ) Tool Library @)

Orientation v Manage

Frish feedrate: [ 1000mm] ¢

faseologio 1aiam X

AEMNTOMEPEIEZ BHMATOZ: ewdva 3. 43

>uveyioupe pe 10 Be€IA BiTTAO €1KOVIBIO OTOV TTivaKa ETTIAOYWY, OTNV aploTePn TTAeupd TnG 08dvng, é1Tou
Ba opicoupe Tov ApPIBPO Twv TTACWVY TTOU BEAOUUE va TTPAYMATOTTOINCEl TO KOTITIKO PAg, KABWG Kal TO
BdaBog KoTTrG Tou KABE TTaoou. 'ETol, emAéyouue Multiple Depths kai avdAoya pe TV KOTEPYATia Pag Kal
Ta XAPAKTNPIOTIK& TNG €MAEyoupe BABOG KOTMG EexovOpiopaTog Kal BABOG KOTIMG QIVIPIOPATOG, OTTWG
arreikovigeTal TTapattdvw. TEAog, emAéyoupe OK, yia Tnv oAoKARpwaon Tou BriuaTog Yag.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 23

@ Post Process ! @ D B Pattem Cg’ > f E ""&”{ o Face (5 Tool Front 5] Tool Library @

ptive
—
7] Setup Sheet i Manual NC 1 Patt ] Tool Right (I Task Manager

Simulate = Setup Folder Drill ~ Face g Profile Groove "~ Tool Isometric X Help/Tutorials
© Genvinte Fone V| Crestesa roughing operation that uses a more optimized toolpath W Thread @ Tool Top E Options
Toolpath Job Drilling 20 Mif that avoids abrupt direction changes. Tuming v Orientation v Manage Help
‘ faseologio 1 Operation(s)
2@ Setups
@4 [T5)Face

Press F1 for more help

ewkova 3. 45

AEMNTOMEPEIEZ BHMATOZ.:

Emopuevo Bripa gival n dnuioupyia TnNG TTEPIPEPEIAKAG ETTIPAVEIAG TNG AVWTEPNG ewova 3. 46
TTAeUPdg pag. MNa va Tpayuatotroin®ei autd, emAéyoupe 2D Adaptive 010 dvw onuegio Tng 086vng.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

ENEZHMHZH ZXEAIAZTIKOY NPOIrPAMMATOZ

B0 20 Adaptive2: Select Too *
(-2 Open Documents | | Text contains v ‘ x [ show Operations
I ---HAPTNIAZEIZ MName Number  Diameter  Corner Radius Angle Type Vendor ProductID  Description Comment Spindle Speed  Cu
B--@ Al Taols 21 - g50mm face 1 50mm 0mm 0% Face Mil 5000
O tolder [ 22-B12mm At 2 22mm Flat il 5000
| aRmeyTe PR3 g50mn face 3 S0mm 0mm 0 Face Mi 5000
ey oot |J#“ 40 mm fat T — Elat bl 5000

23 By Coolant @) Took #4 - 010 mm flat ¥ o
‘ - Py 5000
My Lbraies B Generd Cutter Shaft ol Holder Geomery  Feed & Speed 00
[R— enerd aft  Holder Holder Geometry  Feed & Spee
- b tutoralt
=-F7] sample Libraries Type: Shoulder length: Shaft diameter:
(ifAE] Holders - Albrecht Flat il v | 2mm e ‘ 0mm -+
Holders - Maritoal -
' | Holders - Standard Taper Blanks Flue length: - —
Inch - Aluminum I:‘\Gm z
A% nch -rass
-- Inch - Bronze v
Diameter:
[0 mmlg
Body length:
75mm |
Unit; Overal length:
Milimeters v 100 mm 5
(4 >

u New Mil Tool ﬂ New Mil Holder <°> New Turn Tool New Library Edit Select Cancel
- s r ﬁ Q "~ & | 6 ™ ﬂ @ A &% 7 Q) ]G 1047 pp =
a 5 @9 = F By el Yy V4

AEMNTOMEPEIEX BHMATOZ: ewova 3. 47

Apéowg Ba ep@avioTei O TTiVAKAG ETTIAOYWY O OTT0I0G OTO TTPWTO Bripa eivail o id1og yia Vel 3. 48
KGBe TUTTO KaTEpyaoiag. Ouoiwg pe TO TTPONyoUuEvo BApA Ba eTTIAEEOUUE TO KOTTTIKO

pag epyaleio, kKAikdpovtag New Mill Tool. Apxikad emmAéyoupe Tov TUTTO Tou KoOTrTikou Flat Mill, ev
TTPOKEINEVW KAl OTN CUVEXEIQ TO TTPOYPOUHA OGS TTAPEXEI TNV dUVATOTNTA VA OPICOUNE OAEG TIG DIAOTACEIG
TOU KOTITIKOU Péoa oTo TTapdBupo emAoywyv. H emmAoyr Twv dlaoTAcEwy YiveTal Je BAan Tov KATtdAoyo
KOTTTIKWYV TTOU ava@épeTal o€ AANO onueio TNG Epyaciag.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 25

File g Tools &

@ Post Process @ D [ Pattern CE? % @ZDMapim - 5 Horizontal @ :ﬁ ﬁ o Face Tool Front ' [] Tool Library
Setup Sheet & Manual NC ® 2 Pocket : Cont Part Tool Right (28] Task M
Simulate Ij X Setup Folder H i Diill ~ Face e Adaptive iy oot Swarf Multi-Axis Contour Profile GrooveIE : Tool Isometric 0 TR i

© Generate u Probe ¢ 2D Contour Parallel 4 Thread @ ToolTop =) Options
Toolpath Drilling 2D Milling ~ 3D Milling » Multi-Axis Milling Tuming v

Model EoLUNEYEN +

Help/Tutorials

Orientation v Manage

[l Stock Contours
[l Wrap Toolpath
[l Tool Orientation

elkova 3. 49

AENTOMEPEIEZ BHMATOZ.:

OpiOUE TO YEWHETPIKO TTEPIYPAUMPA KOTTAS, ETTIAEYOVTOG TIC OKUES TTAVW OTO BOKiuIo  £kova 3. 50

pag ue 1o Tredio Geometry->Pocket selections.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 26

Posthocess [ Pattern 73 - HHorizontal % @ == Ul ' Face () Tool Front [ Tool Library
@ QD & Manual NC CU? % @ }‘ }I

Simulate E Seaup Shee Setup Folder Drill  Face @ D fedet Adaptive Ay Cortour Swarf Multi-Axis Contour Profile Groove o Part Tool Isometric @ Tool ight @ Fet Maroge Help/Tutorials
© Generate Probe 4 2D Contour m Parallel )ﬂ Thread @ ToolTop  [=] Options ~
Toolpath Job Drilling 2D Milling v 3D Milling Multi-Axis Milling Turning v Orientation v Manage

oM x B3

@) 2D Adaptive : 2D Adaptive2

Yo OHES
[T Clearance Height A Kl
Retractheight vl
Clearanceheimtof..,@

[JRetract Height A

Stock top vl

[ [eoton [ [om__|p}

AENTOMEPEIEZ BHMATOZ.: ewova 3. 51

Ouoiwg ka1 pe 10 TTPOoNyoUdevo avTtioToixo PBrpa(etmAoyn Face), Ba opicouue TIg
aTmrooTacelg yia Ta didgopa BaOn kotm¢. H diagopd o autd 1o onueio gival 611 0TO Ewova 3. 52
KATWTEPO onueio kotig Bottom Height Ba emAéCoupe Selection kal 0Tn ouvéxeia, Ba emAEyoupe TTAvw

07O DOKIMIO PJOG TNV OKMN 1) TNV TTAEUPA TTOU €TTIBUUOUE Va €ival TO KATWTEPO CNEIO KOTTAG.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 27

CAM

D B Pattem ‘ % QZDAdupe éouanul @ @ ‘ ﬁ ﬂ’ jFa(e ' () Tool Front  [] Tool Library 9)
Face

Help/Tutorials

& Manual NC 2D Pocket Cont Part Tool Right (] Task M.
S Drill ® Srac Adaptive iy Consore Swarf Multi-Axis Contour Profile Groove m_’ . Tool Isometric £ Tooliog I8 Tk Marage

u Probe 4 2D Contour ) Paraliel 0 Thread D Tool Top [=) Options
Job Drilling 20 Milling ~ 3D Milling » Multi-Ais Milling Turning Orientation v Manage Help

Setup Folder

ewova 3. 53

AEMNTOMEPEIEZ BHMATOZ:

