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MepiAnyn

‘Evag atrd Toug KAGOOUG TOU TOHEQ TWV KATEPYAOIWY akpifeiag mou eehicoeTal
TaxUtata Ta  TeAeuTaia  Xpovia eivar n oTiNdwon. Qotdéco, Tapd TV Eupeia
QUTONOTOTTIOINCN TWV KATEPYOOIWV PECW TNG OAOEVA KAl AugAvOUEVNG XPNoNG HNXAVWV
CNC, n oTiABwon gival pia atmo TIG KaTepyaaoieg Tou, Adyw TNG TTOAUTTAOKOTNTAG TNG Kal
TOU MeydAou apilBuou  TTOpPAPéTPpWY TOU TRV €TTnpedlouv, €gakoAouBei  va
TTPAYMATOTTOIEITAI O€ PJEYAAO BaBud XelpokivnTa.

‘EMTTEIPOI TEXVITEG, HEOW AUETPNTWY WPWV EVAOXOANONG PE TTANBWPA CTIABWTIKWV
EPYOAEIWY Kal TTEIPAPOTICOPEVOI €TTI TTOIKIAAWY TEXVIKWY, ETTITUYXAVOUV ETTIQAVEIEG HE
agloonueiwTa emiTTeda OIAOTACIOKNG OKpPiBeIag ouvodeudueva atmmod €EQIPETIKA  HIKPN
TpaxUTNTa, TTOU TIPoOEyyifouv TNV TToloTNTa «KABPEPTN». QoTdoo, n dladikagia eival
1I010iTEPA XpOvoROpa Kal ETTITTOVN, EVW Kal TO TTAPAPIKPO AdBog eival duvatd va eival un
ETTAVOPBWOINO, KATACTPEPOVTAG TO TEUAXIO KOl UTTOXPEWVOVTAG TOV TEXVITH va
emavaAdper Tn diadikaagia ato TNV apxn.

2€ aQUTA TNV €pyaacia n Kivnon Tou epyaAciou TTou €TIRBAAAEI PJE TO XEPI TOU O
TEXVITNG KaTA Tn didpkKeia TNG OTIABWONG POVTEAOTIOIEITAI PE TN XPAON TNG TPOX0EId0Ug
KQUTTUANG. EmimTpooBétwg, diatutmwveral pia yevikny pebodoloyia emAoyNG KAaTAAANAwvV
TTAPAPETPWY TPOXOEIOOUG YIa TO EKACTOTE XPNOIKMOTTOIOUPEVO €pyaAcio. Q¢ epyalcia
oTiABwaong emAéyovTal OTIABWTIKOI OAKTUAIOI SIOQOPETIKWY UAIKWV Kal dI00TACEWY, O€
ouvOUAOUO PE BIaUAVTAAOIPES BIAPOPWY PEYEOBWV KOKKWV.

EmmAéov, avamTtiooovtal POVTEAa XApa&ng TPOXOEIdWY KOUTTUAWY HE 0odnyod
TUXQia KAPTTUAN, WOTE va KATaoTel €QIKT n dnuioupyia kai Xprijon otroloudrtrote tool
path, KaBwg Kal BACIKEG OKEWEIG VI TN PETAPOPA TOU CUYKEKPIYEVOU HOVTEAOU aTTd TIG
Ouo oTIg Tpelg dlaoTAoElg. Anuioupyeital HOVTEAO avaAuong TNG CUMTTEPIPOPAS TOU
TTEPIOTPEPOPEVOU OTINBWTIKOU dakTuAiou TTou Bacifetal otnv aAAnAemmidpaon epyaAeiou
Kal €TTIQAVEING Kal kKaBopifovTal ol TTPOUTTOBETEIG KAl Ol TTEPIOPIOUOI TTou ETTIBAAAETAI Va
IOXU0OUV WOTE VA ETTITUYXAVETAI ATTOTEAEOHATIKA Q&IOTToINON Twv CTIABWTIKWY SAKTUAIWV
wg epyaAeia oTiABwong.

TEéNOG, PETA aTTO KATTOIEG XEIPOKIVNTES KAl QUTOUATOTTOINWEVEG OOKIUES TTPOTEIVETAI
av@Auon Taguchi yia Tnv TUTTOTTOINON TWV TEIPOPATWY KAl TV €§aywyr aO@aAWY
ouptreEpacpdTwy. Ta TeIpduaTa yivovtal oTo KEVIPO KaTtepyaoiwv HAAS Tou Ktnpiou
kKatepyaoiwv Tou EMIT pe xprion €1d1kng Bdong mpoéodeong TnG Akpng Tou grinder TTou
ouvdEeTal 0Tn KeEQAAr TG epéfag CNC. H trepypagouevn meipaparikn didaragn pog divel
TN duvVATOTNTA HETPNONG Kal €AEyXOU TNG ACKOUMPEVNG dUvVAMNG, €VW N Tropeia TTou
akoAouBei 10 epyaleio eAéyxeTal péow G-code TTou KaBopideTal aTmd T TTPOAVAPEPBEVTA

MovTEAQ.



Abstract

One of the most rapidly advancing branches of precision machining is polishing.
However, despite of the wide automation of machining processes through the increasing
usage of CNC machines, polishing is still mainly executed manually due to its complexity
and large number of affecting parameters.

Experienced workers, through countless hours of experimenting with many
different polishing tools and techniques, manage to achieve surfaces with exquisite levels
of dimensional precision accompanied with extremely low levels of roughness, that
approach “mirror” quality. However, the process is particularly time-consuming and
strenuous. In addition to that, even the most insignificant mistake could be proven to be
irreversible, ruining the mould and obliging the worker to repeat the entire process from
scratch.

In this work, the tool movement that is manually forced by the worker is modeled
through the use of the trochoid curve. Additionally, a general methodology of trochoid
parameters selection for each polishing tool is presented. As polishing tools we select
polishing rings of different materials and dimensions combined with diamond pastes of
various grain sizes.

Furthermore, models that create trochoid curves by the use of random guide
curves are developed. This makes possible the creation and use of any tool path on both
2D and 3D planes. Also, a model that analyzes the behavior of the spinning polishing ring
is presented. This model is based on the interaction between tool and surface and
establishes the necessary restrictions that must be fulfilled in order for the polishing rings
to be effective and lead to the desirable results.

Finally, after some first manual and automized tests, Taguchi analysis is proposed
to be used in order to formalize the experiments and reach to safe conclusions. The
experiments were run on the HAAS CNC machining centre of the Laboratory of
Manufacturing Technology of NTUA. This happens by using a special base we have
created to attach the free end of the grinder on the CNC machine. The experimental setup
that is described in this work allows us to measure and control the applied force. The tool
path is controlled through G-code that is fully defined using the developed models we

present.
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NMpoAoyog

H &dirAwpaTik) auTh epyacia eTIXEIpEl va TTpooeyyioel To TTOAUTTAOKO Bépa Tng
oTiNBwong atd pia dia@opeTik oKoTTd. EoTidlel otnv puBuion OAwv Twv aoTABunTWyY
TTAPAUETPWY TTOU pubpifovrav HPEXPI OAUEPA ATTOKAEIOTIKA Kal POVO ePTTEIPIKG aTTd
€CEIBIKEUPEVOUG TEXVITEG KOI OTNV TTOOOTIKOTTOINGT| TOUG YIA TOV KABOPIOPO €vOG MOVTEAOU
ME TO oTT0i0 KABE €idOG TePaxiou TTPoG OTiABwon Ba gival eQIKTO va OTIABWOEI aToAUTWG
auTtéuoTa 0€ VA KEVTPO KATEPYATIWY TPIWV AEOVWV.

MNa va emreuxBolv ol oTOXOl TNG £PYATiag, YIVETOI JABNUATIKN KOl YEWMETPIKN
avaAucon TnNg TPOX0EIDOUG KAUTTUANG YIa va TTPOCOMOIWOEi N Kivnon TTou KAvel Katd Tn
OoTiNBwon 10 XépI evOg TeEXVITN HEOCW KATAAANAQ oxedlaouévou G-code. Me autdv Tov
TPpOTTO KaBioTaTal €QIKTA N dnuioupyia otroloudrtroTe tool path emOuyoUue avaloya Pe Tn
YEWMETPIO TNG €TMIPAVEIOS KAl PE PACN OTTOIAdNTIOTE KAWTTUAN TTOU XPNCIMOTTOIEITAl WG
«0dNyoc» yia TN Xapagn Tpoxoeidous KatdAANAoU cuvOUACHOU TTAPAHETPWV.

O kaTdAANAOG CUVOUACHOG TTOPAUETPWY TPOXOEIDOUG ETTITUYXAVETAI UE OEOOUEVO
61Tl xpnoiyotroioUvTtal OoTIABwTIKOI SaKTUAIOI WG epyaAeio oTiABwong. Me Bdon Ta
VEWMETPIKA TOUG XAPAKTNPIOTIKA avaTTUCCETAI Hia HAaBNUATIKN-YEWMETPIKN HEBOSOG TTOU
eCao@aliCel TNV €AoY KATGAANANG TPOXOEIBOUG KAUTTUANG VIO VA ETTITUYXAVETAI ETTAPKNG
Kal opoidpop®n KAGAUWn NG TTPOG OTIABWON ETTIPAVEIOG TAUTOXPOVA.

MpoxWPWVTOG OTO KATAOKEUAOTIKO PEPOG TNG €PYOOIAg, KATAOKEUAOTNKAV OUO
Bdaoeig mpdadeong TNG Akpng Tou grinder oTnv KEQPAAA Tou KEVTPOU KaTepyaoiwv HAAS
Tou EpyaoTtnpiou Kartepyaoiwv Twv YAIKwy Tou EMIM, kaBepia atmd TIG 0TT0ieg TTPOCPEPE!
OlaQopeTIkKEG duVATOTNTEG KAl OUVIOTATAI yia XpAon Ot OIOQOPETIKEG TTEPITITWOEIG
oTiNBwong, avdAoya pe TO €idOg TNG €MEAVEIAG KAl TO €PYOAEIO TTOU XPNOIUOTIOIETAI
(dakTUAIOG, diokog i TTETpa OTIABwONG). H KAaTtaokeur Toug £yIve JE OTOXO VO UTTOPOUME
va emToxoupe otroladntroTe Tiul RPM Kpivouue ammapaitntn yia TO TEIPAPATIKO HEPOG TNG
epyaciag, pe TaUTOXpovn METPNON Kol €Aeyxo, OnAadn TAApn emipAewn TNng
EMRAAAOPEVNGS KATAKOPUPNG dUVANNG KaTd Tn SIAPKEI TNG OTIABwONG.

TéNOG, OTO TIEIPAMATIKO MEPOG, aAPXIKA Eyivav  XelpokivnTa  TTEIpdPaTa Yo
KaBopIoHO Tou €UPOUG TWV TTAPAyOVTWY TNG oTiABwong. AkoAouBnoe atréTreEIpa PEPIKAG
QUTOMATOTTOINONG TNG MEBOGBOU, EVW YIO TN CUVEXEIDQ KAl ETTEKTACT TNG MEAETNG TTPOTEIVETAI
av@Auon Taguchi yia Tnv e€aywy AOQOAWY CUPTTEPOCPATWY Kal Tnv €TMAOYr Tou
BEATIOTOU OUVOUOOHOU TIMWV TWV TTAPAYOVIWYV Yia BEATIOTOTTOINGN TOU TTEIPAPATIKOU
atmroteAéopaTog TG OTiABwong. Ta TOIOTIKA KPITAPIa TTou  €mMAEXONKav  gival n
emTeuxBeica TpaxUTNTa Kal n OIOCTACIOKN OKPIBEIa TTOU €TMITUYXAVETAl UETA aTTO KABE

TTeipapa.
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1 Eicaywyn

1.1 Zkomég Epyaciag

2KOTTO¢ QUTAG TNG E€pYOoiag cival va TTPOOEYYIOEl PEYAAO MEPOG TWV
TTAPAPETPWY TTOU aPOopOouV TN diadikaaia TnNg oTiABwong Kal va diatuttwBouv uébodol
BeATIOTOTTOINONG TOUG.

Me dedopévo OTI OTav £yive N AvAANWN TNG CUYKEKPIYEVNG DITTAWMATIKAG, deV
uTTAPXE KAatrola agléommoTn néBodog, aAAd oUTE KAl TO OTTAITOUMEVA EPYAAgia yia TNV
TTPAYUATOTTOINON TWV TTEIPAPATWY, ATAV ATTAPAITNTO va Yivel o€ TTPWTO OTAdIO Wia
IKAVOTTOINTIKI] BewpenTIKA MEAETN TOU avTIKEIWEVOU TnNG OTiABwong. MeAembnkav
TIPONYOUUEVEG ATTOTTEIPEG AUTOMATOTTOINONG TNG OTIABWONG Kal OTO KEQPAAQIO TNG
BiBAloypagiag TTou akoAouBei emonuaivovTal Ta KUPIGTEPA ONMEIa Kal TTapadoxES
auTwyv Twy TTpooTradeiwv. MNMapdAAnAa €yive BewpnTiK PEAETN Bewpiag emmiaveiwv
ME OKOTTIO Tn CUOXETIOR TNG Kal TNV €QAPMOYN TNG YIo OnUIoUpYia YEWMETPIKWY
MOVTEAWV TTEPIYPA®RG Tou tool path.

OuolaoTikdg oKOTTOG ATaV va TTPoadIopICTOUV Ta GToIXEIQ Tou €TMBuUUNTOU tool
path, kaBwg Kal va yivel pia TpwTn TTPOoEyyIon OXETIKA Pe TN uEBOodO OTIABwONG TTOU
gival eQIKTO va XpnoiyoTroinBei avahoya pe Tn Hop@r TnG TTPog oTIABwon eTm@aveiag
o€ KGBe onueio TnG. 1d1aitepn Bdon divetal oTn XpAoN ASIQVTIKWY SAKTUAIWY Kal 0T
MEAETN oupPBatdtnrag kdBe €idoug autwv pe trochoidal tool path patterns o€
ETTIPAVEIEG OIOPOPETIKAG YEWHETPIOG.

TéNOG, OKOTTOG ATAV VO KATOOKEUAOTOUV TO ATTAITOUMEVA  €EAPTAMATO
Tpocdeong-ouvdeong evog hand-grinder ue kévipo katepyaciwv CNC, woTe va
KATOOTEI €QIKTO va TTpayuaTotToinfouyv Treipduara dopnuéva e avaAuon Taguchi yia
TTPocdIopIoHS TOU PBEATIOTOU CUVOUAOUOU TTAPAUETPWY OTIABWONG Ot BIOPOPETIKA

EMTTEdA APYXIKAG TPAXUTNTAG Kal YIa did@opa €idn dakTUAiwv OTIABwonNg.

1.2 BiBAioypa@ikp AvaoKoTnon

1.2.1 Eicaywyikd oToixeia yia Tn oTiABwon

H oTiABwon kaAoumiwyv egivar pia 1diaitepa  ouvBetn  diadikaoia  TTOU
atroteAeital amd MOANG oTddia Kal n akPIBAG TTEPAIWON TNG YiVETAl PEXPI ONRUEPT
Katd KUplo AOyo xelpokivnta (manually) atréd egeidikeupévoug TeXVITEG PE TTOAAEG
XINIAdEG wpeg euTreipiag. KABe TexviTng S100£TElI TNV TTAITOUPEVN EUTTEIPIA WOTE VO
Kpivel TTO00G XpOvog atraiteital o€ KABe 0T1adIo TNG OTIABWONG, KABWG Kal va €TTIAEEEI

TNV KATAAANAN Kpépa yuaAiopatog, To KatdAAnAo epyaAcio oTiABwong, aAAd kai va
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€QapuoOOEl TNV aTTaITOUMEVN TTIECN WOTE va EMITUXEl TNV €MOUUNTH TPAXUTNTA XWPIG
va agaip€éael TToooTNTa UAIKOU TTou TTIBavwg va GAAale TIG OVOUAOTIKES DIACTATEIG
TOU KOAOUTTIOU KaI GUVETTWG Ba TOo KaBIOTOUCE [N a&IOTTOINGCIHO.

H oTiABwon gival pia katepyacia agaipeong UAIKOU, YEyovog TTou onuaivel OTi
Kata Tn d1dpkeld NG TPETTEl va dideTal 1IBIaiTEPN TTPOCOXH, YIOTI a@aipecn TToo0OTNTAG
UAIKOU TTépav  TNG OTTAITOUPEVNG OUVIOTA aveETTavOpOwTo OQAAPa Kal KaBIoTd
avaykaia tnv emavaAnyn tng diadikaoiag atmoé TV apxn yia TNV armmokTnon Tou
€mBOuuNTOU TePayiou. QoTdo0 N akpiBeia sival SUOKOAa ITEUEIUN O Pia dladikaoia
oTav auth yivetalr €' oAoKApou Xelpokivnta, yeyovog TTou KaBIoTa Tn oTiABwon
1DlaiTepa XpovoBopa kai emitrovn. Ta Tmepacpéva Xpoévia €XOouv Yivel TTOAAEG
TPOCTIABEIEG auTopaToTToinoNG TNG dIadikaciag Tng oTIABwONG Kal £Xouv onuelwOEi
TTOANG BAMATA TTPOG TO oxedIaoud piag yevikig ueBddou n otroia Ba akoAouBeital o€
OTTOIO®ATTOTE TTEPITITWON OTIABWONG PE TTAPAAAAYEG avaAoya Pe Ta OEDOUEVA KAl TO
nToupeva (OTOXOUG) TNG EKACTOTE TTEPITITWONG.

2TIC €TTOPEVEG OEAIdEG Ba yivel hia oUVTOUN KATNyopIOTToiNON TwV ETTIHEPOUG
oTadiwv TToU €ival atmapaitnTo va KabopioTouv pe KABE AETITOUEPEI VIO TNV ETTITEUEN
Miag auTtéuaTng uebddou oTiABwaong kai Ba 506ouv BacikéG TTANPOPOpPIES yia KaBéva
€€ autwy, evw Ba yivel kal cuvToun ava@opd o€ BIBAIOYPAPIKESG TTNYES (dnUOCIEUPEVO
papers pe TTapAAANAN avagopd Twv TTAapadOXWV-KAIVOTOUIWY TTOU akoAouBnoe o

EKAOTOTE EPEUVNTAG).

1.2.2 Ailapepiopndg Katepyaoiag oTIABWONG 0& TTPONYOUHEVEG MEAETEG

MNa va dnuioupynBei €va autépaTo oUoTNUa OTIABWONG UTTAPXOUV KATTOIEG
BOOIKEG QTTAITHOEIG-TTPOOTTAITOUPEVA  TTOU  TTPETTEl va  KaBopioTouv  pe  KABe
Aemrropépeia. Tevikd eivalr duvatd va evroTriooude 5 pEpn TTou TIPETTEL VA
ouvepyddovTtal PETALU TOUG, WG TIPOG TOV TPOTIO MPE Tov OTToio dlouepieTal n
Katepyaoia. Auta givai:

1. To Tepdyio.

N

To KOTITIKO £pyaAgio (OTIABWTIKO €pYaAEio).

3. H em@dveia eTa@rg TEPAXiOU-KOTITIKOU gpyaAEiou.

4. H gpyaleiounxavi.

5. To ouotnua eAéyxou.
1)Tepdyio: >& TPWTO OTAdIO €ival aTTaPAiTNTO va gival yvwoTo To UAIKO TO 0TToio Ba
UTTOOTEI TNV KaTEPyaoia Kal va €xouv KaBopioTei OAEG O PNXAVIKEG TOu 1810TATEG
(M€Tpo eAaoTIKOTNTOG E, yéTpo didtunong G, okAnpdTtnta katd Brinell/Vickers) 1Tou
mlavoTaTa Ba XpelaoTouV yia Tov €AeyXo TNG KaTepyaoiag (aAAnAemidpaon ue (5)-

ouoTnua eAéyxou). Etriong mpétrel va eival yvwoTh n yewpeTpia Tou Stock (apxikod
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TEMAXIO TTPOG KaTEPYATia) KaBwg Kal N akpIfrg yewueTpia Tou Target (01OX0G TTPOG
eTmiTeUEN-emOUNNTEG TEAIKES dlaoTaoelg). O1 6por Stock kai Target xpnoiuoTtroioUvTal
oto TePIBAAAOV  TTpOCOMOIWONG TNG KOTEpyaoiag Tou Ba  xpnolyotroinBei
(SolidCAM). Tevikd, o€ kGBe paper ol 1810TNTEG TOU UAIKOU BewpolvTal yVwaoTEG Kal
oT00epEG, pe dedopévo OTI UTTAPXEI TTARPNG YVWON Tou TEPayiou TTou KaTepyddleTal,
OUVETTWG dev Ba TTpayuaToTTOINBEl TTEPpAITEPW avaAuon Tou (1).

2)To komrTIKO epyaAgio (OTIABwWTIKO gpyalegio): Avdloya pe 10 KatepyalOuevo

UAIKO gival duvaTtd va eTTIAeyei TO KATAAANAO KOTITIKO gpyaAgio, TOOO wg TTPOG TNV
YEWUETPIO TTOU TTPETTEI Va DIABETEL, n oTroia KaBopileTal eUKOAA av An@Bouv uttéyn n
APXIKN Kal TEAIKA TTIBUPNTA YEWMETPIA TOU TEPOXioU, 600 Kal WG TTPOG TO UAIKO atro
TO OTT0i0 Ba €ival KATOOKEUOAOPEVO TO KOTITIKG. Mg TOV KABOPIOHO TNG YEWMETPIAG TOU
KOTITIKOU €EQO@OAICETAI N ATTOQUYH QVETTIOUUNTWY ETTAQWY HETALU TEpAyiou Kal
epyaAgiou (yia TTOPAdEIyUA ETTAQPN TOU TEPAXIOU HE TUAMA KOTITIKOU TTOU Ogv
QVTIOTOIXEI OTNV KOTITIKA QKM auToU KATT), €V HE TOV KABOPICHO TOU UAIKOU
kaBioTatalr duvatd va amo@UyouuEe AveOUUNTEG OUVBNKES KaTepyaoiag Tou Ba
odnyoucav o€ mBavr Bpalcn Tou KOTITIKOU Kal 0€ alénaon Tou ouvoAIKoU Xpovou TNG
KATEPYQOIiAG.

3)H em@dveia eTTAQNG TEPOXiOU-KOTITIKOU gpyalAgiou: e diadikaoieg agpaipeong

UAIKOU dev aaipeital 6An n ToodtnTa O€ éva JOVO "TTEPACTHA™ TNG ETTIPAVEING ATTO TO
epyaAeio, aAAG avTiBeta atrairoUuvTal TTOAAATTAG Trepdopara ("rdoa") yia Tnv eTmiTeuén
TOU OTOXOU. 2& KAOe TTépacua TTPETTEl va KAAUTITETAI €€ OAOKAAPOU n €mM@AvEIq,
XWpPic woTdoo va onueiwvovTal TTOAATTAAG TTEpdopaTa atrd To D10 onuélo auTAG o€
éva TAoOo, yia va  €Gac@aAifeTal n  opoiopop@ia  TnNG OTIABwoNng Kail  Tou
atmoteAéopaTtog. Autd emituyXAavetal pe Tig peBOdoug xdpaéng Tou "tool path" Tou
KOTITIKOU gpyalgiou. TETolou €idoug aAyopiBuol gival EVOWUATWHEVOI OTO AOYIOUIKO
Tou SolidCAM, woTdéoo TOANOI gpeuvnTéG €XOuv  XpnolPoTToINoEl  SIaPOPETIKA
MaBnuatikd povtéAa yia Tn XApagrl Tou povoTTaTiou TOU KOTITIKOU €pyaAgiou,
eKOETWVTAG  TTAPAAANAG  Kkal  Treipapatikd  dedouéva  TToU  AtrodeIkvUiouv TNV
OTTOTEAEOPATIKOTNTA TWV OUYKEKPIYEVWY HEBODWV.

4)H epyaleiounyavr: H epyaAeiopnxavy otnv otmoia Ba yivel n diadikacia Tng

oTiABwong eival évag onuavTikog TTapdyovTag Tpog egéraon. Kai autd 81T, avaioya
ME Tov apiBud Twv Babuwyv eAeuBepiag Tng epyaAeiopnxavng, petaBdAlovral paydaia
ol duvaToTNTEG TNG, KAl CUVETTWG TTPETTEI VA Yivel dIa@OpPETIKA n Xdpaén Tou tool path
Kal TMOavwg va atraITeETal akOUa Kal Xpron OIa@OpETIKOU KOTITIKOU €pyaAEiou O€
KATTOIEG TTEPITITWOEIG, avAAoya e To €id0G¢ TNG KOIAOTNTAG TNG TTPOG KATEPyaaiav
EMPAVEIAG, KAl TNV OKTiva KAUTTUAGTNTAG TnG. o ouykekpipéva, 1o TTEPIBAAAOV

Tpocopoiwong SolidCAM Trpoo@épel T duvatoTnTa ETTIAOYAG EPYOAEIOUNXAVAG,
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omréTe apkei va emAéCoupe pia ek Twv Haas: TL-1 3 Okuma: MX45VAE T0U
Bpiokovrar oto Epyactipio Katepyaoiwv Twyv YAIkwv Tou EMIT yia va éxoupe uia
PEANICTIKA TTPOCOUOIWAON TNG KaTEpyaaiag. ATé Ta TTpoavapepBévta e€ayeTal eUKOAa
TO CUPTTEPAca OTI N (4)-epyaleiopnxavn mnpeadlel aueca 1a (2)-(eTmAoyr] KOTITIKOU
epyaleiou) kai (3)-(diagpopoTtroinon wg TTpog 1o tool path).

5)To ouoTnua gAéyxou: OAa Tta Tponyolueva otddia e€ac@aiifouv OTI UTTAPXEI TO

TEMAXIO, €XEl opIoTEl TTAAPWG TO TIPOPANUA WG TTPOG TH YEWWMETPIA TOU KAl N
epyaAeiopnyavry PTTopei va Tpoo@épel 6,TI TNG {NTACOUUE yia TNV TTEPATWON TNG
karepyaoiag. QoT1oco dev €xouv KaBopioTei oI TaxutnTeg (TTPOWon Kal TaxutnTa
TTEPIOTPOPNAS KOTITIKOU) Kal Ol dUVANEIG (Kal TTIECEIG) TTou Ba epappolovTal oThv
EM@AvEId PETOEU KOTITIKOU €pyoAgiou Kal emmi@dvelag Tepaxiou. H utrapén evog
OUCOTHAMOTOG €AEyXOU €ival atrapaitnTn yia TRV €TTITEUEN TG AUTOPOTOTTOINONG TNG
oTiIABwoNg Kal Ba TTPETTElI va KaBopiCel CUYKEKPIKMEVES AEITOUPYIEG Kal va TTpofaivel o€
ETMAOYEG avAAOya UE TIG JETPAOEIG TTIECEWV KAl SUVANEWY, KABWGS Kal TpaxUTnTag Kal
aTTOKAIONG aTTd TNV EMIPAvEIa-0TOX0 TTou Ba AauBdvel ammd aiodBnTApeS Kal EI0IKA
METPNTIKA Opyava kab' 6An tn didpkeia NG diadikaciag. To ouoTnua eAéyxou eival
meavd va eAéyxel TTAPAYOVTEG aATTAOUG, OTTWG YIO TTAPAdEIYUa TNV ETTIAOYN YIa
auénon n Peiwon TG TTiEONG TTOU QOKEITal A TNG TaXUTNTAG TTPOWONG, GAAG Kal TTI0
OUVOETOUG, OTTWG Yia TTapddelypa va kKaBopilel Tov apiBud Twv TTACWY TToU TTPETTE
va Yivel Je OTIABWTIKO OUYKEKPIPMEVOU HEYEBOUG KOKKWY, TTPIV UETAREI OTN oUVvEXION
™G oTIABwong pE OTIABWTIKO MIKPOTEPOU PEYEBOUG KOKKWYV. [Vwpovag Tou
OUOTAMATOG €AéyXOuU €ival TTAVTA n BEATIOTOTTIOINON TOU TTOIOTIKOU QTTOTEAEOUATOG
TTOU €mMTUYXAVETAl, PJE TTAPAAANAN TTpooTTdBeia TTEpaiwong Tng dladikaciag oTov
eAdxI0TO duvVaTO XPOVo. AG onuelwBei 0TI og auTtdv Tov Topéa cupTTepIAaPBAavovTal
KAl Ol METPNOEIG TTAPAYOVTWY KAl EKTIMACEIG ETTIPPONG TTAPAYOVTWY OTNV TToI0TNTA
NG oTiABwong (uéow avaAuong Taguchi KATT) TTou duvavtal va XpNnoldoTroinolv
oTnVv avadpacn Tou BPOX0OU TOU CUCTAMATOG EAEYXOU (TPOTTOG UTTOAOYIGHOU).

2TIC €TTOMEvEG Oehide¢ Ba  yivel pia  amomeipa  TTpootyyiong  fodn
TTPAYHOTOTTOINBEVTWY EPYATIWY EVTOTTICOVTAG TIG TTAPADOXES Kal TIG UEBADBOUG TTOU
akoAouBnenkav armd Tov ekAoTOTE €peuvNT o€ KABe évav atmd Toug 5 TTapAyovTEG
TTOU opioTnKav TTapatmdvw. ©a akoAouBroel agUvToun KPITIKA yia To €dv n PéBodog
gival TTpaypaToTToICIuN, Kal TTavr TTapdBeon 10wV OXETIKG We TN BeATiwoN TOug, )

TN OUVOEDT] TOUG YIa ETTITEUEN KAAUTEPWY ATTOTEAETUATWV.
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1.2.3 BiBAioypa@iki épeuva Kal Eudbuvon

2nuegiwon: OTTou TTAPAAEITTOVTAl ava@opEéG O€ KATTOIOV ATTO TOUG S TOMEIG TTOU
opioTAKAV TTOPATTAVW CNPAIVEl OTI BEV YIVETAI AVaQOPd 0€ QUTOUG OTNV CUYKEKPIKEVN
MEAETN. ETTiong, O1ToU yivovTal €mMIONUAVOEIS XWPIG va avTIOTOIXICOVTal O€ KATTOIOV
a1Td TOUG 5 aUTOUG TOMEIG, onuaivel 6Tl TO TTEPIEXOPEVO TWV CHUEIWCEWY QUTWY deV

nrav duvaTd va OXETIOTE PE Kavévav €€ AUTWV.

1)1990-Mizugaki:

2) To koTimikd epyalAcio avagépetal wg polishing end effector kar Bewpeital wg pia

ypauuikn (linear) cuokeun TTou S108£TEl evOOTIKOTNTA (UTTOXWENTIKOTNTA-compliance).
3) H emdveia emTapnig opiletal yEow Tou lattice space model explanation, dnAadn
opiCetal éva didvuapa (array) Z=Z(X,y) TO0 OTToi0 avatrapioTd TIG TIUEG oTov Afova zZ
Twv onueiwy (X,y) Tou emmédou. H KdAuwn 6Ang Tng em@daveiag yivetal ue 3 HovréAa
(scanning line, random small vector mode, hybrid mode).

4) Biounxavikd poutrét 6 Babuwv eheuBepiag TTou cuvdéeTal Pe To compliant end
effector. To compliant end effector atroteAcital amd €va air grinder, éva eAatrpio
(spring coil) kai évav odnyd oAioBnong (sliding guide) odnyouuevo atmmd BnuUaTIKO
KivnTApa (stepping motor).

5) Tivetal TTapadoxrf OTI n Tieon o010 onueio eTaQng gival avaAoyn Tou c@AAPATOG
METOEU TNG B€ong Tou nominal spatial path (em@dveia Tou KAAOUTTIOU-TTPOCBIOPICUOG
Méow lattice space model explanation) kai Tng TTpayuaTikig 8éong Tou end effector
(Slopépouv Aéyw compliance Ttou end effector). Qotéco, emedn yivetalr €mmiong
Tapadoxr 6Tl n eM@AveIa ETTAPAG €ival oTaBEPN (OTNV TTPAYUATIKOTATA AUEAVETAI UE
auénon Tng Tieong Adyw compliance), autd OTTOTEAE pia TTPWIKN HOPQ EAEyXOU
duvaung, Kai oxI Tieong.

Juptrépaopa: Agv Aappavetal utrdwn n eAACTIKA UuoTEPNON TTOU TTapATNPEiTal Adyw
evOoTIKOTNTAG TEPayiou Kal OTIABWTIKOU gpyaAciou. Mropei va xpnoipgotroinBei n
@OppouAa Hertz yia exTipnon Ttou compliance. Z1a BeTikd@ o aTAGG TPOTTOG
uttoAoyiopou TnG duvaung PEow NG oTaBepdg Tou eAarnpiou TnG dIATAENG KAl TOUG

o@AaAuaTOog ETAEU TTPayuaTIKAG B€ong kai Z(Xx,y) Tou end effector.

2)1993-Saito:

2) Z16x0G TNG MEAETNG va TTpocadlopioTel 0 KATAAANAOG ouvdUACHOS KOTITIKOU
epyaAeiou (whetstone) kai Aimavtikwyv oTiABwong (polishing lubricants) woTte va

emTeuxBei xapunAnl péon tpaxutnTa R, Xwpig woTtdoco va utrepfaivovral Ta épla wg
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Tpog 10 H (BdaBog agaipeang uAikou-depth of stock removal), pe TapdAAnAn peiwon
Tou H, (MéyioTo BABo¢ xapayng-depth of scratch).

5) Anuioupyeital oUoTnua €AéyXou Kal SIAYPAUHA UNXAVAS 0€ WeudoyAwaooa TToU
METPA R,, H, kKol H katd Tn didpkeia Tng oTiABwong Kal TMAEyel Atmd JOVO Tou TOV
KAaTtadAANAO cuvduaousd epyaheiwy, KaBWS Kal Tov aplOud TTAowv TTou TTPETTEN va
yivouv oT0 €TTOpEVO O0TAdIO TNG OTIABWONG, ME XPAON TwV TUTTWYV YIa KpPioIpgo BaBog

a@aipeong UAIKoU (Hc) kai kpioipou aplBpou Tacwy (Ne).

3)1995-Zhao:

1) OpiCovtal Kal XPnNOIUOTIOIOUVTAl OAEG O PNXAVIKEG I01I0TNTEG KAl TA YEWMETPIKG
oToixeia Tou KaAoutrioU TTpog oTiABwaon (aluminium alloy mould) kai Tou Tpoxou
(oTIABWTIKG epyaAcio) (METpa eAacTIKOTNTAG, Adyol Poisson, ouvteAeoTAC TPIRAG
oANicbnong MeTalU TOUG, OKTiVA TPOXOU, OKTIVO KAWTTUAOTATOG KOAAOUTTIOU, ywvia
KAiong emm@aveiag KaAouTriou, TTAATOG TpoxoU CTIABWONG).

2) Ayvoeital n evdoTIKOTNTA Tou epyaAciou oTIABwoNG, aAAd Kal TNG ETTIPAVEIAS TTPOG
oTiABwon.

3) Tivetar &iodidoTtatn  avaiuon-xprion O10dIA0TATOU  UOVTEAOU  ETTIQAVEIQG
KAAOUTTIOU, o€ AEOVEG X,z ( TTPOQIA KAWTTUANG £TTIQAVEIAG), EQAPHOLETAI TTEPIPEPEIAKN
oTiABwon.

4) E@apuoletal atd v egpyaleioynxavi duvaun avtiotoixn ME Tn OUvAun TTOU
QOKOUV €IBIKEUPEVOI TEXVITEG, ATTOTTEIPA "HiuNoNG" xelpokivnTng oTiABwong.

5) ‘EAeyxog katepyaoiag pe otabepn Trieon oTo onueio eTTa@ig. Aivetal ¢OpuoUAa yia
TOV UTTOAOYIOWO TNG Kal dIaypauuaTiK) oUykpion PeBOdwv oTabepng TTieong Kai
oTaBepAG BUVOUNG WG TTPOG Ta ATTOTEAEOUATA TNG OTIABWONG, OTTOU QAIVETAlI COPWG
TO TTAEOVEKTNUA TNG HEBOGBOU oTaBEPNG TTieong. OpileTal TO CUCTNUO EAEYXOU, KABWG
Kalr pia polishing comprehensive parameter, yia Tnv oUVOEOn Twv TIOIKIAWV
TTOPAYOVTWYV TTOU ETTNPEEACOUV TO OTTOTEAECHUA KAl TOV EAEYXO AUTWVY OUVOAIKA, Kal OXI

EexwploTa.

4)1999-Tam:
1) AISI S136 steel (UANIkS Tepaxiwv 1Tpog oTIABwon-kKatdAAnAo yia koAouTria). Ta

TEPAXIO TTPOG OTIABWON €XOUV KUAIVOPIKO OXAUA.

2) XpAon dlag@opeTikwy OTINBwTIKWY (abrasives) oe kdBe oT1ddio Tng oTIABwoNg
(S10popeTIKO pEYEBOC KOKKWY atré diamond ) mineral oxide).

3) TpiodidoTarn avdAuaon Kal TTOPAPETPIKY EKPPACN TNG ETTIPAVEING TTPOG OTIABwaON
R(u,w). AAyopiBuog dnuioupyiag tool path pe pitch adaptation pe kpitipio TNV

aTToQUYR gouging Katd Tn SIdpKEIa TNG Katepyaoiag. Baoikr xprion aAyopiBuwv u-
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direction scanning path, aAAd kai avagopd o€ Peano kal Lissajous paths wg
MaBnuatikd  povTéda  €Cac@dAiong TAAPOUG Kal OMAANG KAAuWNG  €TTITTEdNG
EMMQPAVEIAG aVTIOTOIXA. (UETWTTIKN OTIABwON, OTIWG @QaiveTal Kal 0TV €IKOVA TTOoU
TTapaTiBETOI OTO paper).

4) Xprijon PUMA 562 robot (6 afévwv-BaBuwyv eAeubepiag) yia Tnv Kivnon Tou
polishing end effector (TTapatiBetal oxnua Tng didTagng). EmTuyxavetal Taxutnta
oTiABwong pubuIgdpevn petagu 3000 kar 30000 RPM.

5)2000-Ravikiran:

1),2) Meipapa yia TTO0OTIKOTTOINON TNG ®OOPA¢ ammd TNV TPIR METALU UAIKWV.

MovTéAo rubber "pin" on paper "disk".

3) ETritredn emeaveia ema@ig, TapdAAnNAog uttoAoyIoudg @Bopdag He SIOPOPETIKOUG
ouvduaopoUus UANIKwV (ouvBrikeg flat-on-flat kai ball-on-flat).

5) 'EkBeon atmoteAeoudTwy utrd oTaBepny TTieon kal oTabepry dUvAN, UTTOAOYIOHOG
MEOW TUTTWV TNG TTOOOTNTAG APaIPOUUEVOU UAIKOU péow delamination (atrokOAANGN),
adhesive (TTpookdAAnon) kar tribochemical mechanisms. KaBiépwon o
OTTOTEAEGUATIKOU TPOTTOU avaTmapdoTacng TNG £VTOONG TOU QAIvOUEVou TNG eBopdg
o€ oxéon PE Toug dN UTTAPXOVTEG TTOU TTAPOUCIACOUV OUYKEKPIPEVO PEIOVEKTAUATO
(W; = W, LE) .

(Znueiwon: MBavotata dev Ba XpeloOTeEl OTNV  €pyacia  pag aglommoinon Twv
TTANPOPOPILY TIOU TIpoo@épovTal €0w, AOYyw TNngG 10IaiTepnG e&eidikeuong o€
Qaivopeva @Bopdg, woTdo0 iCwg MTTOPEl va XpNnoIPoTToiNdei TO TTPOTEIVOUEVO

MEYEDOG yIa TTOCOTIKOTTOINON TWV TTEIPAUATWYV).

6)2001-Lee:

4) Polishing robot (2 rotational degrees of freedom) ouvdedepévo pe €va KEVTIPO
KaTepyaoiwv Tpiwv Babuwyv eAeuBepiag (3 linear degrees of freedom). 20voAo 5 B.E.
Kal duvatoTnTa va diatnpeital To epyaAcio KABETO oTnVv M@AVEIQ TOU TTPOG OTIABWON
TEMOXiou.

5) Xpnoiyotroigitan sliding mode control algorithm kai yivetal oUykpio Tou PE Ta
atroteAéopaTta TTOU Ba €0Ive €Aeyxog péow evog PID controller. Emiong, péow
QvTIOTPOPNG KIVNUATIKAG €EAYOVTAl OI TIMEG TWV WETARANTWV TWV apBpwoewy TNG
o1dragng amdé ta CL-Data (Cutter Location Data). MNMapouoidlovral atroTeAéouaTa

TeipaudTwy trajectory tracking control (EAeyx0g EVTOTTIONOU TPOXIAG).

7)2002-Ahn:
1) YAIk6 Sokipiwv SKD11.
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2) MoikIAia a1ré abrasives (diamond abrasive pads pe diagopeTikd mesh numbers,
apa Kal SIaPOPETIKO HEYEDOG KOKKWY).

a

3) Zav oToixeia diem@dveiag eTagng opiovral To BABOG KOTIAG 4 = M, OTIOU Tyyg

Hyp

TO JéoO PEyEBOG KOKKOU Tou OTIABWTIKOU, P n TTieon mTou ackeital, p n TTUKVOTNTA TOU
OTIABWTIKOU Kal Hy, n OKANPOTNTA TOu TEPayiou. Méow autdu opiletal kal To Metal
Removal Rate (MRR= kA(ps/f)), ue f 1o feed rate kair s 10 rotational speed Tou
gpyaAciou.

4) 5-afoviki ynxavn oTIABwoNG Pe TTvEUPATIK oTIABWTIKA Ke@aA kai AE(Acoustic
Emission) sensors.

5) AE signal— amplifier— high pass filter—- RMS converter— AD board— PC.
Aufavouevn OKOUOTIKA EKTTOMTIA) OUVETTAYETAl PEYOAAUTEPN TPAXUTNTO ETTIPAVEIAC.
Oco mAnoialer 10 otadio Tou finishing, 1600 MIKPOTEPO grain size abrasive
XPNOIMOTTOIEITAl.

Mapartnprocig:

o Me uynAn trieon kai xaunAo f emmTuyxaveTal ypriyopn Tpooéyyion Tng OpIoKAg
TpaxuTnTag (€mMOUNNTO o€ rough polishing).

o 3¢ finish polishing n uwnAR TTicon @épel avetmBUPNTA atroTeAéoparta ( Xapayég
AOYW UTTEPTTIEONG KOKKWV OTIABWTIKOU, aduvapia eTmiTeung akpiBeiag).
Emiong, xaunAé feed rate odnyei pev oe ypriyopn €mTEUEN TNG OPIAKNAG
TPOXUTNTAG OAAG 0dnyei o€ Pn amodekti avénon tou BABoug KOTTAG, ME
aTTOTEAEOPA Va TTNPEALE! TIG DIAOTACEIG TTOU BEAOUME va TTITEUXOOUV.

To ouoTnua eAéyxou PeTpd péow Tou AE 10 MRR, TnVv TpaxutnTa Kai Tn @8opd Tou
KOTITIKOU epyaAgiou, evw yivetal TTapdAAnAa €TTIAOYH avoxwyV yia Tov KaBopIouo Twv
OuvONKWV avTikatdotaong Tou OTIABWTIKOU Ye AANO e PIKPOTEPO grain size yia va

aKOAoUBnOoE€l TO ETTOPEVO OTABIO TOU YUOAANIOUATOG.

8)2002-Huissoon:
1) KaBopiopévo P20 steel alloy.
2) KaBopiopévo 180 grit 3M Rolac Multicut.

3) KaBopiopévn apxikh em@dveia Treipaudtwy 0.05mm cusp height with 1.66mm

spacing (sm@adaveia pe "paBdwocig”, Uwoug 0.05mm kol amdéoTaong METALU
oladoxikwy papdwoewv 1.66mm).

5) E¢étaon 4wv eleyxOuevwy TTapauéTpwy (ywvia kAiong, feedrate, epapuolduevn
ouvaun Kal KateuBuvon oTiABwong) wg TTPOG To TTOI0G £MOPA TTEPICCOTEPO OTA
amoTeAéopaTa TnG Katepyacoiag. Kpimipia amotéAecav n péon t1paxUuTnTa Kal To hoise

ratio, TTou opiocTNKAV WG:
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1% u?
p= EZ(Ra)i katn = 10logso (p)
i=

4TToU ¢ n SloKUPAvoN Tou R, OTIC M WETPAOEIC. XpnoiuoTrolsital avdAuon Taguchi
yIO VO EVTOTTIOTEI TTOIOG TTAPAYOVTAG QOKEI TNV YEYAAUTEPN £TTIOPOON.

2UUTTEPACUATA:

e H ywvia kAiong petalu Tou polishing disk kar Tou Tepayiou TTaiel Tov IO
KaBopIoTIKO pOAO O0Tn 0TABEPATNTA TNG TTPOKUTITOUCAG TPaxUTNTAG.

o [ va emreuxBei n €mBUPNTA TpaXUTNTA ATTAITEITAI PUBPION TNG KABETNG
dUVANNG TTOU EQAPUOZETAL.

o H kateuBuvon Tng Aciavong Taidel To MIKPOTEPO POAO (CUVETTWG dEV aTTAITEITAI

1I010iTEPOG oXedIAOPOG tool path).

9)2002-Lin:
1) Rigid disks (yia Trapadeiypa DVD).
2) XpnoiyoTrolgitanl AgiavTiki TTaoTta (slurry) tomrou Fujimi 3471 o€ ouvepyaoia ue
polishing pad t0tTou Politex DG-Hi (provided by Rodel).
4) Micro Line AC 319 double sided polishing machine.
5) Emonuaivovtal 64 B£o¢€ig €TTi Tou dioKou yia PETpNon TTAXoug oTpwpaTog Ni Trpiv
Kal JeTad TN Agiavon (n dlo@opd Tou péoou TTAXOUG TTPIV KAl JETA €ival OEIKTNG Tou
puBuoU a@aipeong UAIKOU). ZUyYKpION OTTOTEAEOPATWY HE AVOUEVOUEVO QTTO
@OppouAa PrestonR =K-P-V

¢ R= material removal rate.

e P=applied pressure.

o K= Preston coefficient (surface chemistry + solution chemistry + abrasion).

e V= relative velocity.

Alaypdupata Tou a@aipeBEVTIOG UAIKOU Kal TNG TTOCOOTIAIOG OVOMPOIONOPQIag Tng
oTiABwong ouvapTtioel Twv: (disk location, rotational speed, flow rate of slurry, nozzle
locations, applied pressure).

2UUTTEPACUATA:

o [lepioodTepo agaipebév UNKS oToug inner armm o1 otoug outer disks (in
contrast to Preston equation).

e AU&non tou P ouvettayetal augnon tou R (6x1 avaAoyikd woTdoo).

e AU&non Tou V guvettayetal augnon Tou R (6x1 avahoyikd woTdoo).

e [lpoteiveTal TpoTToTroinon TnG e€iowong Preston yia auénon g akpipeiag (K

METORANTS (ouvapTnon), avti yia oTaBEPO).
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10)2005-Liu:
2) Mnxaviopo6g ouykpdTtnong KomrmikoUu ue compliance yia peiwon dlakupavong
ouvaung. XpAon brass/plastic polishing rings.
3) Emriredn em@dveia, pérpnon R, TTPIV Kal PETA.
4) CNC spindle, rpocapuoyn force sensor yia pérpnon dUvaung.
5) Napauetpor (feed rate, spring constant, rotation speed, abrasive particle diameter,
type of polishing ring), pétpnon TpaxuTnTag, péong TIMAG Kal TUTTIKAG aTTOKAIONG TNG
aokouuevng duvaung. Xpnoiyotoigital avaAluon Taguchi pe Ta €€AG CUPTIEPACUATA:
H tpaxutnTa aAAd kai n dlakupavon TNG aokKoUpevng UVANNG UEIWVOVTAI HE:
o puIkpOTEPO feed rate (TTou woT6CO0 0dnyei 0€ al&non TNG aPAIPOUMPEVNS
TTOoOTNTAG UAIKOU).
e ueyaAUTepPN rotational speed Tou grinder.
e UIKPOTEPO abrasive particle size.
o stiffer spring (MéXpl Ouykekpigévou opiou— puBuiIon Twv EMTTEOWY
compliance yia BEATIOTO aTTOTEAEC Q).
o Q¢ Tpog TO €idog¢ TOU OaKTUAiou OTIABwong, We plastic emTUYXAVETQI
MIKpOTEPO force variation, evwd pe brass emTuyXAveralr XaunAoTepn TEAIKN

TpaxUuTNTA.

11)2005-Xi:

2) Méow Tou grid number (mesh number) opiovtal pye TUTTOUG TO PECO Kal PEYIOTO
pEyeBOG KOKKwV Tou polishing stone (gaussian distribution). Méow NG TTUKVOTNTAG
Kal Tou peyéBoug KOkkou uttohoyiCetal To A (grain interval). [Nivetar oxediaopog Tou
polishing stone topography ce 3D. lMapatnpeital T0 yeyovog OTI n €iI0XwpENon €vog
KOKKOU OTO TeMAXIO TTpog OTiABwon katd Tn OIdpKeia TNG KaTEpyooiag eival
avTtioTolxog piag dokiung Brinell kai divovtal ol oxeTIKOi TUTTOI (OKANPOTNTA, ETTIQAVEIQ
atré digioduon o@aipag).

5) Apxik ekTipnon Tou micro-depth péow xpAong plasticity theory. AkoAouBei
ETavOANTITIK  PEB0SOG  (D10dOXIKWY OCUyKpioewv MeE TIAApN  €TTEERynon Tou
aAyopiBuou) yia Tov utTToAoyIouG Tou HEYIOTOU BABOUG €1I0XWPENONG TWV KOKKWY TOU
polishing stone otnv em@dveia Tpog oTiABwon. TEAog, yiveTalr ekTipnon NG
TpaXUTNTAG TNG £mM@Aveiag TTou Ba TTpokUwel petd Tn OTiABwon Kal oUyKkpion HE
TTEIPAPATIKEG PETPAOEIG.

