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IMepiinun

H mapovca petamtoylokn epyacio TPOYUOTELETAL TN UEAETN TNG EMAOYNG TOL
TPOGAVOTOAIGHOV KOl TOL TPOTOL GUYKPATNONG TOV TEUOYIWMV GE KEVIPA KOTEPYUTUDV.

AT®OTEPOC OKOMOC NG epyociog €ivar 1 TEPLYPOPN] TOV GNUAVIIKOTEP®V GLGTNUATOV
AVTOLOTOV GYEIOCUOD PACEMY KOl 1I010GVCKEVADV TOL ovapEPOVTOL 6T BLiAtoypapia.

Apyikd emyepeitor Evag O®PIoUOS TOV EMUEPOVE VTOGUGTNUATOV KOl 1 TUNUOTIKN
avdAivon toug. To kabéva amd To empéPovg cuothuata amoterel Eexwplotd medio Epgvuvag yia
TOVG SLAPOPOVE HEAETNTEG. XTI GLYKEKPIUEVT epyacio voBeTOnKe To povtéro, Tov Bempet
TG TO GTAO0 OXESIAGHOD TV PACEMV €lval JYOPIGUEVO AO TO GTAOI0 GYESCUOD TMOV
11oovokev®V. Ta Vo e€étaom emuépovg otdota elvat:

o Yyedlaopog paoewv (Setup planning)
e Yyedlaouog 1doovokevdv (Fixture planning)
o Yyedlaopog povadag (Configuration design)
e Y14010 emainBevong (Verification)
Ev cuveyela avaivovtal ot onpovTikdtePeG TPOoEYYIGELS Yo KAOE 6TAO10 TV GLGTNUAT®V

CAFD «xot téhog yiveton po mpoomdbeio emenynong g AOYIKNG TOV EVOEIKTIKOTEPMV
aAyopibuwv (CBR, Rule-Based Reasoning, GA).






Abstract

The present postgraduate thesis deals with the study of the choice of orientation and
restraining of a workpiece, in Machine Centers.

The utter purpose of the current thesis is to describe of the most common and important
computer aided fixture design and setup planning system, which are mentioned in the
literature.

At first, a distinction of the individual subsystems is attempted. Each subsystem is later
studied individually. The current thesis adopts the approach that differentiates setup planning
from fixture design. The under study subsystems in this thesis are:

e Setup planning
e Fixture planning
e Configuration design
e Verification
Furthermore, the most indicative approaches for each subsystem are analyzed and in the

end an effort is made to describe the logic of the most common algorithms in CAFD systems
(CBR, Rule-Based Reasoning, GA).
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KEDAAAIO 1

EIXATQI'H

1.1 Texvoroywkog Mpoypappatiopos Mapaywyis (Process planning)

O Teyvoroywde Ilpoypappotiopog Iopaywyng (T.ILIT) elvor o onuoveikn
dpaoctnponta Kotd v Kotepyosio tepayiov. Méow tov T.ILIL., ot mAnpogopieg mov
a(pOPOVV TO CYESOCUO TOVL €KACTOTE TEUOioL aviioTolyilovial 6€ GLOTNUATIKA PBrAuaTo
KOTEPYAOING, KATA To 0ol TO TEUd)L0 amd amAd LAKO KataAnyel oe mpoiov. [Ipdkettan yio
™ OpaocTNPOTNTO 7OV £METOL OWTNG TOL GYESOCUOD Kol TPONYEITOL TNG (PAONG NG
katepyaociog. O T.ILIL pmopel va mpocsdiopiotel g 1 TPOETOUAGIO AETTOUEPDOV OONYUDV
KATEPYAOTIOG Yo TNV TTopay®yn £vOg Koppatiol pe to dwbéoipa péca 610 EAdyIoTo duvaTo
K00T0G Ko TNV BéATio modtra [1].

270 TAOIGLO TOL AVTOYOVIGHOV TNG ayopd, 1 PEATIoTONOINGCT SUPOP®V AEITOVPYIKMDV
nedlov pag Propmyoviog kataokevng elvar amapaitmtn v v Peitioon g modtnrag,
amdd0onG, KOGTOLG Kot ypovov. Ot dwdikooieg ¢ oxedioong, Tov oyedacpod g
TOPAYMOYNG, TNG KATEPYAGIAG, TOL TOLOTIKOD EAEYYOL KOl AAA®V VITOGTNPIKTIKAOV AEITOVPYLDV,
dpPOLVV MG HEPOG EVOG EVIOIOV GLGTHLOTOG TOPE Gav Eva pepovopévo cuotnua. Katd cuvéneia
OVOKVTITEL 1 OVAYKT] BEATIOTOTOINOTG TNG GYEOINOTG KOl TMV PACEMV KATEPYUGIOS LLE GKOTO
TNV VAOTOINOT TS apPYLKNG 10€0G o€ TEMKO TPOiOV. AVLTH N AVAYKY IKOVOTOLEITOL Ad TOV
T.ILIL, o onoiog cuVdEEL TO GYEDI0 e TNV KOTEPYAGIN, OTMOS TAPOVGIALETOL KOl GTO X)L

1.1.