Ma va dolue TNV PEXPI OTIYUNG TTOPEIa TNG KATEPYATiag pag, Ba eTMAEGOUNE TO OVOUA T, 5., 3 54 MOG
otnv apioTepr) TTAeupd NG 0Bdévng oto 1edio CAM kal OTn Ouvéxela ETMAEYOUME Silnuiaws, yiu VA
MOVTEAOTTOINCOUNE TNV MEXPI TWPEA KaTepyaoia pag. BAéTToupe OTI 0TO KATW PEPOG TOU OOKIMIOU HOG,
EPPaVIOTNKE YIa o€Ipd ETTIAOYWV (KITPIVOG KUKAOG), OTTOU a@Oopd OTNV avaTTapaywyr] TG JOVTEAOTTOINONG
TWV KATEPYAOIWV PaG. ZTa TTEdia TTOU BpioKovTal 0TO ApIoTEPO PEPOG TNG 0B0VNG €xoue €TTIAEGEI Stock
Yl va JOg avatrapioTd To SOKiWIo Jag aTn Hop@n TTou €ixe dTav Eekivnoe n katepyaoia. Etriong, £€xoupe

eMAEEEl va pnv dlaypd@eTal n TTopEia TOU KOTITIKOU atTopovwvovTag To TTedio Toolpath.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 28

» ' Search Help & Commands,

ssemt gn 3D Model  Sketc ect  Tools @AV (3 v
@ Post Process @ D [ Pattem KE? % @ 2D Adaptive Horizontal @ Cg ﬁ ﬁll:l{ o Face Tool Front ~ [] Tool Library
) [F] Setup Sheet & Manualne @ @ 2D Pocket " & Contour 0 y 1o Part [ ool Right (%) Tesk Manager )
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis Contour Profile Groove "™ Tool lsometric Help/Tutorials
© Generate ﬂ Probe 4 2D Contour JIf Parallel i Thread () Tool Top [=) Options ¥
Toolpath Job Drilling 3D Milling v Multi-Axis Milling Tuming ¥ Orientation v Manage
(U + @ Slot
0 faseologio 1a Operation(s) @ Trace
g @ Setups <
#4 [T Face
@ [T4] 2D Adaptive2 ar

Circular

Use for milling cylindrical pockets and islands.

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

Gl

Press F1 for more help

elkova 3. 55

AEMNTOMEPEIEZ BHMATOZ:

>€ auTo TO Bripa Ba KaTEPYAOTOUNE TNV OTTH) TTOU BPIOKETAI OTO AVW PEPOG TOU DOKIWIOU

£LkOVa 3. 56
pag, emAéyovtag Circular ato edio 2D Milling
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 29

@ .PostPro:ess @ Pattem @ @ 2 Adaptive ' HHomontal @ Cg 3 :(I:‘ j Face ) Tool Front  [3] Tool Library @)
Setup Sheet ual

NC 20 Pocket Cont i Tool Right | [&] Task M
Simulate Saup Folder I" 5 D il Fac s ‘) i Swarf Multi-Axis Contour Profile Groove e Ja Tool Isometric D s gkl Help/Tutorials
© Generate Probe 4 20 Contour m Parallel ) Thread () Tool Top =) Options .
Toolpath Job Drilling 20 Milling ~ 30 Milling v Multi-Axis Milling Tuming * Orientation v Manage Help
Model [ESLIN
£ Orodar : Cireuart
yoOHE
| stocktop vl
Revactheghtoffiet: (ST |13
[T Top Height A
il oo v
Topafiet: [om_F
e botton v
Botomoffiet:  [0mn |3
o] o e

ewkova 3. 57

AEMNTOMEPEIEZ BHMATOZ:

OTmwg ival TAéov yvwaoTo, armd Ta TTponyoUueva BAPATA, ETTIAEYOUUE KOTITIKO EPYOAEIO o o o

€mMOupoUPE va aAAAGEOUE), ETTIAEYOUUE TNV OTT) TTOU BEAOUUE VA KOTEPYOAOTOUNE, KOl

MOG IKAVOTTOIET JIa KAl BEAOUME VA CETPUTTIICOUE.
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MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 30

*

i. o Free Move QO I:F J"‘,Sh‘ow 33 Pattem %E I’r E]O @ E:::“ ®-

Y Free Rotat Mi
Place Create gE s Joint Constrain E|B et Billof Parameters Create Derived  Plane Shrinkwrap Shrinkwrap
< &g Hide Al B8 Copy  Materials Substitutes v lLucs

Patten v Productivity

Substitute

Component v Position v Work Features Simplification v

Model % [SEUINER

Relationships Manage v

Assembly | Modeling
{3 faseologio 12jam
v [ Relationships
|- P Mate: 1 (1,000 mm)
- P Mate:2 (73,000 mm)
- Mate:3 (73,000 mm)
Pt
- Pmate:s (73,000 mm)
|- P ate:6 (73,000 mm)
> Bl Representations
> £ orign
v () faseolr:1
> EJorgn
| sketcht
- PMate:1 (1,000 mm)
- - Pmate:2 (73,000 mm)
| - fPMate:3 (73,000 mm)
P ate:4
o Mate:5 (73,000 mm)
P Mate:6 (73,000 mm)
v @ Jaw Plate: 1
> [ origin
Pate:4
JMate:S (73,000 mm)
o Mate:6 (73,000 mm)
v @ Jaw Plate:2

Ready i |4

elkova 3. 59

AENTOMEPEIEZ BHMATO?Z.:

lNa va ouvexioel n katepyaaoia Tou dOKIKIoOU Jag, atTaITeiTal N aAAayh TNV CUYKPATNON  swéva 3. 60 TOoU
Kal N TTEPIOTPOQr) Tou SOKIYIoU, WOTE va aAAGEoUPE TNV TTPOG KaTEpyaaia TTAeupd. ‘ETol Ba
emoTpéWouue oTnv €mmAoy Assemble yia va emeepyaoToUPe €K VEOU TIG OUVONKEG OUYKPATNONG TOU
doKIpiou pag.
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File | BRI Design 3D I Tools CAM  Manage View Envir
g "'g Free Move G I:F qj Show 22 Pattern i= f g [—_l l/:] Axis ~ . % ®-
'ﬁi ‘0 ; ol x O
o Free Rotate . Show Sick Elﬁ Mirror
Place Create Joint \Constrin | | Billof Parameters Create Derived  Plane Shnnkwrap Shrinkwrap
% fy Hide Al B8 Copy  Materials Substitutes ~ * L ucs Substitute

Component ¥ Position ¥ Relationships ¥ Pattern v Manage v Productivity Work Features Simplification ¥

Model x LW

Assembly | Modeling
{3 faseologio 1 ajam
ivDRdaﬁnnshhs
;»Representaﬁons

> £orgn

Q@faseoll:l
> orgn
- B steteht
- vate:1
o Mate:2 (73,000 mm)
- vate:3
- o Mate:4 (73,000 mm)
o Mate:5 (73,000 mm)
P Mate:s (73,000 mm)
v.@]aw Plate:1
5.£orign
- P vate:3
P Mate:4 (73,000 mm)
P Mate:6 (73,000 mm)
vv@Jaw Plate:2
> Eorin

P Mate: 1

P Mate:2 (73,000 mm)
P Mate:5 (73,000 mm)

3l faseologio 1aiam X

For Help, press F1

ewova 3. 61

AEMNTOMEPEIEZ BHMATOZ.: ewkoéva 3. 62

XPNOIKOTTOIWVTAG TIG AVTIOTOIXEG ETTIAOYEG OTO CUVAPHOAOYNUEVO Hag oxédIo OTTWG TTpoava@épbnkav
Tapamavw (Constrain), Ba PETAKIVIIOOUNE Ta ‘PAYOUAQ” TNG HEYYEVNG OTO OMNUEIO TO OTTOIO ETTIOUIOUE
VO OUYKPATAOOUME WOTE VO KATEPYACTOUNE TNV €TTOPEVN TTAEUPA Tou SOKIMiou pag. Aicel va onueiwdei
OTI TTPETTEl AVTIOTOIXWG Kal o€ auTtd TO Bripa va TTPoUTTOAOYioOUE TIG DIOOTACEIG TTOU £XOUME OPICEl WG
TTPWTN UAN WoTe va ToTroBeTricoupe avaloya Ta “pudyoula’” TG HEYYEVNG Kal TO BOKipI0. AuTA n duoKoAia
otnv emegepyaacia Tou dOKIPiou, TTPOKUTITEI ATTO TO YEYOVOG OTI TO OUYKEKPIPMEVO TTPOYPAUMA OXEDIaONG
O¢ev B1a6£TEl TNV €TTIAOYA TNG AUTOUATNG TTEPICTPOPAG TOU BOKIWIOU.
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» | Search Help & Commands... S % 8 Signin

File ¢ esign T E 36
@ Post Process @ D [ Pattern :ﬁ' 70 Adaptive us) Horizontal Cg ﬁ 4l 7 Face o Tool Front  [] Tool Library 0)
[E] setup Sheet [ Manual NC ; @ 2D Pocket " & Contour s 1k Part . ([ Tool Right Task Manager )
Setup Folder Drill ~ Face Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
© Generate § Probe 4 2D Contour 19 Paraliel W Thread (D Tool Top  [=) Options b
Toolpath Job Drilling 2D Milling ~ 3D Milling ~ Multi-Axis Milling Turning v Orientation ~ Manage Help

Mode! [RCUEVEN +

0 faseologio 1a Operation(s)

Simulate

8 m

Post Process...
Clear Toolpath
Make Default
Suppress
Protect
Optional
Create Derived Operation
Addto New Folder
Addto New Pattem
Duplicate Ctd+D

B con

x Delete

Edit Notes...