(Znueiwon: IkavoTToINTIKG POVTEAO TTPORAEYNS TTPOKUTITOUCOG TPAXUTNTAG, ATTAITEITAI

OUCIOOTIKG pOVO yvwon Twv oToixeiwv Tng polishing stone (datasheet) kai Tou
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TePayiou, mMOAvWS va JTTopEl va xpnoigotroinBei avrmioTpdPwg yia €TMAoy TOu

KatdAAnAou stone).

12)2006-Marquez:
2) [STAGE LEVEL] H emAoyn grain size kai ol polishing operations tou 6a

akoAouBnBouv kaBopifovtal atrd €EEMIKTIKO POVTEAO TPAXUTNTAG, XPNOIUOTTOIOUVTAI
KAWTTUAEG OpIaKNAG TPaxXUTNTAG-XPOVOU OTIABWONG YIa TO €KAOTOTE grain size Kal JE
yvwoTé 1o apXIKO BaBud TpaxUTnTAg Kal TOV TTPOG ETTITEUEN OTOXO EAAXIOTOTTOIEITAI O
XPOVOG HE TIG OWOTEG ETTIANOYEG.

3) [PROCESS LEVEL] Tivetal tool path definition kai og kdBe B6¢on opilsTalr 10O
povadiaio kéBeTo diavuopua em@aveiag. Xpnaoigotrolouvtal Euler quaternions yia tnv
TEPIYPAPN TOU TTPOCAVOTOAIOHOU TOU KOTITIKOU epyaAciou. O1 trapdaueTrpor Euler
Tpocdlopifovtal atrd TN ouvlnkn dIapKoUG KABETOTATAG TOU KOTITIKOU OTNV TTPOG
oTiABwaon emipdveia.

4) Poumor 6 atdvwv (ASEA ABB IRB-3000) totroBeTnuévo UTTPOOTA OTOV TTAYKO
gpyaaciag €1 TOU oTToiou ToTTOBETOUVTAI T TTPOG OTIABWGoN KaAouTtria. Motorized tool
storage yia TTAApN QUTOPATOTIOINGN TG KATEPYQOIAG.

5) Force control péow TmefonAekTpikou aioOntipa 3wv aédvwv Kistler 9257A.
[OPERATION CONTROL] 4 e€eAikTiKG PJovTEAa eAéyxou, avaAoya PE TO av Kal TTOTE
EMTUYXAVETAI N €MOUNNTA TpaxUTNTa ot oxéan e Tnv TPOLRAswn Tou [STAGE
LEVEL]. To ouykekpigévo oTadI0 emTPETTEl TO Stage evolution oe TrePITITWON
aTTPOBAETITNG CUUTTEPIPOPAG TOU WOVTEAOU, eV YivovTal TTEPIODIKEG UETPrOEIG TOU
TEANIKOU oTadiou (@ivipiopa- eite yéow roughness, €ite péow brightness Tng TeAIKAG
ETMPAVEIAG).

To polishing pass control Bacifetal oTnv OXeTIKA (relative) kai ox1 oTnv ammoAuTn
(absolute) yewpeTpia. Eivar ammapaitntn n Ummapgn aiobntipa 1rou Kabopifel TTARPWG
TNV amoéoTaon PeTagu polishing disk kai em@dveiag. O éAeyxog TnG dUVAPNG ETTAPAG,
TEAOG yiveTal péow Bpoxou TTou @aivetal oTo dIAypappa EAEyxOU TTOU TTapPATIOETAI

OTO OUYKEKPIUEVO paper.

13)2006-Rosswell:
3) Eioaywyry ouvBrkng compliance-6swpia Hertz. H otabepr) duvaun emagnig dev

eyyudral otabepn Trieon. Miveral yovreAotroinon kai avdAuon Tou contact stress.

Emagr "diokwv" he PEYIOTN KAl EAAXIOTN AKTiVA KAUTTUAOTNTAG OTTWG QAivETAl OTO
oxnua Tou paper. Aokwvtag oOTaBepr) yvwoTh Ouvaun €TAQAS Kol  Adyw
evOOTIKOTNTAG TO ONMEio €TTAPAG METARAAAETOI O€ €MIQAVEIQ ETTAPAS TO OPIO TOU

oTroiou éxel eAAeImTIKO oxnua. H péyiotn Trieon emTuyXAvetalr oTo KEVIPO TNG
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EMAEITITIKAG QUTAG TTEPIOXNAG OTO ONMEio €TTaPng Twy dUo diokwv. OpileTal e Baon
TNV YEWMETPIA N KN YPAMMIKN ox€an dUvaung Kal Taong.

lNvetar poadiopiouds Tou AOYyw MIKPOU TIPOG HeEYAAo nuidova Tng £AAEIWnNG.
(TTapatiBevTtal oTo paper ol oXeTIKOI TUTTOI Kal HEBOSOAOYIES).

4) Hybrid robot 5 afévwyv (tripod(3) + gantry(2)) TTou cuvepyddleTal ue active polishing
end effector. O polishing end effector TTpocapudleTal OTNV KIVOUUEVN TTAGTOOPUA TOU
POUTTOT Kal PTTOPEl va OexBei TTOIKIAA KOTITIKA €pyoAEia PHEOW QUEOMEIWONG TOU
avoiypatog mou diabétel. H kivnon otoug 3 Ggoveg Tou TPITTOdOU YiveTal Ue XPAON
TIVEUPOTIKWVY KUAIVOPWYV eV N TTEPIOTPOPR TTpoodideTal péow pneumatic polishing
spindle.

5) Anpioupyeital distribution map tng Trieong umd otabepry duvapn pe Paon TNV
OKTiVa KAUTTUAGTATOG, Kal pe Bdaon autd kataokeudfovTtal Ta distribution maps Tng
POTTAG TTOU dnuIoupYEiTal AOYyw TPIRAG Kal TNG TaXUTNTAG TTEPICTPOPNG TOU £pYAAEiou.
Me auToug Toug XdpTeg KaBopifovtal Ta onueia tool force kai rotational speed TTou
TIPETTEI VA XPNOIUOTIOINBoUV WOTE Va €XOUME GUVBNKES OTABEPAG TTiEONS, KABWG Kal

TO atraitoUuevo tool path.

14)2006-Ryuh:
1) To Tepdyio eivar éva machined mild steel block (SM45C; Korean Standard KS

D3752; or ASTM A684). To kaAouTr 1 €ival pia a1TAf kupTr em@aveia (100 mm - 100
mm) Kal To KaAoUTTI 2 gival pia ouvBetn em@aveia (200 mm - 100 mm).

2) H katepyaoia Twv 2 koAoutriwv yivetar pe €va ball end mill diapérpou 10 mm
diameter pe 1 mm feed width. 'Exel oxediaoTeEl KOl KATAOKEUQOTEI CUOTNHO QUTOPOTNG
aAAayng KoOTITIKoU epyaAegiou (Automatic Tool Changer (ATC)), Tou oOTTOiOU
TTapéxovtal oxEdla Kal egnyeital o TpOTToG Acitoupyiag (Automatic Bit Changer (ABC),
Bit Rotation Device (BRD), collet chuck nut part).

3) Zav CAD system xpnoipoTroicitar CATIA V4 1rou dnuioupyei autéuata 1o APT
source. Auto petatpémetal oe Cutter Contact (CC) data oto PC. lNa Ttov kaBopioud
Tou polishing tool path xpnoipotrolouvral Peano kai Zigzag patterns. livetal TTpoBoAR
Tou dlodidoTaTou pattern TTAvw OTO TPICSIAOTATO PMEOW TOU AoyiopIKoU Z-map. MNa
KaAUTepa atroTeAéopata oTIABwaong diveTal ywvia KAiong KoTrTikoU epyaAgiou 15°, kai
TTaPaTiBEVTAlI 01 aTTAITOUMEVOl WETAOXNMATIOMOI (Xprion TIVAKWY OTPOYAS Yia
TTPOCdIoPIoUO TOU TTPAYHATIKOU tool orientation vector).

MapatApnon: H yéon tou Tpoxou oTiABwaong aduvartei va emTUXEl TTOIOTIKA OTIABWON
o€ KOiAn em@aveia, Kal Ta dkpa Tou Siokou OTIABwONG €ival APKETA €UKAUTITA HE
OUVETTEIA N €QAPUOCOUEVN TACN OTO ONUEIO ETTAPAG PE TO TEPAXIO va €ival UIKPN

(etiong pn TToIoTIKA oTIABwaon). MNa autoé divetal n ywvia kAiong Twv 15°.
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4) Mold polishing station 1Tou amroTeAeital ammd automatic tool changer, articulated
industrial robot 6 BaBuwv eAeuBepiag, €va robot controller kair éva PC 1mou eAéyxel
oAOkAnpo TO station.

5) Ymdapyxel aAyopiOuog e€Aéyxou TOU CUCTHAPOTOG AUTOMATNG aAAayrig epyaAciou
(emAoyn véou epyalciou-EAeyxog evepyoTroinong Tou ABC kai TepioTpo®nig Tou BRD-
OIAKOTTA TTAPOXNS POTING AsIToupyiag 0To epyaAeio katd T didpkeia TNG aAAaynig) Kal
OUVOAIKO oUOTNUa €AEyXOoUu TOU OCUCTAMATOG. TO OUVOAIKO gival UAoTTOINUEVO OF
mepIBAAAov Visual C++ 6.0 kai TrepIAaPBAvel ouvapTnon TTPOCOUOIWONG YIA TOV
£Aeyx0 TNG ywviag Tepayiou-epyaleiou, manual control Tou robot kai TIG cuvapTiOEIG
eAEYXOU TOU aUTOUATOU OUCTAUATOG aAAayrG epyaAegiou. H dnuioupyia dedouévwv
EAEYXOU TOU POMTIOT YiveTAl PE TOUG MHETAOXNMOTIOPOUG TTIVAKWY OTPOQNG TTOU

avagépbnkav oto (3).

15)2007-Nagata:
1) Aluminium mold.
2) ZTiNBwon o 3 oT1ddia, pe abrasives #220, #320 kai #400 (ball end abrasive tool).

Xpnon oil mist yia AimmravTiké (Kol YUKTIKG HEoO) KaTd Tn dIdpKEIa TNG KATEPYATiag.

3) Aiavuopariki avaAuon yia Tpooadiopiopyd multi-axis Cutter Location (CL) data, pe
Baon T1a 3-axis CL data. Ta 3-axis cival diadoyikd diavuouarta Béoswg CL (P;) kai
jeTaTpéTrovTal o€ multi-axis CL data pe mpooBrikn Tou KABeTOU pOvVadIaiou
d1avUOPOTOG OTNV ETTIPAVEIQ TOU TEPayiou o€ KABe onueio P;.. AkoAouBei oxedlooudg
TPOXIAG (trajectory) pe dlakpitoTroinon oTo Tedio Tou XpOvou, aTTapaitnTog Pripa yia
TNV UAoTroinon wnolakoU eA€yyxou. YToAoyiCoviar n B¢éon (position) kai o
TpocavatoAiouog (contact direction-(angle of inclination + angle of rotation)) Tou
KOTITIKOU €pyaAgiou yia KABe xpovikd BrAua TG XPOVIKAG BIAKPITOTTOINONG TTOU £XEI
emAeyei. MNMpaypatotroigitar compliant motion Tou ball end abrasive, dnAadr} Ta CL
data petaTpémrovral o€ actual trajectory data AauBdvovrtag uttdyn Kal Tn yYEWUETPIa
Tou epyaAciou. T€ANog, xpnoiyoTtroiBnkav zigzag path topologies yia 1n dnuioupyia
tool path.

2nuavtikd! CL-data— Actual trajectory— Desired trajectory (automatic teaching of
desired trajectory).

4) PoutroT 6 agévwy pe aicbnmipa duvapng 3wv agovwy.

5) Eg@apudletai impedance model following force control pe aélotroinon Bewpiag
€uoTdBeiag katd Lyapunov. MNa va atrogeuxBei overpolishing Tou Tepayiou diarnpeital
oTaBepn rotational speed kai n oTIABwoN yiveTal XpnoIYOTTIOIWVTAG T dUvAN TTOU
peTpaTal atrd Tov TpIagovikod force sensor kai TpIRA katd Coulomb kai 1§WAN (viscous)

TP1BN. TiveTan Aetrropepng avaAuon tou feedback control Tng dUvaung aAAd kai TnG

28



B£ong Tou KOTITIKOU gpyaAciou, pe BAan TIS apxég Kal TTapadoxEG TTou avagépbnkav

TTaPATTAvVW, EVW TTapatifeTal kal didypaupa eAéyxou Tou position/force control.

16)2007-Wu:

2) Ball end mill. H oTiABwon Ba yivel pe elastic ball type wheel Tou Ba aAA&lel péow
Automatic Tool Changer (ATC), kai Ba €xel WG 0TOXO POVO TNV AQPAIPEDN TWV CUSPS
TTOU dNIoUPYoUVTal KATA TNV APXIKA KATEPYATia, TTPO OTIABwONG.

_ PP
fHy

TToooTNTA UAIKOU. XpnolyoTroigital n e€iowaon Preston (n otroia wotdco artredeixon

5) Opicetal TTapdueTpog Sp (Sp ) avaAoyn PE TNV TTPAYUATIKY aQaIPOUMEVN

MN IKGVOTTOINTIKA WG TTPOG TNV akpifeia oe Trponyouuevo paper-(9)2002-Lin) kai
uttoAoyiletal péow TTeipapdTwy N otaBepd Preston K. MNiveTal katavopur Trieong atnv
EMPAVEIQ ETTAPNG KOTITIKOU-TEPAXiou, aAAG Kal TTAvw o€ KABe cusp kal uttoAoyileTal
n MEyIoTN TIMA TNG TTieong, evw €tmiong utroAoyileTal To contact width (mBavwg pe
Bewpia kpouong Tou Hertz).

2uuTTEPACUATA:

o Aivetal govo pia yevikn Tepypa®r tng diadikaciag Xwpeic avdAuon Tou TTwg
uttohoyiCovtal O6Aa Ta atrapaitnta  dedopéva, armmapaitntn N €QapUoyn
peBodoAoyiag supiokduevng o GAAQ paper yia Tnv UAoTToinon Tng uebdédou.

o AmodeikvUeTal 6Tl HOVO N ATTOKOTIN TWV Cusps divel 1I8IAITEPA IKAVOTTOINTIKA
ToIOTNTA Agiavong xwpig va ernpeddel TIGC dIACTACEIG TOU TEPAYiIOU, apou
aglotroiouvtal Ta idla CL data pe TG karepyaciag Kotig (mMOavwg va
XPEIOOTE EAEYXOG TTOIOTNTAG-PETPACEIG TPOXUTNTAG WOTE va eKTIUNOE av Ta

emiTTeda AKPIBEIag €ival IKAVOTTOINTIKA YIO TNV TTEPITITWOT] HAG).

17)2007-(a) Nagata:
e [lpoocapuoyry Tou (15)2007-Nagata yia Tnv XprAon Twv TIOPIOCUATWY KOl

TTapadoxwy Tou o€ €va robotic sanding system yia Asiavon eTTiTTAwyv pe free-
formed surfaces.
1) YAIKO €ivail 10 EUAO (ETTITTAQ).
2) The robot sander first removed the cusp marks using a rough sanding paper #80,
then sanded the surface using a sanding paper with a middle roughness #220 and
finally a smooth paper #400.
3) 181a aToixeia avaAuong emm@aveiag-opiopol TpoxIds. Alagopa: [CL-data— Desired

trajectory (TautiCovtai)].
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4) 6 DOF (Degrees Of Freedom) industrial robot (FS20N with a PC-based controller
provided by Kawasaki Heavy Industries). Z0vdeon sanding tool péow Ttou force
sensor 010 dkpo Tou robot (tip of robot arm).

5) MapatrAnoia uéBodog eAéyxou duvaung kai Béong ue (15)2007-Nagata.
2uputrépaocpa: AUoOKoAa a&loTTOINCINO OTNnV TTEPITITWON Hag, TO YudAiopa EUAou
KUUAIVETOI O€ APKETA MIKPOTEPEG OTTAITACEIG TEAIKNG TPpaxUTNTAG O OoXéon ME TO
KOAOUTTI TOU OIKOU pag TTOPAdEiyUATOG, VW KAl TA XPENOIYOTIOIOUUEVA £pyaAgia
dlapépouv aloBnNTd wg TTPog TIG dIOOTACEIG, APa KAl WG TTPOG TNV €MITEUXBEicA
akpiBeia. (Alagopd TAgNG PeYEBOUG, TTNO XPNOIUA TA ATTOTEAECUATA-CUUTTEPAOUATA

Tou paper (15)2007-Nagata).

18)2008-Liao:

2) Dual purpose compliant toolhead.To pouTrdT TTPOCYEPEI TNV Kivnon TOU KOTITIKOU
WG TTPOG TO TEUAXIO, EVW N KEPAAN TTPOCYEPEI TNV dUVAUN ETTAQPNG.
3) AlagopoTroinon micro kal macro contacting models.
e Micro: xprion Hey€Ooug KOKKWV yia TTPoadIopioud MIKPo-BABouC KOTTAG
KaBevoc— TTPOCdIOPIoHOS TpaxUTNTAG.
e Macro: xpnion Hertzian model kpouong, O6Twg autd avamTuxbnke OTO
(13)2006-Rosswell).
Edw xpnoiyotroiiénke n macro avéAuon yia Tn povreAotroinon tng dUvapng ETaQng,
waoTéoo dev divovtal oagr) dedopéva yia Tov TPOTTO XA&pagng Tou tool path (diveral
Movo o G-code).
4) 5-agovik6 popTrdT (3 axis parallel robot-ParaWrist tripod + 2 axis gantry). PUBuion
OUVANNG €TITUYXAVETAI PEOW 3wV TIVEUPATIKWY KUAIVOPWY, EVW TTEPIOTPOPH HECW
pneumatic spindle (époia pe 13)2006-Rosswell).
5) Xpion PID eAeykth, 1600 yia polishing, é6co kai yia deburring. [Nivetar éAeyxog
ouvaung (trieong otnv oucia), evw divovtal Ta €¢AG dlaypdupaTa YIo KAAUTEPN
Katavonon Tou HOVTEAOU EAEYXOU:
e Block diagram illustrating the dynamic interaction.
o Closed loop pressure control block diagram (polishing).

o Closed loop tool length control block diagram (deburring).

19)2008-Shinhaerl:

o Xpnon egiowong Preston e@appoopévng péow TmepIBdAAovTog Matlab o€
Magneto-Rheological Finishing (MRF). Tivetai  povrteAotmoinon  Kai

MaBnuatikdg uttoAoyiouog Tou material removal rate ota XZ kai YZ planes yia
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convex, concave Kal flat surfaces, kaBwg kai e¢€taon diagopeTikwy influence
parameters (wheel speed, magnetic field strength, fluid viscosity, fluid age,
fluid type, workpiece material, cuvduaouog Toug o€ removal adjustment factor
(yivopevo)).

o Ap@ifoAn n mBavr xpnoiudétnTa Tou aTnV OIKA Hag TTEPITITWON, AOyw TeAEIWG
OIAPOPETIKNAG UEBOBDOU OTIABWONG.

20)2008-Shiou:
1) Egnyeitai n TANPNS péBodOoG TTou akoAouBrBnke péow avadiuong Taguchi yia Tov

TTPOCOIoPIoUS TNG BEATIOTNG TIMAG dIAQOPWY TTAPANETPWY OTIABWONG VIO TO UAIKG
STAVAX mould stainless steel (equivalent to ANSI 420).

5) Opiotnkav Ta levels kai Ta factors yia 1 péBodo Taguchi kai éyivav ol TTivakeg Ye
Toug OuvaTtou¢ OuvdUaoPoUG Toug. 2Tn ouvéxela €yive Analysis Of Variance
(ANOVA), full factorial ka1 confirmation experiments e KEvIpo KaTeEPyaolwv Kal
opioTnke o optimal cuvduaouéc factor levels.

Zuutrépaopa: Xpnoiun peBodoloyia, ptmopei va xpnoigotoinbei pya dedopévo To
UAIKO TeEPayiou yia va €mMTUXOUME Ta PBEATIOTA ATTOTEAEOUATA KOl va €EAAEiPoupEe

TTapdyovTeg TTou Ba eTnpéadav Tnv aglotoTia TG peBddou 1Tou Ba akoAoubnOei.

21)2008-(b) Shiou:

Aokiun ball polishing Tou idlou Tepayiou pe autd Tou paper 20)2008-Shiou, woTdéco

gloayetal e €101k dIATagn Katakdpu@n TAAGVTWON TNG ETTIPAVEING TTPOG OTIABWON
ME dedopévo TTAATOG Kal ouXvOTNTA TTOU TTOIKIAEI (N ouxvoeTNTA EI0AYETAI WG ETTITTAEOV
Tapdyovrag-factor pe 3 emitreda-levels otnv avdAuon Taguchi).
Mapatipnon: Aglommolouvtal 1o €¢AG  TTAeovekTAuata Tng  Vvibrating-assisted
oTIABwonNG:

o feature resolution and smaller tolerances.

o faster material removal.

o ability to achieve complex 3D geometries in a range of previously intractable

materials.

EmaoARBeuon 6owv ava@épBnkav atmoTeAei n ouykpion Tou emmédOU POOPAG TwWV
polishing balls, émou @aivetar ca@wg OTI 0TV OTIABwon Tou utrofonBeital e
vibration Tou Tepaxiou éxoupe MIKPOTEPO EeTTiTEOO POOPAG, Gpa Kal PEYAAUTEPN

"ouvétrela” oTnV TToIGTNTA THG KATEPYALOUEVNG ETTIPAVEIQG.
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22)2009-Hascoet:

1), 2) E&etaletal poOvo n KUKAIKA KATOWN TOU KOTITIKOU €pyaAegiou, KaBwg Kai n

KATown TngG Tmmedng €mM@AveIag Tou Tegayiou TTpog OTIABwaon-0ev evlIaQEéPOUV Ta
UAIKA Kail eTTITTPO0BETA OTOIXEIO YIa TO TEPAXIO ) TO KOTITIKO.
3) AkoAouBouvTal Ta €€n¢ BAuaTa:

o E&etddovral KUKAIKY TPOXOEIOAG TpoXIA epyaAciou (KUKAOI ouvdedeuévol [e
MIKPA €QATITOPEVIKA linear TUAPATA) KAl OPAAR TPOXOEIdNG TPoxId (O0Tabepn
OKTiVa KOUTTUAOTNTAG o€ K&Be onueio Tng). Opifovial n  akTiva TOU
TPOXOEIOOUG KUKAOU (Ryrpe ), N AKTIVA TOU KOTITIKOU (R, ) KaI N aTTOOTACNH
METAEU OladoxIKWwy KUKAWVY TNG TPOXOoEIdOUG TPOXIAS (S, -amdoTacn atrd
KEVTPO O€ KEVTPO), Kal £EETACOVTAI CUVOUACHOI QUTWV WG TTPOG TO OKTIVIKO
BaBog KoTAG (R4, ) TTOU divouv KATA PAKOG TOU AKOAOUBOUEVOU HOVOTTATIOU.

o T[ivetal opiopdg 2 usual cases kal 3wy limit cases.

o To opaAS TpoxOoeIdEG HOVTENO opideTal dlavuouaTIKA Kal aTTalTeital numerical
computation, kaBwg n PEBOdOG gival APKETA TTIO TTEPITTAOKN OTTO TO KUKAIKO
TPOXOEIOEG HOVTENO.

e [iveral TTANpeG tool path calculation yia katepyacoia pocketing. To Tpoxoeidég
TPO@IA atraiteital va akoAouBei 10 pocket profile (opiopdg guide line-
geometries, O0TTwg ava@épovral oTto SolidCAM), kal ev ouvexeia opIoPOG
OMOAAG TPOXO0EIBOUG Kivnong KOTITIKOU WEOW TTOPAUETPOTTIOINONG TNG guide
line.

e YTOAOYIOPOG Kal WETPNON QaOoKoUpevVNG dUvaUNG MECW TOU QVOTITUXBEVTOG
MovTENOU-€TTIKUpwWON  akpiBeiag  Tng  HEBSGdou  povreAottoinong  TTou

aKOAOUBRBNKE.

23)2009-Klocke:

levikd: Eomidlel oto computer assisted monitoring NG &1adIKaoiag yUaAiouaTog JE

Baon 10 CMP polishing (Chemical-Mechanical Planarization). Emonuaiverar 6T,
TTaPOTI TA TTEPICOOTEPA XAPAKTNPIOTIKA TNG CMP dev UTTOpOoUV va QvTIOTOIXIOTOUV C€
GAAa €idn oTiABwong, Adyw onuavTiKwy dloQopwyv oTa nano-scale characteristics
TWV OAANAETTIOPACEWY KOl TWV WNXOVIOPWY TNG €KAOTOTE KATEPYAOIAG, wWOTOCO
UTTAPXOUV KATTOIO aspects TTou PTTopouv va xpnolyotroinBouv yia va uttooTnpi§ouv
TN MEAETN AAAWYV KaTEPYOOIWY OTIABwONG.

AvTikeiuevo-010x0¢: Monitoring and online calculation of mechanical, chemical,

thermal indicators of the process which allows the examination of the polishing
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behavior of various materials. Xpnoigotroicitar 1o Aoyiopiké Labview (programming
environment).

OpIouOC BAOIKWY TTOPAUETPWV:

e polishing system.
v" polishing tool.
v" polishing agent.
v' polishing slurry.
e machining parameters.
v’ pressure.
v' relative velocity.
>1a figures Tou TrapatiBeviar oto paper Oivovial OAeG O TTAPAUETPOI TTOU
XpnoigotroloUvTal KAl €va overview Tou couoTAuatog eAéyxou (monitoring-data
acquisition and analysis system) mou xpnoidotroieital. AkoAouBei monitoring Tou
slurry condition (temperature, pH, electrical conductivity, zeta potential), evwo oTn
ouvéxela yiverai tribological analysis yia Tov uttoAoyioué TnNG atrairouuevng dUvVaung,
Kal eKTeEAOUVTOI T atTapaitnTa meipduata pe didgopa UAIKA (polishing silicon nitride

with ceria).

24)2009-Makhanov:
3) Elcaywyn Treplopiopwy:

e Scallop height constraints.

e Local accessibility constraints.

OpicCovtal o1 surjective kai bijective functions, kaBwg kar n N-didoTatn Space Filling
Curve (SFC). BApara adaptable SFC tool path generation method:

e Construction of a basic rectangular grid.

e Generation of the adaptive space-filing tool path on the grid (TTUkvwon
TAEYMATOG O€ onueEia TToU autd ATTaITEITAl, YIa TTApPAdEIyNa o€ onueia OTTou
€XOUPE atrOTONN METAROAN TNG OKTIVOG KAUTTUAOTNTOG TNG KaTePyalopEVNG
ETTIPAVEIQG).

e Correction of the tool path.

¢ Inserting additional points along the path to reduce the kinematics error. The
SFC is constructed as a Hamiltonian path on a grid-like graph using a cover
and merge algorithm.

2Tn ouvéxela TreplypageTal padnuatikd n péBodog grid generation, opileTal n
ouvapTtnon eAéyxou yia Tn BeATioToTroinan Tou tool path, yivetal inserting additional

tracks OTTOU QUTO XpPEIAdeTal, WOTE VA KAAUTITETAI O TTEPIOPICHOG WG TTPOoG To scallop
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height, evw yiveralr machining strip evaluation kai €Aeyxo¢ wg TTPOG TO gouging PHECw
TWV YEWMETPIKWY XOPOKTNPIOTIKWY TOU KOTITIKOU. KaTtotv, dnuioupyeitar uéBodog
TARPOUG KAAUWNG eTTIPaveiag TTou dnuioupyeital ammd Bezier  NURBS, mepimTwoeig
OTIG OTTOiEG TO TTponyoUuevo WovTéAO Oev eTTapkei (xprion curvilinear SFC, avti yia
rectilinear SFC (Hilbert, Peano, Moore's paths)).

4) 5 axis machining (TTapoucidfovtal péBodol optimization Tou tool path péow

xpnong space-filling curves).

25)2009-Pessoles:
1) Two single patch test surfaces, a plane surface and a convex surface. These are

machined in 50mmx50mm section blocks made of X38CrMoV5 steel.

2) Téooepa diagopeTikG oTddia abrasive yia pre-polishing (FEPA 120, 240, 600,
1200). Ta abrasives cival diokou diapéTpou 18mm  KOAANUEVOI OTNV €UKAUTITN
utrooTipign. MNa emieda oTiABwong 120, 240 and 600 (FEPA), To abrasive civai
@TIoyhéVo atrd aluminium oxide (AI203) within a polymeric material kai atmé silicon
carbide mavw oe xapti yia emmedo 1200 (FEPA). TlNa 710 @Ivipioua,
xpnoigomoimnénkav 3 ouvBeTikEG  diapavTaloipéc  (diamond pastes) emmédou
oTiABwong 9um, 3um kai 1um.

3) FiveTal yaBnuATIKOG OPICPOG TNG TPOXOEIBOUG KAUTTUANG (KUKAOG Kal EUBUYpOUUO
THAMO MPAKOUG Dy PE apxr TNV apxrn Tou KUKAOU Kal Tuxaio TéPAG-O KUKAOG
TTEPIOTPEPETAI OAV TPOXOG ETTI TUXQIAG KAPTTUANG(TTEPIOTPEPOVTAG Padi Tou Kal TO
EUBUYPAUPO TUAMA), HME OTTOTEAEOHA TO TTEPAG TOU €UBUYPOUUOU TUAUATOG VO
onuioupyei TNV Tpoxoeidy KAUTTUAN). AkoAouBei ouvdeon Twv peyeBwv TNG
TPOX0€IOOUG KAPTTUANG ME TIG TTOPOAUETPOUG TNG OTIABWONG Kal UTTOAOYIOUOG TNG
effective tool diameter (D, ¢ ) Kai TNG Dy,

OpiCetai etmiong n Space-Filling Curve Hilbert, 1ng kai K&Be €idoug avwTePng TAENG.
YTroAoyiZeTal 1o tool path. Zav 0dnyog yia mn xdpa&n TG TPOX0EIdOUG TTOPEIOG TTOU
Ba akoAoubnoel To gpyaAcio xpnoiuotroicital n SFC Hilbert, rpdyua mmou e§ac@aAilel
OMOoIOPOP®N KAAUWN NG emmipdvelag. Me Bdon autrv uttoAoyifovTal Ta EQOTITOPEVIKA
f Kal K&Beta 7 dlavuopata otn BondnTikr KAUTTUAN TTou €ival atrapaitnta yia Tn
xapaén Tou tool path.

4) 5 axis milling machining.

5) XpAon vouou Preston kai €g¢€taon ywviag kAiong kotrmikou (tilt angle) kai
€TTI®PAONG TNG oTNV £Qapuolouevn duvaun oTiABwaong cuvapTtioel Tou displacement.

H T1eAIK €kBeon Twv OTTOTEAEOUATWY YiveTal PE Xpion Twv TTapauEéTpwy Ssk
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(Skewness of topography height distribution) kai Sku (Kurtosis of topography height

distribution), 6TTwW¢ autd opifovral aTo Appendix Tou paper.

26)2009-Tsai:

levikd: Zxedialetan éva Uniform Material Removal model (UMR) yia éva Automatic
Mold Polishing System (AMPS).

Xwplopdg TTapayovIiwy o€ KIVAUATIKOUG (PUBUICOPEVOI ATTO TNV £pYAAEIOUNXAv]) Kal
AoITToug (agopouv To €id0G TOUu UAIKOU TOU TePAyiou Kal TO OTIABWTIKO TTOU
XPNOoIJOoTIOIEITAl).

1) Two identical molds were used for comparison. Both are convex in nature with the
dimensions 120x130mm? when projecting to the horizontal plane.

2) Copper polishing ring with NAK80.

3) AiveTal paBnPATIKOG TTAPAUETPIKOG oplopdg emi@daveiag Non-Uniform Relational B-
spline Surface (NURBS). YTroAoyiCovrtai Ta first kar second fundamental matrices kai
ev ouveyeia n Gaussian curvature (x;) kal mean curvature (k). TEAOG uttoAoyiCovTal
ol 2 principal radii of curvature. TéAog, ag onueiwBei OTI PTTopEl va yivel TTANPEG
classification kGBe onueiou TNG CUYKEKPIKMEVNG ETTIPAVEIOG BATEI TWV 2 TIHWV K; Kal

Ky O€ auTto, WG €EAG:
e Kk; >0 Kalky <0< convex elliptic point.
e Kk; >0 Kalky >0« concave elliptic point.

e k; >0 & hyperbolic point.

Mivetar avdAuon Tng ema@ng Tou polishing ring o kABe €idog empAveIag Kai
uttoAoyileTal To TTAGTOG ETTAQPNG TNG TTPOG Agiavon €TTIPAVEIO PYE TOUG KOKKOUG TNG
OlapavTaAoIprig TTou XPNOIKOTTOIEITAl.

Paths: One (Mold 1) was polished by using Peano path with UMR control, the other
(Mold 2) was polished by scan-weaving path.

5) Movtého @Bopdg katd Peterson. Etriong utroAoyietal 10 BApog apaipoUpeEVou
UAIKOU avd povada emi@aveiag eTa@Aig Kal o puBudg NETABOANG TOU CUYKEKPIKEVOU
MeyEBouUG Kal uttoAoyieTal n dUvVANN €TTAPNG oav YIVOUEVO TNG ETTIQAVEING ETTAPNAG
Kal TnNG aokoupevng Trieong. Ev ouveyxeia akoAouBeital avdAuon Taguchi yia Ta
material removal experiments kai evtoTmieTal T0 TTOCO €TTNEEACEI KABE TTapPAyovTag

Tov Adyo S/N Tou material removal.

27)2009-Wang:

3) AvAAuon povTéAOU E€TTIQAVEIOG TTOU €0TIAZEI OTO YEWMETPIKA UEYEDN Twv grains

(diameter, number of grains per unit area, grain ratio, xprjon Gaussian distribution yia
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ekTiunon height protrusion) kalr oTov UTTOAOYICHO TOU BaBuol €IoXWPENONAS TOUG OTNV
TTPog oTIABwaoN em@QAveIa yia ToV UTToAoyIoud Tng dUvaung Kal Tou material removal
rate wg 1pog 10 depth indentation Twv abrasive grains.

5) AkouAouBeital elastic kai plastic deformation analysis kai uttoAoyietal To depth of
indentation, n Trieon TTou aokeital, kabwg Kai Ta linear removal intensity (removal
depth of per unit contact length) kair material removal depth Tng em@daveiag
KATEPYOOIAG.

TENOG, ek@pAlovTal PECW OXECEWV KAl JIAYPAMMATWY TA OTTOTEAECHATA, VW

TTapaTiBeTal TTAAPEG SIAYPAUUA POFG TOU CUYKEKPIPEVOU HOVTEAOU.

28)2009-Wu:
1) The work material is JIS SKD61 (AISI H13) tool steel of HRC50.

2) The abrasive stone is WA (white AlI203).
5) Zxediaoudg Neuro-Fuzzy decision-making system.

MNapdyovTec TTou yeTaBdAAovTal:

e Abrasive stone grain size.

e Polishing pressure.

e Polishing time.

e Workpiece rotational speed.

¢ Initial mold surface roughness.
(rest factors remain constant).
AkoAouBnoe performance test set up, OTTOU KAl PETPABNKE O XPOVOG ETTITEULNG
OPIaKAG TPaXUTNTAG YIO CUYKEKPIYEVO grain size kai rotational speed, petaBdaAAovtag
TNV apXIKi TpaxuTtnta TngG em@dvelag. Etmiong xapdxbnkav ol polishing efficiency
curves (puBbudg METABOANG TNG TPaxUTNTOG ETTIPAVEIOG OUVOPTACElI TNG OPXIKAG
TPpaxUTNTOG yia Ta dIaPOPETIKA grain size). Me Bdon autd TrePIOPICOUPE TOUG TTPOG
e€éTaon ouvduaopoUlg €MITTEdWY TwV TTOPAYyOVTWY, a@ou Egival TTPOPAVEG OTI HE
TTOANOUG €€ auTwyv dev €ival duvaTd va €Xoupe BEATIOTOTTOINCN TOU ATTOTEAECUATOG
TNG KATEPYAODIaG.
lvetar definition Twv membership functions Tou Neuro-Fuzzy decision-making
system pe xprion Tng Kavovikng (Gaussian Katavopng) Kal e KatdAAnAn emAoyn
aTTOKAIONG yIa KABE TIEPITITWON, WOTE VA ETMITUYXAVETAI IKAVOTTOINTIKO ETTITTEO0
OIaKPITOTTOINONG TOU EKACTOTE PEYEBOUG.
Truthed data sets xpnoigotroloUvTal yia To establishment 96 kavovwv Tou

OUCTAMPATOG, JE BAON TOug OTToioug YivovTal Ol €TTIAOYEG, EVW WE TA OTTOTEAEOUATO
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Tou €fdyovTal Trpayuartotroleital éva  €idog avadpaong kair adjustment Twv
membership functions péow xpriong Root Mean Squared Error (RMSE).

216)0¢: Time-minimized optimal set of polishing parameters (mBavr] xprion autng
NG MeBGdou avTti Tng avaAuong Taguchi, kabwg egetaloupe 6x1 POvo TNV TTOIOTNTA
TWV AaTTOTEAEOUATWY TNG OTIABwONG, aAAd Kal Tov XpOvo TTou aTTaITeital yia Tnv

ATTOTTEPATWON TNG KATEPYATIAG).

29)2010-Tam:

2) Xpnoigotroigital elliptic tool oTIG TTIPOCOPOIWOEIG TTOU TTAPOUCIAdovTal.
3) AvagépovTal €k véou TTapadeiypaTta tool paths:

e scanning path (u-path).

e Dbi-directional scanning path.

e Hilbert path.

e Peano path.
To TTAATOG TNG TTEPIOXNS OTIABWONG TTOU KAAUTITETAI HECW TNG TPOXO0EIDOUS Kivnong
TOU KOTITIKOU €pyaAeiou eival peyaAutepo ammd Tnv ammdéoTtacn OUO  VEITOVIKWY
yPauUWYV Tou tool path, cuvemmwg, civalr TTpo@aveég 0TI uTTApPXEl BaBudg eTIKAAUWNG,
OlaQopeTIKOG avaloya pe 1o KABe €idog tool path, TTou eTnpEEeddel TNV TTOOOTNTA
agaipoupevou UANIKoU. Aivetar 10 didypappa Tou peak-to-valley height (hy,)
ouvapThoel Tou pitch (gap between adjacent path lines). TéAog kataokeudlovTai Ol
TPIOSIAOTATOI XAPTES apaipeBEVTOg UAIKOU yia Ta 4 dIaQOPETIKA scanning tools.
2nugiwon! Agloonueiwtn opoidtnTa bi-directional kai Peano, 61Tw¢ avauevoTav amo
10 similarity Twv 800 poTiBwv WG TTPOG TN PEBODO e TNV OTToia ETTITUYXAVETAI TO
surface-filling.

o Aivovral diaypdupata normalized peak height ouvaptoel Tou path density

yla KA@B¢ tool path kai yia SIGQOPES YEWUETPIEG KOTITIKWYV EPYAAEIWV.
e Mrropei va xpnoigotroinBei yia €mmAoyry KatdAAnAou epyaAeiou ouvapTAOEI
akoAouBoupevou tool path, yia BEATIOTOTTOINCN TOU OTTOTEAECUATOG WG TTPOG

TNV eAayioToTToinon Tou BaBoug xapayng kai Tou peak-to-valley height.

30)2013-Sprauel:

1) Workpiece used for the experimental validation: The polished surface is a part of

friction
surface of unicompartmental knee prostheses.
2) First, the surface is rough machined with a flat end mill. Next an abrasive ball tool

is used to semi-finishing. The finishing is realized with a polishing tool composed of

37



emery grain (size around 50 _m) linked by a supple rubber. The geometry of the
polishing tool is a cylinder of 32 mm in diameter and height. During the polishing
operation, lubricant is employed. The flow used is a grinding lubricant with a low fat
content and a pressure of around 5 bars.
3) MéBodog xdpaéng Tou tool path:
e >UvoAo onpeiwv M; utroloyiopéva amd ouotnua CAM. (onueia eTTi TG
kKauTtruAng Hilbert/Peano i otroioudrirote Space-Filling Curve pattern).
o Xpron 5-degree polynomial interpolation yia dnuioupyia smooth curvature.
o Computation Tou polishing tool path peTagu 2 diadoxikwv onpeiwv M; kal M.
e [lapouacialovTal o1 OIAPOPETIKEG HOopPoAoyiec Twv elementary patterns,
avaloya JE TIC TIMEG TWV TTAPAMETPWY R Kal a TTou XPnOIMOTTOIoUvVTal OTNn
ox£0n opIoHoU TNG KAPTIUANG Tou polishing path.
¢ Computation Tng kAiong (inclination) Tou KOTITIKOU £pyaAgiou KaT@ PKOG Tou
carrier tool path trajectory.
5) AkoAouBei tool wear optimization pe 2 povtéAa:
¢ Non uniform tool wear with trochoid patterns.
e Uniform tool wear with Spade patterns.

KaBwg kal BeATIoTOTTOINON TOU TPOTTOU KAAUWNG (Covering) TNG ETTIPAVEIQG.

31)2013-Uddeholm polishing 05:

AivovTal yevikég TTANpo@opieg Kai guidelines wg Tmpog Ta EAG:

e /AGYOI yIa TOUG OTTOIOUG ETTIOILOKETAI KOAG QIVIpIOPA ETTIQPAVEIG.
o [lolol TTapayovTeg eTnpeAdouv TNV TEAIKH TTOIOTATA TNG ETTIPAVEIAG.
o Avagopd cidwv tool steels mTou xpnoiyoTroloUvTal kal surface preparation
XWPIoPEVNG o€ 4 €idn-oT1ddia:
v"grinding (kai grinding hints).
v lapping.
v" polishing (kai polishing hints).
v buffing.
o [lepiypagn Twv abrasives kal Twv lubricants kai Taipiaoua Tou KABevog Pe TO
avTioTOIXO OTABIO TNG OTIABWONG YIO TO OTTOIO EVOEIKVUTAI-TTPOOPICETAI.
o EmiAuon mpofAnuaTwy OTTwg orange peel (6wn @AoioU TTOPTOKAAIOU) Kal
pitting (pin holes occurring on polished surface).
o Avagopd og TPOTTOUG PETPNONG TPAXUTNTAG KAI YEVIKA O€ TPOTTOUG EKTIUNONG

TNG TOIGTNTAG TNG TTPOKUTITOUCOG ETTIPAVEING, KABWS Kal oUVToPn avagopd
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Kal €TTe€Aynon Twv epyoAciwv kal dlaTdgewv Pe Ta oTToia yivetal n héTpnon
TWV EKACTOTE PUEYEBWV.
2uptrépaopa: Mmopei va xpnoipotroindei yia Tn Afwn atro@dccwy Katd 1n dieEaywyn
TWV TTEIPAPATWY KAl oav évag Xproihog odnyodc-pondbnua yia Tnv PETPNON Twv
MEYEBWV TTOU aTTaIToUVTal yIa TNV TTOCOTIKOTTOINGN TwV £§ayOUEVWY ATTOTEAEOUATWY

KAl TNV €5aywyr] CUUTTEPOACHATWV.
1.3 Aopn Epyaociag

2Tnv Trapoucda JITTAWMATIKA TTapoucidlovtal apXikd, oTa TTAaiola  Tng
BIBAIOYPOQIKAG avaoKOTINONG, KATTOIEG HEAETEG TTOU €XOUV Yivel PE OTOXO Tnv
auTopaTtoTroinon NG oTiABwong. EmimTAéov, onueiwvovTal Ta PaoikOTeEPA OTOIXEIN
KABe piag atro auTég TIG ATTOTTEIPEG KAl YiVETAI Hia evOEAEXNG TTPOCTTABEIA EVTOTTICHOU
TIAEOVEKTNHATWY KAl PEIOVEKTANATWY PE EUPaacn o€ TOAvEG BEATILWOEIG.

2TO0 TTPWTO €1I0aywyIKd KEQAAQIO, TTOPOUCIAZETAlI O OKOTTOG ThG €PYaCiag,
TIPOYHOTOTTOIEITAI Hia ApKETA eKTEVAG BIBAIOYPOQIKN] avaoKkOTINon Kal TTapdbeon
Baoikwv oToIxeiwv Twv AdN TTPAYHATOTTOINBEVTWY EPEUVWIV, Kal EKTIBETAI N dopr TNG
gpyaaiag.

210 OeUTEPO KEQAAQIO TNG €pyaciag, Tou akoAouBei Tn BIBAIoypa@iknA
avaokoTTnon, yiveral pia eicaywyr ota Bacikd oToixeia TNG oTiABwaong, e TapdBeon
opIoPwV Kal dlakpitotroinon Tng diadikaciag pe PBaon didgopa Kpitrpia. ETmimAéov
avTioToIxiCeTal KGBe oTddIO TNG dladikaciag ota KaTAAANAQ gpyaAgia Kal yiveral pia
OUVOTITIKA TTEPIYPAQPT) TNG XEIPOKivNTNG OTIABwoNg, Tou Ba Xpnoiyotroinbei oav Bdon
yla T die§aywyn Twv TeipapaTwy. TEAog TTapatiOevral KATTola oToIxEia TNG Bewpiag
ETTIPAVEIWV.

2TO TPITO KEPAAQIO YIVETAI EI0QYWYN TNG €vvolag TNG TPOXOEIBOUG KAPTTUANG
Kal TTANPNG TTaPAUETPIKOG opIouoOS TNG. O opIouOg TNG yiveTal apxikd pe odnyo
KAUTTUAN Tov agova Ox. Ev ouvexeia xpnoipgotrololvTal dU0 YOVTEAQ, €va yia PIKPEG
KAio€Ig 0dnyoU KauTtrUANG Kal €va akpifég PMOVTEAOD, yia va €TTeKTaBOUNE o€ XApagn
TPOXO0€IO0UG e oTToIadATTOTE 0ONYO KOWTTUAN Tou emimmédou Oxy. Kartdmiv, e
o0edopévn TNV emAoyry dakTuAiou OTIABwonNg wg egpyaleio dnuioupyeital PEBodOg
EMAOYNG KOTAAANAWY  TIWV  TTAPAPETPWY  TPOXOEIBOUG yId VO  ETTITUYXAVETAI
TTANPATATA KAl OJOIoPOP@ia KAAUWNG TNG ETTITTEDNG ETTIPAVEIAG.

270 TETOPTO KEPAAQIO YiVETAI KATAYPAPH TwV UAIKWY TTOU XPNOIKOTToIRBNKav
Kal TNG d1adIKagiag Pe TNV OTToia KATAOKEUGOTNKAY ol U0 BACEIS yia TNV TTPOCOL0N
Tou grinder oTto kévipo Katepyaoiwv CNC. H mpwTtn Bdon eival GKauTTn, €V N

OeUTEPN XPNOIUOTTIOIEI YPAUMIKG POUAEUAV Kal eAatripla i KAaTAGAANAa AdoTixa yia Tov
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TTPoGdIopIoud TNG acKoUuevng duvaung. AivovTal QuwToypagieg Kal oXAUATA Kal TwV
OUO KOTAOKEUWV Kal yiveTal avdAuon Kal aimioAdynon Twv TTEPITITWOEWY YIG TIG
oTToiEG OuUVIOTATAl N XPAON TNG Miag i TNG AAAng avdAloya pe 1O €idOG TNG TTPOG
oTiABwon em@aveiag Kal To epyaAeio oTIABwaoNG TTou €XEl ETTIAEYEI.

270 TTEUTITO KEQPAAQIO divovTal  OpICHEVO  TTPOKOTAPKTIKA — OTOIXEIQ  TTOU
TponynRénkav Tng TrelpapaTikng diadikaciag. Mvetal uttoAoyiopdg TNG okKANPATNTOG
TOU doKIYiou Kal ekTiBeTal N HEBOSOG dnUIoUPYIaG apxXIKAG TPaXUTNTAG UTTO TN HOPPR
auhakwoewyv. ETriong, uttoAoyiovial YEWMETPIKA Ol TTEPIOPIOUOI WG TIPOG TNV
TTEPIOTPOP TOU OAKTUAIOU TTEPI TOU KEVTPOU TTEPIOTPOPAG TOU Kal diveTal Wia Bacikni
peBodoAoyia yia Tov utToAoyIoud Tou tool path oTig Tpelg dlaoTAaoelg. TEAOG, yiveTal
ouyypaQrn Kal eKTEAEON 0 YAWOOQ TTPOYPAMATIONoU C evdg d10dIdoTaTOU POVTEAOU
utToAoyIouOU TOou onueiou TTou Ba divetal oe G-code ouvapTACEl TWV OnUEiwv
ETTAQPAG TOU OOKTUAIOU OTnNV €KAOTOTE ETIPAVEIA, KUPTA i KOiAn, étav auth diveTal
aT1TO CUYKEKPIPEVN EEiowon.

270 €KTO KEQAAQIO YiveTal Hia TTEPIYPAPN TWV TTEIPAUATWY TTOU EyIvay, E€iTe
XEIPOKIVNTA, EITE auTOPATOTIOINUEVA KAl KaTaypdgovTal Ta e§ayoueva atmoTeEAEoATA.

210 €Bdopo Ke@AAaIo ekTiIBeTaI pia avaokOTINON TwWV CUUTTEPACHATWY TTOU
eCdyovtal ammd TNV CUYKEKPIPEVN gpyaaia Kal TTapaTiBevtal duvatdTnTeG JEAAOVTIKAG
MEAETNG ETTi TOU iDIOU AVTIKEIUEVOU.

