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KegpdaAaio 1°
2KoTrog Epyaciag

H trapouca SITAWPATIKA pyacia TTEpATWONKE OTO TTAQICIO TOU PETATITUXIAKOU
TTPOYPAPMATOG OTTOUdWY UE TiTAO Epapuocpéva 2uotiuaTta AutoparoTroinong, Tou
TMAMaTog Mnxavikwy Mapaywyng kai Aioiknong, Tou AieBvoug lMNavemmoTnuiou TNG
EANGBOG (0T ©cooalovikn) atrd Tov PeTATTTUXIOKG @oITNTH MoAuxpdvn Oe6dwpo.

O eAANVIKOG TiTAOG TNG epyaaiag gival “TMpocouoiwon Katepyaoiag Ppailapiopatog Ye
Xpnon Zuyxpovwyv Texvikwyv MovTteAoTroinong” Kai e0TIAdEl OTNV TTPOCONO0IWON £VOG
mepaouartog (Pass) mepipepeiakou @pailapiopatog (Peripheral - Side Milling), pe
XPOMN TOU EUTTOPIKOU OXEDIAOTIKOU Aoyiopikou Autodesk Inventor (CAD — Computer
Aided Design) kai pye Tn BoriBeia Tou epyaleiou VB yia epapuoyés (VBA — Visual Basic
for Applications). Ta ammoteAéopaTa TTOU Ba Byouv a@opouV TRV TTOIOTNTA TNG ETTIPAVEIAG
KOTTNG (Surface Roughness) aAAG kai To péyebog Twv atroBAATWY (Chips) yia
OUYKEKPIPEVO KOTTTIKO epyaleio (Button Insert).

EmmpdoBeTa TnG TapatTdvw €peuvag Kal TWV ATTOTEAEOUATWYV TNG, TTPAYUATOTTOIEITAI
ava@opd K avaAuon oto BewpnTIKO HEPOGS TwV Pnxavwyv CNC (Computer Numerical
Control) ka1 6n Tng @paifag (Milling Machine) trou atroteAoUv Tov Baciké AGyo TNG
Biounxavikig eravaotaong (Industrial Revolution).



KepdAaio 2° (Zrabun rwv Nnvwoswyv)
2.1 loTopiki Avadpopun

Eikéva 1: Amreikévion Biopnyxavikrig ETravédotaong.
(https://www.cmu.edu/news/stories/archives/2021/july/industrial-revolution.html)

A6 1n Biounxaviki ETravaoTtaon (Industrial Revolution) kai UoTtepa, n povrépva {wn
gival €CapTWPEVN aTrd TTPONYHEVA INXAVAMOTA yia KAOE KATAOKEUN, aveEapTATWG
UAIKWV. ‘Evag ek Twv onuavTikOTEPWY TUTTWV PnxavnuaTtwy givar o CNC (Computer
Numerical Control) pnxavég. O1 unxavég CNC diadpapaTtiCouv KUpIo pOAO OTO XWPO TNG
Blounxaviag Kal Twv KaTaoKeuwV, aAAd Kal 0ToV auéavopevo pubuod TnS EENIEAGC TOUG.

Mia pnxavy CNC civai éva ouoTtnua tmou ouvouddel TToAAATTAG epyaAcia (Cutting Tools -
Drills, Lathes and Milling Tools), Ta oTToia TO JNXAvNUa PITTOPET va Ta ETTIAEEEI KAl va TO
Xpnoigotroinoel. ‘Exel oxedlaoTei yia TNV KATAOKEUA TPIOBIAOTATWY £¢apTnudTwy. Ta TTIo
aTTAG pnxavAuaTa KivouvTal o€ €vav A dUo doveg. Ao TV AAAN TTAEUpd, Ta TTI0
TTponypéva cuoTiuata dlaBETouv Kivnon Twv agdvwyv X Kal Y Kal JTTopouv va KIVOUVTal
KaTd uAKoG oTov agova Z. MoAAG €xouv duvatoTnTa TTEPIOTPOPIKAG Kivnong (£17i Twv
mpoavapepBEviwy aédvwy mou ouvhBw s Bswpouvrai emmimAéov aéoveg A kai C) Kal
OKOMN KOl auTOUATNS AAAAYAG KOTITIKWY EPYAAEiWVY, WOTE TO UAIKO VO PTTOPET va KOTTEI
aT1TO OAEG TIG TTAEUPEG XWPIG XEIPOKivNTN ETTEPROON.

To TTpwTO CUCTANA ApPIBUNTIKOU eAEyXoU e@eupédnke atrd Tov John T. Parsons (1913 —
2007), o otroiog TiurBnke 1o 1985 pe 1o National Medal of Technology Twv HIMA, evw 10
1993 €yive péAog Tou National Inventors Hall of Fame Twv HIMA. O Parsons 1n dekaeTia
Tou 1940 Gpyioe va epydadeTal Kal va €I0AYEI KAIVOTOPEG I0EEG OTNV KATAOKEUN
ECOPTNHATWY EANIKOTITEPWV VIO TNV EKKOAATITOUEVN TOTE AEPODIACTNHIKA Blopnxavia.
2uvepyagouevol pe Tov Frank Stulen, o1 duo Toug avETTTugav pia péEBodo OTTou €vag



MNXaVIKOG dIARACE TIG CUVTETAYUEVEG KATA MAKOG VOGS Aova X Kal vog agova y, o€ dUo
AGAAOUG PNXavoupyoug TTOU OTn CUVEXEID Ba ékavav TNV TOPr/ KOTTA. ATTO eKEli,
ouvepyaoTnkav pe epeuvntég oto MIT (Massachusetts Institute of Technology)
avatrtuooovTtag diIdtpnTeg KApTeG (Punch Cards) pe duvardtnTa va TpoypaupatifovTal
ME APKETA ONUEIQ WOTE VA TTAPEXOUV TTANPWS QUTOPATOTTIOINUEVN MNXAVIKI KATEPYATia
agaipeong UAIkoUu (Machining).

H évvolia Tou apiBunTikou eAéyxou €10Ax0n Tn dekaeTia 1970 wg 1980, 6Tav o 161
MIKPOETTECEPYAOTNG £YIVE O EYKEPAAOG TOU PNXAVIOPOU EAEYXOU TWV EPYAAEIONNXAVWV
Kal VEEG EUPUEIC DOUEG oUOTNUATWY £Kavav TNV €i0000 TOUG OTO XWPEO TNG Blounxaviag.



2.2 Aopnl CNC Mnyxavwv

Lathe CNC Machine Plasma Cutting CNC Machine

CNC Electric Discharge 5 Axis CNC Machine Laser Cutting CNC Machine

Eikéva 2. Mnyavég CNC.
https://engineeringlearn.com/types-of-cnc-machine-definition-operation-working-materials-support-softwar
e/

Mépn CNC Mnxavwv (Parts):

. 2uokeun Eic6dou (Input Device)

. Movada EAéyxou Mnxaviig (Machine Control Unit - MCU)
. EpyaAgiopnyavry (Machine Tools)

. ZuoTtnpa Kabodiynong (Driving System)

. 2uoTnua Avatpo@odotnong (Feedback System)

. Movada Wnoiaknig Atreikéviong (Display Unit)

Mivakag EAgyxou (Control Panel)

NN WN

O 6pog CNC onpaivel «apIBuNTIKOG EAEYXOG UTTOAOYIOTH» KI O OPICHOG TNG KATEPYATIOG
CNC cival yia evaAAakTik (Substandard) diadikaoia KATAOKEUNG TTOU CUVHBWG
XPNOIMOTTOIEI NAEKTPOVIKA XEIPIOTHPIA KAl EPYAAEIOPNXAVEG YIA TNV OPAIPECN OTPWHATWY
UAIKOU (Layers) atro Tn katepyaoia Tepaxiwy, yvwoTd wg akatépyaoTo Tepdyio (Blank) n
utté emreepyacoia avTikeipevo (Workpiece), TrapayovTag €101 €va €I0IKA OXEDIAOUEVO
TEAIKO TTpoidv (Custom Designed Part). H diadikacia gival KatGAANAn yia upeia ykapa
UAIKWV, oupTrepIAauBavouévwy JETAAwWY, TTAACTIKWY, EUAOU, YUQAIOU, appou Kal
OUVOETWY UAIKWV. ZUvavTd €QapuoyEg o€ TTANBwpa Biopnxaviwy, 0TTws HEYAAQ KEVTPQ
pMNxavikwy katepyaoiwv CNC (Workshops), rpwtdtutra e¢aptipara (Prototyping) kai



TNAeTTIKOIVWViEG (Telecommunications), AepodiacTtnuikr (Aerospace), Biounxavia
Oxnudtwyv (Automotive Industries), Nautrnyikry (Maritime Industries), o1 oTToieg aTmraitouv
auoTNPOTEPEG avoXEG (Strict Tolerances) o oUyKpion e AAAES BlounXaVieS K.q.

H autopartotroinuévn @uUon Twv unxavikwy katrepyacoiwv CNC emTpétel TNV TTapaywyn
atTAWV TTPOIGVTWY UYWNANG akpifelag ki euoToyiag (Precision & Accuracy), o€ XaunAo
KOOTOG yIa PETPIO OYKO TTAPAYWYNG.

H epyaoia kot TTou ekTeAeiTal ammd To CNC ovopdaletal katepyacia CNC. Ta
Tpoypduuata karepyaoiag CNC apxIkad oxediaovral, TTpoeToIuadovTal Kal
TTpooopolwvovTal o€ NAeKTpovIKO uttohoyioTh (H/Y), evw 0Tn ouvéxeia TpogodoTtouvTal/
eloayovtal o€ pia pnxavr) CNC. Zupewva e 10 Tpoypappa, 10 CNC eKTOG TV AAAWV
EAEYXEI KAl TRV TaXUTNTA TWV EPYOAEIONNXAVWV.

YTtrdpxouv ol 6poi “Machine” kai “Machining” otnv ayyAiky yA\wooa. H diagopd petagu
TwV OUO AUTWYV OPICHWY Eival TTWG PE TOV TTPWTO OPO AVAPEPOPATTE OTO INXAvNUaA
(CNC Machine) evw e Tov deUTEPO 6pO 0T diadikaaoia, dnAadr Tnv katepyacia (CNC
Machining). Zuvettwg, pia pnxav CNC gival pia TpoypappaTi{Ouevn NXavh IKavh va
eKTEAEI autovoua Asitoupyieg katepyacoiag CNC.

MtrAok Aidypaupa Aoprg CNC (Block Diagram):

Input Devices

Part Programs

. —_— Display Unit
Machine spay Tt
Control Unit
Data Control Loop
Processing Unit Unit
Motion Data Miscellaneous Velocity &
Function Position
l Feedback
Driving System > Machine »  Feedback System

Tools



Mépn pnxavrg CNC:

Ta kOpia pépn TNG pnxavhs CNC eival Ta akdAouba.

#1. Zuokeun €106d0u (Input Device)

Eival n ouokeur TTou XpnNOIKOTIOIEITAI YIA TNV EI0AYWY TTPOYPOAUNATWY, HECW
Aoyiopikwv CAM (Computer Aided Manufacturing), o€ pia pnxavry CNC. Ytrdpyxouv
TPIWV €1I0WV CUOKEUEG €10000U TTOU XPNOIKOTTOIOUVTAl CUVABWG, KI AUTEG Eival Ol
OUOKEUEG avayvwong Taiviag didtpnong (Punch Tape Readers), ol CUOKEUEG
avayvwong payvnTikAg Taiviag (Magnetic Tape Readers) Kai 01 UTTOAOYIOTEG HECW
emkoivwviag RS-232-C (Computers via RS-232-C Communication).

#2. Movada EAéyxou Mnxaviig (Machine Control Unit)

AuTn gival n “kapdid” Tng unxavng CNC. ExkTteAei OAeg TIG AeiToupyieg EAEyxou TNG
pnxavAg CNC. Aid@opeg epyaaoieg TTou ekteAouvTal atmo Tnv MCU eivar: va diaBadel Tig
KwoIKoTToINUEVES 00NYieg TTou divovtal oe auTiv (Coded), va atToKWAIKOTTOIEI TV
KwodIkoTtToINuéVn evToAr (Decode). H MCU egival utrelbuvn yia TRV avatrapaywyn
EVTOAWV Kivnong, epapudlovtag TTapePBOAES (YoauUIKES, TQAIPIKES N EAIKOEIDAS) GTOUG
agoveg (Interpolation - Linear, Spherical, & Helical).

H MCU petadidel Tnv evIoAR yia Tn TaxUTNTa Tou GEova 0TO KUKAWMNO TOU EVIOXUTN
(Amplifier Circuit) yia va KIViiO€l TOV JNXaviopo TG atpdakTou (Spindle). Aaupavel
onuara avadpaong yia 1n 6€on kai Tn TaxuTnTa yia KABe agova kivnong (Drive Axis).
E@apuolel BondnTikéS AsiToupyieg EAEyxOU, OTTWG N EVEPYOTTOINGN I ATTEVEPYOTTOINON
WUKTIKOU uypou (Coolant On/ Off) i evepyoTroinon 1} atrevepyoTToinon Tou KIivATHPa TNG
atpakTou (Spindle On/ Off) kai aAAayry epyaAeiou (Tool Change).

#3. EpyaAeiounyavr) (Machine Tools)

Mia epyaAeiopnyavr) CNC éxel ravra €éva oupouevo Tpatrédl (Sliding Table) kal pia
ATPOKTO YIa TOV EAgeyX0 B€ong kal TaxuTtnTag (Position & Speed). Ta Tpatrédia Tou
MNXOVAROTOG EAEyXOVTal OTNV KOTEUBUVON Tou agova X Kal Y evwy N ATPAKTOG EAEYXETAI
oTnv Kareubuvon Tou agova Z.

#4. ZuoTnua Kabodriynong (Driving System)

To ouoTtnua odriynong Tng unxavrng CNC atroteAeital atrd €va KUKAWUA EVIOXUTA
(Amplifier Circuit), ammd kivnTApeg peradoong kivnong (Drive Motors) Kai €TTIKEQAAAG
£dpava petradoong kivnong (Ball Lead Screws). H MCU petadidel Ta ofuata (6nAadn,
0éon kai TaxutnTa) Tou KABE GEova OTO KUKAWPO TOU EVIOXUTH.



Ev ouvexeia, Ta onuarta eAéyxou evioxuovTal yia va evepyoTtroin@ouv (Activate) ol
KivnTApES ueT@doong Kivnong. O1 evepyotroinuévol (Actuated) KivnTipeg HETAdOONG
Kivnong repIoTPEPOUV Ta POUAEUAV yia va TottoBetricouv (Position) To TpatTédl Tou
MNXQVAWOTOG 0TNV KATAAANAN B€on.

#5. ZuoTnua avatpo@odotnong (Feedback System)

To ouoTnua auTto, atroTeAeiTal atrd Pop@opeTaTpoTreic (Transducers) TTou AeiIToupyouv
w¢ a100nTPeS (Sensors). Ovopaletal TTiong PETPNTIKO cuoTnpa (Measurement
System). AtroTeAeiTal aTTd JOPPOUETATPOTIEIC BEONC KAl Kivnong TTou TTapakoAouBouv
(Monitoring) ouvexwg Tn B€on Kal TV TaxUTNTa TOU KOTITIKOU £pyaAciou (Located) kaBe
oedopévn oTIyun.

H MCU AapBdvel cpaTta a1rd autoug TOUG HETATPOTTEIG KAl XPNOIUOTTOIEi TN dlagopd
METALU TwV onudaTtwyv avagpopds (Reference Signals) kal Twv onuatwy atroékpiong
(Response Signals) ye okoTtro Tn dnpioupyia onuatwy gAéyxou (Control Signals) trou
odnyouv o1n d16pBwaon Twv c@aAPaTWYV (Errors) B€ong Kal Kivnong.

#6. Movada Wnoiakig Atreikéviong (Display Unit)

Mia 0646vn TTou XPNOCIUOTTOIEITAI VIO TNV EMPAVION TTPOYPANPATWY, EVTOAWY KAl
OTTOIWVOATTOTE AAAWYV XPROINwWY dedopévwy TNG unxavrs CNC.

#7. MNivakag EAéyxou (Control Panel)

O Trivakeg eAéyxou eivai eTTiong £va atrd Ta onuavTikG pépn Twv pnxavwy CNC, e1diké
yIO TOUG XEIPIOTEG TOUG (Operators) TTou XpnoiJoTrolouvTal Yia pUBUICEIS, TPOTTOTTOINCEIG,
E1I0AYWYEC TTPOYPANPATWY YIA TIG AEITOUPYIES TTOU TTPETTEI VA EKTEAECTOUV OTA
akatépyaoTa Tepdyxia epyaciag. Ovouddetal etmiong "eykEPaAAog” TnG pnxavrig CNC.

Alodikaoia Epyaoiag Mnxavwv CNC (Procedure):

1. Mpwrta at' 6Aa TpayuaToTroleital eykatdoTaon (Install) dAwv Twv ammaIroupevwy
TTPOYPANMATWY Kal AOYIOPIKWY oTn povada MCU.

2. H gioodog ) n odnyia (Input/ Instruction) Trapéxetar atnv MCU xeipokivnta
(Manual Input) A péow GAAWV CuCTNPATWV.

3. H MCU &ekiva Tnv ekTEAECT TWV TTPOYPAUNATWY CUPPWVA WE TIG 0dNYiES TTOU
divovtal kal Trapayel (Generate) éva Kolvo ofja €£600U TO OTTOI0 TPOPODOTEITAI
(Feed) oto KUKAWWaO peTAdoONG Kivnong.



4. MOAIG TO KUKAwpa peTaddoong Kivnong AaBel Ta orjuata evioAwyv atré tnv MCU,
EEKIVA TNV TTPAYMATIKA AEITOUPYIQ TOU UNXavAuaToG.

5. To ouoTtnua avadpaong HETPA Kal TTAPAKOAOUBEI ouvVEXWG TN AEIToupyia Tou
MNXAVAMOTOG KAl TTAPEXEl TO anua avadpaong otnv MCU.

6. H MCU tmapayel ava 1a oApaTa eVIOAWY Yia TNV €EAAEIYN TWV OQOAPATWY,
OUYKPIVOVTOG TO OANA ava@opds YE TO OANa avadpaong.