[&] Show Log

[F] Generate Setup Sheet...

Q Store as Template...

(¥) Expand Al Children

Collapse All Children

ForHelp, press|  SelectAl Cti+A

10:59
@ ~@w zd NG " R

9/12/2019

ewkova 3. 63

AENTOMEPEIEZ BHMATO?Z.:

Emotpépoupe otnv emAoyrp CAM kai oTov Trivaka BnudaTtwy OTo aplioTePd PEPOG TNnG  Ekova 3. 64
006vng emAéyoupe opoiwg CAM. Maparnpoupe o1 TTAEov OAEG PAG OI EVTOAEG yIa TNV KATEPYaATia TNG
TTPONYOUUEVNG TTAEUPA £XOUV eP@avioel €va KOKKIVO CUMPBOAO, TO OTToi0 dev Pag €MITRETTEI VA TIG
povTeAoTroifjooupe. Autd cupBaivel yiaTti €xoupe aAAGEEl TOV TTPOCAVOTOANIOUO TOU DOKIPiOU PaG, aAAd
pTTOpOUpE va dlopbwooupe, kavovTag Bei KAIK o KABe evioAn kai emAéyovTag Edit kar oTn cuvéxeia
Xwpig va Tpotrorroifooupe TiTrota emAféyoupe OK. Me autd TOV TPOTTO TO TTPOYPOUMA WTTOPEI va
MovTeAoTToINoel Eava TIG TTPONYOUMEVEG EVTOAEG XWpPIG va emnpedadetal ammd mnv aAAayrn Béong Twv
MAyOUAWV Kai TNV TTEPIOTPO®H Tou dokiuyiou. ANwOoTE Ta “pudyoula” dev Ta avTIAOUBAVETAl WG AVTIKEINEVO
MIa Kal OTO apXIKO Setup opicaue oav avTIKEIYEVO TTPOG KaTepyaaia To dokiuio pag (BHMA 14).
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-

CAM

File A nble [ ! 3
@ Post Process ‘9 D [ Pattem :ﬁ—, % & 2D Adaptive '®) 5 = Ul 7 Face @ Tool Front Tool Library

Setup Sheet & Manual NC & 2D P G2 Part (59 Tool Right  [] Task M:
S date o SuB S Setup Folder & Manua Dol | Faca & 2D Adaptive Clearing | Groove D2 | ook ometne b 1o ont | B8 Tk Manegecdl o iiorias
& Generate § Probe 4 2D Coy Jm Thread [ED Tool Top  [=) Options x

Creates a roughing operation that uses a more optimized toolpath
Toolpath Job Drilling 2D Milling ¥ that avoids abrupt direction changes. Turning v Orientation v Manage

-«

%5 Face : Face3

1]

Taper angles can be defined for any walls or islands.

Yoo &
Tool: #1 - @50 mm face A
(e S—

Coolant:

| Fiood =l
Feed & Speed A

Spindle speed: Press F1 for more help
Surface speed:

o e e [0 [
Cutting feedrate: [ 1000 mmjn][3]
Feed per tooth:
Lead-in feedrate:
Lead-out feedrate: \—:j‘;
Ramp feedrate: [333,333m] 5]
Plunge feedrate: t:j‘
Feed per revolution: 5\

[Coc 1 conce |

Stock Selections 3 3

elkova 3. 65

AENTOMEPEIEZ BHMATO?Z.:

ELKOV 3. 66
21N ouvéxela emAéyoupe Eavda 2D Milling>Face kai gp@avidetal ¢avd otnv 0Bdévn 10

avadudpevo TTapdBbupo yia va eTIAEEOoUPE KOTTTIKO péoo. ‘ETol, emIAéyoupe To KoupuTri Tool yia Tnv €1TIAoYnA

PPECOKEPAANG aPOU TTPWTA OPICOUNE OTPOPES KOTTTIKOU ECoOU oTo TTapdBupo Feed & Speed.
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Face3: Select Tool X
=2 Open Documents A | | Text contains v | ‘ 3¢/ [ show Operations
T
: TAPT 1 BASELS Name Number Diameter ComerRadus  Angle Type Vendor ProductID  Description Comment Spindle Speed  Cu
=3 Al Tools a8 =1 - 950 mm face 1 50 mm 0 mm 0° Face Mil 5000
1 Holder 1] #2- @12mm fiat 2 mm Flat Mil 5000
@ By Type P13 - 050 m face 3 50 mm 0mm 0° Face Ml 5000
2 By Tool Material [ #4- 910 mm flat 4 10mm Flat Mill 5000
2By Coolant 820 Adaptive? 3000
£-F7 My Libraries %E'w‘:r] ?;Eg
T #Face
) tuteriat4 -
L] 3 i g5 - p50 mm face 5 50mm 0mm 0° Face Mill 5000
(=] Sample Libraries p et
Holders - Albrecht -
Holders - Maritool
Holders - Standard Taper Blanks
Inch - Aluminum
Inch - Brass
Inch - Bronze ©
g >
u New Mill Tool w New Mil Holder @ New Turn Tool New Library Edit Cancel

"~ . (] I . . My
'~ ® ~ flramzgene oo B

AEMNTOMEPEIEZ BHMATOZ: ewova 3. 67

21n ouvéxela emAéyoupe Eava 2D Milling=>Face kai eggavifetal Eavad otnv 086vn 10 ,

avaduduevo Tapdbupo yia va emAEEoupe KOTITIKO PEoO. 'ETOI eI €mIAEyoupE e s o8
epeCokepaln Face Mill atré Tov katdAoyo Twv AdN xpnoipotroinBéviwy epyaAciwv. OAa Ta gpyalcia TTou
MTTOPEI VO XPNOIYOTIOINCOUUE OTIG KATEPYAOIiEG Pag KataypdgovTal o€ pia BiBAIoBnRkn, woTe étav Ba
XPEIOOTOUNE Eavd KATTOIO aTTd AUTA va PTTOPOUNE va TO €TTIAEEOUME KaTeuBeiav Xwpig va XpeIddeTal va

OWOOUNE OAEG TIG DIOOTACEIG KAl TA XOPOKTAPIOTIKA a1rd TNV apXH.
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]
File

CAM

@ Post Process @ D B Pattem ,a @ 2D Adaptive ) Horizontal @ }‘j ;Q% o Face Tool Front ~ [5] Tool Library J

§ ﬁ Setup Sheet @ Manual NC 5 @ 2D Pocket " & Contour s X ]'ﬁ Part X g Tool Right E Task Manager .

Simulate Setup Folder Drill ce Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
© Generate u Probe 4 2D Contour 110 Parallel 0] Thread @ ToolTop  [=] Options X

Toolpath Job Drilling 2D Milling v 3D Milling ~ Multi-Axis Milling Tumning v Orientation v Manage Help

% Face :Face3

Yoo =
Stock Contours A
| stockseectons

e —

¥ Tool Orientation A
Orientation:

| Select  axisfplane &X axis v
N zans X
MFip z axis

@ Xas X
[Flip X axis

O

7/

1101 py
sy N8

AENTOMEPEIEZ BHMATOZ.: ewova 3. 69

AQoU €xoupe €TTIAECEl TO KOTITIKO POG epYaAcio, Ba opicoupe ek véou Ta Opia oTNV

Kivnon Tou KOTITIKOU PO, agoU TTponyndsi o TTpoadIopIouOS TV aldvwy avapopdg Tou  Ewova 3. 70

KOTITIKOU Pag. Autd ocupBaivel d10TI €xoupe aAAAgel TTpooavaTtoAIoud o010 OOKiUIO pag Kal TTAéoV dev

oupBadidel ue TOV TTPOCAVATOAIOHO TTOU E€iXE TO KOTITIKO OTIG TTPONYOUUEVEG KATEPYATieG. Me TNV eVTOAR

Tool Orientation emAéyoupe ava va opiooupe agova Z kal X OTTwG €XEl TTPOAVAPEPBEI OTA TTPWTA

BrpaTta. ZTn cuvéxela eAEYEOUNE av AQUTOPATWG €XElI OPIOTE N ETTIPAVEIQ KATEPYOOIAG KAl TEAOG PE TNV

emAoyr OK Ba &ekivrioel 0 vEog UTTOAOYIONGG yia TNV PHOVTEAOTTOINGN Tou BripaTtog Tng edong.
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pec ools @A) fes -
@ Post Process @ D [ Pattern 73 % @ 2D Adaptive E ) Horizontal @ @ ﬁ f@ll o Face Tool Front - ] Tool Library
4 :

Setup Sheet & Manual NC & 2D Pocket Cont G Part Tool Right  [%] Task M
Simulate E i Setup Folder H s Drill  Face \ s Adaptive % S Swarf Multi-Axis Contour Profile Groove ]E a Tool Isometric [0 Tol i PR Help/Tutorials
© Generate u Probe 4 2D Contour JIf Paraltel W Thread () Tool Top [=) Options ¥
Toolpath Job Drilling 2D Milling 3D Milling ~ Multi-Axis Milling Tuming ¥ Orientation v Manage Help

CAM x |Kd
‘ faseologio 12 Operation(s)
=& Setups
-4 [T5] Face2
(%@ (T4] 2D Adaptive2
-8 [M] Circular!
#% [T Face3