AkoAouBouUv Téooepa TTAPAPTAMOTA. ZTO TTPWTO aTTd auTd TTaparibevral ol
KwoIkeg Precise Model xdpa&ng Tpoxoeidoug kai 2D Model dnpioupyiag G-code data,
YPOUMEVOlI O YAWOOQ TTpoypaupaTioyou C. 210 delTepo TTapaTiBevral ol G-codes
TTOU Xpnolgotroindnkav, agevog yia Tn dnuioupyia apxIKAG Tpaxutntag HEOW
QUAOKWOEWY OTO OOKIUIO KAl QQETEPOU YIa £QAPHOYH TPOX0EIBoUG eTTiTTedoU pattern
OTIG QUTOUATOTTOINKEVEG OOKIMEG. 2TO TPITO TTAPAPTNUA TTAPATIOEVTAI OI OXECEIC TNG
puEBGBoU Newton-Raphson yia Tnv €TmiAUCn PN YPOUUIKWY CUCTNUATWY (2 oX£0€Ig-2
AyvwaoTol) TToU XpNnolhoTroinenke otov Kwdika Ttou 2D Model, evwy oTto TETOPTO
TapdpTnua TTapatifevral k&tmola datasheets pe TEXVIKA XAPAKTNPIOTIKA ATTO EPYAAEia
TTOU XPNOIKOTTOINBNKAYV OTNV CUYKEKPIYEVN EPYOTIQ.

H dimAwpariki epyacia ouvodevetal kal amd éva CD-ROM Trou TTepIEXEl
OAoug Toug KWOIKEG TTOU XpPnoiyoTToinénkav, Ta apxeia excel mou dnuioupyrdnkav,
KaBwg Kal puwTtoypagieg Kal ox£dia ¢aptnUaTwy Twy Bdoewyv TTou £yivav JECW TOU

oxedlaaTikou TrepIB&AAovTog Tou SolidWorks.
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2 Opliopoi KAl YEVIKA OTOIXEIO

2.1 OpIiopo6g Kal Karnyoplotroinon Tng oTiABwong

Me Tov 6po «OTIABWON» 1 «YUGAITHO» YIVETAI ava@opd OTNV ETTIPAVEIOKT] CUUTTUKVWON
Mopiwv oTnv katepyalduevn emeaveia. Kard mn didpkeia Tng oTiABwong dnuioupyeital
Mia véa emavela, eAaxioTa XaunAotepa Tng mrponyoupevns. ‘Eva pépog Twyv popiwv
TTou Bpiokovtal dvwbev auTig Ba TTapapeivouv €TTAvVW OTO €pyaAcio Katepyaoiag, Eva
MépOog Ba dlackopTmioBei oTo TTEPIBAAAOY, evw Ta utTOAoITTa Ba cuyxwveuBoUv aTnVv
Kaivoupla ETTIPAVEIA TTOU OnUIoUpPYEiTal. AUTO €xe€l oav OTTOTEAECOUA TN CUMPTTUKVWON
TWV Popiwv TTavw oTnV KaTepyalopevn emQAveIa, yeyovog TTou divel TNV weudaicbnon
TOU «YUQAIOPATOGY», KGBWGS N GUUTTUKVWOT) TwV Hopiwv OEV aPAVEl TO WG va TTEPAOEI
pMéoa oTo PETOAAO O€ Kavéva TTO000TO TOU, avayKAZovTag TO VA AVOKAAOTEN OAIKWG,
OivovTag Tnv €IKOva £MQAVEIAG- «KABPEPTN».

ATO Ta TTpoavaQePBEéVTa €EAYETAI EUKOAQ TO CUUTTEPACHO OTI n OTIABwon
atroTeAei pia pop@r em@avelokig okAfpuvong. Emeidn 8 oe dpaga PETAANa, OTTOU
ouvavTaTal akavovioTn Katavoun popiwv, Ba Trapaueivouv KATTOIO KEVA META TN
oTiABwon, ocuptrepaivoupe 61l 600 IO OKANPOS 0 XAAUBag, TOCO KOAUTEPN TEAIKN
ToIdTNTa £mM@Aveiag cival duvatd va emTeuxBei péow Tng oTiABwong. 'Evag yevikdg
Kavovag eivalr o1, 600 augdvetal n OKANPOTNTA Tou PETAAAOU TTOU €TTIBUPOUNE va
yuaAioouue, 1000 TTI0 OUCKOAN n Katepyaoia Tou, oAAd kal TOOO KaAUTEPO TO
atmmoTéAeopa TNG oTIABwoNg TTapdAAnAa. Z10 akdAouBo oxrfua, eaivetal n diagopd oTnv

didTagn Twv popiwv PeTagU evog Baupévou Kal evog aBagou xaAuBa.
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ZxAua 2-1. Aidragn popiwv o€ Bappévo kal apago xaAuBa.

2TN OUYKEKPIMEVN €pyacia wg METPO TNG TIOIOTNTAG TnG E€mMQAvelag Ba

xpnoiyotroigital n peak-to-valley tpaxutnta (R,), n otroia opifetal B&on Tou PEYIOTOU
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Baboug koIAGdag R, (maximum valley depth) kai Tou péyioTou Uyoug Kopueng R,
(maximum peak height), wg €gAc:
R, = R, — R, = max;(y;) — min;(y;) (2-1)

OTToU e y; oupBoAifovral Ta Uwn Kai BaBn amd Tn péon YPAMUMN TOU TTPOQIA
TpaXUTNTOG TNG TIPOG €EETAOIV emQAvelng. Me Bdon tnv peak-to-valley Ttpaxutnra
KaBiotatal duvaTd va TTPOXWPENOOUPE Ot €va BaoIKO dlaXwpIoUd Twv ETITEOWYV
oTiABwonNg, wg £EAG:

1. 2T1iABwon eéwAkeuang: To etiredo oTiANBwaong dev gival Idlaitepa uwnAod (300-37
MmM), KaBATI o1 MIPAVEIEG TOU KAAOUTTIOU aTTaITEITal va AElavBouv eAAXIoTa WOTE
va BonBroouv oTnv £EWAKEUGN TOU TTPOIOVTOG.

2. ZriABwaon mapougiaon¢ avrikeipuévou: To emmimedo OTIABwoNG TTOIKIAEL, WOTOCO
gival o€ KAOe TTEPITITWON KAAUTEPO OUYKPITIKA WE TN oTiABwon e§wAkeuong (32-
7 um).

3. ZTiNBwon akpiBeiag: To emimedo aTiABwaong eival 1daitepa uwnAod (7-0,04 um),
OI10TI TTépav Tou OTI €ival AVOYKAIO TO QVTIKEIMEVO va TTAPOUCIACEl ETTIPAVEIQ
«KOBPEPTNY, aTTaITEITAI €TTIONG N MIKPOMETPIKN aKpiBela TnNG ETMQAVEIQG.
XapakTnpIoTIKA TTapadeiypata oTIABwoNng akpifeiag atroteAolv O QAKOi Twv
yuaAiwv opdoewg kal n CehaTiva KPpAVOUG HOTOOUKAETWY, OTTOU QTTQITEITAI
atroAuTn Sla@Aveld, aAAG Kal PIKPOUETPIKA TEAEIOTNTA TWV ETTIQAVEIWY, TTPOG
ATTOQUYRY AAAOIWONG TWV OTITIKWY TOUG XOPAKTNPIOTIKWY, TTou Ba odnyouloe o€

OTITIKEG TTOPANOPPUICEIG.
2.2 AvrioToixion otadiwv oTiABwong ota KAatdAAnAa epyalsia

H apxikr) Tpaxutnta Tou PETAANOU 0€ uvOUAONO PE TOV TUTTO TOU PETAAAOU Kal Tnv
KatdoTaor] Tou (Baupévo i dpago) gival ol Bacikoi TTapdyovTeg TTou Ba kabopicouv Tnv
diadikaoia emAOYAg K&Be Bripatog oTiABwong. Zuykekpipéva, n dladikaoia TNG TEAIKAG
OTIABwONG UTTOdIAIPEITAI TTEPAITEPW OTIG KATWTEPW PATEIG:

1. ZTiABwon pe ptrpouvTtdo (Lapping),

2. Z1iNBwon pe TAaOTIKO A EUAO (Fine-Lapping),

3. ZTiABwon pe keTo€, TTavi A Bappaki (Polishing).

O1 katepyaaoieg TTou POAIG ava@épBnkav gekivouv Trepittou atmmd T1a 10 ym kai
kKataArlyouv ota 3 €éwg 1 um. H diapopd petagl Twv Tpiwv €1dWv OTIABwOoNG TTou
TTpoava@épOnkav evroticetal 010 PBabud dieiocduong Twv KOKKWY TNG SlauavTaloiprg
1600 OTO €pyaAgio, 600 Kal OTNV TIPOG OTIABWON ETMQAVEIQ KOl ATTEIKOVICETAI OTO

TTAPAKATW OXAMA.
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Kevofs £6ho PAPOHVIZOS
navi nAGoniKd
BapBds: ' |

7 siea

Hardened steel

IxAua 2-2. Aicioduon OI0PavTOKOKKOU o€ JIaPOPETIKG €idn epyaleiou yia dedOUEVN

KaTepyalOuEVN ETTIQAVEIQ.

QoTO00, 01 €MQPAVEIEG TTOU TTPoEpXOoVTal aTTd KaTtepyaoia oe TOpvo, @péda,
CNC, pekTi@ié 1] NAEKTPOBIARPWAN KATA KAVOVA OTTEXOUV OPKETA aTTd TO ETTITTE®O TWV
10 ym, ouveTTwg TIPIV atmd TN OTIABwON Tou Tepayiou TTPETTEl va TTponynBei dGAAou
gidoug katepyacia, wg TIpocToIacia yia TO TeAIKG OTAdIO TTPOG ATTOKTNON TNG
ETTIPAVEIAG-«KABPEPTN» TTOU €MMBUPOUUE. ZTov Trivaka 2-1 @aivetal To E£TTiTTEDO
TpOXUTNTOG €TMQaveiag peak-to-valley Tou TIPOKUTITEI METG ATTO TNV €KAOTOTE
KATEPYOOIia TOU TEPAYXiOU O€ BIGPOPES EPYAAEIOPNXAVEG.

O ouyKeKkpIPEVOG TTIVOKOG oG TTAPEXEI TTOAUTIUES TTANPOPOpPIESG, KOBWG, PETA TN
onuioupyia evog KaAouTriou pe TPEEINO OUYKeKpIYEVOU G-code O€ KEVTPO KATEPYATIWV
CNC pe katdAAnAo kovdUAI, fj ye otroladntmoTe GAAn péBodo, TTpétTel va yvwpilouue
TIPOCEYYIOTIKA TO €TMTTEdO TPAXUTNTAG TNG ETTIPAVEIOG TTOU ONUIOUPYEITAl WOTE VA
TTpocapudooupe TNV peBodoAoyia oTiABwong TTou Ba kpIBei KATAAANAN yia TNV €TTITEUEN
TOU €MOUUNTOU OTTOTEAEGUATOG.

XapaktnpIoTIKA, aTTaITeiTal N xprion €10IKwy diokwv (OuupIdéTTava-yuaAdxapTta)
N TTETPWV YIA TNV ATTOJAKPUVOT AVETTIBUUNTWY SIOUOPPWOEWYV ETTI TNG ETTIPAVEING TTOU
Oev gival duvaTtod va atropakpuvBouv pe Tn xprion SiapavTaAoipng Kal £101KoU daKTUAiou
oTiABwaong. O1 TETpeG gival atrd Ta TTAE0V Badikd UAIKA yia TO KATAPXNV YUGAIOUO TwvV
KQAOUTTIWV Kal N €TTIAOYH TNG OWOTAG TTETPAG, TOCO WG TTPOG TO UAIKO Kai TIG 1810TNTEG,
000 KOl WG TIPOG TO OXNMA, €xel MeEyYAAn onuacia yia Tnv emiTeuln Miag KaAAg

em@aveiag, TTadvw oTnv otroia Ba Eekivrioel n diadikaagia Tng oTiABwaong.
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Mivakag 2-1: Emitredo dnuioupyoupevng TpaxuTnTaG yia did@opa €idn KATEPYAoIwy o€

EPYAAEIOUNXAVEG.

Peak-to-Valley Range in pm DIN 4766

IE~REg+B8 win n 2
Procedure dd'“@gm"n-:wvﬁgﬁﬁ%%ggﬁ%%é
I | | IO

longitudinal machining on lathe

face machine on iathe e i

drilling

boring

abrasion

ciroumierential mitling

face miiling

filing

Wito [~ | foe | & (o [hy e

cii'cufar-iong grinding

-
o

circwiar-fevel grinding

—
~

surface grinding ' e o

o
Ry

polish grinding

13

short skroke honing

circular lapping

plain lapping RRX: SUTR ot

fine lapping

polishing

buffing

spark erosfon

O1 1o ouvnBiopévol TUTTOI TTETPAG Eival ol EEAG:

1.

MNérpa diaBpwaonc: Auti N TTETPA £XEl HEYAAN OKANPOTNTA Kal @OgipeTal TTOAU
OUOKOAQ yIa va avTéEel oToug TTOAU OKANPOoUG KOKKOUG TTou £Xouv dnuioupynBei
amd Tov OmVvOApa Tng nAekTpodidBpwong. Ag  onueiwBei 6T pbAIg
QTTOMAKPUVOEI TO KATAAOITTO TNG NAEKTPOdIABPWONG TTPETTEI VO OTANATHOEN TO
TPIYIMO TNG ETMIPAVEIAG PE QUTO TO €i0OG TTETPAG TTPOTOU dnuioupynBei ypEQ Kal
QTTOTPEWEI TNV ETMPAVEIA aTTO TO VA BEATIWOEI WG TTPOG TNV TTOIOTNTA TNG.

lérpa paAakn: Auth n TTETPA EXEl MIKPA OKANPAOTNTA KAl €ival EUAAWTN OTn
@Bopd. MNa autdv akpiBwg 10 Adyo dev Ba dnuioupyrioel TOTE ypEQ OTnV
KaTepyalopevn ETTIQAVEIN KAl YEVIKA a@AVEl TTOAU KOAA ETTIQAVEIA, WOTOOO €XEI
uywnAoS k6oToG BIOTI POEipETAI TTIO YPriyOoPA.

lérpa nuiokAnpn: AuTh n TTETPA XPNOIUOTTOIEITAI KUPIWG O€ Bappéva KalouTa,

Oev a@Avel YPEQ Kal dnIoupyEi ETIPAVEIA KOAAG TTOIGTNTOG.

Metd Tnv TpocToIpacia TNG €m@Avelag yia Tn OTIABwon pe TNV KATGAANAn TTéTpa,

akoAouBei oTiABwon pe TN xprion diapavraioipwy. O1 diagavtaloiQEég diakpivovTal o€

TPEIG KATNYOPIEG, avaAoya Pe TO €idog Tou dlapavTioU atrd TO OTToi0 ATTOTEAOUVTAI Ol

KOKKOI TToU BpiokovTal oTnv ahoi@r). O1 KaTnyopieg auTég gival o1 €ENG:

1. Koékkog atmmod @uaikéd diaudvri,
2. KoOkkog a1rd povokpuoTaAAIKS TexvnTo SlaudvTi,

3. Kokkog atrd TTOAUKPUGTAAAIKG TeEXVNTO SIAUAVTI.
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Ooov agopd atnv €mmAoyA diapavtaloipng, n oTiABwaon ue KOKkoug peyéBoug ammo 10
MM Kal avw €ival TTPOTINOTEPO VA YiveTal UE TTOAUKPUCTOAAIKA Siapavtaloipr), 10T
AOYW TWV TTOAAWYV YWVIWV TWV KOKKWV €xel KaAUTEPO EUOTIKO atroTéAeopa. QoTO0O0, N
oTiABwon yia o1ddia atd 7 ym £€wg 1 um gival KAAUTEPO Va YiVETAI HE POVOKPUOTAAAIK
olapavtaAoipr), AOyw Twv KOAUTEPWVY A€IQVTIKWY IBIOTATWY TNG OUYKEKPIUEVNG
KaTnyopiag.

Tooo yia TIG TTETPEG, 600 Kal yia TIG DIOUAVTAAOIPEG £XOUV UI00eTNBET dIEBVWIG
ATTOOEKTA TTPOTUTTA PETPNONG TOU PEYEBOUG TWV KOKKWY, TO OTToia KAl gpaivovTal OTOV

akoAoubo TTivaka.

Mivakag 2-2: AieBvy cucTruaTa PETPNoNg HEYEBOUG KOKKwYV (grain size A grit size).

AsgpopeTik oUOTAPOTE PETPNGONG KOKKWV

FERA FERA
30GB 3168 EUROPE UsSA Kdxrog
Kouxog Koxxog Kdxkog Koxiog o
Zyupddrave Nrouxdyapro Nérpag. Nérpag Mixpd pm
46 680 425-355
50 60 80 300-250
80 90 100 180-150
100 100 120 150-125
120 120 150 125-105
180 180 180 90-75
220 P 240 220 240 63-53
P 320 48-44
P 400 400 320 37-33
P 500 600 32-28
P 600 27-24
P 800 400 23-20
F 1000 1917
P 1200 800 16-14
1000 10
800 2
800 7
900 B

MNa tnv mpayuaromoinon NG oTiABwong pe Tnv emAexBeica diapavialoign,

atraiteital N xpnon €vog dlaAupatog (50% viv vepd, 25% viv yAukepivn, 25% viv
KaBapd oivoTTveUua), TTOU XPNOIYEUEI OTO va €TTITEUXOE N 1I0AVIKI) KOTAVOUN KOKKWV
mTdvw oTnv €mM@AvEID Tou KaTepyalopevou xAAuBa. AuTO yivetal pe éva AETITO
OMOIOUOPYPO OTPWHA TIOU KOTOANYEl va €XEl PeucTdOTNTA  AVTIOTOIXN ME €VOGQ

TTaxuppeuaTou Aadiou. MNa va dnuioupynBei auth n uen akoAouBeital n €€ dladikaaia.
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TotroBeTouvTal e TN 60COUETPIKA aUpPIyya, N OTToia BPICKETAI YE TO AVOIYUA TTPOG T
KATW, MIKPESG BOOEIS diauavTaAloipnrg avd Tepittou 15-20 mm kal ToTToBeTOoUVTAl ETTIONG
2-3 oTtayoveg diaAupartog avd 30-40 cm g1t TNG €m@Aveiag Tou Tepayiou. Kabwg To
epyaAeio (OTIABWTIKOG OAKTUAIOG TTPOCAPUOCHEVOG OTNV AKpn Tou grinder) Eekivd va
KQAUTITEl TNV KaTEPYAZOUEVN ETTIPAVEIA, TO WiyHa aTToKTA TNV KATAAANAN peuoToTNTa. AG
oNPEIWBEl OTI XpeIdleTal 101aiTEPN TTPOCOXN OTNV TTO0OTNTA TOU dOIGAUPATOG TTOU Ba
TOTT00£TNBEl, KOBWG UTTEPBOAIKA TTOCATNTA £XEI TNV TACON VO CUCCWPEUETAI Padi PE TN
dlapavTaAoipr) OoTNV AKpn Tou epyaAsiou xwpic atrotéAeopa. AvtiBeta, AlyodTepn Tng
evOEedEIYPEVNG TTOCOTNTA PTTOPET va 0dNyNoEl oTn dnuioupyia TTOAU OTEYVOU OTPWUATOG
uypou. Autd eival TmBavd va €xel WG aTTOTEAECHA TAV E€I0XWPENON TTOAAWY HOVWVY
KOKKWYV OTNV JOAAKK ETTIQAVEIR TOU EPYAAEIOU KAl TNV TTAPAUOVH TOUG EKEI, JE CUVETTEIN
TO METOAAO TTOU OQaIpeiTal aTTd TNV ETIPAVEIO TOU TEPAXiOU KATA Tn OTIABwon va
TayIOeUETAl  AVAPECO OTOUG KOKKOUG dlapavTioU Kal  va  dnUIoUpyEl  a@evog
QVETTIBUUNTEG XAPAYES OTNV KATEPYALOUEVN ETTIPAVEIQ, KAl APETEPOU PEYAAN @Bop& oTa
epyaAcia oTiABwong. Autd 1o TTPORANUa cival 1Id1aiTepa cuyxvd Katd Tn SIGAPKEIQ TOU
yuaAiopatog pe upmrpouvtlo (brass-lapping) kai pe mAaoTiké (plastic-finelapping) o€
TTOAU JOAOKOUG XAAUBES, XAAUBEG e PEYAAN TTEPIEKTIKOTNTA OE XPWHMIO, KABWS Kal O€
OAoug oxedOv Toug un Baupévoug XAAuBes. Otwg €xel Ndn avagepBei, yia va
emTeuxOei KaAn TToiIéTNTA OTIABWONG €ival atTapaitnTo 0 XAAUBAG va €xEl UTTOOTEI Bagr).

MeTd atré KGBe 0TAdIO TNG OTIABWONG, OKOAOUBEI OXOAAOTIKOG KOBAPIOPOG TWV
epyaAeiwy, TnNG KatepyaddPevNG ETIPAVEIQG KAl TWV XEPIWV TOU €PYATN, KABWG n
TTapapOVI] €vOG Kal PJOVO PeEYOAUTEPNG OIOPETPOU KOKKOU OTNV ETTIQPAVEIA KATA TN
di1dpkela TNG oTIABWONG ME WIAOTEPO KOKKO SIANAVTIOU PTTOPEI va dnNUIOUPYACE! AUUXEG
KAl VO KOTAOTPEWEI TNV TTOIOTNTA TNG ETTIQAVEIAG.

Ta pyeTaANIKG epyaleia €xOuv MIKPR EAAOTIKOTNTA, OEV UTTOXWPEOUV Kal AUTO £XEI
OQV CUVETTEIO VO PETOPEPOUV TOV KABE BIANAVTOKOKKO O€ Mia OUYKEKPIKEVN aTTOOTACN
e TNG em@dvelag Tou Katepyalouevou Tepayiou. Aemoupyouv, OnAadr, wg
OlapavTOAINES CuyKeKPIUEVOU peyEBoUg kOkkou. Otav yia oTiABwon XpnolyoTtrolouvTal
METOAAIKG, ouvnBéoTepa PTTPOUVTEIVA, EPYaAcLia, n Katepyaoia ovopdadetal lapping. Ag
oNMEIWOBEi OTI TO YUANIOHa pe PTTPOUVTCIva epyaAcia yiveTal ye diapavtaloipég atmo 40
MM €wg 3 um.

MikpdTepnNG OKANPOTNTAG Kal  PEYOAUTEPNG  UTTOXWPENTIKOTNTAG  £PYAAEIa,
KOTAOKEUOQOPEVA atrd TTAACTIKO A EUAO XPNOIPOTTOIOUVTal OTAV OTTAITEITAI TTOAU YEYAAN
akpiBela, n karepyacia pe autd ovopaletar fine-lapping kai o €0pog  TWvV
dlapavTaAoIpwy ol OTToieG OOUAEUOVTAI UE TA CUYKEKPIYEVA epyaAcia KupaiveTal atrd 15

MM €wg 3 um.
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TéAog, To AouoTpdpiopa (high-polish rj mirror-finish) emtuyxéveran pe e€aipetiké

MoAakd epyaheia, OTTwg TO UQOOHQ, O KETOEC N TO PBauBdki

Kal yiveralr e

olapavtaAoipég petagy 7 um kai 1 pum. Qotdéoo, TTpETTel va yivetal e 181aiTEPN

TTPocoXH, KaBWg To UTTEPROAIKS YUGAIGHA PE HAAOKA UAIKG gival duvaTd va xaAdoel Tnv

EMPAVEIQ TOU KaTepyalOUEVOU TEPOXIOU.

2TOV TTAPOKATW TTivaka QaiveTal n TTPOCEYYION TTOU TTPETTEl VO akoAouBnbei pe

Baon v apxikf TPaxUTNTA TNG TTPOG OTIABWON ETTIPAVEING KAl TO €i00G TNG (OPAIPIKH,

ETTITTEDN KATT).

Mivakag 2-3: Emieda Tpaxutntag duvatd va ammokTnBouv PECW TOU GUOTHNATOC

oTiABwong TnG eTaipgiag NOVAPAX.

Diagram of the peak-io-valiay helghts ranges obtairable with the NOVAPAX system,
Range of peak-to-valiey heights inym (Rt).
" Handie { Finishing method £gs ﬁ ? 2 100l
Girinding- Diamond fing
 Lapplng ot plans nd Metal ring
o spharic faces .
ﬂ(':g‘ aftilz Sh Firg lagning Plastic ing
Fnhshiﬁg Cloth dists
| g Diarond! fies
fiex-poli Sioning for plane !and ] f::‘:': f‘:;:s
R 1 (
{shorl-stroke) Lagping: curvad faces Lapos N
Finw lapping Fire lapping clements
Gringing Mounted point
poli-rotor
oiing) | Foous | g I | | | |
cunved faces Fet
Poilshing I I I l
Q¢ emegnynon otov Trivaka 2-3, a¢ onueiwBei 61 n péBodog flex-poli

Xpnoigotrolei €10IK TTaAIVOPOMIKY KEQPAAR (KE@AAR flex-poli) kal xpnoligoTrolEiTal yia

oTiBwon uywnAAg akpiBelag oe TTEPIOXEG KOIAOTATWY, evw n péBodog poli-rotor

Xpnoiyotrolgi €I0IKA TTEPIOTPOPIKA KEQAAR (KEQaAR poli-rotor) kai XxpnoIJoTToIEiTal yIa

TNV TIEPIOTPOPN BIaPOpwy epyaAciwv OTTwG BivTia, TPoxdkia, TTAACTIKA padiwy,

KETOEDEG, ANACTIXOTTETPEG KAl AAAQL.

2TNV ouykekpiuévn epyacia Ba emixeipnOei pia BeAtioToTroinon TG peEBOGSOU

ring-polishing. Ag onueiwBei 0TI TO dlapavTévio BAXTUAIDI TTOU aVAPEPETAI OTOV TTIVOKA

2-3 xpnOoIPoTIoIEITAl YIa EKXOVOPION TTPIV TO OTABIO TNG OTIABWONG KAl TOU QIVIPIOUATOG.

QoT1600, PtTopei va avtikataoTaBei pe TN xprion OTIABWTIKWY OIOKWV R TTETPWV UE

OXETIKA PeyaAo pEyeBog kKOkkou. Mia TTpakTikr uEB0dog yia va aglotroinbei pia meéTpa
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OTTOKTWVTAG TA YEWMETPIKA TTAEOVEKTAMATA €VOG OTIABWTIKOU OaKTUAioU eival n
akOAouBn. XpnoipoTrolgital YTTPoUvICIivog OAKTUAIOG Kal HOPQOTIOIEITal pia TTETPO O€
OXAMO KUAIVOPIKO. ZTn Ouvéxela, HE xpron KatdAAnAng koAAag (katd TtrpoTiunon
BevqivokoAAaG) KOAAGUE TNV KUAIVOPIKA TTETPA €TTi TOU PTTPOUVTIvou dakTuAiou. To
OTPWHA KOANOG TTPETTEI va eTTOAEIPOEi €1Ti TOU OAKTUAIOU Kal OxI €TTi TNG TTETPAG, YIa VA
atmo@euxBei atroppdPnon TNG KOAAAG attd TO TTOPWAEG UAIKO TNG TTETPAG, YEYOVOGS TTOU
a@evég Ba peiwve TNV TTOIGTNTA TG CUYKOAANONG Kal a@eTépou Ba odnyouoe o€ Peiwon
TNG ATTOTEAEOUATIKOTNTAG TNG TTETPAG KATA Trn OTIABwoN (Adyw aAAnAeTTidpaong pe TNV
okAnpupévn kOAAa). Eival kouBikAG onpaciag va xpnoigotroindei éva  KOvOUAI
OQAIPIKAG YEWMETPIAG YIa va dNPIOUPYNOEl dia TTOUTTE ETTIQAVEIA €TTI TNG TTETPAG OTAV
TTEPIOXN TTOU Ba EQPATITETAI OTNV TTPOG OTIABWON ETTIPAVEIQ, WOTE va UTTAPXEl Clearing
space vyia 1o amoBAnTa TNG OTIABwoNg, Kal va atro@euxBolv  xapayés Adyw
«OUPCIPaTOG» MIKpOYpeQIwY  €TTi TNG €TmQAavelag. ETriong, o1 métpeg Tpétrel va
OouAgUovTal PE KOTAAANAO WUKTIKO-NITTAVTIKO uypsd (TTeETpéAdIo 1 €IBIKO uypd) yia

dlatrpnon g Bepuokpaciag o€ emBUPNTA €TTITTEdDO WOTE VA PNV EICXWPIOOUNE OE

TTEPIOXES MOVIUNG BEPUIKNAG TTAPAUOPPWONG.

2.3 Baoikd oTolxeia €mQaAveIwV

H oTiABwon piag em@dveiag evog kaloutrioU €ival pia TTOAUTTAOKN diadikaacia
Kal N TTAAPNG KATavOoNon TNG YEWMETPIAG TNG €ival aTTapaAiTNTN YIA TV ATTOKTNON TOU
BéATIOTOU duvaTou atmroTeAéopaTog. [evikd, KEOe empAaveIa OTO XWPO dev dIETTETAI ATTO
opolopop@ia o€ KABe yerovid onueiwv TNG. YTTAPXOUV KOIAEG Kal KUPTEG TTEPIOXEG,
TTEPIOXEG TTOU PTTOPOUV VA TTPOCEYYIoO0UV IKAVOTTOINTIKA aTTd £va eTTITEdO KABWG Kal
onueia amméToung aAAayng aTté Koido o€ KUPTO (OnuEia KApTIAG).

Mia em@dveia PTTOpEl va eKQPACTEI UE APKETOUG OIOPOPETIKOUG TPOTTOUG.
AvaAoya e TO TT0I0G OTTO AUTOUG XPNOIMOTTOIEITAI ava TTEPITITWON, N TTPOCEYYIoN TTOU

TTPETTEI VO aKoAouBNBei dlagépel.
2.3.1 MpoodiopIoHOG ETTIPAVEING OTOV XWPO

‘Evag TpwTog TPOTTOC TTPOCdIOPICHOU [iag ETTIQAVEIAG GTOV XWPEO Eival PEow

NG XpRong egicwocwyv. H Baoikn eiowan piag emeaveiag oTig 3 dI0OTACEIS €ival pia
Oxéon TNG HOPPNG

z=f(xy) (2-2)
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OTr0U f(x,y) Mia OTTOIOBNATTIOTE CUVAPTNON TWV PETARANTWYV X Kal Y. Eival TTpo@avég o1
n oxéon (2-2) ameikovigel pia em@aveia, Kabwg o KaBe onueio (x,,y,) TOU EMITTEdOU
Oxy avTioToIxiel pia iy z, = f(x,,¥,).

QoT1600, OPICPEVEG QOPEG Mia ETTIPAVEIN UTTOPEI va XOPOKTNPIZETal atmd pia
eiowon Twv TPIWV PETARANTWY X, Y Kal zZ o€ TETTAeyPévn pop®r, dnAadn pe pia
egiowaon TG HOPPAG:

F(x,y,z) =0 (2-3)
Av n avaAuTIKr €TTIAUCN TNG OXE0NG (2-3) KATd TPOTTO TETOIO WOTE VA dWOEl oXEON TNG
HOP®NG TNG (2-2), WG TTPOG OTTOIAdNTIOTE ATTO TIG METAPRANTEG X, Y Kal Z gival aduvarn,
16T Aépe 6T n em@dveia €ival opliopévn pE egiowon TETTAeyUEVNG HOPPNRAG. Ag
ONPEIWOBET OTI, evw dev gival TTAVTA €QIKTO va TTPOKUWEl OXEON TNG HOPPAG (2-2) atrd
TNV (2-3), To avTiBeTO gival QIKTO 0 KABE TTEPITITWON PE Wia atTAr aAAayh HEAOUG.

‘Evag TeAeUTaIOg TPOTTOG EKQPACNG Hiag TPIOBIACTATNG ETTIPAVEIQG, €ival o€ KABE
Celyog oUVTETAYUEVWY Tou eTMITTEOOU OXYy va QvTIOTOIXIOTEI Kal éva UWog z,6nAadnh va
TTPOKUWOUV TTOANEG «OTAAEG» UE OUYKEKPIPMEVO UWOG N KaBepia yia TTOAAG onueia Tou
emmédou Oxy. H uéBodog auTtr) kaAeital Lattice Space Z-map Model. Ag onueiwdei 6T,
yIO VA €ival IKAVOTTOINTIKI N ATTEIKOVION TNG ETTIQAVEINS JE auTr TN HEB0dOo, TTpETTel TOOO
TO X 600 Kal T0 y va au&dvovTtal hge TTOAU JIKPO Bripa woTe va Angdei IKavoTroinTIKOG
apIBu6G TINWVY Kal va unv XoBei n okpiBeia oTOV EVTIOTTIONO ONUAVTIKWY AETTTOUEPEILV

TNG EMPAVEIAG, OTTWG AKPATATA KOI CAYHATIKA OnUEia.

Fig. 3 Lattice Space Model IZ-map

ZxApa 2-3. AvaTTapdoTaon £TTIPAvEiag oTo Xwpo péow Lattice Space Z-map Model.
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2.3.2 ZTolxEia TnNG Oewpiag eMIQAVEIWYV

‘Exovtag wg dedopévo OTI PeEAETAE pia eTQAvEIa TNG HOPPAS TG OXEONG (2-
3), KaBwg akdun Kal n pop®n (2-2) utropei va avaxBei TTOAU eUKoAa oTnv (2-3),
MTTOPOUUE va OpicOUpE KATTOIO BACIKA OTOIXEIO TNG CUYKEKPIMEVNG TPICOIAOTATNG
EMPAvEIAG. APXIKA, ME XPHON TWV HPEPIKWY TTAPAYWYWYV TG ouvapTtnong F(x,y, z)
gival duvatd va TTPocdIopIoTel TO KABETO OTNV emIPAvela didvuoua oe KABE onueio
QUTAG, WG €ENAG:

Av A(x,,¥,.Z,) €ival éva OnueEio TIOU avhAKeEl OTNV EmMQAveId, OnAadn

eTTaANBevel TNV egiowon (2-3), T6T1e TO diIAvuoua

OF OF OF
)l

gradF|, = (F;C,P;,,FZ)IA = (E'@'E (2-4)

gival KABETO OTO EQATITOPEVO ETTITTEDO TNG €MMIPAVEIOS OTO onueio A. Me Baon auTd,
gival duvaTd va TTPOCdIOPIOTEI TO €QATITOUEVO ETTITTEDO TNG ETTIPAVEIAG OTO A, KAl N
KABeTn oTnv em@dveia eubeia aTo onuéio A.

To epaTTopevo TTiITTEDO, £XEI £CicWon

ax+by+cz+d=0 (2-5)
ME Ta @, b kai ¢ va gival o1 3 cuvioTwoeg Tou KABeTou aTo onueio A dlavuoPaToG TNG
em@aveiag, amd Tn oxéon (2-4). To d TPOKUTITEl €UKOAQ, KABWG TO onueio A
emaAnBevel Tnv e€iowon (2-5).

H k&Betn otnv em@dvela euBeia oTo onueio A €xel e€iowaon

X—Xo — Y—Yo __ Z—2Zy =1
Fx|A Fy|A Fz|A

(2-6)

H oxéon (2-6) €€ayetal eUkoAa péow OlavUCPATIKAG avdAuong e OedOUEVO OTI N
OuyKekpIpévn euBcia eival TapdAANAn oto kdBeto otnv em@dveia didvuoua OTO

onueio A, evw Tautdxpova To onueio A TTpETTel va eTTaAnBelel TNy €¢icwaon TNG.

50



3 BeAmioTotroinon tou tool-path kai
YEWMETPIKA OTOIXEIO

3.1 MovreAotroinon pedddwyv xeipokivnTng oTiABwong

H oTiABwon cival yia diadikaoia Tou PEXPI TTPIV atTd Aiya Xpovia yivétav Kat
€COXAV XelpokivnTa atmd €CEIDIKEUPEVOUG TEXVITEG PE XINIAdEG wpeg epTTEIpiag. O
eKAOoTOTE TEXVITNG YUAAICE TNV TTPOG OTIABWON ETTIPAVEIA KIVWOVTAG TO £PYOAEIO PE TO
XépIA TOU ME TaXUTATA Kal TTieon TTou OpIfe N €PTTEIPIA TOU, Kal ETTIAEywvTAG ThV
Oladpopr] TToU £€KPIVE €KEIVOC w¢ PBEATIOTN yia TNV €TiTEUEn Tou €mBuPNTOU
amroteAéapaTog. Ta kpithpia TMAOYNG TNG OIadPOUAG AUTHG ATAV aPeVOS N ETTITEUEN
TTAAPOUG KAAUWNG TNG TTPOG OTIABwON ETTIPAVEIAG, APETEPOU N OUOIOPOPPIa KAAUWNG
NG em@dveiag, onAadr n atro@uyr utrePBOAIKOU apiBuol TTepacudtwy amo éva
onueio TNG o€ ouykpion Me KATToIo GAANo. AuTo Ba odnyouce GE avOUOIOPOpPYia TOU
QTTOTEAECUATOG, TTIOAVA KOTACOTPOPN TWV ATTOTEAECUATWY €VOG TTPONYOUUEVOU,
meavoTata xpovoPodpou, oTadiou oTIABwoNG i, oTNV XEIPOTEPN TWV TTEPITITWOEWY,
aAAayr} TNG OVOUAOTIKAG dIA0TAONG TOU TEPOXIOU OTO UTTEPOTIABWHEVO onueio, pE
ouvéttela  Tnv axprijoteucry Tou. la va oTro@Uyoupde TETOIA  AVETIOUUNTO
atmroTeAéopaTa, £yive TTPOCTTIABEIO JOVTEAOTTOINONG TNG Kivnong TTou akoAouBouaoe o
KABe TeEXVITNG ME TO XEPI TOU, WOTE va UTTopEi dveta va akoAouBnBei atrd éva CNC
KEVTPO KATEPYATIWYV. AUTO €yIVE UE OKOTTO va TTPOCO0BEI N atTaITOUYEVN OTABEPOTNTO
WG TIPOG TNV TaXUTNTO KAl TNV aokoupevn Ouvaun ka® oOAn 1 didpkeia NG
KATEPYAOIAG, YIa TNV BEATIOTOTIOINGN TWV ATTOTEAECHATWV.

Mapatnpwvtag TeXVITEG va epydlovial o€ KAAOUTTIA, XPNOIKMOTTOIVTOG
oTIABwTIKOUG dakTuAioug (polishing rings) TTpocapuocuévoug o electric powered 1
air grinders diammoTwONnKe 611 N BACIKA Kivnon gival yia KUKAIKR Kivnon Tou dakTuAiou
o¢ €maAMAnAia pe pia mpoworn. Autég ol U0 KIVACOEIC O OUVOUQOWO MWE TNV
TTEPIOTPOPIKN Kivnon TTou TTpoodidel To grinder otov dAKTUAIO 0dnyouv oTnv TTAAPN
KGAUWN Kal TO YUGAIOPQ TNG ETTIQAVEIAG. ZUVETTWG, ETTPETTE va Bpedei pia aglomoTn
MaBNuaTIKA TTPOCEYYION TIOU VO  IKAVOTIOIEI TNV EUTTEIPIKI) QUTH Kivnon Trou
TTIPAYUOTOTIOIEl O TEXVITNG ME €vav OUVETTH TPOTTIO, O OTroiog Ba ecivalr duvatd va

METa@pacTei o KwdIka Kal va diaBaaTei atrd 10 CNC KEVTPO KATEPYOTIWV.
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3.2 Opiopég Tpox0EIdOUG KAUTTUANG

ATTO paBNPATIKAG ATTOWEWG, Mia TTOAU IKOVOTTOINTIKA MOVTEAOTTOINON TNG
€TTAAANAIOG KUKAIKNAG Kivnong Kal TTpdwoNG TToU TTPAYUATOTIOIET TO XEPI TOU TEXVITN,
gival n Tpoxo<IdAG KAUTTUAN. O opIopuog TNG YiveTal e ToV akOAouBo TpdTTO.

‘E0TW KUKAOG OKTiVOG a TTOU KUAIETAI XWpPiG va oAioBaivel €TTi TOu opI{OVTIoU
agova Ox. To onueio P cival otaBepd wg TTPOG Tov KUKAO, atréxel ammootacn b atréd
TO KEVIPO TOU KUKAOU Kal dlaypd@el Tnv TPOXOEId KAUTTUAN KaBWwg 0 KUKAOG
TIPAyHOTOTIOEI TNV KUAIOT. Me Bdon Tov OpIcHO TNG TPOXOEIOOUG, 01 OXECEIG TTOU
divouv Ta X Kal y €ival o1 £ENG:

X¢ = a@ — bsing (3-1)
Y& = a — bcosg (3-2)
OTTOU @ €ival N ywvia oTPOYrG Tou KUKAOU aKTivag a KaTtd Tnv KUAIOT) TOU €TTi TOU
dgova Ox. ZTO TTAPOKATW OXAHO QaiveTal 0 TPOTTOG PE TOV OTTOI0 OXNUaATieTal N

TPOXOEIOAG KAUTTUAN YIA DIAQOPETIKO CUOXETIOWO a Kai b.

0 y X

ZxApa 3-1 (Avw). Tpoxoeldrg pe odnyod Tov agova Ox Kal a>b.

(Méon). TpoxoeldAg pe 0dnyo Tov déova Ox kai a<b.
(KdaTtw). Tpoxoeidrg ue odnyo tov d¢ova Ox kal a=b (KukAogIdng).
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Mo va atmmoKTACOUUE ETTOTITEIA TNG KAUTTUANG TTou Ba XpNOIMOTIOINCOUE VIO
T0 KAGOe Teipapa, xpnoigotobnke 1O EXxcel, kal ypd@TnkKe TTPOYPAUMA  TTOU
uttoAoyilel TO X Kal TO Yy TNG TPOXO0EIO0UG KAWTTUANG yia KABe Tiuf doB¢gicag ywviag
TEPIOTPOPNS @ (BAua TTou opifoupe €WEIC) Kal yia OEBOPEVEG TIMEG TTAPAMETPWV
TPOXO0E<Id0UG a Kal b, Kal ev ouvexeia TNV TTAOTTAPEL. To apxeio €xel dvopa «Trochoid
curvey» kal Trepihaupdveral cto CD-ROM 1n¢ gpyaoiag.

AG onpeiwdei 6TI 0TV TTapoUCa PEAETN Ba XPENOIUOTTOINBOUV OTTOKAEIOTIKA

TPOXOEIOEIG KAPTTUAEG pE a<b (ZxAua 3-1, Méon).
3.3  Xdpagn Tpoxo€Idoug pe 0dnNyo Tuxaia KAUTTUAN TOU ETTITTESOU

Me Baon Ta 6ca £xouv ndn avaeepdei, cival eQIKTA N XApagn oTrol0odNTTOTE
TPOXOEIOOUG KAPTTUANG OTO £TTiTTEdO, PE 0dnyd Tov dova OX Kal YE OTTOIOVONTIOTE
OUVOUOOWUO TTaPAUETPWY TPOXO0EIdOUG a Kal b. Qotdéco, n oTiABwon dev eival pia
oladikaoia Trou yiveTal o€ euBeia  ypauur, AAANG akoAouBouvTtal OlaPOPETIKA
MOVOTTATIA. ZUVETTWG, ETTPETTE VA TTPOODIOPICOUNE TNV TPOXOEIDN KAUTTUAN £@O0OV O
KUKAOG OKTiVAG o KUAIETaI TTAVW O€ pia TuXaia KAUTTUAN £1Ti TOU €TTITTEOOU OXY.

Otwpoupe dedOPEVO OTI N KAPTTUAN-00NYOG €ival OUVEXWG TTAPAYWYICIUN GTO
eTTiITTEdO OXy, dNAAdA TTPOKTIKA OTI DEV EXEI ACUVEXEIEG KAl KKOPUPESH, TIPAYHUA TTOU
B8a kaBioTtouoe aduvatn TNV KUAION Tou KUKAoU o€ OAO TO WNAKOG TnG. EEGAANOU n
OTIABwaon TTPOUTTIOBETEI CUVEXT £TTAPH KOl AKOAOUONON piag opaAAg TTopEiag, Xwpig
atréToueS aAAayEg KaTeuBuvong, dpa Xwpig «kopu@égy. ETtiong, mmpémel va An@Oei
utTToWn, OTI O KUKAOG OKTIiVOG O TIPETTEI VA «XWPAE» €VTOG TWV KOIAGdwV TG
KQUTTUANG KaBWG KUAieTal £TTi auTthg, dNAadI, OTIG TTEPIOXEG OTTOU N KAPTTUAN OTPEPEI
Ta KOiIAO Avw, €ival ammapaitnto n €AAXIOTN AKTiva KAPTTUAOGTNTAG TnNG va eival

MeyaAUTEPN OTTO TNV AKTIVG TOU KUKAOU Q.

3.3.1 TMpooeyyioTikd povrélo (Small Inclination Model)

MNna autév 10 OKOTIO, TOV UTTOAOYIOMG Kal Tnv atrelkévion KABe TETOIOG
TpOXO0¢€Id0UG, E£TTi  OTTOIACOOATIOTE OCUMPPBATAG ME TOUG TIEPIOPICKOUG  KAUTTUANG,
yPAQPTNKE TTPOYpauua oTo Excel, TTou Asitoupyei wg €ENG.

AlakpitoTrolgi Tov déova Twv X Pe 61010 BrAua BEAOUNE Kal OTNnV TTEPIOXA TTOU
€MEiG Ba opiooupe. MNa KABE Ty Tou X uTToAoyiCel TNV TIA Y TG KAPTTUANG-08nyou
ME BAon Tnv ouvapTnon TnG. Ev ouveyeia utroAoyidel To PAKOG TNG KAUTTUANG 0dnyou

a1rd TO OPXIKO TNG ONUEIO PEXPI KABE €TTOUEVO ONUEIO TNG, XPNOIUOTIOIWVTAG TN
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Baoikn oxéon aréoTacng HETAEU dUO onuEiwv 0TO KapTETIavO ETTITTEDD, OCUUMPWVA UE

TNV OTTOIa N ATTO0TACN PETALU EVOG onuEiou A(xy, v4) KAl B(xp, yg) 100UTAI JE:

d = (AB) = /(x5 — %4)? + (5 — ¥a)? (3-3)
21N ouvéxela, e Bdon Tnv TTAPATAPENON OTI TO PAKOG TNG KAUTTUANG odnyou o€
KATTOIO OnuEio 1I00UTAl HE TNV aTTO0TACT TTOU £XEl dlavUoEl 0 KUKAOG KaBwG KUAIETal
ETTi QUTAG, TTAIPVOUE TNV OXEON

180-s

mna

O(degrees) = (3-4)

OTTou pe B oupPoAileTal n ywvia KaAtd Tnv OTToia £XEl TTEPIOTPAPEI O KUKAOG HEXPI
auTO TO ONUEIO TNG KAWTTUANG-00NYyoU, PE S TO WAKOG TNG KAUTTUANG-00Nyou MEXPI
auTé To onueio, dnAadr) To YAKOG Tou TOEOU TToU £XEl KOAUWEI JECW TNG KUAIOTG TOU O
KUKAOG KalI JE O n akTiva Tou KUKAOU.

TENOG, yia TOV TTPOCOIOPICUO TWV CUVTETOYMEVWY (Xtroc by Yiroch) TS TPOXOEIOOUG
KOUTTIOANG TTOU QVTIOTOIXOUV O€ KABE ONUEIO (Xguide  Yguide ) TNG 0ONYOU KAUTTUANG,

XPNOIMOTTOIOUVTAI Ol OXECEIG:

Xtroch = Xguide — b * Sind (3-5)

Ytroch = Yguide + @ — b - cos6 (3-6)

Ag onpeiwBei oT Eyive TTapadoxr OTI TO EQATITOPEVO ONUEI0O 0TV KAPTTUAN
gival TTavta 10 KATW onueio Tou KUKAou (BAon Tou KUKAOU), CUVETTWG, TO WOVTEAO
auTtd €ival IKQVOTTOINTIKA TTPOCEYYION, HMOVO O€ TIEPITITWON TIoU N KAion g
KAUTTUANG-00nyou civar pikpry. Oco 1Mo KaTakopugn yiveral, 1600 PeyaAUTEPN N
ATTOKAION aTTO TNV TTPAYUATIKY TPOXOEIDN KAPTTUAN.

Ta Tmpdébonua PTTPooTd ammd Tov Opo TTOU TTEPIEXEI TNV TPIYWVOUETPIKA
ouvioTwoa oTIg oxéoelg (3-5) kai (3-6) emAéxBnkav pe TN oupfacn OTO TTIPWTO
OnMEio TNG KAPTTUANG-00nyoU, To €uBUypaupo TUAMO PAKOUG b va éxer apxn 1O
KEVTPO TOU KUKAOU Kal va gival TTapdAAnAo 1Tpog Tov déova Twv Yy JE KaTeUBuvon
TTPOG Ta ApvNTIKA auTou.

To apxeio Excel éxer 6vopa “Trochoid with circle rolling on f(x) (small
inclination model)” kai, TapdT &ev eival akpIBEG, eival pia KaAfR kKol ypryopn

TTPocEyyion OTav £XOUNE YVWOTH KAUTTUAN-00NYyO YE MIKPEG KAIOEIG.

54



Trochoid with Small Inclination Model

25
guide cune f(x)=e*
trochoid curve with a=b=0.3
20 -
T
15 ( -
) g
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5 g
J— ;:
T
0
-0.5 0 0.5 1 1.5 2 2.5 3 3.5

ZxAMa 3-2. Tpoxo€ldng KAPTTOAN Pe 0dnNyO-KAUTTUAN TNV f(x) = e* Kal TTapaPETPOUG
Tpoxo€1doug a=b=0.3 (Small Inclination Model).