7. 21N YnoloKkr povada atreikovions OeQOPEVWY O XEIPIOTAG UTTOPEI VA D€l OAEG TIG
EVTOAEG, TIG EVEPYEIEG, TIG TTANPOQPOPIEG KAl TA OEDOUEVA OXETIKA UE TN AEITOUpYia
TOU UNXAavANaTOoG.

MAeovektuata TG pnxavhns CNC:

e MTTopei va dnuioupynoel BEoEIC epyaaiag e TNV uwnAoTepn akpipeia armmod
OTTOI00NTTOTE AAAO XEIPOKiVATO uNXAvnua.

o Mrtropei va AsItoupynoel yia 24 wpeg.

e Ta egaptiuara Tou TTapdyovTtal atrd auTd £xouv Tnyv idia akpifeia. Asv utTTdpxouv
d1aQOPOTIOINCEIG TWV TEAIKWV TTPOIOVTWV.

e Acgv atraITei XeIPI0TH PE UWNAR €€ei1dikeuon yia va Asitoupynoel. ‘Evag
NUIEIBIKEUPEVOG XEIPIOTAG MTTOPEI ETTIONG VA EPYACTEI UE HEYOAUTEPN OKPIBEIa O€
oUYKpPION JE KATTOIO AVTIOTOIXO XEIPOKivVNTO unxdavnua.

e Ol XeIpIOTEG UTTOPOUV EUKOAA va KAVOUV aAAaYEG Kal DI0PBWOEIS KAl VA UEIWOOUV
TOUG KEVOUG XPOVOUG Kal XpOvoug KabuoTépnong.

e ’'Exel Tn duvatdtnTa va uAoTrolei TTOAUTTAOKEG YEWMETPIEG ME UWNAR aKpif€la OTO
OUVTONOTEPO dUVATO XPOVO.

e To aUyxpovo AoyIOPIKO aXediaong ETTITPETTEI OTOUG OXEDIAOTEG va PIuNBoUv Toug
dnuIoupyouc TnG 10€ag Tou. ESaAcipel TNV avaykn dnuioupyiag TTpwToTUTTWY A
MOVTEAWV, EE0IKOVOUWVTAG XPOVO Kal XPHMa.

e Atraitouvtal Aiyotepol epyaloépevol yia mn Asitoupyia CNC, otoTe

TTPAYHATOTTOIEITAI EE0IKOVOUNON KOOTOUG £pYOCiAC.

MelovekTripuata TnG unxavng CNC:

e To KOOTOG QUTWYV TWV PNXavwyV gival TTOAU uwnAS o€ oUYKPIOT YE TA UNXAVHAHATO
TTOU AEIToupyouV XEIPOoKivnTa.



e Ta avtaAakTiké e€apTApaTa Twv unxavwyv CNC eival akpiBa.
e To KOOTOG OUVTAPNONG E€ival ONUAVTIKA uYPnAOTEPO.

e To unxavnua atmraitei akpiBo e€orAIoud yia va Asitoupynoel (EpyaAcia, Coolants
Ka).

O1 ynxavégc CNC ypnoigoTtrololvTal oxedov o€ KABe Biounxavia Trapaywyng/
Kataokeung. Me tnv auéavépevn ntnon otn Blounxavia autr, n xprion CNC éxel etriong
augnBei. O1 epyaAeiounyavég TTou ouvodeuouv To CNC eival Tépvol (Lathes), @paileg
(Mills), diapopwTéG (Shapers), ouykoAANTEG (Weldments) KTA.

O1 Blounxavieg TTou Xpnoiuyotroiouv pnxaveég CNC eival n autokivnToBiopnyavia, n
Biounxavia agaipeong petdAAwv (Metal Removal Industry), n Blopynxavia Jop@oTroinong
METAAWYV (Metal Forming Industry), n Blogynxavia katepyaoiag nAeKTpodIaRpwong
oupuatog (Electrical Discharge Machining Industry), n Biopnxavia {uAou (Wood
Industry), ka.



2.3 Tutrol Mnxavwyv CNC

H évvoia CNC pT1ropei va oploTei wg pia diadikaoia Katé Tnv oTroia 10
TIPO-TTPOYPANHATIONEVO AOYIOMIKO UTTOAOYIOTH) UTTAYOPEUEI TNV KivnNan TwvV
EPYOOTACIOKWY PUNXAVNHATWY Kal EpyaAgiwv. Q¢ atToTEAECUA, Ol KATAOKEUAOTEG
MTTOPOUV Va TTapdyouV TTpoidvTa o€ AilydTEPO XPOVO, VA PEIWVOUV Ta aTTOBANTA Kal va
eCaleipouv Tov Kivduvo avBpwTivou AdBouc.

AUTA N d100IKACIa KATOOKEUNG XPNOIUOTTIOIEITAI VIO TOV EAEYXO MIAG MEYAANG TTOIKIAIOG
TTOAUTTAOKWV PNXavnuaTwy, Ta otroia 6a avagepBouv mapakdtw. OuoiaoTiké, n
katepyaoia CNC kaBiotd duvartr) Tnv oAokAfpwaon Tng TPIOBIACTATNG KOTTAG
OKOAOUBWVTAG £va OUVOAO EVTOAWV.

To akpwvupio CNC onuaivel Computer Numerical Control, dnAadr apiBunTikog EAeyXog
MEOW UTTOAOYIOTH, HE TA PNXAvVAPATa autd va diadpauati¢ouv oTroudaio pOAo TN
Blounxavia Kai TIG TTapaywy£ES Toug. AUTA Ta TTOAUTTAOKA pNXavAROTa eAEyxovTal aTTd
€vav UTTOAOYIOTH KaI TTOPEXOUV VA ETTITTED0 ATTOTEAECHATIKOTNTAG, OKPIBEIOG KAl
OUVETTEIOG TTOU Ba ATavV aduvaTo va emMITEUXOEi HEOW OTTOINCONTIOTE XEIPOKIVNTNG
diadikaoiag.

A€IToUpYyieg TTOU ATAV adUVaATEG TTPIV ATTO OEKAETIEG TTAEOV gival EQIKTEG, XApn OTIC CNC
Katepyaoicg. AKPIBWG OTTwG UTTAPXOoUV TTOAAG BIAQOPETIKA £LAPTAUATA TTOU UTTOPOUV VO
kataokeudoouv ol unxavég CNC, uttdpyouv ettiong didgopol TutTol unxavwyv CNC tTou
XPNOIMOTTOIOUVTAI YIa Va TTITEUXBOEI auTd. K&Be pnxavh dia@Epel wg TTpog Tnv
KATAOKEUN, TOV TPOTTO AEITOUPYIAG KAl TOUG TUTTOUG TTPOIOVTWY TTOU JTTOPOUV VA
QTIAEOUV.

O1 dia@opeTiKoi TUTTOI uNYXavwyv CNC

YTTapx0ouVv apKeTOi OIOPOPETIKOI TUTTOI pnXavwy CNC ue OKOTTO va KATaoKEUAZouv
MEYAAN TTOIKIAIQ avTIKEINEVWY. PUCIKA O XEIPIOPOS TOUG QTTAITE EKTTAIOEUCN WOTE VO
MTTOPOUV Va TTapdyouV UWNAAG TToI0TNTAG eUTTOPIKA TTPpoidvTa. OAa Ta akdAouba
MNXaVAPOTA XpNolhoTrolouv G KWwdIKA, 0 OTToI0G €ival N YAWOOO TTOU KATAVOEI Jia
pnxavh CNC. KdBe Tutrog unxaving CNC eEuTTnpeTei évav CUYKEKPIPNEVO OKOTTO.

®paifa CNC (CNC Milling Machine)

‘Evag atrd Toug 1o ouvnBiopévoug Tuttoug unxavwy CNC, n epaifa CNC xpnoigoTrolei
NAEKTPOVIKO UTTOAOYIOTH (EvW DIOBETEN KAl XEIPIOTAPIA) YIA TNV KOTTH S1IaPOpWY UAIKWV.
O1 @paifeg TTOPOUV VO PETAPPACOUV OUYKEKPIYEVA TTPOYPAPUaTa atmd ocUuBoAa Kal
apPIBUOUG YIa va PETAKIVIIOOUV TOV Agova e dIAQopoug TPOTTOUG.



MoAAEG @paiCeg CNC xpnoIgoTTolouy, OTTWG ava@EéPONKE, auTd TTOU €ival YVwoTd WG
G-Code, 0 0T10i0G €ival pia TUTTOTTOINKEVN YAWOOX TTPOYPAUMATIOUOU TTOU
avayvwpiletal atro TIg TepioooTepeg unxavég CNC. Mia gpéfa CNC ptropei va €xel éva
EUPU QAOHA AEITOUPYIWY, OTTWG GPAICAPICUA TTPOCWTTOU, TTAEUPIKO PpeCApIoua,
kKoAaoulo, diatpnon kai TrepioTpo@r) (Face Milling, Shoulder Milling, Tapping, Drilling &
Turning). O1 1m0 KoIvEG @péleg CNC diaTiBevTal o€ SIANOPPWOEIS TPIWV WG £E1I ALOVwV.

Mia @péla CNC cival TTOAU peydAn o€ oUyKpION PE AANEG INXAVES KAl EVOEXOUEVWG VO
gival apketa datravnpr. Opiouévol KATaoKEUaoTEG unxavwy epefapiopatog CNC eival
ol: Okuma, HAAS kai DMG Mori.

Eikéva 3. ®paifa CNC
https://www.cnclathing.com/guide/what-cnc-milling-machine-to-buy-tips-for-choosing-you
r-first-cnc-milling-machine-cnclathing

Tépvog CNC (CNC Lathe Machine)

O 16pvog cival pia pnxavry CNC 1Tou AsiToupyei yia va KOBEI TEPAXIa Epyaciag KaBwg
mepioTpEPovTal. O1 Topvol CNC ptropouv va KAvouv ypriyopa akpIREIG KOTTEG
XPNOIMOTTOIWVTAG dIAPOpa epyaAcia.



AuTtd Ta pnxaviuaTta CNC gival apKeTd atTOTEAEOUATIKA OTAV AKPIBEIQ TTOU TTPOCPEPOUV
o€ oUYKPION PE TOUG XEIPOKIVNTOUG TOPVOUG. ZUXVA £Xouv AlyoTEPOUG AEOVEG aTTO TIG
pNxavég epeCapioparog CNC Kkal ETTOPEVWG Eival JIKPOTEPOI O€ PEYEBOG Kal TTIO
OUUTTAYEIG.

O1 16pvol CNC diaBETouv TTapopola xelpiothpia pe autd Twv epelwv CNC kal ytropouv
va dlaBdacouv 1000 Tov G KWOIKA 600 Kal AAAEG ATTOKAEIOTIKEG ATTO TOV KATAOKEUAOTH
YAWOOEG TTPOYPAUMATIONOU. MEPIKOI ATTO TOUG TTI0 CUVNBIOPEVOUG KAOTAOKEUAOTEG
pnxavwy Topvou CNC eival or: HAAS, Mori Seiki kal Okuma. To TTAaicio Twv Tépvwv
CNC ¢ival TTapOuoIo PE TOUG XEIPOKIVNTOUG TOPVOUG.

Eikéva 4. Topvog CNC.
https://www.cnclathing.com/guide/is-there-any-difference-between-cnc-machining-center-and-cnc-lathe

ApopoAoyntig CNC (CNC Router)

‘Evag dpoporoyntic CNC cival éva pnxavnua TTou polddel TToAU ye Tov dpouoAoynTn
XEIPOG TTOU XPNOIYOTTOIEITaI CUVABWG yIa TNV KOTTH d1a@épwV UAIKWYV. AuTOG 0 TUTTOG
pnxavAg CNC ptropei va BonBroel otnv Kot X&dAuBa, EUAou, aloupiviou, cUVOETWV
UAIKWYV, TTAACTIKOU Kal a@pou.

‘Evag dpoporoyntric CNC eival Trapopolog pe pia @péfa CNC. Kataokeuddetal he T
duvaToTnTa XPRoNS apiBunTiIKou eAEyxou UTTOAOYIOTH yia T dpOouoAdyNon Twv
S1adPOUWV TWV EPYAAEIWV TTOU ETTITPETTOUV TN ASITOUPYia TOU pnxaviuaTog. Ol
dpopoAoynTég CNC peiwvouv Tn OTTaTAAN Kal audvouyv TNV TTapaywyIikoTATA PE TV



TTapaywyn d1a@épwyv €10WV O€ TTOAU PJIKPOTEPO XPOVIKS didoTnua atrd dAAa
Mnxaviuara.

O1 repiocdTEPOI OPOPOAOYNTEG ITTOPOUV VA AEITOUPYHOOUV O€ VA OUYKEKPIPMEVO UAIKO
Kal OTIG TPEIG DINOTACEIG KAl €ival 1I0AVIKOI yIa IKPOTEPA £pya Kal TR dnuIoupyia
TTPWTOTUTTWYV POVTEAWV Kal TTOAUTTAOKWYV oxediwv. ETTiong, utrdpxouv dpopoAoynTéG
TPIWV, TEOOAPWV, TTEVTE Kal £§1 AZOVWV.

Eikéva 5. CNC ApopoAoyntAg.
https://www.multicam.com/en/cnc-routers

CNC MNMAdaopa Kotrig (CNC Plasma Cutter)

H diadikacia KoT ¢ TTAAopaTOg TTEPIAANPBAvVEl TNV KOTTH VOGS UAIKOU PE Th XPpHon VoG
@akoU TTAGouartog. Autr n HEBOBOG XPNOIKOTTOIEITAI TTIO OUXVA Yia TNV KOTTH Bapéwv
UAIKWV, OTTWG 0 XAAuBag Kal GAAEG HOPPEG HETAAAOU.

Me évav CNC TTAdoua KOTIAG, TO aéplo BIoXETEUETAI e TTOAU uWwnAA TaxuTnTa aTTd £va
akpo@UOI0. MapdAAnAa, oxnuaTifeTal £va NAEKTPIKG TOEO PEOW TOU agpiou TTou Byaivel



aTTO TO AKPOPUCIO TTPOG TNV ETTIPAVEIA TTOU KOBETAI. AUTO PETATPETTEI HEPOG TOU QEPIOU
o€ TTAGopa, O1Tou o1 Beppokpaacieg TTAdopaTog kKupaivovtal atrd 10.000-50.000
Babuoug. To TAGopa eival apkeTd CeoTo yia va AWael O,TI UNIKO BpiokeTal utrd
KATEPYATia, KOl ATTOPOKPUVEI KABE AlwPEVO HETAAAO OTTO TO ONUEIO KOTTAG.

Ooov agopd 1o oxApa Kai To Péyebog, o CNC TTAGoua KOTTAG JoIAdouv TTOAU JE TOUG
opopoloynTég CNC. AuTd Ta pnxaviuata AEIToupyouv Jovo e diodidoTata oxAuaTa.

Eikéva 6. CNC lMNMAdoua KoTrig.
https://www.shopsabre.com/cnc/plasma/sidekick/

Mnxavnua HAektpikng AidBpwong CNC (CNC Electric Discharge Machine)

H katepyaaoia nAekTpIkng diaBpwong, A EDM yia cuvTtopia, repiAauavel n dnuioupyia
€VOG OUYKEKPIPEVOU OXNMUOATOG HECA OE VA OUYKEKPIPMEVO UAIKO XPNOIKNOTTOIWVTAG
NAEKTPIKEG EKKEVWOEIG 1] OTTIVOAPEG.

2¢€ autr Tn d10dIkaoia, To UAIKO agaipeital atro £va CUYKEKPIPEVO TEPAXIO EPYATiag PE
MIa O€1pA ETTAVAAAUPBAVOPEVWY NAEKTPIKWY EKKEVWOEWV PETAEU OUO NAeKTPOdiWV. AuTd
Ta NAEKTPOdIO XwpidovTal atrd £va dINAEKTPIKO PEUCTO, TO OTTOI0 CUXVA BEXETAI NAEKTPIKN



TAON. Z€ AuTO TO UNXAvNUa, To UAIKO TOTTOBETEITAI avAueoa o€ dUO NAEKTPODIA Kal TO
MNXAVNUQ O0TN CUVEXEIA UTTOAOYICEI yIa va O€l TNV TTOOOTNTA NAEKTPIKAG EKPOPTIONG TTOU
xpeldletal va TTapdyel KABe nAekTpddIo.

Eikéva 7. CNC HAekTpodidpBpwaon ZUpUaATOG.
https://www.engineering.com/story/edm-101-electrical-discharge-machining-basics

Aéi1lep Kotrrig CNC (CNC Laser Cutter)
TeAeuTaio aAAd aiyoupa Oxi1 AilydTepo anpavTiko, uttdpxouv KOTITHpeg AéiCep CNC.

AuTtoi oI TUTTOI uNXavwy gival Trapdpolol Pe IS CNC unxavég TTAGopa pe mn diagopd ot
Ta A£1ICEP XPNOIKMOTTOIOUVTAI KUPIWG YIA KOTTH Kal €ival AKPWG ATTOTEAECUATIKA OTaV
TTPOKEITAI VIO KOTT METAAAWY, TTAQOTIKOU 1} OKANPoU UAoU. AvaAoya e TNV TTUKVOTATA
KAl TNV avTOXI TOU UAIKOU, UTTAPXEI N duvatoTnTa pUBUIONG TNG éviaong Tou AEICep.

Eikéva 8. Aéifep Kotrrig CNC.
https://www.thomasnet.com/articles/custom-manufacturing-fabricating/laser-cutting-technology/



2.4 Eidn Mnxavoupyikwv Karepyaoiwv

2TN UNXavoupyIKr TEXVoAoyia uttédpxouv duo PEYAAES KATNYOPIEG KATEPYAOIWY. AUTEG gival Ol
Katepyaoieg pe dlaudp@wan UAIKOU Kal Ol KATEPYOOIEG PE aPaipean UAIKOU. ZTIG TTPWTES
QVINKOUV KATEPYAOiEG OTTWG XUTEUON, £€Aaan, OAKR, o@upnAdTnon, amoTunon. Evw oTig deUTepeg
QVINKOUV KOTEPYAOIEG OTTWG TOPVEUCT), TTAQVION, paildpioua, didTpnon, Asiavon.

KATEPrAZIEXZ ME AIAMOP®QZH

XYTEYZH EAAZH OAKH ZOYPHAATHIH AMOTMHIH

KATEPTAZIEZ ME AQAIPEZH YAIKOY

TOPNEYZH AIATPHZH DPAIZAPIZMA MAANIZH AEIANZH

Eikéva 9. Katnyopieg Katepyaaiag oto ddopa 1ng Mnxavoupyikng TexvoAoyiag.