Scientific knowledge
of manufacturing

43 N\
Part and feature Process N
L : Process phns
information Pldnnmo )
N

Hunnne\penm J [ Manufacturing ]
.

Yymua 1.1: Teyvoroywog [poypappatiopnog Hopaywyne — H yépupa petald tov oyxediacpoh

KoL T®V QAGEDV NG Kotepyooiag [2].
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Yrdpyovv opiopéva kopPikd 0Epato Kot TpoKANGELS TPOG OVTILETMOTIOT Y10l TNV ETLTUYN
avantuén kot vAomoinon anodotik®v Teyvohroywmv Ipoypouudtov (Process plans). O
OVTOMOTIGUOC OMOKTA VWYIoT onuocio ot onueptvég Prounyavieg katepyaociag oty
TPOoTAdELD Yo TV aVENCT TS TOPAY®YIKOTNTOS Kot Todtntag. H avtopatomoinon Aowdv
KOTO TO OYEOLOCUO OUOKAGIOV €ival TO KAEWL Yo TNV OAOKANP®GON T®V Sl0dIKAGIOV TNG
oyxedtoong pésm niektpovikov vmoioyiot (CAD) kot katepyaciog HEC® MNAEKTPOVIKOD
vroroytot (CAM).

210 gundplo moArd ovotiuotoe CAD kot CAM, eivar dabéoipa, dpmg omaviCovv
eumopika drbéoipeg mhateopueg Texyvoroywkov Ipoypappaticpov Iopoaywyng ponboduevov
amd vroroyioth (CAPP). "Evag onuavtikdg mapdyoviag 6Ty OAOKANP®OT TOL GUTOUATIGHOD
TOV TEYVOAOYIKAOV TPOYPOUUATOV €lvar 1 Un oopPfotdmra Tov S@dpov AOYICUIKOV
CAD/CAM. Kabe cvommua CAD/CAPP(TIIIT H/Y)/CAM ypnouonotel évo povadikod tpomo
amofnKevong 0edOUEVOV EVO Yo TNV EMKOW®VIK HETOED TOLG YPNOLULOTOOVVTAL EOTKA
TPOYPALLATO LETAPPACTG TNG TANpoopias. H duokoria mov mpokvmtel and tnv avaykn yio
NV AVATTLEN EWIKOV LETAPPASTOV Yo KAOE TepinTmon, odNynoe v £pguva 6TV avamTuén
npotonwv. I[Ipdtuma mov €yovv avamtvybei eivan to IGES (initial Graphics Exchange
Standards), to STEP (Standard for the Exchange of Product Model Data), to DXF (Data
eXchange Format) ka1 to ACIS. Ta meplocdtepo, OU®C, OMOSEKTO TPOTLRO YO TNV
emkowvovia Tov cvotnuatov CAD-CAPP-CAM sivar ta STEP kot IGES.

H Bopnyavia aviypetonilel 11g mpokAncelg g motkiAiog Tpoidvimv 6€ GLVOLAGUO LE
Vv amoitnon yu woldtnTa Kot Ady1oto K6otoG. H ekmAnpwon tov oxedl0oTIKOV ovoXdV
etvar évag dopkdc mapdyovtog TOGO Yoo TV TOWOTNTO OGO KOl TNV AELTOVPYIKOTNTO TOV
npoidvtog. EmnpocOeta, dev apkel povo n eEacpdiion tmg to mpoidv o mAnpol ta TexviKd -
OYEOLOOTIKA YOPAKTNPIOTIKA, KOO®OG Ba mpémet va tvat amodoTikd ®¢ TPog T0 KOGTOG Kot Vol
OAOKANPOVETOL EVTOG TV Ypovodwaypappdteov. H eEacediion tov Topamdve omoitnoemy

elvan avtikeipeva tov T.ILII..

Mo aKOpo GTULOVTIKT TOPEUETPOG TOL TTPETEL VO, AdpPaveTal VITOYN KaTd TO GYESOGUO
TOV TEYVOAOYIKAOV TPOYPAUUdTOV eivar 1 gveMéio KoL | TPOSAPUOGTIKOTNTA OTAV LITAPYEL
po oAAayn 6€ KATO0 amd T TPOCYEOAGUEVO GEVAPLOL.