210 OXAMA 3-2 n TPOXOEIdNG ETTPETTE VA €XEI KUKAOEIDN) Hop@r), dnAadr ol
KOPUPEG TNG va PBpiokovtal akpIBwG TTdvw oTnv odnyo-KAuTTUAn, woTdoo, auTd
OupBaivel JOVO TTPOCEYYIOTIKA OTA KOVTIVA TOU UNdevOg X, OTTou N KAion givail PikpA,
evw 600 n kKAion peyaAwvel, TOOO TTEPICOOTEPO ATTOKAIVEI TO JOVTEAO, o€ BaBud TTou
va BewpEeiTal AVETTAPKEG YIA TN CUYKEKPIPEVN TTEPITITWON.

270 OXAMa 3-3 oTNV KOpU@r TOU «OPouG», OAAG Kal oTov TTuBuéva Tng
«KOINGOAG» TNG KAUTTUANG-08nyou n KOopu@r TnG TPoXoeidoug BpioKeTal aKpIBwG
TAVW OTNV KAPTTUAN-00Nyo, yeyovog TTou eTTIBeBaiwvel TNV eCIPETIKN TTPOCEYYION
TOU POVTEAOU VIO UIKPEG KAiOEIG. ATTOKAION aTTd TO IBAVIKO TTAPATNPEITAI OTO ONUEIO
TTOU ONMEIVETAI YEYIOTN apvnTIKN Kal B€TIKA KAion, OxI IKavr] yio va KATOOTHOEl TO

MOVTEANO QVETTAPKEG VIO TN CUYKEKPIPEVN TTEPITITWON WOTOCO.
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Trochoid with Small Inclination Model

15 ‘ ‘ ‘
guide curve f(x)=sinx
/\/\ trochoid curve with a=b=0.3
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ZxAHa 3-3. Tpoxoeidng KauTUAN de  odnyo-kautuAn TNV f(x) = sinx Kal

TTapapéTpoug Tpoxoeidoug a=b=0.3 (Small Inclination Model).

3.3.2 AkpIBég HOVTENO KaIl YEWHMETPIKE avdAuon

H amdkAion Tou TTpOonyoUnEVOU POVTEAOU EVTOTTICETAI, OTTWG AVOQEPONKE,
oTnv TTapadoxr OTl ToO onuEio ETTAPAS ToUu KUKAoU eival TTavta n Bdon tou. QoTd00,
auté onuaivel 6T dev €xel AneBei uttdYwn n KAION TNG KAUTTUANG-0dnyou, Kabwg
avaAoya e TNV TIYA TNG, €ival SuvaTd TO ONUEIO ETAPAS TOU KUKAOU JE TNV KAWTTUAN-
00nyo6 va BpiokeTal o€ oTToI0dNATTOTE BE0N TNG TTEPIPEPEIAG Tou. H akdAouBn avaAuaon
Ba pag dIEUKOAUVEL va ETTIAUCOUME TO OUYKEKPIMEVO YEWMETPIKO TTPORANUA.

‘Eotw 61 €xoupe €va TUAPA TNG 0dNYoU-KAPTTUANG f(x) OTO KaPTECIAVO
emimedo, JE TNV KAION 0€ autd TO TPAMA va gival un pndevikr. O KUKAOG akTivag o
KUANIETQI £TTI TNG KANTTUANG-0dNYoU Kal O KATTOIA XPOVIKI) OTIYUA EQATITETAI ETTi AUTAG
oT0 onueio G(xg,ys). Eotw (&) n epamtéuevn eubeia otnv f(x) OTO OnuEio G Kai (s')
guBEia KABETN oTNV (£) TTOU JIEPXETAI aTTO TO onueio G. H guBtia (¢) Tpopavwg Ba

JIEPXETAI KAI ATTO TO KEVTPO TOU KUKAOU, £0TW onueio C(xc, yc)-
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IxAMa 3-4. ZXnuaTIKn atrelkévion peyebwv Precise model.

H e€iowon Tng gubtiag (&) TTpoadiopifeTal yvwpiovtag 0TI N KAion Tng 100UTal

HE f (xg), a@oU €@ATITETAl OTNV y = f(x) oTo onueio G. To onueio G emiong,

emaAnBevel Tnv e€iowon TngG (¢), ommdTe auTr) TTpoodiopileTal TTARPwG. H e€iowor Tng
givai n

(&:y = f () x+ [y6 — f () - %] (3-7)

Emiong, n eubsia (&) eival KAOETN oTNV (€), GPA TO YIVOUEVO TWV KAIOEWV TwV

2 €UBEIWV I00UTAI PE -1. SUVETTWG, N KAion TNS (&) 1000TaI pE — 1/f'(x(;)' Etriong, 10

onueio G €maAnBelel Tnv egicwon TNG (s'), o1réTE AuTH TTpocdlopieTal TTARPWS. H

e€iowon TG givai n

(€)y=———"x+[y; + (3-8)

f (x6)

OPWG To KEVIPO Tou KUKAOU C(xc,yc) eTaAnBelel v e€iowon TG (), CUVETIWG
TIPOKUTITEI N OX£0N

_*6
f'(xa)]

Yo = — xXe+ Ve + —— (3-9)

1
f (xe)

Kai €tmiong, n améotaon YETagU Twv onueiwv C(xc, yc) Kal G(xg, yg) €ival ion pe Tnv

f()

oKTiva a Tou KUKAou. Xprion Tng oxéong (3-3) divel
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(C6) =a®(xg —xc)?+ (Vs —yc)? =a (3-10)
EmAUovTag 10 ouotnua Twv oxéocwv (3-9) kai (3-10) kataArpyouue otnv €TTiAucn
Miag deutepofabuiag e€iocwaong yia Tov TTPOGdIoPIoHS TOU X, TTPAYHG AOYIKO, KaBwWG
0 KUKAOG UTTOPEi va KUNIETOI AvwBev 1] KATWOEV TNG KAPTTUANG-00NYOU, CUVETTWG KAl

o1 6Uo AUoeIg gival atTodeKTEG. H ox€on TToU TTPOKUTITEN €ival TG HOPPNG

Ax2+B-xc+I'=0 (3-11)
OTrou:
A=1 (3-110)
B=-2-xg (3-11B)
! 2
[=x2 -1/ &l 3-11
G TR ) P 3-11)
H diakpivouca TTpokUTITEl ioN PE
! 2
A=BZ—4'A'F=MZO(T[(§WTCZ) (3-12)
1+[f (x6)]
Kai n TigA Tou x ion e
—B+VA ’
- B _ 4 ) (3-13)

T Tea TN TR o

O1 800 TIPEG TOU Yy, (Mia yia KABE x ) TTPOKUTITOUV JE OTTAA avTikatdoTaon OTn
oxéon (3-9). Mg autdv Tov TpéTTO 0 KWdIKAG TTPocdiopilel Ta duo “Circle Centres
Locus”, dnAadr| TIG KAUTTUAEG ETTi TWV OTTOIWV BPIOKETAI TO KEVTPO TOU KUKAOU KaBWG
auTOG KUAigTal dvwBev 1 KATwOev TNG KAPTTUANG-odnyou. O1 KAPTTIUAEG aQuTEG
oupBoAiCovTtal e TTpdoivo xpwua ota 2 akdAouba oxfuara (3-4 kai 3-5).

Méxpl oTiyung €xoupe avtioTolxioel 600 onueia C(xc,yc) 0¢ K&Be onueio
G(xg,y) TNG KAUTTUANG odnyou. Xpnaolyotroiwvtag TG oxéoelg (3-3) kai (3-4) 10U
SIaTUTTWONKAV TTPONYOUNEVWG, UTTOPOUUE va TTPOCBIOPICOUNE TNV ywvia OTPOPAG
TOU KUKAOU WPEXPIG OTOU KATAANEEI va EQATITETAI OTNV KAPTTUAN-00nyé OTO Oneio
G(xX6,Y6)-

Me dedopévo TO KEVTPO TOU KUKAOU yIO KGBE QaTITOUEVO ONUEIO G KAl TNV
ywvia oTpo@Ag 6, aAAd kal Tnv Tapduerpo b Tng Tpoxoe€idoug, UTTOpoUE va

UTTOAOYiIOOUE Ta onuEia TNG TPOoX0EIO0UG KAUTTUANG aTro TIG £EAG OXETEIG:

Xy 1 =Xc 1+ b-sind (3-140)

Y1 =Yca1—b-cosb (3-14B)
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Xy 2 = Xc 2 + b+ sind (3-150)

Yer 2 =Yc 2+ b-cosb (3-15B)

= 4%
9 {%«l‘de cwfvel.

(CMB4 u\p\ = (¢« Badowv) i
= (Cl: B"‘up\= (CA' bﬂ'dow\ﬂ) = b i : ‘

ZxAua 3-5. EmAoyn Tpoorpwy oxéoswy (3-14) kai (3-15).

O1 oxéoeig (3-14) avagépovral otnv Tpoxoeld mou Bacifetal oto “Circle
Centres Locus” mou Bpioketal KATwOeV TNG KAPTTUANG-00nyoU, evw o1 oxéoelg (3-15)
oe autrjv TTou Bacifetai ato “Circle Centres Locus” mou Ppioketal dvwBev Tng
KAUTTUANG-0dnyou.

Ta Tpdébonua PITPOCTa atmmd TOoV OpOo TTOU TIEPIEXEI TNV TPIYWVOMETPIK)
OuvIOTWOA OTIG OXEOEIG (3-14) emAéxOnNKav Ye TN ocUUBACN OTO TTPWTO CNMEIO TNG

KQUTTUANG-00nyoU, To €uBUypauuo TUAMA PAKOUG b va éxel apxr) 1o KEVIPO TOu
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KUKAOU Kal va eival TTapdAAnAo 1Tpog Ttov dfova Twv Yy ME KaTelBuvon TTpog Ta
apvNTIKG auTou.

AvtioToixa, Ta TIpOONUA UTTPOOTA atmd Tov OpO TIOU TIEPIEXEI TNV
TPIYWVOUETPIKA OUuvIOTWOO OTIG OX€oelg (3-15) emAéxOnkav Pe Tn olufacn oTo
TIPWTO ONUEI0 TNG KAUTTUANG-00NnyoU, To €uBUYpaUMO TUAUG PriKoug b va éxel apxn
TO KEVTPO TOU KUKAOU Kal va gival TTapdAAnAo 1Tpog Tov d&ova Twv y Je Kateubuvon
TTPOG Ta BETIKG auToU.

AnAadn, éTTwg eaiveTal oto oxnua 3-5, wg initialization Tou apyikol onueiou
TNG TPOX0EIDOUG BewpABNKE yia TNV Avw KAUTTUAN (KUKAOG Kévipou C;) TO onueio
Blup , Kal avTioToIxa yia TNV KATw KAPTTUAN (KUKAOG KEVTPOU Cll) TO onueio Bi down - 110
va aAAGgoupe TO apXIKO Onueio TNG Avw Kal KATW TPOXOEIBOUG UE TO AVTIOIOUETPIKG
TWV TPEXOVTWV ONUEIWV WG TIPOG TOV QAVTIOTOIXO KUAIOUEVO KUKAO, QpPKEN va
aAAdEoupe Ta TTPOCNUA TTOU TTPONYOUVTAIl TWV TPIYWVOUETPIKWY OpWwV OTIG OXECEIG

(3-14) yia TV K&TW Kai (3-15) yia TNV avw KAPTTUAN.

Trochoid with Precise Model

25
guide cunve f(x)=e*
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ZxApa 3-6. Tpoxo€ldnG KAUTTUAN PE 0dNyO-KAUTTUAN TNV f(x) = e* Kal TTApaPETPOUG
Tpoxoeidoug a=b=0.3 (Precise Model).
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Trochoid with Precise Model
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IxApa 3-7. Tpoxoeidng KOUTTUAn pe  odnyo-KaptuAn TNV f(x) = sinx Kal

TTapauéTpoug Tpoxocidoug a=b=0.3 (Precise Model).

Kal ota 2 oxfuara mou emdeikvoouv Ta atmmoTeAéoparta Tou Precise Model
(oxnua 3-6 kar oxnua 3-7) aivetal Kabapd o1 £xouv dlopBwBei Ta oPAAPATA TOU
Small Inclination Model oTIg TTEpIOXEG PEYAANG KAIONG Kal N TPOXOEIBNG €QATITETAI
TNG KAUTTUANG-0dNyouU, TTpdyua TTou avapevoTav epdoov a=b (KukAogidng popen). H
oUykKpion Twv OUO POVTEAWYV PaiveTal 0TO aXNua 3-8.

EmmAéov, pe TNV akpIfr] pEBOOO TTapPEXETAI, MECOW MIKPOOAAQYWVY OTOV
KWOIKA 1 pE OXEDIOONO AAAOU KWOIKA PE BACN TO KOPUATI TTOU £XEI YPOQEI, KOl N
duvaToTNTa €I0aYWYAG OUVOAOU onUEiwV PE TTOAU PIKpA atrdéoTaon YETAEU TOUG aTTo
GAAo TTpdypappa, 6TTwg Matlab i amd apxeio .txt (Notepad). Me autdév Tov TPOTTO
MTTOPEI va XpNOIYOTIOINGEl WG KAUTTUAN-00NYyOG aKOPA KAl KAPTTUAN TTOU Oev €XEl
OUYKEKPIPEVO TUTTO, i} KOUTTUAN TToU d¢ev €ival ouvdpTtnon Tou X (dnAadn KauTTUAEG
OTIG OTTOIEG OE Mia TIUA TOU X QVTIOTOIXICOVTAI TTEPICCOTEPEG ATTO Wia TIMEG TOU YY),
OTTWG o1 KapTTUAEG Hilbert kol Peano (ue «oTpoyyuAeupéva» akpa), TTou gival poTifa
KAAUWNG ETTIPAVEIAG KAl XPNOIJOTToIouvTal Katé KOpov atn oTiABwon. Ag onuelwBei
OTI 0 KWOIKAG TOU OKPIBOUG MOVTEAOU TTOU £XEI YPAPTEI AEITOUPYEI yIa CUVAPTAOEIG,
Kal OXI YIa YPANPEG TTOU OTnV idia TETUNUEVN avTioTolxi(ovTal TTEPICOOTEPES ATTO Hia

TETAYMEVES (QTTQAITEITAI TTPOCAPHOYH TOU KWAIKA OE QUTO TO ONEio).
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Precise-Small Inclination comparison a=b=0.3
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trochoid curve small inclination \\ S/
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-1 0 1 2 3 4 5 6 7

X

ZxApa 3-8. Z0ykpion Tpoxoeidous pe Small Inclination Model kai pe Precise Model.

EmmAéov, €mmeidr] oTov KWAIKA evTOTICeTal N TTAPAYWYOS TNG KAPTTUANG-
00nyou o¢ TTAPOVOMAOTH], Ba atmairolvrav n dIAKPITOTTOINGN TNG TTEPIOXAG va gival
TETOIO WWOTE VO OTTOPEUYETAl TO OKPIBEG ONnuEio akpotdTou (puBMIoN PBriUaTog Kal
onpeiou ekkivnong tTng diadikaciag Katd KAaTAAANAo TpdTTo, WOTE va ATTo@eUyovTal Ol
TETMNMEVEG OTIG OTTOIEG N KAUTTUAN-00NYyOG TTapouciadel akpdTaTa). QoToo0, €10MX0N
EAEYyXOG WOTE va evToTTiCOVTAl QUTA TO ONUEI KAl O UTTOAOYIOKOG TOU Y, va Jn YiveTal
MEow Tou TUTTOU (3-8), aAAG Tou (3-10), WOoTE va aTTOPEUYETAI N EYPAVION INOEVIKOU
OTOV TTapovouaoT KAAOpATOG Kol n UTapgn oTrpoodIopIoTiag-atTeIpIohoU TG

TTPOKUTITOUCAG TIMNAG.

3.4 Etorrreia KAOAUTTTOHEVNG ETTIQAVEING KAl ETTIAOYN
TPOXOEIBOUG

Katd 1n didpkeia 1ng oTiABwaong emimedng emi@aveiag pe dakTUAIo oTiABwong
(polishing ring), T0 KévTpo TOU BAKTUAIOU OKOAOUBEI TNV EKAOTOTE TPOXOEIDN) KOUTTUAN
Kal, Ye eTaAAnAia TTEPIOTPOPIKAG Kivnong Kal TTpowaong, 0 dAKTUAIOG TTPAYUATOTTOIE
N OTIABwon TNG Ouykekpiuévng em@aveiag. OTwg yiveTar €UKOAQ QvTIANTITO,
KOUBIKAG onuaoiag eival va avatrTuxBei yia peBodoAoyia €mmAOYNAG TNG KATAAANANG

TPOXOEIO0UG KAUTTUANG avaAoya Pe Tn SIAUETPO TOU BOKTUAIOU TTOU XPNOIYOTIOIEITAI
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WOTE va EMTUYXAVETal TIAAPNG KOl OJOIONOP®N KAAUWn TNG €mMQAVEIQG, VIO
BeATioTOTTOINON TOU ATTOTEAEOUATOG.

AlaBéToupe TpIwv €1dwv dakTuAioug, atrd diapdavti (diamond ring) pe SIGUETPO
12 mm, amé ptmpouvtlo (brass ring) pe didueTpo emmiong 12 mm kal ammd TTAACTIKO
(plastic ring) pe diGueTpo 14 mm. MNa BEATIOTN KAAUWN TNG ETTIQPAVEIAG ETTIAEYOUME VA

XPNOIUOTTOINOOUNE TPOXOEIDEIG pE a<b. OpileTal TTAPAUETPOGS A, WG £ENG:

A= > (3-16)

AkoAouBouv diaypaupaTa TPOX0EIBWY HE 0dNyod Tov agova Ox Kail pe dedouévo a, yia

OIaOPETIKES TIMEG TOU b, dpa Kal TNG TTAPAPETPOU A.

Trochoid Family on Ox guide with a=2

b=3

20 b=6
b=9.2153159
15 o | b=12 R

10 > 7~ : \
/// v / \u/ N \ \\
/ ,/ ,// \\ \\ \
J /S \ \ \ N
¥

63



Trochoid Family on Ox guide with a=2.5
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-10 0 10 20 30 40 50
X
Trochoid Family on Ox guide with a=3
30 b=5
b=8
b=13.822974
b=15
N
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-20
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X

ZxAua 3-9 (Avw). OiKoyEvela TPOXOEIDWV PE a=2.
(Méon). Oikoyéveia TpoXo€eIdWV e 0=2.5.

(Kdtw). Oikoyévela TpOXOEIBWV PE a=3.
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A6 T1a Trapatrdvw dloypduuaTa  PTTOPOUME va KAVOUUE uHia  PBaocikA
Tapathpnon. To utr apiBuodyv (i-1) loop TNG TPOX0EIBOUG EQATITETAI [JE TO UTT ApPIBUOV
(i+1) loop yia cuykekpiyévn TIA Tou Adyou a/b, dnAadr TnG TTapapéTpou A, ion ue
0.21703. Otav auTt N TIPA MIKPUVEl TTEpaITépw, TOTE Ta (i-1)-00TO Kai (i+1)-00T6 loop
NG TPOXO0EIOOUG ATTOKTOUV 2 onueia TouAG. AuTd TO yEYOVOG €ival TTPOG ATTOQUYRV
oT1n diadikaoia eMAOYAG TPOXOEIDOUG, aPevOg YIaTi ETTIDIWKOUME VA OUYKEKPIUEVO
MOTIBO yIa TNV eTTAPKECTEPN HEAETN TNG TPOXOEIBOUG Kal TN dIATUTTWON TWV OUVONKWY
Tou Ba €gao@aAioouv TNV TTANEOTNTA KAl TNV OUOIOPOPYia TG KAAUWNG TNG TTPOG
oTiABwon em@aveiag Kal, a@eTépou dIOTI odnyei o€ TPoxoeId oxnuata PeydAou
UYoug, TTPAYHA aVeETTIBUUNTO OTAV ETTIXEIPACOOUME VO TTPOCAPUOCOUNE TO TPOXOEIDEG
MoTiBo yia Tnv aglotroinon Tou oe 3D em@aveia. AuTth n TIWAR Tou A Ba ovopdadeTal oTo

€ENG «KpioIun» TIKA Tou A Kal Ba cupBoAifeTal wg
Aer =7 ®_~0.21703 (3-17)

max

H oxéon (3-17) amoTteAei Kai TNV TTPWTN OUVOAKN yia TNV €TTIAOYK TPOX0EIBOUG Kal
ava@épetal TTAAPWG O0TN MOPYR TNS KAPTTUANG TTou Ba emmAeyei. H amodekt popon

TNG TPOXOEIBOUG Eival auTr TToU €IKovieTal aTo akOAouBo oxrua.

trochoid curve

= trochoid curve

-10 20 30 40 50

ZxApa 3-10. KAaaikh pop@r Tpoxoeidous Xwpig intersection petagu (i-1)-ootou Kal

(i+1)-ooTou loop.
210 oxAua 3-10 opifovral Ta OnuEid PE TETUNUEVEG X1, X, KOI x3. AUTEG Ol

ToooéTNTEG Ba XPNOINEUCOUV OTNV SIGTUTTWON CuvOnkKwy TTou Ba efac@alifouv TNV

TARPN Kal opoiduop®n KAAUWn TnNG TMpog oTiABwon em@dveiag. Até 1o oxiua 3-10
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yivetar avtiAnmté 6T 1o {ATNMO TTANPOTNTAG TNG KAAUWNG TnG TTPog OTiABwon
EM@AveIag evioTifeTal ae dUO TTEPIOXEG, AUTH WETALU xq KAl X5, KAl QUTH PETAEU x, Kal
x3. H di1GueTpog TOU OTIABWTIKOU OAKTUAIOU TTPETTEI va €ival ETTAPKNAG WOTE VA
KOAUTTTOVTOI TTARPWG QUTEG O BUO TTEPIOXEG. ZUVETTWG, OIATUTTWVOVTAI Ol aKOAOUBEG

OuVONKeg TTARPOUG KAAUWNG TNG ETTIPAVEIAG.

X2 — X1 < Dprass jdiamond (3-180a)
X2 — X1 < Dpiastic (3-18B)
X3 = X2 < Dprass /diamond (3-190a)
x3 = X2 < Dplastic (3-19B)

O1 oxéoeig (3-18a) kai (3-19a) e€aocahifouv TTAAPN KGAuwn yia oTiABwaon Je
olapavTévio A PTTPoUvVTIvo akTUAIO, evw ol oxéaelg (3-18B) kai (3-19B) yia oTiABwon
ME Xprion TAAoTIKOU OakTuAiou. QoT600, N TAAPNG KAAUWN TNG €mQAveEIag Oev
gyyuaral amé uévn TG TNV KaAn tmmoidétnta oTiABwong, kKabwg eivar duvatd KATToIa
onueEia va €xouv «TTePACTE» TTAVW OO Mia QOpES, dNUIOUPYWVTAS AVETTIOUUNTN
avouolopoppia otnv KAAuwn. Autd ptropei va odnynoel ae uttePBOAIKN OTIABwaon
THAPATOG TNG €MQAVEIAG Kal, TTBAVWG O KATAOTPOPA TOU ATTOTEAECUATOG TTOU HE
KOTTO €1TeTEUXON KATA T TTPONyouueva oTddia Tng dIadIKaoiag Tou yuaAiopaTog. MNa

TNV ATTOQPUYI TETOIWVY PAIVOUEVWY, UIOBETEITAI N akOAOUBN cuvenkn.

X3 —X1 2 Dbrass /diamond (S'ZOG)
X3 — X1 2 Dplastic (3'206)

Méow TnG ouvbrkng TTou TTpoadiopifouv ol oxéoelg (3-20) eEac@aliCeTal OTI
Oev UTTApYEl OnuEio €TTi TNG TTPOG OTIABWON ETIPAVEIAG PETAEU TOU X1 KAl TOU X3 TTOU
va KOAUTTITETOI TTAVW atrd dU0 Qopég Katd Tn O1EAeucn Tou OTIABWTIKOU SaKTuAiou,
yeyovog TTou €aa@alilel TNV opolopop@ia TNG KAAUWNG TNG ETTIPAVEIQG.

To apxeio Excel pe T1itA0 «Trochoid curve» utroAoyilel Ta onueia TOPNAG TNG
TPOXO0EIO0UG KAUTTUANG pE Tov dEova OX. AAAGLoVTAG TIG TINEG TWV TTAPANETPWY O KAl
b kal xpnoipoTTolwvTag TIG UTTOAOYIOBEIoES TIMEG TWV X1, Xp KaI X3, ONMIOUPYNONKE
éva véo apxeio Excel pe TiTAo «Trochoid selection-condition checking». To apxeio
auTo uttoAoyiCel TIG TTpoava@epBeioes dIaPopES Kal eEETACEI TNV 10XU TWV CUVONKWV
TTOU TTEPIYPAPOUV oI oxéoelg (3-18), (3-19) kai (3-20). Edv 1oxUel n TPIGdA OXETEWV
(3-18a), (3-190a) ka1 (3-20a), TOTE N CUYKEKPIUEVN TIKA Tou b yia Tn dedouévn Tiun Tou

a cival ammodekTr| yia oTiABwaon pe PTTPoUvTdIivo 1 diapavtévio dakTUAIo. AvTtioToixa
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yia TTAacTIKO daKTUAIO, av emaAnBevetal n TpIada oxéoewv (3-18pB), (3-19B) kai (3-
20B).

H peBodoloyia TTou akoAouBrBnke cival n €€ng. MNa k&moia Tuyaia TiuA Tou a
MeTaBaAAoupe aTo apxeio «Trochoid Curve» 1o b kal evToTTiCOUME TIG TIWEG TWV X1, X;
Kal x3, TIC OTTOiEC KAl KaTtaxwpouue oTo «Trochoid selection-condition checking».
EmavaAapBavoupe Tn diadikacia yia TToOAAEG TIEG Tou b yia To idl0 a. Ev cuveyeia
YIiVETAI UTTOAOYIOPOG TwV dla@opwv Kal €Aeyxog ouvlinkwv. TEAog TTAoTdpovTal OTO
i010 JIAYPAUMA Ol KAWTTUAEG TwV TPIWV dIPOPWY ouvapTioel Tou b kal emmiong 2
opICOVTIEG KAl Mio KABeTn ypauuég TTou Ogixvouv Ta Opla TToU  ETTIBAAAOUV Ol
TTEPIOPIOUOI.

Mapatnpoupe OTI yia TIG CUVAPTAOEIG TWV dIAPOPWV (x; — x1), (x3 —x3) Kal
(x3 —x1) yia o1aBepd a ouvaptioel Tou b 1oxvel 0TI N (x; —xq) €ival yvnoiwg
augouaa, n (x3 — x) yvnoiwg @Bivouca kail n (x3 — x;) oTaBEPN.

MNa va eival K&rrola TiuA Tou b atrodekT yIa TO CUYKEKPIUEVO O TTPETTEI va
IoXU0OUV:

1. O1(3-180a), (3-190a) kai (3-20a) kai emTTPOCOETA b < b,,,, YIO Brass/Diamond
polishing ring.

2. O1(3-18B), (3-19B) ka1 (3-208) kai emTTpd0bBeTA b < b,y YIO Plastic polishing
ring.

2UVETTWG Ol YPAPUEG (xy — x1) Kal (x3 — xy) TIPETTEI VA BpiokovTal Kal ol dUo
KATw NG opIgovTiag TTou oploBeTei TN SIAPETPO ToUu PETOAAIKOU | TOu TTAQCTIKOU
OaKTUAiou avTioToixa, Kal N ypapun (x3 — x1) Avw QUTAG, VW TAUTOXPOVA TTPETTEI vV
BpIOKOUOOTE OTNV TTEPIOXN OPIOTEPA TNG KABETNG €ubeiag b = b,,,,. Me autd Ta
Oedouéva, yia KABe Tiurf Tou a oploBeTeiTal pia TTepiox Tou b TTou gival atrodekTd yia
KABe €idog (apa kai dIAUETPO) OTIABWTIKOU SOKTUAIOU.

Ta oxAuarta 1mou akoAouBouv aTreikovifouv Ta dlaypauuata €AEYXOU TwvV
OUVONKWV YIO BIAPOPETIKEG TIEG TNG TTAPAPETPOU a (OUYKEKPIMEVA Yia a=2, 2.5, 3 Kal
4).
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Condition checking on trochoid with a=2
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Condition checking on trochoid with a=2.5
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ZxAua 3-11 (Avw). ‘EAeyXog ouvBnKwv O€ OIKOYEVEIQ TPOXOEIDWYV PE a=2.

(Kdtw). ‘EAgyxog ouvBnkwyv o€ OIKOYEVEIQ TPOXOEIDWYV PE a=2.5.
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Condition checking on trochoid with a=3

20
HH—HFt]
18
16
14
12
€
£ 10
x
g
8
6 —<— Dbrass/Diamond
Dplastic *
41 —F—bmax
—H— X3-X1
21 X3-X2
xX2-X1
0 [
0 5 10 15 20
b(mm)
Condition checking on trochoid with a=4
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ZxApa 3-12 (Avw). ‘EAeyxog ouvBnKwy O€ OIKOYEVEIQ TPOXOEIBWY PE a=3.

(KdaTtw). EAeyX0G ouvONKWY O€ OIKOYEVEIQ TPOXOEIDWY WE 0=4.
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Condition checking on trochoid with a=4
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ZxAua 3-13. Aetrropépeia Tou oxuarog 3-10 (Katw). Atrodeikvuetal 6T Oev UTTAPXEI

atrodekTO b yia Xprion YETAAAIKOU SAKTUAIOU OTNV OIKOYEVEIQ TPOXOEIDWYV UE a=4.

3.5 AvVoAuUTIKA g0peon pI{wV TPOXOEIBOUG KAl HOBNMATIKOG
TPOOoSIOPIOUOG HEYEOWYV

H 1ox0¢ Twv ouvlnkwv TTOU ava@épdnkav OTO TIPONYOUHEVO KEPAAQIO
eCeT@govTal eTTi TPOXOEIBWYV KAUTTUAWY hE 0dNyS-KapTTUAN Tov déova OX, GUVETTWG Ol
ouvTeTaypéveg Toug divovtal ammd Tig oxéoelg (3-1) kai (3-2). O TPoodIopICPOS TWV

X1, Xp KQI X3 QTmautei TNV €1miAuon Tng e€icwong

Yor =a—Db-cosp =0 (3-21)
WG TTPOG @ Kal TNV avTikatadotaon autol otnv oxéon (3-1). EmAvovtag tnv (3-21)

Bpiokoupe oOTI
@y = 2Km % arccos (%) ,KEZ" (3-22)

‘O1ou 1O I QVTIOTOIXEI OTO + Kal TO II OTO -. ZTn CUVEXEIA, PE QVTIKATAOTOON OTNV (3-

1), ka1 gE Xprion Twv £§1I0W0EWV
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sin(—¢) = —sing (3-23)
sin[arccos(x)] = V1 — x? (3-24)
sin(2km + @) = sing (3-25)

MpoKUTITEl N OXEON

Xtr,,; = 2KTa £ a - arccos (%) +b- /1 — (%)2 ,KEZ" (3-26)

OTToU TO I AVTIOTOIXEI OTA Avw TTPOCN A Kal To I oTa KATW.

ATO Tnv oxéon (3-26) TTPOKUTITOUV TA xq, x; KAl x3 WG €§AG. MNa 10 x4
avTIKaBIOTOUHE OTOV TUTTO TOU X, TO k = 1. T1a TO x, avTiKaBIoToUpE OTOV TUTTO TOU
Xer, TO k=1. TEAOG, yid TO x3 QVTIKOBIOTOUUE OTOV TUTTO TOU X, TO Kk = 2.

KatoTtiv autwy, TTPOKUTITOUV Ol OXECEIG:

X1 = X, (k = 1) = 2ma + a * arccos (%) —-b- [1- (%)2 (3-270)

X2 = X, (k = 1) = 2ma — a - arccos (%) +b- /1 - (%)2 (3-27)
x3 = Xy, ()k = 2) = 4ma + a - arccos (%) —b- /1 - (%)2 (3-27y)

AélotToiwvTag TIG OX£0€IG (3-27) PTTOPOUNE VO EKQPPACOUUE TIG BIOPOPES (xy — x1),
(x3 —x3) KAl (x3 —x1) OUVOPTACEI TWV TTOPAUETPWY TNG TPOXO0EIdOUG a Kal b.

[MpoKUTITOUV OI OXEDEIG:

(x; — x1) = —2a - arccos (%) +2b- /1 - (%)2 (3-280)

a

(x3 — x,) = 2ma + 2a - arccos (%) —2b- [1-—- (5)2 (3-28pB)

(x3 —x1) = 2ma (3-28y)
ZUVETTWG €TTOANBEUETAI N TTAPATHPNON TTOU Eixe yivel OTI yia dedopévo a n diapopd
(x3 — x1) €ival otaBepny. H €¢éTaon Twv Kpitnpiwv ptropei TAéov va yivel eUKOAQ pE
aTTAf} aVTIKATAOTOON OTOUG TUTTOUG, PeE Oedouévo BERaia OTI 1oxUEl a < b < by,
oAMIWG o1 oxéoelg (3-28) dev €xouv Kapia 1oxU. EmimmAéov, eivar duvatog o
apIBUNTIKOG TTPOCOIOPICUOS TNG TIWAG Tou A, O QvTiBeon MPE TNV YEWMETPIKA
EKTINNOT TOU TTOU £x€l TTponynBei. Ao 10 oxrua 3-8 TTapatnpoupe 0TI A = A, OTav
Xy = X3, ONAAdN O6Tav Pndeviletal n diagopd (x3 — x,). EClIcwvoupe Aoimmov Tnv oxéon

(3-28B) pe pndEv, avTikaBIoTOUNE TO b PE by, KO DlAIpOUUE OEEi KAl apIoTEPO UEAOG

a

ME TO byqy - TENOG, QVTIKOBIOTOUUE A, = . MpokuTrTel n e€icwon:

bmax
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T Ag + Ay - arccos(A,, ) — |1 — ACTZ =0 (3-29)

n otoia emAuduevn pe Tn PorBeia Tou site www.wolframalpha.com odivel pida

Aer = 0.21723, Iy TTOAU KOVTIVI] JE TNV KOBAPAE YEWUETPIKA TTPOCEYYION TTOU EiXAME
KAVElI € TTPONYOUNEVO KEQAAQIO.

3.6 ZIXNMATIKN ATreIKOVION KAAUYNG ETIQAVEIAG

‘ExovTtag TTAéov OAOKANPWOEI TNV YEWMETPIKN avaAucon Kai ueté tn diaTuTTwon
TWV ammaItoUevVWY ouvonkwy, €ivalr duvatd va TTapabBiécoupe KATToIa OXAUATA, TTOU
eTaAnBevouv TNV aglomoTia TNG PeBOdou TTou diatuTTwBnke. MNa Tov OKOTTO auTo
ypaepnke Tpoéypaupa oe M-file Tng Matlab pe TitAo «circle» woTe va atToTUTTWOEI TNV
EM@AvVEIA TTOU KOAUTITEL O OAKTUAIOG OKOAOUBWVTAG TNV €KAOTOTE TPOXOEION
KAPTTUAN.

Ag onuelwBei 6T oTa akdAouBa diaypdupaTta 0TIGCOUNE TNV TTPOCOXN HAG
OTNV MOVIUN KAaTtaoTaon Kal X1 o€ TuXOV KevA OTIG JETARATIKEG KATAOTACEIG TTPOG TNV

apxn N 10 T€AoG TNG oTIABwoNG.

Surface cowverage diagram

20

y(mm)

a=2 b=6 Brass
-20 T T T T
-5 0 5 10 15 20 25 30 35 40 45

x(mm)

ZxAua 3-14. a=2 b=6 Aidypaupa kKdAuywng em@aveiag pe Brass/Diamond polishing
ring. O cuvouaOuOG TTAPANETPWY Eival ATTOOEKTAC.
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Surface cowerage diagram

20

y(mm)

-15
a=2 b=6 Plastic
20 I I
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x(mm)

IxApa 3-15. a=2 b=6 Aidypapua kKdAuywng em@adveiag Pe Plastic polishing ring. O

OUVOUOOHOG TTaPAPETPWY gival PN atmodekTdg Adyw TTapafiaong Tng ouvlnkng g
oxéong (3-208).

Surface coverage diagram
25

20

y(mm)

a=2.5 b=6 Brass i

I I
0 10 20

x(mm)

30 40 50

ZxApa 3-16. a=2.5 b=6 Aidypaupa kadAuwng em@dveiag ue Brass/Diamond polishing
ring. O ouvduaouog TTAPAUETPWY ival aTTOOEKTAG.
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Surface cowerage diagram

25

20

y(mm)

-15

20

1
a=2.5 b=6 Plastic ‘

I I
0 10 20

x(mm)

30 40 50

IxApa 3-17. a=2.5 b=6 Aidypaupa kKdAuywng emedveiag pe Plastic polishing ring. O
OUVOUOOHOG TTOPAPETPWY Eival ATTODEKTOG.

Surface cowerage diagram
30

20

y(mm)

-20

a=3 b=7.5 Brass
[

[
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40 50 60
ZxAua 3-18. a=3 b=7.5 Aidypaupa kdAuyng emeaveiag pe Brass/Diamond polishing

ring. O ouvduaoudg TTapauéTpwy eival un amodekTdég Adyw Trapafiaong tng
ouvenkng TnG oxéong (3-19a).
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Surface coverage diagram
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ZxApa 3-19. =4 b=13 Aidypapua kdAuywng emedveiag Pe Brass/Diamond polishing
ring. O ouvduaoudg TTAPAPETPWY  Eival PN aTmodekTOg AOyw Trapafiaong g
ouvenkng TnG oxéong (3-18a).

Ag onueiwBei 61 oto oxnpa 3-19 TapdT n oxéon (3-18a) civar autr} TTOU
KPIVEI WG PN aTTOOEKTO TO CUYKEKPIKNEVO OUVOUACHO TTAPAUETPWY, OTO SIdypauua
ed@avigeTal Kal GAAN aKAAUTITN TTEPIOXT TTOU &€&V EVTOTTICETAI WOTOCO ATTO KavEvaAv
éEAeyxo (evllapéows Twv 2 TTEPIOXWY TTou evtomilel n oxéon (3-18a)). MNa autd T0
AGyo ouvioTtatal va yivetal TTavra autd To SIAYPAUMG YIO TIG EAGXIOTEG TTEPITITWOEIG
Tou Ba TTPOKUWEI PN QvIXVEUOIUN OKAAUTITN TTEPIOXN TTAVW OTnNV TTPOG OTIABwON
EMQAVEIA, WG TEAEUTAIO MPETPO QACQPAAEIOG KOl ETTIKUPWONG TWV TUTTOTTOINUEVWYV

EAEYXWV.
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4  Karaokeun Baong Kal cuykpoTnon
TTEIPAMATIKAG S1ATAENG

4.1 AbGyog KATaOKEUNG KAl 0TOXO0G TNG SIdTagng

Ta Treipduara TToU TTpayuaToTToIindnkav, oxedidoTnkav €101 WOTE va gival
TTAAPWG AQUTOPATOTTOINMEVA Kal £yIvav PE XPAON Tou KEVTpoU Katepyaoiwv HAAS Tou
EQYAOTNPIOU KATEPYOOIWV TWV UAIKWY TNG ZXO0ANg MnxavoAdywv Mnxavikwyv Tou
EMIM.

MeTd atrd ektevi HEAETN TNG BiIBAIoypagiag SiaTTioTwOnKe 6T Ta apxIK& oTAdIa
TOU YUOAIOUATOG HE OIAUAVTAAOIPEG HEYEBOUG KOKKWVY atmmd 28 Eéwg 7 um
TIPOYHOTOTTOIOUVTAI HE MIKPEG OXETIKA TAXUTNTEG TTEPICTPOPNG KAl HIKPH OXETIKA
TTieon oTnV KaTEPYAdOPEVN ETTIPAVEID KABWG Kal e XpAon diapavTéviou i JETOAAIKOU
polishing ring (Mivakag 2-3). QoT600, Ta TEAIKA 0TddIa TNG OTIABWONG, TA OTToIA €ival
KAl aTTapaiTATA VIO VO TTPOKUWEI TEAIKA ETTIQAVEIQ TTOIOTNTAG “KABPEQPTN”, YivovTal PE
olapavtaAoipr PeyéBoug KOKKWV 3 um Kol amaitolv  PEyaAUTEpn  TaxutnTa
TTEPIOTPOPNG Kal TTiEaN, ME TTAPAAANAN xprion TTAaoTIKoU polishing ring kal akoAouBei
yia To @Ivipiopa Xprjon travioU (KeTo€) TTavw o€ autd. O1 TaxUuTNTEG TTEPIOTPOPHG TTOU
atrairouvTtal ayyifouv £wg kal Ta 30000 RPM o¢ KATTOIEG TTEPITITWOEIG, TAXUTNTA TTOU
TO KEVIPO KOTEPYOOIWV OEV WTTOPEI OE KAMIO TTEPITTTWON va TTIPOCPEPEI, KABWG
KOAUTITEl TTEPIOTPOPIKES TAXUTNTEG EwG Kal 1000 RPM TrepiTrou.

Auté 1O TTPORANUA ETTIAUBNKE WE TNV KATOOKEUR Hiag Bdaong Tpdodeong Tng
akpng Tou dremel Tou epyaoTnpiou, YE TN XPrON TNG oTroiag eEac@alieTal:

e EAaxioTtotroinon tng TaAdviwaong Tou polishing ring/akpng Tou dremel katd Tn

OIdpKela TNG KATEPYATiag,

o Emiteuén €wg ka1 30000 RPM, ioeg pe Tn péyiotn Taxutnta Tou dremel 1ToU

XPNOIUOTTIOINBNKE,

o Emiteuén opoagovikdTNTag PeETALU TOU polishing ring Kai TNG KEQPAAAG Tou

KEVTPOU KATEPYAOIWY, YEYOVOS KOUBIKAG ONUaciag yia Tov TTPOYPAUMOTIONS

NG Katepyaoiag oe G-code, a@ou dev XpeIAoTNKe va opioTei offset yia Tov

oploud Tou tool path.
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4.2

10.

ESapTApara BAdong Kal TPOTTOG KATAOKEUNG TOUG (OXAHaTA
KOl QUTOYPAPIES)

H Bd&on TTou KATOOKEUAOTNKE ATTOTEAEITAI ATTO TA £EAG ETTINEPOUG TEPAXIQ:

‘Evag Treipog ouvdeong TG BAONG HE TNV KEQAA CUOTEAAOUEVOU OQIYKTAPA

TOU KEVTPOU KATEPYATIWY,

‘Evag 1ékog ouvdeong,

‘Evag koxAiag Allen M10x1.5 L=10 xwpig KEQaAr yia Tnv ac@daAion Tou Treipou

ouvdeong oTov Tdko auvdeong,
Mia Baon oTApIENG Tou grinder TTOU KATOOKEUAOTNKE ME TNV ATTOPAiTNTN
KWVIKOTNTA yIa TNV I8AVIKA TTPOCAPUOYH Kal ac@AAion TG akpng tou dremel

€VTOG TNG KATAOKEUAOBEIoAg KOINOTNTAG,

‘Evag  amooTtdtng (METAAAIKOG KUAIVOPOG) vyia Tnv  TApnon €Adxiotng

ammdéoTaong PeTagu Tou Tdkou auvdeong Kal TNG Baong oTApiEng Tou grinder,
AUO0 koxAieg Allen M10x1.5 L=80 pe Ke@aAn yia Tnv oUvdeEon TOU TAKOU
ouvdeang (2) pe Tn Baon oTPIgNg (4),

AUO kKoOxAieg Allen M10x1.5 L=16 Xwpic Ke@aA yia Tnv ac@dAion Twv
KoxAlwv Allen (6) otn Bdon oThpIgNG,

AUO KoxAieg M6x1 L=30 e¢aywviKAg KEQAANG yIa TNV acPAAION TG AKPNG TOU
grinder oTnVv KWVIKN KOIAGTNTA TNG BAoNg OTHPIENG TTOU KATAOKEUAOTNKE,

ATIO 2 podéAeg Kal TTEPIKOXAIA M6BX1 yia KABE évav €K TWV AVWTEPW KOXAIWV
(8),

EAlampia kai Bdocig ehatnpiwv dia@opeTikAG oT1alepds K yia gicaywyn

eAéyxXOU TNG ackoUpevng dUvaPnG oTnv TTPog OTiIABwaon eQaveia.

AkoAouBouv Ta kataokeuaaTIKG oxédia Kal N HEBodog KATAOKEUNG KABEVOGS €K

TWV ETMPEPOUG TEPOXIWV TNG BAONG TTOU AvAPEPOVTAI TTOPATTAVW.
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1) [lleipog ouvdeong.

Eikéva 4-1. lNecipog olvdeong, KATAOKEUAOTNKE OTOV TOPVO TOU EPYACTNPIOU TOU

KTnpiou karepyaoiwyv Tou EMIT.

Eikéva 4-2. lNeipog olvdeong, oxediaouévog oto TrepIBaGAAov Tou SolidWorks.
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2) Tdékog ouvdeong.

Eikéva 4-3. Tdkog ouvdeong.

Eikéva 4-4. Tadkog ouvdeong, oxediaouévog oTo TTepIBGAAov Tou SolidWorks.
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Mo TNV KaTaoKeurp Tou TAKOU aUvOeong ayopdoTnke KAMUTIPE XaAURSIvn
AGua TeTpaywvikAg diatoung 20x20. Ev cuvexeia kOWaPe pe 10 TTPIOVI €va KOUUATI
pAkoug 112 mm (2 emTTAéov TOu €mMBUPNTOU TEAIKOU MRAKOUG). APXIKA EYIVE
KATEPYOOia Twv 2 TTPOCWTTWY ToU TAKOU, OEVOVTAG TOV KATA WAKOG O€ TOOK ME 4
OQIYKTAPES. ZT0 TEAOG auToU TOU PBriuaTog €ixe emTeuxbei 1o €mBUUNTO PAKOG TOU
Tdkou (110 mm).
2Tn ouvéxela, déoaue To TEPAXIO KABETO OTO TOOK, a@OU TIPWTO EVTOTTICANE TNV
KaTAAANAN Béon Onuioupyiag TNG OTIAG, XPENOIMOTIOIWVTAG METPNTIKO POASI Kal
aglotroiwvTag T SIGUETPO TOU TOOK Kal TO poAdI Tou Y agova Tou TOpvou. MNa Tig
UTTOAOITTEG OTTEG aKoAouBrRoaue TG idia HEBOBO, XPNOIYOTTOIWVTAG EavA TO HETPNTIKO
POAQI KAl A&IOTTOIVTAG TIG YVWOTEG ATTOOTACEIG METAEU TWV AEOVIKWV TWV OTTWV.

OAeg o1 o1még €yivav dévovTag TO KATAAANAO TpuTTdvi OTnv KOUKOUBAYyIa Tou
TépVoU, aPoU TTPWTA €ixe TTponynBei xpAon Tou KevipoTputtavou. Me diadoxIkd
TPUTTAMATO PE TPUTTAVIa auéavouevng SIQUETPOU KAl XPAON COTTOUVEAQIOU KOTA Th
dIdpKeIa TNG KATEPYAoiag eTTETEUXONCAV 01 €TTIOUPNTEG TEAIKEG DIGUETPOI TWV OTTWV.

TENOG, e Xprion Twv KAaTaAANAwyY KoAaoUlwv Eyive To otreipwpa M10x1.5 Tng

0e€IAG OTING TOU OXNMATOG (APIOTEPH TG PWTOYPAPIAG).

3) KoxAiag Allen M10x1.5 L=10 xwpig KEQAAT).

Eikéva 4-5. lMeipog ouvdeong (apiotepd) kar kKoxAiag Allen M10x1.5 L=10 xwpig
KEPAAR (5€&1a).
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Eikéva 4-6. KoxAiag Allen M10x1.5 L=10 xwpiG KEQAAR.

4) Bdon otpigng grinder.

Eikéva 4-7. Bdon otpi¢ng Tou grinder.
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Eikéva 4-8. Baon otpigng Tou grinder (avtiOetn Afyn).

Eikéva 4-9. Bdon ompigng Ttou grinder,
SolidWorks.
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MNa Tnv kataokeuy TnG Paong ompiEng Tou grinder ayopdoTnke KaAIUTTPE
XOAUBSIVN Adua opBoywvikAg diaToung 20x40. 'Exoviag Adn KATaoKEUAOEl TOV TAKO
ouvdeong (2), Tov XPNOIMOTIOINCANE WG KOAIUTTPA yia va yivouv ol TpUTreg oTn Bdon
oTAPIENG OoTa KATAAANAQ onueia pe TN PEyioTn duvartr akpiBeia Kal va atro@euxBouv
aTéAEIEG OTO KeEVTPApPIoUa Takou (2) kal Bdong (4). Apou £yivav ol TPUTTEG, TO TEUAXIO
0£BnKe oTOV TOPVO O€ TOOK PE 4 OPIYKTIPES KAl KEVTPAPIOTNKE OTO CWOTO ONUEIO UE
XPNon TnNG TTOVTAG TTOU BECANE GTNV KOUKOURBAYIO TOU TOPVOU.

MNa va KAaTaoKEUOoOEi N atraIiroupevn KwvIKOTNTA yia TNV TTPO0dECN TNG AKpNng
Tou grinder, XpnoldoTToIfONKe KATAAANAO KOTITIKO £pYOAEiO, APKETA AETITO WOTE va
EMTPETTETAI  ATTO  YEWMETPIKAG  aATTOWeWS 1N Tpdofacry Tou  evidg NG
KataokeuaoBeioag oG, Ev ouvexeia, TeEPIOTPEWAUE TO UIKPO EPYAAEIOPOPEID KATA
TNV uTtoAoyioBegioca ywvia (nuUIywvia KWvou) Kal TTPOXWPACAUE OTNV KATEPYOTia
emMAEyovTag TNV TIPOWON Kal TIG OTPOYEG yia 1N BEATIOTN TTOIGTNTA  TNG
TIPOKUTITOUCAG KWVIKNG ETTIPAVEIAG.