‘Eva a1mod 1a BacikOTEPA KPITAPIA YIA TNV TAEIVOUNON TWV KATEPYATIWV PE aPaipean UAIKOU eival
N MOP®H TOou KOTITIKOU epyaAgiou. O1I KOTNYOpPIiEG TTOU TTPOKUTITOUV €ival: N YEWMETPIKA
KaBopiouévn HOPPNA TOU KOTITIKOU £PYAAEiOU, N YEWUETPIKA akaBopIoTn JOoP@Pr TOU KOTTTIKOU
€PYOAEioOU Kal o1 un CUPPATIKEG KATEPYOTIEG.

MeWUETPIKG KaBopIouEVN Hop@r) TOU KOTITIKOU epyaAciou: Tépveuan, MA&vion, AidTpnon,
AuAdkwaon, Boring, Mpidvioua, ®paildpiopua, MpavalokoTtrh K.4.

MewPETPIKA akaBépIoTn HOPPr) TOU KOTTTIKOU gpyaAciou: Agiavan, Honning, Lapping,
YTrepAciavon K.@.

Mn oupBaTikég kaTepyaoies: HAekTpoxnUIKESG KaTepyaaies, HAekTpodidBpwaon (EDM), Laser,
Plasma, Aéoun nAekTpoviwv (EBM), Aéoun 16viwy (IBM), YTépnxol K.4.



2.5 E§iowoeig Ppailapioparog (Milling Equations)

Tayxutnta MNepioTpo@nc — Rotational Speed:
N=v/(m*0.001*D)

N: TaxuTtnta Mepiotpo@ns (RPM)

v: Taxutnta Kotrig (SFPM)

D: Aidgpetpog KotrAg/ Kotrmikou EpyaAgiou (mm)

PuBuog Tpogodoaoiag — Feed Rate:

fe=N*ne*f

fr: PuBuog Tpogodoaoiag (Dist./Min.)

N: Taxutnta MNepiotpoers (RPM)

ne: Ap1Bu6g Odovtwy Tou Kotrtikou EpyaAgiou (Tooth)
f: Tpogodoaoia (In./Tooth)

AmréoTaon Mpooéyyiong (o€ MNepipepeiakd paildpioua — Peripheral Milling):
A =sqrt(d *0.001 * (D - d))

A: Atréotaon MNMpooéyyiong (mm)

D: Aidgupetpog KotrAg/ KotrmikoU EpyaAgiou (mm)

d: B&dBog Kot

AtréoTtaon Mpooéyyiong (o ®pailapioua MNpoowtrou — Face Milling):
A=0=0.001*D/2

A: Atréotaon Mpocéyyiong (mm)

O: Amréotaon E€avrAnuévng Kotrmg (mm)

D: Aidgupetpog KotrAg/ KotrmikoU EpyaAgiou (mm)

Xpoévog Katepyaaoiag (o€ Ppailapioua lNpoowrrou — Peripheral Milling):
Tm = (0.001 * (L + A))/ fr

Tm: Xpovog Katepyaoiag (Min.)

L: MAkog Kotrig (mm)

A: AtréoTaon Mpooéyyiong (mm)

fr: PuBudég Tpogodoaoiag (Dist./Min.)

Xpovog Katepyaoiag (o Gpailapioua lNMpoowrrou — Face Milling):
Tm =(0.001 * (L + A + Q))/ f:

Tm: Xpovog Katepyaoiag (Min.)

L: MAkog Kotrrig (mm)

A: Atréotaon Mpoocéyyiong (mm)

O: AmréoTtaon E¢avrAnuévng Kotrmg (mm)

fr: PuBudg Tpogodoaoiag (Dist./Min.)

PuBuog Agaipeong YAikou — Material Removal Rate:



MRR =0.001 *w *d * f;

MRR: PuBuoég Agaipeong YAIkou (in.cu./Min.)
w: MAGTog Kotrrig (mm)

d: BdBog Kotrrig (mm)

fr: PuBuog Tpogodoaoiag (Dist./Min.)

Amrootdosig NMpooéyyiong:

Iepipepetaxo Ppailapioua

MAaya Oy

Ppailapioua Illpoocwmov

-
O
\ Avw OyYn \
v
—p — —>




2.6 Komrtikd EpyaAegia (Cutting Tools)

Ta KoTITIKA epyaAeia diadpapaTtiCouv oTToudaio poAo 0To TTEDIO TWV KATEPYACIWV KaBwg opifouv
Kal TauToxXpoOvwg opiCovTal atTd TIG KaTEPYaaies (AnAadn sivar aAAnAévdera peraéu roug). Qg
OTTOTEAECHA TTPOCPEPOUV TO KABEVA TOug uE T OIKA Tou povadikr 1810TNTa TNV KaAUuTepn duvarn
TENIKN YewETpIa evdg atTTou TTPOoidVTOG (TeAIKS 0TddI0), ATTO TNV WNQIAKK HOVTEAOTTOINON
(Apxikn 10éa) HEXPI TO TEAIKO OTADIO.

Mapakdtw TTapatiBevral KI avaAlovTal OXETIKA oI TTI0 BACIKEG KATNYOPIEG KOTTTIKWY EPYOAEIWV UE
TN AoyIKnA o€Ipd Toug péoa o€ Jia auvoAikry auAloyikr akohouBia CNC kartepyaoiwy. H
@IANoCO®Ia gival OTNV €KKivNGn va XPnoiJoTToloUvTal HEYAAOU PEYEBOUG Kal TTIO YEVIKNG QUOEWG
EPYAAELia, WOTE OTO CUVTOUOTEPO XPOVIKO DIACTNHA Va a@alpedei peydAog Oykog UAIKOU,
KATAANyovTag OTIG AETTTONEPEIEG WE TTIO €I0IKA EpyaAgia yia TNV atTddoon TNG YEWMETPIOG KAl TNG
IDAVIKAG TTOI0TNTAG £TTIQAvVEIAG. TENOG, TN BEon TTaipvouv Ta TputTdvia, Ta YAUQava, ol
OTTEIPOTOMOI KTA. yia TN dnuioupyia oTrwy Kal oTreipwudtwy (Holes & Threads).

#1 - KovduAhia & ®paileg (End Mills {Flat, Ball & Chamfer} & Face Mill):

Eikéva 10. KoTrTika epyaAcia.
https://epictool.ca/end-mills/

Emitredo KovduAi (Flat Nose): ®paifdpiopa S1odIAoTATWY TTEPIYPANUATWY KAl TTOKETWY (2D
Contours & Pockets).

Kovdulogpdpo EpyaAsio Z@aipikrig ATTOAnENG (Ball Nose): ®paifdpiopa TpiodidoTaTwy
meplypappdrwy (3D Contours).

Bull Nose: Anuioupyei pddia OTIG ywvieg Twv €1Ti Katepyaaoiag Tepaxiwv (Radius Corner - Fillet).



No&otopog (Chamfer): AilaBETel Kwvikr PUTN WOTE va OTTAEN TIG YWVIEG.

®paica ue ‘Evbeta MAakidia (Face Mill {Carbide Insert}): AlabéTel EvBeTa TTAQKIDIO KOTTAG TO
otroia avTikaBiotavTal eUkoAa poAig Bapouv (Worn), cuvhnBwg gival TECOEPEIG KOTTTIKEG AKUEG
(Flutes) ol o1roieg a@aIPOUV PEYAAEG TTOOOTNTEG UAIKWV PHECT O CUVTOUO XPOVIKO didoTnpa. MNa
TOoV Adyo auTo, Ta epyaleia autd XpNOIKMOTTOIOUVTAl TTIPWTA OTIG KATEPYATIES VIO VO
TTPAYUATOTTOINOOUV TO EXOVOPIOUA KAl VO PAVEPWOOUV Tn BACIKA YEWUETPIO TOU HOVTEAOU.

#2 — EpyaAeio N'wviakng ZpiAeuong (Corner Rounding Tools):

Eikéva 11. EpyaAeio Nwviakng Zpileuong.
https://www.indiamart.com/proddetail/corner-rounding-end-mill-17693492597.html

Ta epyoAgia autd TTPOCPEPOUV OTIG EEWTEPIKESG YWVIEG TWV TEPAXiWV eEWTEPIKA padia.

#3 — EpyaAcia MNpioviopatog (Slot Tools {Mills/Saws}):

Concave Milling Cutter Fly Cutter Side Milling Cutter Face Milling Cutter

Eikéva 12. Epyakeia lMNMploviouaTog.
https://waykenrm.com/blogs/milling-cutter-tools/

Slitting Saw, Side Milling Cutter, Woodruff Cutter: Ta ouykekpiyéva epyaAcia pEow Kupiwg Tou
TIpIoviopaTog gival Idavik& woTe va dnuioupyouv uTTodoxEG Kal uTTooKkawipaTta (Slots &


https://waykenrm.com/blogs/milling-cutter-tools/

Undercuts).

#4 — EpyaAcia Ommwv (Hole-Making Tools):

Kevtpadopog (Center-Spot Drills): Auto 1o epyaleio gival JIKpd o€ PAKOG, EEQIPETIKA AKAPTITO
(Rigid) ka1 xpnoldoTrolgiTal yia va dnUIoUpPYE Evav KWvVo oThv ETTIPAVEIA TOU TEPAyiou TTou Ba
BpiokovTal YETETTEITA TA KEVTPA TWV OTTWV.

Tputravia (Countersink Drill Bits):

Ta TpuTTAvia £X0UV éva KWVIKG ONUEIO KOTTAG Kal évav Agova Je Evav I TTEPICCOTEPOUG AUAOUG
(Flutes), Ti¢ eAiko€1d€i¢ AQUAAKWOEIG TTOU BIATPEXOUV TO £EWTEPIKO TOU epyaAciou. Ta TpuTTavia
ouvnBwc TroikiAouv (Combined, Twist and Ejector Drills), ye k&Be T0TTO va €x€1 OIAQOPETIKO
OKOTTO yIa TNV TEAIKA €TTITEUEN TNG dNUIOUPYIOG OTTWV.

Eikéva 13. EpyaAcia Otrwv.
https://www.cnccookbook.com/cnc-twist-drills-cobalt-carbide/

#5 — Zmreipotopol (Taps):

Bottoming Tap, Spiral Point Tap: Zxnuarti¢ouv oTreipwuaTa JEow TNG dIATUNONG UAIKOU.

#6 — TAU@ava (Reamers):

Omég e e€aipeTiKA TpaxuTnTa £TTIPAvEIaG (Surface Finish), éTou oTnv Katepyaaoia
aTTOTTEPATWONG HEOW YAUQPavong uttdpyel akpifeia ¢éwg 0.005 mm. Mpokeipyévou va
OnuIoupynBEi ATTOTEAECHATIKA Wi OTTH OTO TEPAXIO EPYATIAG, TTPWTA XPNOIJOTTOIOUUE EVa



MIKPOTEPNG DIAPETPOU TPUTTAVI OTT’ TO TEAIKO ATTOTEAEO A KAl UOTEPA XPNOIUOTTOIOUUE £va
O1aQOPETIKO KOTITIKO epyaleio, To YAUQavo. Ta yAUgpava emTpETTouV TNV dIEUpuvon Tou PeyéBoug
TWV UTTAPXOUCWYV OTTWV, EVW ETTITUYXAVETAI N akpifeia (Accuracy) S1a0TACEWY KAl VoYWV
(Dimensions & Tolerances). O AGyog xpnoIdoTToinoNG TWV £I0IKWYV AUTWYV EPYAAELIWYV givail n
QTTOQUYNA UTTEPUEYEBOUG TPUTTAG aTTO QUTHG TTOU €XEl RON KaBopIoTei atrd Ta TPUTTAVIAL.

-~

Eikéva 14. Zmeipotopol kai MAUgava.
https://www.neill-lavielle.com/taps-reamers-and-threads-percentage-of-success/

ANa onuavTikd KoTITIKG epyaleia TTOU AVAKOUV ETTIONG OTN MEYAAN TToiKIAia Twv CNC
KOATEPYAOIWV QVAPOPIKA PE TIG PPaifeS gival: ol KOTITAPES ypavaliwyv (Gear Cutters — yia Spur,
Bevel, Worm, Screw, & Helical Gears), o1 ¢pailes pe didkevo (Hollow Mills), Ta Slab Mills, Slab
Cutters i Plain Mills, Ta Fly Cutters k.a.



MAnpo@opieg yia Ta KOTITIKA EpyaAcia:

KateuBuvon lMepiotpong (Rotation Direction):

Eikéva 15. QpoAoyiakr| Kivnon/ lMepiotpoer) Kotmikou EpyaAciou.
(https://en.cncforum.net/t/cnc-cutting-tool-fundamentals/332)

OAa 1a gpyakeia TEpIOTPEPOVTAI JE WPOAOYIAKA KATeUBuUvon Pe TNV OTITIKN aTTd TO spindle Tou
MNXAVAUATOG YE KATEUBUVON TTPOG Ta KATW, dNAAdK OTO TTPOG KATEPYATia TEPAXIO.

ZxnuaTiopog AtroBAnTou (Chip Formation):

PIECE

Rubbing

Zone i Secundary

i shear
1 zZone

Eikéva 16. Zxnuatikr) Atreikévion CNC Kartepyaoiag (Méow Aidtunong).
(https://www.researchgate.net/figure/Chip-formation-during-machining-according-to-18_figl_348519499)

Ta KOTITIKG epyaAeia apaipolv Ta HETAAAG péow diaTunong (Shearing Action), Kabwg 10
epyalcio sioxwpei (Advance) evidg Tou UAIKOU TTPOKAAWVTAG TNV ATTOKOTTH Hiag HIKPRG
TT000TNTAG UAIKOU, oxnuatifovTag éva amoBAnTo.



®oprtio AtroBAToUu (Chip Load):

Chip —— <«—— Chip Load
- —
7 ;
/ 4 Tool Rotation
|
\
Y+ ANV

L..

Eikéva 17: ZxnuaTtikr) Atreikovion Poptiou ATToBARTOU.
(https://chrisandjimcim.com/what-is-chip-load/)

H oTpwaon Tou UMIKOU TTou atroKOTITETAI aTTO TOV KABE £vav KOTITIKO 000OVTa aTTOKOAEITaI TTpOwWwon
ava 0dovta (Feed Per Tooth - FPT), 1 aAMwg @opTio attoARTOU.

Ouéppotro & Avtippotro @paiapiopa (Climb & Conventional Milling):

Direction of cutter
rotation same as
feed direction

Workpiece

Direction of feed >

Climb or down milling

Direction of cutter
rotation opposed

Workpiece to feed direction

Direction of feed ——

Conventional or up milling

Eikéva 18: ZxnuaTikr) Atmreikovion OpdppoTiou & Avtippotrou PpailapiopaTtog.
(https://cadcamengineering.net/climb-and-conventional-milling/)

Oudppotro Gpaildpiopa: Ta epyaAeia @pailapiopaTog £I0XwWPEOUV GTO UAIKO WE TETOIOV TPOTTO
O1T0U 01 KOTTTIKOI AIBépeg (Cutting Flutes) deouetouv (Engage) 1o UAIKO GTO PEYIOTO TTAXOG
(Thickness) waoTrou @Bivouv 010 PNdevIKS TTaXOG.

Avtippotro ®paildpiopa: H Kot ye Tnv avtiBetn kateuBuvorn (Opposite Direction) TTpoKaAei TN
ouMoyn (Scoop Up) Tou UAIKOU, atrd TO KOTTTIKO £pYAAEio, EEKIVWOVTAG E NOEVIKO TTAXOG
au&dvovTag 0TO PEYIOTO TTAXOG.



2.7 Zootnua Yogng (Coolant)

Eikéva 19. Zootnua Yugng
https://lwaykenrm.com/blogs/which-cnc-coolant-should-you-pick-when-milling-aluminum/

To WukTIKO, YVWOTO KI WG UYPO KOTTAG, €ival €vag TUTTOG AITTAVTIKOU TTou BonBd pia
pnxavr) CNC va k6Bel eUkoAa UAIKG OTTwg pETaAAQ, uaAoBduBaka Kal TTAAOTIKG UWNANG
TTUKVOTNTAG, METAEU AAAWV.

Ortav évag xeipiomg (CNC Operator) XpnOIKMOTTOIEI TO NXAVNPA O XAUNAEG TaXUTNTEG
KOTTNG, TO WUKTIKO uypd BonBd otn Aittavon 1ng d1adIKaciag KOTTAG. € UWNAEG
TaXUTNTES KOTTAG, TO WUKTIKO UypO WUXEI TO TEPAXIO epyaaiag. Or XeIpIoTES, epapudlouv
ETTIONG WUKTIKG YIa va dIATNPACOUV TOV XWEO £pyaciag atraAAayhEVO aTTO CwHaTIOI Kal
aTTOBAITTA TTOU TTPOEPXOVTAI OTTO TO TEUAXIO EPYATIAC TTOU KOPBEI O XEIPIOTAG.

To wukTikd ot unxavh CNC, diadpaparticel Tpeig pOAous. ApxIKd, Bonbda otnv
atmmoudkpuvon Twv Bpaucudtwy i ypeliwy (Chips or Swarf). "YoTtepa, eac@ailel T
AitTtavon Tng dpAong KOTTAG. TEAOG, TTapéxel OpAon « PUKTIKOU», HEOW PETOPOPAG
BepudTnNTag OTTO TO EEAPTNHA A EPYAAELIO, OTO UYPO KOTTAG 1) OTO WUKTIKO. AVOAUTIKOTEPQ:

1. KaBapiopdg ypeliwv (Chip Clearing):

O yekaouog evOg uypou KOTIAG OTNV Topr BonBd va peTakivnBouyv Ta TOITT aTTd Th JEON
TOU KOTITIKOU gpyaAgiou. H ekkaBdapion Twv TOITT EAAXIOTOTIOIEI TNV ETTAVAKOTIN TWV TOITT.
AuTO onuaivel 0TI UTTAPYXOUV AIYOTEPQA TOITTG TTOU TTPETTEI VA APAIPETEI TO KOTITIKO
epyaAegio ki €triong OT1 Ta TTAAIA TOITT dEV YAIOTPOUV Kal OEV XTUTTOUV OTA TOIXWHATA TNG
KOTTAG. H KOTI TWV TOITT KATAOTPEPEI TO PIVIpIOPA TNG ETTIPAVEIAG Kal POEipEl Ta
epyaAgia TTOAU TTI0 Ypryopa. TN XEIPOTEPN TTEPITITWON, £va KOTITIKO EPYOAEIO EVOEXETAI
va KOAUWEI PIa OXIOUA A OTTH JE TOITTG, ME ATTOTEAECHUA TNV UTTEPOBEPUAVON TOU KOTTTIKOU
epyaAeiou ) akdpa Kal Tn Bpadon Tou.



