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KATEPI'AXIEX AITIOBOAHX YAIKOY YWYHAHZ

AKPIBEIAX

Ewcayoyn

H mpdodog g vavoteyvoroyiog kabm¢ kot 1 avamtuén vE®V DMK®V To TEAEVTOLN
xpovia Exovv Ppel TA00G EPAPLOYDY GTOV KATUOKELOOTIKO aAAG Kot Bropmnyoviko
topéa . H ocuveydc avéavouévn avaykn e£aptudtov LYNnANg moldtnTog KOTaoKELNG
Kot avdAoyng axpieiog d1aoTdoe®v , N avanTvén TG Propumyoviog NAEKTPOVIKGV |,
OTTIK®V , Ol VEEG TPHOSOL GTNV TPIKT] OAAG Kot 6€ TAN00G AAAW®V ToUE®MY 0dNYNoE
oV avATTUEY VEOV TEYVIKOV KOTEPYOSIOG TOV VAKAOV 0AAd Kot otnv eEEMEN Ko
Bedtiwon v O vIAPYOVTIOV .

Q¢ xatepyosio vyning axpiPeiog opiletanr n katepyoasio ekeivn mov cuvvovalet
VYN ToTOTNTO S106TAGEMV KAAT TOWOTNTO KOTOGKELNG KOl TOLOTNTO EMPAVEILNG .
Avaloya pe To VAIKO mov KotepydleTtol To oynpa Tov BEAovpe va emTiyovpe KoOmG
Kol TN ¥pNon mov BEAovpe va KAVOLHPE GTO KOTEPYOOUEVO TERAYO TO €100¢ NG
katepyaoiag oAralel . IIAnBopa texvikdV Yo katepyasieg VYNANg akpiPeiog xet
avantuyBel kabmg Kot cuvexdg eEediooovtan véeg texvikég . E&attiog axpiPadg tov
TANO0VE TOV VIAPYOVODV TEYVIKAOV OV €lval SLVOTN U TANPN AVAPOPH TOVS HECH
070 TAQIGLO TNG TOPOVONG EPYOCING .

210 TopakdTo e£eTalovtal o aVOALTIKG 01 UNYOVIoHOT amoBOANG VAIKOV Ot 0toiot
Aappdvovy yopa katd v kotepyasio TG0 vOpaLcTOV OG0 Kot EOTAACTMOV VAIK®OV
Katd tn katepyoacio g Asiovong tovg . Xt ovvéyxewn e€etdletor o BempnTikd

vofabpo ¢ Katepyaciog pe tn ypHon niektpikng ekkévaong (EDM) |, kabmg kot



yiveTon eKTEVEGTEPT QVAAVOT TNG Y¥PNONS AVTAG TNG KATEPYUSING GE GUYKEKPUUEVES
TEPIMTMOGELS . AVAADETOL O UNYOVIGHOG Kot 01 GLVOTKEG VIO TIC omoieg AapPdvet yopa
AT N Kotepyaoio eved EeTdlovTol Kot TPOTAGELS Yo TEPUTEP® eEEMEN ALTAG TG
nedddov mov ypnoyomomdnKay pe emiTvyio 6€ oplopéves Tepmtooels . TELog yiveTan
Lo avopopd GTIS KOTEPYAGIEG TOV YPNGUYLOTOLOVV GOV KOPLO YOPUKTNPLOTIKO TOVG
™V LYNAN ToydTNTO KOTNG . ZTO TEAELTOIO KOUUATL KpiOnke avaykaio va yivel pio
avaQOpE oTNV EMIOPACT] TOV VYNAGV TAYLTATOV 6T PBOoPA TOL KOTTTIKOV epyaleiov ,
™V avOAvon TG modTNTaG EMPAVEINS KOOMG Kol TIG HOONUOTIKEG GYECELS TTOV
emnpedlovy TV TpaydTNTA EMPaveiog, (0w T0 factkdtepo Tapdyovta aE0AOYNONG
™G TOOTNTOG EMPOVElNG , KAODS Kol TOLG TOPAYOVIEG GLVONKAOV KOTNG TTOL TNV
empedlovv . Télog avamtOGoETOL OVOAVTIKOTEPO 1M TEPIMTOON HOG TETOLOG
KOTEPYOOIOG , €VO TOVTOYPOVO YIVETOL KOl TOPOLGIOGT €VOC TPOYPAULOTOS
BeAtiotomoinong g ToLTNTOG KOMNG 7OV GUUPAAEL GTNV OMOTEAECULOTIKOTEPN

y¥pNoLoroinon g pebddov .



Kepdiaio 1

1.1 Mnyoviopoi amwofoi)g VAKOV 6€ KaTEPYAoieg aKPLPEiaS VEOV VAKOV

Ta oOyypova mpoidvta yapoaknpilovtal amd cvototikd vynAng okpifewog H
TeYvoAOYia Katepyasiog vynAng axpifelag £xel avamtuybel To teAevtaia ypovia yio
TNV KOTOOKELT] OKOVOLIK®V KOl TOOTIKOV EEQPTNUATOV Y10 SIOUPOPES EPAPLOYEG
omoc laser puoyoyodg Olootnuikny texvoloyia, e@apuoyés avtokiviong Ot
OLYKEKPIUEVES KOTEPYOGIEG OMOGKOMOVV OTNV KOTOOKEVLT KOUUATIOV HE KOAN|
axpifelo OYNUOTOC Kol vynAq molotnTa empaveiog

(tépvevon,reiavon,otiAfmon,vrepieiavon)

O katepyaocieg vynAng axpiPeiag Exovv avomtvydel paydaio petd T dekaeTion TOL
80 kvpiwg AOY®m ™S LVYNANG akpPeing Kot TaPay®YIKOTNTOG OTTIKMOV UNYOVOALOYIKMV
Kol MAEKTPOVIKOV eEapTnuiteov Yo PBropnyoviky ypnon. o moAld cvothipota
VYNNG TEXVOAOYIOG M KOTOOKEVT TOVG TEPUAEKETAL AOY® NG YPNoNS evBpadoTOV
vAkav Tnv mepacpévn dekaetion Tapatnpnnke pia avalomopmon otn ¥pNnon Tov
KEPAUIKMDY GE KOTOUOKEVACTIKEG £QapLOoYES. Ot e€apeTikég Oepikég 1O10TNTES Ko M
avToyN T000 G€ YNUIKN OGO Kol PUNyavikny eBopd avT®V TOV VAKOV 0G0 Kot EPEVVEG
KOl OVOKOADWELG G 0VTOV TOV TOUES GUVTEAECAY GTO YEYOVOG.

Ta KeEPOUIKA VAIKA €KTOC OO OOMKE VAIKE YpNOUYLOTOo0VTOL TAEOV OAO Kol
ovyvoTEPO OTNV Kotookevn egoaptnudtov vyning okpipeiog Hmap' ko avtd 1
VYA okpifela douotdoewv Kot 1 KOAN mOdTNTA EMPAVEINS TTOV OmoLTEITOL Yo

eCoapmuoto akpiPeiog dev  emTuyydvetor mOvIo pe TG ovuPatikéc peboddovg



LOPPOTOINCTG Kol TUPOGVOMUATMOONG TOV KepakdV Etol n amonepdtwon vyning
axpieiog HETA TO TEPOAG TMV TPONYOLUEVOV TEXVIKOV avayvopiletor g Poctkn
néBodoc oty Kataokevn Kepapkmv egoptnudtov.H tocémta touv amofaiidpievon
KEPAUIKOD VAIKOV omd TNV KATEPYOSIO OMOTEPATMONG TPEMEL Vo €lvar TOAD HIKPR
(MOOTE Ol UKPOPOYUES VO UMV TOPOUEIVOUV GTNV KATEPYOGUEVT] ETLPAVELD .AEOVTIKESG
TEYVIKEG OTMG KOVIOTOINGN Kol oTIABwon pe StapovTévio AelavTikd £xovv vioBetn el
Y. amomepdtwon LynAng axpieiog tov kepopukdv Ilapoio avtd kaAdtepn
TOLOTNTO EMPAVEING KOl VYNAOTEPOL TOPAY®YIKE 01 pLOUOL UTOPOVV VO emLTELYOOVY
pésa amd JadIKaoies KOmNG L& cLYKPLON e GALeG HeBOSOVG 1) KON TAEOVEKTEL GTNV
KaTnyopio GUVOETOV HOPPGOV.

Ta gvBpavota vAKG Yopilovtal Ge TPELG KOTYOopies

1) dupopea yvorid 2)oxAnpoi kpuotairot kot 3) e&eAypévo Kepapd,
Ta eehypéva kepopukd givar por cuyypovn mpdodog Amotelobvtar amd LVYNANG
TOLOTNTOG TOPDON GLOTAUTIKA TOV HOopPomTolovLVTaL Kot emeEepydlovtol Bepuikd kdTm
amo okpPeig eleyydueveg ocvvinkeg H ypnomn avtdv tov LMKOV ETITPETEL TNV
avAmTLEN GLOKELVMV VYNANG TEYVOAOYiOG Kol ocvotnudteov to omoia Oa Mrtav
adLVOTOV Vo TTOPOcKELOOTOVV  Olapopetikd. To 1810 1oydel ko Yoo €101KA
KPLOTOAAIKG VAKA (muaymyol) kabmg kot yio e€ehypéva vyning Oepuokpaciog

YOO

1.2 EAle00gpn Aeiavon (free abrasive machining FAME)
H eAhedBepn Aelavon eivor po Kotepyacio 1 omoio ypnoULOTOLEl AELVTIKA
omwg dapdvtt ,KopPido crhkoévng Kot 0&eidlo alovpviov yio apaipeon LAKOD Kot
amonepdtwon .To Aelavtikd avtiv TV TepinTwon cuvnBmg avapyvoeTol péva vypo

Y10, TNV KOToKELN AGomng Adomn Ttomobeteitar avapesa og évav okAnpd (60-62Arc)



TEPLOTPEPOUEVO TPOYO KOL TO KOTEPYUGUEVO TeERAyo . O mePLoTPEPOUEVOS TPOYOS
elvar  ovvBowg Kataokevaouévog amd okAnpuopévo ydAvBa Eva  oynuotikd

duypappa g dadikaciog eaivetal oto oynua 1.

P.S. Sreejith, B.KA. Neoi/ International Jowrnal of Machine Tools & Manufacture 41 (2001) 1831-1843 1833
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1g. 1. Schematic diagram of free abrasive machining.

2y 1 Zynpotiko Stypoppor TG Kotepyaoiog



Ta Aswovtikd vVAKE dgv GOMVAOVOVTOL HECO GTOV TPOYO Kol Yoo OVTO TO AOY®
emieyoOpe avtodg vo givar okAnpog Oco mo okAnpog o tpoyxds TOG0 KOADTEPT
TOLOTNTO EMLPAVELNG EMLTVYYAVOVLLE.

O punyoviopog e omoPoAng vAkoy katd TN OdpKeln TG eAevBepng Agiovong
(FAME) evBpavotmv vAIK®V gival TOAD SQOpETIKOG GE GUYKPIOT UE OVTOV TOV
0MAACTOV VAIK®OV . AE0ONUEI®MTN TAAGTIKY TOPAUOPP®ST AdUPBAvEL xwpd Tptv TV
amooAn VAKOV GTo EVTANGTO VAIKOT TAACTIKEG TAGEIS GTNV EMUPAVELD KO KAT® amd
avtv Ponbovv ™ dnuovpyio POYUOV TOVL TEAMKAE 00NYOVV GTNV AmOBOAT} VLAIKOV
THopatnpnoeig kotd ™ Aeiavon evbBpadotwv otepemv emPefard@vovv 10 yeyovos 0Tt
ot poyHéES mailovy onuavtikd poAo otnv amofoAr] LAKOD €@ omd TV €OTANGTY
meployn  Katepyooiog MIKpOGKOTIKEG TOPATNPNCES KEPOUIKDV  EMUPOVELDV
emeepyacpévov pe ™ néBodo g elebBepng Aciavong amokaAvTTouy OTL 1 0TOPOAN|

VAKOU AapPavel xopd pécw Bpavong.

%
L *st{&;
i i
ot i
ije‘ \ 4 ﬁ?{i?“f“d\ N i ‘ﬁff i ‘1‘ a‘«‘z‘sg ‘w:‘ i\ L i I
Ni-Zn ferrite surface Soda-lime glass

Fig. 2. Micrographs of highly polished surfaces abraded by free abrasive machining.

Xx.2 eMPAVEIEG KOATEPYUOUEVEC He TN HEOBOOO NG eAehBepnc Aeiavong yia O6vo
SLOPOPETIKG VAIKA
eV 010 oy 3 amelkoviCovtol ot eMEAvELEG HETA amd GLUPATIKN AELOVGT] POPTION

100gy1a ta 18t vAKE .
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Ni-Za ferrite surface Soda-lime glass

2x.3 emdveleg petd amd cvuPatikn Asiavorn eoptiod 100gya ta dio vAKE .

1.3 Edmhaotn meployn Katepyaoiog

Behtidoelg oT1g avtoyés TV KaTEPYASIOV 000UV GTOVG EPEVVNTEG TN dLVOTOTNTO
VO QmoKAADYOLY TNV 0MAACTN TTEPLOYN AmoBoANg LAKOD TV eVOPAVSTOV VAIKOV
Y7o ovykekpluéveg eheyyopeves ovvOnkeg eivor duvatd vo KOTEPYOSTOVV TO
€00paVOTA VAIKA OTMG TAL KEPAUIKA LLE XPNOT OLOUOVTIOV U0 1) TOAAATADY OLyU®V
£T01 MOTE TO VAKO Vo omoPdAete aKkoAOVOMVTOG TAOCTIKY PO QPVOVTOG TEAKA

EMPAVELD YOPIg poYUES Onmg paiveTton 610 oynua 4



High dynamic stiffness
Ultra precision motion control
—_—

IS

Chip
m«}!—] dp

» No micro-cracks , T

* Very low depth of dislocation

strain damage

High loop stiffness

Fig. 4. The mechanism of ductile or shear mode grinding of brnttle materials.

2y 4 Mnyoviopog «€OTAACTNG» KATEPYUSING Kotd T Aciavon e00pavoTmv VAIKOV

Avt 1 katepyacio ovoudletal e0TANGTY TEPLOYN KATEPYUSING EOTANGTY TEPLOYN
Kkatepyaoiag Paciletor 6to yeyovog 0Tl OO TO VAIKE TOPAUOPPOVOVTOL TAACTIKA
otV 1M TOPOUOPP®OT eivar TOAD HIKPO pvOudg amofoAng vAkod yuo Astovom kot
YOOMGHO GUYKPIVETOL KO DITAPYEL Lo TEPLOYN PLOUDOV amroBOoANG VAIKOV avapeca
OUTEG TIC OVO KOTEPYOSIEC Yo TNV OMOilol KOAUTIOL om0 OVTEG TIC KOTEPYOGIEC OE
AouPavel yopd AVt M TEPLOYN UTOPEL Vo OVOHOoTEL KEVO pikpoietavong (micro-

grinding gappott Bpicketon avapecso otn Asiavon Kot to yoahopo, (oy.5).



GRINDING MICROGRINDING POLISHING

3
MATER!AL REMOVAL RATE (MM /MM SEC)

Fig. 5. Achievable material remowval rates in abrasive machining.

2x.5 PvBpoi amoBoing vikol og d1dpopeg Katepyaosieg Aeiovong

Eivar onpovtiky yuoti avtimpocsorevel o 0plo avapesa eVTAaoTn Kot €00povotn

nePLOyN Alovong yio o TAOTLE YOO DAIK®V OTEG T KEPOUUIKEL, TO YUOALL KoL TOVG

Ny ®yovg.

1.4 Apyéc tng meproyns EVTAAOTIG KATEPYAOLOG

H petdpaon amd v €60pavotn oy €OTAOCTN KATACTOOT KOTE TV KoTEPYAcia
eVOPADOTOV VMKOV TEPIYPAPETOL EVEPYEIOKA O WKL 1GOPPOTIO OVAUESH OTNV
evepyelo mapapopewong kor tnv  evepysio emoeaveiog. Tomkég paoypés mov
ONUovVPyoLVTOL KATA TNV EMPOAN QOPTION £YOLV EVOLLPEPOV GTNV KATEPYAGIO

evBpavotov vaAkov H kotepyocio sivor pio odovtot) dadikacion Katd TV omoia



000VTOTES POYUEG OMuovpyodvTol Kot ailovv OMUOVTIKO POAd GTNV 000VIMTY|

neployn katepyasiog . 'Eva kpiopo Babog poyung dcopiletor akoroHOmg

dc=b(Kc/H)"2(E/H)

onmov Kc givan 1 tpoydnrta emipaveiog TG poyUng o Elactikd NToh kot b otabepd
7oV ££0PTATOL OO T YEMUETPIO TOV KOTTIKOV EPYOAEIOL.

To oynua 6 delyvel o Tpofoin Tov epyaieiov kaOeTn otV KaTELOHVVGON TNG KOTNG
2opeove pe T Bswpla TG evepyelokng 1ooppomiag, M I ™ poyung Bo
Eexvnoet 610 evepyod Pabog komng ko Ba avamapaydet péypt Eva péco Pabog yc Av
N poyun o0& ovveylotel KAT® omd To €mimedo NG EmMEOVElng KOmNG TOTE Ol
npobmoBEGE TNG €VTANCTNG TEPLOYNG Katepyasiog emttvyydvovtar H eykdpoia
npoémon (cross feed) kabopilel ™ Béon Tov ACKOTA KOG TNG CLYUNG TOV KOTTIKOD
gpyareiov .Meyorvtepeg Tiég tov f 0dnyodv to dC o KOVTA TNV KEVIPIKY YPOUUT

NG OLYUNG TOV KOTTIKOD EPYOAEIOV.

1836 P.S. Sreejith, B.KA. Neoi / International Jouwrnal of Machine Tools & Manufacture 41 (2001) 18311843
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. Uncut
shoulder
\ Microfracture

damage zone

Diamond tool

1, = critical chip thickness

Tool center Damage transition lina

Fig. 6. Projection of the tool perpendicular to the cutting direction




Yy 6 mpoPoin tov gpyaieiov kABeTN oTNV KatevBVVOT TNG KOTNG

Mo 6AAN epunveio TOv QAIVOUEVOVL NG HETAPAONG OTNV EVTANGTH TEPLOYN|
Baciletar otig poyués efoutiag oyolpudtov mov mpokaiobvtal amd v VIapén
edattopdtov Ot Kpioleg TIHEG ELPAVIONG GYICUMOV Kol TAAGTIKNG TOPALOPPOCNG
e€ApTIOVTOL OO TNV TLKVOTNTO TOV EAATTOUATOV oTO €PYOLOUEVO KOUUATL .OE
e00pavoTa VAIKE 1 TUKVOTNTO TOV EANTTOUATOV OV €ival HEYOAN , GLVETMG 1|
Kpiown T dnuovpyiog poyuodv eoptdtar amd 1o medio thoewv . (eme&nynon

oyediov 7)

4

Madel of chip removal with size effects. (a) Small depth of cuty (b) large depth of cut.

Yy .7 Movtélo amofoing vAiuov: (o) kpo Babog komng, (B) peydro Pdboc komng

1.5 Mnyoavicpoi amofoing vAIKoO 6TNV E0TANGTI| TEPLOY] KATEPYUOLOGS

H «xotepyosio onpovpyel o oeéun em@dvelo  €maQng  TOV  OLO

oLVePYOLOUEVOV EMPOVEIDY, TOL KATEPYOULOUEVOL KOUUOTION KOl TOV AELOVTIKOD

epyoreiov. [Tapdia avTd Ot PIKPOUNYOVIGHOL ATOBOANG VAIKOD SL0pEPOVY OO VAIKO



o€ LAIKO kot €€aptiovvtal 1060 amd TN HKPOOSOUT TOV KaTePYOULOUEVOL KOUUOTION
0G0 KOl TOL VAIKOV KOTOOGKEVEG TOV EPYOAEIOV.

l'evikd  xotd Vv katepyosio vynAng okpPeiog  evBpadotov  LAIK®OV
YPNOLOTOLOVVTOL EPYUAEID LE HEYAAN OpVNTIKY YoOVIA amofAntov (g tééng tov -
30C) .H apvntikf yovid amofANTov TPOKAAEL TNV OTOITOOUEVT] VOPOGTATIKY TEOT
avaykaio Yoo TV TAACTIKY] Topapdpemon tov epyalopévov koppotiov Katd
Jupreln GVUPATIKNG KATEPYOTTOG e EPYUAEID AMANG oy M YoVid amoBAnTov Oa
etvar Betikn M undevikn Me Betik] yovid amofAitov 1 KomTiky dvvaun Bo eivor
YEVIKA 2 popEc peyolutepng g dvvaung Bpadone .Kotd m didpreta g dwadikaciog
Aetovong cvvnBiletar 1o epyaleio va £xel LEYAAT apyNTIKN YOVIA Kot 1) SOVOUT KOTNG
va glvar mepimov N pon g dvvaung Bpavong . XTig katepyasiog VYNnANg axpieiog
evBpadotv VAIKOV og BaOn Komng KPOTEP TNG OKTIVOS TNG OLYUNG TOV KOTTIKOV
epyadeiov , to gpyareio oymuotilel peydin apvnrikn yovid H oarun tov Komtikod
gpyareiov ¢ autn TV TEPiTTOON E10YWPEL 6TO KATEPYULOUEVO KOUUATL OTIMG TTEPITOL
évag 000vVTOTOC TpoYOg G €vav dAlov dnpiovpyel peydieg mEGES TOV TPOKOAOHV

TAOGTIKY] TAPOUOPPOOT),

1.6 Amofoir] VAKOV 6€ YOOI KOl KEPUMIKA.

H mlootik) Agiovon Tov ontikoy YvoAlov Bewpeital o¢ 1 Mo TeEAein EQApLOYT
Katepyaoiag 6to LAKO .To yvali ivar avopyavo vAKO Kot YHYeTOL omd T AEIOUEVN

KOTAGTOON OTN OTEPER YWPIG TO OYNUATIONO KPLOTAAA®Y YvoAl elvar un



KPLOTOAAKO (1 GLOPPO) Kot £YEL GUUTEPLPOPA AVAUEGO GE OTEPED Kat peVoTo T
napddeypa og Beppokpacio dwpatiov copmeplpépovie cav £H0paLGTO VAIKA OAAL
nave and T Oeppoxpacio peTdfoong Tov YLOALOD ATOKTOOV GUUTEPLPOPH PEVCTOL
VYNA €VOPALGTOTNTO TOV YLOAOV OPEIAETAL TNV ATOKTN O1EVOETNON TOV ATOU®Y
2T0 KPUOTOAAIKA LAMKG 0T To PETOAAO TO. GTopO. £€(OVV [l KOBOPLopHEVN
devbétnon mov mEpLypdpetan 6Tovg Kotahdyovg tov Miller,evéd n dopn tov yvaiion
dev mapovctdlel kdmola cuyKeKpUEV devbuvon.