TéNOG, agou €ylvav Ta OTTAPAITNTA OTTEIPWMPATA PE XPAON TwWV CWOTWV
KoAaoUlwv, €yIve xprian TIpiovioU yia TNV a@aipean Tou UAIKOU OeEIG TNG KWVIKAG
TA£OV OTING, WOTE va gival duvatrh n TTPOodeon TNG Akpng Tou grinder o auth, Kal

TENIKWG, N ao@AAIoA TNG Pe Toug KoxAieg M6x1 (8), kal akoAouBnoe @ivipiopa pe Aipa

KQl TPOXO MEXPI TNV OTTOKTAOT TOU €TTIOUPNTOU ATTOTEAEOUATOG.

Eikéva 4-10. Bdon otmipigng Ttou grinder, oxediaouévn oT0 TTEPIBAAAOV TOU
SolidWorks (Gvwwyn). AetiTopépeia TTOU ATTEIKOVICEl TNV KWVIKOTNTA OTO OnuEio

TP60odeong Tou grinder e1Ti TNG BAoONG.
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5) AmooTdreg.

Eikéva 4-11. AtrooTtareg didragng.

6) KoxAieg Allen M10x1.5 L=80 pe Ke@AAr.

Eikéva 4-12. KoxAieg Allen M10x1.5 L=80 pe KeQAA.
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7) KoxAieg Allen M10x1.5 L=16 xwpig KEQAAN.

Eikéva 4-13. KoxAieg Allen M10x1.5 L=16 xwpig KEQAAN.

8) KoxAieg M6x1 L=30 £¢aywvikng ke@aAng kal 9) PodéAeg kai TrepIKOXAI M6X1.

Eikéva 4-14. Koxhieg M6x1 L=30 eEaywvikng KeQAANG Kal PodEAEG Kal TTEPIKOXAIO
M6x1.
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10) EAampia kal Baoeig eAatnpiwv.

Eikéva 4-15. EAatripia dia@opeTikng otabepdcs K kal BAoeig ouykpAdTnong eAaTnpiwy.

Eikéva 4-16. EAaTrpIO TTPOCAPHUOCHEVO OTIG BACEIS CUYKPATNOTG TOU.
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4.3 ZXuvappoAoynuévn didragn Kal agiomoinon eAartnpiwv

TNV TTAPAKATW €IKOVA aTTeEIKOVi(eTal N auvappoAoynuévn didtagn Tng Baong.

H d&kpn Tou grinder €xel TTpoodeBei 0TNV KWVIKA UTTOBOXH TTOU KATAOKEUAOTNKE KAl

EXEI aOQONIOTEI e TOUG KOXAIEG M6 Kal Ta avTioTOIXO TTEPIKOXAIQ.

Eikéva 4-17. Zuvapuoloynuévn didragn Baong.

O apioTepdG KoxAiag Allen dev €xel aTTOOTATN 1) EAATAPIO KOI XPNOIYOTIOIEITAI
wg «odnydg» Katd Tn dIdPKEIQ TG KATAKOPUPNG Kivnong TTou onuartodoTeital atmod Tn
ouoTTEipwaon Tou eAaTnEiou. ZUuyKeKpIpéva, OTav auédveral n KABetn dUvaun TTou
QOKEiTal oTnV €m@AveIa KAt 1n dIGpKEIa TNG OTIABWONG, TO EAATHPIO CUCTIEIPWVETAI
Kal n amdéoTaon avayeoa oTov TAko ouvdeong Kai Tn BAon OTAPIENG MEIWVETAL.
Tautdxpova, ol KeQaAéG Twv KoxAiwv Allen g§wbBouvtal TTpog Ta TTAVW. ZTIG U0
€IKOVEG TTOU aKOAoUBoUV @aiveTal 0 TPOTTOG TTou N €TMIBOAN Miag KABETNG duvaung

ETTNPEACEl TN YEWMETPIA TNG BIATAENG HEOW TOU eAATNPiOU.
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Eikéva 4-18. Zuvappoloynuévn didtaén Bdaong (éxel atmmoouvdebei n Gkpn ToU

grinder) o€ eAeuBepia.

Eikéva 4-19. Zuvapuoloynuévn didtaén Bdong (éxel atmmoouvdebei n Gkpn TOU
grinder) uttd TNV €mMBOAN KaTakdpuPng duvaung oTtov dfova TTPoadeong TNG AKPNG

Tou grinder.
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21NV €Ikova 4-19 10 eAaTNPIO £XE€I CUOTTEIPWOEI Kal O KEQAAEG TwV KOXAILV
Allen €xouv atrokaAu@Bei. ETAéyovTag To KatdAAnAo eAatripio, pe Bdon Tn oTabepd
K mou 10 Xapaktnpilel, PTTOpPOUPE va uTToAoyi(oupe TNV AoKOUMEVN OUvaun
METPWVTAG TN METOPROAN TOU MPAKOUG TOU €AaTnpiou amod TO €AeUBepo PAKOG ToOu,
onAadrn 1o PAKOG TToU £xel €KTOG diIaTagng, uttd TNV €mIBOAN PNdEvIKAG SUvVaUNG.
ZUVETTWG, XPNOIUOTTOIWVTAG OIaQOopPETIKA eAaTApIa, n OidTagn pag TTapEXEl TN
ouvaToTNTa PEAETNG TTOAAWY BIOPOPETIKWY EUPWV dUVAUNG.
ZUYKeKPIYEVa, BIaBEToupE 4 eAaTrpia SIOPOPETIKAG OTABEPAG, OAa KAaTtGAAnAa
yla mpoécdean otn diatagr pag. O utroAoyioudg Twv oTabepwyv K Toug, Kabwg Kai o
EAEYXOG TNG YPOAUMIKOTATAG TOUG £YIVE HECW DOKIPNAG BAIYNG oTnNV TTp€ca Tou KTnpiou
Katepyaoiwv g ZxoAig MnxavoAdywv Mnxavikwv tou EMI. Ta Tov TTpoodiopiouo
Tou K (Movadeg dUvapng avd PETATOTTION) XPNOIKOTTOINBNKE (a@ou dIaTTIoTwonKe OTI
Ta eAaTAPIA €ival TTPAYHATI YPAPMPIKA) N oxéon
F=K-Ax (4-1)

Eikéva 4-20. EAatApia dia@opeTikAG o0TaBepdg diabéaiya TTpog TTPoOcdean oOTn
o14ragn Tng paong.
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2tnv eikéva 4-20 @aivovrtal Ta 4 OIOQOPETIKA eAatripia TTou OIaBETOUE,
apiBunuéva atrd aplotepd TPog Ta Be€IG atrd 10 1 £€wg 10 4. H KAion Twv akGAoubwv

olaypappaTwy divel Tn o1abepd K 0TTWG auTh opicTnke otn oxéon 4-1.

LOAD - DEFLECTION GRAPH

0.10T "
0.08T "
0.067T e

1 —
0.04% ._w_rl_n_rr“'_ﬂ_‘

0.02T ra

Compressive load (kN)

0.00 W

-0.02

0 1 2 3 4 5 6 7 8 ] 10 11
Compressive extension (mm)

ZxApa 4-1. Aidypapua @opTiou-peTaBoArG HAKOUG Tou eAaTtnpiou 1.

LOAD - DEFLECTION GRAPH

0.30
.-""H
_,-—"
JHI'L
= o~
= '__..a"r'
o o0.20¢ b
m -
o _u—’."'
.—'-"'r'
@ .
> ™
.a ﬁ__.“"r"
2 o.1071 s
E _r‘"""‘
5 -
(] _‘ﬂ,»
0.00+=
0 1 2 3 4 5 6 7 8 9 10 11

Compressive extension (mm)

ZxAua 4-2. Aidypauua @opTiou-peTaBoANG urKoug Tou eAatnpiou 2.
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LOAD - DEFLECTION GRAPH

0.081
0.067 L

0.04T —at

Compressive load (kN)

0.10t Lo

¥ 4y ¥ ¥ ¥ ¥ * ¥ t t t t t
4] 1 2 3 4 = 6 7

Compressive extension (mm)

ZxApa 4-3. Aidypapua @opTiou-peTaBoArG HAKOUG Tou eAaTtnpiou 3.

LOAD - DEFLECTION GRAPH

¥ ¥
10 11

Compressive load (kN)
o
[=]
%]

0 1 2 3 4 5 6 7 8 o 10 11
Compressive extension (mm)

ZxApa 4-4. Aidypappua @optiou-peTaBoArG HAKOUG Tou eAaTtnpiou 4.

AT6 Ta oxfuata 4-1 éwg 4-4 TpokUTTouv ol Tiuéc Ky = 0.011 KN/
K, =0.027 KN/ 0 K3 = 0012 KN/ ki K, = 2.7-1073 KN/

Mivakag 4-1. ZT1o1xEia apIBunuévwy eAaTnpiwv eikévag 4-20.

o/a\XapakKTnpIoTIKO D(mm) L,(mm) KEN/ o)
1 25.2 61.4 0.011
2 27.8 44.4 0.027
3 18.3 36.6 0.012
4 16.2 44.6 2.7:10°
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4.4  AlamoTwPEVa NEIOVEKTHMATA KATOOKEUOOoBeioag Baong

H Bdon 1mou TTeplypd@etal OTIG TTPONYOUNEVEG UTTOEVOTNTEG TOU KEPAAaiou 4
TNG OUYKEKPINEVNG epyaoiag OOKIUAOTNKE OTO KEVIPO KaTepyaoiwv HAAS Tou
£PYAOTNPIOU KATEPYATIWVY TWV UAIKWY Tou EMIT kai £yivav o1 €€1¢ TTapaTnphoElg.

H Baon civar oxedlaopévn he TPOTTO TTou a@evog e€ao@alidel opuoa&ovikdTnTa
METOEU TOUu AEOVa Z TOU KEVTPOU KATEPYOOIWY PE TOV dEova TTEPICTPOPRG Tou grinder,
woTdéoo dev €ival AEOVOOUMMETPIKN, KABWG Kal o1 dUo o0dnyoi KoxAieg eival
TOoTTOBETNUEVOI OTNV Hia TTAeupd Tou grinder (S€CIG TOU OTTWG QaiveTal OTNV €IKOVA 4-
17). O1 dU0 KoxAieg éxouv KATTOIO KeEVA METAEU QUTWYV KAl TwWV OTTWV €VIOG TWV
oTroiwv dlépxovTal, evw N EAAEIPN GEOVIKNG CUMMETPIAC ONUIOUPYEI KAUTITIKI) POTIA
oTnVv KaTaokeun (Ue KABe epapuoyr KABeTNg dUvaung), n otroia AauBaver yeyaAuTepn
TIU OTOV €EWTEPIKO KOl WIKPOTEPN OTOV €O0WTEPIKO 0dnyod-koxAia. H pot auth
AVaYKAZel o€ €TTAQPN TNV ECWTEPIKN ETTIQAVEIN TWV OTTWV HME TO UAIKO TwV KOXAIWY,
augavovtag Tnv TPIRNA METAEU TwV ToIXWHATWY Kal duoxepaivovTag Tnv oAioBnan Twv
KOXAIWV €VTOGC TwVv OTTWV. AUTO €XEl OOV ATTOTEAECUO va ATTAITEITAI TTOAU HEYAAN
duvaun yio TN OUCTTEIPWON TNG KOTAOKEUNRG PEOW TNG OUCTTEIPWONG Tou eAATnpiou
BAipewg (TTOAU peyaAlTeEPN QUTAG TTOU ATTAITEITAI ATTAG KOl HOVO yia Th CUCTTEipwaon
TOU gAaTnpiou).

2UVETTWG, ATTOPOCIOTNKE N CUYKEKPIYEVN KATAOKEUN va XpNnoldoTroinBei pe
XPNON METAANIKWY aTTOCTATWY avTi yia eAaTApia BAIYews. Z€ autrv TNV TTEPITITWON N
KaTtaokeur eivalr ammoAuta Aakautrtn. Qotéco, pia TéTola 1810TATA €ival aTTOAUTO
€MOUPNTA OTNV TTEPITITWON OTIABWONG PeE OTIABWTIKOUG diokoug (OuupidéTTava-
YUaAOXOPTa). Z€ QUTA TNV KOTEPyaoia O OioKOG KAUTITETAI KATGAANAa uttdé Tnv
eQapuoyn eleyxouevng Katakdépu@ng dUVAPNG YIO va YUGAIOEl onueia KaPTAG Kail
TTEPIOXEG IO TIG OTTOIEG O OTIABWTIKOI dOKTUAIOI eV evOEiKVUVTAI AOYWw YEWMETPIAG
NG EM@AVEIOG. ZTNV TTEPITITWON OTIABWONG e BIOKOUG, N el0aywyr] EVOOTIKOTNTAG €K
MEPOUG TNG BAong eival avemBuUuNTn, KABwg eiIodyel Evav emTmAéov Babud duokoAiag
otov utroAoyiopd TnG ouvioTapévng OUVaUNG TTOU QOKEITal OTNV EMQAVEID, O
UTTOAOYIOUOG TNG OTTOIAG €ival TTOAU aTTAOUCTEPOG AV N JOVAdIKA TTAPANOPPWON TTOU
TPETTEl va AngBei uttdwn eival auth Tou epyaleiou (OTIABwTIKOG OiIOKOG) cuvapThOEl
NG TTPOG OTIABWON ETTIPAVEIQG.

Etriong, n xprion XovOpOKOKKWY YUAAIOTIKWV TTETPWV ouvodeia TTeTpeAaiou
yla Aittavon kal @ogn TNG EMQAVEIAG KOATA Tnv eKXOvOpIon (apxikr @daon

yuaAiopaTtog) eivalr eQIKTO va TrpaypotoTroin®esi pe auth mn Pdon Kal Pe xprion
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eAatnpiwv, KABWG aTTaiTeiTal IKAVOTTOINTIKA oTIBapOTNTA, OXI OPWS ATTOAUTN aKAPWia
TOU gpyaAeiou.

MNa Ta TTeipduata mou BEAOUKE va TTPAYUATOTTOINCOUE YIa Xprion OaKTUAiwy
oTiABwong KpiBnke atmmapaitnTn n KAtaokeun piag deutepng PAong TTPOCcdECNS TTOU
Ba 1Tpocdidel afovoouupeTpia ETTITTAEOV TwV IBIOTATWY TTOU POG TTPOCPEPEI N TTPWTN

Baon.

45 EgaptApata véag BAong Kal TPOTTOG KATAOKEUNRG TOUG
(oxAuaTa Kal pWTOoypaAPiES)

H véa Baon TTou KOTAOKEUAOTNKE ATTOTEAEITAI OTTO TA £ENG ETTINEPOUG TEUAXIA:

1. 'Evag meipog ouvdeong TG BAong WE TNV KEQAAN CUCTEAAOUEVOU OQIYKTHPO
TOU KEVTPOU KATEPYATIWY,

‘Evag 1ékog ouvdeong £1Ti Tou oTToiou BIdWVETAI O TTEIpog ouvdeong (1),

3. 'Eva autac@dAhioTto TTagiudd (tTrepikdxAio) M12 yia tnv ac@dAion Tou Treipou
(1) erri TOU T@KOU (2),

4. Téooepa ypauuikd poulepdv (linear bearings) Oiapétpou 10 mm
aoc@aAiopéva eviog TTAaT@oOpuag (Linear Bearing Platforms),

5. Auo Baoeig Tpoodeang TwV YPAPPIKWY POUAEPAV (4),

16 koxAieg M5 L15 pe €gdywvn ke@aAny kal 16 podéAeg ykpoOBep yia TOV
KaBéva, yia Tnv TTPOCOEon TWV YPAUMIKWY POUAEUAv (4) etti Twv Bdoewv
mpdodeong (5),

7. AUO koxAieg M8 L25 pe €Edywvn Ke@aAn kal 2 podéAeg ykpoOBep yia TOV
KaBéva, yia Tnv ouvdeon Twv Bacewv TTPoodeons (5) ekaTépwbev Tou TAKOU
ouvdeong (2),

8. AuUo0 G&oveg atmd avoeidwTo XaAupa diapétpou 10 mm,

4 KOUQWTEG aOQPAAEIES yia TNV ao@AAion Twv Bdoewv TTpocdeong (5) otn
owoTh 860N WG TTPOG Tov TAKO ouvdeong (2) yia eEac@dAion TTapaAAnAiag
TwVv agévwy (8),

10. Auo Horizontal Axis Brackets SHF10 yia tnv ac@dAion Tou avw PEPOUG TWV
agovwy (8),

11. Mia Bd&on otApigng Tou grinder TTOU KOTOOKEUAOTNKE ME TNV ATTOPQITATN
KWVIKOTNTA yia TNV 10AVIKI TTPOCAPUOYH KAl aOQAAIon TOu OUCTEAAOPEVOU
oQIYKTAPA (12) evidg TNG KATAOKEUAOBEIoAG KOIAGTNTAG,

12.'Evag ouoTeANOUEVOG  OQIVKTAPAG  €OWTEPIKAG  dlapétpou  ~20 mm
ouvodEUONEVOG aTTO KATAAANAO TTagINGdI, yia va OuyKpaTHoEl TNV KUAIVOPIKN

akpn Tou grinder,
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13. 4 Horizontal Axis Brackets SHF10 yia Tnv ac@dAion Tou KATwW PEPOUG TWV
agovwy (8) dvw kai katw NG Bdong otApIEns (10),

14. 4 koxAieg M5 L50 pe e€dywvn Ke@aAn kai 4 autac@alioTa TTepikOxAia M5, éva
yia Tov KaBéva, yia Tnv ouykpdTtnon Twv Horizontal Axis Brackets (12) €1mi Tng
Baoewg otpigng (11),

15.12 koxAieg Allen M6 L25 xwpic ke@aAfi, e 12 TrEPIKOXAIA Kal 12

autac@AAioTa TTePIKOXAIQ, atmd éva yia Tov KABe KoxAia, yia tn dnuioupyia

TTPOEEOXWV yia TNV TOTTOBETNON AdOTIXWV 1) EAaTnpiwy €AENG.

L

Eikéva 4-21. AeUtepn ouvapupoAoynuévn Baon. EikoviCetal ammroouvapuoAoynuévo 1o

KATw Pé€Pog TNG Bdong (Baon oTipIENg) KABWG Kal 0 KWVOG KEVTPWONG.
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Eikéva 4-22. Aeltepn ouvapuoloynuévn Baon pe apiBunuéva Ta  ETTINEPOUG

eCapTtiuaTta (To grinder dev gival ouvdedeuEvo).
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O meipog ouvdeong (1) KATAOKEUAOTNKE ATTO KAAIUTIPE XaAURDIVN PTTGpa o€
TOpvo, OTToU £Eyive Kal TO KaTAAAnAo oTreipwpa yia emiteugn akpifeiag otnv
KABeTOTNTA TOU WG TTPOG TOV TAKO oUvdeong (2). To eowTePIKO OTTEipwua GTN YECaia
ot Tou TAkou (1) €yive emmiong oTov TOPvVO, OEVOVTOG OTNV KOUKouBdyia TO
KAaTadAANAO KOAOOUZ0o Kal OTPEQPOVTAG TTPOCEKTIKA TO TOOK HE TO XEpl. O1 OTTEC OTIG
TAQyIEG OWeIG Tou Takou (1) éyivav aTov TOPVO ETTIONG, KAl TA OTTEIPWHOATA O QUTEG
ME KOAQOUCZO Kal JavéAa Pe To XEPL.

O1 omég yia TNV TPOCdE0oN TWV YPOUUIKWY poUAepdv (4) oTig PBaoelg
TTPOCdeONG (5) €yivav pe To OPATTAVO KAl OEV €XOUV OTTEIPWHATA, EVW Ol OTTEG YIA TIG
TTPOEEOXEG €NAOTIKWY OTOIXEIWV Eylvav  JE TO OPATTAVO Kol TO OTTEIPWHOTA
XEIPOKIiVNTA UE XPron KOAAOUCwV Kal HavéAAG.

2T PBdon otipigng (11), n Kevipik ot éyive OTOV TOPVO, HE XPron
KATAAANAWYV TPUTTAVIWY. TN OUVEXEIA, JETPABNKAV oI SI00TACEIS TOU CUOTEAASUEVOU
oQIYKTAPA (12) Kal UTTOAOYIOTNKE N KWVIKOTATA Tou (2.2° ). To HIKPO epyaAelopopeio
OTPAPNKE KATA ywvia 2.2° kal eMAEXBNKe epyaleio KATAAANAO yIa va €I0XWPNACEl 0TN
OlavoixBeica oT. AkoAoubnoe kartepyaoia MEXPI va €mMTEUXBei n  €mBuUPNTA
OlauOPPWON TTOU VA ETTITPETTEI CUVAPMOYN ME TO GUOTEAAOEVO OQIYKTHPa (12) Kal TO
TTEPIKOXAIO TTOU TOV ouvodelel. OAeg o1 uttdAoitreg oTrég TNG Bdong (11) €yivav oTo
OPATTAVO KOl TA OTTEIPWHATA XEIPOKIVNTA PE XPriON KOAOOUWV Kal JavEAQG.

H ouvappoAdynon g Bdong €yive pe Tov akOAouBo TpoTTO. ApXIKA
ouvdEdnke o Treipog (1) pe Tov TAKO (2) KAl QOQAAIOTNKE PE TO QAUTACPAAIOTO
TEPIKOXAIO (3). KatoTmiv, TrpooappdlovTal o1 Bacelg Tpdodeong (5) i Tou Takou (2)
ME TN Xpon Twv KoXAIWV Kal YKpORep (7). Asv o@iyyoupe PEXPI TEAOUG TOUG KOXAIEG,
waoTe ol Baoelg (5) va utTopolv va TTepIoTREPOVTAI PE ETTIBOAA peoaiag dUvaung TTepi
TWV KOXANIWV (7). ZTn ouvéxela, Je Tn Xprion Twv KoxAlwv-ykpoBep (6), dévoupe Ta
YPOUMIKG pouleudv (4) etti Twv Bdoewv TTpoadeong (5). O1 otrég etmi Twv Bdoewy (5)
ola Twv otroiwv diépxovTal ol KoxAieg (6) eivalr peyaAuTepeg atrd TNV OVOPOOTIKA
OIGuETPO TwV KOXAIWY (TTEPACTOI KOXAIEG), Kal €mMTPETTOUV €AAXIOTN Kivnon Twv
pouAepdv, woTe va eEac@alioTei n BEATIOTN KUAION Twv agdvwy (8) evidg auTwv.
Ortav mepAooupe eviOg TwV POUAEUAY TOUG AEOVEG Kal EVTOTTIONEI TO BEATIOTO OnEio
WG TIPOG TNV KUAION, O@iyyouue KOAG Toug KoxAieg (6). Katdmv, dévoupe Ta
Horizontal Axis Brackets SHF10 (10) yia ac@dAion Twv afévwv Kal opioud Tou
KATWTATOU ONUEIOU OTO OTTOI0 PTTOPEI VA GTACOUV QUTOI. ZUVEXICOUNE TTEPVWVTAG TO
Horizontal Axis Brackets SHF10 (13) kai Tn Baon otpigng (11). Z@iyyoupe KaAd 1o
KATw 0egid (A KATW apioTepd) Horizontal Axis Bracket SHF10 (13). MNepvdpe Toug
KOXAieg pe Ta autao@AaAioTa TTepIKOXAIQ (14) Kal Ta o@iyyouue eAagpd. Maparnpoupue

oTl n Bdon otAPIENg (11) éxel «kevay, utTopei dnAadn va kivnBei eAGXIOTa OTOUG
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agoveg x kal y. Katdtiv, dévoupe oTnv KwvIKA o1 TNG Baong otnpigng (11) pe xprion
Tou ouaTeAAOuevou o@iykTApa (12) évav KUAIVOpo MeE Kwvikd KaTw dkpo (Ba
QVOQEPETAl OTO €ENG WG «KWVOG KEVTPWONG», PAETTE elkOva 4-21). [pémel va
akoAouBrael diadikagia KaAIUTTPaPIoUATOS yia va eTTITEUXOEi TEAEIO KEVTPAPIOUA TNG
Baong.

ApPXIKA, ETTPETTE Va Yyivel KAAIUTTPApIoua Twv Bdocwyv TTpdodeong (5). Aéoaue
TOV KWVO KEVTPWONG ME TNV KWVIKA atroAngn Tpog Ta TTAvw Kal TTpayUaTOTToINONKE
KUAION Twv agovwyv (8) eviOg TWV YPOUUIKWY POUAEUAV UEXPI QUTOG va EICXWPNATEI
OTNV OTTI TTOU EiXE YiVEl JE KEVTPOTPUTTAVO KATA THV KATEPYAOiA, OTO KATW PEPOG TOU
Treipou (1). Z¢€ ekeivn TN Béon o@igaue Toug KoxAieg (7) 600 TO duvaTo TTIO CPIXTA.

Katomv, oto kévipo karepyaciwv HAAS oe TéAEla €TTiTTEdN ETIQAVEIA
OOKIJioU KAVOUME pia OTTA PE KEVTPOTPUTTAVO. XWPIG VO PETAKIVAOOUPE TO TPATTEC)
KATA X Kal 'y, aAAGCoupe epyaAegio oTn pnxavh Kal oUVOEOUNE TNV KATOOKEUQOBEioa
Baon, pe TTPOCOEPEVO TOV KWVO KEVTPWONG TTAvw o€ autr. Kartepadoupe Pe TN
Agitoupyia hand jog TNV KEQAAN KOTA Z HEXPI VA EICKWPHROEI O KWVOG KEVTPWONG OTNV
OTTN} TTOU dNUIOUPYHOQUE PE TO KEVTPOTPUTTAVO. ZQiyyoupe Toug KOXAieG (14) TTou dev

gixape o@igel KaAG Kal €COKPIBWVOUUE TNV TTOIOTNTA TOU KEVIPAPIOPATOG OE €va

O10POPETIKO VYOG Z.

Eikéva 4-23. Kahiutrpdpiopa deUtepng BAoONG PE Xprion TTEipou KEVTPwonG.

97



‘Exoviag o@itel 6Aoug TOoug KOxAieg oTtnv emBuunth B€on, ME xprion
Opdmravou XeIpog Kavaue 2 oTréG ekatépwBev Twv KoxAiwv (7) oTic Pdoeig
mpocdeong (5), apkeTd BabIEC wWOTE va €I0XWPOUV OTOV TAKO (2). Z& auTég hE éva
oQUPI EI0AYANE KOUPWTES GOPAAEIES Yia va dlac@alicoupe 6Tl ol Baoeig TTPOCdECNS
(5) dev Ba TrepioTpa@olV KaBOAou TrEPI Twv KOXAIwv (7) Kai n kévipwon Oa
TTOPAMEIVEI 1IDAVIKT).

TéNOG, N ouvapuoAdynon OAOKANPWVETAI JE APAIPECN TOU KWVOU KEVTPWONG
Kal TTpoodean TNG Akpng Tou grinder pe xprion tou cuaTeAAOuevou a@iykTripa (12)
oTnVv KwvikR ot TG Pdong otipigng (11). Zuvdéoupe €TTionNg TOUG KOXAIEG-
TTEPIKOXAIO Kal auTao@AAIoTa TTEPIKOXAIQ (15) TTAvw oTn Bdon otmpigng (11) kai Tig
Baoeig mpdéodeong (5) kal TotToBeTOUNE KATAAANAQ AaoTixakia/eAatipia €AENG ue
AKPA AUTEG TIG TTPOECOXEG.

Me xprion TNG NAEKTPOVIKAG CuyapIdg PTTopoUlE va @TIAGEoUE To dIAypaPa
METATOTTIONG-KABETNG dUVANNG TTOU QOKEITAI TTAVW OTNV TTPog OTIABwon £mQAveIa.
21N ouvéxela, eival eQIKTO va yvwpifoupe 1Oon KABeTn dUvaun QOKETal OTNV

em@Aveia avaAoya pe 1o TTOOEG PHOVADEG PNKOUG KATA TOV GEOVA Z PETAKIVOUUE TO

gpyaAcio Tou kévtpou Katepyaaiwy HAAS.

Eikéva 4-24. KovTivi) Aqyn €icaywyng TTeipou KEVTPWONG OE OTTA TTou EyIve aTTd

KEVTPOTPUTIAVO Yia KaAIUTTpdpioua Tng 2™ Bdong.
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5 TpOoKATAPKTIKA OTOIXEIO TTEIPAMATWY KAl
0ewpPnNTIKA oTOIXEIO HOVTEAWY OTIABWONG

5.1 TMpoodiopiopdg TUTTOU XAAURB O SOKIMIOU TTEIPANATWY

To akpIBég UAIKG TTOU XpnOIhOTIOINBNKE yia Ta Treipduard pag oev ATav
yvwoTé Kal yia autd To0 Adyo £TTPETTE va TTPOCdIOPIOTOUV Ta OTOIXEI TOU, WOTE va
KATOOTEl €QIKTO va €TTIAEYyoUV 01 KOTAAANAEG TTPOWOEIS KAl OTPOPEC TTou Ba
XPNOIPOTToIoUVTAV YIa TN dNMIoUpYia TNG apXIKAG TPaXUTNTAG ETTi TNG ETMIPAVEIAG TOU
dokiyiou (avaAueral oTnv TTapdypago 5.2).

H péBodog tmou akoAouBnBnke yia Tov TTPOadIopIoPd TNG OKANPATNTAG TOU
UAIKOU Tou dokipiou Atav n okAnpouétpnon katd Vickers. Kard tn okAnpouétpnon
kKatd Vickers éva epyaAgio oXAPOTOG TETPAEDPIKAG TTUPAUIdAG dIEIodUEl OTO TEPAXIO
UTTO OUYKEKPIMEVN BUVAMN, Kal A@hVEl £va TETPAYWVIKO atToTUTTWHA. MeTpwvTag Ta
MAKN Twv dlaywviwv autoU Tou TETpAywvou eival duvaTtd va UTTOAOYioouuEe Tn
okAnpotnTa Vickers, w¢ €¢ns. 'EoTw d; kal d, Ta PAkN Twv dU0 diaywviwy ToU
QTTOTUTTWHATOG. YTTOAOYICOUPE TOV PHECO OPO TOUG Kal TOV ovopdloupe d. Av F n
ouvaun uttd Tnyv otroia 1o epyaleio dieioduel oTo dokiulo, TOTE n okAnpoTnTa Vickers

uTToAOYiICETaI ATTO TN OXEON
K 1.8544F
HV( p/mm2> ~Taz 1)

MeTpriénkav d; = 0.33, d, = 0.34, Gpa d = (dy + dZ)/Z = 0.335, €V N aOKOUWEVN

duvaun Atav F = 10 Kp. MNpokutrtel HV (Kp/mmz) = 165.24. BAoe€l TTPOCEYYIOTIKNAG

oxéang, 10xUel 0TI (tensile strength) = HV/O_33 =~ 500 MPa.
5.2 Mé£B0odog dnuioupyiag apXIKAG TPAXUTNTAG

Ocwpeitar dedouévo OTI yia va yivouv TTEIPAPATO PE TNV OTTAITOUMEVN
aglomoTia TTPETTEl va gival EQIKTO va dnuioupynBouv eTTIQAVEIEG TTPOG OTIABwON HE
OUYKEKPIUEVN apXIKN TpaxUTnNTa, KaBwg Kal pe pia dedopévn poper). Me autév Tov
TPOTTO N aApXIKr TpaxuTnTa Ba eival évag eAeyXOUEVOG TTAPAYOVTAG OTA TTEIPAUATA,
KaBwg Oa ptmopoulpe va emmAéCoupe To €TTiTTEdd TNG KAl va OKOAOUBACOUUE pia
OUYKEKPIPEVN TuTTOTTOINKEVN PEBoBOAOYia yia Tn dnuioupyia TNG ETTi TOU TTEIPANATIKOU

dokipiou.
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H pébodog dnuioupyiag apxikng TpaxutnTag TTou akoAouBnenke Baaciletal oTn
onuIoupyia QUAGKWOEWV PE OTABEPO BrAPa PHETAEU TOUG e KOVOUAI HE OQaIPIKO AKPO
OUYKeKPIUEVNG akTivag. H peak-to-valley Tpaxutnta Ba icoUTal ye 1o cusp height Tou
Ba TTpoKUWEl JETA TNV KaTepyacoia kal Ba gival cuvaptnon Tou Bruartog (pitch) kai Tng
aKTivag Tou Xpnolipotroloupevou ball-end mill, ue dedopévo 0TI I0XUOUV GUYKEKPIUEVOI
TTEPIOPIoUOI TTOU Ba SIOTUTTWBOOUV TTAPAKATW.

210 oXAua TTou akoAouBei (oxApa 5-1) @aiveral To TTPOPIA TG APXIKAG KAl TNG

dnuIoupyouuevng emeaveiag e 4 diadoxikd TTaca BrpaTog p e ball-end mill akTivag
R.

,@/
&
“?e P (Pitd—a)
%y
‘*;,'// B 2
[ i | ‘ ‘ | i‘(axn's ot boll-endwmill
& et e
Afxngé\ ! ‘ f
€nineso ; } ¢ 1
s A
ent s 1
ngofawj_j___;,/\,g/\/\ 3
uazepyasa
=i
= 3
3 T
2
2
> Ri=R-\[R*- (FAo) =
3 §
é" i
:; Anoisas: | @) RZP/oe> P$2TZ ,(2) d? R{: &

ZXAMO 5-1. ZXNMaTIKA atrelkévion dnpioupyiag apxXiKAg TpaxutnTag He SIadoxIK&
TTAOA KOTITIKOU OQAIPIKNG YEWUETPIAG.

AT6 10 OoXApa Kai To opBoywvio Tpiywvo OAB (péow MuBaydpeiou OewpAuaTog),
gival TTpo@aveg 0TI n R, 1000TAI PE

2
R, = (cusp height) =R — (AB) =R — |R? — (g) (5-2)

Me TreplopIopOUg TTOU TTPETTEI VA I0XUOUV Toug €¢RAG. To BaBog KoTig d TTpéTel va
gival yeyaAuTtepo amd Tnv uttoAoyioBeica TpaxUuTnNTa, WOTE VA EXOUUE OKPEG METAEU
TWV QUAOKWOEWYV Kal OxI €TTITTEOEG TTEPIOXEG OTA ONUEIa PEYIOTOU UYWOoUG («Opn»).
Eriong, avaykaio €ivalr To Bripa p va gival yikpdTtepo atrd 1 didueTpo Tou ball-end
mill, KaBwg o€ avTiBeTn TTEPITITWAN 01 KUKAOI dev TEUVOVTAI, OAAA €iTe e@ATTTOVTAI, €ITE
Oev £Xouv KoIva onueia, ouveTTwg TTAAI Ba dnuIoupyoUVTal TTITTEDES TTEPIOXES AVTI VIO

akpéG. O1 dUo auToi TTEpIoPIoUOI EKPPAlovTal OTIG AKOAOUBEG OXETEIG.
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d >R, (5-3)

R2%®p$2R=D (5-4)

MNa 1N dnuioupyia TNG APXIKAG ETTIPAVEING KAVOUMPE €va apXIKO TTépaoPa  HE
QPeCoKEPAAN, Yyia va onuioupynBei TEAEIO ETTITTEDN EMIQAVEIQ. 2T OUVEXEID

eMAEyoUpE KOVOUAI Pe o@aIpIkO Akpo pe duo @Tepd (flutes), armmd Tov TTapaKATW

TTiVoKa.

Eikoéva 5-1. Two flute Ball-end mill.

Mivakag 5-1. MNMpowaoe€ig Kal TaxUTNTEG TTEPIOTPOPNGS Yia KaTepyaoia pe ball-endmill

avAaAoya Je TO KaTEPYAZOUEVO UAIKO.

CARBON STEELS | CARBON STEELS |CARBON STEELS | CARBON STEELS e
MATERIAL | ALLOY STEELS | ALLOYSTEELS | ALLOY STEELS | ALLOYSTEELS |a MiNiM ALLOYS
TOOL STEELS | TOOLSTEELS | TOOLSTEELS | TOOL STEELS

HARDMNESS ~ HRc20 HRc20 ~ HRc30 HRc30 ~ HRc40

STRENGTH ~ S00N/mm? 500 ~ BOON/mm? 800 ~ 1000N/mm?# 1000 ~ 1300N/mm?®

DIAMETER RPM FEED RPM FEED RPM FEED RPM FEED BRPM FEED
R 15 % 30 4500 95 3400 70 2000 30 1400 20 11000 230
R 2.0 x 4.0 3200 115 2400 80 1400 35 1000 25 8000 260
R 3.0 x 6.0 2200 135 1700 a0 1000 45 700 25 5600 280
R 4.0 x 80 1600 160 1200 105 700 50 500 30 4000 350
R 5.0 x10.0 1300 180 1000 120 560 60 400 35 3200 360
R 6.0 x12.0 1000 170 800 105 450 55 320 35 2500 340
R 8.0 x 16.0 800 150 600 100 350 55 250 35 2000 300
R 10.0 x 20.0 600 140 500 85 300 50 200 35 1600 280
R12.5 x 25.0 500 130 400 70 220 40 160 30 1300 250

0.3x0,
/ X
% The FEED, in long & extra long types, should be reduced by around 50% RPM=REVOLUTION PER MIN.
FEED=mm/min.

To Tepdxio TTOU XPNOIMOTTOIOUME €ival XOAUROIVO PE avToxX) O€ €PEAKUCUO-
BAiyn TrepiTToU i00 pE 500 MPa = 500 N/mm?, 6TTw¢ KTIUABNKE oTNV TTapdypago 5.1
MéOw TNG O1adIKaoiag TTou aKOAOUBRBNKE. SUVETTWG, yia TRV ETTIAOYH TTPOWOEWV
(feed) ka1 otpopwv (RPM) Ba xpnoigotroin®ei n 1pwTtn OTAAN Tou Trivaka 5-1.
QoT1600, OTWG PAETTOUPE OTTO TO OXNUO OTO KATW MEPOG TOU TTiVAKO TOU
KOTAOKEUQOTH TOU KOVOUAIOU, €dv To Bripa AngBei etritndeg ico ue 0.7 - D, TOTE TO cusp

height 8a 1coUTal pe 0.3 - D.
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‘EoTtw 611 BéAoupe va xpnoipoTtroifjooupue ball-end mill pye diduetpo D mm pe

BAua peTall Twv auAaKwoewv ico e p mm. MNa va ekTIWACOUME CUPPWVA JE TNV
avaAoyia TTou divel 0 KATAOKEUOAOTAG TNV TpaxUuTnTa TTou Ba TTpokuwel epyalouacTe
w¢ €&ng. Edv traipvaue BrApa ico pe p, = 0.7 - D, pe emmapkég Babog kot g BERaia,
oupgewva pe  Tov  Treplopiopd  (5-3), Ba  Tpoékutrte cusp height ico e
t Omanuf . = 0.3-D. Av otn oxéon (5-2) Béooupe D wg SIAUETPO Kal P, WG BrAPa, Ba

TTpoKUWeEl cusp height ico ue

Feonn = -0 (-2 e
Kai SiaipwvTag Kata PEAN WE TN OXEON TOU R, ,, ., TIPOKUTITEI N avahoyia

R
—ltheor. ~ () 476 (5-6)

R
L Omanuf .

2 2
Katomy, umoloyifoupe 10 Ry, = (g) — (g) — (g) , Kal dlaIpoUpE PE TRV TIUNA

0.476 yia va uttoAoyicoupe TNV TpayxUTNTa TTOU EKTINA O KATAOKEUAOTAG OTI Ba £XEl

onuioupynBei. AnAadn yiveral Trapadoxr] OTi IoXUEI N OXEON

Rttheor. — Rt—otheor. (5_7)

Rtmanuf . Rt-omanuf .

Auti n diadikaoia akoAouBeital, KaBwg n em@dveia TTou dNUIOUPYEI TO
KOVOUAI dev gival 1davikr) CUPQWVA PE TO YEWMETPIKO HOVTENO, AAAG UTTAPXEI TTOAAEG
GAAeg  TTapdueTpol TTOU  eTnpPedlouv, Kal TIG oOToieg €xel AdBer uméyn o
KaTaokeuaoTng. AnuioupynOnke apxeio Excel mou ekteAei auth Tn diadikacia Kai
@TIGXVEI TO Main part Tou G-code TTou dnuIoupyEi TNV EKACTOTE auAdKwaon. To apyeio
éxel ovopaoia «Peak to valley roughness calculation» kai gival TTOAU XpAOIUO KaBWG
eAayIOTOTTOIEl  TOV  OTTQAITOUPEVO  XPOVO  Ypawiudatog KwoIKa yia  SIaQOPETIKO
OUVOUOOHO aKTiVAG KOTITIKOU epyaAgiou Kal BANATOG HETAEU TWV AQUAOKWOEWV.

AG onuelwBei 0T Yetd TNV Xprion Tou G-code n TpaxuTtnTa peak-to-valley Tng
EMQAVEIAG TTOU ONIoUPYNONKE HETPABNKE WE TPEIG BIAPOPETIKOUG TPOTIOUG, WE
METPNTIKO POASI (TTPOCEYYIOTIKA), ME MIKPOOKOTTIO KOl PE TPAXUUETPO (METPNOEIG
akpifeiag) kal Ta atroTeAéopaTa ATAV €CAIPETIKA KOVTA PETAEU TOUG, ATTEiXaV WOTOCO
Katd €éva MPIKPO TT000 0€ OXEON ME TNV EKTIUNON TOU KOTAOKEUAOTH yia TO
TTapayopevo cusp height, Tpo@avwg Adyw c@aAuaTtog TTou eiIcdyel N unxavrh (KEvipo
katepyaoiwv HAAS) otnv oTtroia TTpayhoToTIoNBnKe n KoTepyaoia. e €TTOPEVES
MEAETEG UTTOPED va yivel KATToIa PJovTEAOTTOINON TNG TOAAVTWTIKAG CUNTTEPIPOPAS TNG
€V AOYW pNXavAg, woTEé Ta atroTeAéopara va eival amoAuTa eAeyxOueva Kal va

ETMTUYXAVETAI EAAXIOTOTTOINON TNG OTTOKAIONG ATTO TNV EKTINNON TOU KATAOKEUAOTH.

102



5.3  YTOAOYIOHOG YEWHETPIKWYV TTEPIOPICHWYV SAKTUAIOU
oTiABwong

H péBodog oTiABwong pe xprnon OTIABWTIKOU OOKTUAIOU €ival €QIKTH O€
TTEPITITWON ETTITTEdWV ETIPAVEIWY, OPICOVTILWV ] KEKAIHEVWY KAl KUPTWV 1 KOIAwV
ETTIPAVEIWY TTOU JTTOPOUV VA TTPOCEYYIOTOUV IKAVOTTOINTIKA HECW THNUATWY 0Qaipag.
‘Evag at1rd Toug Baaikoug oKOTToUg TnNG CUYKEKPIMEVNG MEAETNG Eival va kaBopioouue
TTEPIOPIOUOUG Kal TTOPAPETPOUG yia Tn BEATIOTN aflotroinon Tou OTIABWTIKOU
OakTUAiou wg epyaAcio oTiABwong péow TNG Xpriong TnG BAcong TTou TTEPIYPAPNKE
oTnVv evotnTa 4 Kal TNG TTPOCOECNAG TNG OTO KEVTPO KATEPYATIWV TPIWY afdvwv HAAS.

MNvwpiCovtag 6T n unxavr TTou Ba xpnoiygoTroinBei diabETel TpeIg Pabuoug
eAeuBepiag (METATOTTIOEIS KATA X,y KAl Z), OUV TNV TTEPICTPOYI KATA Z QUOIKA, gival
EUKOAWG avTIANTITO OTI 0 TrePITITwon KekKAIHEVNG emm@Aveiag o OaKTUAIOG Ba
TTAPOUCIACEl OTPOPH WG TIPOG Toug agfoveg X Kal y. [lpéTmel ouvemmwg va
TTPOGCOIOPIOTEl e aKpiBela n HEYIOTN EMTPETTOMEVN Ywvia OTPOPAG, KaBwg av
uttepBoUUE KATTOIO 6pI0 0 DOKTUAIOG dev Ba UTTOPECEl va TTEPICTPAPE TTEPAITEPW
AOYW YEWUETPIKWY TTEPIOPICHWY TTOU €lodyovTal €EQITIOG TNG KATAOKEUAG TOU,
TPAYHa TTou Ba 0dnyhoel e Bpaulon Tou epyaAgiou Kal TBAVWGS O€ KATAOTPOPN TNG
atrokTnOcicag em@dveiag. O uTToAOYIOUOS QUTAG TNG Ywviag TTPoUTTOBETEl TOV aKPIRA

oxedIaouo Twyv gpyalciwy oTIABWONG, Ta OTTOIO ATTEIKOVICETAI OTA ETTOPEVA OXAMATA.

i
BN

IxApa 5-2. Atpaktog Tpoodeong OakTuAiou oTiABwong (mandrel for ring-finish

l
EN
T

system).
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ZxApa 5-3 (ApioTepd). Eikéva kal ox£dio Diamond polishing ring.

(Aggia). Eikova kai ox£dio Brass polishing ring.

ZxApa 5-4 (Apiotepd). Eikéva kal ox€dio Plastic polishing ring.
(Aggia). Eikova kai oxédio Cloth disk ring.
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Mivakag 5-2. MewPeTPIKA PeYEBN OTIABWTIKWY BAKTUAIWY OXNUATWY 5-2 £wg 5-4.

Novapax

Ovoua A(mm) B(mm) C(mm) D(mm) E(mm)
Model
Mandrel 630201 30 7.5 3 8 12
Diamond
_ 630212 8.8 3.5 12 10 -
ring
Brass
) 630213/01 8 12 10 - -
ring
Plastic
, 630214/01 8 13 10 - -
ring
Cloth
_ _ 630215/01 8 13 14 10 -
disk ring

210 oxAua 5-5 @aivetal n cuvapuoyn petagu Mandrel (oxrua 5-2) kai Brass
polishing ring (oxAnua 5-3 &€¢id). AkoAouBei YEWMETPIKN €TTIAUCN TOU TTPOPRAAUATOG
eupeong NG MEyIoTNG OuvaTAg ywviag oTpéwng. Ag onuelwBei 6T, €mmaIdn n
OUYKEKPIPEVN BIATaEN €XEl TOV Z WG AEova CUUUETPIOG, N MEYIOTN Yywvia CTPOYnG
KATd X 1000TAI JE TN PEYIOTN Ywvia oTPoYrG Katd Y, Kal Ba ovopddetal ammo 5w Kal
0710 €ENG B,ax -

ApxIKA&, TO onueio TOPNG Twv dU0 agoVIKWVY YPANPWY opilel TO onueio yupw
a1rd TO OTI0I0 TTEPIOTPEPETAI O DAKTUAIOG WG TTPOG évav aTTd TOUG AEOVEG X Kal Y,
€0TW TOV Y. ZUVETTWG eIkoviCeTal 1o eTmimedo xz. QoTtdéoo otnv avdAuon tou Oa
akolouBrioel Ba BewpnBei 6T 0 OAKTUAIOG Mével aKivnNTOG Kal N ATPOKTOG
TTEPIOTPEPETAI TTEPI TOU OUYKEKPIYEVOU onueiou, €0Tw O. Ta duo TrpoBAnuara eivai
Icoduvaua.

2¢ guoTnua agdvwv Oxz oxedidloupe 2 eubBuypaupa TuAPaTa, To AB kai 1o
F'A. To AB cupBoAiCel 1o 0¢e&i «Oplo» NG aTpdkTou, evw 10 A cupPoAilel To &e&i
EOWTEPIKO «OpIo» TOU WUTTPOUVTCIvOou OTIABWTIKOU dakTuAiou. To euBUypaupo TURPO
A cival akAGvNTO Kai aTTOTEAE TO YEWMETPIKG TTEPIOPICHO TNG TTEPIOTPOPNS Tou AB
mepi Tou Ké€vipou O Twv agdévwyv. Me Bdon Tov mivaka 5-2, aAAd Kal HETPWVTAG WE
TTAXUMETPO TIG OIAOTACEIC TToOU Ogv avaypA@ovTal OToV Trivaka oxedIAoTNKE N
OUVAPMOYr TOu OXNUOTOG 5-4, BAon Tng otroiag TTPoadiopifovTal Ol CUVTETAYHUEVEG
Twv onueiwv A(4,-2.5), B(4,5), I'(5,3) kai A(5,-5). To eubuypappo Turua AB eivai
MEPOG TNG KaTaKOPUPNG €ubtiag (g45): x = 4, evw 10 A gival pépog TnG (€TTiong

KataképuPng) ubciag (er4): x = 5.
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ZxAua 5-5a. Zuvapuoyh mandrel pe Brass polishing ring kai opiouog agovwv.

To onueio A TrepioTpé@eTal yUpw atmd 10 O diaypd@ovtag KUKAO C; KEVTPOU
0(0,0) kal akTivag iong pe 1o HETPO TOU BIAVUCHATOG 04 = (4,—2.5). AvrioToixa, 1o
onpeio B trepioTpépetal yupw atré 1o O diaypd@ovtag KUKAo C, kévipou O(0,0) kai
OKTIVAG iong hE TO PETPO TOU dIavVUOUATOG 0B = (4,5). loxuouv o1 £§IowaeIg opiIouoU
Twv 800 KUKAWV (Cy): x% + 2% = |0—A)|2 = 4.717% ka1 (Cy): x% + 2% = |m!5'5'|2 = 6.4032.
Maparnpouue 611 n amméoTacn Tou Kévipou TrepioTpo®ig O(0,0) Tou eubuypappou
TuAMATOg AB gival peyaAuTepn atrd TNV akTiva Tou KUKAOU (C;) Kal JIKpOTEPN aTTd TNV
OKTiVva Tou KUKAoU (C,). ZUVETTWG, KATA TNV avTiwpoAoylakh TTepIoTpoer Tou AB wg
pOog 10 O, Kavéva onueio autou dev Ba aKOUUTTACE! £TTi TOU «opiou» MA.