2. Nitravon (Lubrication):

Opliopéva UNIKA, OTTwG To aAoUivIo A KATTol0l XAAUBEG, gival KOAAWSN. ‘Exouv uia
XNMIKA OUYYEVEIQ E TO KOTTTIKO £pyaAgio, €Tal duvaral n TlavoTnTa va cuykKoAAnBouv
ME auTd. H Aitravon kaBI1oTd Ta avTikeiyeva oAlobnpd, €101 Ta TOITT €ival AiyoTepo TIBavo
vVa TTPOCKOAANBOUV Kal va cuykKoAAnBouv. H ekkaBdapion Twv ToIT KaBIoTA £TTioNg
AlyéTepO TTIBAvN TNV TTPOCKOAANCH.

3. Yugn (Coolant):

Ta uypd gival IKavd va JETaPEPOUV TTOAU TTEPICCOTEPN BEPUATNTA PHAKPIA ATTO TNV
TTEPIOXN TNG KOTTAG, CUYKPITIKA UE TOV aépa. MNa TTapadelyua, 10 atTAO veEPO PETAPEPE! TN
BepudTNTa 25 QPOPEG TTIO ATTOTEAECHUATIKA aTTd TOoV aépa. Apd, Ta udATOBIOAUTA WUKTIKA
gival aTToTEAECUATIKOTEPO OTNV WUEN, O€ OXEON ME T AITTAVTIKA.

AMNEG XPNOEIG TOU WUKTIKOU OTN PNXAVIKA Katepyacoia TepIAapBdavouv: Tnv TTpooTacia
TOU PNXavAPATOG aTrd TN dIGBPpwaon, TNV Yuén BEpPWV ETTIQAVEIWVY YIA TNV £EQ0QAAION
A0QAAOUG XEIPIOPOU TOU PUNXAVAMATOG KAl TOU TEPAXiou epyaaciag, Tn BEATiwon TnNg
dIAapKeIag WG TOU UNXAVAPATOG, TN TTPOCTACIA TOU TEPAXIOU Epyaciag atro
TTaPAPOPPWon Adyw £viovng BepPOTNTAG.

O TuTTOI KOl o1 uEBodOI peTagopds (Types and Delivery Methods) Tou WukTikouU givai ol
TTAPOKATW:

To wukTiKd CNC gival d1a0€01u0 o€ TTOANEG DIAPOPETIKEG HOPPES. OI TTIO KOIVEG HOPPES
TTepINaUBAvVouV aépa, VEQOG, HEYAANEG TTOOOTNTEG WUKTIKOU, UWNAN TTiEon Kal EAAXIOTN
TToodTNTAa AitravTikou (Minimum Quantity Lubricant). H iAoy} AavBaopuévng rieong
(Pressure) ptropei va TpokaAéoel BAGBN o€ eCapTAPATA 1) EpyaAcia, evw n €TTIAOYA
AavBaopévng trieong, evoéXeTal va odnynoel oTnv €EAaviAnon Twv TTOPwWV Tou
epyaoTnpiou (Workshop Resources).

Aépag (Air):

WYoen kar agaipeon ypeliwwv, aAAd xwpig AITTavTiKé okoTro. H atmdédoon wugng Tou
WUKTIKOU péow aépa dev gival T6ao KaAl 600 auTr) Tou WUKTIKOU uypou e BAaon To vepod
] To AGd!1. MNa o guaicdnTa UAIKA, cuvrRBWGS TTPOTINATAI TO WUKTIKO aépa o€ oUyKpIion e
TOV TUTTO TTOU £PXETAI OE AUEDT ETTAQPN WE TO €€ApTnua. MNa TToAAG TTAaoTIKE, auTo €ival
0pB6. Eav xpnoipoTroicital Gueco WUKTIKO, utTopei va TTpokAnBei Beppikd ook (Thermal
Shock) ) Taxeia d1aoToAr Kol CUGTOAN €€aPTNUATWV.

NEpog (Mist):

MNa TepITTTWOEIC OTToU dev aTTAITEITAI aPaipean yPeCIWY Kal attaywyr 8epudtnTag, autd
TO WUKTIKO XOUNANG TTiEoNG €ival apkeTd. AedOUEVOU OTI N TTIEC TTOU QOKEITAI OTO VEPOG
dev gival uPnAn, Ta eCapTAPATA Kal Ta epyaAcia dev Ba UTTOOTOUV TTPOCBETN TTiEDN.

Meyaheg MoodtnTeg WukTikou (Flood):
AuTi N u€BOBOGC XaunANG TTieong £xel TN duvaTdTNTA va AITTAIVEI KOl va CETTAEVEI TA TOITT
OTA £LAPTAMATA VIO VO ATTOPEUXOEI N €K VEOU KOTT) TWV TOITT, N OTToia €ival pia



ouvnBIouEvn KATAOTACHN TTOU KATAOTPEPEI TO EPYAAEIO.

YwnAn Mieon (High-Pressure):

MARPpwOoN PE WUKTIKO Kal TTieon TTapoxnG HeyaAuTepn atro 1.000 psi. AutA gival pia
€CAIPETIKN ETTIAOYN VIO TNV QPAipEDN KAl TV ATTOCTPAYYION TWV TOITTG YIOTi Ba
QTTOMAKPUVEl Ta TOITT a1ro To £€APTNMA. AV KI auTA N HEB0BOG Ba Wugel To e€dpTnUa
QUECWG KAl ATTOTEAECUATIKA, N TTiECN YTTOPEI va gival apkeTd uwnArn woTe va BAGWel Eva
epyaAeio pIkpRg dlauéTpou. AuTh N HEBODOG XPNOIPOTTOIEITAI CUVABWG O€ £pyaaies
Babiag KOIAGTNTAG 1} DIATPNONG KAl UTTOPEI VO HETAPEPBEi aTTd TO £pyaAEio HECW TOU
WUKTIKOU 1 TNG BEEAMUEVHG WUKTIKOU TTOU Eival EVOWHATWHEVN OTO idI0 TO EPYaAEio
(Coolant Thru).

EAGxiotn NMoodtnta AimravTtikou (MQL):

Kd&Be punxavoAoyiko epyacTrplo €0TIALEI OTOV TPOTTO ATTOKTNONG AVTAYWVIOTIKOU
TIAEOVEKTAMATOG-UEIWONG KOOTOUG, AUENONG TNG TTapaywyng Kai BEATIwWoNG TNG
ATTOdO0TIKOTNTAG TOU £pyacTnpiou. AUuTOg gival 0 AOyog TTou TTOANEG ETAIPIES ETTIAEYOUV TO
MQL ka1 Ta Trpo@avr) TTEPIBAANOVTIKA 0QEAN Tou. H xprion povo tng amapaitnTng
TTOOOTNTAG WUKTIKOU Ba PEIWOEI CNPAVTIKA TO KOOTOG Kal Tr oTTatdAn UAIKWV. AuTO TO
NITTAVTIKO XPNOIUOTTOIEITAI JE TN HOPPI AEPOAUPATOG 1] TTOAU AETTTOU VEQOUG YIa va
TTOPEXEI APKETO WUKTIKO VIO TNV ATTOTEAECUATIKY EKTEAEON HIaG dedOPEVNG AsITOUPYIaG.

2UvOoTITIKA, TO YUKTIKO CNC ouxvd de Bewpeital To KUPIO CUCTATIKO TWV EPYATIWV
katepyaoiag. O TUTTOG TOU WUKTIKOU ) TOU AITTAVTIKOU KAl N TTiECH TTOU AOKEI €ival
(WTIKAG onPaciag yia TV TTITUXNUEVN MNXAVIKA KaTepyaaia (Machining) kai Tn BEATIOTN
atrédoon ToU EpyacTnpiou. TO WUKTIKO UTTOPEI VA EQAPUOCTEI PUE TN HOPPN TTETTIECUEVOU
aépa, vEpoug, utrepxeiliong 1 uwnAig trieong. OpIoPEva INXAVAUOTA €X0OUV ETTIONG
duvardtnteg MQL, TTpdyua TTou onuaivel 6Ti UTTOPOUV VA TTEPIOPICOUV ATTOTEAECUATIKA
TNV TTOOOTNTA TOU WUKTIKOU TTOU XPNOIYOTIOIEITAI OTAV TTOOOTATA TTOU ATTAITEITAI VIO TNV
ATTOPUYN TNG UTTEPKATAVAAWONG.

O1 TUTTOI TOU YUKTIKOU €ival 01 €EAG:

Ta WUKTIKA xwpilovTal 0€ TECOEPIG KUPIEG KATNYOPIES KAl £XOUV TTOAAEG OIAQOPETIKES
ouvBéoelg. H etmiAoyr Tou WUKTIKOU Ba TTPETTEl va BacileTal oTn ouvoAikh atrédoon TTou
TTAPEXEI, N OTTOIA ETTIKEVTPWVETAI OTNV EQAPHPOYH ETTEEEPYATIOG KAl OTA UAIKA TTOU
XPNOIMOTTOIoUVTAl.

AloAutd ‘EAaia (Soluble Oils):

OAa 1a udaTodIOAUTA UYPA KOTTAG, OTTOTEAOUV [ia eEQIPETIKA ETTIAOYA YIA KATEPYATIES
(Operations) yevikig xprong. Ta udatodiaAuTd EAaia oxnuaTtiCouv ouvnBwg
YOAGKTWHATA HETA TNV aVAUIEN ME vEPO. TO CUPTTUKVWHA TTOU TTPOKUTTTEL, TTEPIEXEI TO
YOAGKTWHA Kal TO Bacikd opukTEAAIO yia va An@Bei éva katdAAnAo yoAdakTwua. Otav
UTTAPXEI O€ apalwuEVN HOP®N €XEI KOAN aTTOd00N PETAPOPAS BEPUATNTAG KAl KAAN
NITTavTIKA IKavoTnTa. To O1aAUTO €Aaio €ival TTOAU OIKOVOUIKO Kal XPNOIUOTTOIEITal



ouviRBwG WG PeuaTo oTn Blounxavia. H TTpooBrikn opiopévng TTooOTNTAG AVOOTOAEQ
o&eidwong UTTopEi va NITTaivel Kal va avTIOTEKETAI € AUTH TAUuTOXpovd. To PEIOVEKTAUA
gival o1 €dv n deEAUEVI) WUKTIKOU UypoU BEV OUVTNPEITAI CWOTA, UTTOPEI EUKOAQ va
TTPOKANBEI PIKPORBIaKA avATITUEN MUKATWY Kal BAKTNEIWV.

2uvBeTIkd ‘EAaia (Synthetic Oils):

AuToi o1 TUTTOI €AV TEiVOuV va gival ol TTIo KaBapoi atrd OAa Ta uypd KOTTAG Kal Oev
€Xouv opuKkTéAaIo i TTETPEAQIO. AvTIBETA, TTAPACKEUALOVTAI UE PACIKEC OPYAVIKES KAl
avOPYAVEG EVWOEIG Kal TIPOCOeTa yia TV TTPOANWN TNS didRpwaong. Mapéxel Ta KaAuTepa
QATTOTEAEOUATA O€ APAIWMPEVN HOPPr]). TO CUVBETIKO uypo £XEI TNV KAAUTEPN ATTOBOO0N
Wuéng atrd GAAa uypda KOTTAG.

HuiouvBeTikd ‘EAaia (Semi-synthetic Oils):

Ortav avapiyvuovtal SIaAuTO £AaI0 Kal CUVOETIKO peuaTO, NTTOPEi va AngOEi Eva
NUI-OUVOETIKG peUOTO. OewpoUVTal WG Ta KAAUTEPA Kal TWV dUO €1dwV (AiaAutwv/
2UVOETIKWYV), £Xx0uv AIyoTEPO €AaIo aTTO TA BACIKAG EAAIO YOAAKTWHATOG, £XOUV AlyOTEPN
ooun Kal d1aTNPOUV TTOAAEG aTTO TIG iDIEG AITTAVTIKEG 1810TNTEG. AUTO TOUG ETTITPETTEI VO
XPNOIJOTTOIoUVTAI O€ éva EUPUTEPO QACUA £TTECEPYATiag. ETTITTAéov, n arédoon
METAPOPAG BEPUOTNTAG KAI TO KOOTOG TWV NUICUVOETIKWY PEUCTWY €ival HETAEU QUTWV
TWV OIOAUTWYV KOl TWV CUVBOETIKWY PEUCTWV.

KaBapd ‘EAaia (Straight Oils):

Ta kaBapd éAaia ava@EpovTal o€ eKeiva Ta EAaia TTou dev UTTOPOUV VA XPNOIKOTTOINBoUV
O€ EPYOOIEC UNXAVIKAG KATEPYATIOG O€ KN apalwphEéVn JOP@H Kal OEV AVAPEIYVUOVTAI JE
vePO. ZuvnBwg, n ouvBeor] Toug gival opukTéAalo Baong ) TreTpéAalo. MNepiéxouv eTTiong
TTOAIKA AITTaVTIKA OTTwG QUTIKA EAaia, Aitrn kai ouvBeta éAaia (Compound Qils). MTropei
€TTIONG va TTEPIEXOUV TTPOCOETa OTTWG Bgio, XAWpPIo Kal waopo. MNapéxouv Tnv
KaAUTepN Aitravan aAAd Tn xeipdTepn ammddoon yuéng.

Alogidio Tou AvBpaka (CO2):

To d10&€idio Tou AvBpaKka XPNOIUOTIOIEITAI WG WUKTIKO Kal UTTOPET va WuxBEi ue uypod utrd
mieon. To COz eival éva d1aoTeAAOUEVO Kpdua TTou BonBd oTn peiwon TNG
BepuoKpaaTiag, apKei yia va JETATPEWEI TN QACT OE OTEPED. ZTn CUVEXEIQ, JE TN Bonrbeia
evog eCwTtepikou akpouaiou (Nozzle) i Coolant-Thru, auTtoi o1 KpUoTaAAOI aTTAWVOVTal
oTNV TEPIOXA KOTTAG VIO VA KPUWOOUV TO EPYAAEIO KOTTAG KAl TO TENAXIO EPYOCIiAG UE
éAeyxo Beppokpaaciag.

AepoAupua (Aerosol):

To agpbAupa PTTOPEl Va 0pIoTEl WG £va UYPO KOTTHG OTO OTT0I0 0 AéPAG ME MIKPOOKOTTIKA
oTayovidia diaoTreipeTal o€ OAO T0 UypO KOTTAG. H petddoon Tou agPOAUPATOG
TpaypatoTtrolgital ye Coolant-Thru. Ao TTAeupdag ToTTo0e0iag Kal xpovou, n TTapadoon
TOU aEPOAUMATOC £XEI OAOKANPWOEI, KATI TTOU poIalel oxedOV PE Enpr eTTECEPYATia ATTO
TNV TTAEUPA TOU XEIPIOTA. Ta TOITT TToU TTapdyovTal gival TTOAU KOvTé oTa TOITTS ENPAGS
MNXAVAG Kal dev xpeiddovTal atmooTpdyyion.



MNa TNV 0pBn €TTIAOYA TOU WUKTIKOU TTPETTEI va AngBei uttdwn OTI:

To KaAUTEPO WUKTIKO Ba TTpooTateloel TO unxdvnua kal 8a rapareivel Tn didpkeia Cwng
Tou gpyaAciou, TTapExovTag TTAapAAANAa £va uyIEG Kal ao@AAES TTEPIBAAAOV yia TOUG
XEIPIOTEG.

H emmiAoyr} Tou KOAUTEPOU WUKTIKOU yia TN BEATIOTOTTOINCN OAWV QUTWY TWV TTAPAPETPWYV
OUVOUACZeTal KOAUTEPQ HE TIG ATTOWEIG TOU KATAOKEUAOTH) EPYAAEIONNXAVWYV KOl TOU
TTPOUNOEUTH WUKTIKOU.

O1 utTEUBUVOI ETAIPIWV KAl OI INXAVIKOiI BacifovTal GuvriBwg OTnV TEXVOYVWOia TwWV
TTPOMNOEUTWY WUKTIKOU YIO VO oulnTriOOUV KAl VO TTPOTEIVOUV TO KAAUTEPO WUKTIKO VIO
TO €TeCEPYAlOPEVO UANIKG. OI TTEPICOOTEPEG ETAIPIEG £XOUV WG OKOTTO VA UEIWVOUV 00O TO
OUVATOV TTEPICCOTEPO TOV APIBUO TWV BIAPOPETIKWY WUKTIKWYV TTOU XPNOIUOTTOIoUVTal YIa
Va JEIWOOUV TO KOOTOG OUVTAPNONG KAl KOOTOG ATTONAKPUVONG ATTORARTWY TOU
WUKTIKOU KOl VO TOUG ETTITPEWPOUV VA TTPOUNOEUTOUV WUKTIKA O€ HEYAAEG TTOOOTNTEG YIA
Va £E0IKOVOUNOOUV TTEPICOOTEPO KOOTOG.

CNC Coolant Specific Heat of Steel A Steel B (Annealed)
Coolant (Tempered) Temp | Temp Decrease %
Decrease %
Air 0.25
Compound Oil 0.489 3.9 4.7
(High Viscosity)
Compound Oil 0.556 6 6
(Low Viscosity)
Aqueous Solution of 0.872 14.8 8.4
Wetting Agent
Aqueous “Soda 0.923 - 13
Product” Solution
(4%)
Water 1.00 19 15

Mivakag 1. MNMivakag WUukTIKWY Kal @EpPOTATWV.