Ot pHoVOdIKEG PLUOIKEG KOt UNYOVIKEG 1OIOTNTEG TOV KEPOUIKAOV OTWOS GKANPOTNTO
avToyY HMWKN adpdveln Kot vymin avtictaon ot eBopd, Exovv cupPdaiiel otV
ALENUEVT LPNON TOVG MG UNYOVIKE kot NAekTpikd eEaptripata. To €ld0g Tov aTopKod
deopob kabopiler ™ okAnpodTTA TOL VAKOD OTt®G kot to Moduletov Young.l'a
EVTANGTO LETOAAKOD TOTTOV dVGVOL VAIKG 0 Adyog E/H givar mepinov 250gvd yia ta
e00pavota VAIKA , ONAadn VA pe deopolg petalh TV aTOUMV TOVG AVAAOYOVS e
aVTOVG TOV eVOPALOTOV VAKOV givar yopm 1o 200 AdYog KupaiveTol PHETOED TV
VO TOPOUTAVE TILAOV Y10 VAIKA LLE TOTO 1OVIKOD OEGHOT YOUNAT TUKVOTNTO KOOMG Kot
N YOUNAT KIVNTIKOTNTO TOV EANTTOUATOV €vat ot AOYOL Yio TV LYNAY oKANpOTITO
KAmo1mV EV0pAVGTOV VMK®V.

AvaLoyo pe TO VPOG TOV UETOAAIKOD OEGLOV JOPOPETIKOL UNYOVIGHOT amoBoAng
vAkoy avaxvrtovy Ta pétaila , mov yopakmpilovior omd PHETOAAIKO deoUO OTOV
To eEAeVOEPa NAekTpOVIO potpalovTal PLETOED TV aTtdU®mV Bpickovtal 6TV 0TANGTN
nepoyn mapapdpemons. H kotepyasio Tov yvoldv Kol ToV KEPUUIKOV av AdPet
YOPE oTNV €OTANGTY TEPLOY] ONUIOVPYEL KAOETEG POYUES KATA TNV EPAPLOYT TOV
QOPTION KOl TAELPIKES POYUEG KATO TNV OTOUAKPLVGT) TOL (OPTOL , OAAL O
oynUaticpds KabEtmv poyUdV onpovpyel onuovtikn {nud Kato and v emipavelo

g Kotepyaciog Jlapdia avtd av emieyel éva moAd pikpd PaBog Komng axoua Kot



e00pavota VAIKE 0TS TO YLOAM Kol TO KEPOUIKA UTOPOVV VO KOTEPYAOSTOOV GTNV
edmlaotn meproyn] TvaMd Kot Kepapikd pumopohv Vo KATEPYUGTOVY GTNV EVTANGTY
neployn av to Pébog Komg kpatn el kbtw omd To 10 mm.

Ot unyoviopol amoBoAng VAIKOD GTo YVOALYL KOl GTO, KEPAUIKG OTOTEAOVVTOL Old
e00paVOTEG POYUEG KOl TAOGTIKN TOPAUOPPMOOT) LTIV TPATN TEPITTMOT Lo GKANPY|
ayu Komtkol gpyoieiov eloympel 610 £00pAVGTO VAIKO TPOKOADVTOS KAOETEG Ko
TAELPIKES POYUES , ) 0€0TEPT TEPIMTMON Elvar avAAOYT TG SLOSIKAGIOG GYNUATIGILOD
amoPAntov Kotd T Aglovon tov petdhiov .To @optio oto onueio KOMNG Kot ot
W0 Teg Tov Katepyoalopevoy tepayiov eivar ot mapdyovieg mov kabopilovv v
£KTOON TOV VOPAVCTOV POYUDV .

Zopeova pe TV vdBeoN TG EVTANGTNG KATEPYOTING OAN TO VAIKA , KON KO TO
evBpavota petafaivovv amd v €00pALGTN OTNV TAAGTIKY TEPLOYN KOTEPYOAGING,
otav 10 Pabog KomMg méoel kAT® amd va Kpicwyo onueio. H evepyeia mov amorteiton
YL TNV SNUIOVPYIN TOV POYUOV, TIGTEVETUL TMOG Elvar peyardTepn and v evepyeio
TOV OTOLTEITOL Y10 TV TAUCTIKT TOPAUOPPOOT).

H xatepyosio otnv edTA0GTN TTEPLOYN EIVOL TOAD CTULOVTIKNY Y100 VYNANG TOLOTNTOG
YOO KO KEPOUIKAL.

Kotd v Aelovon omv meployn ¢ TAASTIKOTNTOG, OTOV Ol KOKKOL £pYOVTOL GF
EMOPN HUE TO LAIKO TopaTnpeitol cuykévipmon Oeppodtntoc oto onpeio emaeng &
ottiog TG YoUNAnG Bepuikng ayydmrag tov LAIKOD. Andadn n Beppdmmra dev
EoYOPeEl OTO €0MTEPIKO HE OMOTEAEGHO VO GUOCMPEVETE OTO OMUEl0 EMOPNC.
To mapomdve yeyovdg ce cuvdvacpud pe v vymin emPoriopévn and 10 @optio
Taon , €lval OPKETO MOTE VO TPOKAAECEL TOTIKTY EVTANCTH MOTE VO EYOVUE TAOCTIKN

TOPALOPPOOT).



2V mEPLoYN TS TAOCTIKNG ToPApOpe®AnNg 1 amofoAr VAoV de Aapfavel xwpd
€€ oAOKAN POV pE TAAGTIKG TPOTO. XTNV TPayHaTikdTnTe 1) 0toBoAn VAoV AapPdvet
YOPESAV VOGS GLVOVOGUOC TAACTIKOTNTOG KOl EKTETOUEVOV  pIKpopwyuov H
Katepyaoio otV e0MAaoTn TEPLoYN elvar por oAANAETidpact peta&h e yeopeTpiog
™G OUYUNG TOV KOMTIKOD €PYOAElON Kol NG ToYVTNTOS TPOMONG, EVA TO KPIGIUO
Baboc komng kabopiler 10 péyebog ko 10 €idog TV poyudv. Kabapn edmioaoctn
avtomdkpion Oa €yovpe Otav 10 OEEAMPO PaBog Komg Ba givarl pikpdtepo amd TO
kpiowo PBaBog kommg Katd v amomepdtmon guhpadoTmv VAIKOV 1 avTamoKpion
TOU VAIKOL &ivor moAD onUovTIK) Kol €mdpd otnv mowdTnTo Tng empaveiog. H
avVTOTOKPIGT TOL VAIKOV g&aptdtol amd to puéyebog Kot v £vioot tov nediov Taoewv
KaOdG Kot amd TNV aAANAETIOPOOT HE TO VAIKO TOV KOTTIKOV €PYaAeiov Kotd T
dradkacio TG KOmNG XTI LEAETEG TOV OVAUESH GTN UETAPOoN amd TNV €00pavoTh
oV gbmhactn eployn o Yoshikawakatnyoplomoiei ta nedio TAGE@V OTIG ETOUEVEG
4 mteployEg
DIlepioyn A H amoPoAr] tov vAkov Aapfavel yopd eEontiog UnyoviK®v Taoemv
OALG KOl YNUIKOV-0EPUOKPOACIOKAV QOIVOUEVOV AVTAV TNV TEPLOYN TOAD LUKPY|
TOGOTNTO VAIKOV OmOPAAETE.
2llepioyn B Edd dev vapyovv Topalope®oElS Kot T VAIKO Bempeitar mg Evog
wWovikdg kpvotarrog Ilopapopedcelg dnuovpyodviar pv omd TN dnpovpyio
evBpavotov poyudv Metd ) dnpovpyio TOV TOPALOPPMOCEMY TO VAIKO Bewmpeiton
TG GLUTEPLPEPETAL OTMG GTNV TepLoyn I
3)llepoyn T [Mootiky Topapdpewon Aoppdver xowpd evd axolovbeitanr oamd
dnpovpyia poyudv ot {OVN TOPALOPPOCTG.
Dlleproyn A H amofoln vAwkod Aapfavel yopd €& olokAnpov eéotiog twv

POYUOV.



Yvumepaivoope amd To TOPOTAVE OTL Yoo TOAD pikpd Pdbog komng M amoPoAn
VAoV AapPaver yopd efoutiog ynukng SwPpwong mov akolovbeitar amd o
TAOCTIKY] QACT TOPApOpO®ONG Kol OMNUOVPYioG HKPOPOYUDV OVAAOYO HE TIG

OULVOT|KEG.

17 «AmoA)» Aeiavon

Yrdpyet o evoALOKTIKY] VTOOECT) TOL OVOUALETOL <«OmOAN» KOTEPYAGio OmN
ewaleTol TMG N TANCTIKY TOPAUOPP®ON Oev emnpedlel KATAAVLTIKA TNV omOoPOAN|
VAKOD . Xvueova pe avt) ) Oswpia to €idog ™G mapapdpemong (TAaoTikn-
evBpavotn) e€aptdtol amd T omd TN HOPPT TOV TESIOL TAGEWMV Kol Oyl TV £VTooT
tov .Eivar dvokoro va vmoBécel kaveic 0Tt to €idog g mapapdpemong Bo aArael
aAralovtag povo to PaBog Komg kol Kpatdvtag OAEg TIC GAAES TOPAUETPOVS
otabepég ‘Epevveg €0eiov 0Tl Yo va mopopopewbovv to gufpavoto vVAKE pe
TAACTIKO TPOTO amOUTEITOL M EPAPUOYN TNG OVOAOYNG VOPOCTATIKNG THEONG N KO
Bepuokpaciog peimon tov PdBovg komng Ba pewdoer amid v Tdom Ywpig va
petafdiet to €i6oc ¢ . ['a avTd M KAAHTEPT TOLOTNTA EMPAVEING TOV TOPATHPEITOL
oe pKpd Padn komng ogeiletal Kupiwg oTa TOPUTAVED KOl Ol OVOYKOOTIKG GTNV
TAOCTIKY] Tapopopemorn Xe pikpodtepa Padn «omng HIKpopoYUES Umopel va
oynuatiovror aAAG dev avomapdyovTol MGTE VO CYNUATICOVV PEYOADTEPEG POYUES
Im avtd N xotepyacio oe mOAD pikpd PA6n Komng Umopel Voo OVOUOOTEL «OTOAn»

Aetovon avti yio edmhaotn Aeiavon.



1.8  Amofoi viko¥ pe pikpopmypéc

Koatd ™ dudprea copfotikdv KoTepyasidv ev0padoTt®v DVAMKOV T0 TEPIGCOTEPO
VAMKO amofdreTon HEC® €VOPAVCTOV POYUDV HE OTOTEAEGHO VO £YOVUE LYNAOLG

pLOLovg amofoing vikov .To ay 10 deiyvel dtdpopa 6TAdI0 TNG OAOKAGING .

INCREASING LOAD REMOVAL OF LOAD |
H i i
! i i
— — |
(a) {(d)
f':‘ff“”: . Sharp point uUntoading crock
o wrmm;c;« " indentor closes
3 Lood applied \.\
PR
/
\\——-\-l«mw/
(b)j(e)
Small median Lateral
CIOCKS appears cracks gppear
&
(e} ()
¢ Growth of Larger loteral
median cracks cracks leading y _
. 10 chipping . i

Fig. 10. Various stages of indentation.

2x. 7 d1apopo oTAd TNG O1001KaGi0g amoBoAng VAIKOD Le HIKPOPWOYUES



To VAo kGt omd o KomTIKO epyareio voPdiete o€ TAAGTIKY Topapdpewon Oco
N dwdikacio cuveyiletar o VAIKO voBAAETE 08 VYNAEG VOPOCTATIKEG MECELS KO
onpovpyeitor pia {oVN OVEAUSTIKOV-TAUCTIKAOV TOPUUOPPDOCEDY .Xe KATO0 onueio
KOO0 EAATTOUO. TTOL TPOKANONKE amd TOPAUOPP®OT) LETATPEMETOL O KAOETN
oyloun mov Ba eEglyOel e TN oEPd TG G€ POYUN KATE TN GACT TNG ATOUAKPVVONG
Tov optiov (10b)AvEnom g évtacng Tov PopTIOD TPOKAAEL LEYAAMLLO TNG GYIOUNG
(10c) Katd t dwdpketo g amopdptiong n oyopun opyilel va otevevet (10d) Katd
™ Swopkel PaTNG ATOUAKPLVONS TOV POPTIOL UETAYEVESTEPES GYICUEG cLVE)ILOLY va
onpovpyovvtal akpPdg kdtw amd TN {dvn TG TAACTIKNG TOPAUOPO®ONG Kol
amAdvovtal og €va eminedo oxeddv TapIAANAO ALTOV TNG EMPAVEINS KOTEPYUTIOG
Avtd opeldetor oty Vmoapln evdg mediov mapoapevovodVv Tdoewv Metd Vv
OTOLLAKPVVGT] TOL (POPTION Ol PETOYEVESTEPES GYIGUEG cvveyilovv va emekTeEivovTal
TPOG TNV KOTEPYAGUEVT] EMPAVELN Kol UTOPEL TEMKA Vo 00NyNoovV TNV amofoAin
VAMKOD LLE TO GYNUOTICHO amdPANTOL dnpovpyia poyH®V ogeiletal Kuping oto medio
TOPOLEVOLGAOV TACE®V , TO oOmoio dmuovpysitan efoutiog avicoppomiag o1

JadIKOG10 EAACTIKNG-TAAGTIKNG TOPAUOPPDCNG.

1.9 Amofoi vAIKOD Y®Pis pIKpopOYRES

Eivatl yvooto 611 10 péyebog g mhaotikng mapapdpewong kabopiletar omd v
£VTOOT TOV VOPOCTATIKOV TACE®V .YTTO LYNAEC VOPOCTUTIKEG TECELS €VOpAVGTO
VMK eivar dvuvatd va cvumepipegpfodv Kotd edmAacTo TpdmO o Bepuokpacio
dopatiov.

Mo tétoto Katdotaor TpoKOTTEL omd YounAd eoptio. avalesH 6€ KOTEPYULOUEVO

TEUAYO0 Kol KOTTIKO epyoareio. AkpiBd¢ KAtw omd T0 KONTIKO e£pYoAEio TO LAKO



VTOTIOETOL TOG GLUTEPIPEPETOL GOV EVOC OKTIVIKG ETEKTEWVOUEVOS PIvag O 0moiog
VTOPAALEL GE OLOIOLOPPT VOPOGTATIKY| TEGT TOV MEPTYVPO TOV TEPIKAEIOVTOS TOV
piva og o 1Weat) TAactiky meployn Ilépa and v TAAGTIKN TEPLOY VILAPYEL Lo
ehaotikr] pitpa to oy 11 delyver €éva povtélo yw TNV EANCTIK — TANGTIKY|

Katepyaoio 00paVCTOV VAIKGOV.

Fig. 11. Model of elastic—plastic indentation of brittle materials [31].

2x.8 LOVTELO Y1 TNV EANGTIKY — TAAGTIKY] KATEPYATIH EVOPAVCTM®V VAIKAOV.

‘Eva povtého vyio v omoPoAr] LAKOD yopic oYnUOTICUO  HUKPOPOYUDV

avantoyOnke amd tov Lawn.



Kepdraro 2

2.1 Kotepyoaosio EDM

H «xotepyacio pe ) pébodo g miektpikng ekkévoong (EDM) ypnoipomotel
NAEKTPIKY EKKEVOON VYNANG CLYVOTNTOG TOALOD OVAUESH OGTO KotepyalOHEVO
KOUUATL KOl TO MAEKTPOOI0 Yo Vo, TPpokoAEoeL THEN kot e&dTHion 610 onpeio g
NAEKTPIKNG ekkévwonc. Tnv 1dia otrypn to dinAektpikd avefalet tn Oepprokpacio Tov
1060 OGTE VO TPOKAAEGEL TAEN HIKPOD HEPOVG TOV KOTEPYALOUEVOL KOUUOTIOV , TO
TNKOUEVO LEPOG TOL KOUPaToL anmoPdiete. Zto EDM to niektpddio dev Epyeton oe
QLOIKN €mMaPN HE TO KotepyalOUEVO KOUUATL Kot €ivor oyeddv apdpticto. H
Jtdtkacio eivor TOAD OMOTEAECUATIKY Yot TNV KOTEPYOSIo NIap’ OAEG TIG GYETIKEG
ONUOGLEVGELS OUMG OE YPTCLULOTOLEITOL EVPEMG.

210 meipopa wov axkoiovbel ypnowwomoteiton 1 péBodog EDM vy t dudrpnon
WKPOV Om®V o€ TeUdylo omd KopPidlo pe ydikwvo mAektpoddio. H emidpaon

OPIGUEVOV TOPAUETPOV TNG KATEPYOAGIOG EPELVATOL TOPUKATE.

2.2 Mgpopatiki owodikacio

INo 1o meipopa ypnowomnoteiton die sinking EDMunyov. H mepapatiky didraén

dtakpiveTol 6To oo Tov oKoAovOel



Micro-EDM System

Z- axis {} Dielectric Workpiece or
Electrode Trimmer

EDM_Head
k= 3 .
grosmonson RO o o X . " e
Electrode
X-Maotor Motor
. ﬁ—" [Drivﬂl
" ) i
{(- -M 0‘0"1 Y-Motor

Discharge .
Module | [Monitor}—

{Interface
Circuit

[

JPr—
i

P - N »
sﬁﬁ;ﬁ&l PC

Dielectric Tank

Fig. 1. Schematic diagram of the experimental equipment.

Xyx.1 mewpoapotikn Stdrasn

H melpopotikn dwdwosio £xel og €ENG.
1) Katepyaoio Tov nAektpodiov oto embountd oynuo
2) Kotd v xatepyacio o NAEKTpOdlo 0 cuvapuoroysitar yio. va dtatnpndel n
ovykévipmon kot M evbvyphupion xotd ™ Swdwkocio Metagépovpe  TO
KATEPYOGUEVO TEUAYLO otV emBountn Béon.
3) Kobdg 10 NAEKTpOSI0 TEPIGTPEPETOAL YPNOLUOTOIOVUE TN AEITOVPYiOL EOPEONC
OUUNG TNG UNYOVING DOTE TO MAEKTPOSIO va. €pBel 6e emapn pe TOo KOTEPYAULOUEVO
KOUWATL.. 1N cvvéyela To evbuypappilovpe kot pnmkog tov déova tov Z
4) Kabopilovpe Ti¢ TopopuéTpous Katepyuosiog , peOpo. EKKEVOONG, SAPKELL TOAUOD,
Babog epyasciog , TayHTnTO TEPIGTPOPTG TOV NAEKTPOOIOL.
5) ApyiCovpue TV Kotepyaoio kot 0 VITOAOYIOTHG Oa Kataypayel Tov ypOVo EKKIVIONG

™G KOTEPYAGIOS QVTOUATA.



6) Otav n katepyooio teAeidoel N punyovny 0o GTOUATAGEL OVTOUOTO Kol O YPOVOG
TEAOVG NG KaTEPYOTiog Bo Kataypagel avTOUATO KOl AVTOC.

7) Amopoxpoviodpe to katepyalopuevo tepdyto yio pukpn omodotaon (g tééng tov
0,5 mm) ka1 ¥pNOOTOIOVUE TAAL TN AELTOLPYIO EVPECTG OLYUNG VIO VO LETPTICOVUE
10 BaBpd Bopdg Tov NAekTpOdiov.

8) Mapatnpodue t0 oy tov NAektpodiov . [TAévovue t0 KatepyalOUEVO KOMUATL
KOL LETPALE TO GYNHO Kot TO pEYeBog TG piKpng 0mnG Tov dnmpovpynoape Kpatdpe
01N cvveyeia To NAEKTPOSI0.

9) Kataypapobvpe OAo T0 0TOTEAEGILOTO GTOV VITOAOYIGT.

O mivakag 1 delyvel T1g cuvOTKEG TEAEONG TNG KATEPYUTTOG.

Table |
Experimental conditions

Polarity

Conditions Negative ( —) Positive (+)

Electrode size Cu (g 50— 150 pm)

Workpiece Carbide (IS0 K10}, ¢ = | mm
Electrode shape Straight Motched (1555 pm)
Dielectric Kerosens

Peak current | IF_'I 0.5 A

High voltage (V) 280V

Gap voltage (V) 25V

Dty factor 0.55

Pulse duration Tl 20 ps

Revolution of electrade

5. 20, 35, 50, 65, 80, 95 r.p.m.




H xataokevr] tov niektpodiov eivar n mo onpavtikny kot SOCKOAN pyacio G oVTH
™V Kotepyaoia, yoti 1 OpeTpog Tov NAekTpodiov Ba mpémel va givar n pion g
SWUETPOV TNG emBLUNTAG UIKPNG OMNG. XTO TEIPOUO YPNOUOTOMONKE YAAKIVO
ocvpua Sapétpov 0,6MmMmg To NAEKTPOSIO .XT0 TOPAKATO GYNUATO TUPOLGLALOVTOL

LEPIKA oYNULOTA KoL Ley€0n nAeKTpodimV.