AvTiBeTa, Katd TNV wpoAoyiakr TTepIoTpo@r) Tou AB 1repi Tou O KATTOI0 ONuEio
Tou Ba akouuTTAoel To onueio I, avaykalovtag Tnv TTEPIOTPOYPN va oTapaTAcEl. Oa

ovoudooupe autd To onueio Tou AB, I' (x/,zp). Ta onueia I kai I'', avAkouv O
KUKAO pe Ké€vTpo To O Kal akTiva ion Ye 1o PETPO TOUu BIavUCGHOTOG or = (5,3). Oa

— 2
OVOHAOOUWE QUTOV Tov KUKAO (C3): x2 +z2 = |OT| = 5.8312%.
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ZxAMa 5-5B. XxnuaTikr ateikovion ouvapuoyhg mandrel ye Brass polishing ring kai

OPIoHOG agOVWV.

To onueio I'’ TTPoodIopifeTal av AUCOUNE TO OCUCTNUA £CI0WOEWV
(g4g):ix =4
(C3): x? + 22 = [0F | = 5.8312
oméTe TPOKUTITEl I (%, 21) = (4,4.243). loxUel 6T
0,,c = AOA =BOB =T0I"
XpNOIYJOTTOILVTAG  TOV  OPIOUG  TOU  €0WTEPIKOU  YIVOUEVOU

uttoAOYiOoUE:
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OT -0 = (xp,zr) - (xp',2p) = Xp - Xp +zp - zp & W| . |W| ~cos(ror’y

|6y =0T =15.72°) (5-11)

Ag onueiwBei OTI JE TO POIPOYVWHPOVIO OTNV TTPayuaTiKh dIATagn UETPANE TTEPITTOU
19-20°, woT6C0 TO OPAAUA UTTOPEi va aTTod00ei og OPAAUa PETPNoNg dIaoTACEWY PE
TO TTaXUMETPO. Z€ KABE TTEPITITWON, Ywvia PeyaAlTepn TNG uttoAoyioBeicag odnyei o€
KpadaopoUg Kal KaTaoTpo®r TNG TToIdTNTAG ETTIPAVEIAG AOyw dnuIioupyiag xapaywy,
OTTOTE, yIa va PTTop€oel va BewpnBei OT1 yiveTal HeAETN «on the safe sidex», ammd £dw
Kal oTo €ENG Ba AapBaveTtal wg TTEPIOPICHAS n oxéon (5-11).

Ag onueiwdei OTI, €vd) yia TOUG UTTOAOYIOWOUG XpnaoldoTroinénkav T1a
YEWUETPIKA XapOKTNPIOTIKG Tou Brass polishing ring, ta umoéAoimma cival oxedov
opoiwv OI00TACEWY HE AUTO, OTTOTE N CUYKEKPIMEVN TIUA HAG KOAUTITEl O KAOE
TTEPITITWON, av Kal yia Adyoug TTANPAOTNTAG, €ival duvaTd e Tnv idia pebodoroyia va
UTTOAOYIOTOUV Kal Ol TIMEG TNG YWVIOG 6,,,, YIa Ta GAAa €idn OTIABWTIKWY SAKTUAIWV

TToU OIOBETOUE.

5.4 BaoikA 16€a yia oTiABwon o¢ 3 diaoTdoeig péow CNC

Na TNV KOTOOKEUR] €VOG OTTOIOUdNTIOTE KAAOUTTIOU HEOW TOU KEVTPOU
katepyaoiwv HAAS Tou epyaoTtnpiou kartepyaoiwv Tou EMIT akoAouBeitar n
akOAouBn diadikacia. Apxikd, To KaAoUtn oxedidletal ye akpifeia ato mePIBGAAOV
Tou SolidWorks. 21n ouvéxela XpnaigoTrolgital To Aoyiouiké Tou SolidCAM yia va yivel
TIPOCONO0IWON TNG KATEPYATTAG KOTING PE TO KATAAANAO KOVOUAI. To SolidCAM g&dyel
oav amotéAeopa Tov G-code TTou TTPETTEI va XPNOoIKoTToINGEi yia va dnuioupynBei 1o
KaAOUTTI hE Ta epyalcia TTou €xoupe €TIAEEEI BouAeUovTag oTo TTEPIBAANOV gpyaaiag
Tou. AUTOG O KWAIKAG avTIoToIXEl o€ akoAoubBia onueiwv TTi TNG €MIPAVEIQG TTPOG
OoTIABwON. ZUVETTWG, MTTopOoUV va alotroinBolv oav KAuTTUAN-00nyog yia Tn xapagn
Miog TpoxoeIdoug KauTTUuANG TTou Ba atroTeAéoel To tool-path TTou Ba akoAoubrioel To
epyaAeio oTIABwONG yia va ekTeAéTEl TO YUAAIOPA TNG ETTIQPAVEIOG TOU KAAOUTTIOU.

Apxikd, TO tool-path Tou kKovduAiou Trou AapBdvetar amd 10 SolidCAM
TTPORAAAETaI TTAVW o€ €va eTTiTTedo TNG HopPnS (I1):z = ¢, JE TO € va gival oTaBePOg
TTPAYUATIKOG aplBude. Mavw otnv TTPoRoAr| Tou tool-path Tou KovduAiou oTo eTTiITTESO
(M) akoAouBouUpe Tn peBodoAoyia TTou TTEPIYyPAPNKE oTNV evOTNTA 3. XPNOIUOTTOIOUUE
TNV KAPTTUAN auTh wg 0dnyod yia Tn Xdpagn KatdAAnAng Tpoxoeidous KAuTTUANG eTTi
Tou emTédou (IM). EkTipoUpE TT010 aTTd Ta U0 POVTEAD Ba XPNOIKOTTOINCOUE, AV Kal

evoeikvuTal To (KATAAANAG TPOTTOTTOINUEVO) OKPIBEG MOVTEAO, KABWGS n TTANPNG
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KAAUWnN piag em@dveiag KabIoTd avaykaia tnv UTrapén TePIOXwY PEYAANG KAiong,
KaBwg Kal TTEPIOXES «OTPOPWV» (N KAPTTUAN &ev gival auvapTtnon).

TéNOG, PETA TN XApafn TNG TPOXOe€IdOUC Kal PE yvwon Twv OnueEiwv g
eM@aveiag Tou KaAoutrioU, TpofdAloupe To emmitredo (M) Eavd Tavw oTnv mIPAvEIa
TOU KaAOUTTIOU, padi ye Tn xapaxeeioa Tpoxoeidf KAUTTUAN.

Ag onueiwBei 6T, yia va eival duvart) n oTiABwon piag TpIodidoTaTng
EM@EAvEIAg Pe XpAon OTIABWTIKWY OOKTUAIWY TTPETTEl va ATTOTEAEITAI POVO aTTo
ETTITTEDEG TTEPIOXEG KAl TTEPIOXEG TTOU €ival A TTOU UTTOpoUV va BewpnBolv Pe TTOAU
IKAVOTTOINTIKI OKPIBEIa, TUAUATO OQAiIpAg. 2& avTiOETN TTEPITITWON XPNOIKMOTTOI0UVTAI
GAAeG pEBODOI oUPPWVa pE TO POVvTENO TNG eTalpeiag Novapax, UE KupidTeEpN TN
MEBOSO TTaAIVOpOuIKAG oTIABwaoNG Flex-poli (BAETTE TTivaka 2-3).

EmmAéov cival avaykaio ouvBAkn n Tpog oTiABwaon €MQAvEIR va PNV €XEl O€
Kavéva onueio TG KAion peyaAutepn atmo TNV ywvia 6,,,, TTOU TTPO0DBIOPICTNKE OTNV
TTapAypa@o 5.3, wg TTPOG KavEvav atrd TOUG ACOVES X Kal Y.

Me Bdaon ta 6ca avagépBnkav Ba dlaTUTTWOOUV dUO OTTAA POVTEAQ ME Ta
oTToia0 YTTOPEl va Yivel TTPOOdIOPICPOG Tou G-code TTou Ba TTPETTEl v aKOAOUBE O

OoTIABWTIKGG OAKTUAIOG.
5.5 2D model yia utroAoyiopoé onpeiwv G-code

MeTd TNV TTPOodean Tou KAAOUTTIOU TTPOG OTIABWON OTO KEVTPO KATEPYQOIWV
TpIWV agdvwv HAAS, n Tpog OTIABWON ETTIQAVEIQ UTTOPEI va TTEQIYPAPEI PUECW
oTroloodnToTe a1d TIG 3 peBddOoUG TToU avagépbnkav oTnv TTapdaypago 2.3.1. H
OUYKEKPIUEVN ETTIPAVEID UTTOPEI va dIa@opIoTel Bewpwvtag aueAnTéou TTAXOUG
«QETEG» TTOU TTPOKUTITOUV ATTO TNV TOUA Tou KaAouTTiou pe 2 emmimeda, 1o (I11):y = ¢
Kal 10 (I1;): y = ¢ + dy. Mg autdv Tov TPOTIO, TTAiIPVOUNE €va TTPO®IA TNG ETTIPAVEING
TTPOG OTIABWON WE TN HOPYN] Hiag KAUTTUANG, n otroia SiveTal av o€ OTToI0dNTTOTE ATTO
TIG OX€0€IG TToU CUMBOAICouv TNV emi@aveia (dnAadn Tig 2-2 1) 2-3) avTikaTaoTabEi N
TINA ¥ = ¢, OTTOTE TTIPOKUTITEI OXEON TNG HOPYPNG z = f(x) (amd TRV 2-2) ) F(x,z) =0
(ammé Tnv 2-3). Kal o1 duo TeAeuTaieg oxéoelg oUUPBOAICOUV KAUTTUAEG YPAUPEG OTO
etTimedo Oxz, i Mo cuyKekpiuéva, oTo emmiTredo (I1;), TTou gival TTap&dAAnAo oto Oxz.
Ag OBewpriooupe TNV TIEPITITWON TOU TO TIPOPIA TNG TIPOG OTIABwON
EMMQPAVEIAG UTTOPEI VO EKPPOOTEI ECW [N TTETTAEYPEVNG OXEONG TNG HOPPNAS
z = f(x) (5-12)

To kévipo katepyaoiwv HAAS eival Tpiwv agdvwy, dnAadn cival duvatdg o
€Aeyxog povo petaToTTiocwyv oToug 3 Agoveg, aAAG Kauiag TTePIOTPOPRG (TTANV Twv

RPM). Ag onueiwBei 611 T0 gpyaleio dev €xel 0TOBEPA YEWUETPIA, OTTWG TO KOVOUAI
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TTOU XPNOIMOTIOINBNKE yia Tn dnuioupyia apXIKnG aUAGKwoNG, KOBWG TTEPIOTPEPETAI
MEXPI Ywviag 6,,,, TEPI Twv afdvwv X Kai y. AnAadn, Toug GAAoug dUo Babuoug
eAeuBepiag Toug AapBdavoupe PECW TOU CUYKEKPIPEVOU KOTITIKOU £pyaAgiou, avTi Tng
MNXAVAG, €0TW KAl PE TTEPIOPIOUS WG TTPOG TN MEYIOTN TIUA TTOU YTTOPOUV VA TTAPOUV.
2ZUVETTWG, TTPETTEI va akoAouBnBei katroia oUuuBacn yia To TTwWs Ba TTPOYPANKATIOTEI N
Kivnon Tou OakTuAiou. [pétrel dnAadn va TpoypauuaTtiCouhe Tnv Kivnon €vog
oTaBepoU Onueiou Tou Xwpou w¢ TIPog Tnv dAaTtpakto (mandrel) Tou &akTuAiou
oTiABwong. Me &edouévo OTI €ival €UKOAO VA OKOUWTTAOOUWE Tov OOKTUAIO OTnVv
opifévTia emM@QAveIa eKaTEPWOEY TOu KaAouTTioU, B€on OTnv OToid 01 YWViEg
TTEPIOTPOPNAG TOU OAKTUAIOU WG TIPOG TOUuG Afoveg X Kal y e€ival PNOEVIKEG,
akoAouBeitar n €€n¢ oUuuBacn. Ztov G-code Tou Ba TrepIypd@el TNV Kivnon Tou
OTIABWTIKOU OAKTUAIOU O OUVTETAYUEVEG TTOU opifovtal agopolv To PECOV TOU
KUKAIKOU OiOKOU TTOU KOAUTITEI O OAKTUAIOG OTAV €QATITETAI O€ OPICOVTIO ETTITTEDO.
QoT1600, €dw 0 DAKTUAIOG gival KEKAIMEVOG, OUVETTWG TTPETTEI VO UTTOAOYIOOUUE TIG
OuVTETaYUEVEG TTOU Ba €ixe To onueio auté av o dAKTUAIOG ATaV TOTTOBETNUEVOG O€
opIgoévTia BEon.

‘EoTw Tuxaio onueio €TTi TNG KAUTTUANG TTou TTpoodiopifsTal atmd Tnv (5-12).
KdaBe Té€TOI0 TUXQiO Onueio TnNG em@dveiag TpPog oTiIABwon Ba cupPoAifeTal pe
G (xg",zg"), 6TOU z;" = f(xz"). EoTw 6T 0TV Trepioyr) yUpw atmé 1o onueio G n
em@aveia gival KoiAn (concave). 10 oxnua 5-6 @aivetal o TPOTTOG PE TOV OTT0I0 Ba
oKOUUTT& 0 BaKTUAIOG oTnv em@aveia. H amoéotaon (AB) icouTtal ye TNV €EWTEPIKA
SIGUETPO TOU BAKTUAIOU Kal TO Yéoov Tou euBUypappou TuRuaTog (AB) gival To KEVTpo
TOU «KUKAIKOU diokou emTa@ris» Tou dakTuAiou. H guBeia € oupBoAilel Tov d&ova Tou
KUAivdpou Tou dakTuAiou (G&ovag TrepIoTPOPAG Tou SAKTUAIOU) Kal n €; TNV €uBgia
TTou TTEPIEXE! To €UBUypaupo TUAKa (AB). To onueio G~ opiletal oTo TTPOBANUA WS
TO onueio TopNg TNG € (MeookABeTog Tou AB) e TNV KAUTTOAN TTOU avaTTapioTd Tnv

TTPOG OTIABWON ETTIQAVEIQ.
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ZxAMa 5-6. 2D model uttoAoyicpoU onueiwv G-code.

O OakTUANIOG cival KeKAIPEVOG KOTA ywvia 8 wg TTpog Tov dgova TnG aTPAKTOU
mpocdeong (mandrel). Otav n em@dveia €xel apvntik kAion, 101€ TO B €ival
MIKPOTEPO TOU HNOEVOG, evw OTaV €xel BETIKN KAion 1oxUel 0TI 6 PeyaAUTeEPO TOU
MNdevAG. AnAadn 1oxUEl

f(xg")> 000 >0Kalf (x;7) <080 <0 (5-13)
Mg yvwoTS TO oNueio G PTTOPOUHE ETTIONG VA YPAWOUE TIG EEICWOEIC TWV EUBEIWV €

Kal €1, WG €ENG
(e1):z=tanb -x+ (5-14)

(&):z=—

1
Xt zg x| (5-15)

Ag emionuaveei 011 yevikd 10XUEl tand # f '(xG" ). AnAadn, oTo HABNUATIKG TTPORANUA
TToU AUvoupe €xoupe oav dedopéva TNV KAUTTUAN TnG oxéong (5-12) (dpa kaBe onueio
TNG) Kal TNV €EWTEPIKI| DIAPETPO TOU BOKTUNIOU Dijpg outer » TTOU I0OUTOI pE (AB). Ta
¢nTouuEVA €ival OI CUVTETAYUEVEG TwV onueiwy A, B, G kal G, Kabwg kai n ywvia 6. H

o1aBepd B TNG oxéong (5-14) cival TTpog UTTOAOYIOUO.
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Ta onueia A kol B €xouv ouvTeTaydéveG (x4, z4) Kai (xg,zg) avTioTolXd, WE
z4 = f(xy) ka1 zg = f(xp). To onueio G'(xG',zG') gival To onueio Toung Tou AB ue TV

MECOKABETO TOU, €UBEia €, Apa o1 GUVTETAYPEVEG TOU BivovTal aTro TIG OXETEIG

xg =2 (5-16)
o= zatzp _ f(xa)+f(xp) (5-17)
2 2
H kAion Tng euBciag €; PtTopei va oploTei pEow TWV onueiwv A kal B, wg €ENg
tang = L&B)—f(xa) (5-18)

XB—X4
Emreidr 10 onueio G avrkel 0TV €UBgia € Kal pE XPAON Twv oxéoewv (5-16) éwg
(5-18), pe avrikardoTaon otnv (5-15), TTPOKUTITEl OTI

fGa)+f(xp) _  xa—xp  xatxp

2 C flp)—f(xa) 2

XB—XA

FGep)—f(xa)

+ [z + xg]  (5-19)

Emiong, yvwpiCouue 61T n amootaon peTaty A kal B 1coUtal pe TNV €§wTEPIKA
BIGUETPO TOu dakKTUAIoU OTIABWONG, OTTOTE ECAYETAI N OXEON
(tp = x2)* + [f (%) = f(Xa)]* = Dring 0° (5-20)
O1 oxéoeig (5-19) kai (5-20) civanl €va TreETTAeyuéVO, PN YPAPMIKO ouoTnua &uo
€€I0WOEWY Pe OUO ayvWOToUG TTou PTTopEl va AuBei apiBunTik& Péow TNG EVTOANG
fsolve oto TepIBGAAov TG Matlab, i pe peBddoug O6Tmwg n Gauss-Seidel kai n
Newton-Raphson yia un ypauuiké cuoTiuara.
A@OU uTTOAOYIOTOUV OI TIUEG X4 KQI X, MTTOPEI va UTTOAOYIOTEI N ywvia B péow
NG oxéong (5-18) kal oI GUVTETAYUEVES TOU onueiou G péow Twv (5-16) kai (5-17).
Mvwpilovtag emmAéov até 1o oXApa 5-5 Tnv améoTtacn (G R) Tou G atréd To KEVTPO
TTEPIOTPOPNAS TOU OAKTUAIOU, WTTOPOUNE VA UTTOAOYICOUME TIG OUVTETAYUEVEG TOU

onueiou R(xg, zz). To onueio R avAkel oTnv €ubeia €, CUVETTWG I0XUEI

1
tan6

1
Zp = — ‘Xp t[zg" +— %" ] (5-21)

Emiong, n améotacn Tou (G R) 1000Tal he 5 mm yia pTrpouvtdivo SakTUAIo. Mevika
(y1o otTO1001TTOTE €iBOG BOKTUAIOU) 10XUEI N OXEON
(xg —xp)* + (25 — z)* = (G R)? (5-22)
A6 autdé 1O ouoTnua, av avrikaraotaBei n (5-21) otnv (5-22) dnuioupyeital pia
OeuTepoPBabuia eCicwon atrd TNV oTToia TTPOKUTITOUV dUOo TTBavEg AUCEIS yia TO xp.
Oa emAeyei N cwoTA pe Baon Tnv KAion Tou dakTuAiou. MNpopavwg 1IoxUEl OTI
Av O > 0°Cxp < xg' Kalav 8 < 0°&xg > xg (5-23)
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Me yvwoTd Ta onyeia G kal R, KABWS Kal TNV ywvia 6, To JOVO TTOU ATTONEVE! YId TOV
Tpocdlopioud Tou onueiou G Tou G-code, cival va TTEPICTPEWOUNE TO dIGvUC A RG
WG TTPOG TNV apxrn Tou Katd ywvia (-6).

>xnuartifoupue Ta £¢n¢ dlavuopaTa

RG = (x¢' — xp,2g' — Zg) (5-24)
RG = (xg — xg, 26 — zR) (5-25)

MNa va TrePICTPEYOUNE TO RG katd ywvia (-8) woTte va TTpokUyel TO RG,

TTOAATTAQGCIACOUE E TOV TTIVAKA TTEPIOTPOPNAG, WG EENG

el =[nCo) oscoy) Lo~ (529
ATIO Tn oxéon (5-26) TTpoKUTITEl TEAIKWG TO onuEio G(xg, zg).
>av eTaARBeuon UTTOPOUV va XpnolpoTToinBouv oI OXECEIG:
X = Xp (5-260)
7 = zg — (G'R) (5-26B)

Eivar mpogavég o1 yia va xapaxBei 1o tool path tou e€dyetal amd TO
O01001A0TATO YOVTENO, TTPETTEI N CUYKEKPIKMEVN MEBODOAOYIO va £QAPUOCTEI yia OAa Ta
OnNMEia TNG KAUTTUANG TNG £€iowong (5-12), ouveTtwg eMIRAAAETOI VO YPOPET KWAIKAG
TTou va uTtoAoyiel Ta onueia Tou G-code pe dedopévn Tnv egiowon (5-12) kai TN
VEWMETPIO TOU EKACTOTE DAKTUAIOU.

Av o¢ TéEAEIO oQaIpIKh em@AvEId TTPOG OTIABWON O0€ KATIOIO OnueEio NG
EQAPUOOTEI TO BIOBIACTATO POVTEAO APXIKA KATA Y, OTTWG £XEl dlaTuTTwOEi dnNAadn, Kal
META KATA X, TTpOadIopiovTal Kal 01 U0 YWwVieG OTPOPAG TOU SOKTUAIOU WG TTPOG TOUG
Gagoveg X Kal 'y Kal n akpIBng B€on Tou aTo Xwpo. To idlo gival EQIKTO 0& KEKAINEVO WG
TTPOG TOU GEOVEG X Kal Y TTITTEDO.

O1 repimTwoelg emmmEdOU Kal TEAEIAG (1) ME TTOAU KOAN TTpOCEyyion TEAEIOG)
OQAIPIKAG  ETTIQPAVEIOG  €ival KAl Ol POVEG TIEPITITWOEIS TIOU  UTTOPOUME VA
Xpnoigotroijooupe TN pEBodO oTIABwaong ue xprion dakTuAiwv oTiABwong. Auto givai
€UKOAa KatavonTtd av avaloyIoTOUNE OTI TTPETTEl va eQATITETAI OAOKANPN N TTEPIPEPEIN
ToU aKTUAIOU €TTi TNG €MIPAVEIAG TTPOG OTIABwaoN avd TTaoa OTIyun yia TNV €TTITEVEN
Tou €mBuunNTOU aTtroTeAéopaTog. H TOuR OQAIPIKAG ETTIQAVEIAG WE OTTOIOdNTTOTE
eTTEdO €ival KUKAOG, GUVETTWG O KUKAIKOG SAKTUAIOG €ival 16avIKO €pYaAELio yia Tn
oTiABwon ceaipikwy eTmiQaveiwy. QoT000, O Tuxaia TPIodIAoTATN ETTIPAVEIQ KATI
TETOI0 Oev IoXUEl. Av 0€ KATTOIO ONUEIO N aKTiva KAUTTUAGTNTAG KATA X €ival TTOAU

O1a@OPETIKA aTTd TNV OKTiVva KAUTTUAGTNTAG KaTd Yy, TOTE BUO COnEia TNG TTEPIPEPEING
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Tou SaKTUAioU Ba akouuTToUv OTnV ETTIPAVEIQ KaTA Tov GEova €TTi TN dielBuvon Tou
oTToiou ep@avideTal N EAGXIOTN aKTiva KAPTTUAGTNTAG Kal OAa Ta uTTOAOITTa GnuEia TNG
TTEPIPEPEIAG BEV AKOUUTTOUV OTNV £TMIQAVEIQ TTPOG OTIABwOT. AuTd €XEI GAV CUVETTEIO
va gu@avifovral xapayEg Adyw uttepBOAIKAG TTiEONG £TTi TWV dUO AUTWYV CNUEIWY Kal
va unv yuoaAiCetal kaBéAou n utméAoittn em@dveia. Emiong, gival duvatd va odnynoel
0€ AQUEAVOUEVEG TAAQVTWOEIG TOU BAKTUAIOU AGYW CUVTOVIOUOU KATA TNV KATEPYATia
Kal oe mmBlav Bpaucn kdatmolou eEaptiuatog. Mo va  atmmopeuxXBouv TETOIEG
TTEPITITWOEIG Eival XPrOIUOG 0 EAEYXOG TNG OKTIVAG KAUTTUAGTNTAG KATA X Kal Y (iowg
Kal wg Tpog evdidueoes Oleubuvoelg yia  olyoupld). [EWMETPIKA, 1N OKTiVa
KAPTTUAGTNTOG OPICETAl WG N OKTiVA TOU KUKAIKOU TOEOU TTOU TTPOOEyYidel KaAUTEPA
(akpIBéoTepa) TNV KAPTTUAN OTO OUYKEKPIMEVO onueio. Me dedouévn Tn oxéon Tou
TPo@iA  em@aveiag amdé TN oxéon (5-12) (ékeppaon PEOW  KAPTECIAVWV

OUVTETAYUEVWV), N OKTiVA KAPTTUASTNTOG SiveTal aTrd Tn ox€on

3
[1+(Z’)2]( /2)
R=R(x) =|—F7— (5-27)
, , . ! dz " dzz .
OTTOU I0XUOUV Ol OUVTOUEUCEIS Z =E KAl z =w. ZTr]V TTEQITTTWON TIOU TO

TTPOPIA  €mM@aveiog €ival OPICUEVO  TTOPOUETPIKA, TIpdyua  TTOAU  mmlavd o€
TTOAUTTAOKEG ETTIQAVEIEG OTTWG AUTEG TTOU €EETACOVTAI O€ AUTA ThV €PYaOia, 10XUOUV
Ta akéAouBa. 'EoTtw x(t) Kal z(t) ol TTAPANETPIKEG EEICWOEIC OPITUOU TOU TTPOQIA

em@aveiag. H akTiva KaPTTUAGTNTAG diveTal ATTO TN OXEON

ds #2452)C/2)
R=|—|= # (5-28)
do XZ—Z2X
510U X de. dzjé d2x a5 d?z
MmUX =—,Z=—,X=—Kal Z = —.
dt dt dt? dt?

H akTiva KauTTUAGTNTAG KOTA Y TTPOKUTITEI AV YiVEl TOPN TNG ONIKAG ETTIPAVEING OTN
Béon autoU Tou onueiou (G') pe 2 emimeda TN MOpPAS (I1)):x =c¢ Kal To
(I1Iy): x =c+dx. H kaptmUAn 10U Ba TrpoKUWel Ba eivar NG popens z = f(y).
AkoAoubeitai n idia diadikacia pe TN véa ouvapTnon, Kai BETovTag OTTOU X TO Y.

21a TapaTrdvw €yive n TTapadoxr Ot n em@Aaveia eival KoiAn (concave).
QoT1600, TO HOVTEAO UTTOPEI VO £QAPUOOTEI EUKOAQ yIa KUPTHA (convex) eQAvela, PE
MOvN dlapopd OTI Ba EQPATITETAI N ECWTEPIKA TTEPIPEPEIR TOU OAKTUAIOU, CUVETTWG O€
oTrola 0X€0N XPEIACETAl B EI0AXOET TO Dying inmer QAVTi TOU Dy ourer - H pEBOBOAOYIQ
MTTOPEI va XPNOIYOTIOINBEI KAl 0T «YEITOVIA» OnueEiwv KauTtmg, dnAadh petaBaong

ammd KOiAO O0€ KUpTO Kal TO QVTIOTPOYO, @POVTICOVTOG OTNV KUPTA TIEPIOXA va
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OKOUMTTIA N €O0WTEPIKA Kal oTnv KOIAN n €EWTEPIKN TIEPIPEPEIO TOU OOKTUAIOU

Tautoxpova. H amméotacn AB dnAadn Ba icouTal he

Drin outer Drin inner
(AB) = Zring outer *Dving (5-29)

2

L! D ring,outey L 2
T

KRR ENIGANEIA. KYPTH EMIPANEIA
LcoNcAVE))  Ceonvex)y

-TEFIOXH ZHMEIOY

KAMTHI |

ZxApa 5-7. E@appoynh 2D model eTmi onueiou KauTTAG Kal TPOTTOG £TTAPS OAKTUAIOU.

Ag onpeiwBei BERala, 6T 0 TPOTTOG £TTAQPNS TOU SAKTUAIOU O€ TTEPIOXN onuEiou
KAUTTAG TTapatifeTal yia Adyoug TANpOTNTAG, KaBWG N oTIABwon e Xpron autig Tng
MEBOSOU evdeikvuTal pévo yia emmiredeg Kal TEAEIEC 1 PE TTOAU KOAr) TTPOCEyyion
OQAIPIKEG ETTIPAVEIEG. ZTNV TTEPIOX TOU ONUEIOU KAUTING €ival aduvato va €XOUUE
Kavéva ammd autd Ta U0 €idn €TMIQPAVEIWY, CUVETTWG TTPETTEI va akoAouBnOei aAAn
MEBODBOG yIa TNV OTIABWON TNG OUYKEKPIUEVNG TTEPIOXNG.

O kwdikag Tou 2D model tTou éxel ypagei €mAUEl TO TTPORANPA pévo yia
KUPTA Kal KOIAQ TTPOQIA ETTIQAVEIAG, VW TTPOCPEPETAI N dUVATOTNTA AVAYVWPIONG
TWV TTEPIOXWYV OTTOU UTTAPXEI KOIAN Kal KUPTH ETTIQAVEIA YE EAEYXO TOU TTPOCHHOU TNG

2" TTapaywyou.
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40

2D Model with z=f(x)=x?

35

surface profile f(x):x2
Gcode Data

30
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2D Model with z=f(x)=sqrt(x)

surface profile z=f(x)=sqrt(x)
Gcode Data
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2D Model with z=f(x)=sqrt(x)
| | | | | |
surface profile z=f(x)=sqrt(x)
Gcode Data

2.6

2.4

\

2.2

1.8

1.6

1.4

1.2

0.8

0.5 1 15 2 2.5 3 3.5 4 4.5 5 55

2D Model with z=f(x)=sqrt(x)
34 \ \ 1 ! !
— surface profile z=f(x)=sqrt(x)

Gcode Data /

3.2

2.8

2.6

2.4

6 6.5 7 7.5 8 8.5 9 9.5 10 105 11

ZxAMa 5-8. MeWPETPIKOG TOTTOG G-data yia dU0 dIa@OpPETIKA €idn TTPOPIA €TTIPavEIag.
O utrohoyioudg €yive Pe TN xpron Tou Kwdika Tou 2D-Model.
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5.6 Maparnpnoeig etri Tou 2D model.

MeTd ammd ApKeTA TPEGiUATO TOU KWOIKA YIO OIOPOPETIKA €idn TTPOQIA
em@aveiag, Tapatnenonke ot oe uTTEPPBOAIKG HIKPES KAIoEIG To 2D model ptropei va
TTapoUcIAoEl CQAAPATA, KABWG N ywvia B Traipvel TTOAU PIKPEG TIMEG KAl N TTOOOTNTA
tan? @ TIPETTEI VO XPNOIPOTIOINGEI OTOV TTAPOVOUAOTH GPKETWVY TTOCOTATWY KATA TNV
emmiAuon Tou TTOAUwVUPOU TTou odnyei OTnv €Upeon Tou onueiou R. Zuvettwg, Ba
MTTOpOUCE va yivel XpAon petaBAntwy T0tTou double avri yia float oTov Kwdika, yia va
amogeuxBouv mepimrtwoelg  overflow 1 underflow Tou Ba odnyoucav o€
ampoodiopioTia. QoTO0O0, £TTEIdN TTEPIOXEG ME TTOAU MIKPR KAion evroTrifovial o€
onpeia OTToU N €TMQAVEIQ TTPOCEYYICETal TTOAU KAAG attd opIlovTio eTTiTTedo, KATI
TETOIO DEV KPIVETAI ATTAPAITNTO.

AG onuelwBei 6Tl 0 KWAIKAG divel CWOTA AUCN AKOUA KAl O€ TTEPITITWOEIG TTOU
N KAPTTUAN Tou TTPOQIA emmigaveiag gival TéAeia euBeia. O1 PoOveG TTEPITITWOEIG TTOU
TIPETTEI VO ATTOQPEUYETAI N XPACON TOU gival TTEPIOXEG ME TTOAU WIKPR KAion, WoTE va
ammopeuxBei 0 PNOEVIOUOG TWV TTAPOVOUAOTWY OCUYKEKPIMEVWY KAQOUATWY OTN
OUVEXEIA TNG ETTIAUCNG TOU POVTEAOU.

EmmpooBétwg, n e0peon Tou onueiou R yiveTal pe xprion tng amooTacng
(RG’), n omoia dla@pépel PETAEU TWV TECOAPWY OIOPOPETIKWY €10WV OAKTUAIWV
OTIABwoNG. £T0 POVTEAO pOG Bewpeital woTOo0 oTaBepPr) KOO OAn Tn diIGPKEIa TNG
OTIABWONG. £TNV TTPAYUATIKOTNTA TO OUYKEKPIUEVO MNAKOG MEIWVETAI PE TO XPOVO,
yeyovog Aoyikd av avaAoyioToupe TNV ¢Bopd Tou epyaAeiou. MNa duvapikr JEAETN TOU
Qaivopévou egival duvatd va eloayBei KATTolo Yadnuatikd poviéAo @Bopdg tTou Ba
00NyACEl OTOV UTTOAOYIOUO TNG UEIWONG TOU CUYKEKPIPUEVOU WIKOUG CUVAPTHOEl TOU
xpovou. Katdmiv, pe e€mAoyn Tpowong, MEYEOOUG KOKKOU OIaNaVTAAOIQNG Kal
TTAPAPETPWY TPOXOEIOOUG, Eival EQIKTO va uttoAoyideTal pe akpiBeia 1o onueio G Tou
G-code pe 6edoéVo POVTEAD PBOPAG epyaAceiou.

EmirAéov, avahoya pe Tnv akTiva KAUTTUAGTNTOG Kal TO av n €M@AveIa gival
KUPTA A KOiAn, n TTo16TNTa TNG OTIABwONG diagépel. Autd cuuBaivel dI0TI, O Wn
emmimedn em@Avela, 1o €miTEdO OTIABwoONG €CaptdTtal amd TOug KOKKOUG Tng
olapavTaloipng TTou eykAwRifovtal petaéu Tou SakTUAioU OTIABWONG Kal TNG TTPOG
oTiABwon em@Aaveiag ekaTéEpwBev Twv onueiwv eTa@ns A kal B. OTTwg @aivetal oTo
oxAMa 5-9, o1 kbékkol Tng OdlapyavrtaroiPrig eykAwRidovial OTIC «ECOXEG»  TTOU
onuIoupyoUvTal KaTd TNV ETTAPA KAl N TTEPIOTPOQP) TOU BAKTUAIOU Toug avaykalel va
EIOXWPOUV oTnV Katepyalouevn €mMEAVEIQ AQAIPWVTAG MIKPEG TTOCOTNTEG UAIKOU,
EMTUYXAVOVTOG TNV OTITIKA PEATIWON TNG €M@AVEIOG OTNV OTIOId QTTOOKOTIEI N

oTiABwaon.
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ZXApa 5-9. Eioxwpnon KOKKwY OIOUAVTaAOIPAG OTIG €00XEG METAEU Twv OUO

EMMQaveIwV o€ KUPTA (apioTepd) Kal KoiAn (0e€1d) em@dveia Tpog oTiABwan.

2UVETTWG, OKOPA Kal OTIG TTEPITITWOEIS OTTOU Ol OKTIVEG KAWTTUAGTNTOG €XOUV
dlapopd Kal n emm@aveia dev gival duvato va BewpnBei e TTOAU KAAr TTPOCEYYION WG
oQaipIkn, €ival duvatd va emiteuxOei oTiABwon Kai va opioTei pia “effective contact
area”. Auti n Trepioxn Oa eival UTTOOUVOAO TNG ETTIPAVEIOG TTOU TTPOKUTITEI WG
TPORBOAR) TOou KUKAIKOU OakTuAiou Tou polishing ring €T TG TTPOg OTIABwon
EM@AVEIAG Kal TO OXAPa Tou Ba e¢aptdTtal kaBapd atmd 10O €idOG TNG ETTIPAVEIAG
(M€y10TN Kal EAAXIOTN OKTIVA KAUTTUAOTNTAG OTO OUYKEKPIPEVO onueio). Ag onuelwBEi
OTI o€ KOiAn emipavela (Oe€Id) Ta onueia emaenig (A kal B Tou 2D Model) givar Tmi TG
d1elBuvong oTnv otroia evroTideTal n eAAXIOTN AKTiva KAQUTTUAOTNTAG, EVW O€ KUPTA
em@aveia (apiotepd) evromifovial otn dlelBuvon TTPOG TNV oTToia utToAoyideTal n
MEYIOTN aKTiva KAPTTUAGTNTAG. QOTO00, N MEAETN TNG OUYKEKPIYEVNG TTEPITITWONG KAl
0 TTPOCBIOPICPOG TNG TTEPIOXAG ETTAPNG EKTTITITEI ATTO TO OKOTTO Kal TO Béua TTOoU

TIPOYHOTEUETAI N CUYKEKPIPEVN Epyaaia.
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6 [MMeapdyara Kol EKOEOT ATTOTEAECHATWY

6.1 Xeipokivnra TTEIPAPATA KAl UAIKA TTOU XpNOIgoTroinénkav.

MpoToU TTPOXWPENAOOUUE OE QUTOPATOTTOINUEVA TTEIPAUATA, KPIBNKE XPrOINOo
va TTPAYHOTOTTOINBOoUV O€ TTPWTO OTABIO KATTOIEG XEIPOKIVNTEG DOKIYEG OTIABWONG, UE
OKOTTO va aTtrokTnOei n amapaitnTn TEXVOYVWOIia ETTi TOU QVTIKEIUEVOU, WOTE VO
XpPNoiyoTroNBei aut n eUTTEIpia yia Tov TTPOCOIOPIOUS TwV AETTTOUEPEIWV TNG
MEBAOOU TTOU 0ONYyOUV O€ ETTITUXH ATTOTEAETUATA.

Ta TTeIpduaTa TPAYUATOTTOINONKAY HE XPAON TWV UAIKWY KAl EpYOALiwY TTOU
kataypdgovtal otnv akdAouBbn Aiota. Ag onueiwdei n uttepTTOAUTIUN BorBeia TTou
TPocEPePe 0 IBIOKTATNG TNG Taipeiag Novapax Greece, kUplog MavwAng Mapivakng
oTnv d1adikaoia auTHh.

Ta UAIKG TTou XpnalpoTToIndnkay ivai:

AlapavTéviog OTIABWTIKOS dAKTUAIOG,

M1rpouvTivog oTIABWTIKOG DAKTUAIOG,

MAAoTIKOG OTIABWTIKGG OAKTUAIOG,

MAAOTIKOG OTIABWTIKOG OAKTUAIOG YE OXIOUN YIa ao@AAIon KETOE,
ATPAKTOG 0UVOEONG BOKTUAIWY OTO TOWK Tou grinder,
Alapavraloipég 28, 15, 10, 7 kal 3 ym grain size,

Owoétveupua,

AidAupa YAUKOANG Kal OIVOTTVEUUATOG,

© © N o g s~ w DN

XaprTi koudivag,

BN
o

. Ketoég kai BapBaxi,

=
=

. ZHUPIBOTTAVO PE OXETIKA PEYAAO péyeBog kOkkou (P 120) yia "Tpdxioua” Tou
olapavTéviou dAKTUAIOU av auTd KpiveTal avaykaio,
12. MeyeBuvTiKOG QaKaGg, yia EAeyXo TNG TTIQAvEIAG YETA aTTo K&Be oTddIO.

H &iadikacia g oTiABwong éyive pe 10 grinder BSG-135 Set Bavaria 1ng
etaipeiag Einhell, datasheet Tou omoiou TrapartiBetal oto Mapdptnua A. Ta oToixeia
TWV TEOOAPWV €1I0WV OTIABWTIKWY dOKTUAIWY TTOU XpnoigoTtroienkay, kKabwg Kai Tng
aTPAKTOU TTPOCOECNG QUTWY OTO TOWK Tou grinder TrapaTiBevtal oTto KEPAAaio 5, oTa
oxnuara 5-2, 5-3, 5-4 kai otov Tivaka 5-2. O1 diapavTaAoIpES €ival TTPOIOVTA TNG
etaipeiag Novapax Greece kai TrepiExovial o€ owAnvapia (oUplyyeg) Twv 5
YPAMUapiwy TTou dlakpivovTal atro €10IKO XPWHATIKO KWOAIKA. ZUYKEKPIUEVA, TO KAPE
XPWHO avTIOTOIXEI 0€ dlapavTalolpr] e grain size 28 ym, To YTTAE o€ auTh Twv 15, TO

yoAddio oe autr Twv 10, TO KOKKIVO G€ QUTA TWV 7 KAl TO TTPACIVO OE aUTH Twv 3wV

120



MM, To oIvOTIVEUPO XPNOIPOTIOIEITAI YIA TOV ETTIMEAR KABAPIOUO TWV ETTIPAVEIWY KAl
epYaAciwv HETG amd kABe oTddlo Tng diadikacgiag, evw To OIGAUPa YAUKOANG-
OIVOTTVEUHATOG aav SIGAUTNG TNG diapavTaloipns. XapTi Koulivag XpnoloTToIndnke
yIo TOV KOBOPIOHO TWV ETTIQPAVEIWDY, EVW KETOEG Kal BauBdKi yia TO @ivipioya Tng
EMMPAVEIAG yia TTOI0TNTA "KaBpEPTN".

210 KeQAAaIO 2 ¢gixe yivel pia TTpwTn TPOCEyyion Tng diadikaciag TTou
akoAouBgiTtal. Tnv €TOuEvN TTApAypago Ba yivel eKTeVAG avaAuon TG uebodou Trou
akoAouBgital, kal Ba emonuavbouv dIAQopeg AETITOUEPEIEG KOUPBIKAG onuaciog yia

TNV €TTITEUEN TOU BEATIOTOU dUVATOU ATTOTEAETUATOG.
6.2 AvdAuon d1adIkaoiag Kal TTapaTnPNOEIG.

Ta eipduaTa XeIpokivnTng oTIABwong £yivav o€ 2 dIaQopeTIKA €idn SOKIMiwY.
To TpwTo 0 KUPTA OQPaIpIKA em@aveia atmd nAekTpodidBpwon Kal To deUTEPO O¢€
ETTITTEDN EMQAVEIA PJE QUAAKWOEIG TTOU dnuioupyndnkav atmd o@aipikd KOovOoUAl o€
KEVTPO KaTtepyaolwv CNC pe tn uéBodo TTou Treplypd@nKe oTnV TTapdypago 5.2. Me
autév Tov TPOTTO dIaToTWONKE OTI N CuykepIgévn pEBOdOG eival  atmoAuTa
EQAPUOOIPN  XWPIC Kauia TPOTTOTIOINCN 1 TIPOoCApPoyry KAl OTIG dUO OUTEG
TTEPITITWOEIG DOKIYIWV Kal Bivel EEAIPETIKAG TTOIOTNTAG ETTIPAVEIQ.

MNa va gekivhoer n diadikaoia Tou yuaAiopatog, TPwTo oTddIo gival auTtd Tng
ekxovdpiong. Mo avaAuTikd, gival amapaitnTo va XpnoiyoTroinBei KatdAANAo epyaAgio
(TréTpa, OIOKAKI PE KOKKO KATAAANAou peyéBoug ) diapavtéviog dakTUAIOG) yia va
apaipebolv Ta pikpoeEoykwpata ("ypipia") TTou dnuioupyEi WG KATAAOITTO TTAvw OTNV
em@adveia n  nAektpodidBpwon, A Ta "6pn" TOU OoxnuartiCovral PETAEU TwV
QUAOKWOEWYV TToU dnuIoupyei To o@aipikd KovOUAI katd 1o @peldpioua. EAéxOnKe
diapavtéviog dakTUAIOG (1) kai TTpoadéBnke aTo grinder yéow TnG aTpakTou (5), OTTWG
meplypdetal 010 OXAMa  5-5. To Ouykekpigévo OTAdIO TNG  KATEPYOQOIOG
Xapaktnpifetal wg "oTeyvo", KaBwg oTnv TTPog OTIABwoN emi@aveia Oev aAgiQeTal
olapavtaloipr) kar &gv Xpnoipotroigital AirravTtikd (8). O diapavTtéviog OakTUAIOG
onAadn, xpnoiyoTrolcitTal kaBapd wg KOTITIKG epyaAcio. IMNa Tnv ekxévdpIon €TTIAEyETAI
OXETIKA uwnAdg aplBudg otpopwy (~15000 RPM) kai oxeTik@ uwnAr Tieon, Kabwg
EMOIWKETAI N aQaipeon OXETIKA peydANg TToo0TNTAG UAIKOU. H péyioTtn Trieon TTou
MTTOPOUNE Va eQappocoule e€apTdral atmd Tnv 1o0xU Tou grinder, kKaBwg av autr] dev
gival apkeTnA kal uttepPoupe £va Opio Trieong, 8a akohoubroel stall-dpioua kal peiwon
TWV oTPoPWV. Ag onueiwdei 611 To 90-95% Tng ouvoAiKd agaipeBeicag TToodTNTAG
UAIKOU KaB' OAn Tn didpkeia NG O1adIKaoiag yuaAiopaTog agaipeital Katd tnv

EKXOVOpPION. ATTO QUTO TO YEYOVOG, €ival EUKOAWG KatavonTtd OTI 0 €AeyXOG yia Thv
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€TTiTEVEN TNG £€MOBUKNTAG OIOOTACIAKNG AKPIBEIOG TTPETTEI va yivel Katd Tn dIdpKeIa Kal
META TO TTEPAG TNG EKXOVOPIONG.

To xépl pag kara 1n Oldpkeia autoU Tou OTAdIOU TTPAYUATOTIOIEI TPOXOEION
Kivnon JEPIMVWVTAG WOTE VA ETTITUYXAVETAI TTANPOTNTA KAl OOoIopop@ia KAAuWng TNG
mpog oTiABwon em@dveiag. Katd tn OIdpKeia TnG €kXOvOpIong, TTapaTtnpeital n
EUPAVION OKOVNG XAAUBa (MIKpoYpeQIwY) TTAVW OTNV ETTIPAVEIA, KAl OUYKEKPIMEVO
UTTO HOP®H €VOG UIKPOU TOIXIOU OTO TTEPIYPAUMA TNG ETTIGAVEIAS TTOU KAAUTITETAI JE TO
OaKTUAIO. TlapOlTI TO MEYOAUTEPO MPEPOG AUTAG TNG OKOVNG e&wBeiTal eKTOG TOU
TEPIYPAPMATOG TNG ETTIQAVEIAG, 1 KATOANYEl €VTOG TOU OOKTUAIOU, OTO KEVO TTOU
uUTTApxEl wg "clearing area”, uttdpxel N TOavOTNTA KATTOIOG KOKKOG va BIEIodUCEl OTO
UAIKO Tou BaKTUAIOU Kal va akOAouBei Tnv TTopeia Tou, cupOUEVO €TTI TNG ETTIPAVEIAG.
Kdri T€Tol10 YiveTal avTIANTITO atmo TNV agVikr eu@avion dovhioewy Tou epyalgiou Kal
£XEl oAV OCUVETTEIO TNV EP@Avion PaButepwyv Tou emMOUPNTOU Xapaywyv ETTi TNG
em@avelag. AovAoelg ("xopotridnua™) Tou dAKTUAIOU ETTAVW OTNV ETTIPAVEIQ UTTOPOUV
va guupoulv emmiong Adyw uTTEPPOCNG TOU YEWMETPIKOU TTEPIOPICUOU TTEPI MEYIOTNG
ywviag kAiong tou OaKTUAioU 6,,,, , OTTWG auTr) utroAoyioTnke amod Tn PEBodo Tng
TTapaypdeou 5.3, A amd peyadAn kKauwn NG vridag Tou grinder. To grinder TTpéTrel va
gival KpEPAoPEVo o€ UYWOG TETOIO WOTE N VTICA VO KPEUETAI TTPOG TA KATW KAl va PNV
AuyiCel  uTTépuETPa, €l0dyovTag avemmBuunto  "xopotmonua" (TaAdviwon Tou
OOKTUAIOU) OTNV KaTEPYyaaTia.

To OUuyKeKPIUEVO QAIVOUEVO €ival avetmiBUuunTo KaBWwg odnyei o oTiyiaia
0UTTapgn onueiou Kai X1 ETTIQAVEIAG €TTAPNG epYyaAEiou-yUONI(OPEVNG ETIPAVEIOG, UE
ouvétrela  va  OnuioupyouvTtal PBabiEég xapayég o€ KATTOIEG TTEPIOXES. E@odoov
TapatnEnBei autd TO @aivouevo, oTauataue Tn dladikacia, kabapiloupe TNV
EM@EAvVEID KAl TO OdlaPavTévio OAKTUAIO atrd Ta YpPEQIQ HE XOPTi Koudivag Kal
OIVOTTIVEUPA  Kal TpoxiCoupe Aiyo Tnv em@dveia Tou OOKTUAioU TTdvw OTO
OMUPIOOTTOVO, OKOUMWTTWVTOG TO €11 TOU OMUPIOOTTAVOU KOBWG OTPEPETAl. TN
OUVEXEIO OUVEXICOUPE TNV EKXOVOPION KAVOVIKA. Katd Tn dIdpkKeia NG eKXOvopiong,
TO0 "Tp€UouAo" Tou grinder TPéTTEl va peiwveTal OTAdIOKd, KOBWG MEIWVETAlI N
TpaxuTnTa TNG EDM €m@QAVEIQG, 1 TwV AUAAKWOEWV. EAEyxoupe pe Tov PeyeBUVTIKO
@ako6 o€ Tl oTAdIO gipaoTe. OTITIKG, N d1IA0TACIOKH aKpiBeia £xel eTITEUXOEI OTaV €XOUV
eCapavioTei TARPWGS Ta anuadia TTou dnpioupynoe N NAekTpodidppwaon A Ta épn TTou
onuIoUpynoe To OPAIPIKO KOVOUAI KATG TO @peldpiopa. To povo TTou TTPETTEl va
QaiveTal €viog TNG e€mMQPAVEIAG €ival Ol TPOXOEIOOUG MOTIBouU xapayéG TToU A@AVEl
avaTtoéQeukTa TO dlapavTévio daxTuAidl, ol oTToieg TTpETTEl va €xouv idlo Bdbog. Av

EVTOTTIOTEI KATTOIO BaBUTEPN Xapayr, o@eiAeTal o€ YPEQ /) TAAGVTWTIKO QAIVOUEVO TOU
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gPYaAgiou Kal atraITeital éva aKOPN TTEPAcUA, O €AAQPAC TTieaong woTéoo, HUE TO
olapavTévio dakTUAIO.