Ev ovveyela avagépovtar ot Bacikéc mAnpoeopieg mov eival amapoitnteg yioo TovV

Teyxvoroyuo Tpoypappaticud.
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o Aedouéva oyediaonc: IepthopPdvel 1o cuvaproAOYNUEVO LOVTELO KOOMDS Kol TV ovaAvon

TOV TEpayioV Tov 1o amaptilovv. Zvvnbwe, ta dedouéva oyediaons mTapovctalovtol oe
pHope1| oyediov. QoT1000, AV TO £pY0 TOL GYEOAGHOD YIVEL GE VTTOAOYLIGTH, TOTE TOL OEOOUEVL

oed10G OV Tapovstalovtal 6T Hopen TV povtéAwv CAD.

o Aedouéva amapaitntng mpovroeonc e mootyTac: AToTEAOVV dedopéva OTMG 1) TOLOTNTA

TOV EMLPAVELDY KO OL YEMUETPIKES, OLUGTUCIAKES avoyYEG TV Tepoyiov. Ta dedopéva avtd
TapoLGLALoVToL TAVM oTa oYEda Kot EnNPedlovV TIG EMAOYEC TOV EYKATOCTAGE®Y, TOV

eEOMMGOD Kot TV EPYUAEI®V.

o Aedouéva tomov mwapoywyns. O THmOG TG TOPAYWYNS 00NYEl GE SLUPOPETIKA TEXVOAOYIKA

TPOYPApLOTO Y10 TO 1010 Tpoidv. Evd  palikn mapaywyn (Mass Production) omottel puo
otpotnyik péB0do Katovoung, oty mapaymyn katd maptideg (Job shop Production)

TPOTIWOVV 1oL GTPATYIKY HEBOSO CLYKEVTPMOTG.

o Jedouéva mparne vinc (raw material data): INeploufaver minpogopieg dmmg givar M

YEQUETPIKN LOPON (KLAVIPIKY UTdpal, EAAGHA), O TOTTOG, TO TECT TTOL £XEL LITOPANOEL (.).

impact test) kat ot d106TACES TG TPADTNG VANG.

o [kovOTNTO. TOD KOTOOKEVAOTH) KOl 0E00UEVO. OVVATOTHTMV: OMMG £E0MMGUOC, epyaAeia,

EYKOTUGTAGEIS, OMOKAEIGTIKEG MUNYOVEG, UNYXOVIALOTO YEVIKNG YPNONG, HUNYOVILLOTO.
avagopds, otabuoi, kévipa katepyaciog, kabdg emiong Kot €LEMKTO GUGTHLOTO

kataockevng (FMS) .

Yrapyovv d00 THTOL TEXVOAOYIKOD TPOYPULUATIGHLOD TOPAYWYNG OTNV KOATOOKEVOGTIKN
Brounyavia. O Teyvoroywodg Ipoypappatiopog Karaokevng (T.ILK) kot o Texyvoroyikdc
[Ipoypappatiopds Zvvappordynong (T.ILE). O T.ILK. amotelel éva chvoro amd odnyieg N
peBOoovVg o1 omoieg TEPLYPAPOVY TO €100C KO TNV GEPA EKTEAEONG TOV OEPYUCSUDY TOV
AmoLTOHVTOL Y10l TNV LETOTPOTY| TNG TPAOTNG VANG GE OVTIKEIUEVO, LE TO YOUUNAOTEPO KOGTOS Ko
v vynAdTepn mordtnTa Ko o T.ILE. amotedel To chvoro Tmv 0dnyidv mov glvor amapaitnTeg
DOTE LEPOVOUEVE OVTIKEILEVA VO GLVOPLOAOYNB0VV croTd cuvBETovTag TO TEMKO Ttpoidy. H
ovotnuatiky mwpocséyywon tov T.ILIL amd v emotmpovikny kowdtnta  0dqynoe otmv
anodounon tov. O1 TPOKHLITOVGEG GLVIGTMGEG UTOPOVV VO YOPIGTOLY GE SIAPOPES OLOOOYIKEG
eaocelg. Kabe paon eivon eEaptdpevn e mponyodUevng @Aomg Kot ot S1IpopEeS O1adIKACIES
TOL TTPETEL VO. EKTELEGTOVV G€ KdOe pia givar adinhoe&aptopeves [3].