‘o 1.20mm i
\ .
- B }8‘ _ 1A
{ 7 3
s
(a)
e [.20mm =) &
B - [J ) 1.1 l:_l_
— L
(h)

Fig. 2. Shape of} (a)a straight electrode; and (b) an electrode with a single-side notch.

Xy.2 (@) io10 nAektpodio , (B) nrekTpddio pe eykomn



2.3 MepapoTikd omoTELECRATE KOl GYOMAGNOC.

[Mopoakdto acyolodHacTe e TV ETIOPACT S1APOPOV TAPAYOVTI®V TNG KATEPYOUTIOS.
Yvykekpipéva L)molkdmra 2) didpetpog nAektpodiov 3) TEPIGTPOPIKN TOYVLTNTO,
NAextpodiov 4) to TAATOG EYKOMNG TOL NAEKTPOSIOV [E EYKOM amd TN pio TAELPE 5)
TV TOYVTNTO TEPLGTPOPNS NAEKTPOSIOL HE €YKOMN amd T Mo TAELPE TOV GTHV
akpifelo TG KOTEPYAOUEVNG HIKPNG OMNG OAAG Kou oto puBud @Bopdg ToL

NAeKTpOSioL.

2.4 Emidpacn TG TOMKOTNTOS

H molkotta etvot 0 Mo onpovtikog mapdyovtog mov emnpedlel to puOud eBopdg
TOV MAekTpodiov kot v e&dmimon TG katepyoalOUeEVNG OMNG .XTNV OPVNTIKY
TOMKOTNTO TTopaTpeiton HEYEAN GOOPA TOV NAEKTPOSIOV , YEYOVOS OV £XEL APVNTIKN
EMOPAOT KOl GTNV TOLOTNTO TOV OMOTEAEGUOTOG TG KATEPYOSIOG ,avTIOETOG oTNV
OeTIKn] TOAKOTNTO TO MAEKTPOSIO TOPAUEVEL GYEOOV AVETAPO, TPAYUN TOV HOG
e€ao@aAilel KOATEPA OMOTEAEGLOTAL.

[Mopoakdto @oaivovtalr eoOTOYpoeies NAEKTPOdioV HeTd amd Kotepyacsio pe Oetikn

OALG KO opvNTIKY TOAMKOTNTO.



(b)

Fig. 4. Shapes of the tool electrode after machining with different
polarity: (a) negative polarity: and (b) positive polarity.

¥x.3 (@) apynrikn moAwkotnta ,(B) Oetiky moAwodTnTAL




2.5 Emidopaon g O1opéTPOv T0V NAEKTPOSioV 6TV e£dTAmon TG LIKPNS 0T

Kol 670 puOpo ¢Bopdc Tov niexktpodiov .

Onwg eaivetar kot 6To oynuo S dtav 1 SIAUETPOS TOV NAEKTPOSIOV SMTANCIACTEL 1|
nePOYN epyaciog TeTpamAactaletal , 0AAG TO SLAKEVO LETOED TOL MAEKTPOSIOVL Kot
TOV KOTEPYOLOUEVOL KOUUOTION SIMAAGLALETOL OGS KO 1) SAUETPOG TOV NAEKTPOSIOV
dAAmote .Avtd 10 TeEhevTOio YEYOVOG 00MYEL GE avemBHUNTA PavOUEVA TTOL 00N YOHV
ot oevpuvon TG Kotepyalouevng omng L1o 6.6 @aivovtal 1o nAekTpOd1o Kot 1

07N LETA TNV KOTEPYAGIOL.

If R=2r
then A,=4a, A,~2a,
therefore D=2d

Ap: area of debris discharge channel of large electrode
ay: area of debris discharge channel of small electrode
w: width of debris discharge channel

A.,: work area of large electrode

a,: work area of small electrode

D: concentration of debris in large electrode

d: concentration of debris in small electrode

Fig. 5. Effect of the varable diameter of the electrode on the
expansion of the micro-hole.
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(b)

Fig. 6. Showing the shape of: {(a) the straight tool electrode (@ 50
pm); and (b} the micro-hole of the carbide (¢ 90 pm) after EDM.

Yx.6 HAEKTPOAIO (XQPIX EI'’KOITH) KAI OITH META AITO KATEPI'AXIA

Y10 oynua 6. @aivetor M oxéon HETAED TNG OUETPOL TOL MAEKTPOSIOL ,TOVL
ney€Boug g Katepyalopevng onng kat Tov pubuov eBopdg Tov niextpodiov .Amd t0
oMU TPOKLTTEL OTL 1] OIAUETPOG TOV NAEKTPOOIOV OeV €YEL YPOUUUIKY OYECN LE TO

péyebog g omng aAld 0vte Ko pe o puBpd PBopdg Tov NAeKTPOdiov , YEYOVOG OV



pog odnyel va vroBécove TG VITAPYOLY Kol GALOL TaPAyovVTEG TOV €MnPEdlovV TO

uéyebog g omng.
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Fig. 7. Etfect of the electrode diameter on the tool electrode wear
ratio and the expansion of the micro-hole,

2x.6 emppon TS SIUUETPOL TOV NAEKTPOOIOV 0T EEATAMOT] TNG OTNG Kot 6T0 TLOUO

@Bopag Tov

ALOPOPETIKEG EQATTOUEVES TOYVTNTEG TPOKVTTOLY OO OLUPOPETIKEG SLOUETPOVG
NAekTpodimv 6e otabepn TayHTNTU TEPIOTPOPNG EQATTOUEVT TayOTNTO EXNPEALEL TNV
KATAGTAOT) PONG TOL €PYALOUEVOD PEVGTOV KOVTE GTO NAEKTPOOI0 Kol EMOUEVIOS KO
TNV KATAGTACT) TOV OLOKEVOD LE OMOTEAEGHO TG HeYEVOVONG TG OGS , AAAGL KOl TOV
pLOLOY PBopdg Tov NAektpodiov Ilapaxdatw efetdleton deEodikdtepa 1 emidpaon

SLOPOPETIKMV EPATTOUEVOV TAYVTATOV Y10l 6TAfEPN SIAUETPO NAEKTPOSTIOV.



2.6 Emidopaon TG TEPLOTPOPIKNG TAYVTNTAS TOV NAEKTPOSiov 6710 péyedog g

om)g Kot 6t0 polpo Bopag Tov nhekTpodiov

INo va g€etaotel n enidpaon ™G EPATTOUEVNG TAXDTNTAS TOV NAEKTPOSIoV Eyvav
OLPOPETIKEG UETPNOELG HE TO 1010 MAEKTPOSIO Yo OLOPOPETIKEG TEPIGTPOPIKEG
tayvteg JlapdAinia petpnonke o Pabuoc eBopdc Tov NAekTpodiov Kot TO Gy
kot to péyeBog g katepyalopevng omfg .Toa amoteléopato TOL TEPAUATOS

amewovilovtal 6ToV ToPaKAT® TIVOKOL.

o0 100
- Wear ratio
80 L ~O--Expansion J g0
— -
& 60} .\\l—a-———l’*”“'_‘“—-ﬂ {60 2
2 £
3 40 Ao SORRP S 140 2
= B ) -y Ld
20 ¢ 4 20
0 " M " 0
0 20 40 6 R0 100

Rotation speed (RPM)

Fig. 12. Effect of the rotational speed of the tool electrode with a
single-side notch on the electrode wear ratio and the expansion of the

micro-hole.

Xyx. 7 emMPPON| TNG TEPIGTPOPIKNG TAXVTNTAS TOL NAEKTPOSIOL OTNV EEATAMGT TG OTNG

Kol 6T0 puOpo ehopdg Tov



Amd tov mivaxko mpokvmTel Ot 10 péyeBog G KOTEPYALOUEVIG OTNG LEUDVETOL
KoODC M TOYLTNTO TEPIGTPOPNG OVEAVETAL, EVA OVTIOTOUYO OV UTOPOLUE V.
e€AYOVLLE OGPOAT] CUUTEPACLLATO Y10, TN OXECT TEPIGTPOPIKNG TAYVTNTOS Kot pLOUOD
@Bopdg nAexTpodiov.

H pvowm eEnynon g peimong tov peyéboug g omng eivar n €€1g .AvEavopuévng g
TEPIOTPOPIKNG TOYVTNTOG , ALEAVETOL 1) TAXVTNTA PONG TOL SMAEKTPIKOD GTO SLAKEVO,

LLE OMOTELEGLOL VO LELDVETOL 1) TOOVOTITO SEVTEPEVOVC MY NAEKTPIKMV EKKEVHDGEWMV.

2.7 Emidpaon 1ov TAATOVG TNG EYKOTNS TOV NAEKTPOSIOV PUE EYKOM OTO TN pLd,
mhevpd Tov 610 péyeBog TG KaTEPYALOpEVIS 0TS KOl 610 pvOpnd @Bopdc Tov

NAekTpodiov.

‘Exet mopatnpnbel 611 m ypnoonoinon MAEKTPOSIOL LE E€YKOM UEIDVEL TIG
TOAVOTNTEG OEVTEPEVOVCMOV EKKEVACEMY KOl 01 YOUV GTNV OMOTEAEGUOTIKOTEPT] KOl
opaAdtepn deEaymyn g katepyaciag . ‘Hmop OAa avtd 10 TAGTOC NG €YKOMNG
opeidel vo peketmBel dote va €yovpe koAvtépa amoteléouata .Edd yivovton
JPOPES LETPNOELS Y10 SLAPOPETIKG TAAT EYKOTAOV TOV 13100 NAEKTPOdiov G€ Gyéon
1e 10 puOud PBopdg Tov NAekTpodiov Kot To péyehog g katepyalOIEVNG OTIG.

Ta amoteAéopOTO TOV HETPNOCEDV ATEIKOVILOVTOL GTO TOPOKAT® OLAYPOLLLLLAL.
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Fig. 9. Effect of the width of the single-side notch on the tool
electrode wear ratio and the expansion of micro-hole.

>y.8 emidpaon tov TAdTOVS TG £YKOTNG 6TO PLOUO POOPAG ToOL NAEKTPOSioL Kot 6TV

eEamlmon g onng

Amd 10 Sdypappa TPOKVTTEL OTL Yoo TAATOG €yKomg pkpdtepo Twv 40mm to
néyehog TG OmNG LELDVETAL , EVO aLEAVETOL 0 pLOUOS PBOPAS TOL NAEKTPOdioV, EVHD
Yoo TAATN eyKomadv peyodvtepa twv 40mm to péyebog g xotepyalduevng omng

otabepomoteitan ,aALL 0 pLOUOS PBOPAC TOV NAEKTPOSIOV OVEAVETAL GNUOVTIKG.

2.8 Emidpaon Tng TEPLOTPOPIKIG TAYVTNTOS NAEKTPOIIOV NE EYKOT] 0té TN pa
mievpa oto péyeBog TG Katepyalopevng omfc Kot oto pvOud ¢@Bopdc Tov

NAekTpodiov.

A6 T0 TPONYOVUEVO TEPAUATIKA ATOTEAEGILATO, TPOEKLYE OTL Y10 TAATOG EYKOTNG

30-40mmmnapotnpnOnkoy to PEATIOTE ATOTEAEGLATO TNG KATEPYOSIOG Amd TAELPAG



@Bopdg miextpodiov kot peyéBovg g omng J otabepd mAdTOog Eykomng
emovolapfavoope 1o TElpapo  pe  SQOPETIKES  TAXDTNTEG TEPIGTPOPNS TOL
NAeKTPOSiOL.

Ao TO TEWPOAPATIKA OTOTEAEGUOTA TOL KOTOYPAPOVTOL GTO ETMOUEVO OLAYPOLLLLLOL
TPOKVTTEL OTL Y10 AVEAVOUEVT] TOYVTNTO TEPIOTPOPNG TO HEYEDOG TNG OTNG Kpaiver ,
EVD 0 pLOUOS POOPAS TOL NAEKTPOSIOL TOPAUEVEL OTAOEPOL VENCN TNG EPOUTTOUEVNG
TOOTNTOS OVEAVEL TNV TAXDTNTO PONG TOL OMAEKTPIKOD UEIDOVOVTOG £TOL TIG

TOavOTNTEG dEVLTEPEHOVGUC NAEKTPIKNG EKKEVIOOTG.

100 100
—m— Wear ratio
80 1 O--Expansion ] g0
S e e
2 g
I DN
.l; 10 p O e 1% é
2 R T N =
20 L 420
0 ) . N N 0
0 20 40 60 80 100

Rotation speed (RPM)

Fig. 12. Eftfect of the rotational speed of the tool electrode with a
single-side notch on the electrode wear ratio and the expansion of the

micro-hole.

2x.9 emidpaon g TEPIOTPOPIKNG TaOTNTAG TOL NAekTpodiov otnv e&amiwon g

07N Kot 6TO pLOUO POOPAG TOL NAEKTPOSiOV



2.9 Hapatipnon Tov oyMUEToS TNS Katepyalopevng omig.

270 ENOUEVO CYNLO TOPIOTAVOVTOL OLOPOPETIKES OTES Y10l SLOPOPETIKES GLVONKEG

KOTEPYAGIOG .
Electrode
With single-side notch| With single-side notch Sereliphit Gliebroitia
Noteh width=40pm Notch width=15pm
Rotation speed=066rpm | Rotation speed =66rpm | Rotation speed =66rpm

BimmisSeky o3z B@lmml3@kV ZB3EZ

Fig. 13, Shapes of typical micro-holes of carbide after machining under different conditions.

.10 S10popeTIKES OTES Y100 OLUPOPETIKEG CLVONKEG KOTEPYAGTOG



Kepdahraro 3

3.1 Zoyypoveg e&eriEerg oty péBodo EDM kan Oépata Epeovag

H xatepyacio péow niektpikng exkkévoons ( EDM ) Baciletor ot Oepuoniextpikn
evepyelo mov Omuovpysiton petad Tov  KoTepyalOpevov Tepoyiov Kol €VOG
niektpodiov Pubilopevou oe dAektpikd vYPo. Otav 10 KotepyalOUeVo TEUAyLo Kol
TO NAEKTPOSIO YOPIGTOVV amd £VO GUYKEKPLUEVO HIKPO OLUKEVO TO ETOVOUALOUEVO
«QuIKEVO  avAQAEENG» TPOKOAEiTOl o TOAUIKY €KKEVOOT HEG® TNG OMOiog
amofaiietarl VAKO omd To Kotepyalopevo koppdtt Adym thEemg Kot eEATUIONG.

Ta tehevtaio ypovid Egovv yivel apketég e£eMEEIS GTOV TOUEG TNG KATEPYOGIOG LLE TN
ovykekpuévn pébodo ( EDM ) kar €yovv emikevipwbel otn dnpovpyio pikpo-
POYUAOV GTO KATEPYAGLEVO TEUAYLO , AVTES 01 e&eMEEIC KATESTNOAY SLVATEG AOY® TNG
dwbeoomrog véov ocvotnudtov CNC. kot eEeMypévev  avaQAEKTHP®V TOL
BonOnoav omv mapaywyn kaAvteEPNS moldtNTag empaveiag Katepyaciog Emiong ot
TOAD HKPES SUVAUEIS OV OVOTTUGGOVIOL KOTO TNV KOTEPYOSiO. Kot 1 LYNAR
emovaANYLOTTN TG HeBAd0L Ekavay TN GLYKEKPIUEVN KATEPYOTio TV KOADTEPT,
®OTE Vo EMTOYOVUE VYNAOD BaBpov Kot TO1OTNTOG PIKPOYXOPOKTPIGTIKA.

H oVyypovn teyvoloyio mOv yPMGIUOTOLEITOL Y1 QLT TNV KOTEPYOGiOL OMUEPA,
umopel va katnyoplomombei o€ T€6GEPIS SLUPOPETIKOVS TOTOVG,.

Kotepyoaoiog niextpikng exkévoong péow pikpokoimdiov ( micro- wire EDM )
6mov kaAddo dtopétpov 0,02 mmypnoyonoteitor — Die sinking micro EDM.

-Micro EDM drilling,

-Micro EDM milling



[Mopd Tov apBud tov dnuooctiedcewmv mov ekBeldlovv T PEATIOUEVEG duVATOTNTES
aVTOV TOV HeBOO®V, aVTEC deV YPNOLOTOOVVTOL aKOU gVPEWS. Avtd opsileton

KLPlOG 6T YEYOVOG OTL TO. dtaféotpia pnyavipata ogv eivar okoun a&ldmaora.

3.2 Ofpata épeovag Tavo ot péBodo EDM

X oot Vv mopdypapo avapépoviot ot t€cceptg Tomor EDAM kot emonpoaivovion

0. TPOPANUATIKA onueio 6 avtég TIC epapuoyéc. Xto oynua 1 avaeépovrtan

OYMNUOTIKA TO oMpEio oTo 0ol LTopEl VoL avakOYoLV TpoPAR AT,

Micro EDM Problematic Areas
1

T T
Handling Electrode and Machining Measurement

Warkpiece Process
Preparation
T
[ I 1
Electrodes Frocess Sources of CAM Surface
COFF - maching Farameters Emers Support Quality
Freparation
—— e
Pars S ] e e Machin Path i
iling Threading | | Manufacturing Micro Maching _ Pat Dimensians
Holes (WEDM} 2D Electrode H Generation
ON - maching Elecirode Knowledge
El H Based System
—1 L — 1 Jigs and
Stationary Rotating Guided munning H Fixtures
Biock Diisk Wirz

Electrode

H Wear and

Machining strategies|
I

1
Wear
Monitoring Systen

I T
Mutt Z level
Compensation

| Electrade |

I
Uniform Wear
Method

Fig 1. Problematc areas for micro-EDM

¥x1 onpueio oto omoia pmopet vor avakHyovv TpoPAnpaTa



3.3 Awaygipron NAekTPodimv Kot £apTnRdTOV

2rig unyoavéc EDM pe kod®d1o, 1 Tdon va pLeudvetot 1 SIAUETPOS TOV KaAmdiov £xet
TPOKOAEGEL TOAAG TpoPAN AT GTN YPToN NAEKTPOdI®V Kot EEpTHATOV. ApYiKd, Ot
VILAPYOVOEG UNYOVES KOA®OIOL &lyav TPOCAUPUOCTEL DGTE VO OEXOVTIOL KOADILO
HKPOTEP®V JAPETPOV (TN TaENg tv 0,03Mm)aiid avtd omartohce PHeEYGro ¥povo
TPOETOOGIOG TNG UNYOVNG amodcTaon and T B€on Tov gupfodrov kot Tov Akpiciov
NTov peyOAn Kot TPOKaAOVoE TPOPANUATO GTNV EYKATAGTACT] TOV KOA®IIOL SLVALELS
oTo PPEVA OV NTAV dVVATOV VAL YIVOUV OVEKTESG atd TO AETTO KAAMDILO LE OMOTEAEG LN
AT Vo GTAEL Kot Vo aoteiton ETEPPaon omd Tov XEPLoTH.

Axopo kot otig mo cOyypoveg kot eglypéveg unyovésc EDM n ypniom kodwdiov
dwapétpov g 1aENS Tv 0, 02-0, 03 Mnaival SVoKOAN.

Katé mv katackevn pkposéopmmudtov pe m pédodo Al pe yprion kodwdiov mpémet
va 000el €dkn mpocoyn otn petoyeipon TV eSopmNUATOV KOOOG HETA omd
Katepyaoio o Komg Slaympiopod avtd pmopel vo xabBovv otn deSopevi| g
HNYOVAG.

Katé v katepyoosio too micro-EDM die sinking, millingdiapopetikég teyvikég
KOl GUOKEVEG UTOPOVV VO YPNCLULOTOMO0VV Yo T HETAYEIPION Kol YPNGIULOTOinoT
HLIKPAOV NAeKTPodinv kot eEaptnudtov, To nAextpodia Tov ¥PNCYLOTOI0VVTOL Y10,
EDAM drilling kou milling eivar W (BoAgpdauio ) n WC ( kapPidio Boippapiov )
papdotl n coinveg dropétpov taéng 0,1-0,4 mmkot n petayeipion tovg eivar SOOGKOAN

, Yoti gdkoAo pmopovv va mabovv poypés T avtd 10 AdY® VTOCLGTHWOTO



EVOOUATOVOVTOL G AUTEG TG unyovég . Té€towa vrosvotiuate eivar Kepapkoi odnyoi

KOl LOVASES Y10l dvotypo Kot Tov Kabopiopod tov tpoyod (o). 2) .

Rotating Héad e

Fig. 2. Dressing wut and ceramic gquiding system.

2.2 LOVAdO KOTNG Kol KEPUUIKOC 001YOC

3.4 Mpoctopocio NAEKTPOOi0V KUl KOTEPYALONEVOV KOPUULATLOD.

Ymv katepyacioc EDM pe puikpokoaAddolo to Boacikd mpoPAnpa otnv mpoeTolpacio
oL KotepyalOUEVOL Tepayiov ivat 1 dSnovpyio LIKPOV OOV TOV YPTCLELOVY YN
va mePAoel To oUpUo 0T0 KatePyalOUeVo Koppdtt .Aviiloyo pe TO TPOPIA TNG
eMOLUNTNG KATEPYAGTIAG OVTEC Ol OTEC £YOVV OLOPOPES LKPOSIOUETPOVG,.

Yvvnbog katackevdloviot pécm drdtpnone n EDM —dibtpnong.

H okpifeia g tomoBétmone towv omdv mpémer va eivor peEYOAN , OOTE Vv
O1EVKOAVVOEL TO AVTOUATO TEPACLO TOV KOA®OIOV GTO KATEPYAGHEVO TEUAYLO0, OAAG
KOl Yol TNV 0oLy BPoyuKUKA®UATOV , LETA TO TEPACLO TOL KOA®mOiov Mmap OAo
OLTA 1 CVTOUOTOTTOINGY] TOL TEPACUATOS TOV KOAMOIOV , OKOHO KOl 6€ eEEMYUEVES

E01KEG UNavéG elval OVGKOAO VoL emttevyDet.