Me 10 Tépag TNG ekxOvOPIONG MUTTOPOUMPE va TTEPACOUNE OTn XpHon Twv
olapavtaloipwy yia T diadikacia Tou lapping kai fine-lapping. AKouptrwvTag eAappd
TNV OnuioupynBeica em@daveia Pe TO OAXTUAG paG META TNV  €KXOVOPION
OIaTIOTWVOUUE OTI, TTAPATI Ol XOPAYEG €ival opaTEG, dev €ival EUKOAA QVTIANTITEG HE
TNV a@r. Kabapifouue TNV €TMIQAVEIQ PE OIVOTTVEUNO WOTE VA ATTOPOKPUVBOUV ixvn
ATTapoTNTag ammd 10 OAXTUAG pOg Kal TuxOv ypEQia TToU  TTAPEMEIVAY, Kal
XpnoiyotroioUue apxikd tn dlapavraloipr Twv 15 pm grain size. H xprion tng
ahoipic 28 pum Oev Kpivetal amapaitnty oTto lapping 3 10 fine-lapping
(XpNOIYOTTOIEITAI KAl AUTH YIA EKXOVOPION OE OTTAVIEG TTEPITITWOEIG).

H diodikagia TTou akoAouBeital sival n €§AG. XpnoldoTroloUPe Tn oupiyya yida
va TotroBetiooupe 3-4 UIKPEG o@aipeg dlapavTarolpig o€ PEyeBog PIKpOTEPO aTTd
éva PTTICEN TTAVW OTNV TTIQPAVEIA TToU Ba yuaAiooupe. Pixvoupe 3-4 PIKPEG OTAYOVEG
O1aAUTN (8) Kal XPNOIMOTIOIOUME €va AACTIXEVIO YAVTI VIO VA ATTAWCOUME TNV GAOIQN
otnv  €m@AveIa, ONUIOUPYWVTAG Mia  OXETIKA Ojoloyevly  TTAOTA.  =€EKIVAUE
XPNOILOTTOIWVTAG UTTPOUVTIVO BAKTUAIO, pubpiovTag To grinder o€ XaunAEG OTPOPES
(~500 RPM) kai aokwvTag eAaxioTn Trieon (ammaAd "xadi"). MAEov, o daKTUAIOG €ival
aTTAd éva PECO yia va yivel n TPIRN Twv KOKKWYV TNG aAOIPAG TTAvw OTnV €TTIPAVEIQ,
Kal N a@aipean UAIKOU YiveTal ATTOKAEIOTIKA aTTd TOUG KOKKOUG diapavTiou. IMNa auto
TO AGYO Kal TO a@aipeBév UAIKO eival TTOAU AlydTepo atr' OTI aTnv ekxovopion. Avd
TAKTA XPOVIKA OI0OTAPATA OKOUTTICOUUE TUAMA TNG ETTIPAVEING UE TO XOPTi KOUivag
Kal EAEYXOUME PE TO QOKO TNV TTOIOTNTA TNG ETTIPAVEIAG TTOU TTapdyeTal. H didoTtaon
TIPETTEI VO TTAPAPEVEL iDIa KAl 01 XapayEg va gival JIKPOTEPOU BABOUG KOl OUOIOUOPPES
METOEU TOUG. Z€ TTEPITITWON "XOPOoTTNONNATOS" TOoUu gpyaAciou, pixvoupue 1-2 otaydveg
OIaAUTN (8) TTITTAEOV, WOTE VO APAIWOEI N TTAOTA KAI VA YiVEl TTI0 AETTTOPPEUOTN {ava.
Av auTo dev gival apkeTd, kaBapifoupe em@dveia kar daxTuAidl kal av gival avaykaio
META TOV OTITIKO €Aeyx0, KAvVOUMPE €va akOPa TEpacua pe Tnv idla ahoipry Kai
OakTUAIO. TNa va olyoupeuToUpE OTI EXOUNE ETTIBUUNTG ATTOTEAECHA KaI HTTOPOUME va
Taue o€ mo "fine" oTddio oTIABwaONG, XPNOoIuoTToloUuE TTAAOTIKG SaKTUAIO (3) Kai idia
mooétNTa 15dpag aloiprg Kai dIaAUTnN PE AUTH TTOU XPNOIKOTTOINONKE OTO TTEPACHA
ME uTTPOUVTivo SaKTUAIO. E@appoloupe peydAn trieon kar ~15000 RPM (uwnAég
OTPOYEG). AuTd yivetal atmAd yia va "kaBapioel" n em@dveia Kal va pog deigel Tnv
TTOIOTNTA TTOU €XOUUE QATTOKTHOEl, OE TIEPITITWON TTOU O OTITIKOG £AeyX0g dev gival
OPKETOG YIa VA pag BERAITEN yIA TO AV JTTOPOUNE VA TTPOXWPNOOUNE 1 OXI.

Ta idia Bripata ou &yivav e Tnv aroier) 15 pm, eravaAauBavoupe Kai hE Tig

aAo1pEg Twv 10 Kal 7 ym, TTavTa Je 1I81aiTepn TTPocoxr oTn heTdRaon atmd oT1ddio o€
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oTadl0. A¢ onuelwBei 6T TO MPTTPOUVTYIVO Kal Tov TTAAOTIKO OAKTUAIO TTOU
xpnoigotroinoaue Je 1 154pa aloipr, JTTOPOUE VA TOV XPNOILOTIOINCOUME MOVO JE
154pa TAéov, KaBwg av TTPooTTabricoule va Tov XpnolpoTtroifjoouue pe T 10dpa i
TNV 74pa, ol KOkKol atmAd B8a "xdavovtal" oTig BaBIiEC eyKOTTEG TTOU dnuIoUpyncav ol
KOKKoI SIapéTpou 15 um oTo UAIKG Tou SAKTUAIOU Kal N KaTepyaaoia O€ Ba £xel kavéva
atrotéAeapa. Apa attaiteital QUAAEN Twv dAKTUAIWY OTO id10 TTAACTIKO KOUTAKI PE TNV
aAOIPA PE TNV OTToiO XPENOIKMOTTOIOUVTAl YIa atmo@uyr XpAong aloipng ue "AdBog"
OaKTUAIO.

H moiotnta "kabpéptn" apxicel va eu@aviCetar amd 1n xprion tng 74pag
aloipAg kal petd. H xprion tng 3apag kaAeital kal “fine-lapping” Kai yivetal xwpig Tn
xpnon d1aAuTn (8). MNivetal apxikd pe TTAACTIKG SAKTUAIO (3), ueEYAAN TTieon Kal TTOAAEG
otpogég (~15000 RPM). Kardmv, xpnolgotrolgital yia 1o @ivipiopya (“polishing”)
TIAQOTIKOG OOKTUAIOG (4) oTov OTToio TTpocapuodeTal 101K TTavAkl (KeTo€g). Eivai
ONUAvTIKO va pnv QoRONOoTE va eQapuOOOUUE APKETA TTieon o¢ autd 1O OTAdIO,
KaBwg n mmoodtnTa a@aipoUhevou UAIKOU gival eAAXIOTN, dpa v KIVOUVEUOUME HE
KATAOTPOQr) TNG ETIPAVEIQG.

e KGOe TrepimTwon, mOavEG aTéAElEg pTTOpoUvV  va  dlopBwbouv  pe
ETTavVAANYN TOU TTPONYOUUEVOU BAMATOG, TTPOCEXOVTAG VA PNV UTTEPROUME TOUG
TTEPIOPIOPOUG OIOOTACIAKNAG AKPIBEIAG apaIpwvTag UTTEPBOAIKA PeEYGAn TTooOTNTA
UAIKOU, yiaTi KATI TETOIO Ba KATECTPEPE TO TEPAXIO Kal TMOAVWG va TO KaBIoTouoE

axpnoTo.

Eikéva 6-1. (ApioTepd). AOKiuI0 PJE KUPTH OQAIPIKN ETTIQAVEIQ HETG aTTO EDM
HAekTpodIGBpwOonN.
(Ag§ia). To idio dokiyio petd amod diadikaoia xeipokivnTng oTIABwONG

(TroiétnTa "Kabpéetn").
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Metd amd kdBe oTdAdI0 TNG KaTEPyaoiag, TTEPAV TOU OTITIKOU €AEyXOoU
TIPAYMOTOTIOIEITAI KOl PETPNON Tpaxutntag peak-to-valley pe TpaxUPETPO  Kal
Kataypagr Twv ammoteAeopdtwy. Ag onueiwBei 611 o1 apiBuoi 28, 15, 10, 7 ka1 3 ym
TTou Xapaktnpeifouv TIG dIA@opesg SlapavTaAoIPEg deixvouv Tn DIAPETPO TWV KOKKWV
olapavTioU TTou cuvavTdral o KaBepia €€ autwy Kal o1 TRV TpaxUTnTa ETTIPAVEIAG
TTOU ETTITUYXAVOUME €TTi TNG TTPOG OTIABWON ETTIQPAVEIOG  XPNOIJOTTOIDVTOG TN
OUuyKeKpIYéEvn  dlapavtaloipr). H  peak-to-valley Tpaxutnta  eTmi@Qaveiog  TTou
ETTITUYXAVETAI JETPNUEVN O UM, YTTOPED va gival pia, akopa Kal dUo TAEEIG JeyEBoug
KaAUTepn (“finer”) kai €ival onuavTikGé va pn ocuyxéovral To grain size pe tnv
TpaxuTNTa TTOU £TITUYXAveTal lMNa TTapddeiypa, atrd Tov Tivaka 2-3 Tapatnpouue Ot
yia polishing pe cloth disk kai TTAaOTIKO AKTUAIO (4), JTTOPE va eTTITEUXBET TPpaXUTNTA
peak-to-valley éwg kai 0.06 pm, xpnoIJOTTOILVTAGS AAOIPR We grain size 3 um, dnAadn
OUO TACEWV UEYEBOUG PHEYaAUTEPN TNG ETTITEUXBEICAG TPOXUTNTOG.

Av TTapaTnPACOUE TTPOCEKTIKA Ta AKPA TOU DOKIUiOU 0ThV BEEIG puwTOoYPaQIid,
oTo0 6plo TNG OTIABwOEioag TrePIOXNG, €ival opaTég KATTOIEG XOPAYEC Ol OTTOIEG
agédnkav €T OKOTTOU, yia va UTTapxel avTidlooToA KaAAG WE KAk TToioTnTa
oTiABwong.

Tnv idla diodikacia yuaAiopyatog akoAouBriocaue XelpokivnTa Kal o€ SOKiuIo
ETTITTEDNG ETTIQPAVEING PE AUAOKWOEIG ONUIOUPYNUEVEG OTTO OQAIPIKO KOVOUAI O€
ppelapioua 010 KEVTPO KaTepyaoiwv HAAS Tou gpyacTtnpiou KaTepyaoiwy Tou EMIT.
Ta amroteAéopaTa ATAv avTioToIxXa, dciypa Tou OTI N PéEB0dOg e@apudleTal Apoya Kal

OTIG OUO TTEPITITWOEIG TTOU EEETACTNKAV.

6.3 ATToTEAéOMATA KOI TTOPATNPNOEIG XEIPOKIVNTWY TTEIPANATWY.

Na va E&ekiviijoouv Ta auTOMATOTIOINUEVA  TTEIPAMOTA, OTTQITEITAI  Mia
OUYKEKPIPEVN TTPOEPYOOIO MEOW XEIPOKIVNTWY TTEIPANATWY, Yia KABOPIOPO Twv
emMMEdWY OUVOUNG TToU Ba €QAPUOCTOUV KAl YIO EVIOTTIOMO AETTTOUEPEIWV TTOU
eTnpeddouv TNV O0An diadikacia o€ dOKIWIO YE AUAAKWOEIG. ApXIKA, gival atmapaitnTo
va uttoAoyi¢etal n duvaun Katd Tov dova z TTou aoKETal oTnV €TMIPAvEID 0 KABE
XPovikfp oTiyu. H OUvaun aokeital péow QATTOCUCTIEIPWONG TWV  EAACTIKWV
OUVOECHWY TNG delTePNG KaTaokeuaoBeiocag Baong, OTTWG auTr TTEPIYPAPETAl OTNV
mapdypago 4.5. Na va cupPei autd, TPETTEl, a@oU TTPOCAPPOOTOUV Ol EAACTIKOI
oUuvdeool OTIG KATAANAES BEoeig va TTpocdeBei N BAoN OTO KEVTPO KATEQYATIWY KAl
va yivouv METPAOEIS KABeTNG dUvaung (Bdpoug TTou aoKeiTar oTnv EMIQAVEIQ)
OuVvapTHOEl TNG KABETNG PETATOTTIONG (ETTI TOU AEOva z). XpNOIUOTTOIEITAI VIO AUTEG TIG

METPAOEIS NAeKTPOVIKY Cuyapid poviéhou KERN KB 5000-1, akpifelag dekdtou Tou
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ypauuapiou (0.1 g) kal pe duvardtnta Cuyiong Bdpoug péxpr 5100 ypaupapiwy,
oToIxEia TToUu KpivovTal IBIaITEPA IKAVOTTOINTIKG yia Ta TreipduaTta Tou BéAouue va
ole¢dyoupe. AQoU vyivel n Oouykekpipévn PaBuovéunon, Ba xpnoidoTrolEiTal TO
Oldypappa  KABETNG  WETATOTTIONG-OUVANNG Trou  €xel  dnuioupynBei  yia  Tov
TPocdlopioud TNG dUvVaUNG KATEPYATIag.

XpNOIYOTTOINCAKE TO OOKIMIO ME  ETTITTEDN E€ME@AVEID KAl  AUAOKWOEIG
ONUIOUPYNUEVEG HME OQAIPIKO KOVOUAI. MeTpnBnke n apyxikn Tpaxutnta Twv
QUAOKWOEWV PE TO TPAXUUETPO. ZTO OXAMO 6-2 @aiveTal O TPOTTOG PE TOV OTIOIO N
BeAdva Tou TpaxUPETPOU OKOAOUBET TO TTPOPIA TNG ETTIPAVEIAG TNG OTTOIAG ETTIOUPOUE

VO JETPATOUUE TNV TpaxuTnTa.

ZxAua 6-1. Tpdtog Acimoupyiag TPaxUMETPOU yia HPETPNON TPaxUTNTAG ETTITTEOWV

ETTIPAVEIWV.

H putn (akida) Tou TpaxUheTpou eiIoXwpei OTIG KOIAASEG Kal akoAoubei Ta 6pn
KaBwg KiveiTal €TTi piog €uBeiag ypappng TAvw oOTnV ETTIPAVEIA, AKOAOUBWVTAG TO
TPOQIA TPaAXUTNTAG. 2T CUVEXEIX, TO AOYIOMIKO TOu TpayxUWETPOU uTtToAoyiCel Ta
dIdpopa €idn TPaXUTNTAG Kal POg Ta €MOTPEQEl aav évdeitn et TNG 08ovng. Ol
QUAOKWOEIG dnuioupyRBnkav péow TnG PEBOSOU TToU TTEPIYPAPNKE OTNV TTAPAYPAPO
5.2, e ball-end mill aktivag 10 mm kai pe Bripa HeTagu d1adoxIKWV AUAAKWOEWY i00
pe 0.9 mm. ATO 10 apyeio Excel pe Titho “Peak to valley roughness calculation”
EKTIMOUUE ME TN OewpnTikh (YEWMETPIKA) WEBOdO Tpaxutnta Trepirou 10 um. O
KATOOKEUOOTNG TOU KOVOUAioU, ouvuttoAoyioviag TTAACTIKA TTapauopewon Kal
evooTikéTNTa (compliance) Tou gpyaAciou ekTIud TNV TpaxutnTa o 21 um. QoTdé0oo0,
AOYw OQAAPATOG TTOU EI0AYETAI EEAITIAG TNG UNXAVAG OTNV OTToia €YIVE N KATEPYAODia,
METPAUE TEAIKA 36.8 um peak-to-valley TpaxuTtnTag.

MNa mmpoadiopioud TG TIUAG TWV TTAPAUETPWY KATEPYAOIAg TTOU TTPETTEl va
XPNOoIJoTToINBoUV yia va £XOUME TO €MIOUUNTO aTTOTEAECUA, akoAouBrnoaue TNV €EAG

oladikacia. TomoBetioape 10 doKiyio TTAvw OTOoV NAEKTPOVIKO CUyd akpifegiag Kai
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pundevioaue TNV évdeign. lMpaypartotroijoaue xeipokivntn oTiABwon OTwg auTh
TEPIYPAPNKE OoTNV TTapdypa@o 6.2 TTpocapuoloviag Tnv €voeiEtn Tng Cuyapldg ue
TETOIO TPOTTO, WOTE VA ETTITUXOUUE TO ATTOTEAEC A TTOU BEAOULE.

MpwTto BAPa ATaV N ekxOvOpion. XpnoiuoTroinonke diapavTéViog SAKTUAIOG
Xwpic aloipry 1 AiITravTtiké uypd. EmAéCaue Tnv 4" okdha TaxUtnTag Tou grinder
(~15000 RPM) kal kpatAoaue TNV KABeTN duvaun otnv Teploxr 600-800 g, dnAadn
TepiTTou 6-8 N. AkoAouBnoape ToTd GAEG TIG 0dnyieg TNG TTapaypPAPou 6.2 Kal apou
OTTOKTACQUE OMOIOUOPPN ETTIPAVEIA, ETTI TG OTTOIAG €U@AVICOVTAl JOVO Ol XapayEG
atmé 1o dlapavTévio dAKTUAIO, PJETPAOAUE TNV TPAXUTNTA UE TO TPAXUMETPO. H TIuA
TTOU YETPRONKE ATaV 16.8 um.

2TN OUVEXEID XPNOIMOTTOINCANE PTTPOUVTEIVO OAKTUAIO PE aAloiph KOKKou 15
um Kal he AIravTiko uypd. EmAégape Tnv 1" okdAa tayxutnTtag Tou grinder (~1500
RPM) kai kpatioaue Tnv KABeTn duvaun otnv teploxn 120-180 g, dnAadn Trepitrou
1.2-1.8 N. Kai 1maA akoAouBnBnkav OAeg o1 TTapatnperoelg kKalr odnyieg Tng
TTponyouuevNS TTapaypd@ou Kal Tav Je OTITIKO EAEyX0 KPiBNKe £TTOPKES TO ETTITTEOO
yuaAiopartog €yive TpaxupéTpnon. H Tiun mou pyetpABbnke ATav 3.6-4.2 um.

Katétmmv xpnoipotoinénke Prpouvi{ivog dAKTUAIOG Je aAoipry KOkkou 10 um
Kal he AITTavTIKO uypo, o€ idia TaxuTNTa TTEPIOTPOPNG Kal duvaurn. MeTd To TEpag Tou
oTadiou, NETPNBNKE TpaxuTnTa 2.8 um.

MNa 1o o1GdI0 TNG dlapavTaAoIPrG HEYEBOUG KOKKOU 7 um XpnoIPoTToInOnke
QPXIKG UTTPOUVTCIVOG OAKTUAIOG UE iBIEG TIUEG TTAPANETPWY OTIABWONG OTTWG KAl OTA
OUo TTponyouueva oTddia kal e AITTavTiké uypd. QoTdco, €meidn N MPAvEIa ATAV
yuaAiouévn, aAAd @aivoTav Bautrr), akoAouBnoe €éva akoua TTEpAcHa PE TTAACTIKO
dakTUAIo auth TN @opd. H Taxutnta pubuiotnke otnv 4" okdAa Tou grinder kai n
Tieon mepiou ota 550-700 g, dnAadn ota 5.5-7 N. Kai €dw xpnoigotroinénke
AITTavTIKO uypd. MeTd ammd autd Ta dUo oTAadia ApXIoE va €ival Eueavrg n moidéTnTa
“kaBpEPTn” Kal HETPABNKE TpaxuTnTa ion pe 0.7 pm.

To o1adio Tou polishing pe ahoip peyéBoug KOKKoU 3 um £yive Kal autd o€
dUo pépn. XpnoiuoTtrolnenke apxikd TTAACTIKOS dakTUAIOG pe TnVv 4" okdAa Tou grinder
kal duvapn tepitrou 600-800 g, dnAadn katd TTpocéyyion ion pe 6-8 N. Ev ouvexeia,
XPNOIYOTTOIRBNKE €va PIKPO KOUMATI xapTioU Koulivag yia va Tpiyouue duvatd pia
véa TToooTNTA aAOIPrG TTvw OoTnv emiQaveia (@ivipiopa). H dovaun €dw dyyige Ta
3000 g, dnAadn mrepitrou Ta 30 N. Ag onueiwBei 611 o€ Kavéva atmd Ta dUO PéPn Tou
otadiou Tou polishing pe ahoipry 3 um Oev xpnoipoTroidnke AITTAvTIKO uypo. H
TPaXUTNTA TTOU PETPABNKE YETA atTd auTd TO OTAdIO PETPRBNKE aTnVv Trepioxn 0.2-0.6

um.
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21NV €IkOva 6-2 @aivetal To emTedng €mM@AveIag SOKIUIO OTO OTToI0 Eyivav
apxIKa ol auAlakwoels. To pattern Twv AUAOKWOEWV @aivetal oTa AKpa TNG

YUCQAIOUEVNG ETTIQAVEIAG. 2TO APIOTEPO TUAMA TNG £XEI Yivel HOVO EKXOVOPION, EVW OTO

0e&i ekxOvdpian kal TTEpacua pe diapavTaroipr KOKKoU PeyéBoug 15 um.

Eikéva 6-2. Aokiyio emitedng em@Aveiog - avrmimmapaBoAr ekxovopiong Kai
yuaAiopartog pe 15apa aloign.

2TNV €IKOva 6-2 €xouv eTIONUAVOEL OI TTEPIOXEG OTIG OTTOIEG AOYW €ANITTOUG-
AapEAOUG eKXOVOPIONG £XOUV TTAPAMEIVEI OI QUAAKWOEIS TTOU dnuioupyABnkav e TO
o@aipikd KOvOUAI. ETtriong éxer emonuavBei n Treploxr] TTou KAAUQONKE POvo uE
OlapavTévio SOKTUAIO (eKXOVOPION) Kal n TIEPIOXN TTOU, META Tnv EKXOVOPION,
TEPACTNKE KAl PJE PTTPOUVTEIVO dAKTUAIO pe ahoipry 15 um. H diagopd Tpaxutntag
givar gu@avng, petaBaivovrag amd TG PBabiEg  xapayég oOTnv  TTEPIOXH  TWV
TTAPAPEVOUCWY AUAOKWOEWYV, OTIG AlyOTEPO BABIEG TNG EKXOVOPIOKEVNG TTEPIOXNG KAal,
QUOIKA OTIG O ATEG TNG YuaAiopévng pe 15dpa aloipry mepioxns. Qotéoo, n
dla@opd  QWTEIVOTNTOG METOEU OnueEiwv €vidg TNG EKXOVOPIOPEVNG  TTEPIOXAG
pavepwvel atéAeieg atnv dladikaoia TTou odnyouv o€ avetmBUPNTN AvVOUOoIOUOoPYIa.
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Mivakag 6-1. Ztoixeia emiredng OTIABwOEicag empavelng (ME AUAOKWOEIG) -

METPNOEIG.

] Metda Tnv
Apxni i 15 10 7 3
EKXOVOpION
Rt (um) 34.4 18.2 3.6-4.2 2.8 0.7 0.4
Ra (um) 6.44 2.1 0.5 0.29 0.11 0.08
Weight (g) 1917.8 1904.1 1903.5 1902.9 1902.5 1902.3

Ek1é¢ amd peiwon g peak-to-valley tpaxutnrag (R.), mraparnpoUue Kal
al00nTh peiwon TG péong TpaxuTnTag R,. Ta Tpia Bacikd €idn Tpaxutntag opifovTal
o010 aKOAouBo oxfua (oxnua 6-2).[33].

Rt = max (Zpi) + max (Zvi)
Sampling
length § Zp2

Ra——-[ |/ (x) |dx

Ra

9 }
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™ :'-.',': |
s SRRV AR
LT | "\,f Y
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i /*.3

Sampling length ¢

Sampling length ¢

ZxApa 6-2. Opiopdg Baoikwy €dwv TpaxutnTag pe Baon Tn péon ypauun (mean

line).

OT1av TEAIKWG ETTITUYXAVETAI N TTOIOTATA ETTIPAVEIOG TUTTOU "KABPEQPTN", TOCO N
peak-to-valley, 600 kai n péon TpaxUTNTa €XOUV ONuEIWOEl TITwon duo Tagewv
MEYEBOUG, akoAoOUBwWVTOG MAAIOTO TTOPOPOIO CUUTTEPIPOPA ATTOPEIWONG, OTTWG
@aiveTal Kal aTré Ta dedOoPEVA TWV PETPOEWY TTOU TTapaTiBevTal oToV TTivaka 6-1.

To TeAikO Bdpog Tou dokiyiou (MeTa TN OTiIABwaon) peTprOnke ico ue 1902.3 g.

To apxiké Bapog avepxotav o€ 1917.8 g. AnAadr}, cuvoAikd agaipébnke TToodTNTA
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METAAAoU ion pe 15.5 g. Metd Tnv ekxovopion, 1o Bapog peTpriBnke ico pe 1904.1 g.
AnAadn, Katd Tnv ekxovopion Kal uévo, apaipédnke TToooTNTa PETAAAOU ion pe 13.7
g, ion pe 10 88.4% TNG OUVOAKAG TTOOOTNTAG UAIKOU TIOU Q@aIpEONKe (wg
“‘ammoBANTO”). H cuykekpiyévn TIPA €ival TTOAU KovTd o010 90-95% Tng eKTinong Trou
gixe mponynBei oTnv TTapdypa@o 6.2, CUVETTWG Ta TTEIPANATIKA PAG OTToTEAéTUATA
emaAnBelouv Ta OTOoIXEIO TNG Bewpiag TTOU €xOoupe TTaPaBEcEl PE Mia  pIKPA
AVOUEVOUEVN OTTOKAION.

21nv eikéva 6-3 @aivetar 10 dokipio oTiABwong emimedng em@aveiag (Pe

QUAOKWOEIG) YETA Kal To 0TAdIo Tou “polishing”.

F

Eikéva 6-3. OTITIKr) TTapaudppwon KaBpetmifopevou €1I0WAOU AOyw avemmiBuuntng

KAUTTUAGTNTOG.

21NV €IKOva 6-3 BAETTOUE va KABPEPTICETaI TO TTAVW PEPOG TNG 086vVNG TOu
utrodoyioTy otnv oTIABwBeica Treploxy Tou Ookiyiou (n oTiABwon €yive Pe TN
Xelpokivntn péBodo Tng TTapaypd@ou 6.2). Me kKOKkIvOo OBAA €xel emonuavOei pia
TTEPIOXN TOU €10WAOU TNG 006vNnG. H GoTrpn TePIOXA ETTPETTE va KABPEPTICETAI WG
opBoywvio, woTéo0 TO TTAXOG TNG TTAPOUCIAdEl QUEOUEIWTEIG. AUTO OQEIAETOI OTO
yeyovog Ot n oTIABwBeica Trepioxr dev eival akpIBwg eTTiTredn, aAAd TTapoucidlel
OIOPOPETIKEG TIUEG AKTIVAG KAPTTUAOTNTOG O€ KABE onueio TG Adyw avouoidpop®ng
oTiABwong. H avouolopopeia oTiABwong gival TTpoBAnua Tou gvroTideTal ToavoTaTa
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OTO OTAdIO TNG eKXOVOpIoNg, KABwWG autd kabopilel 1o emiTedo OIOOTACIAKNG
akpifelag TTou emTuyxavetal KaB'oAn Tn didpkeia Tng diadikaciag. Autd 10 TTPORANUa
gival onuavTiké, KaBwg o€ TTPITITWOEIG OTIABWONG YUOAIWY Opdoews i HEYEBUVTIKWV
QPAKWY TTOU aTTaITEiTal TEPAOTIO SIO0TACIAKN aKpPiBEIa, yia avemOuuntn amokAIon wg
TTPOG TNV €MOUUNTA aKTiVA KAUTTUAOTNTAG UTTOPEI VO KATACTHOEI TO TTPOoidv dxpnaoTo,
aQou Ba £xel ammwAéoel TIG eMOUPNTEG OTITIKEG 1810TNTES (TT.X. onuEio eoTioong). H
QVTIUETWTTIOA TOU €ival eUKOAN Péow auTopartotroinong TG HeBodou oTiABwong. Me
QuTOV TOV TPOTTO £ival ATTOAUTA EAEYXOUEVEG OAEG O TTAPAUETPOI TTOU ETTNPEEACOUV TN
dlaoTacliokf okpifela, OTwG €ivar o apiBudg TTAowv Kal n diathpnon oTabepng
TTieong kal TaxuTnTag Tpéwaong Kab’oAn Tn didpKela TNG ekxOvopIong.

QoTO00, N AUTOPATOTTIOINGN TNG EKXOVOPIONG TTAPOUCIALEl TEXVIKEG DUOKOAIES
TTOU £XOUV VA KAVOUV HE TNV OTTORAKPUVON TWV PIKPOYPECIWV aTtd TNV £TTIQAVEIQ KAl
atd 10 dlapavtévio SAKTUAIO, KABWG UTTApXEl TTEPITITwOoN (OTTWG avapepBnKe oTnV
TTapAypa@o 6.2) autd va dnUIoUPYROOUV QVETTIBUUNTEG TAAAVTWOEIG. ZUVETTWG, OF
eTOUEVO OTAOIO PTTOPEl va dnuioupynBei pia TTaAéta epyaAeiwv TTou Ba kabBapilel
autOuaTa TOo OAKTUAIO PE OIVOTIVEUUO Kal TPOXIOWA £TTAVW O€ OUUPIDOTTAVO Kal ThV
ETMIQAvVEIA POVO MPE OIVOTIVEUPO Kal aépa UTTO TTieon yia TNV ATTOUAKPUVON Twv
atroBAATWY. AuTé BePaiwg, apou avatrtuxBei p€Bodog yia Tnv autéuaTtn avayvwpeion
QUTWYV TWV TAAAVTWOEWY TO OTT0i0 Ba evToTTiCel TTOTE EEKIVAEI VA TOAQVTWVETAI TTEPAV
TOU OTTOOEKTOU TO £PYAAELiO (TTIBAVWG PE NXNTIKO EVTOTTIOUO 1) ETTITAXUVOIOUETPO) Kal
Ba divel onua yia va &ekivioer n diadikacia KaBapiopou, YETA TO TTEPAG TNG OTTOIAG
Ba diveTal VEO ONua yIa OUVEXION TNG EKXOVOPIONG ATTO TO ONUEIO OTO OTTOIO AUTH EiXE
TTPOCWPIVA DIOKOTTEI.

2uykpivovtag Tnv Ikéva 6-1 (Aeg€id) pe Tnv eikdva 6-3, TTapatnPoUpe OTI val
MEV Kal ol dU0 eTMIPAvEIEG £XOuV PTACEI O€ TTOIOTNTA “KABPEPTN”, WOTOCO, N TTOIGTNTA
Tou TrouTTé OoKIdiou (6-1) eival avwTepn Tou eTTiredou (6-3). Autd ptTopEi va
amodoBei oto 611 TO TTOUTTE dOKipIo, o€ avTiBeon e 1o emiTredo, atroTeALiTal ATTO
Baupévo xdAuBa kai 0TTwg €¢nyndnke otnv Tapdypa@o 2.1 (Kol CUYKEKPIPEVA PHETW
Tou oxAuaTog 2-1) n TTOI6GTNTA TNG OTIABWOEIcAG €MIQAVEIOG TTOU WTTOPOUNE va
OTTOKTACOUE gival avwTepn yia XGAuBeg TTou £xouv uttooTEl Bagr, Adyw BEATIOTNG
O14TagNG popiwv (KaAUTEPN YEWMETPIA).

210 oxfuata 6-3, 6-4 kai 6-5 TTapatiBevral Ta dedopéva Tou Trivaka 6-1 uTTo
OIaYPANMPATIK HOP®R YIO TNV KAAUTEPN dUVATH EPPNVEIA TWV ATTOTEAECPATWY. XTA
oxAdaTa 6-3 Kal 6-4 TTapIoTAVETAI N OTTOPEIWON TG PMEONG TPaXUTNTAG R, KAl TNG
peak-to-valley TpaxUTnTag R, avTioToixa KaBwg TTpoxwpdaue ota didgopa oTddia Tng
diadikaciag oTiABwong. 1o didypauua 6-5 TTapIOTAVETAI O TPOTTOG PE TOV OTT0IO

MEIWVETAI TO BAPOG Tou OOKIMIOU TTOU YUOAICOUME evw TTPOXwWPAUE oTa didgpopa
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o1adia g diadikaciag. 2Ta dlaypdupaTta TpaxuTnTag, OAa Ta onueia gival eQIKTO va
TTPOCEYYIOTOUV aTrd €va TTOAUWVUMO (] eVaAAOKTIKA atmd ekBeTikfp ouvdptnon).
QoT60o0, TTaparnpouue 6T, av TTPOCTIAOAC0oUNE va TTPOoCEyYiooupe OAa Ta onueia Tou
olaypduPaTOg 6-5 Pe TV idIa TTOAUWVUHIKN, EKBETIKA, 1 oTTOIA0OATTOTE AAANG HOPPNG
ouvapTtnon, 6ev odnyouuacTte o€ OpaAd amotéAeopa. MNa autd 10 Adyo Kai n
METOBOAN BAPOUG KATA TNV €KXOVOPION ATTEIKOVICETAI PE YPAMMIKY METABOAN, evw TA
uttoAoITTa onpeia (YuaAiopa péow SlIapavTaAolipuwy) TTpoaceyyifovTal e TTOAUWVUNO

OeuTéPOU Babuou.

Ra(um)

g \ & Ra(um)
e 3
—Poly.
(Ra(um))
2
1 \\?—\f\’
0
Apxn Ekxovépion 15 10 7 3

Ztadlo Katepyaoiag

ZxApa 6-3. Méon TpaxuTnTa PETA Ta Sidgopa oTadIa TNG OTIABWONG.

AuTtA n Tapatpnon €ivalr TTOAU onuavTikr, KaBwg atmodeikvuel To OTI N
EKXOVOPION Kal TO YUGAIOPO HE DIaPavTaAOIPEG aTTOTEAOUV OUO BIAQOPETIKA €idn
Katepyaoiag 1Tou "ouyxwvelovTal" KATw atrd éva YeVIKOTEPO TTAAVO £pyaciwy, TToU
atroTeAel TN OTIABwON piog emMQAvEIAG. ZUYKEKPIPMEVA, N eKXOvOplion eival "oTeyvh"
Katepyaoia atmoBoANG OXETIKA PEYAANG TToodTNTAG UAIKOU. AvTiBETA, TO YUAAICHO UE
SIapavToAOIPEG YiveTal Ye Xprion AITTavTIKoU uypou Kal XOpOoKTNPICeETal TTEPICOOTEPO
WG KATEPYOOia ETTIQPAVEIOKAS CUPTTUKVWONG Hopiwv TTapd wg Katepyaoia atrofoArg
UAIkoU. ETTiong, n ekx6évdpion eival auth n diadikacia 1Tou KaBopilel Tn S100TACIAKT
akpifeia Tou dokipiou, evw n oTIABwaon Pe dlapavtalolPEéG €xel EAAXIOTN €TTIOPAON
oTtn dlooTaoIaKn akpiBeia, wotdéoo kabopilel oxeddv €€ oAoKANpou TNV PopPYr TNG

TEAIKAG EMIPAVEING (TENIKO €TTITTEDO TPAXUTNTAG).
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ZxApa 6-4. Peak-to-Valley Tpaxutnta petd ta didpopa oT1adia TnG oTIABwonNg.

1918’& Weight(g)
1916
1914 \ ¢ Katepyaoia
\ Ekyovdplong
1912 B ItiMBwon pe
- oloudeg
= 1910
T —— Linear (Katepyaoia
‘0 Exxovéplong)
= 1908
\ ——Poly. (ZtiABwon pe
1906 ololdec)
1904 \\.\T\-\-
1902
Apxn  Ekxévépion 15 10 7 3
Ztadlo Katepyaoiag

ZxApa 6-5. Bdpog oTIABwBEVTOG dokipiou petd Ta didpopa oTddia TNG oTIABwoNg.
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MapdT n ekxovopion Kal 10 yudAiopa pe dlapavtaloiQés gival SIaPOopETIKA
€idn KaTEPYQOIWY, ETTITUYXAVOUV Q&IOONUEIWTA OPOIOUOP®N CUMTIEPIPOPA OTNV
QTTOMEIWON TNG TPaXUTNTAS Tou OTIABWOEVTOG Sokipiou. Autd ecival evOEIKTIKO TNG
OWOTAG METAPBaONG atrd To aTAdIO TNG EKXOVOPIoNG oTo 0TAdIO Tou "lapping”.

Ag onueiwBei 61T apyIkr TpaxutnTa R,~35 um eival evOEIKTIKA TNG TTOIGTNTOG
ETMPAvVEIAg TToU TTPOKUTITEI ATTO QPECAPICUO O KEVTPO KATEPYAOIWV HE CQAIPIKO

KOVOUAI, ®nAadr] TnG KaTepyaaiag TTou pag evdlagépel wg Bdon yia Tov G-code pag.

6.4 ATroTeAéopATA KAI TTOPATNPNOCEIS AUTOUATOTTOINUEVWYV
TTEIPANATWV.

2TIC QUTOMATOTIOINMEVEG OOKIMEG, APXIKA €TTIAEXOBNKaAv TEOOEPIG KATAAANAOI
eAAOTIKOI OUVOETOI YIa TN BAoh, WOTE va £Xouv apKeTd PAKOG (idlo PHeTagu TOug) Kal
EAAOTIKOTATA TNG TAEEWG TTOU €TTIOUPOUNE yia KATAAANAO €AeyXo Tou emITTédOU TNG
aoKOUHEVNG OUVAUNG. TN OUVEXEID, TTPoodEBNKE N KATW AKpn Tou KaAwdiou Tng
vTifag Tou grinder otn Baon, evw n Bdon ouvdEBnKe OTO KEVTPO KATEPYAOIWV HAAS
ME KATAAANAN KEPAA cuoTEAAOPEVOU OQIYKTHPA. ApXIKO OTAdIO gival N ekxOvdpion,
dpa Otoaue TO OlapAvVTEVIO OOKTUAIO péow Tou mandrel otn Bdon kai dev
xpnoigotoioaue AimmavTikd uypd. H armaitoupevn duvaun yia 10 OTddIO NG
ekxovdpiong avtioToixei oe 600-800 g. Apxikd, pe évav aveditTnAho Papkadopo
onpadéyaue 10 onueio oto otroio IcoppoTiei n Bdon Otav cival eAeUBepn (Xxwpig
€TTOQr) TOu BOKTUAIOU O€ £TTIQAVEIA), UTTO TNG €TTIOPaCN POVO Tou BAPOUG TNG KAl TWV
OUVANEWVY EAAOCTIKOTATOG TWV CUVOEOPWYV. 2Tr CUVEXEIA TTIECAUE TO OOKTUAIO ETTi TOU
NAEKTPOVIKOU {uyou Kai kateRdoaue Tn BAcn XapunAwvovTag Tov A{ova z Tou KEVTPOU
MEXPI va TTapoupe €voeign 600 g, oTmdTE KAl oNUAdEWANE €K VEOU WE TO HAPKaAdOPO.
Aéoaue 1O dOKipIo OTn WEyyevn kKal puBuicaue 1O grinder otnv okdAa 4. Katémv
dWOoaPE OTPOYES KATERACOVTAG TO EPYAAEIO KAI AQKOUPTTWVTAG TO €TTi TNG ETTIQAVEING
MEXPI va @TAcoupe oTnv évdeign Twv 600 g. Me tn Aeitoupyia "Hand Jog" KivnOAkape
ME TTPOCEYYIOTIKA OTABEPN TTPOWON KATA PAKOG Tou Afova X, ETTAVEPXOUEVOI PETA
atrd KAGBe TTACO OTO Onueio TTPWTNG €ma@Png. Metd atd 2-3 TTdoa ONKWOAUE TNV
KEQAAN, ofnoaue 1o grinder kai TTapatnpnoape 1n okévn oidripou £TTi Tou dOKIWiou,
EVW Ol auAaKkwaoelg eEopaAuvovtav. KaBapioaue pe oivotrveupua Sokiuio kKal dakTUAIo,
Kal Tpoxioaue Aiyo 10 OaKTUAIO pe opupidotravo P120. 2ta emdueva 3-4 1doa
KateRAoape Aiyo akOpa TNV KEQAAR, EQapuolovTag eAeyXOpeva augavopevn duvapn,
MEXPI TTOU Ol AQUAOKWOEIG £§agavioTnkav eVIEAWS Kal TTOPEPEIVAV HOVO Ol EAAPPES
XOpayEéG Tou dlapavTéVIou OAKTUAIOU, IKAVOTTOIWVTAG T GUVBRKN OTITIKOU €AEyXOU VIO

MeETARaon o€ eTTOUEVO OTASIO TTOU dIATUTTWONKE TTapaTTdvw, aTNV TTApAypago 6.2.
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Eikéva 6-4. Ei@aveia emitTredou SOKIMIOU JE QUAAKWOEIG JETA TNV EKXOVOPIO.

21NV €IKOva 6-4 TTapaTnPOUKE TNV OPOIOPOPYPIO TWV Xapaywv TToU a@Rvel O
olapavTéviog OAKTUAIOG, 0 cuvduaoud Me Tnv Ayoyn emTeuxBeioca Ol100TACIAK
akpifeia. To TTpwTo, KABWS OAEC 01 xapayég akoAouBoluv 1o B0 KUKAIKG pattern
(MoTiBo) kar éxouv TO id10 BABOG. To deuTeEPO, KABWG, av €0TIGCOUNE OTO GNUEIO TTOU
ol auhakwoaoelg e€agpavidovtal, Ba diatTioTwooude 6T To B&Bog TG dnuioupynbeicag
EKXOVOPIONEVNG TTEPIOXAGS Oev €xel uTTEPPEi TO BABOC KOIAGDOG TwV AUAGKWOEWY (Ba
ouvioTouoe "utrepagaipean” UAIKOU), Xwpic TTapdAAnAa va €xel a@noel KABETEC
YPOAPPEG oav UTTOAEiMaTa auTwy (Ba ouvioTouoe eANITTH) a@aipean UAIKOU).

Mia oképa onuavtik TTAPATAENCN aAVOQEPETAl OTO  "TPEUOUAO"  TTOU
avapévapue oav aTroTéEAEoa dIEioduong YpeQIwY OTNV ETTIPAVEIQ KOTTG TOU OAKTUAIOU,
M EKTETAUEVOU OUPCIPATOG TOUG OTNV YUaAI{Ouevn €IQAveIa. AuTO EUQAVIOTNKE PEV
KATd TNV auTopaTtoTroinuévn SoKIuA, woTéoo Pévo wg TaAdvTwon Tou KaAwdiou Tng
vTiag Kal nxnTiIka. E&agavioTnke 0& auéowg, Xwpic emmaveu@dvior) Tou OTav o
OaKTUAIOG OINABe ek véou atrd TO idI0 onueio Tou OoKiyiou oe eTTéUEVO TTACO.
2upTtrepaivoupe 6T N €AAeipn oTIBapdtnTag CuykpATNong Tou epyaAgiou atmd TO
avBpwTTIvO XEPI KaTA Tn XEIPOKIivNTn OTIABWGON JEYIOTOTIOIEl TO OUYKEKPIUEVO
TPOBANUa, TO oTroio oxeddv e€agavifetal xdpn otnv oTiBapdTnTa KAl akpiBeia
Kivnong mng pnxavng. BéBaia, ouvioTatal €mueARg Kabapiopdg Kal TpOXIopa Tou
OOKTUAIOU OTTWG €XEl TTEPIYPAPET IO TTEQAITEPW EAAXIOTOTTOINON TNG TAAAVTWONG,
wOoTOC0 auTh dev aTToTeAE TTapdyovTa TTou Ba pag avaykaoel va SIoKOWOoUHE TO TTAC0
yIO VO TTPAYUATOTIOINCOUNE TOV KaBapioud Kal To TPOXITHA.

TENOG, n opolopop®ia Kal dIACTACIOKN OKPIBEIO TTOU ETTITUYXAVOUUE YiveTal
QvTIANTITA av TTapatnPAoOoUNE TIG (TEAEIO OPICOVTIEG) YPOUUES QWTOG TTOU QVOAKAWVTAI
oTNV €MMQAVEIQ TNG EIKOVAG 6-4, o€ avTITTAOPABOAR PE TO TTAPAUOPPWHEVO EIBWAO TNG
eikévag 6-3. ETmiong, n opolopopia Kal TEAEIOTATA TG  AUTOPOTOTIOINUEVNG

EKXOVOPIONG 0€ OUYKPION ME TN XEIPOKIVNTN YIVETAI EUPAVAG AV OUYKPIVOUUE TnV
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eIkOva 6-4 (apiotepd) Me TNV eikOva 6-2 (apioTepd) OTTOU  @aivovTal TTEPIOXEG
OIAPOPETIKNG QWTEIVOTNTAG (AVOUOIONOPYPIES).

‘ETol, evd) META Tn Onuioupyia QUAGKWOEWYV EiXaue ouoldpopen péon
TpaxutnTa R, = 8.2 um Kai peak-to-valley tpaxutnta R, = 43 um, YETA TNV EKXOVOPION
Ol TINEG QuTEG peiwdbnkav o€ R, = 3 um Kal R, = 24 um. H amopegiwon Twv peyedwv
gival avTioToixn ME QUTA TNG XEIPOKIVNTNG EKXOVOPIONG, WOTOCO N dla@opd EyKeITal
OTnV opolopop®ia, KaBwg oe OTToI0 onUEIo TNG EKXOVOPIOUEVNG ETTIPAVEIAG KAl AV
METPOUCAPE META TNV QUTOMATOTIOINUEVN €KXOVOpIon, n Olagopd ATAV aueAnTEQ
(MikpdTEPN TWV 0.5 pm), evw OTnN XeIpokivntn €@Tave Kal Ta 2.5 pm (avtioToixn
OCUMTTEPIPOPA aTTOMEIWONG MEONG TIMAG, ME TTOAU peyaAuTepn dlakUuuavon). OTav &€
MEIWOANE TNV TTPOWOT Kal K&dvaue éva akdpa Taco, n peak-to-valley peiwbnke oe 11
ME 15 um kol n péon Tpaxutnta o€ 1.8 um, pe mpowon 130 mm/min (kpiveTtal
TIPOCEYYIOTIKA WG 10aVIK TTPOwWaON yia eKXOvOpIon, WoTOCO artraiteital die€aywyn
o€lpag TEIpapdTwy Katd Taguchi). Zuptrepaivoupe 6T, avefdptnta Tou apxIkou
ETMITTEOOU TPAXUTNTAG AUAAKWOEWY, O dIauavTEVIOg dAKTUAIOG duvaTtal va QTACEl TNV
emeavela o emimeda peak-to-valley 10-15 ym kai yéong 1.8-2.5 uym, €dv €QapuooTei
TTPOWON TTEPi TNG KPIBeioag wg “IdavIKAS”.

OTmwg mapatnpeeitar otnv - eikéva  6-4, 10 €UBUYPOUUO HPOVOTIATI TTOU
akohouBeital oTO TEipapa  eMMAEXONKE va €ival KABETO OTIC QUAOKWOEIG TTOU
dnuIoupynaoe T0 o@AIPIKO KOVOUAIL. H €TTIAOYR €VOG TETOIOU JOVOTTATIOU ETTITAXUVEI TV
eKXOVOpION, BIOTI N Kivnon Tou OAKTUAIOU €UVOEi TNV “KATACTPO®N” TWV AUAGKWOEWY,
KaBwg n oUYKPOUOHN TWwV HIKPOKOKKWY dIapavTiou Tou dAKTUAIOU e Ta Opn yivetal
1600 péOow TNG TPOWONG, OCW Kal TNG TTEPIOTPOPIKAG Kivnong Tou OaKTUAIOU.
AvTtiBeta, av akoAouBouoape TN QOpPd TWV QUAOKWOEWY, TOTE, HUE €UBUYPOAUMO
povoTTdTi, n povn Kivnon 1ou Ba euvooUlce TNV “KATaoTpo@n” Twv AUAAKWOEwY Ba
NTav N TEPICTPOPIKA TToU TTPpoodideTal atrd TO grinder.