O1 xipieg pdoelc cvppmva pe tov XU tapovotdlovrol oto Zynua 1.2
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Design Interpretation
Phase I - Analysis of materials and surface finish
- Design geometric dimensioning and tolerancing analysis

Process Selection and Machine Selection
Phase II - Select feasible processes for to-be-machined features
. - Select machines and cutting tools

Setup Determination Operation Sequencing Fixturing
- Datum identification - Sequence setups - Select/design fixtures
Phase III - Setup grouping - Sequence operations for each setup
within setups - Positioning/clamping
point identification

Tolerance Assignment Machining Parameter Determination
- Convert design dimension and -
Phase IV tolerance into working dimension SOcUSRepRelydrand g Troront

- for each operation
and production tolerance

Job Allocation, Cycle Time Estimation, Cost Evaluation and Documentation
- Balance the cycle time in each setup

Prepare instruction sheet and allocate jobs for shop floor production
Manufacturing cost and quality evaluation

Document process plan for future usage

Phase V

Yo 1.2: ®aoelg tov oyedacon dlodtkaciov Kotepyaciog [3].

®don 1: Epunveia oyediov

Koatd ) @don avt yiveton po avdAvon tov oyediov Tov Tepayiov Kot TOV OToLTCEDV
TOV TEMKOV TPOIOVTOG OGOV 0POPE TA LOPPOAOYIKA YOPOUKINPICTIKA TPOG KOTEPYOTiO, TIG
JLOOTAGELG, TIG OLAPOPES OVOYES, TO PLVIPIGHO TMV SAPOP®Y EMPAVELDY KOt TNV KATAAANAN

EMAOYT TOV VAIKAOV TPOG KOTEPYATTIAL.

Ddon 2: Emoyn S1001Kac1®OV Kol Unyovn itV

210 oTéo0 avTd EMAEYOVTOL Ol SOKOGIEC KoTEPYOsiog Y TNV omdd0on TOV
LOPPOLOYIKMV YOPUKTNPICTIKOV OTO KOUUATL, To gpyolelo Kot ot pnyovés mov Ba

yxpnoonomBolv yo TNV KaTePyAciaL.

®ddon 3: Tyedrooudc odcemv cuykpdrnonc (Setup planning)

[1pocdopiopdg TV amoToOUEVOV QPAGEMY GLYKPATNONG Yo TNV KOTEPYACIO TOV

TEUAYIOV KOl ETAOYT TOV KATAAANA®V 10106V0KeEVOV cuykpdtnong (fixtures).
®don 4

[Tpocdiopiopdg TV TaPAUETPOV KATEPYACIOS KOl TMV OVOYDV.

(4]



®éon 5
e Extiunon tov xpovik®dv KOKA®V KOTEPYACTOS KOl XPOVOSLOYPUUUAT®Y
e Ektiunon tov k6cT00C

o  Tehikn e€aywyn TOL GLVOAIKOV GYEOACUOD SLOOTKAGIOV Y10, LEAAOVTIKT XPNoN

1.2 poypappatiopds ®accwv / Tyeoraopog Id1o6vokev®dv cuykparinong (Set-up

planning/Fixture Design)

O o)ed10610G TV PAGEMY GLYKPATNONG AOUTOV, OTOTEAEL TOV TLPTVOL EVOS TEYVOLOYTIKOD
TPOYPAUUATOS TTapoy®wyns. Avatpéyovtag tn Piprloypaeio dev Ppébnie por otabepr| kot
KaBOAKT amodoyn amd TV EPELVNTIKN KOWVOTNTO, TOV TL EpYACieg TepAaUPavouy N T eivan
70, fILOTO TOV TPOYPAUUATIOHOD PAcemV/deotpdtmv (Set-up planning) kot tov oyedlacpon
1wocvokevmv (Fixture design). Méow piog ypovoroyikng To&vOuUnong TG GYETIKNG EPEVVOL,
AVOOEIKVOETAL [0l TOPAOOGLOKT TAOT Yoo amopdvmon Tov 0o mpooavapepfiviav tediov. O
Xu [3] oe omuocievon tov 10 2007, emonuaivel TV aoploTic oty oprofétnon Tov
npoPAnuatog. Mo aopiotio 1 omoio OvVTOVOKAL OTMG OVOQEPETOL GTNV TOWKIAMO TOV
KOTOOKELAOTIKOV TpokTikdv. Katd tov Abedini [4] to yeyovdg owtd anotelet Evov and tovg
AOYOVG NG TEPLOPIGUEVNC OTMOTEAEGUATIKOTNTOG TMV TPOGEYYIGEMV KOl EMONHAivEL OTL 1

OAOKANP®OOT TOVL TPOPALATOG EIVOL LOVOIPOLLOG.