Kobog 1o péysboc g «atepyociog pukpaivel pmopodv  va  mpokAnBovv
TOPOLOPPMCELS  YOADVIOS TN  YEOUETPIOL TOPAY®YN TETOW®V  MAEKTPOSI®V
TPLEOLAGTATOV TPOPIA etvar akpiPd kabdg kat ypovoBodpa.

H dudtpnon péow EDM ypnoytomolel nAektpddio oynUoTog CUPUATOS 1| COANVA
dwpétpov 0,1-0,4mm.
[Ipog amopuyr TPoPANUAT®V XEPIGUOD , YPNCUYLOTOLOVVTOL EIOIKEG GLOKEVEG Y10, TNV

npoeTolacion Tov NAEKTPodiov . TéTolec GLOKEVES PAIVOVTOL GTO ETOUEVO GYNLLATO.

D.T. Pham er al /Journal of Materials Frocessing Technology 149 (2004) 30-37
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Fig. 3. Three types of electrode grinding devices.

>x.3 TOTOL GLOKEVAOV Aglavong




3.5 Awdwasio EDM

O oyedlaopog g dradikaciog eivol Eva KOppATL To omoio mpémet va 600t Waitepn
TPOcOoYN KAOMG TO YOPOUKTNPLOTIKA UEYEDN TG Katepyaoiag elvar mOAD kpd kot
EMOUEVMG TO 1010 Kot o1 avoy€g , 6oV apopd Tig katepyalopeveg emoaveig Katd
SLIPKELD TNG TPOETOUACIOG OAL KOl KoTd TN dtdpkela g Wiog TG KATEPYUTiog
évag aplBpds Aobov etvar dSuvotd Vo TPOKOWEL HE KIVOLVO  OVTILETMOMIONG
QTOYONTEVTIKAOV ATOTEAECUATOV .AVTA T AAON UTopel vo opeilovTal 6e OTEAEIEG TOVL
eComMopol 1 va glval ETioNg 6TOYUGTIKNG PVCEWC.

‘Epevveg pe okomd 1t Pektiotonoinomn g pebddov EDM acyoindnkav pe 1o pubud
amofoAng vAwol ,10 pvOud @Bopdg TV epyoieimv kol TNV TOLOTNTO TNG
katepyalopevng emoavewnc. Ot moapdpetpor ovtol axopo efelMocovior kol 1
emidpacmn Tovg dev €xel TANPwS dacaenviotel. EEattiag g oToyaoTikng Beppukng
@Voemg g dadkaciog EDM etvor 6hokoro va eEnynoet Kaveic Tic emdpacels auTég
TANPOG. H BeAtiotonoinon tov mapapétpov Paciletal otn viuaTikn
avdAvon, ®ote vo amokoAveOel 1 enidpacr KAOe TOPAUETPOV GTO YOPOKTNPIGTIKA
™G KOTEPYASTOG EALELYT) TANPOPOPIDOV G AVTOV TOV TOUES , €ival 0 Pacikog Adyog Yo
™V advvapio KaTapTIiong YVOOTIKOV cuoTnudtov ,mov Oa fonbodv v katepyacio
EDM.

[Mopd ) gpnon eEehrypévov CNC unyovav Kot tov vynid Babud avtopatonoinong
tov unyavov EDM vrdpyer éddewyn epyodreiov CAM mov va vmootnpilovv )

puébodo . '‘Evag amd tovg Poctkovg AOYoug T®V TEPIOPICUEVAOV EQAPUOYADV TNG



pedddov ddtpnong EDM ocvvBetdv tpiodidotatov Kolhottov givar n duokoiia

dnpovpyioag epyoreimv pe ) xpNnon Tov vrapyoviov cvotnuatov CAM .

3.6 Métpnon
H pértpnon tov dwotdoewv Kot g modtntog empaveiog dev ivar pio omn
epyaocia . Agv vdpyovv Tpokabopicpuéveg HEBodot mov va opilovv v TpayhTnTa TG

EMLPOVEILNG .

3.7 IInyéc ocpaipatov

Mo mmv mepypagn TOV TUTKOV TNYOV GEUAUATOV KOL THNG GLVOAIKNG TOLG
EMIOPAONG OTO TEMKO OMOTEAEGHO YPNOLUOTOLEITOL GOV TOPASELYUA 1) KOTEPYAGIQ
dtdTpnong amdkov mepdouatog pe ) pébodo EDM .

H emBopnm ddpetpoc H g xatepyalopevng omg e€aptarol omd ) ddpetpo d
TOV  KOTAAANAOL  VTEVOEOLUEVOL  MAEKTPOOIOL OV  YPNOCIUOTOLEITOL OV
ypnoomoteitat yio t pEB0do Kot Tov KeVoy avapietng ge .

[oybern oxéon

H=2*ge+d
H amdéxhion and 10 ovopootikd H (AH) eivar  cvvdptnon pe petapintég v
amoKAon Tov Kevolh avapieéng Agekot tng StapéTpov tov niektpodiov Ad .
AH=2*Age+Ad

H 0¢éom g katepyaldpevng omng divetan amd ) oxéon



Xu=XposXset
Yi=Ypos-Yset

Omov ot petafintég eivar avtég mov ameikovilovtot 6to oynua 4.

I‘I’pm

Y

Fiz. 4. Achieved dimensions.
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warkpiece
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Fig. 5. Setfing up process.

2x.4 kol 5

[Noa mv tomoBétmon tov koatepyaldpevov koppatiov ot OBéon epyacia G,
YPNOoTotlEiTol 0 AEOVOG TG UNYOVIG , 0 0moiog eivar £va NAEKTPOSIO OVOUOGTIKNG
OQEMUNG swpgtpor D, TOL Agttovpyel cav asOnTipLo KEQOAY.

Ba mpémetl va onuelwbel 6TL 1 ypnoiponoinon eEmTepk®dV aetnpinv Kepaimv Oa
TPEMEL VO AMOKAEIOTEL J1O0TL TOTE Bl Ypelaotel emavatomrofétnon Kot emavapvduion
TOV UE VYNAEG TOYVTNTEC TEPIGTPEPOUEVOL AEOVO KOL TOV KEPOUIKOL 001yoL
Tpaypua mov onuoaivel avénuéveg mbavotnteg mopovoioong oeoApdtov . H

dtadtkacio TG TPOoETOLAGiag ametkovileTal 6To oyfua 5.



Xu=Xpos (Xmeast1/2*D +gneay
Y=Y POs-(Ymeast1/2*D+gmeagd

Ot amoxMoelg Oa givar avtiotorya

Axu=AX0StAXmeast1/2*AD+AQmeas

AYH=AYPOSHAY meast 1/2*AD+Agmeas

H oxpifela oty tomoBétnon g omng Ba eaptndel amd v axpifsio oty
tormofétnon g unyovng (AXpos , AYpPOoS) , and v akpifelo g aviyvevong
EMAPNG HE TV em@davela epyaciog (AXmeas, AY meas,AQmeas)Kot TV amdKAIoN and TV

apyikn oeéAun dtapetpo (AD) Tov niektpodiov

3.8 ZoaipaTo pnyevis

3.9 Akpipera ko eravainypuéTnTo ToTodETNONG

H axpifela kot n emavoinyipdmmra g tomofétnong g unyovng etvat po amod Tig

Baocwkég mnyés cpaipdtov . Mepikd OmOTEAEGUOTO HETPNOCEOV GOUOMOVE HE TO

npotuno 1SO 230-2:199 lumekoviCovtan otov mivaka 1 .

Table 1
Repeatability and accuracy of positioning

Eepeatability of positioning Accuracy of positioning

A (pmy ¥ {pm) Z {pum) A (pad T {pam}
‘ 449 1.48 14.03
295 492 127

5.33 7.83 1.90

5.03 239
11.85 518 1.82
15.70 791 3

Mo ™ dwTpnon pag pikphg omfg oe o, cuykekpipévn 0éon (Xpos, Ypos) Oa

amotnOovv ToAAATAG EVOESLUEVA NAEKTPOSIA KoL Y1 VTS 1) axpifeta TG TomoBETnoN



™g unyovng Ba emnpedoet Kupimg ) Béon g OmNG , EVO 1 EXOVOANYNUOTNTO TNG
tonofétnong Ba emmpedost To oo Kot To péyebog g omng.

2g WO CULYKEKPIWEVN HUNYovi] HE O€OOUEVI aKPIPelo Kol EMAVOANYNUOTNTO
Tomofétnong o udévog Tpomog va. Pertidvoetl kaveig o AXposkot to AYPOS sivar pia

EULLECT) TPOGEYYLOT TNG OTNG.

3.10 Métpnon KokMK®OV AaO®dV (AXmeas, AY meas AD)

Koatd v mpoetopacio tov kotepyaldpevov Koppatiol , 6tav EX0vHe NAEKTPIKN
EMOPN OVOLEGO GTO MAEKTPOOIO KOL TO TPOS KATEPYOUSIO KOUUATL £VO. OO ETAPNG
KOTAYPAPETOL GTOV EMEEEPYAGTH] TOV GLGTHIATOG TNG UNYAVIS.

O enelepyaotng BETEL TPOTEPAUIOTNTEG OTOV EAEYYO KAOE ONUOTOS KATAGTAONG TNG
unyovNG , TPAYHO OV ONUOIVEL TOC O €AEYY0G CNUATOG KATAOTOONG OV €ivat
ovveNs . Yrapyet éva xpoviko Prino (Vmesa) avipeco o€ kabe Eleyyo katdotaong .
Av16 mpokoiel cpdApa otov kKabopiopd g BEong Tov KaTEPYALOUEVOL KOUUOTION
Katd T péEtpnon g Mesakor Ymesa. Av 1 tay0tnto TPOocEyyiong g enupaveiog

optotel g Vmesa toTE Bl 1oY0EL ,

AXmea§ AYmeas_- Vmea§ tmeas

Yuovbmg to onuo emapng eAEyyxetar kabe 2-5MS, avdioyo pe 1O GVOOTNUOA,
TPoPAvV®G M Toyv T o TPEMEL va givail 660 To duvatd PKpoTEPT (Yo TNV amoPLYn

oQOAUATOV) OAAG apKETA VYNAR Yo TV ooeuyn Slick-slip .



Kotd m odpkelo Tov KOKAOL TV UETPNOE®V €QPAPUOCETOL TAOT OVANESO GTO
KpePatt Tov TOpVOoL KOl Tov GEova . H pmyovn xwveitor péypt va yiver MAEKTPIK)
emaen . Kabdg or emodveieg teivouv va 0£edwBobv €va d1apopeTikd Keve 1 Lo
dtpopeTikn Tieon emapng ypetdletar yio v tpdkAnon g avaeieéng . Orot avtoi
o1 TaPAyovTeG GUUPAALOVY GTO COAALO OVIXVEVONG EMUPOAVEIDLG.

To AA ogeileTon 6TV KLUKAIKY Kivior tov niektpodiov otovg dEoveg XI péoa otov
KEPAUIKO 00MYO KOOMG TO MAEKTPOSIO TEPICTPEPETOL , YO AVTO M €MAPT, HETAED
NAekTpodiov Kot emipaveiog pmopel va AaPel xwpd oe dlapopetikég BEcelg Héca oToV

KOKAO .

3.11 Mpogropacio nrekTPodiov

H axpifeia g pétpnong efoptdtor  atm v Toy0TNTO TPOGEYYIONG TPOG THV
EMPAVELD, KOTEPYUSTOG . 660 YaunAdtepn elval avty og oxéon He TNV ToyOTNTO
TEPICTPOPNG TOV MAEKTPOdiov TOGO piKpdHTEPO Bar givan 10 oA . Me okomd va
pewmbel n apykn oeéun ddpetpog D Tov niektpodiov g po PIKPOTEPT OQEAUN
dtdpetpo d ypnotpomoteitan pio povado Agiovong HEcm NAEKTPIKNAG EKKEVMOONG OTMG

eaivetol 6to oynuo 6 .



AY 7N Dressing
+ i r

Bd »

Erosion point v

Fig. 6. Dressing process

Yymua 6 Aradikooio Komng

210 apdv melpapa n kivnon kotd ™ Sdikacio TG emEVOLong AapPavetl ympa KoTd
unkoc tov Y-d&ova . H amdotaom Yunitt dlvel T 0€om tov onpeiov diafpwong oty
TEPLOYN EPYAGIOG TNG UNYOVNG OE GYEOM e TO onueio avagopds g unyavng . To
NAEKTPOSI0 SaPpdveTon HEYPL TO KEVIPO TOL AEova Vo, pTAoEL o€ Eva onueio B€ong
yd pe amotédespo Eva vevdedvuévo niektpddio dtapétpov d . Av Adfovue vroyidv
Kot T0 kevo avapieéne gd aviaueco 6to MAeKTpOdI0 Kot T Hovada emEVOLoNG M

oeéhun dauetpog d opiletar amd ™ oyéon

D= 2*(yd-y»—god)
H petaforn tov d (Ad) Oa e&aptnbei and ) petaPorn g Oéong g cvoKeEYNG
Aetavong A Yem , n petafoAr g 0éomg tov KEVIPOL TOL MAEKTPOSioL A Kol M

peTaoAn Tov kevol avaeAeéng Katd ™ Asiovon A .

Ad=2*(Ayd+Ayen +Agod)

Télog 1 petafoin g dtapéTpov g omng Ba opiletar amd v e€iocwon

H=2*(gay-yhit- —god)

HE=2*(Age+Ayd+ Ay unir +Agd)



H petaporry Ayd 0o efapmbel amd v axpifeln g unyoving Kot Ttnv

EMOVOANYILOTNTO TG TOTOOETNONG -

3.12 Zpaipa Osppokpoctoxig 0.6tadsrog (Ayunir)

To yunic opiletor wg n B€om Tov onueiov dAPp®ONG GTN GLOKELY|] EXEVOVONG GTO
oLGTNUO AVAPOPAS TG KXoV -AAAayES TG Beprokpaciog dmpatiov oAAd Kot TG
JoUNG NG UNYOVIAG TPOKOAOVLY OAANYEG TNG OYETIKNG BEong TG TEPIOTPEPOUEVIG
KEPUANG KOl TOV KPERATION TOL TOPVOL LE OmOTEAESUO Vo ETnpealetal 1 BEon g
LOVASOG ETKAAVYTG TOV NAEKTPOSIOV KOt TOV UNOEVIKOD GNUEIOV TNG UNYOVIS -

O mpoavig TpOTOG va. EAayloTOoTomBovV aVTEC 01 PeTaBOoAEG elval 1 kKatepyaoia va

Aappdver yopa vd otabepr| Oeprokpacia .

3.13 Kevé avapreing (Age,Agd)

To geopiletar wg 10 KeEVO avdpesa 6To NAEKTPOS10 Kot To epyaldpevo koppdtt . H
OVOLOGTIKT] TOVL TN opileTor omd TapaUETPOVS OTMS GYNUA ,UNKOG ,GLXVOTITO Kol
10 OAeKTPIKO Tov ypnowonoteitor . ' Extarn coppatikn katepyacsio EDM n emhoyn
TOV PNKOVG , TNG CLYVOTNTOG KOl TOV GYNUOTOS £ovv dueon oxéon pHe To puhuod
amoBOANG VAKOD KOt TNV OOLTOVEV TPaYVTNTA TG EMPAVEING . TNV Kotepyacio

micro EDM n @Bopd tov miextpodiov eivar v akdpo, GNUOVTIKO KPLTHPLO TOV



npénel va Anebei voym . EmmpocsOétag yia va £xovpe vynin modtnta KoTepyasiog
T0 KEVO avaQAeENS opeidel va givart TOAD pKpo .

Metaporéc tov kevod avapieéng ge (Age)odnyodv og Tuyoio. GOAALOTO

Q¢ gdopiletar To kevo pETOED TOL NAEKTPOSIOL Kot TNG HOVASOG ETKAAVYNG , O
KOl GTNV TEPITTM®ON TOV KeEVOD avapieéng ge ,n Tt tov gd e&aptdtor and Tig id1eg
napapETpovg . Ot mapduetpor avtol opilovtol 6e oxEoM HE TNV TPOYOTNTO NG
EMPOVEING TOV aToLTEITON KO TNV TOOTNTO TG EMKAALYNG .

Eme1dn 10 nAektpddio mepioTpéPetal , 1 TpaydTNTA TG EMQaveiog Tov de Ba Tpémet
VO ETNPEAGEL CTLLOVTIKA TNV TpoybTNTa TG Katepyalopevng emeaveiog . [Tapd ola
avtd efoutiog TOV HIKPAOV SOCTACEOV LYNAN TpoybTNTO TNG EMPOAVEING TOL
NAEKTPOSIOL UTopEl va EXNPEAGEL TNV OVTOYT TOL NAEKTPOSiOL TO omoio eivar mTBavo
va ondoel Katd T dadkacia .

H extiunon g petafoing A eivor dvokoro va yiver oAAG pmopel va vroBéoet
Kaveic 0Tt 0¢ Ba Eemepdoet T petafoin A aKOUO KOl OTN YEPOTEPT] TOV TEPUTTOCEMV
. Avtd opeileTon KLVPIOS OTIC GLVONKES TOV EMKPOTOVV KATH TNV EXKAAVYT] Ol OTO1ES

glva Ko o Neg .

3.14 MpoPfipata KoL AVGELS

H mo cvvnbiopévn cvckeun vmootpiéng tov pakpiloi Aemtod niextpodiov ardo WC
etvat 0 Kepapkog 0onyos . H ompéun dudpetpog tov niektpodiov D kabopiletar amd
™V apykn otbpetpo Dinit Kot Tig cuVONKEG TOV EMKPATOHV OVAUESH GTOV KEPOLKO
od1yo6 kat 1o nAekTpodilo . H dwapopd petad g dwapétpov Dinit kKo g dapétpov
TOL Kepapkov odnyov Dguide dnuovpyel éva kevd 10 0moio umopel vo TPOoKAAEGEL

mboavd cedipato .



‘Etor petaforésg ommv oeéhun odpetpo tov miektpodiov AD  upmopovv va
TPOKOYOLV TPAyHo TOL €MMPEAleEL TIG avVOYEG TOL MAEKTPOSIOL KOl TIS GLVONKES
oPIENG AVAESTH GTO NAEKTPOSLO KOl TOV KEPAUKO 00MYO .

H péyiom petafoirn g oeéung dtoapétpov Tov niektpodiov umopei vo dobel amd

™ oYEon

AD=Dguide+2*(Dguide-Dinitmin)*Zguide]/Lguide-Dinitnm

Omov oV mapandve oyéon Dguideegivor n didpetpog tov 0dnyov , Dentingivat 1
EABYLOTI OIAUETPOS TOV APYIKOV NAEKTPOOIOV COUPMOVO LE TIG OVOYES YO TIG OTOLEG
Kotaokevaotke Kot Zguide eivar 1o pRKog tov MAEKTPOdiov Tov TPoeEEyEL TOV
KEPAULKOD 0010V .

Yta mEPAUATE TOL Eyvav 1 SAUETPOS Tov MAektpodiov ftav Dinit=0.146+/-
0,002mmovvenmg Dinitmin=0,144mmxot 1 petpeldnco SIGUETPOG TOV KEPUUIKOD
odnyov frav Dguide=0,154mm Lguide=12mruu Zguide<2mm ZOpeovo te avTég
TG TG M péyrotn petafoin AD mov vroroyiomnke ntav AD=13,3um .

[Mopd 6o avtd avt) N PEYIeTN PETAPOAN UTOPEL VO TPOKVYEL GTHV TEPIMTMOOT) TOL
Ba &yovpe LYNAN KIVNTIKOTNTO TOL NAEKTPOSIOL oToVG GEoveg X kot Y og oyxéon pe

Tov 001Y0 . [Ipdrypa Oyt Wraitepa mOavo .

315  ®0Oopd nrektpodiov

H @Bopd tov niektpodiov dev eivar 10 Pacikd mpdPAnua ot péBodo EDM pikpov

oVPUATOG EKTOC OO TO YEYOVOS OTL LVYMAGS PBabudg eBopds umopel va mTpokaréoet

OLYVA CTOGILOTO TOV NAEKTPOOIOL .



H ¢Bopd Tov nhektpodiov eivar mo onpovtikd TpoPAnua 6tav £xovpe vo Kdvovpe
Le NAEKTPOSI PE pIKPOYapaKTNPLoTIKG 0T néBodo die-sinkingkabdg o cuvdvacurog
HIKPO KO LOKPOYOPAKTNPIOTIKMV G€ VO NAEKTPOSI0 ELGAYEL dLOPOPETIKOVS Pabpovg
eBopdg . H meproyn avdoreéng aAraler kaBdc 1o MAekTpoOdo Kiveitor kKaBodiKd
YEYOVOS Tov dnpovpyel dopopeTiKéG cuvONKeS avaeAeéng katd ™ Swudikacio pe
ATOTEALEC LA YEPOTEPT] TOLOTNTO KATEPYOTIOG -

2 dudtpnon pe ™ péBodo EDM pikpod cuppotog vdpyovv TpoPAuate Kotd T
AGTPNO”N TVEADY OTTOV KAODS 1 POOPE SLOPKMG HEIDMVEL TO UKOG TOV NAEKTPOSiOL |,
pe amotélecua OToV M OWPPwON TPOYWPNOEL G £V GLYKEKPIUEVO onueio
TPOKOOOPIGUEVO amd TPV TO TPAyHoTKO Pabog g omng Bo elvar onpovtikd
HIKPOTEPO .