2.8 TexvoAoyia YAIkwv

YAika Katepyalopevwy Tepayiwv:

H katepyacoia pye CNC cival pia atré TIG o dNUOQIAEIG TEXVIKEG INXAVIKAG KATEPYATIOG
TTOU XpNoIJoTToIEiTal OTN Blopnxavia onfuepa. Ymradpxouv TTOAAG UAIKG (Materials) trou
MTTOPOUV Va XpnoiyoTroinBouv ue Tig pnxavég CNC, woTdoo, UTTAPXOUV OPIoHUEVA TTOAU
KOIvd UAIKG TTou cuvdualovTal TTOAU aTtroTeAEOPaTIKG ue unxavég CNC. Mevikd, Ta TTIo
KOIva UAIKG xpriong pe pnxavég CNC gival To ahoupivio, o avogeidwTog XadAuBag, o
opeixaAkog, o avBpakoUxXog XGAuBag, To Kpdua xaAuBa, To TITAVIO, TO TTAACTIKO K.d.
(Aluminum, Stainless Steel, Brass, Carbon Steel, Alloy Steel, Titanium, Plastics, etc.).

AkoAouBei pia AioTa UAIKWVY TToU €ival TTOAU dnNUO@IAR OTNV KATEPYQOTia 6apTNUATWV:

1. Mo16tnTeEG ANoupiviou 6061, 7075 (Aluminium Grades 6061, 7075)

To aAoupivio gival éva aTTd Ta TTI0 CUXVA XPNOIKMOTTOIOUPEVA UAIKA OTAV KATEPYOQTia
CNC. Aedopévou 611 Ta e€apTAPATA GAOUMIVIOU £X0UV £va eUpU QACHUA EQAPUOYWYV OE
évav apiBud Biounxaviwy, gival 1d1aitepa dNUOPIAEG UAIKS oTnv KaTepyaoia CNC. Av kal
OAol o1 TUTTOI TTOIOTATWY AAOUIVIOU XpnoiyoTrolouvTal JE TIG unxavég CNC, ol TToIdTnTeG
aAoupiviou 6061 kal 7075 eival TTOAU cuvnBIOUEVEG VI XPrion ME AuTEG. AUTO OQEIAETaI
KUpiwg oTIg 1010TNTEG (Properties) avrioToixiong Twv Badpwy aloupiviou 6061 kai 7075.

To aAoupivio Kal Ta KpAuaTd Tou £Xouv TTOAU KaAry avaAoyia avtoxrg TTpog BApog
(Strength-to-Weight Ratio) kai gival avBekTikd otn didBpwon (Resistant to Corrosion).
AOGYW AUTWYV TWV XAPOKTNPIOTIKWY TOU AAOUMIVIOU Kal TwV dIaQOpwV TTOIOTHTWVY TOU,
EXEl Eva eupU AT EQAPPOYWY OTN Blounxavia.

H kartnyopia aAoupiviou 6061 xpNnoIUOTTOIEITAI CUVHBWG VIO TV KATOOKEUR £6apTNUATWYV
OXNMATWY, EEAPTANATWY AEPOCKAPWY Kal dIaPOpwY GAAWYV EQAPHOYWV.

To ahoupivio 7075 cival éva kpdua pe weuddpyupo (Zinc). Eival éva atré Ta 1ioxupoTepa
Kpdparta aAoupiviou TTou £xel epapuoyn pe TN pnxavr) CNC. Omrwg 10 aAoupivio 6061, 10
aAoupivio 7075 xpnOIKMOTTOIEITAI TTAPOMOIWG YIA TNV KATAOKEUR JEPWV OXNHATWV KI
QAVTIOTOIXWG agPOBIACTNUIKAG (Aerospace).

2. AvoceidwTog xaAupag 303, 304, 316L, 410 ka1 416 (Stainless Steel)

O avogeidwTtog xaAuBag cival Eva atrd Ta 110 CUXVA XPNOIUOTTOIOUNEVA UAIKG OTOV
Topéa TNG katepyaaiag CNC. O1 1o ouxva XpnoIKNOTTOIOUUEVES TTOIOTNTEG XAAURBa €ivail ol
303, 304, 316L, 410 ka1 416.

AUTEG 01 TTOI0TNTEG avOgeidWTOU XAAUBa dIaPEPOUV WG TTPOG TIG TTOOOTNTEG XPWHIOU
(Chromium) 1Tou TTPOCTIBETAI OTO KUPIO UAIKO. N Tov avogeidwTto xaAupBa 303, oTtn



ouvBeon TrpoaoTiBeTal eTTiong B¢io (Sulphur). Aedopévou 611 0 BaBuog 303 €xel
ECAIPETIKEG BUVATOTNTEG KATEPYATIAG, £XEI UPNAL EQAPUOYT OTNV TTPOETOIUATIO
eCaptTnuATwy. Q¢ ek TOUTOU, TA TTIO KOIVA £CAPTIAMATA TTOU KATOOKEUAZOVTAl OTTO TNV
kartnyopia 303 gival KoxAieg, TTEPIKOXAIQ, 0doVTWTOI TPOX0i, £dpava K.ATT (Bolts, Nuts,
Gears, Fittings, etc.).

A6 TNV AAAN TTAEUpd, o avoieidwTtog xaAuBag 304 civai 1Tiong £va TTOAU KOV UAIKO
CNC 110U £X¢€1 éva eupU @aopa epappoywyv. Me tn ouvBeon 18% xpwuiou kail 8%
vikeAiou (Nickel), autdg o BaBudg €xel TTOAU KA eQapuoy MNXAVIKAG KaTepyaoiag. Ta
Mo ouvnBiopéva e¢apTiuaTa yia Tnv karnyopia 304 cival yayeipiké okeun, deEaUEVEC,
aywyoi K.ATT (Utensils, Tanks, Pipes, etc.).

O avogeidwTog XadAuBag 316 cival TTOAU avOEeKTIKOG Kal yI' auTo £XEI HEYAAN EQAPUOYN
oTn vautrnyikr Blopnxavia. Ovouddetal €TTiong “vauTrnyikog” avogeidwTog XaAuBag.
‘ET01, 0 BaBpog 316 xpnOIPOTTOIEITAI YIA TN JNXAVIKH KATEPYATIA EEOPTANATWY
VOUTTNYIKAG.

O avogeidwTtog xdAuBag 410 eival évag TUTTOC avoeidwTou XaAuBa TTou TTapdyeTal
oUpewva Pe Ta TPOTUTTA ASTM, 10080vapog Pe Tov avoeidwTto xaAupa 1Cr13, S41000
(AISI, ASTM). Mepiéxer 0,15% avBpaka (Carbon) kai 13% xpwpio. O avo&eidwTog
XAaAuBag 410: diabétel kKaA avtoxn oTn diIaBpwan, duvaTdTnTa ETTECEPYQTIAg Kal
TTapayel AeTTiOEG YEVIKAG Xpong Kail didpopeg katnyopics BaABidwyv (General-Purpose
Blade, Valve Class).

O avogeidwTog XadAuBag 416 cival éva UAIKO pe KaAuTepn attddoon oTnV EUKOAIa KOTTAG,
OTTOU XPNOIKOTIOIEITAI KUPIWG OTNV TTapaywyr) NAEKTpouayvnTIKWV BaABidwyv, €18IKWV
MIKPOKIVNTAPWY Kal NAEKTPIKWVY £gapTnudatwy (Solenoid Valves, Micro Special Motors, &
Electrical Components). OAa Ta TTapatmdvw UAIKG atté avogeidwTto XaAuBa diaBétouv
€UKOAIa KOTTAG, €ival €10IKA KaTdAAnAa yia autopatoug Topvoug kal CNC yia padikn

TTapaywyn.

Ta 1m0 KoIva TTapayoueva Epn avogeidwTou xaAuBa cival okeln, EEAPTANATA NXAVWY,
didgpopa ecaptiuarta K.Amr (Utensils, Machine Parts, Fittings, etc).

3. Opeixahkog C3604 ka1 C3602 (Brass C3604 & C3602)

H C3604 opeixaAkivn papdog mpooTaaciag mepiBaAAovTog (Environmental Protection
Brass Rod) dia6étel Ta €€\ XapakTnPIoTIKG Kal TTEdI0 EQAPUOYAG: €ival EUPEWS
XPNOIMOTTOIOUPEVOC OPEIXAAKOG, ME KAAN UNXAVIKI ETTEEEPYATIQ, KOAEC UNXAVIKES
I010TNTEG, UTTOPEI va avTEEEl TNV eTTECEPYATia TTiEoNS UTTO YUEN aAAG Kal B€puavan,
I0AVIKOG YIa OUYKOAANAOEIG Kal BIaBETEl OTABEPOTNTA WG TTPOG TN YEVIKN dIGBpwaon, TEIVEl
OMWG va dlaBpwveTal Kal va payicel.

H C3602 opeixadAkivn papdog, dIaBETel Ta £€1G XAPAKTNPIOTIKA KAl TTEQI0 EQAPUOYAG:
KAAEG uNXaVIKEG 1010TNTEG, KaAr TTAaoTikéTNTa (Plasticity) og Oepun katdoTtaon,
QTTOOEKTH) TTAQOTIKOTNTA O€ WuXPn KATAOTAON, KAAEG UNXAVIKEG 1010TNTEG, 1I0AVIKN OTN



OUYKOAANON, avtoxr oTn dIaRpwaorn, aAAd eUKOAO va TTpogevAoEel dIGRPWON Kal pwYHEG.
EKTOG a1md TN XaunAnR TiunR ayopdg, gival pia ouvnBiouévn TTOIKIAIG opEiXaAKOuU TTou
XPNOIUOTTOIEITAI EUPEWG.

4. XaAkog T2 (Copper T2)

‘Eva dAAo KoIvo UAIKG TTou €xel TEpdoTia Xprion oTn Blounxavia karepyaciag CNC gival o
XOAAKOG. O XOAKOG £XEl TTOANEG BIOPNXAVIKEG EQAPUOYEG TTOU KUPAivovTal aTTd TNV
KATOOKEUN NAEKTPIKWYV ECAPTNUATWY WG NAEKTPOVIKWV £¢apTnudaTwy. ETiTAéov, o
XOAKOG €xEl €V TTOAU dNUOPIAEG KPAPA PE WPEUDAPYUPO O€ HoPp®r opeixaAkou. Adyw NG
MOAQKAG @UONG TOU, PTTOPEI VO KATEPYAOTEI XWPIG TN Xxperion AiravTikwy. Etriong, 10
OUYKEKPIPEVO KPAUA EXEI AVTIUIKPOPBIAKES 1I01OTNTEG TTOU TOV KABIOTOUV KON €TTIAOYH YIa
TNV KATAOKEUR OKEUWV Kal BOXEIWV TPOPipwVv. AGYyw TNG uwnAdTEPNG AVTOXAG TOU OTN
OI1GBpwaon, 0 opeiXaAKOG Kal 0 XOAKOG gival pia TTOAU KAAR €TTIAOYH Yia eEapTAPATA
udpPaUAIKWY Kal uddTivwv owpdtwy (Plumbing & Water Bodies).

5. AvBpakouxog XdAuBag 12L14, C1045 (Carbon Steel 12114, C1045)

O xa@AuBag KOTIMG £xEl XPNOIMOTTOINGEI EUPEWGS OTNV KATAOKEUN £€APTNUATWY OPYAVWY
aKpIBREiag, ECapTNUATWY OXNUATWY KAl CNUAVTIKWY EEAPTNHATWY dIa@OpwV TUTTWV
MNxavnuaTtwy. To 6plo katatmrovnong emagng (Fatigue Contact) Tou xdAuBa KoTmG €ival
XOUNAO, eTTOPEVWG BeV gival KATAAANAOG yia va @épel opTio katatrévnong (Fatigue
Stress Load) peydAwv odovTWTWYV TPOXWYV, POUAEUAV Kal AAAwV pepwv. 11 auTd
xpnoigotrolgital o xaAupag 12L14. H ammédoon KOTING Tou €ival eTTiong TTOAU KaAA. Eival
KATAAANAO yIa TTI0 auoTNPEG TTEPITITWOEIG OTToU TO 12L14 dev ptropei va XpnoIPOTTOINBEI.

O xaAuBag mroioTnTag 1045, cival évag paAakog xaAupag, Tou Bewpeital Eva TTOAU KoIvo
UAIKO yia xprion pe pnxavég CNC. Adyw TnG okKANPOTNTAG Kal TNG TpaxUTNTAS Tou
(Toughness & Hardness), o aBudg avBpakouxou xaAupa 1045 xpnoiyoTroIgiTal KUpiwg
yIO TNV KOTEPYATia 0SOVTWTWY TPOXWYV, KOXAIWYV, pARdwYV Kal eEapTNUATWY TTOU
atmraiTouv TpaxuTnTa Kai avroxr (Hardness & Strength).

6. Kpdpa XaAuBa 4130 kai 4140 (Alloy Steel 4130 & 4140)

To kpaua xadAuBa 4130 kai 4140 cival o KoIvog kpapaTtotroinuévog xaAuBag. O xdAuBag
4140 cival évag Kpdua dopIkoU XAAUBAG ue uwnAr avtoxr, UWwnAr} OKANPUVOIPNOTNTA,
KA} OKANPOTNTA Kal XauNAR TTapapopewaon Katd 1n didpkeia TG amooBeong. O
XGaAuBag 4140 cival apePIKAVIKAG TTOIOTNTAG, I00OUVAUOG E TOV KIVECIKO Kpdua SopIKoU
XaAuBa 42CrMo, o xaAupag 4130 cival auePIKAVIKAG TTOIOTNTAG, I00OUVAUOG UE TOV
30CrMo 1n¢ Kivag.



7. Tirdvio (Titanium-Titanium Grade 5)

To TiTavio gival Eva OTTAvIo JETAANO Kal €XEI TTOAAEG EQAPUOYEG OTNV IATPIKA KAl TN
Blounxavia okAnpwv PeTGAAwV. Eival avBekTIké oTn diaBpwaon kai EAagpu. To TITavio
gival To TTI0 dNUOPIAEG £€ApTNUa yia Xprion oTn Bloiatpikn Bliopnxavia. H katepyaoia
CNC egival TToAU ouvnBIopévn pe UAIKS TITAviou.

8. MAaoTikd (ABS, Acrylics, Delrin, HDPE, Nylon, PTFE)

Ta TAaoTIKG XpnolyoTrolouvTal oXedoOv o€ OAEG TIG epappoyES onpepa. Or unxavég CNC
MTTOPOUV VA KOWOUV OTTOTEAECHATIKA OXEDOV OAOUG TOUG TUTTOUG TTAACTIKWY Kal va
dnuIoupynoouv aTToKAEIOTIKA e€apThpaTa. O1 KUplol TOTTOI TTAACTIKWY YIa XpAoN HE
pMnxavég CNC eival To akpuloviTpiAio Boutadiévio aTupoAio (ABS), Ta akpuAIKd, TO
TToAuoguueBuAévio (Delrin), To TToAuaiBuAévio (HDPE), Ta vaiAov kKai To
ToAuTeTpaPOopoaiBuAevio (PTFE). YTTapxouv TTOANEG EQAPUOYEC OTIG OTTOIEG
karepydalovTtai blank atré mAaoTiké otn pnxav CNC. AuTéG o1 EQapuoyEg
TepIAauBAavouy diakoounTIKA PEPN, TTaIXVidIa, cUVOETA TTAACTIKA EEAPTHHATA, TTAACTIKA
eCAPTAPATA ETTITTAWY K.ATT.

YAika Kotrmikwv EpyaAgiwyv

Me Tnv dvodo TNG ETTIOTAUNG TWV UAIKWYV, o1 unxavég CNC éxouv ¢BAoel 0TO onueio va
KarepyadovTal ETTITUXWS OAA T UAIKA.

Ta koTrTikd epyaleia Twv CNC pnxavwy diabETouv TpEic (3) BacIikoUg TUTTOUG UAIKWV:
TOoug XGAUBEG uWnAnG TaxutnTag r high-speed steel (H-SS), Ta kapRidia BoA@papiou
(Tungsten Carbide) kai Ta kepapikd (Ceramic).

O1 TTpwTol aTTEVBUVOVTAI YEVIKA 0€ AAOUNIVIO Kal AAAG un o1dnpouxa KPApaTa, EVw Ol
0eUTEPOI O€ aAoupivia PE UWPNAN TTEPIEKTIKOTATA OE TTUPITIO, avOoEEidWTOUG XAAUBES Kal
eEwTIKA pETaAAa (High-Silicon Aluminums, Stainless Steels & Exotic Metals).



KegpdaAaio 3°
3.1 Eicaywyn oto CAD — CAM

MNa va etdoel yia avlpwmivn 10€a, KalvoTopia, JEAETN KI OAA Ta OXETIKA, OTNV UAOTTOINON
NG, dNAadr TNV KATAOKEUNA TNG Kal CuvAapa Tn dnuioupyia véou TTPoidvTog TTapeuBaAouv
Kdtrola BAuara.

Q¢ mpwTo BAMG AoITTév UuTTdpXEl N 16€a KI WG TEAIKO BAMUQ TO TTPOoIdv. Evdidueoa
uTTdpxouv n HEAETN o€ kKAaTTolo Aoyiopikd CAD (Computer Aided Design), yia diodidoTtato
2D kai TpiodidoTtato oxedlaoud 3D pe okoTrd TNV AVATITUEN KAl JOVTEAOTTOINGN TOU VEOU
TTPoIdVTOC. EV ouveyeia, To TTpoidv dokiydleTal UTTO KATTOIEG CUVBNRKES OTIC OTTOIEG Ba
TIPETTEI VA QVTATTECEPXETAI O€ ETTITTEOO TTPOCOM0IWONG, ME KATTOI0 Aoyiopikd CAE
(Computer Aided Engineering). Av dev TTepvAel TIG DOKIYEG, O HEAETNTEG OPEIAOUV va
ETTIOTPEYOUV OTO TTPONYOUHEVO BAKA, WOTE va d10pBWOCOoUV Kal Va TTPOCAPUOCOoUV
KaTaAANAa Ta véa dedopéva oTo HOVTEAO. AQOoU €TTITEUXOEI auTd, EPXETAI TO ETTOUEVO
Briua etiong o€ KATTOI0 AoYIOUIKO, auTo Twv KaTepyaoiwv CAM (Computer Aided
Manufacturing). O1 geAeTNTEG €dW OPICOUV AKPWGS AVOAUTIKA TIG KATAAANAEG PETABANTEG
KAl OUVOAKEG YIO VO UTTEI TO AKATEPYAOTO KOUMPATI OTIG 81aB€01ueg CNC unxavég, woTe
va TTapaxOei To MOUPNTO TTPWTOTUTTIO, TO OTTOI0 PE TOV TEPMATIONO OAWV TwV
KATeEPyaolwy Ba TTPETTEl va JETPNOET PE EIBIKA EpyaAEia Kal va dlaoa@nVvIoTEl TO PEyeBog
TNG aTTOKAIONG TOU aTTd TN Bewpia oTn TTPALN.