Ready 3 4

ewova 3. 71

AEMNTOMEPEIEZ BHMATOZ:

Mapatrdvw TTapoucidletal To ypa@ikéd TTEPIBAANOV TOU TTPOYPAUHATOG Hag OTav EXEI

, . , , , , ; ewova 3. 72
U'ITO)\OYIO'€I n6n TIG KIVNOE€IG TOU KOTITIKOU KAl TOV GpIG}JO TWV TTACWV TTOU TOU £XOUME

opioel. 'ETo1 ouvhBwg PE TTPACIVO KAl JTTAE XPWHO YOG OTTTIKOTTOIEI TNV TTOPEIQ TOU KOTTTIKOU.
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®

Design 3D

@ Post Process @ D [, Pattem 6, A W «E 4o Horizontal @ :_ﬁ ;k:{ o Face @ Tool Front ~ [i] Tool Library 0
& 5 4 )
. [ Setup Sheet & Manual NC : @ IDPocke " & Contour o ) 1 Part [ Tool Right (&) Task Manager )
Simulate Setup Folder Drill ~ Face Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
© Generate ¥ Probe ¢ 2D Contour i Parallel W Thread () Tool Top (=] Options b

Toolpath Job Drilling 2D Milling ~ 3D Milling Multi-Axis Milling Tuming ¥ Orientation v Manage
Mode! [OAUREVEN +

@ 2D Adaptive : 20 Adaptive3

yooH=

Pocket selections jx]

[l Stock Contours

W Vrar Tuoipath

¥ Tool Orientation

Orientation:
SekctZaisfplne&Xaxs v
D :
MFip z axis
‘ m X axis

[CFip x axis

ewova 3. 73

AENTOMEPEIEZ BHMATO?Z.:

2uvexifouue TNV KaTEPYQoia TNG ETIPAVEIAG PAG, OE QUTO TO onuEio Ba KOTEPYAOTOUE ba . 74
TTEPIPEPEIAKA TO AVTIKEIPEVS pag. OTToTe, emAéyoupe Katd Ta yvwoTd 2D Adaptive otn

ypapun epyaAciwv (2D Milling). Z1n ouvéxela, oTtnv apioTepry TAeupd Tng 086vng Tool
Orientation—>Select Z axis/plane & axis kal €MAEYOUNE TNG AKPES TTAVW OTO BOKIUIO WOTE VA OPICOUE
TOoUug AEoveg ava@opdg Tou KOTITIKOU. & auTd To onueio agiel va onueiwBei 611 Ba yrTopoucaue va
ammo@UYOUNE TO KOANIUTTPAPIOUA Twv aédvwy TOU KOTITIKOU OTIG KATEPYOOIieG TNG KABe TTAcupdg, av
TTPAYHOTOTTOIOUCONE KAIVOUpIo Setup yia kaBe @daon katepyaoiag. To apvnTikd 0€ auTh TN TTEPITITWON
€ival 0 opIoPOG TOu apxIKoU OYKOU TOU QVTIKEIUEVOU TToU Ba £TTPETTE va opileTal o€ KABE aAAayn @Aaong UE
Kivduvo AdBoug opiouoU OyKOU. XTn CUVEXEID OPICOUNE TO TTEQIBWPIA YIA TNV TTEPIPEPEIOKT KOTTH UG,

EMAEYOVTAG TIG AVTIOTOIXEG AKUEG, OTTWG ATTEIKOVICETAI TTAPATTAVW.
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File CAM

@ Post Process @ m [ Pattem 7} % E = Horizontal ﬁ ﬂ" ol Face Tool Front  [] Tool Library 0
& ® Y
Setup Sheet & Manual NC 20 Pocket Conty Part Tool Right  [%] Task M:
Simulate E w Setup Folder M Manva Dril | Face O DPOE | e W CONlOU | M- Ae Contour | Profle Geoove liB_J M el srmenic B PR SN elp/Tutorials
& Generate 4§ Probe 4 2D Contour M Paralle! 0] Thread ) ToolTop  [=] Options b
Toolpath Job Drilling 2D Milling ~ 3D Milling + Multi-Axis Milling Turning v Orientation v Manage Help
@ 20 Adaptive : 2D Adaptive3
YO0OHEE=

Rebract height ofset: [Smm__|13]

[ Top Height A
| stock top v
ot [om 8l

faseologio 1aiam X

ewkova 3. 75

AEMNTOMEPEIEZ BHMATOZ:

AkoAoubei, 0 TTpoadIopIoPOG TwV dIaPOPWY TIHWV OTA BAON KOTTAG TOU KOTTTIKOU HAG. - @a
apriooupe 0Aeg TIG dlaoTdoelg idleg aAAalovTag pévo To onueio yia To Bottom Height,

OTTWG ATTEIKOVICETAI TTOPATTAVW ME TO KITPIVO BEAOG. Z€ QUTA TNV KaTEPyaoia dev Ba eTIAECOUNE TTOAATTAG
Tdoa KabBwg 10 BAB0G KOTTAG Ba gival PIKPO, TTapd HOVo Eva TTACO EEXOVOPIOUATOS Kal £va QIVIPIOHATOG,

OTTWG Kal TTapaTTavw.
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B
FlEN Assemt g CEE CAM Vie v
@ [E] Post Process @ D & Pattem ﬁg; % @ 2D Adaptive 4 Horizontal @ ﬁ :j T Face Tool Front ] Tool Library J
) |j Setup Sheet & Manual NC : (@ 2D Pocket " & Contour T ; 1 Part (& Tool Right Task Manager i
Simulate Setup Folder Drill  Face Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
© Generate u Probe 4 2D Contour i Parallel ) Thread [ Tool Top [=) Options %
Toolpath Drilling 2D Milling v 3D Milling » Multi-Axis Milling Tuming v Orientation v Manage

g 2D Contour : 20 Contour4

YyOOHE=

o A
[ separate tangential end extensior

[l Stock Contours

W Rest Machining
1B Virap Toolpath

¥ Tool Orientation
Origntation:
" Select Z axis/plane & X axis

~ axis

[IFlip X axis

Origin:

| setup iCS origin vy

11:05 pp
9/12/2019 E

) ENG

AEMNTOMEPEIEZ BHMATOZ: ewova 3. 77

Emiong, tnv idia okpifwg diadikacia pe akpifweg Ta idia BApata Ba  akoAouBriooupe yia va

ONUIOUPYACOUE TO EETPUTTNUA  EAAEITTTIKOU OXNMATOG WE TV Jovn diagopd oTtnv iAoy 2D Contour,

OTTWG Qaivetal TrTapatmdvw. Mo avaAuTikd, Ba eTTIAEEOUNE Eava TOUG AgoVES ava@opPdg TOU KOTTTIKOU HOG

péoou kaTd Ta yvwoTd. ‘Etteita, 8a emAEgoupe Ta dpia oTa oTToia Ba KIvnOEi TO KOTITIKO JUag.
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daptive

@ %Pouhoms IED gPam«n ':g} % :iﬁ: i Horizontal @ @ 3 i‘.ﬂ] o Face O () Tool Front ) Tool Library

) Setup Sheet & ManualNC~ © p ocket " & Contour e ) 1 Part (B Tool Right %) Task Manager .
Simulate Setup Folder Drill ~ Face Adaptive ~ Swarf Muiti-Axis Contour Profile Groove ™ Tool Isometric Help/Tutorials
© Generate u Probe JIj parallel W Thread ] Tool Top [=) Options d
Job Drilling 20 Milling v 3D Milling + Multi-Axis Milling Tuming v Orientation v Manage Help

Feedheghtoffset: |Smm |

[[] Top Height y
stocktop vl

Top offset: i‘j

Bl faseologio Tajam X

ewkova 3. 79

AEMNTOMEPEIEZ BHMATOZ.:

210 ouvéxela, Ba emAEEoupe 10 BABOG KOTIMG KAl KUPiwg Ba aANd&oupe TNV €TTIAOYN  cixdva 3. 80
Bottom Height = Selection emA&éyovTag 10 KATW PEPOG TNG TTAEUPAG KATEPYATIag TOU

TEAIKOU pag doKIYiou OTTWG QaiveTal TTapaTTavw.

o710
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29 Pattem

R R

@W % Free Move q I:F o’ Show
°g Free Rotate J A m Mirror : K int »
Place Create Joint Constrain Bill of Parameters  Create Derived ~ Plane Shrinkwrap Shrinkwrap
® o HideAll B8 Copy  Materials Substitutes v ucs Substitute
Component v Position v Relationships v Pattern Manage ~ Productivity Work Features Simplification v

&
+
1

) [Bi Representations
> DOrig‘n
v () faseal:t
> Elonign
(] sketch
- Jl’hte:l
JM&Q (73,000 mm)
Phate:3
JMmM (73,000 mm)
ErMatz:S (73,000 mm)
P Mate:6 (73,000 mm)
v-{F) 1w Plate:1.
» [ orign
rfmm:a
,:fnm:q (73,000 mm)
P Mate:s (73,000 mm)
v () 12w plate:2
> Eonn
Priate:t
P Mate:2 (73,000 mm)
:rMahe:S (73,000 mm)