O Sun [5] og dnpoocicvom Tov To 2012 KOTNYOPLOTOLEL TIG TPOGEYYIGELS G€ TPELG TOAD

BonOntikég kotnyopiec:

1 Tpoypoppaticpog odnyovuevog and Iorlamrovg [epropiopovg (Multi- Constraint
Planning).

2 TIpoypoppatiopdc 0dnyovpevos amd to Xroryeio Tuykpdmong (Fixture Driven
Planning).

3 TIpoypoppatiopog odnyovpevog amd v Avdivon Avoyov.

Yty idwo dnpocievomn o Sun ypnoiponolel Tov akdiovbo cuykevipmtikd mivaka (Iivakog
1.1), ®ote va cvykpivel Tig peBOdoVS e Pacikd KPTNplo v duvatdtnta e0peoNS PEATIOTNG

Adong:
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Table 1. Comparison among multi-constraints, fixture driven and tolerance analysis setup/fixture planning methods.

References Description Advantages Disadvantages

The multi- Chen et al. (1998), The operation sequencing I'he space with all pos-  The artificial intelligence
constraints  Kim and Suh (1998), problem is converted into sible solutions is con- (AT) techniques might
method Bhaskara et al. (1999), a travelling salesman sidered, thus a true be awkward or even

Ma et al. (2000), problem (TSP). The global optimal setup impractical for gener-
Ding et al. (2005), setup times or costs are plan can be identified. ating feasible setup
Li and McMahon (2007) incorporated into the plan alternatives
optimisation objective
function.

The fixture Huang (2002), The fixture requirements The created setup/fixture The generated setup
driven Joneja and Chang (1999), are treated as the main plan is more practical plan may not be the
method Hebbal and Mehta (2008). constraints to drive the and shop-floor- optimal one.

Stampfer (2009) decision-making in setup friendly.
planning.

The tolerance  Huang et al. (1997), The tolerance relationships Better machining quality Tolerance analysis
analysis Zhang and Lin (1999), between features of a can be achieved. approach cannot be
approach Liu and Huang (2000), part strongly influence used alone to generate

Zhang et al. (2001). how the part should be the optimal setup
machined. plan.

[Tivaxoag 1.1: ZOykpron pebddmv pe kprrniplo v gvpeot g PEATIOTNG ADONG

And tov Ilivaxa 1.1 @aivetar, 6tL oV meptypaen g nebodov Ipoypappoticpod pe
TOAAOTTAOVG TTEPLOPIGIOVG OVOPEPETOAL TS TO TPOPANUO THG CAANAOLYIOG TOV KATEPYUCIDV
petatpénetal oe mPOPANUA meEPLodevovTog/mAavodov mwAnt) (TSP). To mpdPinua tov
TAVOO10V TOANTA TEPAapPdvel TNy 0peon g (oxeddV) HIKPOTEPNG OLOOPOUNG TTOV EVAOVEL
éva apBpd meploymv. To TSP ot yevikdtTd TOL AVTITPOcOTEVEL £vaL OVGKOAO GLVOLOGTIKO
TPOPANa PerTioTOMOINONC.

AAMG Kot 0 optopdg ¢ BEATIOTNG Ao OV givan EekdBapoc atny BiAoypagio. Katd
tov XU [3] epotmpata onuaciog dev £xovv amavindei. [Towd déoyo Bempeitar BEATioTo; ot
etvar T kpurpua yw v a&oldynon tov o¢ Bértioto; Ilog pmopovv va cuykpiBodv 600
Aoelg kot va, amoactotel Ot pa and Tig ovo eivan BéATIoT); O mo cuvnBelg emAoYEg ¢
TPOG TNV EMAOYY] TNG OVTIKEYEVIKNG GLVAPTNONG Yo TNV €0peom S PEATIOTG AVONG

avogépovtor and tov Sun [5] kau givo:

1 Eloyotomoinom tov aptBpod tov SectudTmy.

2 Eloylotomoinon tov aptfpuol aAloydv TV KOTTIKOV EPYUAEI®OV.

3  EAoyiotomoinon tov apifuol TV Kpicimv avoxdv HeTa&d TV LOPPOLOYIKMV
YOPOKTNPLOTIKAOV TO OO0 OVI)KOLV GE SLUPOPETIK( OEGTLOTAL.