T CNC
3p ! Analysis, Operations
! 3-D ' . Simulations | Post.P ’
i Modelling . CAE | ost-Process
: 1 I ( ) 1 (CAM)
1 (CAD) = o TTTTTTTTTTs
_________ I CNC Machining

Basic Idea
Feedback, PII;Ot(;typte;
roduc

Optimization

O1 évvoieg Tou CAD, Tou CAM kai Tou CAE gival Baoikég, BepeAidelg Kal peifovog
onpaciag yia TNV IMOTAPN TNG PNXavoAoyiag Ki 6x1 hévo. H dIakpion Twv AOYIOHIKWY
TToU Ba XpnoipgoTToinBouyv, aTTaIToUV APKETH EPEUVA KAl OKEWN, VW Ba TTPETTEI va
ouvepyadovTal OTO £TTOKPO METAEU TOUG, i va eTTIAEXOEI Eva AoyiouIko éT1Tou Ba
UTTAPXOUV OTO TTOKETO TOU OAEG OI ETTIAOYEG, dNAQd HOVTEAOTTOINON, KATEPYATIEG,
TIPOCOUOIWOCEIG KOK.



2TO OUYKEKPIUEVO KEQAAQIO Ba avaTtrTuxBei N Bacikr QIAOCOPIa TwV AOYICUIKWY TWV
KATEPYAOIWY PHECW NAEKTPOVIKOU UTTOAOYIOTH 1] AAAIWG OTTWG €ival EUPEWG YVWOTO KI
ATTAOUOTEUNEVO HE TO akpwvUuio CAM.

OAa 1a Aoyiouikd gival dounuéva pe 1o Interface. AnAadr Tnv aAAnAemTidpaon Tou
avBpwTTou e To TTEPIBAAAOV TOU AOYIOMIKOU Kal To avTioTpo@o. Oco avatrTuooeTal
TEXVOAOYia T AOyIOUIKA YivovTal OAO Kal TTI0 QIAIKA TTPOG ToV XPNoTn. AUuTO YETapPAdeTal
ME TN peiwon TNG SUCKOAIOG XPAONG TOUG Kal TNV au&naon Katavonorg Toug.

‘ETo1 Aoittév 1a Aoyiopikd CAM divouv OAeg Tig TIBavEG eTTIAOYEG yia TIC CNC
KATEPYAOiEG OTOV XPAOTN. EVOEIKTIKA, TNV ETTIAOYI TOU TUTTOU KaI JOVTEAOU UNXAVAG
CNC, Tn 8éon kal To p€yeBOG TOU AKATEPYACTOU KOUMATIOU, TA €i0N TWV KATEPYATIWV
TToU Ba TTapayxBouyv, TIG BECEIG, TOUG TUTTOUG Kal TO PJEYEBOG TWV KOTITIKWYV EPYOAEIWY, TNV
Kivnon TOU KOTITIKOU €pYaAEiou (UETAQOPA, TTEPIOTPOY], ETTIBPAdUVON, ETTITAXUVON,
TaxutnTa KIvNTAPA, TTPdwaon KTA.), TNV aAAayr) TOU PE TO ETTOPEVO KOTITIKO, TOV YEKATHO
Kal TO €id0¢ YUENG OTO CUCTNUA YUENG Kal TTOAAG GAAQ.

O xpAoTNG &ekivael pe Tn dnuioupyia Tou “Workpiece”. Eiodyel Ta yovTEAa Tou atrd To
QKATEPYOOTO £WG TO €MOUUNTO TEAIKS. ZuvhBwg To TEAIKS ovouddletal “Part” evw 10
apxikoé “Blank”.

AeuTtepov, dnpioupyei Ta epyalAeia, “Tools”. AnAwvel Tov TUTTO, av GEPOUV ATTOOTATEG,
OUGCTOAIKA, T UWn TOug, TIG SIANETPOUG TOUG, TA ONMEIa KAl HEYEON KOTTAG TOU KOTITIKOU
epyaAciou.

Tpitov, dnuioupyei To dEVTPO WE TIC KaTepyaaoieg, "Operations”. AnAadn, xTilel Tn
@IAoCcOQia Kal Tov TPOTTO OKEWNG TOU yia To TTwG Ba katepyaoTtei To Workpiece. Z10
onueio autd 6Aa Ta Aoyiopika diaBéTouv global CUYKEKPINEVES KATEPYQTIES Ol OTTOIES
€ival KOIVEG yIa OAa Ta AOYIOUIKA.

Ortav ammo@acioel TTwg OAa Ta TTAPATIAVW Eival £TOIPA EEKIVAEI €VAG KUKAOG EAEyXwV. To
Aoyiouikd ouAAéyel OAa Ta dedouéva Kal UTTOAOYICEl Ta outputs, ouCIACTIKA TA
amroteAéopata. MpwTioTwg TTapdyel p€ow Tou Post-Process 1o €TTIKEINEVO TTPOYPAUUA
o€ Kwolka G. Eréuevo Brpa cival va trapayOei n Tpoxid Tou epyaAeiou. Bdoel auTtwy Ki
ETTITTPOCOETWY EAEYXWV O TTPOYPAPUATIOTAG OPEIAEI va Opicel av TO TTPOYPAUMa Eival
QOQAAEG VIO VO TO HETOPEPEI OTO PNXAVNHO WOTE VA EEKIVIIOOUV Ol KATEPYATIEG. 2N
TTEPITITWON TTOU BEV €ival ATTODEKTH N XPrion Tou €KEiVOG Ba TTPOoPEi OTIG OTTOIEG
O10pBWTIKES KIVAOEIG.



3.2 ZooTnpa ZuvtetTaypévwy & Apxiko Znueio CNC

H kivnon piag CNC pnxavAg Baciletal o1o Tpiodidotato KapTteolavd ZuoTnua
2uvtetayuévwy (3D Cartesian Coordinate System).

Kapteolavd ZuoTtnua Zuvretayuévwy (Cartesian Coordinate System):

H Bdon autoU Tou CUCTAPATOG €ival PIO YPAUMT aTTO apIBUOUG XWPICUEVOUG O
dlaoTtiuara, iIcohepr YeTatu Toug (Equal Intervals). O1 agoveg xapaktnpifovral X, Y 1 Z,
TO KEVTPO QUTWV €ival n apxn Twv agévwy (Origin), evw @Epouv KaTteubUvaoeIg BETIKES Kal
apvnTikES (Positive or Negative).

TpiodidoTaro Kapteolavd 2uoTtnua Zuvtetaypévwy (3D CCS):
ATtroteAcital atmo 3 ypaupéG TIG X, Y, Z TOTToBeTNPEVEG UTTO Ywvia 90 PoIpwyv PETAEU
TOUG, TWV OTTOIWV N apXH BPIOKETAI OTO CNMEIO TOPAG TOUG.

Eikéva 20. 3D CCS
https://socratic.org/questions/what-is-meant-by-the-3-d-cartesian-coordinate-system



TetapTnuopla (Quadrants):

OT1T01000ATTOTE OXNMATIONOG duo atdvwy dnuioupyei éva emitredo (Plane) pe Tnv
ovopaoia Twv agdvwy TTou To Kabopilouv.

Movadeg Métpnong (Units):

Movadec Métpnong & AkpiBeia (Units & Precision)

Tutrog Aedopévwv

Movdadeg 2uoTruaTog

Movadeg MeTpikou

(Data Type) Iviowv (Inch Units) 2uoTApaTog (Metric Units)
Coordinate Inches 0.0001 mm 0.001
Speed Rev/min 1 Rev/min 1
Feed In/min 1 mm/min 1
Tap Feed In/min 0.001 mm/min 0.01

To apxik6 onueio yia éva pnxavnua atrokaAeital “Machine Home”, evw 1o ouoTnua
OUVTETAYMEVWY TOU INXAVAMATOG oUCTNUA cuvTeTayuévwy epyaciaog (Work Coordinate
System — WCS). To apxiké onueio opi¢etal amrd tov CNC TTpoypauuaTioTh) Kal cuvhRiwg
TOTTOBETEITAI OTO AKATEPYAOTO TEMAXIO 1] O€ KATTOI0 ONMEIO avagopds eviog Tou BaAduou
epyaoiag ¢ unxavnig (Part, Stock or Fixture).

EkT6¢ TOU WCS, utrdpxel akoun £éva cuoTnPa oUVTETaYPEVWY, auTd TNG CNC punxavAig
(Machine Coordinate System — MCS). Ta dUo autd cuoTAuaTa ocuvdéovTal AppnNKTa
METAEU TOUG KABWG eTTNPeAlouV AUETA TNV OKPIBEIO TWV KATEPYAOIWYV. [ autd UTTApPXEI
n évvoia Tng avtiotdduiong (Offset). O1 xeIpIOTES TWV PNXavwy gival utTeEUBUVOI TTPOTOU
EeKIviioel N AeIroupyia Twv KaTEPYaoIwV va eAEyxouv Kal va puBuifouv Ta Offset Tng
Mnxaviig kal Twv EpyaAeiwv (Machine & Tool Offsets), Tmapauétpoug 0TTwg Fixtures
Offset X, Y, Fixtures Offset Z ka1 Tool Length Offset.




3.3 Kwdikag G (Post-Process)

MNa TNV e€aywyn Tou KwdIka G TTpog OPEAOG TNG MNXAVIKAG KATEPYATIOG UTTAPXOUV Ol
KATwO!I €TTIAOYEG:

1. Xeipokivntn (Zuyypaen Kwoika)
2. Mg 1n BonBeia Y1roAoyioTr (Zxediacudg tpoxiac 2D)
3. CAD CAM (20 n 30.000 ypauuéc o€ undév xpovo — Kwoikac G)

O kwdikag G oualaoTIKA gival N YAWooa unxavig Tmou avayvwpifouv Ta CNC
MNXOVAPOTA KAl EPTTEPIEXETAI EVTOG EVOG ApXEiOU HOPPAG cuvrnBwg .txt. To apxeio
opifeTal WG TO TTPOYPAUKA TOU OTTOIOU N KABE oelpd ovopdadeTal block evwy To cUvoAo
TwvV blocks opideTal wg set.

Mopon Zeipdg & Meplopiouoi Autwy (Block Format & Restrictions):

Mopon Zsipdc Kwoika G

N135 G011 X1.0 Y1.0 Z0.125 F5

Meplopiouoi ota Blocks

KaBe block evdéxetal va TTeEPIEXEI ATTOKAEIOTIKG TNV Kivnon Povo evog epyaleiou.

KdaBe block evdéxetal va TrepIEXEl TTAVW ATTO Wia Kivnon Kwdlka G, TTou Opwg dev gival
Kivnon epyaAgiou (Non-Tool Move).

KaBe block evdéxetal va TTepIEXEl MIa HOVO TIPN yia TNV TTpowon (Feed Rate).

KaBe block evoéxetal va TTePIEXEI HOVO £va OUYKEKPIMEVO Epyaleia i uévo pia TaxuTnTa
€VOG OouykekpIpévou Spindle.

O1 apiBuoi Twv blocks Ba rpéTrel va givarl diadoxikoi o évag HeTd Tov GAAov (Sequential).
Ta dedopéva evidg evog block Ba TTpéTTel va TNPOUV Pia ouyKeKpIPEVN dladoxA Kab’ Ao
T0 Set Twv Blocks.

Mapadeiyua Mpoypduuatog CNC (Program):

N5 G900 G20

N10 MO6 T3

N15 MO3 S1250

N20 GO0 X1 Y1l
N25 Z0.1

N30 GO1 Z-0.125 F5
N35 X3 Y2 F10



N40 GO0 Z1
N45 Z0 YO
N50 MO5
N55 M30

KdaBe odnyia (Instruction) evég kwdika G 1Tpog To unxavnua atroteAeital (Consists) atrd
£€va ypdupa TTou akoAouBeital aTtrd yia Tiun.

KaBe ypAuua OXeTICETAI JE £V CUYKEKPIPEVO TUTTO EVEPYEIQG I HEPOUG TTANPOPOPIag
(Action or Information) TTou XpeIAdeTal TO PNXAVNHA YIA VO AEITOUPYNOEL.

MpdupaTa (20uBoAa) TTou XPnoIYoTTolouvVTal OTOUG KWOIKEG gival Ta: N, G, X, Y, |, J, K,
F, S, T,M.

Mpdéypapua (Part Program):

‘Eva TTpoOypauua UTToAOYIOTH opilel, TTo10 EpyaAgio atrd TV EpyaAElodrKn Ba TTPETTEI va
@opTwOei (Loaded) wg epyaleio unxavng (Machine Tool). Etriong, opicel TToiEg €ival ol
ouvOnKeg Kot G, ®nNAadn TaxutnTa Spindle, TTpdwon epyaAciou, Evepyotroinon/
ATtrevepyoTroinon uypou kotr¢ (Speed, Feed, Coolant On/ Off), To onueio évapéng ki
auTd TNG AENG O0TO OUCTNUA CUVTETAYUEVWY avd TUAPa Kivhong (Motion Segment).
EmmpdobeTa, Tov TpOTTO Kivnong Tou epyaAgiou.

AkoAoubia & Mopon Block Kwdika G:

N3 G2 X+1.4Y+1.47Z+1.4 11.4J1.4K14 F3.2 S4 T4 M2

N3: ApiBu6g AkoAoubiag (Sequence no)

G2: Nermoupyia Mpoetoipaciag (Preparatory Function)

X+1.4 Y+1.4 Z+1.4: Tpoopiopog Zuvtetaypévwy (Destination Coordinates)
11.4 J1.4 K1.4: Aréotaon Kévrpou KukAou (Distance to Center of Circle)
F3.2: Mpéwon (Feed Rate)

S4: Tayutnta (Spindle Speed)

T4: EpyaAeio (Tool)

M2: MoAutroikiAn Aeitoupyia (Miscellaneous Function)

Mivakeg yia Tov TTPOYPAHMATIONO KWoIKa G diatiBevtal e évvoleg OTTwg Program
Format, Alphabetic & Special Character Address Codes, G & M Codes Ka.



3.4 Tpoxia EpyaAegiou (2D & 3D Toolpath)

Mpokeipévou n CNC pynxavn va TTpayhaToTToINoEl hIa KATEPYATia, XPEIACETAI TIPWTIOTWG
va uTtdpxel n TTopeia mou Ba diacyioel To epyaAcio. AuTr n TTopeia petagpdaletal atmd Ta
blocks Tou TTpoypduuaTog o€ KIVAOEIS TTAVW OTO CUCTNNA, WOTE va TIG AGBEI N Pnxavn
Kal va TIG JETAYPAOElI O PEUQ.

Ta Aoyiopikd CAM avaloya pe Ta 0edoPEVA TTOU EI0AYEI O TTPOYPAPMATIOTHG
avaTrapdyouv Tnv 1I8avIKOTEPN TPOXIA TOU epyalgiou ava katepyaaoia. Me tn global
emAoyn TnG e¢akpifwang (Verify) TTpaydaTOTIOIEITAI OE TTIPOCOUOIWAOT 0 £AEYXOG TNG
TPIOBIACTATNG KivNONg/ KATEPYQOiag Tou KOTITIKOU gpyaAeiou. ANG kal o€ etTiredo CAE
oTtnv emiong global emAoyr TG avaAuong (Analyze) epgpavifetal o€ KAipaka atmokAiong
+/- o116 TO PNOEV UE XPWHATIOPO TO TEAIKO HOVTENO, CUVETTWG O TTPOYPANUATIOTAG
yVwpilel o€ eTTITTEDO TTPOCOUOIWONG TTOU £XEI aPrioel stock, TTou €xel kavel super finish
KAl OTNV XEIPOTEPN TTEPITITWON TTOU £XEI APAIPETEI TTEPICCOTEPO UAIKO ATTO TNV
EMOUUNTA YEWMETPIA.

AiodiaoTtateg Tpoxiég Epyaiciwv Ppaifapioparog 2D Milling Toolpaths

Tpoxiég EpyaAciwv (Tumrog & Xprion)

H €CENIEN Twv punxavwy CNC Tpoo@épel TNV IKavoTNTa Kivnong o€ duo AEoVeG, TPEIC,
Té00€epIC Kal TTévTe (2D/ 3D/ 4X/ 5X). Avahoya Pe TNV IKavOTATA TOU KABE unxaviuaTog
avaTTapdyeTal Kail n avtioToixn TpoxId, OTTou yia toolpath 2.5 Kiviioewv dev UTTAPXEI
MEYAAN atraitnon oto cuoTnua, yia 3D toolpath atraiteital n Kivnon otoug XYZ GUVETTWG
MeyaAUTepn TToAUTTAOKOTNTA (Complex), kal TEAOG KIVAOEIS TEOOAPWYV Kal TTEVTE agOVWV
ME TNV/TIG TTEPIOTPOPI/EG va BewpolvTal wg eTITTPOcBeTOC/01 GEoveg (lMNa karepyaoies ue
QaPKETG ueydAn akpifeia — Accuracy).