For Help, press F1 3 4

ewkova 3. 81

AEMNTOMEPEIEZ BHMATOZ:

. , . , , , . elkova 3. 82
A(pOU T£)\£I(UO'GU£ ME TIC TTEPIPEPEIOKEG KATEPYAOIEG KAl TIG OTTEC TTPETTEI VA APAIPECOUUE

KOl TO eVATTOMEIVAV UAIKO aTTO TO OTTOI0 OUYKPATOUOOUE TO OOKiMIo OTnv Trponyouuevn @don. ‘Etol,

emoTpéPoupe oTto Assemble kai emAéyoupe Assembly, SiaypdgovTtag OAeg TIG eviOAéG Mate oTo TTedio

Relations. Mg autd Tov TpOTTO TO BOKIMIO Kal Ta PJAyouAa Ba gival Ikavd va dnuUIoUpyAOooUV €K VEOU TO

€mMOUPNTO cuvapuoAdynua. ‘ETol pye Tnv evioAl Constrain kai TIG avAAOyeg €TTIAOYEG ETTIQAVEIWV KAl

OKMWYV, PE Ta avaloya offset Ba éxoupe TOTTOBETNUEVO TO SOKIPIO YOG TTAVW OTA PAYOUAQ TNG PEYYEVNG

OTTWG TTAPOUCIACETAl OTO ETTOUEVO BrAua.
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Search HelpSiCommandsians| & % & Signin

[f ) Freeove 7 EF K how 5 Pattem %E f’r & @ ,|Z|Ax

00 FreeRotate .oy Show Sick gﬁ Miror ] & Point ~
Place Create Joint Constrain Bil of Parameters  Create Derived  Plane Shrinkwrap Shrinkwrap
v o Hide Al B8 Copy  Materials Substitutes v Substitute
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AEMNTOMEPEIEZ BHMATOZ.: £lkova 3. 83

Mapatravw BAETTOUPE TRV OTAPIEN TOU BOKIPioU TTAvw OTA HAYOUAa TNG PEYYEVAG UAG,
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EMNE=HIMHZH ZXEAIAZTIKOY NMPOrPAMMATOZ
BHMA 43

@ PProe ;‘N Bem , — 4“ ' ) Horizontal A (8 f _imll | Face

Setup Sheet & Manual NC (@ D Pocket Cont Il Part Tool Right ~ [£6] Task M:
Simulate E Aok Setup Folder B i Drill  Face \ S Adaptive é’ i Swarf Multi-Axis Contour Profile Groove ]E : Tool Isometric 0 TolRig ek
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Q (5 Tool Front - ] Tool Library !))

Help/Tutorials

Orientation v Manage

@ 2D Adapive : 2D Adaptived

VOO HEE

m Pocket selections

[l Stock Contours

[l Wrap Toolpath
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SekctZaspane 8Xaxs v
= X
[Flip z axis

M Xais X
[OFlipX axis

Origin:

Setup WCS orign v

M5 pp
) EN
) gmig &

ewova 3. 85

AEMNTOMEPEIEZ BHMATOZ:

‘ET01 0TV TeAEUTaia @Aon TnNG Katepyaaoiag pag, akoAouBoupe Tnv idia akpiBwg 5. 56
ElKova 5.
diadikacia emAéyovTag TNV evioAr) 2D Adaptive kal ge Ta avtioToixa BAuaTa, yia Tov

TTPOCBIOPIOUO TwV agdVWV ava@opdg Tou KOTITIKOU Pag JECOU Kal TRV €TTIAOYA TNG UTTO KaTepyaaia
ETTIPAVEIQG.
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AENTOMEPEIEZ BHMATOZ: gwova 3. 87
AvTIOTOIXWG €TTIAEyoUPE oav PEYIOTO BABOG KOTIAG Kal TEAOG TNG KATEPYAOIOG HAG TNV EIKOVICOUEVN

EM@AVEIQ, XPNOIMOTTOIWVTOG TIG EVTOAEG TTOU BpiokovTal 0TO KATW apIoTEPA PEPOG TNG 086vNG Bottom
Height=> Selection kai emIAéyovTag TNV aKPA TNG ETMIQAVEING AUTAG (KOKKIVO BEAOG).
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BHMA 45

File M

@ Post Process @ D [ Patten ﬁg; % @ 2D Adaptive ) Horizontal @ (5 f ﬂ" o Face Tool Front [37] Tool Library @)
Setup Sheet & Manual NC @ 2D Pocket Cont I Part Tool Right Task M:
EI b Setup Folder m i Drill  Face @20 foc Adaptive iy Cortour Swarf Multi-Axis Contour Profile Groove ]E 2 Tool Isometric 0 ol g tiAati

P!
© Generate u Probe 4 2D Contour 10 Parallel W Thread [ Tool Top [=) options
Toolpath Job Drilling 2D Milling v 3D Milling v Multi-Axis Milling Turning v

Simulate Help/Tutorials

Orientation v Manage

[Preserve order
[8oth ways
Maximum stepover: E
[ use morphed spiral machining

[ Allow stepover cusps

Smoothing deviation: m

JIV—
Finishing stepdowns: _
Finishing stepdown:
Walltaper ange (d... [0deg |4/

[ use even stepdowns

[ order by depth
[Jorder by step

Ol faseologio 1aiam X

@ Adg®ED A

ewkova 3. 89

AEMNTOMEPEIEZ BHMATOZ:

2¢ auTd 10 onueio Ba eTAECOUE N AQaipeON UAIKOU va eTTITEUXOET e TTOAAQTTAG TTAoQ. ‘ETOI, 0TnV €1mIAOYN
Passes diaAéyoupe 1o KeAi Multiple Depths, mpoadiopifovrag 1o BABog KOTTAG Tou KABe TTdocou Kal
emAEyovTag 10 BAB0OG KOTTAG yIa TO TEAEUTAIO TTACO QIVIPIOPATOG. ZT0 TEAOG TNG dlEPYATiag Hag ETTIAEYOUUE
OK
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@ Post Process @ D & Pattem ﬁgi @ DAdsptive (=] o) Horzontal {8 T Face Tool Front ] Tool Library
) Sotun Cheet (G Masualbic @ 2D Pocket "~ & Contour o ) 1B Part (] Tool Right (%] Task Manager .
Simulate hce Adaptive Swarf Multi-Axis Contour Profile Groove " Tool Isometric Help/Tutorials
¢ 2D Contour m Parallel ) Thread [ Tool Top [=) Options Y
Previ d simulates toolpaths and stock ial I,
e st toopaeand soc matl GRS v 30 Miling v Mult-Axs Milling Tuming v Orientation v Manage Help

Various controls include simulation speed and direction, visibility
‘ fa of tool, shaft and tool holder, as well as the coloring of rapid
B moves, lead moves, and cutting moves.

Press F1 for more help

For Help, press F1 304

ewkova 3. 91

AEMNTOMEPEIEZ BHMATOZ..

Me tnv oAokArpwon Tng diadikaciag pag Ba emAégoupe OK kai 1o TTpdypappd pag Ba utroloyioel TRV

TTOPEIa TOU KOTTTIKOU Pag Yéoou e BAon TNV ETTIQAVEIQ KAl TOV apIBud TTaoWV.
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[Ashow shaft

[/ show holder
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| Standard vl
Colorization:

Operaon v

[ show transparent
[stop on colision

[ show part comparison

Ready 3 4

ewkova 3. 93

AENTOMEPEIEZ BHMATO?Z.:

21N ouvéxela Ba TmatAcoupe 1o TTANKTPO Simulate €xovrag e€mAéCel oTo TTEdiO (apIoTEPH] TTAEUPA TNG
004vng) TNV apxIkr ovopacia Tou dOKIUYIOU Pag TToU BPICKETAI OTO Avw PEPOG TNG EVTOAAG Setup.

Mapatrdvw atreikovidetal n govTeAotroinon TnG TEAIKAG @AONG KaTEPyaaoiag Tou SOKIMWIoU pag eAAxioTa
mpIv TEAeiwoel. ‘Exoupe emAEEEl va pnv atTeikovideTal n TTopeia Tou KOTITikoU pag (Toolpath) kair va

ATTEIKOVICETAI O OYKOG TNG APXIKAG HAG TTPWTNG UANG.
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ANAZKOINHZH & MPOBAHMATIZMOI NTYXIAKHZ EPIAZIAZ

2€ auTO TO ONUEIO TNG TITUXIAKAG Epyaoiag, ival onuavTikd va avapepBei avaAuTIKa O
TPOTTOG OKEWNG PE OKOTTO Tnv eTmiTeus TNG. MeTd TNV AW Twv apXIKWV oXEdiWV yia

Ta SOKIipIA TTOU €ival TTPOG KATAOKEUN dnpioupyndnkav ol £€1¢ TTPoBANUATIOUOI :

o  XKEWEIG OUVTAENG PAOEOAOYIWV. Ze autd TO onueio NPOAUE AVTIHETWTTOI
ME TNV avadnTnon Twv PBNPATWY KATEPYOOIag yia KABe Eva atrd Ta £€1 dOKiuIa.
H apyxiki 10€a UAoTTOINONKE ME TOV OXEDIOOUO TTPOXEIPWY OKAPIPNUATWY,
OOKIUJiWV KAl TPOTTOU CUYKPATNOAG Toug (oKapignua 1-2). XTnv OUVEXEID
TTapaTNPENBNKE 0TI OpICHEVA BOKIUIO O€ KATTOIEG PAOEIG KATEPYATIaG TOUG ATAV
ATTOPAITNTO VO OXEDIACTOUV ETTITTAEOV 10I00UCKEUEG yIa Tov BEATIOTO TPOTTO
ouyKkpAaTnong Toug. Agicel va onueiwdei, 0TI 0 KUPIOG YyVWHOVAG HOg OTnV
ouvTaén Twv QaceoAoyiwv ATav N KATAOKEUN TOU KGO SOKIUIoU HE TIG AlyOTEPES
OuvaTtég PACEIS KaTEpyaaiag yia AOyoug €€0IKOvOUNoNG XPOvou, KOGTOUG Kal

€UKOAIag oTnv uAotroinon atd Tov apuddio TeEXVITN.