4  FEloyotomoinon tov oplBpod TOV ETOVOLTOAOYICU®V TOV OOCTACE®V OTAV Ol
EMUPAVEIEG OVAPOPAS TOL GYESTIOL gival dLPOPETIKEG 0md TIG EMPAvELES TOTOBETNONG

oL £Y0LV EMAEYEL Y10 GLYKPATNHON).
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O Xu [3] dievkpwvilet 6T1 01 6TOYO1 OV EYOVV TEDEL OO TNV TAEVPA TV EPEVLVITMOV TOV
aoYOAOVVTOL HE TNV OUTOUOTOTOINGT] TOV TPOYPOUUUATICHOD OECIUATOV OV UTOopel va
amotelel kol kpuriplo  afloAdynong pwog Pértiomng Adong. o va evioyboest v
EMLYELPNUATOLOYIO TOL OVOPEPEL GOV TAPAIELY IO OTL O GTOYOG Y10 EAAYIGTO aPlOUO SECIUATOV
umopel vo. Topovctdosl poe Avon pe povo €va déoyuo M omoiol Abon Opm¢ va unv givorn
eQapuOSIUN 0TV TPAEN KaBMG TO0 KOGTOG KATAGKELNG Y1 TV VAOTOINGN TNG Vo, Katapyel TO
TAEOVEKTN LA TNG.

Emavepyodpevor o1l dpopeTikég  mpooeyyicel,  Ttov  mPOPAUOTOS  TOV
TPOYPUUUATIGHOD €YOVTIOS VIOYN TIC TO TPOCPATEG ONUOCIEVCES OlOKPIVETOL [0l TO
Eexabapn Kol OPIUN OVIILETOMION HE OTOYO TNV OAOKANP®ON. ATO TNV TALLPA TNG
TPOGEYYIONS TOV TPOYPOUUOTIGHOD OOTYOUUEVOL OO TEPLOPICUOVS TAPATNPOVUE TNV
OLYYADVELCT] NG AVAALONG TV avOoY®V OTIG OdKacieg ANyYNg omdeacns ywo Tnv
OLLOOOTOINGCT TOV LOPPOAOYIKMV YOPUKTNPICTIKMOV KOl TNV OAANAOVYIO TOV PAGEDY Kol TV
Katepyaoldv. Ot mo eVOEIKTIKEG ONUOCIEVELS TPOS AT TV KATELOLVGT AMOTEAOVV KON
npoondBeto. Tov Wakhare kou Sormaz [6],[7]. Zmv idwo opdda KoTnyoplomoovvial ot
dnuootevoelg tov Albertini [8] ko Hajimiri [9]. Me v moAd evdapépovoa 16aymyn TV
evvolwnv Emedaveion EAéyyov (Control Face), IMapdyovtag EAéyyov (Control factor))kon
Emodveia Kototepottag (Inferiority Face) ot dnpooctedoelg avtég ovoiyouv GnpovIikd tov
OpOUO TNG OAOKANPMOTG.

AmO ™V TAELPA TOV TPOYPOUUUATIGHLOV OOTYOVLEVOD OO T GTOLXEID GLYKPATNONG N
TNV TAELPE TOV GYESLACUOD TOV I3I0GVEKELMV OTOVTMOVTOL KOWVEG dnpooctevoelg tov Attila kot
Stampher [10],[11],[12],[13].

1.3 IIpoypappoticpnéc ®acemv pécm niekTpovikov vroroytoty - (Computer aided
setup planning)

O o016 1UOC PACEMY GLYKPATNONS KOl IOIOCVCKEVMV OTALTEL T dNUIOVPYIKOTNTO KoL
T1G avayKoies deE10tnteg oyedac ol cuvapa e v Badid kataokevaotikn yvaon. Ot edoelg
KATEPYOOIOG €VOC TEUAIOV gUmEPLEYOLY Evay aplBnd amopdcemy OTmS, epunveia oyedimv,
EMAOYN KOTAAANA®V LAIK®OV, €mAoyn] dadikaciov kKoatepyosiog K.T.A.  Ilapadociokd o
oXeOOGUOC TOV QACEMV GLYKPATNONG TOL Tepoyiov yivetor omd EUTEPO TPOCOTIKO
Bacilopevo otV TPOCHOTIKY EUTEPiD. AVTO GUVETAYETOL TNV OGVLVETELD GTO GYEOLOGUO,
KaBmg avtdg ompiletar oty avOpodmivn avtiinym. Emumpocheta avtdg o tpdmog oyedtacpon