Mo pébodog e€iooppdmmong g eBopdg tov mAekTpodiov eivor M cvveyng
ocoumAnpwon tov niektpodiov . H pébodoc avtny éva akpiPég poviého mote va
vroAoyiCovpe TOV OyKOUETPIKO Pabud @Bopdc oAAG pepikol mapdyovieg eivol
dVoKoAo Vo eleyyBolv pe OMOTEAEGHO. VO TPOKVTTOVV VEN COOAUOTO KOTA TN
YPNOYLOTOINoT Kot avTNG TG 1ebddov .

Mo GAAN Adom etvon n emavainym g peBOdov apkeTég PopEg te VEO NAEKTPOSIO
KGOe @opd péxpt vao meTvYOLUE TO emMBLUNTO amotéAeocpa . Avty n pébodog
ovopdleton péBodog ToALATADY NAekTpodiy Kot eivor AAKETA xpovoPopa evd lvar
dVOKOAO VO EKTIUNGEL KAVEIG TOV aptBpd Tmv nhektpodinv mov Ba arartnOovv .

Ta mpofAuota mov mpokaAovvior omd T @Bopd Tov MAekTpodiov yivovtat
nePlocoOTEPO  mepimloka Oty kotepyalOpoote  ouvlEéteg  TPLOOIICTOTES
HKpokowotTEG , €ite M PBopd Tov MAekTpodiov Ba eivor mOAD peydin ®ote va

emutpomel 1 ypnomn cuvheT®V NAekTpodimv N 1 yempetpio Ba etvor addvarn .



Mo v Kotepyacio pKpOV TPIGOACTOTOV KOWMOTATOV 1) KATEPYASio OdTPMoNG
EDM pe ypnoponoinon miektpodiov amiod oyfUoTog ¢oivetor vo glval 1 7o
KOTAAANAN .

Mo Baotkr pébodog elvar n katepyaoia katd oTpopoTd 1 Oma avtictoduilel
@Bopd TOL NAEKTPOSIOL pE CUVEYT TPOPOSOGIN TOL NAEKTPOSIOV KATA TOV AEOVA TOL
Z , ovopeovd pe v ektiumon tov pvbuod @Bopdc . YmoBétovue OTL Yoo TV
KOTEPYAOIO IKAVOTOMTIKG AETTAOV CTPOUATOV 1 eBopd Tov NAekTpodiov AapPavel
YOPA KOTO PETOTO Kot Ol TAELPIKE . Edd amorteiton moAd Kohn extipnomn g
@Bopdg , AdBog ektipnomn Ba £xel aBpoioTiky| enidpacn og KAOE GTPMOUO .

¥m pébodo UWM o Opopog mov axoArovBel éva mAektpddio elvar edukd
oxedlocpuévog mote va. eEaceaiioel 0Tl PeETd TV Kotepyasio kdOe otpodpatog Oo
amokotaotadel 10 apykd oynue Tov NAEKTPOdiov . Avtd meTvYaivEL LE GLVOLOCUO
TPOCEYTIKA GYESCUEVOV JOPOUDY TOV EPYOAEI®V KOl EMAOYH TOAD AEMTOV
otpopatoc katepyaciog (0,5-1um) . H ypnon Aemtdv otpopdtov €xel oav
amoTéAec L KaAVTEPN dradtkacio dStaPpmaong kot 1o TpoPAEWo puOud Bopdg .

[Mopovcialetar mapakdto pia véa pdtacn mov Paciletar ot péHodo TOAAATADY
NAEKTPOSI®V , 1 Omoio UTOPEL VAL OMOPEPEL KAAVTEPQ EMITEDA EXAVOYNYILOTNTAG KOl
axpiferog ywo ddtpnon EDM . H PBaocwn déa g pebddov givor n katepyaocio g
KOWMOTNTAG HECH OLOPOPETIKMOV JOOPOU®MY VO TPV To Eekivnua Kabe Stodpoung
epovtifovpe va emavafétovpe SAPOPETIKO NAEKTPOSI0 Ml GYNUATIKY TOPAoTACT

AT ™G HEBOOOV amelkovileTol GTO TOPAKAT® GYNLLOL -



Frogrammed Path 2

Frogrammed Path

Fig. 9. Proposed strategy for wear compensation.

Yymua 7 oynuotikn mopdotact peddoov yia v aroeuyn eBopdg 6to NAEKTPHO10



Kegpaioro 4

4.1 E@appoyn nebédov EDM yia v KaTEPYOOGIO HIKPOV OTAOV

4.1.1 Mepopatikdg 6YEOLAGNOS

D ther
Nechanisa

& |
s

Elegirude

- _‘“/"‘NA"'
g |
|

| ®

_Work
" Tank

Fig. 1. Configuration of micro-EDM system with built-in WEDG,

2yx.1 Tepapatikds oyedtacnos

Ta cvotuoTo TOV YPNGLOTOOVVIOL GTO TEIPAUN OTEWOVILOVTOL GTO ETOUEVO
oynua . Onwg eaivetat o TEPARATIKOG EEOTAMGOG amoTeleiton omd pio pnyovy EDM
, éva unyavicpd WEDG mpocoppocpévo mhve oto kpefdtt g unyovng , €vo
oLOTNHO EAEYYOL KIVIOTG TEGGAPOV 0EOVOV TPOSUPUOGUEVO TAVM GTNV KEPAAT TOL

ocvotiuatog EDM kot éva punyavioud HFDG o omolog émwg gaivetal oto oyniua 2



amoTEAEITOL OO IO YEVVIATPLO. AELTOVPYIOV , €VOV EVICYLTN Kot TeCoNAEKTPIKA

KEPOAUIKA. .
Piezoelectric
Ceramic -
Reed

Function Generator

Fig. 2. Schematic of HFDG mechanisr,

2x.2 OmEWOVIOT] TOL UNYOVIGLOV Y1 TNV LAOToiNnon ¢ nebddov

4.1.2 Yhka

To vAkd Tov Katepyalduevoy tepayiov oto meipapo amoteleitar Kupimg omd Ni
(79%) kau Mo (4%) . ITapovoidler vymAn poyvnTikn otafepdTnTa , VYNAN TN
KOPESUOV , VM lvar LiKpn 1 oAAAYT] TG LAYV TIKNG 0TABEPHTNTOC GE GLVAPTNON UE
™ Beppokpacio . AVTEC o1 1010TNTEG , TOV amelkovifovTot Kal 6Tov Tivako 1
KaB16TOOV TO VAKO eEQPETIKT OOTIO0 GE LOYVITIKES TTOPEUPOALS .

Yuvn0Bmg xpNoLOTTOLELTAL KOl GE AVAAOYES EQPUPLOYES



Table 1
Main constituents and properties of high-nickel alloy

Parameter Description
Chemical composition MiT9% ), Mo (4%
Tensile strength TR psi

Specific gravity B4 glom”
Rockwell hardness it HRB

Elongation gl

; i microhme-cm
Saturation TOOO-T RO Gauss
Workpiece 100035 mmy”

[Tapd 6Ao avTd T0 VAMKO avTd givar TOAD avOexTikd Kot Tpokaiel evkoia pBopd
oto KomTiKa epyareia . 'Etol onuiovpyodvtal mpofAnuato Katd tn o1dTpnon HKpmv
OTMV G OVTO TO VAIKO pe TN xpnon ovuPatikodv pedddwv katepyacidv . [t avtd to
AOY® YpNOIUOTOLEITOL 0 Y10 LTIV TNV KATEPYOGIO O TEPAUATIKOG GYEIUGUOC TOV
TEPLYPAYOLLE TAPATAV® .

[Tpocéyovpe oto Eexivnua KAOE SLOOPOUNG TO OMTOUEVMOV UNKOG TOV EMEVOEOVUEVOL
nAektpodiov va glval TovAdylotov ico pe 10 Pabog ¢ KOWOTNTOG , OOTE VvV
amo@UYOLUE OEAPP®OT LE TO U VITEVOEGVIEVO LEPOG TOL NAEKTPOdiov . M’ avtdv Tov
Tpémo «ébe @opd pmopovue vo vmohoyicovpe to péyeBoc g @Bopdc Tov
nAektpodiov oe kdbe whoo . 'Etol ) dwdikacio cuveyileTton pHéypt vo, GTOUOTICEL VO

mopatnpeitol eOopd 6To NAEKTPOSIO .



4.2 AvodKooio TG KUTEPYOOIOG

Apyikd , kukhkd cvppo oapétpov S0uM katepydletor péyxpt ™G SIOUETPOV TOV
10um  ypnowomowwvtag v péBodoo WEDG. To «koatepyacpévo cvpuo
YAPMNOILOTTOLEITAL Y100 TN ONpovPYio LIKPOV OTOV GTO KATEPYAGHEVO Kopupdtt Mopio
Al203 npoactifevtar ot de&apevn pe 1o diniektpikoi unyavy EDM cvvepydleton pe
tov punyovicpd HFDG 6ntmg eaivetar oto oynua 3 yuo to gwvipiopa towv ondv. H 0An
Jrdtkacio dgv eUTEPLEYXEL AVGIUO 1) OVTIKOTAGTACT] TOV NAEKTPOSIOV, amoPehyovTog
L o0VTOV TOV TPOTO TO TPOPANUO TOV TEPIGTPEPOUEVOL MAEKTPOSIOL GAAYY TOL
NAeKTPOdiovL KOTA TN OdpKel NG KOTEPYOSiog 0ev cuviotdtor yuoti Oa Eyovpe

petmon g axpiPeiag Katd avtnVv T d1ad1Kasia.

il unin;-._f -
e

slurry

Stepped ci rcular
electrode

mechani sm

Fig. 3. Schematic of HFDG after mucro-EDM.

Yy.3 dwdkacioc HFDG



4.3l epopaTikd amoTeAESPATO Kol 60NN O).

4.3.1 Enidpaon Tov dvvapikov otn ¢0opd Tov nhekTpodiov .

O mivaxog 4 delyvel ) oyéon HETaED NG O10pPOopds SLVOUIKOD GTO JAKEVO KOl TO

pLOUO POBOPAG TOL NAEKTPOSIOV Yo SUPOPETIKES TIUEG EVTAONG PEVLLOTOC.

140
- o
- 120 } ;-—«-—-mcsm
g |~ 200w | ~—
e 100+ | —a—500mA |
3 80 [e—ta |
;d Pulse duratica : 4us
T gol Duty factor : 50 %
§ A, Rotational rate  900rpm
=40k ‘\ Working fluid : DI water
O "“‘«« L ARE e i e " p o Fah
L S — Workpiace polanty @ (+)
@2 " "‘w\ “
W 20F T .
e
0 L N X L . " .

40 45 50 & 60 & F0O V5 80 & 90

Gap voltage (\)

Fig. 4. Effect of electrode gap voltage on electrade depletion,

>x.4 enidopacn Tov dSVVAUIKOD dlokEVoy ot eBopd Tov NAEKTpodiov

Onwg @aiveton 1 oxéon avAUESH OTO PEVUO EKKEVOONG Kol TO puOud @Bopds Tov
nAektpodiov eivar avtioTpdP®g avdroyn. Me otabepn v évtacn Tov pedTOg O
pLOUOS POOoPaG ToLV MAekTpOdioL pEIBVETAL KAOMG AVEAVETOL 1 O10LPOPA SVVAUIKOV
070 O1KEVO .YYNAn d10popd SOLUVOLKOD GTO OAKEVO TEIVEL VAL LEYOAMGEL TO OLAKEVO
HeTaEL MAekTpodiov kal kotepyalOpevoL Koppatiov. Meyahdtepo didkevo odnyel o
HUIKPOTEPO PEVUA EKKEVAOONG, TPAYUO TOV UTOpel v emnpedoel To puOUo amofoAng

VAMKOV YOUNAOS puOUOG amoPoAng LAIKOD uHTOpeEl Vo EMNPEACEL OPVNTIKA TNV



TOLOTNTO KOTEPYOSIOG KOODS avemBouunta VAIKE TEIVOVV VO GUYKEVIPMOVOVTIOL GTHV
katepyaopévn empdveto Jlapd 6o avtd OP®S 0 younAog puOUog amroBoAng VAKOD

teivel va peidoet To puiud eBopdg tov niektpodiov.

43.2 Emnidpacn Tov OwWKEVOL 6T OWWKVpOVEN NS OWpETPOv  TNG

KoTePYaLOpevNS omNcG.

Y10 oynuo 5 oamewoviletor 1 oyéon G OPopds SVVOUIKOD GTO JLIKEVO TOL
NAEKTPOSIOL Kol 1 SOKVUAVOT TNG KATEPYULOUEVNG OTNG, Y10 SLOPOPETIKEG EVTUCELS
pevpatog .Otav 1 dapopd SuvapKoL etvat yaunAn to didkevo givor emiong pikpod pe

enmidpacmn 6to pLOUS amToBoANG VAIKOD.



25

——100mA
a0 | —a— 200mA

—=—500maA | Y
——1a A

Pulse duration : 4us
Dty factor : 50 %
Rotational rate - 900rpm
Working fluid : DI water
Wiorkpieca polarity - (+)

|:| L L L L 1 L L L 1
40 45 B0 85 &0 65 VO Y5 80 85 40

Gap voltage (V)

Wariation between entrances and exits {pum)

Fig. 5. Effect of electrode gap voltage on DVEE.

>x.5 Enidopaom tov duvoptkol dlokévou oty O1oKOUAVOT) TNG SIUUETPOV TNG OTNG

4.3.3 Eaidpoon g 010Q0paS OUVOUIKOD GTO OLUKEVO ©T1| OLIUETPO TG

KaTePYALOpeEvNS 0mNG.

To oyfua 6 ameswoviler T oyéon HETAED TOL S1OKEVOL TOL MAEKTPOSIOL Kol TNG
StpéTpov ¢ katepyalopevng omng Onwg eaivetor 6co peyaldtepn eival 1 dStopopd
SLVOUIKOD TOCO EMEKTEIVETAL M OWGUETPOG TNG OMNG .X& LYNAOTEPES OL0POPES
SLVAUIKOD 1] NAEKTPIKN EKKEVMOT KPOTA TEPIGGOTEPO , GE UEYAADTEPT OLAPKELD TNG
EKKEVOONG  TO MAEKTPOVIO. IOV omeAevBepdvovtol omd Tovg apvnTIKOHS TOAOVG
OLYKPOVOVTOL [LE TO OLOETEPA LOPLOL GTO HOVAOTIKO VYPO ,LE ATOTEAEGLLO EVIOVOTEPO
eowvopevo 1oviopo 0co peyaAdtepog etvat o aplBpnodg nAekTpovioy Kot TV 1OVIoV

TOV GLYKPOVOVTOL TOCO TEPIETOTEPO Ol eMeKTEIVETAL 1] SIAUETPOG TNG OTNC.
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Pulsa duration : 4us
Duty factor ; 50 %
Rotational rate : 000mm
10 e Working fluid : DI water

sl Waorkpisce polarity ; (+)

Expanding micro-hole (wm)
m B

|:| 1 1 1 1 1 1 1 1 1
40 45 &0 55 60 & VO OFH 80 85 @0

Gap voltage (V)

Fig. 6. Effect of electrode gap voltage on hole expansion,

>x.6 Enidopaom tov dvvopikod dtakévou oty e£amimon ¢ katepyalOUEVNC OIS

4.4 H pnédooog HFDG

H pébodog avt amekoviCeton oynuotikd oto oynua 3. Ztnv ovcia 1 pé€Bodog avt
KaAglTon va dMGEL AVoT 610 TPOPAN LA TNG TOLOTNTAG TG KOTEPYALOUEVNC EMUPAVELDG
2V ovcio elvar péBodog yvoropatog , petd v kvpiog Katepyoasio Katd
péB0SO VTN YPNOUYOTOLEITAL 1) KUUATIKY EVEPYEIDL TOL OMEAELOEPOVETAL KATA TO
(QOLVOLEVO TOV GLVTOVIGHOD.

210 oynua 7 ametkoviCeTon 1 GYEGOV YPOUUIKT GYECT] AVALESO GTO OLVOUIKO Kol TO
TAATOG NG TOAAVTOONG YPOUMIKN oty oyxéon odnyel o100 ovumépoacpo Ot
HEYOADTEPES TIMEG OLVOUIKOD Kol TAATOVS TaAdvIwong Oa odnynoovv kol o€

KOAVTEPO OMOTEAEGLOLTAL,
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Fig. 7. Relationship between dither input voltage and amplitude of dither
vibration,

2x. 7 Zxéon Suvopkol ovTovakAoomg Kot TAATOVS TOAAVTOONG

4.5 H enidopaon Tov NAEKTPOOiov 6TV TPAYVTNTO ETLQAVEING.

To oynuao 8 delyvel ta amoteAéopata TG UeBOSOL e OLO OLOPOPETIKOVS TOLITOLG
niextpodiov ( circular ko stepped circular )éyovue ocvykprtikd KoaAvtEPO
amoteAéopato pe Tov tomo tov Stepped circularopvenmg pmopodue vo, TOVUE TG

etvat Kot 0 evOEIKVLOLEVOS THTTOG NAEKTPOSTIOV.



Machining parameters
! of HFDG
4 Diameter 100 um
of tool H
: Dither
50V
voltage
Dither
3k Hz
frequency
- Grinding )
Before grinding duration 15 min

After grinding
{stepped circular tool)

After grinding
{circular tool)

Fig. 8. SEM cross-sections of micro-holes afler HFDG using circular and
stepped circular tools,

>y.8 anoteléopata g nebddov pe dvo daPoPETIKOVS TOTOVE NAeKTpodiny ( circular

ko Stepped circular )

4.6 H emidpaon ™G £vTaong peORATOS 6TV TOLOTNTO TG ETLPAVEILG.

Y10 oynua 9 @aivovion ot KatepyalOUEVEC EMLPAVEIES Y10 SLOPOPETIKEC EVIAOELS
peopotog ekkévoone. I[lapammpodue 0611 000 YounAdTEPM €ivor M €viaomn Tov
PEVUOTOC ,TOGO KOAVTEPM €lval M wOOTNTO EmMPaveiag. Xtn ovveyeio ot idieg
EMEAveEEG véoTnoay TV Katepyaoioa ™G pebodov HFDG. Ov ocuvvOfkeg g
katepyaoiag omewkoviCovtar otov mivako 2 Xto oynuo 10 amewovilovior ot

EMPAVEIEG TOV oyNuatog 9 petd v vaofoin Tovg ot pnébodo HFDG Ilapatnpovue



Bedtiwon ¢ modTag emeoveiog o€ OAES TIC TEPMTMOGELS , OUMOS WOUTEPA OTIG
EMUPAVEIEG Ol OTOIEG KOTEPYACTNKAV OPYIKE GE TO YoUNAd pedpaTo EKKEVOONG , TO

amoteléoparta g peBooov HFDG givan mepiocdtepo Beapatikd.

Fig. 9. The surface roughness of micro-holes cross-section using different
peak current of micro-EDM.

Yx.9 Emdpaon g evtaons Tov pELUOTOS GTNV TPOYLTITO TNG EXLPOVELLS



FOM e any

Fig. 10, SEM cross-sections of micre-holes machined under different peak
currents followed by HFDG at 40V for 15 min,

Yyx.10 Emdpacn g £vIoomng TOL PEVUOTOS GTIV TPOXLTNTO TNG EMPAVELNG LETE TN

ypnon ™ nebddov HFDG yio 15 enta

4.7 Ezidpaocn Tov SUVOUIKOD GUVTOVIGHOV GTNV TOLOTNTO. ETLPAVEING.

Ono¢ emdbnke mo mpwv , LAAPYEL ML YPOUUIKT GYECT OVAUEGOH GTO OLVOUIKO
(cvvtoviopo )kot To TAATOC THG TOAAVIMONG ZVVETMOS OGO UEYOADTEPO TO SLVOUIKO
1060 KOoALTEPO amoteAécpata €yovpe Xto oynua 11 amewovileton o omn

KOTEPYOUOUEVT VIO YOUNAO PEDLO EKKEVMOTG KO KATOTLY KaTepYasuévn ota 40V



Y10 oyfua 12 amewkovioviar ot TpoyOTNTEG OTOV KATEPYOUCUEVES GE OLUPOPETIKG

SUVOLIKG.

50 4m

Fig. 11 Entrance of micro-hole machined under 100 mA followed by
HFDG at 40 V.

¥x.11 on KoatepyaopéVN VIO YOUNAO PEVUO EKKEVMOONG KOl KOTOTLY KOTEPYOGUEVT

ota 40V



Machining parameters

of HFDG
P I
Shape of
electrode
tool

Stepped
circular

Front
step
electrode
diameter

100 pm

Back step
electrode 110 um
diameter

Dither
voltage 10, 30, 50, 70V

Dither
frequency 3K Hz

{a) After micro-EDM Grinding

before HFDG Saralion 15 min

L WM Bae 53 $EF aiow

{b) dither voltage 10V

{d) dither voltage 50 V

Fig. 12, SEM cross-sections of micro-holes machined by HFDG at different
input vollage.

2x. 12 tporyhtnteg oMMV KATEPYOUCUEVES GE SLAPOPETIKG OVVOLKA.



4.8 Emniopaon tg owpkeiog empPoiig tg peddoov otnv tpoydtmTa NG

EMPOVELNG .

100 o

3 min I 14 min I

Fig. 13, SEM cross-sections of micro-holes machined under peak current
SO0 mA followed by HFDG at 40V for different duration.