Zkapipnuo 2 Zkapipnuo 1
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EmiAoyl UAIKOU OSoKigiwv. Emeidy n Kataokeur) Twv OoKidiwv otnv
TIPOKEIPEVN TTEPITITWOTN EXEI EKTTAIDEUTIKO XOPAKTAPA, KATOAASANE ETTEITA ATTO
avadnmnon otnv €AoY KPAUATOG OAOUMIVIOU. ZUYKEKPIYEVA, ETTINEXBNKE
AMloupivio TUTTOU AL-6061, AOYyWw TOV IBIOTATWY TTOU TTAPEXEI OTNV EUKOAIQ
KATEPYOOIAG.

Mpdéypappa nAekTpovikAG oxediaong. ‘Emerta, Tpaypatotroiiénke
OoXeOIOONOG Twv OOKIYIWV Hag OTO TTPOYPAUMa NAEKTPOVIKAG oxediaong
AUTODESK INVENTOR ( CAD ) ékdoon PROFESSIONAL 2018.
MovTeAomroinon. lMNa v olvialn Twv @aceoloyiwv Eyive Xprion Tng
emméktaong (HSM) Tou oxedlacTiKoU TTPOYPANMATOS TTOU TTPOAvVaPEPBNKE UE
OKOTTO TNV OTITIKOTTOINON TWV @QAcewv Kartepyaciag. ETmeidr, dev uThpxe
yvwon €T Tou avTIKEIuévou Tng povTeAotroinong, o0 TPWwTo  oTAdIo
TelpapaTioTAKaE e didgopa Tutorials Tou oXeDIACTIKOU TTPOYPAUUATOS TTOU
€I0AyouV TOV XEIPIOTH OTIG BACIKEG TOU AgiToupyieg. KaTtd Tnv povTeAoTToinon
TWV OOKIUIWY POG AVTIMETWTTIOAUE TIG TTAPAKATW BUOKOAIES :

1. aduvapia @OpTWOoNG TNG HEYYEVNG OUYKPATNONG ATTO TO OXEDIAOTIKG
TPOYpaAPua oTn Asitoupyeia TG povtedotroinong. MBavr aitia
auToU Tou TTPORAANATOC gival Ta ANITTA TEXVIKG XOPAKTNEIOTIKA (
Kdpta ypa@ikwyv) Tou H/Y Tou xpnoigotroiénke. Ma Tnv
QVTIMETWTTION  TOU  €MAEXBNKE va  avarmmapayxBouv  aTn
povTeAotToinon poévo Ta “pdyouAa” Tng uéyyevng, OIOTI gival TO
ONUAvTIKOTEPO ONUEIO OTN OUYKPATNON TWV OOKIYiWV.

2. To kupidTepo TIPOPBANUA TTOU TIPOEKUWE O€ OTI agopd Tnv
MOVTEAOTTOINCN KAl CUVETTWG O OAN TNV TITUXIOKA €pyacia ATav OTI
Katd TNV oAAayr @ACEwWV KATEPYAOiag KAl TOU TTPOCAVATOAICHOU
TwWV doKIYiwy, TO TIPdypauha aduvaroloe va dIaTnproel Tov
OPIOHEVO OpPXIKO TOUG OYKO Kal KATA TNV TTEPIOTPO®H T dOKiUIx
TTEPIOTPEPOVTAV Padi Pe Ta “pdyoula” TnNG péyyevng. OTTOTE, ETTEITA
atréd digpelivnon TBavwyv AUCEWV, KATOAASOUE OTNV ETTIOTPOPN O€
Tponyouuevo PBrua (assembly) woTte va opicBouv favda ol
avTioToIxeg Béoeig Twv “pdyoulwv” TIpiv atrd K&Be aAAayr @aong.
To pelovéKTPO autig TG Along, e€ival 0TI N OUVOAIKNA

MovTeAoTToinon TwWv QACEwV KaTepyooiag yia KaBe Sokiuio o€
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Hopon Bivteo, atreikdviZe To KOTITIKG pag o€ AavBaouéveg BEo€IG wg
TPOG TNV €KAOTOTE TeAeuTaia KaTepyaoia. QoTé00, AUTO dev
ETTNPEACEl TOV UTTOAOYIOPO XPOVOU KATEPYAOIAag Twv QAcEwWY Kal
OTTOIOdATTOTE  AEITOUPYIOG TOU TTPOYPAUMATOG.  AVOAUTIKOTEPN
ETTECYNON TOU TPOTTOU €TTIAUCNG AVOQEPETAlI OTO KEPAAaIO (
Emregriynon ZxediaoTikou MNpoypduuaTtog).

3. Kard tnv povteAotroinon Twv doKidiwy, Kal €10IKOTEPA OTA TTPWTA
QoKiuIa oTToU N evaoXOAnon Pag Pe To oXedIaoTikG TTpdypaua ATav
eAdxiotn TTapartnenénke 6t otnv €mAoyn simulate, To Bivieo TG
MovTeAOTTOINONG EPPAVICE KOKKIVO XPWHA TOOO OTO KOTITIKO OG0 Kal
oTn MUTmapa @oOpTwong Tou Pivreo (BAETe eikdva 4.1-4.2). Auto
oupBaivel d10TI o€ TTPAYMATIKEG GUVONKES Ba UTIPXE GPAAUQ €iTe
AOyw aduvapiag Tou KOTITIKOU va eKTEAECEI TNV ETMBUPNTA Kivnon
€iTe €TI0 TO TOOK CUYKPATNONG TOU KOTITIKOU XTUTTAEI TTAVW OTO
Ookijio katd Tnv Oladikacia agaipeong UAIKou. Ta  Tnv
QVTIMETWTTION Tou TIPOoBAARuaTOG autoU aTtraiteitar 1 aAlayn
KOTITIKOU P€oou (TpoTroTroinon Twv diacTdocwy Tou) 1 aAAayr Tng
EVTOANG 1] TWV SI0POPWYV TTAPANETPWY TNG TT.X. PABOG KOTTAG, Opla
Kivnong KOTITIKOU Péoou, €TTIAOYN ETTIQAVEIOG KATEPYAOTiag. ETriong
Mia akéun TTePITTTWon OQAAUATOG HE XOPOKTNPIOTIKG PAvUua not
valid toolpath, epgavidetal 6Tav n evioAr Tou aceoAoyiou pag dev
gival UAOTTOIACINN O€ TIpayuatikég ouvlOnkeg. OTTdéTE Kal TO

TTPOYPAPUA HAG TTPOEIDOTTOIET KAI ETTOUEVWG BEV TO TTPAYHOTOTTOIE.
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& Generate § Probe < 2 Contour M Parallel 3T Thread ) %ol Top  [E) Options
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@ [ Post Process Q D & Patten ‘/ ﬁ @ 20 Adaptive - & Horizontal % @ 3 ﬁ@ o Face & Tool Front ] Tool Library 9)
2 b, Contour 1 Part ) Tool Right  [TF) Task Manager

Collision 1
Shaft collides with stock

@ [E Post Process @D & Pattern % ,znAanpm C E)Homonnl % @ :; j}._u, o Face o (& Tool Front ) Tool Library

Setup Sheet Manual NC 20 Pocket Conty part Tool Right (5] Task M
B e Setup Folder & v DnI| Facer T ol Comtour | L i A Conitoir | Profle Groove TP Lt sonetic (B o Rt | [ Tk Mansger
& Generate § Probe < 2D Contour M Parallel W Thread ED Teol Top  [=) Options
Toolpath Job Diiling 2D Milling ~ 30 Milling ~ Multi-Axis Milling Tuming ~ Orientation + Manage Help

Simulate Help/Tutorials

1 Operation(s)

-4 [T1] Face3

@ @ [12] 2D Adaptive3

(‘@ [T2] 2D Adaptived
=& Setupt

- [12] Faced

@@ [12] 2D Adaptive6

(e [T1]20 Adaptive?
4@ Setups Simulation
& [T2] FaceS
(4 [12] 2D Contour2
& [T2] 2D Adaptivel0

| Novalid toolpath,

o]