elval cuVVEAGUEVOG PE LEYAAOVG ¥POVOUG LEAETNG KO ETPPENTG GTO avOpmITIVO AGO0G.
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2NV KATOoKELOOTIKY Prounyavia, TAEOV SIveTal ELPACT) GTOVG CLTOUATIGHOVG, Y10 TV
BeAitimon g mapaymykdtTog Kot e mototntag. 'Hom o Prounyavia ypnoipomotodvral
6A0 kot tepiocdtepa cvotiuate CAD/ CAM yia v enitevén owtdv tov otoymv. H dopkng
avaykn yo Bedtioon OU®G TS TOdTNTAG KOl TNG TOPAYMYIKOTNTAS GE GLVOVACUO HE TNV
avénon G amodoTIKOTNTOC 0dnyel omv ovalnnomn ovTOUATOV TPOT®V GYEOACUOD
dwdwacumy kot witepa  oxedlaonod  @acemv  ovykpdtnonc. Ov mpoomdbeleg yia
OLTOLOTOTOINGCT GE OLTOV TOV TopEN £xovv Eekivioelg amd to 1980, oAAd Tapapével akoOpa
noAvouvieto TpoPANUa. Avtd cvpPaivel kabBdg 1 Wavikny eaon cvykpdtnong oyetiletan pe
évav aplud mopoyovIiov OTMC O TOUMOC KOL TO OYNUO TOV OKATEPYOGTOL VAIKOV, 1
SBecIUOTNTO TOV UNYOVULATOV KOl EpYOAEiV, TO KOGTOC, 1| TocdTTa Tapaymyns. Eivot
SVGKOAN 1 KATOYPOPY| KOl OVOTOPACTOCT) TG EUTEIPIKNG YVMOONG GE VITOAOYIGTIKO KMOTKA.

Ta wheovekTUOTO VOGS GUGTHUOTOC OVTOUATOV GYESOGHOD SLOSIKAGIOV GUVOTTIKA
etvat ta akdAovOa:

e ['epupavet to yaopa peta&d CAD kot CAM.

e Aopet éva mep1BEALOV Yo TNV KATOOKELT] HLEG® VITOAOYLOT).

e To kOTOOKELOOTIKO KOOTOG pewdvetal, kabdg aviiotoyo peiovetor o ypdvog

OYEOIAGLLOV KOl Ol DPEG EPYACIOG,.
o Anpovpyet a&1dmoto, OAOKANPOUEVA Kol GUVETT GYESL.

e AvEQvel TNV TOPOY®YIKOTNTO.

1.4 Xtoy01 TG gpyaoiog

H dmapén drapopetikdv mpoceyyicemv dnpovpyet o Suskoiia kot po opeBoiio Kotd
10 £pYo0 NG TapdBeong Kol TaEvounons. v mapovca epyacio apykd yivetal n mapdbeon
Kol 0vAALCT] TOV OA0KAGIOV TOV GYXEOACUOD TOV (PAGE®MV GLYKPATNONG KABMG Kot TV
10106VCKEVMV GLYKPATNOoNG. Y100etTeiton TO HOVIEAD TOV EEXWPIOTAOV TPOGEYYICEWY OGOV
aQopd TO OYESOUO TOV (ACE®V GLYKPATNONG KOl TO GYESWOUO TOV 1O10GVGKLEDMV
GLYKPATNONG.

Apycd Aowmdv, Ba yivel pia mpocmddeia ovOALGNG TOV EPYACIAOV TOV TPOYPUUULATICUOD
TOV QEACEOV UE TOAAATAOVS TEPLOPIGUOVS (1] OVAALON TOV OVOYDV EUTEPIEXETOL GTOVG

nepropiopovg). Ev ovveyela Oa akoAovbnoet n avdivon tov 6xed10GHo0 1010GVCKEVDV

GLYKPATNONG.

(8]



Epdoov yiver o ta&vounon tov mopomdve, 0o avaivBodv optopéveg amd tic pebodovg
OLTOUATOTOINGNG GTOV TPOYPUUUOTICUO TOV QAGE®MY KOl TV 1010GVGKEVOV GUYKPATNOMNG,

7OV amavT®VToL ot PBipAoypapio.
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KEDAAAIQ 2

EXEAIAZMOX ®PAXEQN XYT'KPATHXHX (SETUP PLANNING)

2.1 Tevika

O o%ed106LOG PAGEDY CLYKPATNONG TPOKELTOL Y10, TV TPOETOLAGIN TOV 0ONYIDV HECH
TOV ooV éva Tepdylo Ba cuykpatnBel doTe va Katepyaotel o€ o epyoietounyovy. Mia
@aon etvar Pacikd, o TpOTOC Katd TOV 0oio To KouUdTt ival Torobetnpévo (d1evbvvon Ko
TPOTOG GLYKPATNONG) OE o cLYKeKPIEVN B€om Yo v katepyosio tov. Otav 1 B€om tov
tepoyiov aALGEel Bempeitar g pia véa edon.

O o016 OGS TV PAGEMV GLYKPATNONG amoteAeitan amd ta akoOlovba Prpoto:

e Kammyopronoinon yapaktnpiotikédv (Feature grouping).

o Alapudpopoon tov edoswv (Setup formation).

e Emioyf cvotudtov avagopdg (Datum Selection).

e  AlMmlovyio diepyacidv kotepyooiog (Machining operation sequencing) ko
aAAniovyia pdoemv (Setup sequencing)

e Emloyn kot 6yedlacpog tov 10106v6KevdV cuykpdtnong (Selecting/ designing
fixtures)

To Zymua 2.1 mov axorovdel, mapovctdlel TNV GYEGN TOV £XOLV Ol TEPLOPICUOT LE TIG

OYETIKEG epyOoiec Tov Aappdvouv yopa [2].