OpoAoyia Toolpath (TLO)

MNa TNV ammooca@ivion TnG TPoxIAS TTou avatrapdayetal atrd To CAM gival apkeTa
ONPavTIKA N avagopd Ki eTegriynon Twv TLO 6pwv. Apxikd, wg Clearance Height
META@PALETAI N OTTOOTOCN TOU UYPOUG TTOU dnUIoUPYEITAl aTTO TO apXIKO ONUEI0 WG TO
KATWTEPO ONWEIO KOTTAG TTou Ba dnAwBEi atrd Tov TTPoYPAUUATIOTH, OTO UTTO KATEPYaTia
TEMAXIO. 2Tn ouvéxela, Rapid Height ovopddetal To Upog 010 0110i0 B0 PTACE! JE
ao@daAcia To epyaAeio dtav dev KaTepyadeTal To KOPUATI. AvTIBETWG, TO Feed Height civai
TO YOG OTO OTToI0 Ba PPEBEI TO EpyaAEio ATTO PIa KOTTA WOTE va CUVEXIOEI OTNV
emmépevn, ouvnbicetal va gival 1o id1og Uywog pe 1o Clearance Height. Q¢ Top of Stock
Bewpeital N avwTepn EMIPAVEIR TOU TEAIKOU OuwWG PHovTEAOU, dnAadr) Tou part. Avagopikd



pe To Stepdown gival n eTTavaAnyn TNG Kivnong TOU KOTITIKOU YIO PIO CUYKEKPIUEVN
Katepyaaoia, aAA& pia oTpwaon o KATw, 0TTwg €xouue opioel oto Depth, dnAadr oTo
Babog. Ouoiwg, To Stepover @épel TNV idIa IAocoia pe To Stepdown, pe Povn diagopd
TTwG TOo Stepover TTPAayuaToTIoIEl OKTIVIKA KOTTH, evw To Stepdown agovikry. Ocov agopd
10 XY Stock Allowance (Floor) gival To emITTAé0oV TTAXOG TTOU dIATNPEITAI OTO TTATWHA KAl
META TO EeXOVOPIOoUQ, WOTE va a@aipedei e KatdAAnAo epyaAeio @ivipiopaTog. Ta idia
IoXUouv Kai yia To Z Stock Allowance (Wall) pue tn diagopoTtroinon avti Tou Floor,
uttdpxel To Wall, dnAadr diatnpeital TTadyxog oTa ToiXwuata Tou workpiece. TEAOG, WG
Toolpath Centerline opiletal n ypauur n otroia 8’ akoAouBrioel To KEVTPO TOU KOTTTIKOU
epyaAeiou (AnAadn o Tool Center Point — TCP) TTou uttdpxel oto Spindle.

3D Toolpaths:

Mia TTepITTAOKOTEPN O1adIKACIQ ATTO AUTH TNG TTAPAYWYNS O108IA0TATWY TPOXIWV
EPYOaAgiwy, gival auTr TNG TTAPAYWYRGS TPIOBIACTATWY TPOXIWV EPYOAEIWV.

AuTi n dlodIkaoia gival AUTOUATOTTOINUEVN/ EVOWHATWHEVN OTIG TTOPAKATW £VVOIEG:
Constant Thickness Roughing Strategies (Surface), 3D Cutter Compensation
(Concerning Shape Tool), 3D Roughing, 3D Finishing, Rest Milling, Pencil Toolpaths ka.

Eikéva 21. Toolpath.
https://www.bantamtools.com/blog/three-essential-cam-toolpaths-in-fusion-360-btafw



3.5 Kartepyaoieg Ppaifapioparog (Milling Operations)

O1 katepyaoieg ppailapiopartog o€ éva Aoyiouikd CAM opifovtal OTTwG Kal TNV TTPdgn
ME TNV opoAoyia OTTwG dAONKE aTTd TNV aPXN TNG EMPAvVIONS TwV pnxavwy CNC kail dn
NG Ppaidag.

O1 1Mo oUvnBeg KaTepyaaieg TTOU euPavifovTal Kal oTa AOYIOHIKA €ival QUTEG OTTWG
Katepyaaoieg EexovopiouaTog ) aAAiwg Cavity, TpoowTrou A Facing, diodidoTatwy n
TpIoBIGoTATWY TTEPIYyPaUPATWY 1) 2D/ 3D Contour, TTokéTeG 1] Pocketing, Aogotéunong i
Chamfer, dnuioupyia eEwTepikwy padiwv Corner — Round, otrwv 1 Drilling,

oTreipoTounong f Tapping.

AMN\eg kaTepyaaoieg e¢ioou onpavTikéG eival n Center Drill (Conical Small Cut), n Slot
Milling ka1 GAAeG.

Eikéva 22. Kartepyaoieg Ppaifapiopatog oto CAM
https://www.prolim.com/adaptive-machining-feature-based-machining-in-solid-edge-cam-pro-2/



3.6 Agdopéva Kotrijg (Cutting Data)

MNa tnv dlaTApNoN TNG eUPUBUNG AsIToupyiag Kal ac@AAEIag Twv pnxavwy CNC,
UTTAPXOUV EYKEKPIPEVOI TTIVOKEG PE TIC OUVOAKESG KOTTAG. AUTEG, AauBdavouv uttéyiv, To
UAIKG Tou workpiece, To UAIKO Tou gpyalcgiou, To €idog TNG WUENG, To €idOG TNG
KATEPYAOiag KTA.

To ouykekpipévo TTedio gival AKpwS KATaAUTIKG yia Ta workshop KaBwg Je TIg
KATAAANAEC CUVBNKES KOTTNG ATTOPEUYOUE ATTWAEIEG EPYAAEIWV, AOTOXIEC OTO TEAIKO
TTPOIOV, TAXUTNTA TTAPAYWYNAGS, ATTOQUY CUYKPOUOEWV KA.

O1 Trivakeg Tou €xouv dnuioupynBei avagépouv Ascdopéva Kot f Cutting Data,
Taxutnteg Ppaiapiopatog ) Mill Cutting Speeds (SFM) Surface ft/min, TaxitnTeg
Auldkwong A Drill Cutting Speeds (SFM) Surface ft/min, Mpowoeig ) Cutting Feed (IPR)
in/rev, Emtpemopeva Maxn Stock r; Stock Finish Allowances, MNpoTteivoueveg MNapdpetpol
Mnxavoupyikrn¢ 1 Recommended Machining Parameters ka.



3.7 PoRj Epyaociwv (Workflow)

AvdAoya Tn TrepITITWonN TTapatifevral opiopéva workflows yia kabe diadikaaoia.
"eviki Pony Epyaoiac:

1- Movtého CAD

2- TautoTtroinon Mevikwyv Mapapétpwy Epyaaciag (EmAoyn YAikwv, Meyé6n Blank, 2nueio
Ekkivnong KTA.)

3- EmAoyn Aladikaoiwv Kal AEIToupyiwv

4- EmAoyny KoTrmikwyv EpyaAgiwv kal Mnxavikwv KaTtepyaoiwyv

5- EmAoyn KatdAAnAwv Mewpetpiwv CAD (Ma tn KaBodnynon rou CAM)

6- E¢akpiBwon Tpoxiag EpyaAciwv (Verify Toolpath)

7- E¢aywyr Kwdika G (Post Process)

8- Metagopd Tou Kwdika G oto Mnyxavnua CNC

9- Xelpiopog Tou Mnxavriiuatog CNC yia mn MNapaywyr Tou Mpoidvtog

21pa NMAnpogopiwv Mnxavriig CNC:

. Aedopéva MpoeToipaoiag MnxavAiuatog (Units, Absolute or Incremental)
. ZUVTETAYMEVEG X, Y, Z

. Mnxavoupyikég Mapdauetpol (Feed Rate & Spindle Speed)

. 'EAeyxoc¢ Zuotipartog Wuéng (On/ Off)

. 'EAeyxoc¢ EpyaAciwv (Tool & Tool Parameters)

. Cycle Functions

. EmmpdoBeTog ‘EAcyxog (Direction of Rotation, Spindle On/ Off)

~NOoO oab~WNER

Aopun CNC Nwooag MNpoypapuatioyou:

. Program Start

. Load Tool

. Spindle On

. Coolant On

. Rapid to Position above Part
. Machining Operation

. Coolant Off

. Spindle Off

9. Move to Safe Position

10. End Program

*Brpara 5. kai 9. EkTeAoUv akpIfwg Tnv idia Asitoupyia.

O~NOOTL P WDNBE



KegpdaAaio 4°
4.1 Epappoyn AirAwpaTikiAg Epyaciag

O eAANVIKOG TITAOG TNG epyaciag OTTwG avapépBnKe Kal oTnV El0aywyn gival
“Mpooopoiwon Katepyaoiag Ppaifapiopatog ge Xprion ZUyXpovwy TEXVIKWY
MovTteAoTroinong” Kal eoTIAlel OTNV TTPOCOUOoIWON evog TTEpdoaTog (Pass)
TepIPEPEIOKOU Ppailapiouartog (Peripheral - Side Milling), ye Tn xprion Tou EUTTOPIKOU
oxedlaoTikou Aoyiouikou Autodesk Inventor (CAD — Computer Aided Design) kai Je Tn
BonBeia Tou epyaleiou VB yia epapuoyég (VBA — Visual Basic for Applications).

AUTODESK
Inventor Professional

ApXIKA eKAEXONKE Eva ACIOTTIOTO KOTITIKO £pyaAEio pe EvOeTa TTAOKISIO TNG ETTWVUUNG
eTaipiag Secotools, pe KwdIKS TTPoidvTog R217.69-1616.3-10-2A.

Eikéva 23. R217.69-1616.3-10-2A.



Eikéva 24. ‘EvOsta MAakidla.

Me tn Awn kai atmoBrikeuon Tou 3D povTéAou Tou TTPOIGVTOG ATTO TNV I0TOoEAIda TNG
Secotools, yEow OXEDIAOTIKWY TEXVIKWYV, dnAadn, he xpron TpoBoAARg ypauung (Project
Curve) TTpayuatotroindnke n ammoTuTTWwon Tou 2D TTepIypAUPaTOS TOU EVOG £VOETOU ATTO
TO AoyiopikO Autodesk Inventor.

Eikéva 24. 2D lepiypauua.



Ev ouveyeia, To apxeio JOpPNG .ipt yETOVOPAOTNKE O€ “tool”. ZTnVv €TTIAOYK) TTOU
TTpoo@épeTal atrd To Aoyiouiké yia Visual Basic for Applications, avattuxbnkav ol
KWOIKES. EVOEIKTIKA, O TTPWTOG KWAIKAG QEPEI TN dnuioupyia Tou workpiece, TV
€100YWYI) TOU TTPOQIA TOU £pyaAEiou, TIC TTAPAPETPOUG Kal TIG EEI0WOEIS TWV CUVONKWY
KOTTNG, evw BI10B£TEl WG £€0d0 apxeia pe Ta 3D povTéAa yia Tn KaTepyaoia Tou workpiece,
Ta aTTOBANTA KAl TN KATAOTAON TOU Workpiece o€ ka0 @don, atrd Tnv ekkivnon tng
KATEPYAOIag wg TO TTEPAG TNG.

O1 TrTapapétpol TTou HETaBARBNKav RTav:
n Tpowaon,

TO OKTIVIKO BABOG KOTTAG Kal

TO aovikO BABOG KOTTAG.

Me Tnv OAOKANPWON QUTWY TWV TTPOCOUOIWCEWY, EEOPUXBNKAV O TTANPOYOPIES YIa TOV
Oyko Twv atmoBARTwWV (Chip Volume) é1Tou yia TNV agloTTioTia EKAEXBNKE o€ OAa Ta run
€Va OUYKEKPIPEVO ONEIO OTAV TO KOTITIKO £PYOAAEio BPIOKOTAV OTO KEVTPO TOU workpiece
Kal TO TTPOPIA TNG OUVOAIKG KaTepyaopévng emmipaveiag (Surface Roughness) Tou
TEpayiou.

Eikéva 25. Assembly

TENOG, PE TOV OEUTEPO KWOIKA TTAPONKAV T ATTOTEAEOUATA O€ HOPPEG .tXt yIa TNV YEon
TpaxUTNTA TNG ETMIPAVEIAG Ra Kail o1 TINEG yia TO dIAypAUMaA TNG.



Eikéva 26. Chip.

Eikéva 27. Workpiece.



Eikéva 28. Surface Roughness.



4.2 Méon Tpaxutnta Emigpdveiag Ra (Microns)

TpaxuTnTa eMEAVEING

KaTtnyopieg Tng Tpaxutntag emigaveiag (Roughness)

H tpaxuTtnTa yiag emeaveiag (yia Biounxavik@ mpoiovra) KabopileTal Je CUYKEKPIPNEVOUG
opIoHOUG Kal TTapapéTpous. Eival n yéon apibunTikni Tpaxutnta (Arithmetical Mean
Roughness - Ra), 1o péyioto uwog (Maximum Height - Ry), n yéon 1paxutnta d€ka
onueiwv (Ten-Point Mean Roughness - Rz), n yéon améotacn Twv avwUaAIWY TwV
Tpo@iA (Mean Spacing of Profile Irregularities - Sm), n yéon améoTACN TWV TOTTIKWY
Kopuwv Tou TTpo@iA (Mean Spacing of Local Peaks of the Profile - S) kal o d€ikTng
emmagng (Profile Bearing Length Ratio - tp). H tpaxutnta emmigaveiag divetal wg n
apIBUNTIKA PEON TIPA YIA WIa TUXAIO OEIYMATOANTITIKN TTEPIOXN. [H péon KeVIpIKn ypauun
Tpaxurnras (Ra ) opileral ora mapapriuara twv JIS B 0031 kai JIS B 0061].

To TpORANPa KaBopiouou Tou BaBPou TNG TPAXUTATAG TEXVOAOYIKWY ETTIQAVEIWY VI
0edOPEVN EQAPUOYT, TNG TTOIOTIKAG OUVAUIKOTNTAG, dNAAdH O,TI apopd Tnv TpaxuTnTa
TWV d1a@OPWV KATEPYATIWY, OTTWG KAl TNG PE TTAPADEKTA aKpiBela Kal e XaunAG KOOTOG
METPAOEWG (EKTIMACEWG) TNG, ATTOKTA OAOEVA Kal JEYAAUTEPN onuacia TG00 0TN
oxediaon PNXavwy Kal JNXAVOAOYIKWY €V YEVEI CUCTNHATWY (1I81QITEPA OE TTEPITITWOEIG
ouvePYQZOUEVWYV ETTIPAVEIWV), 000 Kal 0Tn oxediaon Kal TNV agloAdynon 1ng
MNXOVOUPYIKAG TTapaywyng. 1o oxnua 3.1 @aiveral n yebodoAoyia uETpnong evog
MEYEBOUC KATTOIOU PUOIKOU QPAIVOUEVOU.

ATTOKAIOEIG KOTEPYAOHEVNG ETTIPAVEING. Mia KATEPYAOUEVN ETTIPAVEIA TTAPOUCIALEI YEVIKA
aTTOKAIoEIG aTTé TN BewpnTIKA HOPPNA TNG (A aTTd TN AeyOUEVN OVOUAOTIKN ETTIPAVEIQ) Ol
OTTOiEG PUTTOPOUV Va KaTaTayouv o€ KaTnyopieg. ESW wg ovouaoTikh em@dveia Bewpeital
N €TTTTEDN EMPAVEIQ, TA IDIA OUWG IOXUOUV Kal YIa AAAEG HOPPES ETTIPAVEING ATTO AUTEG
TTOU OUVOVTANE OTIG HNXAVOUPYIKEG KOTAOKEUEG.

‘ETO1 €XOUE:

ATTOKAICEIG TTPWTNG TAENG. Eival JOKPOYEWUETPIKES ATTOKAICEIG ATTO TV OVOUOOTIKN
EMQPAVEIQ (TT.X. ATTOKAICEIG aTTO €TTITTEDOTATA, TTAPAAANASGTNTA, KABETOTNTA,
KUAIVOPIKOTNTA K.T.A.). TIG ovopdloupue atmokAioeig pop®ng. Ogeilovtal oe opdAuarta
OTOUG ONIOBNTAPES TNG EPYAAEIOUNXAVIG, OE COBAPES TTAPAUOPPWOEIS TNG
EPYOAAEIOPNXAVAG, TOU EPYOAEIOU ) TOU KOPUATIOU, O€ KAKA OTAPIEN TOU KOUUATIOU 1) TOU
epyaAeiou K.a.

ATTOKAICEIG BEUTEPAG TALEWGS. AVOQEPOVTAI OTIG KUMATWOEIG TNG ETTIPAVEIAG JE HEYAAN



OXETIKA TTEPIODO, O1 OTTOIEG UTTOPOUV VA ATTOd0B0UV O€ EKKEVTPOTATA TOU KOYUATIOU 1
TOU £pYaA€iou, o€ TAAQVTWOEIG, K.T.A.

ATTOKAIoEIG TPITNG TAgEWG. Eival avwpaAieg TG TTIQAvVEIAS ouvhBwS UTTO HopPYn)
QUAOKWOEWY, TTOU OQEIAOVTAI OTN HOPPN TWV EPYAAEIWV KAl OTNV KIVNUATIKA TWV
KATEPYATIWV.

ATTOKAICEIC TETAPTNG TALEWC. Eival JIKPOYEWUETPIKES AVWHAAIES TNG ETTIYAVEIAG, Ol
OTTOIEG TTPOKUTITOUV OTTO ATEAEIEG OTNV TPOXION TOU £pyaAciou, 0Tn OOPAG Tou epyaAciou,
oTNV YeUdOKOWN K.T.A.

ATTOKAICEIG TTEUTTTNG KAl avwTEéPAS TaEewS. Eival avwpalieg TnG TIQAVEIQG,
MIKPOYEWUETPIKAG BEBAIO HOPPNG, TIG OTTOIEG UTTOPOUNE VA ATTOOWOOUNE OE XNUIKEG
EMOPAOCEIG, € NETARBOAEG OTOV KPUOTAAAIKG 1I0TO TOU UTAAAOU KOl 0€ GAAEG QITIEG.

H TpaxuTtnTa ETTIQAVEIAG XAPAKTNEICETAI ATTO TIG ATTOKAICEIG TPITNG KAl avwTEPAS TAENG
TTOU QVO@EPOVTAI OTN PMIKPOUOP®N TNG ETTIPAVEIAS. TIC ATTAITACEIS TWV CUYXPOVWV
MNXOVOUPYIKWY KATAOKEUWY O€ O,TI ava@opd Tn TpaxuTnTa TIG KATATAOOOUUE OE TPEIG

KATNYOPIEG:

1. 270 TTPOCBIOPICHO TOU BaBuoU TpaxUTNTAG TTOU KABE @opd attauTeiTal, OTTou 0 YNAGS
BaBuog TpaxUTNTAG AVTIOTOIXEI O€ BEATIWMEVN TPaXUTNTA, dNAAdK 0€ KOAUTEPN TTOIOTNTA
ETTIPAVEING APA O€ PIKPES TIMEG TWV XOPAKTNPIOTIKWY PMEYEBWV TpaxuTnTag. Kal
avTioToixa gival 0 XapunAdg Babuog TpaxutnTag.

2. 21n yvwon Tou Babuou TpaxutnTag ToV OTToi0 YTTOPOoUV Va atrodwaouy Ol
XPNOIUOTTOIOUHEVEG KATEPYATIEG KOTINAG 1 dIaUOpPWong.