Pocket Selections 1 1

ewova 4. 2

e AavBaopévog oxedlaouog @aoceoloyiou. Katd Tov apyikd
oxedlaopo Tou dokipiou 4 ouvéRn o €€AG AavBaouévog UTTOAOYIGHOG O OTT0I0G
TapatnENBNKe Kal £yive avTIANTITOG  KaTté Tnv  povTeAotroinon Tou. Kupiog
TTapdyovTag TTou Bondnoe oTnv avixveuon Tou AABoug eival n OTTTIKOTToINGN
TWV QACEWV KATEPYAoiag. ZUyKekpIgéva oTnv TeAeuTaia @don (BAETTe eikdva
4.4),6¢ev gixe uttohoyioBei 0TI Katd Tn dIdTPNCN TNG OTTAG KAl T SIANOPPWON

TOU OTPOYYUAEUQOTOG We TNV TTapouoa oTtrpign (Mepitrtwon 1), To avTiKEiyevo
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Ba TaAavteudTav Kal dev Ba gixaue To emMOUUNTO atroTéAeaua. MNa Tnv €TTiAucn
auToU Ba PTTopOoUCANE VA TOTTOBETAOOUNE £va EvOETO TTAOKISIO OTO KATW PEPOG
TOU veUpou, aAAd oUTe auTd ATav €QIKTO AOyw €AAEIYNnG oTabepdTnTag. MNa 1o
AOyo autoév KaToAAfauE OTOV avooxedIOOPO TOU @QOCEOAOYiou Kal Tnv
TEQPAITEPW MEAETN WE aTTOTEAEOHO va OAAGEEl N Oe€Ipd KOTEPYQTiag Twv
TTAeUpWV TTIPocBETOVTaG akdua pia @don karepyaciag(Mepittwon) OTTwWG

TTapouaidletal otnv (eikéva 4.3).

MepiTrrwon 1 MepiTrrwon 2

i elkova 4. 3
ewkova 4. 4

e IS101TEPOTNTA OXESIGOMOU SOKIMiwWV. Ommwe Taparneridnke, 6Aa Ta
OOKipIO KATEPYATTIOG Pag OTA apXIKA OXEDIA TTOU HaG dOBNKAV OTTOU UTTHPXE
Slapopewaon KABeTNG ywviag 90° (BAéTTe eikOva 4.5), uTipEe n aTTaitnon n
ywvia va gival TeAgiwg KABETN Xwpig va eMTPETTEI OTO KOTITIKO va diaypdyel To
TEAEIWPQ TNG KOTEPYATIAG PE OUYKEKPIPMEVO padIo TTAvw OTN ywvia. AuTo Kpivel
TNV KATOOKEUA JaG AlyOTEPO AVOEKTIKNA OTIG KATATIOVHOEIG AAAG €YIVE OTTODEKTO
Kal oxedidoTnkav OAa Ta doKiyla e autdv Tov TPOTTO agou ATav oTa TTAdicIa
eKTTAIOEUTIKOU XapaKTApa. QoTd00 aUTO PTTOPET v CUUBE KAl O€ TTPAYHOTIKEG
ouvOnRkeg avaloya e TIG aTTAITACEIG TG KATAOKEUNAG.
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MNwvia 90°

ewova 4. 5

e BeATioTotroinon Twv @aceoAoyiwyv. ‘Evag TToAU onuavTikog TTapdyovtag
OTOV TOMED TWV KATOOKEUWYV, E€ival n MeEiwon Tou OUVOANKOU Xpdvou
KATEPYQOiag Tou DOKIYioU. yia va €TITEUXOEi auTd, TTPETTEI VO JEIWOOUUE TIG
PAoEIg KATEPYAOiag oTo TTEPICCOTEPO dUVATO KAl VA XPNOIUOTTOINCOUNE TO
KATAAANAQ KOTTTIKA WOTE VO aQaIpedei TTEPICOOTEPO UAIKO € AlyOTEPO XPOVO
katepyaoiag. Na mapddeiyya oT1o dokipyio 1 otnv TeAeutaia @don Oa
MTTOpOUCANE VO XPNOIKMOTTOINOOUUE TNV @PeCOKEPAAA diauéTpou P50mm o€
OAn Tnv didpkela katepyaaiag avTi yia KovoUuAl @10mm pe ammoTéAeopa Peiwon
XPOVOU KOTEPYAOiag TG PAONG KAl CUVETTWG OAOKANPOoU Tou SOKIiou.

elkova 4. 7 - Qpelokeparn ekova 4. 6 - KovSu
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NAPAPTHMA

KatdAoyol KOTITIKWV péowV
MapakdTw TTapaTifevTal Ta QUAAGDIO TWV TEXVIKWY XAPOKTNPIOTIKWY TWV KOTITIKWV

MECWV TTOU XpnolhoTToINenkayv o€ KABE KaTepyaaia.

W General Features
SEC-WaveMill WAX type is a high speed and high efficiency
cutter capable of rough mifling to finishing of Non-Ferrous

Mestals such as Aluminium alloy.
W Gan=iis @ For Ramping (Slent Miling) @ Coolant Supply
@ For Helical Miling Coctant holes are 2 standard featurs for ths whole serles.
: @ Excellent Adhasion Resistance
@ Sai=ty Design Top rkn B0 of the Nsort s STpod Srish
Prevents dslodging of nsarts causec by centritgal fores. DLC Coat Inserts oo avaisbio for improved adhason feestanca

- Rampmg (Slant Milling)
ETEInG angls {&r” max ) depands on CUmEr dametar.
mn&gmmmummmmnmmmmgm

) @t e Mo REping of Pt cuter. > ;
Mnﬁgmmnqﬁmxwwmmm M Ramping (Slant Milling) Angles
3 a; P Cutier Dameter]  Max. Ramping Angle o™ max
tana 0D (mm) WAX3000 Type | WAXA000
5 S
25 o 28"
32 z 1§30
40 3 13"
0 ™ =
&3 = i
30 T 5
100 > a*
125 z E
wiibsg M Helical Milling Diametar
an W Helical Milling Oufier Diameter] WAX3000 Type | WAXA000
[ # B0 (mm) jess! e
20 22 33
‘-.-' 25 29 43 Ed a3
aroymg 32 43 57 = 57
— 20 £ 73 E] 73
"ﬂ =0 70 03 ™ o3
| ey =) [ ) 0 )
=== 20 130 153 134 153
Lo 100 70 03 T 103
s ~ = 125 229 243 224 243
W Maximum Allowsble Spindle Spead B Recommended Cutting Conditions
Cuier Diameter|  WAX3000Type |  WAX4000 Work " Fond R,
8D(men) [n mex(min') [v.(m/min)|n min’) |v, % E0| prasarry | Hoinass G;g_&ﬂ! r:: n-q—-’?-. ta
20 14000 880 = - 6009007200 | 0.05.0.15 025 |DL1000]
25 29,000 2200 1,000 860 The cating cordions sbow % & D Acal Corciions wit saed & e s scseg ©
32 25,000 2.500 9,000 900 oy Py e St
0 23,000 2,900 20,000 2500
50 20,000 5,900 18,000 2800
63 16,000 3500 16,000 3,300
80 16.000 2,000 14,000 3500
700 14,000 2400 12,000 3700
125 13,000 5,400 1,000 4300
Tha n max speads ar 5ot to pravent the nsarts Fom delodging by centrdugal fores.
H116
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1=H

500 Insart 2e or "R,"

W Spare Parts (3000 Type common)

20| TRD®B

ey i

¥ | waxaoooe / EL ype

BFTX0408
Eh—'ﬂlm L 1]
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lBodyp—--ia--a-u-uuuu-)

500 st 0k for "R

W Inserts (3000 Type common)
1 St [0 Sk S [T Cant e () Mo s W (5 ot Ay (2] vt St
500
FgP Someaiig
Amicaten | Geners upose
Rougning
8 Dimansions (mm)
e T|3|la]|AlB|lr| s |ed
AECT 160404PEFRA (@ [@ | 8 |64 12 ]04| 5 |24
160408PEFRA |@ | @ | '8 |64 10 |08 | 5 |22
160412PEFRA (@ |® | 12 [84|08| 12| & |44
160416PEFRA (@ | @ | 175|64(05 |18 | & | &2
160420PEFRA (@ | @ | 175|184/ 08 |20 &5 |4s
160430PEFRA |@ (@ | 17 (04|07 |30 5 |as
160432PEFRA |@ | ® | 17 |64]|05 32| &5 |44
MTW [13 5|44
160450PEFRA (@ | @ | 6 [64[02 |50 5 |22
7,=4.0 or greatr ars for we with bodics that have & 4.0 cat. o sufix.

'

o,
Fadus
Laad
=
Oty
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Carbide endmills finishing for aluminium ERGALIOKOPTIKI

Edge technology cutting tools

KovruAia kapBiSiou eAiKoer vipioparog AAoupiviou
E402 pB 51 @ivipioparog AAoup Q

22 | MEC /MAN

m ®ivipioparog kapPidiou.KardAAnAa Ma avToypd@oug/poutep KOTIG
m aAoupiviou kai GAAwY TTAQOTIKWY UAIKWV.