QoT1600, UETA TO OTABIO TNG EKXOVOPIONG OKOAOUBEI TO YUAAICHO HE XPRoNn
olapavTaAoipwy Pop@oTtroiNuévwy o€ pia TTdota xXdpn otn Xprion Tou AITTavtikou
O1aAUpaTog YAUKOANG () yYAukepivng) kai vepou. Otav 10 €uBUYPAPUO POVOTTATI gival
KABETO OTIC AQUAOKWOEIG, TOTE N Kivnon Tou dAKTUAIOU gival KABETN Kal OTIG KOIAASEG, Ol
otroieg TTAéov AeiItoupyoUlv wg “o0doi dIaPUYAS” TNG CUYKEKPIYEVNG TTACTAG, KOBWGS N
QPUYOKEVTPOG dUvVaUN TTOU TNG QAOKEITAl aTTO TNV TTEPIOTPOPH TOU SAKTUAIOU aTTWOEi
TNV TTACTA TTPOG TA TOIXWHATA TOU povoTtratiou. H TTaoTa TeAIKA dla@euyel EUKOAQ
MEOW TWV KOIAABWY Kal ATTAITEITAI AvavEwon TNG dIAPAVTAAOIPAG Kal TOU AITTAVTIKOU
dlaAUpatog. Auté odnyei oe auf¢non Tou xpovou OTIABwong, KabBwg artrairouvral

TTOAG TTA0a KAl TIPOCEKTIKN ETTIAOYA TTPOWONG, OTPOPWYV Kal KABETNG duvaung yia
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TNV €AAXIOTOTTOINON TWV QUYOKEVTPWY OUVANEWY, WOTE va eTTITEUXOEi TO €mBUPNTO

aTToTéAET Q.

Eikéva 6-5. [Meipayatiky didragn autopatotroinuévng oTiABwong (2" Bdon,

EKXOVOpPION HE SlapavTévio SAKTUAIO).

To PoOvTéEAO TTOU TTPOTEIVETOI O€ QUTA TNV €pyacia avamTuxbnke waoTte va
aglotroigital 1o tool path mou xpnoiyotroigital attéd ™ epéfa CNC yia va dnuioupyndei
€va KOAOUTTI hE XPriON KOVOUAIWV. ZUVETTWG, O TTPAYUATIKY €QAPUOYH, TO JUOVOTTATI
yuaAiopatog Ba akoAouBouoe Tn opd Twv auAakwoewv Kal dev Ba ATav KABeTo o€
QuTéG, OTTOTE Ba atro@elyaue TO TPORANUA dla@uyng TNG dIaPAVTOTTAOTOG AdYw
QUYOKEVTPpWY Oduvapewv. H xprion autou Tou tool path wg guide line yia Tnv
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onuIoupyia TpoxoeidoUg HoTiBou wg TeAIKOU povoTraTiou oTIABWTIKOU epyaAeiou Ba
onuIoupyoUaE TNV aTTaITOUMEVN KABETN TTPOG TIG AQUAGKWOEIG Kivnon YIa va ETTITAXUVEI
TNV eKXOVOpIOoN Kal TN OTiIABwon. ZUVETTWG, OTO PHOVTEAO HAG, N EKxOvOpIon Ba yiveTal
aQevOg PEOW TNG TTEPICTPOYIKNG Kivnong TTou TTpocadidel oTo daKTUAIO TO grinder Kai
QQETEPOU PECW TNG KABETNG TTPOG TIG AUAOKWOEIG OUVICTWOO Kivnong TTou TTpoadidel
10 trochoid pattern Tou povoTraTiou YUGAIOUATOG.

2Tn OUVEXEID ETTPETTE VA ETTIAEEOUNE TNV TPOXOEIDN TTOU Ba XpnaoiyoTroindei yia
TO autopartoTroiNuévo Treipapa. Ao Ta oxruarta 3-11, 3-12 kai 3-13 kpivouue 0TI n
TIUA TNG TTOPANETPOU a=2.5 PaAg TTPOCPEPEI APKETA IKAVOTTOINTIKO £UPOG WG TTPOG TIG
atTodeKTEG TIMEG TNG TTapauéTpou b 1600 yia brass-diamond, éco kai yia plastic
polishing ring. MAoTdpoupe TIG oX£0¢Ig (3-28a) €wg (3-28y) yia a=2.5 o€ diIdypauua Je
opIgévTio dEova To b Kal KATAKOPUPO TO X, WOTE VA EVIOTTIOOUME ME akpifela Tnv
TTEPIOXT TTOU ETTAANBEUOVTAI OI CUVONKES Twv oxéoewyv (3-18), (3-19) kai (3-20).

O1 ouvBnkeg (3-20a) kai (3-20B) IkavoTrolouvTal yia KABe TiuA Tou b, KabBwg n

opigovTia gubeia (x3 — x1) BpiokeTal TAvw Kal atto TIG dUO OPICOVTIES Dpyyss /piamond

Kal DPlastic .
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IxAua 6-6. [pocdiopioudg TIEPIOXNG ATTOOEKTWY b yia TPOXOoE€Idr) KAPTTUAN

TTapauéTpou a=2.5.
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Bdoel Twv ouvlnkwyv (3-18) kai (3-19), yia va eivai pia TiuA Tou b atmodekTn yia
TOV MTTPOUVTCIVO 1l TOV OloPavTévio OAKTUAIO, TIPETTEl OI KOUTTUAEG (x3 — xp) Kal
(x2 —x1) va PBpiokovial KATW TNG OPICOVTIAG €UBEING  Dpyags /piamond VIO TN
OUYKEeKPIMEVN TIUA Tou b. AvTioToixa, yia va gival KATTolo b atrodekTd yia ToV TTAACTIKO
OOKTUAIO, TTPETTEI Kal 01 OUO QUTEG KAPTTUAEG va gival KATw TnG opifovTiag eubeiag
Dpiastic YO TN OUyKeKpIPEVN TIUA Tou b. ATt TO OXAUA 6-6 TTPOKUTITE OTI, YIA TTAACTIKG
dakTUAIO aTtraiteital 3.9 < b < 10.65 evw yia SIOPAVTEVIO Kal UTTPOUVTEIVO OAKTUAIO, N
TTEPIOXT OTTOOEKTWV TIHWV gival n 5.15 < b < 9.65.

EmAéyoupe yia Tnv ekxOvOpIon YE TO SIAPAVTEVIO BAKTUAIO Kal T OTIABwoN PE
MTTPOUVT{IVOuGg O0oKTUAioug b=9.5. Emeidfi woTtdoo 0 TAAOTIKOG OAKTUAIOG E£XEl
MEYOAUTEPN BIAUETPO, Kal av €TTIAEXOEi TO idI0 b, Ba UTTApXOUV TTEPIOXEG OTIG OTTOIEG
0ev Ba TraTtdel KOAG OTNV eKXOVOPIOHEVN TTEPIOXT, KOBWGS To AKPo Tou Ba avefaivel
OTIG TTAPAUEVOUCEG QUAOKWOEIG, €ETTIAEyoupde MIKPOTEPO b yia Tn oTiABwon e
TTAOOTIKOUG OaKTUAiouG. ETmAéyetal yia Tn oOTiABwon pe TTAAOTIKO dakTUAIO b=8.5,
dIaTNPEWVTAG OTABEPN TNV TIKN TNG TTAPANETPOU 0=2.5.

Surface coverage diagram
prm-mmm--e- R A LEELEELEEE ARERREEEES mem s Fomemee- e

20

10 -

E
E
=0
A0 k-
a0k a=2.5 b=9.5 Diamond/Brass }---- s R S
a=2.5 b=8.5 Plastic i : :
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IxAua 6-7. YépBeon ekxovdpiong (UTTAE) kai oTIABwong PeE TTAACTIKO OOKTUAIO

(TTPpGOIvVO).

2T0 OoXAua 6-7 n JTTAE TTEPIOXN aTTEIKOVifel TNV eKXOVOPIOPEVN TTEPIOXN,

onAadn autr] TTou KAAUTITETAI YE BIAPAvVTEVIO () MTTPOUVTEIvOo) SakTUAIO. H TTpdaoivn
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QTTEIKOVICEI TNV TTEPIOXN TTOU KOAUTITETAI KATA T OTIABwon pe TTAAOTIKG SAKTUAIO.
Mapatnpouue OTI n ekxovOpIouEVn TrepIoX eivalr peyaAltepn Tng oTIABwBeiocag,
TTPAYHA eu@avég Adyw NG PTTAE Cwvng TNG €IKOvVaGS. AuTo gival GAAwOoTE €mBUPNTO,
WOoTE va atmmopeuxBouv @aivopeva aoTdbelag Tou TTAACTIKOU SOKTUAIOU i Jn €TTaPKOUG
eTaQng, TTpdyua TTou Ba etTnpéadle apvnTiK& TO ATTOTEAECHA TNG OTIABWONG.

Mapatneribnke 611 TOo POTIBO KAAUWNG ETTIPAVEIOG ETTNPEACElI KATAAUTIKA TN
BEATIOTN TIMA TNG TTPOWONG, KABWG, YIa eKXOVOPION O€ €uBeia ypauur], TO 1I0AVIKO gival
mepitou 130 mm/min, TR TToUu Bewpeital UTTEPPOAIKA MIKPr} Kol odnyei o€
QVETTIBUUNTEG AVOUOIOPOPYPIEG OTNV TIEPITITWON TIOU XPNOILOTIOIEITAI TPOXOEIDEG
MOTiBO. ZupTTEpAiVOUPE OTI OTTAITOUVTAI AETTTOUEPEIC OEIPEG TTEIPANATWY YyId TOV
TTPOCdIoPIoHS TNG BEATIOTNG TTPOWONG KAl TOU CUVOUACHOU TTAPAPETPWY TPOXOEIDOUG
yia T BEATIOTN TToI6TNTA OTIABWONG, KABWG akdua Kal HIKPodIapopES gival duvaTtd va
00NYACOUV O€ aTTOTUXNMEVN aTTOTTEIpa OTIABWONG.

MapdAAnAa, atraiteital  eTéKTaon TG MEBSGdOU TTOU  CUCTAVETAI  OTNV
OUYKEKPIYEVN €pyacia e €loaywyr HeEBOdou akpiBoug pETPNONG Kal €Aéyxou TNG
ouvaung, kabwg n duvardtnta diatrpnong oTabepou emTTEdOU KABETNG dUvaUNG KATA
TN OIAPKEIQ TOU YUOAIOMATOG, OTIC TIMEG TTOU TTPOCDIOPIOTNKAY OTIC TTPONYOUMEVES

TTAPAYPAPOUG £ival KATAAUTIKIG ONUACIAG yia TNV TTITUXia TNG d1adIKaciag.
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7  Zugtrepdoparta Kal HEAAOVTIKE €peguva

7.1 ZuptrepAcpaATOA.

2¢ QuTé TO TUAPO TNG gpyaoiag TTapouciddovtal  Ta  BACIKOTEPA
oupTTEPAOUATA, KABWGS Kal Jia ouvoywn Twv avaAUoEwy TTOU TTpAayPaToTroiénkav o€
KABe ke@AAalo TNG epyaciag.

2TnNv epyacia apyIKG ekTéONkav Paoikd OToIxEia Oewpiag OXETIKA HPE Th
oTiABwaon, TIG KATNYopieG OTIG oTToieg auTh dlauepideTal, TO EpyaAEia TToU UTTAPXOUV
ylod TNV €KAOTOTE UTToKATNyopia yuaAiopato¢ kKaBwg kal PBooikd oToIxEia
peBodoAoyiag TTEIPAPATWY Kal YUaAiopaTog dokiyiwv. Qotéoo, OAa nTav oe TTOAU
TPWIYNO OTAdIO Kal ETTPETTE va  avatmTuxbouv kKaAUTepa yia va OounBei dia
QUTOMOTOTTOINUEVN, O€ OGO TO duvaTO PEYaAUTEPO PaBud, uéBodog oTiABwaong.

Katémv, éyive ekTEVAC MABNUATIK avaAucon Tng évvolag TnG TPOoxOoEeIdoug
KAUTTUANG, N oTroia Kal opioTnKE TTARPWG PE Xpron dUo TTapauéTpwy, Twv a kal b, kai
Miag 0dnyou KauTTUANG. ApxIKd, 0 opIGHOG £yive BewpwvTag aav odnyod KAuTTUAN Tov
agova Ox, kal oTn ouvéxela dlaTuttwlnkav duo povTéAa yia Tnv Xapaén Tpoxoeidoug
KQUTTUANG ME XPron otrolacdnToTe ouvdptnong tou emmédou Oxy wg odnyou
KAUTTUANG. TO TTPWTO PHOVTEAO AVOQPEPETAI OE PIKPEG KAIOEIG Kal ATTOKAIVEI APKETA OO0
n odnyodg KAPTIUAN yiveralr 1o KABeTn, evwy To OeUTEPO MOVTEAO E€ival atTOAUTO
OKPIBEG, €ival wWOTOOO APKETA TTIO XPovoRopa, KaBwg ataitei TPEEINO KWAIKA, TTOU
TapatiBetal oto TapdpTnua A.1. Ag onueiwBei 6T Kal Ta U0 POVTEAD HE EAAXIOTEG
TPoCcapUoYEG Ba cival €QIKTO va XPNOIKMOTTOINOOUV OTTOIOOATIOTE KOUTTUAN Tou
emmédOU oav 0odNyod KOUTTUAN, akOupa Kal av dev TTPOKEITal yia ouvdptnon (av
onAadn og KABE TIPA Tou X avTiIoTolxiCovTal TTapaTTavw atrd Wia TIuég Tou y). ETriong,
avaAuBnkav Kal dIaTuTTwlnkav HE TN XPAON TNG TPOXOeEIdoUG Ol YEWMETPIKOI
TTEPIOPIOUOI YIa TTAPN KAl OPOIOPOoP®N KAAUWN €TTITTEdNG £mMI@AvEIag atTd OTIABWTIKG
OaKTUAIO, Kal xpnoigoTtroiénkav yia tTnv €mAoy KATGAANAWY TINWV TTAPAUETPWY O
kal b ota meipdpata. ExTiBevral oxéoeig kal diaypdupata TTou deixvouv atrodekToUg
KAl un atmmodekToug ouvOuaoHoUS TTAPAUETPWY AGYW KATATTATNONG OIAQOPETIKWYV
ouvOnKwvV yia TNV TTARPN Katavonaon tng pebodoAoyiag.

2Tn OUVEXEIQ, PJE DEDOUEVO OTI TO KEVTPO KATEPYOOIWV OEV PTTOPEI va TTAPEXE!
OA0 TO €UPOG TAXUTATWYV TTEPIOTPOPNG TTou atmraitei n oTiABwon wg diadikaaia,
KaTaokeudoTnkav Ouo Paceig 1Tpdodeong TnG Akpng Tou grinder OTO KEVTPO
katepyaoiwv HAAS Tou EpyaoTtnpiou Katepyaoiwyv tou EMI, kaBeuia ato Tig o1roieg

TTPOCPEPEI DIAPOPETIKEG dUVATOTNTEG KAl CUVIOTATAI yIia OTIABwon e SIoQOPETIKA
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gepyaAgia yuaAiopartog. H TTpwTn XpNOIMOTIOIEITal PE aTTOOTATEG METAEU Twv OUO
TAKkwv av BéAoupe va gival TEAEiwWG AKAUTITN, WOTE va XPNOoIPoTToINdEi pe SITKAKIO
oTiABwong atrd opupIdOTTavVO 1 YUaAOXAPTO, A HE OXETIKA OkANPd eAatrpia BAiYewg
WOTE va €XEl MIKPA MEV, UTTOPKTH &€ UTTOXWwPENTIKOTATA KOl va XENOIYOTIoINBEi Je
TETPEG yuaAiopatog. H deuTtepn BACN EVOWMPOTWVEI TN XPAON YPAMUIKWY POUAEUGV
Kal EAAOTIKWY CUVOETHWY TOTTOBETNUEVWY KATAAANAQ (DOTE VA ATTOCUCTIEIPUWVOVTAI
ME TNV TTapapIkpr] METABOAR dUvaung TTOU AOKEITAl OTO KATW GKpo Tou grinder (eTTi
TOU gpyaAgiou) Kal gival 1IBAVIKA yIa akpIBECTATN ETTOTITEIA TNG AOKOUPEVNG dUVANNG
oe oTiABwon pe dlapavtaloIPEG Kal Xpron OTIABWTIKWY OOKTUAIWY, OUVOBEUBHEVN
BéBaia pe KATGAANAO nAekTpoviKG Cuyd r; OUVOUOUETPO YIa akKpIBr METPNON TNG
ouvaung. Znueiwvetal BERaia 6T, evw eival duvartry n PéTpnon Tng duvaung, o¢
onuIoupynRBnke cuoTNUO €AEyXOU yia dIATAENOCT TNG Ot oTaBepd emmiTredo, TTPAYUaA
Tou Ba atraitouce oAAnAeTTidpacn OUVAUOUETPOU KAl KEVIPOU KOTEQPYATIWV WME
pegoAdBnon katdAAnAou eAeykt PID. Z1nv epyacia kai cto CD-ROM TtrapariBevral
Ta KOTAOKEUAOTIKA oOXedia Twv OU0 PACEWV KAl QWTOYPOQPIEG QUTWYV, EVW
ava@épovTal avaAuTIKG Ta TTAEOVEKTAMATA KOl MEIOVEKTMATA KABEUIag €€ auTwy Kal
Ol TTEPITITWOEIG OTIC OTTOIEG EVOEIKVUTAI N XPRoN €KAoTNG aTTd AUTEG YIa TTANPOTATO
NG HEAETNG.

Ev ouvexeia, peAetiOnkav kal TPoodlopioTNKAV Ol YEWUETPIKOI TTEPIOPICHOI
TToU €l0dyovTal atd Tn cuvapuoyr) mandrel kar dakTuAiwv oTIABwoNg wg TTPOG TN
MEYIOTN Ywvia oTPo@AG Tou SAKTUAIOU, v avaTTTuxdnke Eva JoviéAo avdAuong Tng
em@aveiag TPog OTIABwon Tou  Bacifetal oTn  dlagopoTroincn  AutAg  TTPOG
QTTOKOMION OIBIACTATWY TIPOPIA ETTIPAVEIAG KAl OTOV EVTOTTIOYO TWV 1000UVOPWYV
onMEiwv eTa@ng Tou dakTUAiou 0€ auTtd TO TTPOYIA KABwWG To gpyaleio "ocapwvel" TV
em@Aaveia Katd Tn didpkela TG oTiIABwong. Autd gival To avaykaio Bripa yia éAeyxo
OXETIKA pe uttépBacn TNG WEYIOTNG Ywviag oTpo@rig dakTuAiou oe KABe TTepIOX TNG
EM@AveIag, dpa Kabopifouue GUECO TIG UTTOTTEPIOXEG €EKEIVEG TOU KAAOUTTIOU OTIG
OTT0iEG 0 BAKTUAIOG &gV €xel TTPOCPOON O€ KEVIPO KATEPYATIWY TPIWV AEOVWY, aAAG
atraiTeiTal €ite GAAO €pyalcio, €ite OTPOPA TOU TTAATW O€ KEVIPO TECCAPWY N Kal
mévte agovwy. MapdAAnAa, yivovral TTapatnperioeig €M autoU TOu MOVTEAOU Kal
opIieTal e TTAPAPETPIKO Kal PN TPOTTO N £vvola TNG OKTiVAG KAUTTUAGTNTAG, oav YECO
eAéyxou KataAANASTNTOG Tou SakTUAIoU, aAAd Kal €idoug KAAUWNG TNG TTPOG OTIABWON
em@aveiag (oxAua 5-9). TéAog, ekTiBeTal O TPOTTOG PE TOV OTTOIO JOVTEAOTTOIOUME TN
onuioupyia ApxIKAG TPaXUTNTAG UTTG HOP@N QUAOKWOEWY atrd @peCApioua  JE
o@aipikd KOVOUAI, yia apxIKoTroinon Twv Teipaudtwy oTiABwong. H trapayduevn
EMQAVEIA €ival EVOEIKTIKI] TV KAAOUTTILOV TTOU dnuioupyouvTal Ye @peldpiopa atrd

KOVOUAI, dpa avTaTToKPiveTal TTARPWG OTO BEUA TNG CUYKEKPIUEVNG UEAETNG.
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TéNOG, £yivav OUO €idn TTeIpapdTwy, XEIPOKIVATA KAl QUTOUATOTTOINMEVA WE TN
MEBOSO TTOoU TTEPIYPAPETAI OTNV avTioToIXN TTapdypago. MetpriOnkav peyédn 6mmwg n
apXIKN Kal TEAIKA Tpaxutnta Twv OOKIYiwv KaBwg kKal n HeETaBoAnl Bdapoug Twv
OoKIPiwy PeTagUu Twv dlapopwy oTadiwv Tng oTiABwong Kal €yivav TTapatnperoelg
OXETIKA pe TO €ido¢ KaTepyaoiag kaBe oTtadiou Kal Ye Ta BAPATA TTOU ATTAITOUVTAI VO
yivouv yia Tnv TTAApN AQuToPaToTroinon TG OTIABWONG PE CTIABWTIKOUG SAKTUAIOUG.
Xpnoigotroinénkav  dokipia  PE  QUAAKWOEIG  dnuioupynuéveg e PEBOdO  TTOU
TePIYPAPETAl TTAAPWG OTNV TTAPAYPAPO 5.2 aAAG Kal TTOUTTE PE ATAKTWG TPAXId
EM@AveIa TTPOG OTIABwaon dnuioupynuévn atrd nAekTpodidBpwon (EDM). Tiveral
OUYKPION TWV OTTOTEAECUATWY KAl EVTOTTICOVTAI AETTTOPEPEIEG TTOU PaAg odnyouv oTnV
avayvwpion AaBwyv, evw dIaTuTTwVETAl AeTTTodEPEOTATn PEBOdOAOYIa XEIPOKivNTNG
KAl autopaToTroinuévng OTIABwoNng Tpog  atdkTnon Tou BEATIoTou duvaTtou

OTTOTEAEOMATOG.

7.2 Tpotdoceig yia NeEAAOVTIKA £épEuva.

2TnN OUYKEKPIMEVN €pyacia  TTpaydaToTrolEiTal  dia  TTpwTn  ATToTTEIpa
Tpooéyyion TnG TrepimAokng diadikaciag Tng oTiABwaong. Eicdyovral pabnuaTikd kai
YEWMETPIKA PJOVTEAD TTEPIYPAPAG Kal KaBopiopou Tou tool path kai divovtal cuvBnkeg
KaBopiopgoU aTrodekToU CuvOUACHOU TTAPAUETPWY TPOXOEIBOUG yia TTARPN Kal
opoIGPOpPYN KAAUWN ETTITTEdNG ETTIPAVEIQG.

Emopeveg peAéteg Ba nrav BeTikd va eoTiIGOOUV OTOV OKPIRH TTPOCBIOPIoUS
ToUu 16aVIKOU OUVOUOOMOU TIOPAMETPWY TPOXOEIBOUG yia BeATioTOTTOINON TNG
TaxUTNTOG KOl TNG TroI0TNTOG OTIABwONG ME TTAPAPETPOUG OTTWG N TaxuTnTa
TTEPIOTPOPNG, N TTPOWON KAl N TTiEaN €TTi TNG TTPOG OTIABwon em@dveiag. Katotv, Ba
oIvoTav n duvaTéTNTa TTPOCOPHOYNG TOU JOVTEAOU TTOU TTPOTABNKE OTN OUYKEKPIKEVN
epyacia og un emimedn em@daveia, divovtag EUQacn O KUPTEG, KOIAEG KOl TTEPIOXEG
onpeiwv Kautmng. TETolou €idoug peAéETeg Ba ATav duvatd va PEAETACOUV Kal TNV
MOopP®r TNG KAAUTTITOPEVNG £TTIQAVEIAG PECW OAKTUAIOU OTIABWONG, XPNOIUTTOIWVTOG
meavoTaTa TNV TTPWTEUOUCA Kal OEUTEPEUOUCA AKTIVO KAWTTUAOTNTAG KAl KATTOIN
TapaueTpoTToinon TNG em@dveiag. Me autdév Tov TPOTTO Ba ATAV EQIKT N
TIPOCAPUOYH TwV TIEPIOPICUWY Twv oxéoewv (3-18) éwg (3-20) wote va eival
eQapudoiPol o€ TPIoOIACTATN ETTIPAVEIQ.

2¢ emmimedo opiopoU TPOXIAG Wia 1I6€a TTOU TTPOTEIVETAI €ival va TTPOCAPUOCTET
o kwdikag Tou Precise Model (Mapdptnua A.1) pe KaTAAANAO TPOTTO, WOTE VA UTTOPEI

va akoAouBei odnyd KautruAn tou Oev ek@padeTal ammd ouvdptnon, aAAd armo
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OTTOIOOATTOTE CUVEXWG TTAPAYWYICIUN YPAMr Tou emTTESOU (ONAAdH KAUTTUAN XWPIg
KOPUQEG, ME TN duvartétnTa yio Mia TETNPEVN va UTTAPYXOUV TTAvw amd uia
TeTayUEVEG). TIo ouykekpIpéva, Ye auTov Tov TPOTTo Ba pag divétav n duvaTtdtnta va
XPNOIYOTIOINOOUPE ocav odnyd KauTtuAn kdatrolo 2D Hilbert curve pattern pe
KauTTUAWPEVA AKPa, KAl va XPNOIKOTIOINCOUUE auThv (CUYKEKPIYEVA TNV TTPOROAN
TNG), aou "Trepdooupe” TTAVW TNG KATTOIO TPOXOEIDN KAUTTUAN YIO VO KOAUWOUUE TNV
TPoG OTIABwON TPICOIAOTATN ETTIPAVEIN. ZTH OUVEXEID, QVTIKEINEVO HEAETNG Ba
MTTOpOUCE va €ival n €mmAoyf Tng KatdAAnAng Hilbert curve wg¢ "guide curve" o€
OUVOUOONO HE TPOXOEION PUBUICOPEVWY TTAPAPETPWY VIO TRV ETTITEUEN KAAUTEPNG
ToIOTNTAG KAl TaXUTNTAG  OTIABWONG, OUvVOPTACEl TwV  TTOPAYOVIWY  TTOU
TTpoava@EPBnKav oTnV TTPonyoUuEvn TTapdypago.

EmmpooBeta, gival duvath n Xprion TnNg TTpwTng BACNG TTOU KATOOKEUAOTNKE,
€iTe e ammooTATn (TTARPNG akapyia BAaong), ite Ye kKATTOI0 eAATr PO (K&TTOI0G BABUOG
evOOTIKOTNTAG BAONG) YIo va WEAETNOE N CUUTTEPIPOPA DIAPOPETIKWY EPYAAEIWV
oTiABwong, 6TTwg Ta dIOKAKIA e TUUPIOOTTAVO Kal O SIaPOPWY YEWUETPIWY TTETPES
(kaT" avTioTOIXia PE TN XPAON ATTOoTATN | €AaTnpiou, yia AOyoug TTou avagépbnkav
otnv TTapdaypago 4.4). @a frav 1Id1aiTepa evola@Eépov va yivel JEAETN Tng diadikaagiag
TTOU TTponyeiTal TNG OTIABwoNG (eEKxOvOpPIOn) Kal OTnv OToia  XPNOIYOTToIoUVTal
YUQAIOTIKEG TTETPEG PE O1dpopa PeYEDN KOKKOU Kal n e€€Taon Twv emBuunTwy levels
epappogéuevng duvaung yia tnv 18avikni diIaoTaciokh akpiBeia avadAoya pe 10 UAIKO,
TO PEYEBOG KOKKOU Kal TNV YEWMETPIO TNG ETTIPAVEIQG.

TéNog, kdmol  PEAAOVTIKN) epyacia Oa uTTopoUlce va  €0TIAOEl OTNV
TTpocapuoyn Tou Kwdika Tou 2D Model (Mapdptnua A.2) woTe va uttohoyilel TRV
QTTAITOUNEVN TTIECH TTOU TTPETTEl VA AOKEITAI 0€ KABE onueio TG EMIQAVEIAG HECW TOU
OTIABWTIKOU  dOKTUAIOU. 2& OUVOUAOMNO HE HEAETEG TTPOODBIOPICHOU  HOPYNG
KaAuTITOEVNG emi@aveiag atrd dakTUuAio ("effective contact area”, OTTwWG OVOUACTNKE
otnv Tapdypago 5.6), pia TéTola epyacia Ba pITOpoUcE pE XPAON aioclnthpa
duvaung kal eAeykTr PID va XpnoIyoTToINoel avadpacon Kal va KPATAEl CUVEXWGS TNV
TTieon o€ emBuPNTS €iTTedO, WOTE VA PNV XaBegi N TTOAUTTOONTN dlacTacliakr akpiBeia
KATA TNV €KXOVOPIOT), QUTOUATOTTOIVTAG TTARPWG TNV XpovoBopa auTr] diadikaaia.

2UVOTITIKA, OI MEAAOVTIKEG €peuveg eival duvatd va dlauepioTolv o€ Tpia
media. MpwTo eival TO yewueTPIKG, ONAADN WEAETEG OXETIKA pE BeATIOTOTTOINCN TOU
tool path kai Tov TéA&iI0 cuvduaopd peTagu Tpoxoeidoug kal G-code dnuioupyiag
KOAOUTTIOU péow ppefapiopatog. AsUTepo cival To TTedio €TTIAOYNG TOU KATAAANAoU
epyaAciou avaloya pe TO €iDOG TNG ETTIPAVEIAG KAl O DIAPEPIOUOS TNG ETTIPAVEIAG TOU
KOAOUTTIOU O€ TTEPIOXEG aVAAOYQ UE TO EPYAAEIO TTOU TTPETTEI VO XPNOIPOTTOINBEI yia

oTiABwaon Tou Kabevog. Tpitov, WG TTPOG Toug OTIABWTIKOUG dakTUAioug, gival duvatd
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Katd TIC @Aaocelg Tng oTiABwong va dnuioupynBouv péBodol eEétaong Tou TIOTE
onuIoupyeiTal TAAQVTWTIKA CUMTTEPIPOPA AdOYyw YPeCIOU KAl VO OQUTOMOTOTTIOINBEI N
oladikaoia TpoxiopaTog diapavréviou SaKTUAIoOU Kal KaBapiouoUu eTTIPAVEIAS WOTE Va

yiveral TTAfpw¢ auTtéuata TG00 0 EVIOTNIOWOG, 600 Kai n TTiAuan Tou TTPORARUATOG.
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NMapdptnua A
A.l Kwdikag Precise Model Tpoxo€1600g.

#include <stdio.h>
#include <math.h>
#define N 6280
int main()
{
float xguide[N],yguide[N],yguide_der[N];
float s[N];
float theta_deg[N],theta_rad[N];
float xc[N],yc[N],xcdot[N],ycdot[N];
float xtemp,ytemp,xtemp2,ytemp2;
float x_tr[N],y_tr[N],x_trdot[N],y_trdot[N];
float distancel,distance2;
float D[N]; /* stands for Diakrinousa */
inti;
/* trochoid parametres, a is circle radius */
float a,b;
printf("%s\n","Enter trochoidal parametre, a=");
scanf("%f",&a);
printf("%s\n","Enter trochoidal parametre, b=");
scanf("%f",&b);
/* creating guide curve */
xguide[0]=0;
yguide[0]=cos(xguide[0]); /* !!!! change to alter f(x) guide curve */
yguide_der[0]=-sin(xguide[0]);/* !!!l change to alter f(x) guide curve */
/* opening necessary .txt files */
FILE *ad;
ad=fopen("guide.txt","w");
FILE *ad1;
adl=fopen("circle_centre_1.txt","w");
FILE *ad2;
ad2=fopen("circle_centre_2.txt","w");
FILE *ad3;
ad3=fopen("trochoid_1.txt","w");
FILE *ad4;
ad4=fopen("trochoid_2.txt","w");
for(i=1;i<=(N-1);i++)
{
xguide[i]=xguide[i-1]+0.001;
yguide[i]=cos(xguide[i]); /* !!!l change to alter f(x) guide curve */
yguide_der[i]=-sin(xguide[i]); /* !!!! change to alter f(x) guide curve */
}
for(i=0;i<=(N-1);i++)
{
fprintf(ad,"%f\t%f\n",xguide[i],yguidel[i]);
}

/* calculating guide curve arclength */
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s[0]=0;

for(i=1;i<=(N-1);i++)

{

s[i]=s[i-1]+sqrt(pow((xguide[i]-xguide[i-1]),2)+pow((yguide[i]-yguide[i-1]),2));

}

/* calculating angle of circle's rotation, based on arclength */

for(i=0;i<=(N-1);i++)

{

/* theta_deg[i]=(180%*s[i])/(M_PI*a); */

theta_rad[i]=s]il/a;

}

/* calculating circle centre position */

/* initialization. top-bottom trochoid definition */
if(yguide_der[0]==0){ /* check for zero inclination on starting point */
xc[0]=xguide[0];
xcdot[0]=xguide[0];
yc[0]=yguide[0]-a;
ycdot[0]=yguide[0]+a;

}

else

{

xc[0]=xguide[0]+a*yguide_der[0]/sqrt(1+pow(yguide_der[0],2));

xcdot[0]=xguide[0]-a*yguide_der[0]/sqrt(1+pow(yguide_der[0],2));
yc[0]=yguide[0]+(xguide[0]-xc[0])/yguide_der[0];
ycdot[0]=yguide[0]+(xguide[0]-xcdot[0])/yguide_der[0];

!
for(i=1;i<=(N-2);i++)

{
if(yguide_der[i]==0){ /* check for zero inclination on internal points */
xc[i]=xguideli];
xcdot[i]=xguide[i];
yclil=yguideli]-a;
ycdot[i]=yguide[i]+a;

!

else

{

xtemp=xguide[i]l+a*yguide_der[il/sqrt(1+pow(yguide_derli],2));

ytemp=yguide[i]+(xguide[i]-xtemp)/yguide_derli];
xtemp2=xguide[i]-a*yguide_derl[i]/sqrt(1+pow(yguide_der[i],2));
ytemp2=yguidel[i]+(xguide[i]-xtemp2)/yguide_der[i];

1
distancel=sqrt(pow((xtemp-xc[i-1]),2)+pow((ytemp-yc[i-1]),2));
distance2=sqrt(pow((xtemp2-xc[i-1]),2)+pow((ytemp2-yc[i-1]),2));
if(distancel<distance2)

{

xc[i]=xtemp;
yclil=ytemp;
xcdot[i]=xtemp2;
ycdot[i]=ytemp2;
}

else
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}

}

{
xc[i]=xtemp2;
yc[i]=ytemp2;
xcdot[i]=xtemp;
ycdot[i]=ytemp;
}
}
for(i=0;i<=(N-2);i++)
{
fprintf(ad1,"%f\t%f\n",xc[i],yc[i]);
fprintf(ad2,"%f\t%f\n",xcdot[i],ycdot[i]);

/* calculating the two trochoidal curves */

for(i=0;i<=(N-2);i++)

{
/* comments in next 4 lines declare just a swap in initializing of */
/* the "glued" vector of b length */
x_tr[i]=xc[i]-b*sin(theta_rad[i]); /* change to + */
y_tr[i]=yc[i]+b*cos(theta_rad][i]); /* change to - */
x_trdot[i]=xcdot[i]-b*sin(theta_rad[i]); /*change to + */
y_trdot[i]=ycdot[i]-b*cos(theta_rad[i]); /* change to + */
}

for(i=0;i<=(N-2);i++)

{
fprintf(ad3,"%f\t%f\n",x_tr[i],y_tr[i]);
fprintf(ad4,"%f\t%f\n",x_trdot[i],y_trdot[i]);
!

/* closing files */

fclose(ad);

fclose(adl);

fclose(ad2);

fclose(ad3);

fclose(ad4);

return(0);
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A.2 Kwdikag 2D Model.

#include <stdio.h>
#include <math.h>
t#tdefine N 1000

/* surface profile z=f(x) */

float f(float x)

{
float solution;
solution=sqrt(x); /* pow(x,2); or exp(x); */
return solution;

}
/* */
/* surface profile inclination (derivative) dz/dx=f'(x) */
float fder(float x)
{

float solutionder;
solutionder=1/(2*sqgrt(x));  /* 2*x; or exp(x); */
return solutionder;
}
/* */

/* surface profile second derivative for concave-convex check */
float fdoubleder(float x)

{
float solutiondoubleder;
solutiondoubleder=-1/(4*sqrt(pow(x,3)));  /* 2; or exp(x); */
return solutiondoubleder;
}

/* */

/* | (first) Newton-Raphson equation */
float F1(float xA,float xB, float xpoint, float zpoint)
{
float solutioni;
solution1=pow(f(xA),2)-pow(f(xB),2)+pow(xA,2)-pow(xB,2)+2*zpoint*(f(xB)-
f(xA))+2*xpoint*(xB-xA);
return solutionl;
}
/* */

/* 1l (second) Newton-Raphson equation */
float F2(float xA, float xB, float xpoint, float zpoint,float D)

{
float solution2;
solution2=pow((xB-xA),2)+pow((f(xB)-f(xA)),2)-pow(D,2);
return solution2;
}

/* */
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/* dF1/dxA calculation */

float F1xA(float xA,float xpoint,float zpoint)

{
float solF1xA;
solF1xA=2*f(xA)*fder(xA)+2*xA-2*zpoint*fder(xA)-2*xpoint;
return solF1xA;
}

/* */

/* dF1/dxB calculation */

float F1xB(float xB,float xpoint,float zpoint)

{
float solF1xB;
solF1xB=-2*f(xB)*fder(xB)-2*xB+2*zpoint*fder(xB)+2*xpoint;
return solF1xB;
}

/* */

/* dF2/dxA calculation */
float F2xA(float xA,float xB,float xpoint,float zpoint)
{
float solF2xA;
solF2xA=-2*(xB-xA)-2*fder(xA)*(f(xB)-f(xA));
return solF2xA;
!
/* */

/* dF2/dxB calculation */
float F2xB(float xA,float xB,float xpoint,float zpoint)
{
float solF2xB;
solF2xB=2*(xB-xA)+2*fder(xB)*(f(xB)-f(xA));
return solF2xB;
1
/* */

int main()
{
int i,imax,ij;
imax=10000;
float D,J;
float xgdoubledot,zgdoubledot;
float xstep;
float xgdot,zgdot;
float xAapprox,xBapprox;
float DxA,DxB;
float error=0.001;
float theta,thetadeg,thetadegmayx;
float xrot,zrot;
float xrot1,xrot2;
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float RGdot;
float tan§;

float a,b,c,Diakr;
float xg,zg;

FILE *ad;
ad=fopen("test.txt","w");
FILE *ad1;
adl=fopen("results_of NR_loop.txt","w");
FILE *ad2;
ad2=fopen("Gdata.txt","w");
FILE *ad3;
ad3=fopen("surface profile.txt","w");

printf("%s\n","Enter initial xG\"=");
scanf("%f",&xgdoubledot);

printf("%s\n","Enter xstep=");
scanf("%f",&xstep);

printf("%s\n","Enter Dring\"=");
scanf("%f",&D);

printf("%s\n","Enter Distance (RG')=");
scanf("%f",&RGdot);

for(ij=0;ij<=N;ij++)
{
zgdoubledot=f(xgdoubledot);

fprintf(ad,"xG\"= %f\n",xgdoubledot);
fprintf(ad,"zG\"=f(xG\")= %f\n",zgdoubledot);
fprintf(ad,"f'(xG\")= %f\n",fder(xgdoubledot));
fprintf(ad,"f\"(xG\")= %f\n",fdoubleder(xgdoubledot));
fprintf(ad3,"%f\t%f\n",xgdoubledot,zgdoubledot);

/* initial estimations for xA and xB */
xAapprox=xgdoubledot-(D/2)*cos(atan(fder(xgdoubledot)));
xBapprox=xgdoubledot+(D/2)*cos(atan(fder(xgdoubledot)));

fprintf(adl,"surface point G\"(%f,%f)\n",xgdoubledot,zgdoubledot);
fprintf(ad1,"xA\t xB\t DxA\t DxB\t f(xA)\t f(xB)\t \n");

/* Newton-Raphson routine for A and B points calculation */
for(i=0;i<imax;i++)

{

J=
F1xA(xAapprox,xgdoubledot,zgdoubledot)*F2xB(xAapprox,xBapprox,xgdoubledot,zgdoubled
ot)-
F2xA(xAapprox,xBapprox,xgdoubledot,zgdoubledot)*F1xB(xBapprox,xgdoubledot,zgdoubled
ot);
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DxA=(F1(xAapprox,xBapprox,xgdoubledot,zgdoubledot)*F2xB(xAapprox,xBapprox,xgdouble
dot,zgdoubledot)-
F2(xAapprox,xBapprox,xgdoubledot,zgdoubledot,D)*F1xB(xBapprox,xgdoubledot,zgdoubled
ot))/J;

xAapprox=xAapprox-DxA;

DxB=(F2(xAapprox,xBapprox,xgdoubledot,zgdoubledot,D)*F1xA(xAapprox,xgdoubledot,zgdo
ubledot)-
F1(xAapprox,xBapprox,xgdoubledot,zgdoubledot)*F2xA(xAapprox,xBapprox,xgdoubledot,zg
doubledot))/J;

xBapprox=xBapprox-DxB;

if((fabs(DxA)<error)&&(fabs(DxB)<error)){

i=imax;

goto PRINTING;

}
PRINTING:fprintf(ad1,"%f %f %f %f %f %f

%f\n",xAapprox,xBapprox,DxA,DxB,f(xAapprox),f(xBapprox),J);
}

fprintf(adl’“**********************************************************\n");

/* */

/* G' point and rotation angle calculation */
xgdot=(xAapprox+xBapprox)/2;
zgdot=(f(xAapprox)+f(xBapprox))/2;
tan8=(f(xBapprox)-f(xAapprox))/(xBapprox-xAapprox);
theta=atan(tan8);
thetadeg=(180/M_Pl)*atan(tan8);
fprintf(ad,"xG'= %f\n",xgdot);
fprintf(ad,"zG'= %f\n",zgdot);
fprintf(ad,"theta(degrees)= %f\n",thetadeg);
thetadegmax=15.72;
if(fabs(thetadeg)>thetadegmax)

{
fprintf(ad,"Tilt angle is larger than the crucial value of %f degrees\n",thetadegmax);
}

/* */

/* R point calculation */
a=1+pow((1/tan8),2); /* always a>0 */
b=-2*xgdot+(2/tan8)*zgdot-(2/pow(tan8,2))*xgdoubledot-(2/tan8)*zgdoubledot;
c=-2*zgdot*zgdoubledot-
(2/tan8)*zgdot*xgdoubledot+pow((xgdoubledot/tan8),2)+pow(zgdoubledot,2)+(2/tan8)*xg
doubledot*zgdoubledot+pow(xgdot,2)+pow(zgdot,2)-pow(RGdot,2);
Diakr=pow(b,2)-4*a*c;
xrotl=(-b+sqrt(Diakr))/(2*a); /* xrot1>xrot2, since always a>0 */
xrot2=(-b-sqrt(Diakr))/(2*a);
if(theta>0)
{

xrot=xrot2;
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1
else
{

xrot=xrotl;

1
zrot=zgdoubledot+(1/tan8)*(xgdoubledot-xrot);
fprintf(ad,"xR= %f\n",xrot);
fprintf(ad,"zR= %f\n",zrot);

/* */

/* G point calculation */

xg=xrot+(xgdot-xrot)*cos(-theta)+(zgdot-zrot)*(-sin(-theta)); /* xG=xR (alternative
formula-checked) */

zg=zrot+(xgdot-xrot)*sin(-theta)+(zgdot-zrot)*cos(-theta); /* zG=zR-(RG') (alternative
formula-checked) */

fprintf(ad,"xG= %f\n",xg);

fprintf(ad,"zG= %f\n",zg);

fprlntf(ad ||*****************(next point)***********************\nll).
’ ’

fprintf(ad2,"%f\t%f\n",xg,zg);
xgdoubledot+=xstep;

fclose(ad);
fclose(adl);
fclose(ad2);
fclose(ad3);
return(0);

}
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NMapdptnua B

B.1 EvoeIKTIKOG G-code dnuioupyiag apXIKAG TpaxuTnTag peak-
to-valley 21pm (BApa 0.9mm kai akrtiva Ball-end mill 20mm).

%

T2 MO06 ;

G90 G54 ;

GO00 X0 YO0 Z150.;
G00 Z5. S600 M03 ;
MO8 ;

G01 Z-0.2 F120.;
G01Y40.;

X0.9;

YO ;

X1.8;

Y40. ;

X2.7;

YO;

X3.6;

Y40. ;

X4.5;

YO ;

X5.4;

Y40. ;

X6.3;

YO ;

G00 7150. ;
M30;
%
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B.2 EvOseIKTIKOG G-code TTou XpnNOIMOTToINBnKE oTa TrEIpApaTA
oTiIABwoNG eTTiTredng €mMEAVEING PE KAMTTUAN TPOXOEIBOUG pOTiBou
(a=2 ka1 b=6).

%

T2 MO6 ;

G90 G54 ;

GO0 X0 Y-4. Z150. M19;
G00 Z5. ;

GO01 Z0 F100. ;

GO01 X-0.07 Y-3.999 ;
X-0.14 Y-3.996 ;

X-0.209Y-3.992 ;
X-0.279Y-3.985;
X-0.348Y-3.977 ;
X-0.418 Y-3.967 ;
X-0.487Y-3.955;
X-0.556Y-3.942 ;
X-0.624 Y-3.926 ;
X-0.693 Y-3.909 ;
X-0.761Y-3.89;

X-0.829 Y-3.869 ;
X-0.896 Y-3.846 ;
X-0.963 Y-3.822 ;
X-1.029Y-3.796 ;
X-1.095Y-3.768 ;
X-1.161Y-3.738;
X-1.226 Y-3.706 ;
X-1.29Y-3.673;

X38.392Y-3.909;
X38.324Y-3.926;
X38.255Y-3.942;
X38.186 Y-3.955;
X38.117Y-3.967 ;
X38.048Y-3.977;
X37.978Y-3.985;
X37.908Y-3.992;
X37.839Y-3.996;
X37.769Y-3.999;
X37.699Y-4.;
G0175.;

G00 7150. ;
M30;

%
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Mapdptnua I
Bononrikég oxéoeig pe@d6dou Newton-Raphson yia tnv €mmiAuon pn

YPOHUHIKWY OCUOTNHATWY (2 OXE0€EIG-2 AYVWOTOI).

Aivetal cUCTNPA 2 PN YPOUMIKWY EEI0WOEWY HE 2 ayVWOTOUG,

e =0l 1

Me xprion avatmTuypdTwy KaTtd Taylor, TTPOKUTITOUV Ol avaywyiKoi TUTTOI

@+ — () _[9y=9y ("-2a)
J(f.9)
(m+1) — o) _ 9 fx=f9x .o
y y 1G9 (T-2B)

Ing mapamavw oxéoeig (x™,y™) eivar n vioot mpooéyyion ot pida Tou
OUCTAUATOG KOI fy, fy, Gxs gy EIVOI Ol HEPIKEG TTAPAYWYOI TWV CUVOPTACEWV f Kal g
WG TTPOG X Kal y avrioToixd, utohoyiopéveg ot Béon (x™,y™). Me J(f, g)
oupBoAiCeTal n lakwpiavr) opifouca Twv CUVAPTACEWY f Kal g, ETTIONG UTTOAOYIOUEVN
ot 6éon (x™,y™). AnAadn
Jf,9) =fe 9y —9x " fy (r-3)
Moévn mpoUTTéBeon yia va ouykAivel n péBodog cival ol cuvapTHoEIS f Kal g
Kal ol TTapdywyoi Toug va gival ouvexeic ouvapTioelg Kal n lakwpiavy didgopn Tou
MNdevog. Me autég TIg TTpoUTToBEécelc va TnpouvTal Kol pe dedopévo Ot yiveTal
EMTUXNG TTPWTN EKTIUNON TNG Pifag TOU CUCTAMATOG, ATTOdEIKVUETAI OTI N PEBOSOG
Newton-Raphson £xel TeTpaywvikfy GUYKAION Kol 0dnyei ue ao@Aaleia oTnv €Upean

NG pifag Tou CUCTAPATOG, AOYOG yia Tov OTToio €TAéEXONKE auth n uéBodog oTov

KwodIka Tou 2D Model, yia Tov rpoodiopiopd Twv onueiwv A kai B.[32].
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NapapTnpa A

210 Tapdptnua auté Trapoucialovral datasheets pe didgopa TeEXVIKA
XOPOKTNPIOTIKA TWV OTOIXEIWV TTOU XPNOIKOTIOINBNKAV OTNV TTEIPAUATIKF dIdTagn mmou

XPNOILOTIOIABNKE.
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Grinding and Engraving Set with Art.-No.: 44.191.70
flexible shaft bar -code: 4006825446005
BSG 135-Set Bavaria sales unit: 4 pcs

With this multi grinder and large range of accessories one can drill, rout, grind and brush. Various tools can be inserted
on the head set of the tool. Besides the multi grinder is equipped with a flexible shaft. This shaft is particularly suitable
for areas which are difficult to reach.

To change tools quickly the drive rod can be locked by pressing a button. The specially hardened collet chucks warrants
safe locking of the drill bits. The speed control adapts very well to the various materials.

Ausstattung:
- 1 drive unit (1) - 1 adapter for - 1 HSS-drill bit
- 1 flexible shaft (2) - miniature grinding-/ - 1 grindstone
- 1 telescopic tripod (3) - miniatur cutting discs - 1 holder for felt polishing
- 1 plastic carrying case - 2 tiny fine grinding stones of special white  discs
- 5 point grinding made of corundum - 1 engraving pen
special corundum - 8 miniatur cutting discs - 1 clamping sleeve
- 1 routing pin - 3 felt polishing discs - 1 key for locking chuck

- 1 sanding tool

Technische Daten:

- mains: 230V ~ 50 Hz
- power: 135 Watt
- 1dle speed n,: 10.000 — 35.000 min-1

= b2

As special accessory available: : : s - @
el ' [

100-parts accessory set in the wood case Art.-Nr.: 44.195.04 = | l ll L I .

EAN-Code: 4006825509670 ] | 1 ‘ ‘ |
1 |

Ldd
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