.13 anewovifoviot ot TpaydTNTEG EMPAVEL®Y IOV £YovV vtootel T pébodo HFDG
Y10L SLAPOPETIKE YPOVIKA SLOCTHLOTOL
Y10 oynua 13 amewcoviovior ot TPayVTNTES EMPOAVEIDV TOL £YOVV VIOGTEL TN

pébodo HFDG ya dtapopetikd ypovikd dtaothpata Eival tpo@avég 0Tt yia xpovikn



dubpkela peyadvtepn twv 6 Aemtdv , £xovpe NON KAl anoteAéopota TpayvTag. H
TpoyLTNTO PeATidvETOl OG0 pEYOADVEL 1 dudpkel emPoAng ¢ pebddov. Zto
EMOUEVO OO POIVETOL 1) TPAYDTNTO TNG EMPOVEING TPV KO PLETE TNV EMPOAN TG
nedddov HFDG Ol to mapomdve amodetkvoouy Ott petd amd 6-8 Aemtd emPBoing
™G nebddov Exovpe onuoavtikny Peitioon tOG0 ToL GYNUOTOC TNG KaTEPYULOUEVNS

eMPAVELNG OGO KoL TNG TPOYVTNTOS TNG -

LTS

13 v
T —

RLETTH

Before grinding After grinding
(211 pm Rmax) (0.85 pm Rmax)

Fig. 14, Surface roughness of workpiece before and after HFDHG.



Kepdrowo 5

51 Merétn ™S TpodTNTOS EMQPAVEINS KoTEPYALOpEVOL TERAYIOV KATA

TNV KOTEPYUOSIA TNG AELAVONS VYNADV TAYVTHTOV

Kotd v mopamdve pelén kpivetal amopoitntn n 100y®yn HEPIKMOV SEIKTOV ,

OTTOPOLTTOV Y10l TN LOONULATIKOTOINGT) TOL LOVTEAOD .

1)Terpaywvikn pila ceaipatog exipaveiog Sq

i

M
1“ ] [ [ niix, v)dxdys ikjvzzr}‘![l} ¥l
¥ L

j=li=1

(1)

Omov n(y,Y) anewkovilel Ty andotacn Kabe onueiov g emeaveiog and to onueio

avVoPOPAag .

2)Tetpayovikn piCo pomng adpaveiog empoveiog (SAQ) katd tov dova tov Z

n

/ ,il | Al g {Lﬁ' dl

S Ag —

\
N M
J iM—11N=1) zg‘ (2)

-




Omov p(y,Y) eivar n por adpaveiog empaveiog Toyoiov oNUEiOL .

3)Méco UKOG KOUATOG EMPOVELNG (S\)

4) To péyoto vVyoug ¢ empaveiog (Sy) mov opiletar ¢ N OTOCTUCT AVALESH GTO

KopLQaio onueio Kol 6To YaUNAOTEPO GNUEID TNG EMPAVEING TOV EIYHOTOG
5_1' = |[Msmax| + |-'}_'.'1:|:ax| (4)

5) O Aoyog ¢ empaveiog (So) mov givar 0 Adyog Tov GLVOLOL NG EMPAVEING A TPOG

v emedvela tov detypotoc F

N-1M-1

¥ /jw ‘*‘:”1 + prdydy = g ; V‘:l + pdxdy

3)

{

[

YVVETMOG

A
S = —
"TF

A
= [ . — 1| = 100% (6)
(M — 10N — L)AxAY

6) K\aopotikn didotoon , n onoia cupeova pe ) Oempio Weierstrass — Mandeldqr

YPOLLIKT KAOGHOTIKY O14GTO0T) LTOPEl Vo EKQPPOCTEL WG £ENG

i log N .
ih == - L)

- log A




Omov N 0 apBpdc TOV TETPAYOVOV TOV TEPLEYOVTAL GE £va, Oelylo , A TO UAKOG T®V
teTpaydVeV . Téhog n meployn KAAGHATIKNG d1doTtacng opileTal wg

FBDL+1

S.2AMepapatikny perétn

Mo ta mepopatiky te0t ypnoipomombnke o pnyovny Aeiovong M1420 . O
AelovTikOg TpoYOS mov ypnoiponomdnke Nrav o GBZ60ORI1A dwpétpov 270 mmue

YOKTIKO pe Baon to vepd (5% LAadi g dtdAvpo vepov) .

5.3 Iepapotikd oyédlo

‘Eywve o opBoydvikn mepoapatikn dokun . Ot mapdyovteg mov EANencayv vroym
ntov 1 todTTa ToL Aglavtikov Ttpoxov (Vs) , m taydTo TOv KOTEPYALOUEVOD
tepayiov (Vw) , n toydmra tpoéwong (Sd) , to Pabog komng (td) kat o ypovog Aeiavong

(T) . Ot mapamdved Tapdyovieg amelkovilovTol GToV ETOUEVO TTIVOKOL

Test number A D Experimental result index

ra | b
”
=
L
| Im
1

R

0.327
0.010
0.157

0.068

[ g

R
L B I S BE R
b e b2 bR b Bl e

L R R
S e I I
b e b e b b b e
[ I




Ta mepdpota €ywvav pe toydmmrta Asiovong Vd =2.5um/min kot o degiktng mov

petpninke Ntav mn TpoyvINTO empaveiog 1 omoio peTprOnke pe éva Opyavo

TEPLYPAUUOTOS TPpOyOTNTOG EMLpaveiog poviélov 2210 .

5.4 Ilewpapotikd 0€00pEVA KOl AVAAVGT GQAARATOS

To opBoydvio teot d1eénydn oe dvo opdadeg emavalapPavorévey SOKIUOY

@oiveTol Kot oToV Tivoko 2 .

OTEG

Test munber A B C

[
[

-
e

L]

5]

Experimental result index

=3

g

[ B
[ e

A A
[ A R L
el = e S

GO wd TR LA s e b e

el I T I SR S

[ R S

0.146

0.606
0.330

===

[Tivakoag 2 Iepapatikd dedopéva SoKIUmv

Amo tov mivaxo mTpokHITEL OTL EAMPONCAV TIWES Yia Tpia onpeia Yo KAOE KOUUATL TO

omoio VoA ONKE OTIG SOKIUES , EVD GTI GLVEXELD VITOAOYIOTIKOV Ol LEGES TIUES .

Ytov endpevo mivako @oiveTon

pe 1t Ponbeld G OTATIOTIKNG  OVOAVOTG

TETPOYOVIKOD COAALOTOS 1| EMOPOCT TOV JOPOPOV HeYEB®Y oTOovG OgikTeG TOV

TEPALOTOG .
R, 'E‘.q Sx S}.q 5o <k Sj.q

4 * 4% wEx #kk EEE
5:
l’:‘ FFF = Fkkk = EE 2 2
D . .
T *
—

[Tivaxkog 3




H mocotikn oyéon tov SeKTOV Kol TOV Spopdv HeyeddV Kotaypl@eTol He

Bonbeta v padnUATIKOV GYEGEDV TOL 0KOAOVHOVV

R = 55852 \11—»"35:' H—S.Z:l('"~‘:'.l:-i?1‘)':.3:-" l(:—u.:":?l
a = 22002, : . i % .
4 Tqcez 4 —0 1063 02385 —005798 053439 09183
Sy = 1.74563 47063 g0-2369 - 005758 03435 p—0.918%
S, = 794.992 4244 p=0.3089 0—0.377% )=0.3287 p—0.383

So = 4936017447881 0812 =0 B8 R OSTE =057,

Sao = 4.204 '1—3_3l-&R—'ZS.l_'-‘i}(ﬂ—Q.B-l:‘Z D—G.‘.SSS E—!ﬁ.-’é’»SZ
dag = 4. 2U4, 5 ]

0.575

1
1.2736A —Lonsde 5—3.34?2 (-*—3433-"5-3 D—!C*ﬁi\-‘:-li FG.GOTZZ )

Me 1 Ponfeta tov mivoka 3 Kol TV TOPATOvVe cyxécemv e&dyovion o akoAovdd

GUUTEPAGLLOTOL

1)

2)

3)

H toydvmmta tov Agtoviikod tpoyov Vs amoterel to Pacikd mapdyovio Tov
emnpedlel v TpayvNTa emeaveiog Ra , mpdyuo mov onuaivel mog 6o
VYNAGTEPN 1 TAXOTNTO TOL AELVTIKOD TPOYOV TOGO YOAUNAOTEPT 1 TPAYLTTO
™m¢ emooveiog . Emiong 6co pukpotepo 10 Pabog Komng Ko PEYAADTEPOG O
YPOVOG Agtovong 1060 yaunAotepn Ba ivor n TpayvTNTO TNG KATEPYAGUEVNS
EMPAVELNG .

Y& IMKPOOKOTIKY KAIHoKa 1 HETPNOTN TOV OEIKTOV Sy, St ,S ,ha €yel queon
oxéon pe TIg TopauéTpoug ¢ Astavong . Ot deikteg avtol €xovv avdioyn
emidopaon pe v tayvTTo Aiovong kot Tov fabovg Komnig .

O deikng S mailet o TOV ONUAVTIKOTEPO POAO HETAED TV deIKT®OV . OG0
YOUNAOTEPOG O OEIKTNG AVTOC TOGO KAAVTEPN TOLOTNTO EMPOVEING EYOVLE .
Yt mepdpata eavnke 6t 660 VYNAOTEPN N TAXHTNTA TOL AELLVTIKOV TPOYOL
1000, TEPIGGOTEPA TEPASHOTO Oa KAVEL OVTOG amd TNV TPOS KATEPYASia
EMPAVELD, 6TO 1010 YPOVIKO JdoTNUE , GTOV avTimoda Opmg UiKpo Pdbog
KOG onuaivel vymAdtepn TN tov dgiktn S . Avtd amodideTol GTO YEYOVOS

ott peiwon tov PdBovg komng Ba TPOKOAESEL POYUEG KOl EYKOTES GTO



AEOVTIKO TPOYO LE OMOTEAEGO TNV OMOTLIMGY TOVG OTNV KATEPYULOUEVT
EMPAvELD .

4) O deikc Sra amodidel to puOud pHeTAPOANG TG EMPOVEINS . ZVVETDS UIKPT|
T TOL OEIKTN OVTOD AVTITPOCMOTEVEL KO KAAVTEPT TOLdTNTA EMPaveiag . O
delkTng avtdg glvan gvaicnTog MG TPOg TNV TAXVTNTO TOL AELVTIKOD TPOYOV
Kot to BaBog komng Meydin TayvTnTa B onpaivel kot avtictoyn Heiwon Tov
delktn eved pikpo Padog komng Ba avENoet TV TpoybTNTO TNG EMPAVEING .

5) O deikmg S avtimpoownevel 0 VWYovg TtV petpnbeviov onueiov g
katepyalopevng emeaveiag . H Asttovpyio Tov elvar mapodpolo pe oty tov
TPOTYOVLEVDV OEIKTDV .

H «Aacpatikny o1dotoon ':TD”V']|xpnc51uo7t01aiw1 Yoo TNV - TEPLYPOPT|  TOV

YOPOKTNPOTIKOV TG empaveiog . H oyéon mov v anodidel mapiotdveTon

TOPOKAT®

n= jlﬁsaA—D.DESB—U.DIEC{I.Cllf-' D—CI.EEIE E—IJ.EI':]IE-

Amd v televtaia e£lomoN TPOKLATEL TOG VYNAN TOYVTNTO AELOVTIKOD TPOYOV

Ko HeydAog xpovog Actavong B SMGoVY pkpr| T KAUCUATIKNG 14GTOoT -



Keparaio 6

6.1 Avtoyn epyoreimv o€ VYNAES TOYOTTES

H duapkera {omg epyoreiov opileton G 0 GLVOMKOC OPEAMUOG XpOVOS xpdvog Cmng
evog epyadeiov ko ovvnbog exepdleton oe Aemtd . ‘Eva tuomikd epyoareio tOpvov

amekovileTal 6To EMOUEVO YN .

- Breadth Of The Uroter

Mose ﬁndims-\ _-Creter in Roke Foce

Wear Lond
On Tood

Cutting Edge - }

_—Groove At Duter Edge
Of Qut.

Top View Of Worn Tool

Maximum Depth Of Crotr

1 /Midth Of The Crater
-

J
“|

Sectional View Of & Worn Tool

Fi. 1, Details of wear on a tool.

>x.1 Tomikd epyareio topvov

H ¢bopd cvovnboc Aapupdaver xopd oto mievpikd kouudtt tov gpyoareiov (pOHopd
eAeVBEPNC EMPOVELNG) KO KOTA UAKOG TNG YOVIdG amofAintov (pbopd kpathpa) . H
@Bopd xoatd pnkog ¢ eievbepng empaveiog mapotnpeiton oe OAEC TIG cLVONKES
KOTNG Ko ekepdletar g to mAGToc e @Bopac elevBepng empaveiog (W) . Ze

YOUNAES TayOTNTEG KOTNG M TEAevTOi Elval TOAD cuyvotepn TG Oopdc kpatnpa H



@Bopd kpatpa AapPdvel katd kOplo Ady® ywpd eEa1tiog VYNADY OVOTTUGCOUEV®V
TAoe®V KOl VYNAGV Bepuokpacidv kKot ekppdletor  ovvnlwg ®¢ To UETPO TOV
uéyotov Hyoug kpatnpa (C) .

O Taylor éyovtog peketnoel v emidpacn g toyvrag komng (V) ot dudpkeio

Covng tov epyareiov (T) mpoteive v axdAovOn oyéon

VI"=0C

Onov C kou 1 gumelpikég otabepéc mov oyetilovron Le 10 epyareio ko to epyalOpevo
KOUWATL .Xg YevikéG YPOaUUES Exel TapatnpnOel mmg 1 eBopd Tov epyaieiov avEdveton
avEaVoUEVIC TG TOYLTNTOS , eV OGO aVEAVOVTOL 0L TOYVTNTEG TOCO TO EVIOVO
TOPOVCIALETAL TO PUVOUEVO TNG POOPAS .

H ovpPotiky pébodog extipnong g {odvng evog epyoieiov elval 1 ektéAeom
SOKIUDV HEYPL TO EPYOAEID VO IKOVOTTONGEL TPOKADOPIGUEVA KPLTHPLL OLGTOYING - XTIC
ocvvnOiopuévee TaydTNTEG Kotepyasiog avtd umopel vo amoderydel apketd ypovoBopo .
I'm avtd 10 Adyo €xovv mpotabel mOAAEG dropopeTikés HEBOSOL amd SLoPOPETIKOVG
EMOTILOVEG .

> ovveyeio Topovolaloviol ATOTEAEGUATO OOKIUMV OV £Yvay GE &va Tedio
tauthtev 90-1250 m/min . Huébodoc mepilapPdver yadldBdivovg dickovg mg
KatepyYalOUEVO KOUUATL 68 cuvONKeg 0pBOY®VIKNG KOTNG G€ TOPVO Kot 1 TayOTNTO

KOTNG OVAYETOL GE OPOVG 1GOFVVAUNG TOXVTNTOC.



6.2 Ilepapotikos oyedraopidg

Ta mepapota deEdyoviar og TOPVO VYNAGV TOYLTHTOV Kot VYNANS akpiPeiag . Ot
dilokotl Tov dokiudv mponAbav amd to 1010 KOppdTtt pe okAnpdTnTa 190 2 . O

ovvOnkeg Komng amekovilovtal 6ToV Tivako Tov aKoAOLOET .

TasLe 1.

Cutting condilions

Machine: HMT LB-2% Precssion Lathe

Taosol: Sandvic Corporation theow awsy teol tip B30 150
grade with T max tool helder; Rake angle &°; clearance
angle 117

Work pigce: Mild steel, Vickers hardoess 190 4 2

Dimensions: CHameter: Y5375 o Thickness: & mm

Spindle speeds: 1601405 rev /min

Cutting speeds GO 1 25N My mn

Infeed: 203 mmyrev,

6.3 Ieodvvapun ToydTnTa

Kobng 1o epyaleio petakiveitanr amd v eEwtepikn dwdpetpo D1 og o pukpdtepn
dwapetpo D2 m toyvmto Komng petafdiietar cvvexds . H 1oodvvaun taydnto
opiletar wg M otabepn taydTa Tov Ba TpokaAovoe TV Wia PBopd cTo epyaireio
oTOV 1010 YpOVO KOTNG UE TN UETAROAAOUEVT TAXDTNTAL .

Av vmotebel 611 0 pLOUOS PBoPhG eAevBePN g empaveiag glvarl ypappkog tote Oa
1oYVEL

dw  flank wear-land criterion (w )

dT Tool life (T)



Av emiong vrotebet 611 Oa 1oyveL 1 oyéomn tov Taylor ylo o medio TayvLTHTO®V TOL
epyareiov KabBag kveitor amd ™ ddpetpo Diotnv D2 pBopd elehBepng empaveiog
w1 o€ ypdvo T1 o vworoyiletar and T oyéon

2T

W, ‘
! — e siin
Wy = ‘ cln } dT.
0 .

o

H avtictoymn 1codvvaun taydro pnopet vo oprtotel wg NG

V. . yindT "

H 1810 oyéon pmopel va ypaetel kKo pe ™ Bdon ¢ S1apéTpous og €ENG

L o[ e o
"+ l ﬂ* — .[)g

H 160d0vaun siapetpog pmopel va oprotel og €ENG

h iR+ 1kn (m+1)m |n
D = Ve _ n_Dj )
4 nN n+ 1 D, - D, '
Yuvendg 10 KAGouo tov ypovov (ovng X Tov gPYOAEiOL TOL KATOVOADVETOL GE
xpoviko odonua T1 kabmg to epyareio petoakiveiton amd tn ddpetpo D1 oty D2

Umopel va EKQpaoTel 0KOAOVOMC

Y _ (RVT ~on (DYTVm — Dyt i
TN |nd 2fN '

Omov f n mpdwon avé mepiotpoen . Av X1 kot X2 givar kKAdopato ¢ {OVNG Tov
EPYOAEIOV TTOV KOTAVOAMVETAL GE OLO OPOPETIKES TayLTNTEG N1 kot N2 yia éva

Cevyog dapetpdv D1 ko D2 yio v 18ia tpéwon T 161 Oa 1oybovv To akorovdd
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6.411epopatika amoTEAEGCRATE KO 6viNTNon

Ta mepdpato Eywvov yio €va €upv TESI0 TAYLTNTOV TEPIGTPOPNS TOL dEova Kot
SPOPETIKEG SOUETPOVS DOTE VO KOTOANEOVE GE IGOSVVOES TOOTNTEG EDPOVS OO
90-1250 m/min .H mowiAo o©TIG 1G0SVVOUEG TAYVTNTEG EMTUYYOVETAL €itE
HETAPAAAOVTOG TNV TAXDTNTO TEPLOTPOPNS TOV AEOVA €T TO €VPOG TNG OAUETPOVL .
Ta mepdpata £0e1&ov WS Yo OTOOOMTOTE CLVOLACUO TAXVTNTAG TEPICTPOPTNG TOL
d&ova kot €0povg OapéTpov ot otabepég C ko m g {dvng Tov epyareiov

nopépevay i91eg 660 1 160dVVAUT TOYVTNTA TOPEUEVE CTOOEPT] .
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Fia. 3. Wear growth curves,

2.2 Kopmdreg pBopag komtikov epyaieiov

To mapamdve oynuo delyvel T cvvdptnon g eOopdc erevBepng empaveiog , TOL
TAGTovg kol Tov Babovg kpatipa o€ cuvaptnon e to xpdvo . [apatmpovpe 6t n
@Bopa erevBepng empoveiog akoAovBel tpla dtokpitd oTAdW , TO TAATOS TOV
KPOTNPO OpYIKA oEAVETOL UEXPL OGS CLYKEKPIUEVNC TIUNG Kol omd €KEl Kol PETA
oxedov mapapével otabepd . To BaBoc Tov Kpatpa TEAOG QVEAVEL GYEOOV YPOUUIKE
LE TNV TTAPOSO TOL YPOVOU .

Cutting Speed = 3354 mSmin.

o

@ Cufting Speed = 42| m/min.
® Cutting Speed = 476 m/ min.
® Cutting Speed ¢ 574 m/min.
® Cutting Speed = [OT7T3m/min

Flank Weoar Width {152 Cm )

o 100 200 300 00 500
Cuttlng Time {Secs)
Fii. 4. Flank wear land-cutting time curves at different speeds.




O Cutting Speed 354 mdmin.

@ Cutting Speed 421 mimin,

& Cutting Speed  4TE m/min

& Cutting Speed  ST4 msmin.
5 B Cubting Spedd 1OTSm/min.

Maximum Crater Depth (lﬂ-SCm}

1 i A ¥
o 100 200 300 400 500

Cutting Time {Secs|
Frs. 5. Maximum crater depth-cutting time curves at different speeds.

Xy.4

2T0 oyNUOTO TG TPONYOLUEVNG oeAidag maplotdvovtor n @Bopd erebBepng
emaveiag kot 0 péytoto Pdaog kpatnpa ovTioTOU(O Y10 SLOPOPETIKES TOYVTNTES
KOTNG KOl GE GLVAPTNON HE TO YXPOVO TAvtote . Ta TMEPANATIKG ATOTEAEGUATO
CLUPMVOVV YEVIKA UE TO OMOTEAECUOTO TOV CLUPATIKOV OOKIU®OV Omol emiong
nmapatnpeital avénon g eBopdag Tov epyareiov CVEAVOUEVOV TOV TOYVTATOV KOTNG .
2115 VYNAEG TayvTNTEG KOmNG M Beprokpacio avéavetarl yeyovog mov cupfdiel otnyv
avénon tov pvOpov EHopAg .

Kotd ) didpKelo Tov HETPCEDV TOV TEPALOTOS OPIGTHKOV MG KPLThpla {dvNg Tov
epyaieiov ta e&Ng

1) Kpumpio @Bopdg erevBepng empaveiog (0.5mm)

2) Kpuripro péytetov Babovg kparhpa (0.04mm)



Me 1 ypnomn TV GYECEMV TNG TPOTYOLUEVIC TAPAYPAPOV KOTAANEAUE GTOV ETOUEVO

T{VOKO OTOTEAEGUATAOV .