Finishing type. Suitable for aluminium profiles and plastics.

Aiaordoeis - Dimensions

. D1 D2 L1 L2 Z Part #
(mm) (mm) (mm) (mm)
6 6 25 80 2 E4020606
6 6 25 100 2 E40206255
6 6 25 120 2 E4020625
8 8 32 80 2 E4020808
8 8 25 100 2 E40208321
8 8 25 120 2 E40208322
8 8 42 100 2 E4020842
10 10 32 80 2 E4021032
10 10 25 100 2 E4021025
10 10 25 120 2 E40210255
10 10 42 100 2 E4021042
Karémv mapoyyehias or Saoréoess Sivarar va mpooapuooIody o
avéyxes 10u meAdn - Custom diamensions are possible under drawing
L2
i— L1
! | e | '
o X B
] - B :Hb‘*-:.-_'_"-.__ﬂ. T
=1 S——— T — —
D2 - 4 D1—

HG(-0.04)
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Haas MM Series

The Mini Mill & Super Mini Mill

MOYMTZIAHZ BAZIAEIOZ
TAMMNAZ NIKOAAOZ

[Technical Specifications]

[ Specifnications ]
Travels Mini Mill  Super Mani Mill
X 16 16
Y r r
z 14 e
; L @ ;
Tha Nisri N3 and Separ Mini Mill am porfoct  The Mini Mill's 167 x 12° x 10" travels and Rpefotomm b atpe)_ 2AS o
for machiming the typical small parts found at 36" x 12" table make it ideal for most of tha Table
many job shops. The 40-taper spindle is ideal Jobs a typical shop encountars. The small = — -
for fimish work and cstting aluminam. footprint saves spacs, and the maching's cost Length (ratal) ; el ¥
is very affoedable. | s
o - .
( show eptianet G stes) Lengh (wark surface) 2875 27
Wikh r 2
Maxx Wizight on Table Wk W0 b
Mini Mill Super Mini Mill e~ i -y
[ Standard Features ] [ Stanaard Features ] T-Skot Width TR
o Full VMC Capabilities ® Full YNC Capabilities Ne of TSkts -
® 15" Color LCD Monitor w/US8 Port * 15" Color LCD Momitor w/USE Port Cerce 1 o
® 167 x 12" x 10" (xyz) Trawels ® 16" x 12" x 107 (xyz) Travels e
« Fall Enclosure « Full Enclosure —Spindle
o 10-Tool Capacity o 10-Tool Capacity Taper Sire 0 ¥
 Standard 40-Taper Tooling « Standard 40-Tapes Tooling Sperd 05000 pm 0-10.000 cpm
® 367 x 12" Table ® 36" x 12" Table Drve Symem Belt-Deiven Belt-Deiven
* 6000-rpm Vector Drive Spindie * 10,000-rpm Vector Drive Spindle Max Torgue B Q 120 pm 17 f+-b S 4600 rpm
® 600 ipm Rapids * 1200 ipm Rapids GENn@ 120 pm 23 Nn & LB rp
» Direct Speed, Belt Drive « Rigid Tapping Max Rating T5hp 15 hp
® Accepts Single- or Thoee-Phase Power * Coolant Pump Kit bW N2
® User-Friendly Haxs Comtrol ® (ear Plastic Top Cover Brushless Axis Motors
e Excy to Set Up and Operate o Direct Speed, Belt Drive Max Thn fating 20001b BN
® Made in the USA ® Theee-Phase Power Feedrates
® User-Friendly Haas Control Mae Rapids & pm 1700 ipen
[ Optione ] ® Easy to Set Up and Opemate 52 mimir 5 mmar
« BI40 ® Made in the USA
o Chip Auger Max Cutting 50 pm 233 ipm
« Coolart Pump K& [ Optione ]
® Programmable Coolant Nozzie - BT40 Tool
o Clear Plastic Top Cover « 15,000-7pm Spindle Caacty 0
e 4th- and Sth-Axis Drives « (hip Auger Type CTor BT840
* Coordinate Rotation & Scaling * Through-Spindie Coolant Max Too! Diameter a5
* High-Speed Machining w/look-Ahead * Programmable Coolant Noxzzle Max Tood Waight 17k 545k
it ““'o"r'?'.“"h":;’“ S e Tox t0 e 16 sec 30 sec
s e WP — D s Ctip 20 O 50 18
« Rigid Topping « High-Speed Machining w/Look-Ahead Povsc :v ® iy o=
» Spindie Onentation ® User-Definable Macros Positicning 207 —~7==
* 750 MB Program Memory ® Haas Intuitive Programming System S, ot
« Spindle Orientation firpeatasi ty 00001
® 750 MB Program Memory Geseral
Machine Wsght 00 b 00 b
1542 & A7 &
Air Hoquered Axcin@1ps  dscin @ 100ps
Specificabicrn udsiect ko change withaet nofice. Power Hequired (min) MEVAC 3-fhase 304 708 VAC 3-Phase, BOA
o o wapornitie & tmopephize emen SVIAC 1 5
W EE o i, [ Aug 2010 T
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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 parts machining
in 2 compact package that is
loaded with full-size features.

They are perfect for schools,
start-up shops or as a first step
into CNC machining. And theyre
2 valuable addition for shops
needing a "second-op™ machine,
or an additional spindle where
space is limited.

B Mini Mill
et

Shop-proven, 6000-rpm
vector drive spindle

Standard, user-friendly,
full-function Haas control

600 ipm mpids,
500 ipm cutting feeds

Machine operates on either
single- or three-phase power

Compact footprint

Super Mini Mill
Clear plastic top cover, standard

ENHANCED Automatic 10-pocket

40-taper tool changer provides
fast 3-second tool changes

ENHANCED Shop-proven, vector
drive spindle features 10,000 rpm
and righd tapping

- 36" x 12" table handles
parts up to 500 1&

ENHANCED High-pitch ballsaews
and powerful shless servos
provide 1200 ipm rapids

Machine cperates on
three-phase power

The Saper Mini Mill also
includes a coolant pump and
1 ME of memory

Compact footprint

Warrarty: 1 Yoar Farts and Labor
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[Special Series]

Haas MIM Series

The Mini Mill & Super Mini Mill

Mini Mill Super Mini Mill

Autematic 10-pocket
40-taper tood changer ENHANCED High-speed 10-pocket
WNematc 100! changer
4 000-tpm
vector drive spindle ENEANCED 10 000 rpan vector drive
spindie and rigid tapping

15.2 m/min rapids,
12,7 m/min cutting feeds ENHANCED 30,5 m/mim rapids

and 21.2 m/min cutting feeds

Wartanty: 1'%t Parts an Lor
[ Standard Features ] [ Mini Ml ] [ Options ] pevra osr
« Ful YW Gapabiities «6000-rpm Vectar Drive Spindle « 15000-tpm Spindle !
« Standard &-Tapes Tocling + 15,2 m/min Rapics « Throagh-Spiscle Caalant System !
« Difesct Speed, Bedt Delee » Program rabde Coslant Nouzie
<574 (305 mm Table = Chip Auger
« 38 cm Calor LCD Monitoe w/ISE Port [ Super Mini Mili | « High How Coslant Pymp
«406 x 305 1 254 mm [ayz) Traveh « 10 000-rpm Yector Drive Spindle « 4th- and Sth-Axis Drives
« Full Eaclosare +30,5 miven Rapids « Wireless Intuitive Probisg System
« 10-Too! Capacity «Rigid Tepping « Caordinate Fotation & Scabng
«led Wark Light « High-Speed Toel Charger « High-Spoed Machirieg w/loek-Ahead
« Power-fallere detection module » User-Defnabie Macres
+ | GS Prograes Memary aser Mior M0 aslr + Haas Visual Programming System
« High Impact Safety Glass ! Sognckard o S « Spinghe Oriastatian
« Modie In the USA + WIFl Connaction for the Haas Controd
+ Rigid Tapging £

137



MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

BiAloypapia

Clark, D. A., 2014. Crowood Metalworking Giudes-Milling. First Edition

Tuttle, M., 1989. Manual on Experimental Methods for Mechanical Testing of Composites.
1st

AnpocBévoug, A. K. M. &.T. A., 2004. Mnyavoupyikn TexvoAoyia-Aiaudéppwon Me
AnoBoAn YAikou-Xutevuon-ZuykoAnon Kat MAaoctikn Mapauopewon. 2n

Kwvotavtivog I. Ztepyiov, I. K. 2., 2009. Teyvoldoyia katspyaoioc HETAAAwV.

NwkoAao¢ MnidaAng, E. M., 2014. 3YSTHMATA CAD/CAM & TPIZAIASTATH
MONTEAOINOIHZH. 2n'EkSoon

DWnpovog Xp. ZKittidn, P. D., 2000. Baotkég apyec aptIUITIKOU EAEyXOU Kal
TIpoypaUUATIONOG Epyaldeiounyavwy CNC.

138



MANENIZTHMIO AYTIKHZ ATTIKH2 MOYMTZIAHZ BAZIAEIOZ
TMHMA MHXANOAOTQN MHXANIKQN TAMMNAZ NIKOAAOZ

139