3. ZTn TTPOTUTTOTTOINGN TWV XOPAKTNPIOTIKWY YEYEBWV TNG TPaXUTNTAS KABWG Kal TwV
MEBOBWYV YIa TN METPNOT AUTWV.

O eupUTepa XxPNOIMOTTOIOUPEVOC TPOTTOG HETPNONG TNG TPaXUTNTAG ival 0 €ENG: OTO
TTPAYUATIKO TTEPIYPANMA TNG ETTIQAVEIOG CUPOUME TN KEVTPIKK YPOUMN £TC1 WOTE VA
IcopOoIpAdovTal T EKATEPWOEV ePRadA (auTd yiveTal ue TN HEBODO TWV eAaxioTwV
TETPAYWVWYV) HECA O€ OPICPEVO PAKOG TTOU OVOAZETAI OEIYHMATOANTITIKO URKOG. Me Tn
BorBeia TNG KEVTPIKNAG YPOAUMNAG UTTOPOUUE EUKOAO VO UTTOAOYIOOUUE TA XAPOKTNPIOTIKA
MEYEBN TNG TPaXUTNTAG, T OTTOIA TTAPOUCIAZOVTal TTAPAKATW:

Méoo Uyog TpaxutnTag Ra (arithmetic average roughness) i CLA.

Opicetail a1rd TNV APIOUNTIKA HEON TIMA TWV ATTOKAICEWY OAWYV TWV ONUEiWV Tou
TTPAYMATIKOU TTEPIYPANPATOS ATTO TNV KEVTPIKN YPOUUR MECA OTO KABOPIOUEVO



OEIyHATOANTITIKO UAKOG L (OAeG o1 atrokAioelg TTaipvovTal BeTIKEG). H oxéon atrd Tnv
oTroia uTToAoyiCoupuE TO HEOO UWOG TNG TpaxUTNTAG dideTal:

Ra = (1/L)] ot ly(x)ldx

Eival yevikad atrodekTo 0TI auTtd To PEYEBOG TNG TPAXUTNTAG ATTOTEAEI TO EVOEDEIYUEVO
QVTITTIPOCWTTEUTIKO PEYEBOG ATTOTINACEWG TNG TPAXUTNTAG KATEPYATHUEVWV ETTIQAVEIWV,
TIPETTEI OPWG VA avAPEPETAI KAl TO €i00G TNG KATEPYATIOG.

Evdeikvudpevo uyog TpaxutnTag Rq (geometric average roughness) rp R.M.S (root mean
square).

Opietal oav TN TETPAYWVIKN pifa TNG HEONG TIMAG TWV TETPAYWVWY TWV ATTOKAICEWV
OAWV TWV CNMPEIWV TOU TTPOYPANMPATIKOU TTEPIYPANPATOS ATTO TNV KEVTPIKI YPAUMN.

Rq = V(1/L)J o- y2(x)dx
H iy autiAg TG TpaxuTnTag ioxue wg 10 1955 (oTig H.IM.A.) OTTOTE KaI AVTIKATAOTABNKE

atrd 10 PEOO UYWOGS TNG Ra. H Tyl R.M.S. 1TpokUTTTEl OUVABWG aTTé TO HECO UYWOG Ra KATA
10%.

MéyioTo Uyocg Tpaxutntag Rmax i Rt (maximum peak- to- valley roughness height).

OpiCetal cav kataképu@n atréoTacn Tou BabuTepou atrd TO uYnASTEPO CNUEIO TOU
TTEPIYPAUMATOS OTO BEIYMATOANTITIKO UAKOG. Eival éva péyeBog To OTT0io £XEI PUOIKN
onuaaoia yiaTi 4TTopEi va yivel eUkoAa aioBnTtd atrd tnv agn. MNMpokutTel amd 1o dBpoicua
TWV TTapauETPWVY Ry, Rp.

Rmax = Rv + Rp
otTou Ry gival To péyioto BAO0G Tou TTEPIYPANPATOS KATW aTTd TN JEON YPAPUA OTO

OEIYMATOANTITIKO MAKOG, Kal Rp gival avTioToixa 10 HEYIOTO UYWOG TOU TTEPIYPAUNOTOS
TTAVW aT1TO TN MEON YPOUMI OTO BEIYUATOANTITIKO PHAKOG.

Mapauetpog Rz (ten- point height).

Eival 0 y€oog 6pog Twv KATOKOPUPWY ATTOOTACEWY OTTO TNV UYWnAOTEPN £EOXN OTN
Babutepn ecoxn TTEVTE TUNUATWY TOU OEIYUATOANTITIKOU PAKOUG, METPOUNEVEG ATTO Hia



YPOUMI ava@opdg TTapAAANAN TTPOG TN HECT YPOUMI KAl TTOU N OTTOIx OEV TEUVEI TO
TEPIYPAUMA TNG €MIPAvEIag. H oxéon 1Tou pag divel Tnv Rz gival:

Rz = Rtl + Rt2 + Rt3 + Rt4 + Rt5/5 = 1/5 i=1% i=5Rti

Mapduetpog S.

H TTapAapeTpog S gival To JECO BIACTANA TWV YEITOVIKWY TOTTIKWY KOPUPWYV TOU
OEIYUATOANTITIKOU PMAKOUG (WG TOTTIKA KOpu®r opileTal TO uPnASTEPO TUANA TOU
TTEPIYPAUMPATOC TTOU PETPIETAI METAEU BUO YEITOVIKWY €AQXiOTWV). Mia TOTTIKI) KOpu®n
TTepINAUBAVETAI OTNV TTAPAUETPO S Hévo OTav N atTdéoTaon METAEU AUTHG KAl TOU
TTponyoupevou ehaxioTou gival TouAdxioTov 10 1% Tou Rp + Rv TOU TTEPIYPANPATOG.

S=S1+S2+...+Sn/n=1/ni=1Z n Si

OTTOU N €ival 0 apIBPOS TWV dINCTNUATWY TWV TOTTIKWY KOPUPWV.

MapdueTpog Sm.

H mmapduetpog Sm gival N yéan Tipn YETAEU Twv dIACTNUATWY TWV KOPUPWY TOU
TEPIYPAUMATOG, A TNG MEONG YPAPMNAG, METPOUPEVWY OTO JEIYHMATOANTTITIKO UAKOG.

Sm=S1+S2+...+Sn/n=1ni=1Zn Si

Aciktng eTa@ng tp (bearing length ratio).

O d¢eikTng eTTaPAG tp €ival TO PAKOG TNG £mTIQAveIag eTTagng (bearing surface),
EKQPACPEVO O€ TTOOO0O0TO TOU BEIYHATOANTITIKOU URKOUG WETPNONG, O€ OPIoPEVO BABOG
KATw atrd TNV uwnAdTEPN KOPUPK TOU TTEPIYPAUMATOCS TNG £MIPAveIag. H TTapaueTpog tp
opifeTal oav T0 AGyo Tou aBpOoioPaTOS TWV EVBUYPAUPWY TUNUATWY, OTA OTTOIx
XWPIZeTal TO TTEPIYPAMMA ATTO TTAPAAANAN WG TTPOG TN KEVTPIKA YPAMMN, YPOUMN
ava@opdg, dia Tou dEIYUATOANTTITIKOU UAKOUG O€ TT0000TO €1Ti %. MNPaKTIKA 0 O€iKTNG
ETTAQPNG tp xapakTnpilel TN @Bopd o€ didpopa PAON TNG ETTIPAVEIQG.

tp = (bl + b2 + ... + bn)100/L = 100/L i=1Znbi

H KauTtrUAn Tou B€ikTn eTTAQRG, KAUTTUAN Abbot, deixvel Tn peTaBoAr Tou O€ikTn ETTAPAS
tp o€ oxéon ue 10 BABOG pPETpnong.



ApIBu6S kKopupwy Pc (peak count).
Eival 0 apIBuOG Twv TOTTIKWVY KOPUPWYV TToU TTPOEKBAAAOUY Sia pEoou Wiag eTTIAEYUEVNG
wvng, oplopévou TTAATOUG, CUMMETPIKNAG WG TTPOG TN MéEon ypauun. O aplBuog opiletal

MOVO yia TO OUVOAIKO €EETACOUEVO PNKOG, ETTOUEVWG Ta aTTOoTEAEOUOTA divovTal O€
Kopu@ég/cm (] o€ KopuEg/in).

Mapauetpog H.S.C. (high spot count).
Eival 0 apIBuog Twv Kopu@wyv TTou TTPoEKBAAOUY TTAVW aTTO YPauuA TTapdAANAN wg

TTPOG TN PEON YPAPUN TOU TTEPIYPANUATOS KAl O€ OPIoHEVO BABOG atTd TNV UWNASTEPN
Kopuo®n.

Mey£Bn KupdTwong

Méoo Uyog kupdtwong Wa Opiletal cav Tn JEon apIOPNTIKA TIUA TWV ATTOKAICEWVY TNG
KUMATWONG TOU TTEPIYPAUMATOG aTTO TN JECAIA YPAPUN.

Wa = (1/L)] o~ Iw(x)ldx

Evdeikvudpevo Uyog kupdtwong Wq OpileTtal oav Tn TETPAYWVIKN pifa TNG nEang
QPIBUNTIKAG TIMAG TWV TETPAYWVWY TWV ATTOKAICEWV TG KUPATWONG.

Wq = V(1/L) o~ Iw2(x)Idx

MéyioTo Uyog kupdtwong Wmax Opiletal oav Tn Katakopuen atréotacn atrd 1o
BabuTtepo oTo UYPNASTEPO CNUEIO TOU TTEPIYPANPATOS TG KUPATWONG.



4.3 AtmroteAéopaTta Epappoyng |

Oykog AtropAATWYV (Chip Volume)

Aev utripéav emARYIPa atToTEAEoPATa yia aovika B&On kotm¢ 1 kar 3 mm o€

ouvOuaouod PE akTIVIKO BAB0¢ KOTIAG -9.3 mm.

1. AZoviké BaBog KOoTTAG 1 mm Kail akTIvIKG BaGBog kKoTAg 0.1 mm.

a/a Fz (mm/rev/tooth) Volume (mm?)
1. 0.100 0.690
2. 0.175 1.205
3. 0.200 1.380
4, 0.250 1.725
5. 0.300 2.070
6. 0.350 2.415
7. 0.400 2.752
8. 0.500 3.450
9. 0.750 5.173

10. 1.000 6.230

2. Atovikd BaBog koTm¢ 1 mm kai akTIviké BaBog Kot 4.65 mm.

o/a Fz (mm/rev/tooth) Volume (mm?)
1. 0.100 0.741
2. 0.175 1.255
3. 0.200 1.639
4. 0.250 2.201
5. 0.300 2.825
6. 0.350 3.015
7. 0.400 3.190
8. 0.500 5.307
9. 0.750 8.390

10. 1.000 11.377

3. A%ovikO Babog KoTTG 1 mm Kal akTIVIKO BaBog KoTG 9.3 mm.

a/a Fz (mm/rev/tooth) Volume (mm3)
1. 0.100 1.500
2. 0.175 2.625




3. 0.200 3.000
4. 0.250 3.750
5. 0.300 4.500
6. 0.350 5.250
7. 0.400 6.000
8. 0.500 7.496
9. 0.750 11.250
10. 1.000 15.001

4. Atoviko Babog kotrig 3 mm kai akTivikd Ba6og kotmg 0.1 mm.

a/a Fz (mm/rev/tooth) Volume (mm?)
1. 0.100 2.070
2. 0.175 3.615
3. 0.200 4.139
4. 0.250 5.174
5. 0.300 6.210
6. 0.350 7.244
7. 0.400 8.256
8. 0.500 10.349
9. 0.750 15.518
10. 1.000 20.688

5. A¢ovikd BAaBog kot 3 mm Kal akTIVIKO BaBog KOTAG 4.65 mm.

Fz (mm/rev/tooth)

Volume (mm?)

a/a

1. 0.100 2.224
2. 0.175 3.766
3. 0.200 4916
4, 0.250 6.605
5. 0.300 8.478
6. 0.350 9.044
7. 0.400 9.573
8. 0.500 15.918
9. 0.750 25.170
10. 1.000 34.129




6. AEOVIKO BABOG KOTIG 3 MM Kal akTIVIKO BAB0og KOTmg 9.3 mm.

a/a Fz (mm/rev/tooth) Volume (mm?)
1. 0.100 4.500
2. 0.175 7.875
3. 0.200 9.001
4. 0.250 11.252
5. 0.300 13.500
6. 0.350 15.749
7. 0.400 18.000
8. 0.500 22.500
9. 0.750 33.750

10. 1.000 44,995

Vol1 (mm3), Vol2 (mm3), Vol3 (mm3), Vol4 (mm3), Vol5
(mm3)...

50.000 == \ol1 (mm3)
== \/ol2 (mm3)
40.000 Vol3 (mm3)
== \/ol4 (mm3)
30.000 == VoI5 (mm3)
== \oI6 (mm3)
20.000
0
200 400 600 800 1.000

Fz (mm/rev/tooth)



4.4 AmroteAéopaTta EQapuoyng ll

Méon Tpaxutnta Em@dveiag (Surface Roughness) Ra (Microns)

Ta atmmoteAéopara ATav akpIBWS Ta id1a yia afovikad BABn koTtm¢ Z 1 kal 3 mm OToug
ouvOUAOPOUG aKTIVIKWY BaBwyv kKotig Offset Y 0.1 kai 4.65 mm, evw Oev UTTNPEE KATI
EMAAYINO OTA ATTOTEAEOUATA TWV OKTIVIKWY Babwv KOTTAG -/+9.3.

Last Workpiece Fz (mm/rev/tooth) Ra (Microns)
17 1.000 3.393
25 0.750 1.889
45 0.500 0.870
55 0.400 0.558
60 0.350 0.433
70 0.300 0.318
80 0.250 0.266
110 0.200 0.141
130 0.175 0.107
180 0.100 0.035
-8,1
1 1,2 1,4 1,6 1,8 2 2,2 2,4 2,6 2,8
-8,1005

-8,101




KegpdaAaio 5°
ESakpifwon (Verification)

"YoTepa atmd PeAETN avTioToixwy dNPocIEUoEwWY Kal GUyKpIon PE TNV TTapolca epyaacia
TTPOKUTITEI OTI Ta aTToTEAEGUATA TTOU £X0uv £€axBei ouvadouv pe auTd Twv dNUOCIEUCEWY UE
OPIoHEVES BIAPOPOTTOINCEIS Ol OTTOIEG €ival CUVETTEIQ TWV OIOPOPETIKWY TTAPANETPWY, OTTWG N
évvola TnG ¢Bivoucag TOAAVTWONG OTO CUCTNUA TOU JOVTEAOU TOUG, TNV SIOPOPETIKA ETTIAOYHA Kal
YEWMETPIa KOTTTIKOU €pyaAeiou Ka.

O1 dnuooIEloEIS YIa TIG OTTOIEG YiveTal avagopd gival ol KATwO!:

-“Cutting Force & Surface Roughness Depend On the Tool Path Used in Side Milling: An
Experimental Investigation”, Rodrigo Henriques Lopes da Silva & Amauri Hassui.

-“Modelling & Simulation of Surface Topography Machined by Peripheral Milling Considering
Tool Radial Runout & Axial Drift”, Hui-Qun Chen & Qing-HuiWang.

-“An Improved Cutting Force & Surface Topography Prediction Model In End Milling”, O.E.E.K.
Omara,b, T. EI-Wardanyc, E. Ngb, M.A. Elbestawi.



KegpdaAaio 6°
6.1 Zuptrepdopara

Ta CUUTTEPACUATA TNG OCUYKEKPIUEVNG EQAPMPOYAG gival Ta €EAG:

Ooo peiwveral N Tpdwaon oto epalldpIoua, TOO0 TTI0 Agia eTTIQAvEIa dNUIOUPYEITAI KI
avTIBETWG 600 au&daveTal n TTPOWON TOOO TTIO TPAXIA Eival N ETTIPAVEIQ TOU
KATEPYAOHEVOU UAIKOU. AUTO OTTODEIKVUETAI OTA ATTOTEAECPATA TNG HEONG TPAXUTNTAG
ETTIPAVEIQG.

Ooo diagopoTroiouvTay ol TTAPAUETPOI, N MECT TPAXUTNTA ETTIQAVEIAS TTAPEUEVE idIa ava
o1adio. Auté e€nyeital yia Tov Adyo 6,71 To Ra e€apTdral €¢ OAoKApou atrd TNV TTPOWOn
Fz.

Ooo augaveral n TPOwWOoN T600 PHEYAAWVEI O OYKOG TOU ATTOBAATOU £V OCO PEIWVETAI N
TTPOWON TOOO PIKPAivel 0 dyKog Tou atroBAnTou. H TTpdwaon opideTal e TO TTOCO PYAKOG
UAIKOU a@aipei ava TTepIoTpo®n] avd 0OVTI, GUVETTWG 000 N TTPOWOT PEIWVETAI TOOO
AydTEPO OyKO agaipei evwy 600 augaveTal TOOO TTEPICCOTEPO OYKO APAIPEI.

Me TiIg TTapaTTdvw TTapaTNPAOEIG TTPOKUTITEI TTWG OCO TTIO PIKPF OPIOTEN N TTPOWOon T600
KAAUTEPO ATTOTEAECHA ETTIPAVEIAG Ba An@OEi.

TéNOG, 0 Oykog Tou atroBARTou au&dvetal, 600 augaveTal Kal To agovikd BABOG KOTTAG.



6.2 MeAAovTikég ETrekTdoeig Eqpapuoyng

Media TToU Ba puTTOopOoUCav va diEpeuvnBOOUV TTEPETAIPW Eival N EI0aywyr TNG £€vvolag TNG
@Bivoucag TaAGvTwOoNG 0To OUCTNUA TOU KWAIKA, YIa TTI0 PEAAIOTIKI) TTPOCEYYIoN.
EmmAéov, n TpooBeon Twv UTTOAOYICHWY TWV dUVANEWY KOTTAG. ANAG KI €va Béua TTou
ATTACOXOAE IDIATEPWG TO XWPO TNG MNXAVOUPYIKAG TEXVoAoyiag kal Twv CNC
KATEPYATIWY, TOV UTTOAOYIONO TWV BEPUOKPATIWY TTOU ETTIKPATOUV OTO ONWUEIO KOTTAG.



KegpdaAaio 7°
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l.

ApioTopévng Aviwviadng, Mnxavoupyikr TexvoAloyia, Téuog B
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https://www.cnccookbook.com/cnc-coolant-system-mist-high-pressure-through-spindle/
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