Tapre 2. TOOL LIFE COEFFICIENTS USING FLANK WEAR LAND AND MAXIMUM CRATER DEPTH CRITERIA

Tool life coefficients

Max crater
[rameter rangs Equivalent Spindle speed Equivalent speed epth
Ion) diameter fm ming Wear land criterion critetion

»»»»»» S lemi
Moo iy . n,, Vit Vit n s i «
| 23R 2430 1408 1040 Wl s 1416 R34 @361 1282
2 iR .30 Jihsy B T4 49 422 355 1278
3 0.5 2025 1405 10840 804 bR 0447 03N 106Y
4 205 2151 R0 540 575 179 n452 0373 1178
& 14,5 163 §50 T05 42K 333 0458 9,381 1230

[Mapamnpeiton poe dwapopomoinon otic Twég TV mopouétpov C kot 1 ywo
SLUPOPETIKEG 100OVVALESG TAXVTNTES ALTO ATOSIOETAL OTIC SLUPOPETIKEG BepLoKkpacieg
avipeca omv kotepyacio Vo HETAPANTEG ToyLTNTEG Ko G auTV Vo otobepn
TaOTNTO YEYOVOS TTOL YIVETAL TEPIGCOTEPO EVIOVO GTIG VYNAEG TOYVTNTEG KOTNG .

Y10 emdpeva oynuata Topovctaletor n oyéon g dwpkeiag {dvng Tov gpyareiov
0€ GLVAPTNON UE TNV TaXLTNTO KOTNG HE Pdomn ta kpitipla g eOopds erebBepng

empavelag Kot Tov PEY1oTov Babovg kpatnpa avtictouyo .

VT943% = 958 (Flank wear-land criterion)



Log V=-0.452 Log T +Log 954

Tool Life (Mins.)

2 i |
100 000 10000
Cutting Speed (m/min.)

FiG. 6. Tool life—cutting speed relationship (Flank wear-land eriterion).

x5 Zyéon tayvnrog komfg Ko dwpkelog (ong epyodreiov (kprtnplo TAELPIKNC

9bopdc)

VT3¢ = 1215 (Maximum crater depth criterion).
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Fig. 7. Tool life-cutting speed relationship (Maximum crater depth criterion).

Yx.6 yéon tayvtnrog komng Kot Odpkelag Cong epyadeiov (kprmplo péyioTov

Babovg kpatnpa)

Ta mopandve amotedécpato emPefaidvovy v 1ox0 g e&icwong tov Taylor dcov
a@opd T ddpketa {OVNG ToL epyaieiov .

210 endpevo ddypoppo ametkoviletar . ox€on ToL GLVOAIKOD OYKoL EBopdg oe
oxéoMN e TO XPOVO Yo OLOPOPETIKES TOLTNTEG KOTNG . O cLVOAKOG OYKog PBOPAG
opiotnke ®g 10 Abpoispa Tov dykov eHopdg ehevbepng emoaveiag (Vf) Kot Tov dyKov
eBopac xpatipa (Vc) . Ov mopomdve Tipéc vroloylotikay pe t Pondewa tov
OYEGEMV TNG TPONYOLUEVTG TTOPAYPAPOL Kot KATAANEANE OTIG GYECELS .

Ve=05w?1tany

Kot



V. = 0.6660¢, c,c

Omov W kot 1 elvar to mAATOG Ko TO PNKOG avtictolyo TG @Bopdc ehevbepng

eMPaveiog , Y N YOVIA eAevBepiag , evd Cow , Gob Kot C €{val TO UNKOG TO TAGTOS Kol TO

péytoto Bdbog kpatnpa .

&r
O Cutting Speed 334 m/min.
Tr @ Cufting Speed 421 mimin
@ Cutting Speed ATE mimin.
;E 6 @ Cutting Speed 574 mSmin.
u & Culting Speed OT73Immin.
L s
@
E
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Cutting Time {Secs)
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Fig. 8. Total wear volume-cutting time curves at different cutting speeds.

Xx.7 oyéon 10V GLVOMKOL Oykov EHOPAC GE GYEOMN UE TO XPOVO Yo OLPOPETIKES

TOYYVTNTES KOTNG

210 emOUEVO OAYpOappO TOPOVCIALeTal 1 HETABOA TOL AOYOL KATEPYOGIOG OE

oxéon He 10 YpOvVo , ®¢ AdYog Katepyoasiog opileTon TO

KAMAGO TOL VAIKOD 7oL

amoPdrete mPOC TOV OYKO WOV Tpoépyeton omd TN @Bopd TOL Epyareiov

[Mapatnpeitor 6t 0 Aoyog katepyasiog (MR ) apyikd avEdvel pe v Tapodo TOv

YPOVOL EVD GTN GLVEYELD LELDVETOL LE OTTOTEAEGLLOL VOL GTIUELMVETOL IO LEYLGTT TUUN.



Q Cutting Speed 334 m/min.

Machining Ratio

o} @ Cutting Spesd 421 m/min,

® Culting Speed 4TE m/ min.

] |> & Cufting Speed 574 m/min.

| o Cutting Speed (073 m/ min
&}
4 |

-
[ 100 200 300 400
Cutting Time
Fic. 9. Machining ratio—cutting time curves at different cutting speeds.

>x.8 petafoin Tov AOYOL Katepyasiog G GYECN UE TO XPOVO
EmnmAéov n péytotn T Tov AOYOV KOTEPYOCIOG HEUDVETOL CNUOVTIKE Kabmg

av&avetal  ToyOLTNTO TNG KATEPYASIAG . AVTO OKPIP®G AMEKOVILETOL GTO GYLLOL TTOV

OKOAOVOEL .
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Fic. 10, Variation of maximum machining ratio with cutting speed.




To onueio oto omoio mapatnpeitor o péylotog AdYog katepyoasiog Umopel va
Bewpnbel Kor ©¢ oplakd onuelo aeov UeTd TV emITELEN TOV 1| YPYTCLOTOINCT) TOL
gpyadreiov Kkpivetal mpaktikd acvueopn . Mmopel Aowmdv 1 emitevén 1oV HEYIOTOL
Aoyov katepyaciog va BewpnOel kot og kpLtiplo actoyiog Tov epyaieiov .

210 endupevo oynua oamewovifetor 1 oyéon g (NG TOL gpyoreiov Kol TNG
ToVTNTOG Komng . Me Pdon 1o Kpurplo Tov UEYIGTOV A0Y0D  KOTEPYOGING

KataAnyovpe oty akdéiovdn e&icmon 66ov apopd ™ o1 Tov gpyareiov .

VT3 = 1015,

Log ¥==038l Log T+ Log 10I5

@
&
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100 1000 12000
Cutting Speed (m/min.}
Fig. 11, Tool life-cutting speed relationship (Maximum machining-ratio criterion].

>x.10 oxéom g Long Tov epyareion Kot TG ToOTNTOS KOTNG



Y10 emouevo oynuo omewovifetor M oxéon tov AGYOL TOL UEYIGTOL AOYOV
KATEPYAOiag mPog T0 ¥pOVO GTOV OO0 OVTOG EMTLYYAVETOL GE GLVAPTNON UE TNV

TaOTNTO KOG -

jax o

)

Time

Max. Machining Ratio

(
\\
F

/

o 200 400 800 800 Boo
Cutting Speed (m/min}

Fic. 12, Variation of MET* with cutting speed,
2x.11 oyéon 0V AOYOL TOVL UEYIGTOV AOYOD KATEPYAGING TPOG TO XPOVO GTOV OTOi0

OVTOG EMTLYYAVETAL GE GLVAPTNON LE TNV TAXVTNTA KOG

‘Eva této10 dudypoppo pmopel vo amofel ypriioyo otav avalntodue v KoTAAANAN

TaOTNTO KOG Y1l KATO10 GLVOLAGUO epyaieiov — epyalopévoy KOUUOTION .



Kepdraro 7

7.1 Merétq ™ oxpifeiog katepyaociog @pelopiopotos KOVOLAIOL pe

oPuIPIKI] atéAnEn péom PerticTomoinong g TOYVTNTIS KOG

H teyvikn ¢ xatepyasiog vyniov toyutntov £yl yivel po omd T TPONyUEVES
nebooovg Katepyosiog mov €EEMOGOVTAL OVTOYWVIOTIKA GE TOAAEC YMPES OTO
KATOoKELOOTIKO Tedio . [Tapd Tig vynAég Beprokpaciec KOmNG pe cuveneia T peimon
™G dwpkeiag LONG TOV KOTTIKOV PYOULEIDOV TO EVIAPEPOV GTIG KATEPYAGIESG VYNADV
TNtV  ocvveyiletar yati ot gpsuvntég  ehmilovv ot Peitioon g
TOPAYOYIKOTNTAG Kol TG okppeiog katepyaciog pe v adénon g ToydTNTOS
komnG. 't avtd 10 Adyo M Katepyacio vynANng ToyvTnTog opileTor g N Katepyacio
OV HE VYNAN TOYLTNTO TPOMONG Kol KOMNG £XEL MG amoTéAecua LYNAO puiuod
AmOPOANG VAIKOD Y®PIg VO LEWDVETOL 1] TOLOTNTO KoL 1] OKPIBELD TG KOTEPYAGIONG TOV
mpoioviog . H taydmta komg aviumpoconedel £vov amd TOVG 7O CNUAVIIKOVG
napdyovieg mov €yovv emidpacn ot {on Tov gpyaieiov TPoKOA®VTOS 0EEidwoN
duoon kot @Bopd oto epyoreio . Im avtd oty mepintwon tov Oepuikd
emeepyacpévovr ydAvfo mn @Bopd Tov epyoieiov efehicoeTan paydaion OTOV M
TovTTe. KOomng vrepPetl o medio twv 150-250 m/min Eriong to kotepyalopevo
KOMUATL KO 1] TOYOTNTO KOTNG £X0VV GYE0T OAANAETIOpaoNG e OmOTELEG O VO Efvart
Topd TOAD CNUOVTIKY M €TI0V TG KPIoUNG ToyhTNTOG KOTNG KOTAAANANG Yo TO
€100¢ ToL KatePYalOUEVOL KOUUATIOV .

H mopovoa perétn moapovotdlel tnv TPOYUOTOTOINGCT KOTEPYASIOV VYNANG

TOYVTNTOG O€ TPOIOVTO EAEVOEPMOV EMPAVELDVY LE TN YPNOLULOTOINGT TNG TEYVIKNG TNG



BeAtioTomoinomng g ToYLTNTOG KOMNG . TNV KATEPYOTio eAeVBEP®V EMPAVELDV N
TOYOTNTO KOTNG TOL KOMTIKOV gpyoieiov g opélog aAldlel axdOpo Kol KOTO T
dupkela TS 010G TEPIGTPOPNS TOL A&ova e&attiog TG YEMUETPIOG TOL KOTTIKOV
gpyoreiov . Avti n oAlayn TG ToOTNTOG KOG £XEL EMPPOES 0T d1dpKela {NG TOL
epyareiov kot oNV akpifela KoTePYasiog TV TPOIdVIOV . ZNUEPA TOAAOL EPEVVITEG
AGYOAOVVTOL EVEPYA LE TN UEAETT) TOV GYNUOTOG TOL KOTTIKOV gpyoieiov ¢ @pélog
oAAG Kou pe tov €leyxo Tov pvbuov mpdéwong . H pekétm tov  TEXVIKGOV
BeAtioTomoinong g ToybTNTOG KOMNG OTIG KOTEPYOOIES EAEVOEPOV EMPOVEIDY deV
KPIVETOL OKOUO IKOVOTTOMTIKY .ZTO TOPOKAT® EPEVVATOL 1| OTOTEAEGLOTIKOTITO TMOV
TEYVIKOV PeATioTonoinong ¢ taydtoag komng e Paon tn ddpkeo {dvng tov
gpyoreiov kol TtV axpifelo TG KoTEPYOSIOG KOTA TNV KoTepyooio €AeLvOEpwV
emEeaveldv pe m  Pondew  ToL  TPOCPOTH  EEEAYHEVOL  TTPOYPAUMUOTOS

BeAtioTomoinomg ¢ ToyvTNTOG KOTNG -



7.2 Teyvuan Bertiotomoinong TG TayVTNTOS KOMTNG

* Avemge Cuttig Speed

Vave =
1000
¢ Maxium effective diam eter ( T, :Toolcenter
d.. = .%)11.\‘( \i(l -7 ¥ «:-(‘y: -1 } ] R :Toolmdal
X d A : Cuttng ama
* Average effective diam eter n :Node num berin cutthg ama
,,,,,, S(VE-TI*b1,F) (% eenen wwen
] il Dwes : Tooldiam eter
o =
] dear 1M axin um effectire diam ater
*Mini fective di = e .
SRR Silctee e ek . i d rAvemge effective diam eter
dyg, = ;\:’iaz[ X‘f(.wc‘. ~T.F+ -7, } J dax M binum effective dim eter
£ 1 Tilk ang e
Fig. 1. The effective tool diameter caleulation,

2x.1 YroAoyiopog @@EMUNG S1apléTpPon TOV KOTTIKOV EPYUAEIOD

To mopomdve oyNUe VTOOEIKVIEL TAOC VO, AMOKOM{GOVUE TNV TPOYUOTIKY) OQEALUN
SlapeTpo OTOV TO gpyareio Ko To KatepyalOpevo Koppdtt Epbovv oe emapn UETOED
Tovg . Avdloya pe T péEBO0OO VTOAOYIGHOV 1 TPAYUATIKY O@EAUN SLAUETPOS TOV
epyareiov umopel va eEacpalotel pe faon v péylotn , TV AN IO Kol T péon
oeéaun  oduetpo . To emduevo oyxédo delyvel T peboddovg  povTEA®V

avOTOPAoTOONG KOG TOL YPTNGLLOTOLOVVTOL YEVIKA. .
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(a)non-continuous  (b)sweep {c)continuous

Fig. 2. The cutting simulation methods,

Xy 2 LOVTELD TPOGOUOIMONG

AopBdavoviag vrdyw v mpdmon ovd TEPIGTPOP] N HEB0SOG ToL N cvveXoHS
povtéAov Bewpel v kevipikn B€om ToL gpyaieiov HETA Omd HoL TEPIGTPOPT] MG TN
Béom tov emopévov VITOAOYICHOV Kol VITOBETEL OTL TO €pYaAelo TTEPIOTPEPETAL GTNV
10ia Béom . Xe avt) ™ péBodo Otav N TPO®OoTN avh TEPIGTPOP] awEaveTal 0 puORdS
OQAALOTOS ALEAVETOL OVOAOYOS , EVA KAOMS 1 TPOWMOT VA TEPIGTPOPY|] LEUDVETOL
amoteiton TEPIGGATEPOG YPOVOG Y10 VTOAOYIGHO .AVTO TO HOVTELD givatl BoAkO otV
e€aoPAAON OE0OUEVOV GYETIKAOV UE TNV TEPIGTPOPY TOL e€pyoreiov KoOBMOG elvar
duvatdg 0 VTOAOYIGUOC ava  TEPLOTPOON Kol TopdAANAc  givor  €OKOAN M
npoypatoroinon tov . To poviélo olpmong sivol po gvpeéms YPTCILOTOLOVUEVT
pébodog , emrpémel Gpeco vLoroyiopd g Béong Tov onueiov KomNG KoL 0 PLOUOG
oQAALOTOG eivol YapmAdS v 0 LTOAOYIGUOG AV TEPIOTPOPN adOVATOS OTOV 1|
TPOMGCT VA TEPIOTPOPY| €ival LYNAN TO GOAAUO HEYOADVEL GE GUYKPIOT LE TO
TPOTYOVUEVO HOVTELD . £TO cuveyég Hoviélo umopet vo Bpedel n axpiPng Béon tov
onpelov KOTNG KOt 0 VITOAOYIGUOG ava TEPLOTPOPN Eival dSuvaTdHg OTMG Kot 0 akPPNG
VTOAOYIOUOG TOV {Yvoug Tov gpyaAeiov , amortel OpmG TePocHTEPO YPOVO Yo TOV
vIToAOYIoUd Kot 1) povteromoinon kb epyaieiov dev givar 0koAn KabBOS avédveral
0 OYKOG T®V OEO0UEVOV .

Mo ovt) ™ pekétm dnuovpynonke éva mpoOypappa SlopKovg €AEYXOL NG

TOYVTNTOG KOMNG HE TNV VIoBETon Tov pn ovveyolc HoviéAov mov Oivel



duVaTOHTNTO AVATOPAGTOCNG GLVOETOV LOPEOV Kot KAHIoTd duvaTtd TOV VITOAOYICUO

™G HEONS OPEAMUNG SLUUETPOV KOOMG Kot OEGOUEVOV OVA TEPIGTPOPT] .

NC code

|@————————— Reverse Post Process

CL data obtainment

Cutting area selection
Z-map (O)

§< Facet Data { )

Cutting Simulation

[ R Cutting area

Effect tool diameter
{(dmax, d, dmin)

Spindle revolution
""54 modification
NC code revision

No |

Cutting Speed
Optimization

Yeu

Machining

Fig. 3. Flow chant of cutling speed optimization.

Xyx.3 d1drypapLpa. pong g TEXVIKNG PEATIGTOTOINONG TG TOYVTNTOS KOG

To mapomdve cynue omoteAel TO SAypOpLLLe. PONG TNG TEXVIKNG PeATioTOonoinong g
tayvrag komng . Ta dedopéva CL vrokhnTouv amd v aviietpoen dadikasio Tov
kodko NC o omoiog dnpovpyeitan pe to wpoypappo. CAD/CAM . 'Eva péyebog
umopet va e€aybet amd ta dedopéva CL mov avtamokpivovtal o€ €va TUUO TOV
kodwko NC . Ta dueco peyédn copmeprapfavouy v (end point) ,tnv andotoon
KOTNG , TNV TEPLOTPOPT| TOL A&ova , TNV TaydTNTA TPOMONG Kot T B€0m Tov TAVE®

emmédov dedopévev Yo va yivel 1 TpocPocm ota dedopéva mov givol vTodnkevuéva



otov kddwa NC . To kvkhkd péyebog mepthappdver emiong to Kevipikd onueio Tov
gpyadeiov .

To ocbvoro twv onueiwv pmopel va e&oybel and ™ dwipeon tov peyébovg mov Oa
TPOKLYEL TPOGg TNV omdotacn G kivnong oe o mepotpoen . Ta onueio mov
TPOKVTTOVV HE OLTO TOV TPOTO Yivovtal To. oNUEio VTOAOYIGHOD G SLSPOUT TOV
EPYOAEIOD KO YPNOLLOTOLOVVTOL Y10, TOV VITOAOYIGUO TNG TTeployns komns - H puébodog
TEPLYPAPNG TOV KaTEPYULOUEVOL KOUpATION gival 0 yaptng — Z mov €xel éva Prua
nAéynatog mepimov 0,2mm . H péon oeéhun odpetpog tov epyoieiov ovd
TEPIOTPOPT OGS KO OL HEYIOTOL , EAGYIOTOL KOl WPEALOL SIAUETPOL TOV EPYAAEIOV
UTOPOLV VO, VTTOGTOVV amtd Ta onpeios Tov TAEYHOTOG TOV TPOoKHATOLY . Ot TIHEG OV
vroAoyiCovtor amofnKevOVIOL TPOSOPWVA UEXPL VO VTOAOYIGTEL 1 OUYUR TOV
epyodreiov yuo to oyetikd péyebog , 6tav mn oAhoyn TG OEEAMUNG SOUETPOL TOL
gpyodeiov eival péoa oMV MEPLOYN EMITPETOUEVOL COAAUOTOS Kot TO. dedopéva
anoptilovv éva 6HVOAO TO OTOi10 YPNOUYLOTOIEITOL GTOV VITOAOYIGUO TOV ETOUEVOL
ouvorlov dedopévey . Otav o vrmoloyiopuds g mpog €vo péyebog oAokAnpwmBOet
UTOPOLV VO, VTOAOYIGTOVV 1 TEPLOTPOPN TOv AEova 1 OEEAUN OSLAUETPOS TOL
epyarelon Kot 1 TOYVTNTO KOMNG . ZOUGMVO LE TO TEWPAUATIKA OTOTEAEGLATO OTAV 1|
aAloyn NG mePLOTPOPNS Tov GEova @tdoet 1o 15-20% oe ovykpion pe v
TPOTYOLUEVT TEPIGTPOPT Elval avaykaio 1 dAlyn TG TUNG TEPLOTPOPNS TOL AEova
oV véo TN Yo va €(OVUE KOADTEPO OMOTEAECUO. KOL KOADTEPY EMIPAVELQ
katepyaoiag . 't avtd elvar avaykaio  cOYKpIon G TUNG TEPLGTPOPNS TOV AEova
OV LWOAOYILETOL LE TNV TPONYOLUEVT] TIUN TOL MOTE VO YIVOVIOL Ol avoyKoies
aArayég KaBe @opd mov awtd amorteiton . H véa tiun g meplotpoens tov d&ova
umopel va mpootebel mg Evag kovovpylog kmdwkag (S code)uéoa otov kndiko NC

LETE TNV OAOKAP®GCT] T®V VTOAOYICUAV .



Kotd ™ dudpkeld g KOmg yopw oamd TO KEVIPIKO ONUElo NG oryung Tov
epyoreiov N @@EEMUN dapeTpog Tov gpyoireiov tetvel oto undév . ‘Etor n taydnta
TEPIOTPOPNG TOL GEova avédvetal oe peydro Babud dote va droutnpndel n toydnTa
KOTNG 6Ta0EPT EVO 1) TOLTNTO TEPIOTPOPTG LEIDVETOL OTATOUO KOOGS 1 Katepyasiol
Aoppdvel yopo pe to TAELPIKO KOUUATL TOL gpyoreiov . Ta mpofAnuato ovtd
avTipetomilovtol Le TOV OPIGUO Lo KPIGUUNG ToYVTNTAG KOTNG 1] 0100, LETOTPENETAL
oe (o kpiown péylotn N eAAYIOTN TOYLTNTO TEPLGTPOPNS TOL GEova OTav aLTY|
amOKAIVEL OO £va aVTIGTOLYO TESIO TIUADV .

Xe yevikég Ypoupés ta omotehécpota Tov KOdika NC emefepydalovior amd o
petayevéotepn Swdwkacio katd v omoi o kddwag NC mapdyetor petd v
eCayoyn tov CL dedopévev ta omoia TpokvuTouy amd To 0eS0UEVE TOV LOVIEAOL
npocopoinons vroloyiopol . H Bedtiotomoinon g toydtTos Komng eivot avaykoio
Yo TNV TPOYUOTOTOINGT| TG OVTIGTPOPNG OadIKOGIOG KATA TV 0moia 0 101 VAPV
kddwag NC petatpéneton oe CL dedopéva dote va mpocdloplotel Eva onpeio Béong
o0V gpyareiov kot 0 kddwkag NC va avarapaydel pe ™ Pondeia tov aAlaypévov
dedopévev . H petoayevéotepn owt) oviiotpoen dadikacio oamewkovileTor 6To

EMOUEVO OLAYPOLLLLOL -



Modeling

Tool path generation

UG Pro/E CATIA Ete.

Reverse post process
CL data obtainment sy
NC controller
Fanac 1 Fanac 2 Heiden Etc.
NC code

Post process

Fig. 4. Reverse post process (RPP),

2x.4 avtiotpoen Sadkacio

7.3 E@Qappoyn tov tpoypdppatog fertiotomoinong e Ta 0T TS KOTNHG

To mpdypappa PeAtiotonoinong g Komfg TapovstdleTol TOGO GTO TPONYOVUEVO

0G0 KOl GTO YN0 TOL OKOAOVOET .
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TV gpyoreiov mepliappdvovy éva Paocwkd kovti epyoleiov yuoo Ta dedopéva , Ta
AmOTEAECUATO, , TNV avIIypo@n Kot v ektimwon tov kddwka NC |, éva kovti
npocopoimong yo T pvouion g Evapéng , TOL TEAOVG Kot TNG JLOKOTNG DOTE Vo
1e0el o€ €QOpUOYN M TPOCOUOI®ON KOl VoL PAivovTol TV 006V Ta YOPaKTNPIoTIKA
™meg , €éva Kouti gpyadeiov mAonynong vy peyéboven , oupikpoven , xivmon
OTOUATNIO TNG TPOGOLOImON G Kot oAAayn Tapabvpov . To mapdbupo tov kmdtka NC
eupaviCetor mpwv kot petd TV emAoyn tov kddwa NC ot cvveyela €va dAlo
KOUUATL TOV kMoo emdéyetar kor 1 0éon tov gpeavifetar oty 006vn katd
avtiotpopo Tpomo. To oynuo 5 deiyver O6tL 0 TMOPABLPO emAOYNG epyoreiwV
amOTEAEITOL OMO TO KOUUATL E00YOYNG TOV OVOUATOV T®V EPYOAEI®V TOL
eumepiéyovral otov Kadka NC kot To KOPUATL E160YMYNG TOV 0DV TV EPYOAEi®V
KOl TOV OTOPOITATOV OEOOUEVOV . X€ TEPITTOON OV TO. avoyKoaio epyoAeio dev
opifoviar otn dadikacioo TG TPOGOUOIMOoNG AT oTANATd THV TPOOd0 TNG Kot
eupaviCetor  pnvopo  emioyng tov  gpyoieiov . Ta  kaBopiopéva epyareio
avaypaeovTol 6T GTHAN TANPOPOPLOV EPYOLEIMV GTO KAT® HUEPOG TNG 00GVNG KoL TO
dedopéva mov avaypdagpovtal exkel amobnkevovror ot PAobnkn v dwypaen 1
TpOTOTOiNoY avdAoyo pHe TS avaykeg mov mpokvmrovv . To mapdbupo TOL
epyalopévou Koppatiod Kabopilel To oynua tov xéptn Z 1o Prjna tov TAEYHATOG Kot
10 onueio évapéng g mpocopoinong . To péyebog Tov KOPUATION TG TPOCOUOIMONG
oMW Kot To Ppa TOV TAEYUATOG TOV AmofNKELOVTOL GTN VAU GE SVGOLICTOTY
HopON , oV M HVAUN elvor pEYEAN TEPIGGAOTEPY] HVAUN YXPNOLOTOLEITAL KOl O
VTOAOYIOUOG OTOLTEL TEPLGGATEPO YPOVO AVTIGTPOPMS LIKPY| LviUn onpaivel abénon
T0V 6QAApaTog vroAoyiopoy . To péyebog xar o kabBopiopdg tov epyalopévov
KOUUOTIOV pmopovv va tpomortonfovv . Otav 6éhovpe va emkevipowbovue oe €va

OLYKEKPIUEVO UEPOG TOV KOUUOTIOV gival dvvaty m peyéBuvorn tov Kot 1 HEPIKN|



Katepyaoia 6To cvykekpipévo péyebog kot Béom . H mpocopoioon umopet emiong va
AaPel yopo pe ovénuévn taydmra kot fadud axpifelag .
210 endpUEVO GYNUOL AEIKOVILETOL TO OTTIKO TEPTYPOLO KOL TO ATOTEAECLLOTO TG

EKTEAEONC TOV TPOYPELLOTOS -

~~ Optimization cutting speed program ————-

Ca\

N = ETDO
. i

¢ 1

8 i !

| |

H i

H 1
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PPy | Neoste | RPE L ; . i
code _’ . 5 NC code
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+_example !

Modeling

~258.06332 248

S8 124712 493

PP: Post Process, RPP : Reverse Post Process, ETDO : Effective Tool Diameter Obtainment

2x.6 OnTIKO TEPTYPAULLO KOl OTTOTEAEGLLOTO, TNG EKTEAEGNG TOV TPOYPAULOTOS

Apywd o @akerog tov KMok NC mov €yel onpovpyndei 610 KOppdtt TOL
eumopikov mpoypaupotogs CAM  avokoreiton . Tpiodidotator kmdokoi NC ota
npotuna ISO avimpocwnevovv eviodéc NC evd katdAiniot dwoyelptotég eivar ot
:FANUC Series 16 , 18-MCO k®dwag NC petatpénetan og dedopéva CL o omoio
Balovv v TPocoHoiwson g AELTOVPYIN GE GLUVAPTNOT| LUE TO OEGOUEVA TOV GYNMHOTOS

TOV LOVOTOTION TOL €PYAAEIOV , dedOpEVA OGS , YPNYOPT TPOMOT] , EVOEia Ypauun 1



KUKAMKO 1680 . Ta tpomomompéva avtd dedopéva amodnKevovIal 6T cuvexeio ota
OLVOAKG dedopéva, 6To. ool mephapPdvovtal 0 aptBpdc TV KOVTIMV , 0 KOOKOG
NC , o oapiBuog tov epyorelov , Kot To  OSVTEPELOVTO  OEOOUEVO  TTOV
avimpooonevovtal pe G-kwduwodg mov avtiototyiCoviar oty opddo 01 . Otav
oplotel 10 gpyaieio kot To VIOOETIKO £pyalOUeVo KOppHATL TPENEL emiong va 1ebel og
Aertovpyio 1 €MAOYN TOL GLVEXOVS EAEYYOL TOLTNTOG KOTNG . [ var kataotel ovtd
duvatd TPEMEL TPMOTO VoL TPOGOOPIoTEL TO Kpiolo medio toyvtntag komns . ‘Eva
Bértioto medio opiletar avdAioya pe To VAIKO TOL KaTePYOLOUEVOD KOUUATION KOl GTN
ovveyelo TPEMEL VoL OPIOTEL 1 LEYIOTN KO EAAYIOTN TOOTNTO TEPICTPOPNG TOV AEOVAL
MOTE VO AmOPVYOLUE OQVCIKEG TNG TOYLTNTOS TEPLOTPOPNS KOTA TN OSLUPKELL TNG
TPOGOUOIOONG .

To moapdv meipopa €ywve 7y Oegpuukd  katepyacpévo ydAvpa (SKID61oe
JENS;Hark52)st0 medio twv 100-300 m/min Xt cvveyeio emAéyeton pio opyikn
TOYOTNTO KOTNG HEGA OO TO KPIGIHO TESTO TIUDV TOYVTNTMOV KOTNG , 1] TAXVTNTO OVTH
poli pe v oeEAMUN SEUETPO YPNCLLOTOLOVVTOL MG TAPAUETPOL Y10 TOV VITOAOYIGUO
™G TOYLTNTOS TEPLOTPOPNS TOL AEOVA KOTA TN OldpKEW TNG TPOCGOUOIMONG
Avaloya omd TIg MEPIOTAGES M T oVTH Wiropel vo pETABAAAETOL TPOCWPIVE .
Tehwcd etvar avaykaio va mpocsdlopiotel 10 KpioLo Tedio TaydTNTOG TEPIGTPOPTG TOL
d&ova . Avtd Aettovpyel OG UNYOVIGHOG 0CQAAEINS YLOTL 1] TOYVTTO TEPIGTPOPTG TOL
d&ova mov TPOKHTTEL Amd TNV OEEAMUN SIAUETPO TOL €PYOAEIOL Kot TNV TaYVTNTO
KOTNG ,aKOpa Kot Otav 1 tedevtain dev amokAivel and to kpicyo medio TGV NG ,
ALTONATOG TePLOpiletal oTIG MEYIOTEG-EAAYIOTEG TIUEG TNG TOL £YOLV OPLOTEL
TPONYOLUEVMG OE TEPIMTMON MOV OMOKAIVEL amd OVTEG . XTO TOPOV TEIPOUA ®G

Kpioyo medio TaLTHTOV TEPIGTPOPNG TOL AEova opiotnke avtd Twv 6000-16000 rpm



7.4 Amoteléopata ToL TPOYPAUNOTOS BEATIOTOTOIN GG TAYVTNTAS KOTTNG

Me okond v emiPefainon ¢ a&lomMoTiOG TOV OMOTEAECUATMOV TOV TOPOUTAVED
TPOYPAUUATOG PerTiotomoinong g taydrTag £yve o ovykplon petald ovo
TEQOYIOV TO OTOl0L KATEPYUOTNKOAV TO UEV TPAOTO PE TN SLUPOTIK) HEB0dO oV o€
YpNooromdnke 1o mpdypappo BEATIGTONOMMGONG TaYVTNTOS KOMNG Kot TO J€VTEPO
OMWG TEPIYPAYOLE GTO PO yoveva . H duvaun Komng TV anoteAeGUATOV TOV SV0
TOPOTAVD KOATEPYAOIOV KOTA TS O1evfuveelg g mpdmong g a&oviKng Kot g

AKTIVIKNG KatehBvvong ametkovi{ovtal 6To ETOUEVO GYNLLOL .

Feed-direction cutting force Feed :direction cutting i‘crde

S e e ,QQMQ9;¢N§W§,Q bl

Radial-direction

w R@diaiwdi;action@tﬁmfbgce il

Axial-direction cutting force
MM

Axial-direction cutting force
- Pt e

{a) normal method (o) a‘:)pmc‘”

Xx.7 . AmoteAéopato SOVOUNG KOTNG

H o6bvaun xomfg omotelel €vav amd TOVE MO ONUOVIIKOVG TOPAYOVIES TOV
YPNOUOTOLOVVTOL KOTA TNV EKTIUNOT TNG TOLOTNTOG TNG KOTEPYOsiog Tov AapuPavel
YOPA KOTE TN OYETIKN Kivon tov epyaieiov kot Tov gpyalopévov tepoyiov . Xtnv
mepintwon ¢ ovuPotikng pedddov komg M peTafoin g OHvaung komng eivon
HEYAAN KoOMOC M TayOTNTO KOTNG UETOPAALETAL GE GLUVOLAGUO UE TNV EKTPOTN TOL
gpyareiov . Onwg @aivetor Kot amd To oYU e TN ¥PNON TG TEXVIKNG TS HeBddov

BeAtiotomoinong g tavTNTOG KOTNG 01 LETAPOAEC TNG OVVAUNG KOG Elval YopUNAEG



OM®G Kol 1 EKTPOM|] TOL €PYOAeiov HE OmOTEAEoUO MO oTAOEPN KOTAGTAON

KOTEPYAOGIOG .



Xoumepdcpoto

210 TPOTO KOUUATL TNG EPYOCIAG EpELVNONKE O UNYOVIGUOG ATOBOANG VAIKOD Yia
SPOPOLVE TOHTOVG VAIKMV Kupimg Katd tnv kotepyacio ¢ Asiavong . Eidape mmg n
amofoA] Tov VAKOD EEKIVEL pHE TNV EI0YOPNON TOV HEGHOV Aglovong OTO TTPOG
Katepyaoio tepdylo evd ot ovveyeio efattiog akpiPOc TG loy®PNONG OVTHS
TPOKOAOVVTOL UETUYEVECTEPEG POYUEG OL OTTOiEC GLUPAAOLY KaTh KUPLO AOY® OTNV
amofoAn tov VAoV . Ta ebBpavota VAIKE £xovv TOAD TEPLOPIGUEVES OVOYEG OGOV
aQopd TNV TOPAUOPP®OTN TOVG OAAL NTap’ OAOL aLTA EIOOUE TMOC TO TEPICCOTEPA
VAMKE vTd TOAD pEYOAES VOPOOTATIKEG TECELG €lval duvatd Vo TopapopemOovy
mhootikd . ‘Etol ektog and g poyués Aoym Opadong eivar emiong dvvatd va
nopatnpNOel ENioNC TAACTIKY TOPAUOPPOOCT LE TNV EMPOAT VYNADV POPTIDV .

10 deVTEPO KOUWATL TNG €pyaciag acyolnOnkaue pe ™ néBodo amofoing LAIKOL
néow miextpikng ekkévoong (EDM) . Apyikd kotd ) Sidtpnon WKpOV omdv o€
Tepdyo kapPidiov kataAnSope oto akolovBd cvumepdopato JIlapatnpnOnxav
KOALTEPO amoteAécpata OTav 1 Katepyaoia EAape ywpd vd Oetikr TolkoOTTO OO
otL 0tav ouvéPn 1o 1010 pe apvnTikny AVENOM NG TOYVTNTOG TEPIGTPOPNS TOL
NAEKTPOSIOL Pmopel vor PELDOEL TNV avemBounTn eEAMA®MOT TG OTNG OAAG OV €xEl
onuavtikny enidpacn oto puOud EBopdc tov nAektpodiov . HAektpddio pe eykomn
amodidel KOAVTEPO OMOTEAECUOTO OO OVTO YOPIG EYKOMN EVO CE UEYOUAVTEPEG
TOYVTNTES TEPIGTPOPTG EIVAL KOAD VO YPTCLLOTOIOVVTOL LEYUADTEPO TAATY EYKOTNG .
H opwovrtio tomobétmon tov mAektpodiov pmopel TEAOC va 0dNyNoEL GE OMEG
EKAEWTIKNG LOPPNG EVOD 1 EMTAEOV aOENON TG TAXVTNTOG TEPIOTPOPTG Elval duvaTtod

VoL 00N YNOEL G KAAVTEPO ATOTELEGILATOL.



¥t ovveyeia £yve po mEPLEGOTEPO BepnTiK) TPOGEYYIoT TG HEBOdOV 0mOVy Kot
gpevvnonkay ot mapdyovieg mov emnpedlovv Vv amddoor ™G pebddov aAld Ko
ovyva meplopifovv v epappoctipotnta g -Eywve o tpoondbeia kabopiopod twv
avVOY®OV MOTE 1 OTOI0L KOTEPYAGIO VO, TPOYPOUUATIOTEL cOpPOvE pe avtég . Otav
kaBopiloope TG avoyés G katepyooiog avtig ot mapdyovieg Omw¢ Asiovon
NAEKTPOSIOL , TPOTOG TOMOBETNONG TOV , JbPKEID KoTePYAsiag TpEnel va AneHovv
voymn . Olot avtoi ot Tapdyovieg Bo epumepiEyovv TOc0GTA GEAALATOG TOL ool Ha
TpENEL  va.  ovumepiinebovy  otov  vmohoylopud g avoyng - H  ovvolkn
amoteleopatikdtra S pebddov efoptdtor omd T oyéon petald Sapopdv
nopayOdvVIOv NG Katepyaoiag Kot 1 mpoondbeio Peitictomoinong g Pacileton
Kuplog oe gumepikéc pebodovg . ‘Evag aceaing tpdmog yio v eKTiUnomn g
amoteleopatikdTTag ™G HeBOOOL givar M ypnomn KatoAAMNA®V oaiyopiBuwmv Kot
TEYVIKOV PACIGUEVOV GTNV ETOVIANYILOTNTO,

Y10 tekevtoio KeeoAoio moOvL avoaeépetal ot péBodo  katepyociog HECH
NAEKTPIKNG EKKEVMOONG YPNOLLOTOMONKE TO TOPAdOELYO THG KATEPYUGIOG KPAUATOG
VYNAG TEPLEKTIKOTNTAG G VIKEAMO HE TavTOYpovn ypnoiltonoinon e peboddov
(HFDG) dniadn Aeiovong péo® emPoAng dSuvokod vyning cvyvotntog . ['evikd
Kotéd MV Katepyosio. KPOapdTov LYNANG TEPIEKTIKOTNTOG OE VIKEAO TO PEVUA
eKKEVOONG TPEMEL va. cuvovaotel pe to PEATIOTO SLUVOUIKO SloKEVOL (MGTE Vo
EMTOYOVUE TO KOAVTEPO dLVaTO amotédespa . Katd  pnébodo HFDG to niextpodio
ypnowonoleitor g epyoieio Agiovong kot dev  avikabiototor ovte  yiveron
omoladnmote enépPacn oe avTod Katd T ddpkela g dadikaciog .Avtod eacarilet
akpiéc péyebog dwapétpov ko oynuotog G  katepyoldupevng omng . To
EVOEIKVLOLEVO NAEKTPOSIO Yl TNV KOATEPYAGIo OLTH €ivol TO KUKAMKO NAEKTPOOI0 pe

vnuatikny  ddpetpo  (nAadn KUKAIKO MNAEKTPOSIO TOV OmMOioL M SLAUETPOG



petafdAletal pECO TOTOVPOG ) EVO HE TOPOAANAN ypnom AGSTNG OAOLUVIOV
emvyybvoope péow g neBddov HFDG koAvtépa amoteAéopota TpoyyLTNTOG
empaveiog amd 0Tl pe T oLUPATIKY ¥PNoN NG KOTEPYUSioG HUEGH MAEKTPIKNG
ekkévmong . Me ) ypnon g nebddov mov meptypdyaple 610 TEAEVTOIO KEQOANIO Yia
pevpa ekkévoong S00MA dvvapkd avtavakiaong 40V kot ypdvo Katepyaciog 6-8
AEMTA EMTVYYXAVOLLLE OKPPN KOL IKOVOTTOUTIKG OTOTEAEGLLOLTOL .

210 televtaio PEPOG NG epyaciag yivetal ava@opd OTIC KATEPYOCIEG VAIKOV WE
KOPLO YOPOUKTNPIGTIKO TOVG TNV VYNAY| TaXOTNTO KOTNG - Apyikd YiveTon avapopd oTig
HOONUOTIKEG OYECELG TOV OEMOLV TOVG TAPAyovteg ot omoiol emmpedlovv 1T
TPOOTNTO EMPOAVEING KATO TN AElOVON EMPAVEIDV HE VYNAEG TOYVTNTES EVM OTN
ouveyelo o1 GYEGELS AVTEG ATOSVKVELOVTAL LE TEPAUATIKO TPOTO . [tveton koTavontod
6Tt n mowdtto emaveiog eivor duvatd va meEPypapel PACT GLYKEKPUEVOV
petpnopmv dektdv . Ot deikteg avtol pe T oglpd Tovg emmpedlovrtal dpeso omd Tig
TOPAUETPOVG AELOVONG KO KUPIMG TNV TOYVTNTO TOL AELVTIKOV TPOYOL Kot T0 BAbog
komg . 'Etol koBioctator dvvatd va kabopicovpe Tig mopapéTpovs g Aeiovong
avdAoyo e TO TEMKO OmOTEAEGLO TOLOTNTOS EMLPAVELN OOV BEAOVLE VOL ETLTOYOVLE .
21 ovveyeio Aoym ¢ peydang @Bopdg mov TPOoKaAovV ot LYNAES TaDTNTES OTO
KomTikd epyodeia kpibnke avaykaio va yiver po avagopd ot ddpkelo {dvng TV
KOTTIKOV gpyaieiov to omoio. vmoPdAdovion o€ VYNAEG ToOTNTEG TEPLGTPOPNS
‘Eywve o mpdtaom &vog Tpomov eAéyyov tng owapkeiog (OVNG TOV KOTTIK®OV
epyodreiov pe Tov omoio Oa yivetar eukoAoTEPN N SOMIGTOON TOV TOTE £VOL KOMTIKO
epyareio Bo TANPN TIG GVVONKEG alGTOYIOG TOV .

Téhog €ywve o mpoomdBeln €Opeong g PEATIOTG TOOTNTOG KOMNG HECH
npoypdupatoc mposopoioons - H katepyasio yuo v omoio €ywve m mpocopoimon

ntav  opeldpiopo pécw KovovAoh pe oceapik] oamdAnén . H teyviky g



TPOCOUOIMGCNG GTNV 0LGIN XPTOLUOTOLEL L0l EIKOVIKT KOTEPYACIH DGTE VO KOTOANEEL
ot PEATIOT TOYLTNTO TEPIGTPOPNS TOL GEova KAT® oand v omoio Ba £yovue To
KaAvTépa embountd anoteAéopata . o va yivel avtd duvatd mpémel va Kabopiotel
éva kpioo medio tayvmTOV TEPIOTPOPNG Tov d&ova péca GTo omoio oeilel va
KivnBel n O6An Swdwoaocio , evd To TEMKE omoteAéopoTo TG HeBOdoL Kpivovrtal
IKOVOTIOMTIKG 0oV Kot VYNAN akpifela Katepyaoiog EMTUYYAVOVLLE Kol Ol SUVALELS

KOTNG KOTOPEPVOLLLE Vo Ky 0oV og yaunAd emineda .
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