Manufacturing
resource database

CAD model
Machining operations Manufacturing
eature Machine tools knowledge
information Cutting tools
3

Feature grouping v Tool approach direction]
Setup formation ‘
Tolerance analysis

Datum selection (
Preced constraints

Operation sequencing ’(
Fixturing constraints
Setup sequencing

ymua 2.1: ZOompa 6YedacHoD pAGEMY GLYKPATNONC.
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To cvompo 6Yed0GHOV, AAUPBAVEL TNV TANPOPOPIN TOV YOPAKTPIOTIKMV TOV TELAYIOV,
TOV OLEPYOCLDV TNG KATEPYAGING KO TOV KOTTIKOV epYOLEi®V w¢ £l0000. Baos{opevo oe autég
TIG TANPOPOPIEG E10OO0V, TNV YVAOOT] Y1 TV O1001KAGI0 TN KATEPYUGIOG KOl TOLG S1APOPOLS
TEPLOPICUOVS GTO oYedOUO , OTMOC givar Yoo Tapddetypo 1 d1evbuvorn TPocEyyiong Tov
gpyaieiov (Tool Approach Direction -TAD) kot o1 TEpLOp1o U0l OTIC TPOTEPALOTNTES KATA TNV
eneEepyooio (precedence constraints), die€dyetot 0 oYESAGUOC TOV PAGEDV GLYKPATNONC.

H pébodog-mpocéyyion mpoypoppatiopold OeSATOV He TOAAATAOLS TEPLOPICUOVES
npoodopilel Tov amartovpevo apBpd deoyudtomv evog tepoyiov Aappdvovtag veoym TIg
OVOYEG KO TIG TPOTEPOLOTNTES KATEPYUGING OAWDV TWV LOPPOLOYIKADV YOPUKTPLOTIKDV TOV.

Onwg avagépape Kot Topamave ogv VITapYEL por otadepr) Kot KaBoAkn memoifnomn tov
TL TEPIAAUPAVEL O TPOYPAUUOTIGUOC TV pacewv. Kdmoleg amd Tig memoldncelg cOUpmva, pe

tov XU [3] elvar o1 axoAovOeG:
1) H emoyn tov pacemv, EMA0YT 6TOYEI®V GLYKPATNONG, OAANAOVYi0 dlEpYaCLDY.

2) Kabopiopdg tov amopaitntov aplfpod pacemv, 0 TpocovaTtoMoUOS TOL TEHNYIOL OE

KkéOe paomn, ot kotepyalOUEVES ETIPAVEIES GE KAOE Pdo.

3) H mpoetoyacio twv 0dNy1dV yia 10 d£6110 £VOC TEUAY IOV N om0l amoTeAsital amd Tov
oYNUOTICUO TOL OEGIHOTOC, TNV EMAOYY TOV GUCTNUAT®V OvVOQOPAS KOl TNG

aAAniovyiog TV decUdTOV.

4) Kdamolot eumeptéyovv HEGH GTOV TPOYPOUUUOTIOUO TMV SECIUATOV TNV ETIAOYT TOV

1010GVGKEVMV KOl TOV KOTTIKMOV EPYOAEI®V.

Onwg mpoavapépbnke, m mapodoo epyacioa OBa dSwywpicer 115 epyacieg Tov
TPOYPOUUATIGHOD TOV QACEDV amd OVTEC TOV GYESOGUOD TOV 1O10GVCKEVMV, MGTE VO
Bonbnoet oty Katavoénon g £pEvvoc.

2 ovvéxeld avoADOVTOL TO OTAdW TG OUOOOTOINoMG TV  HOPPOAOYIKAOV
YOPOKTNPIOTIKOV Kol TNG OAANAOVYING (AGE®V €VOG GUOTNUATOS GYEOGHOV (QACEWDY

OLYKPATNONG, KAOADS KOl 01 TEPLOPICLOL TOV GLVIEOVTAL e TA OTAS avTd (Zymua 2.1).

2.2 Opadomoinon Mopeoroyikdv Xapaktnplotik®v (Feature Grouping)

Ta popeoroykd yapoaktnplotikd £yovv Bewpnbel cav yeopetpikd oyfuato 1 dykot
VAKOD 01 070101 ATOLLOKPVVOVTOL KOTA TNV O1dpKela Tav Katepyactmv. Katd tov Attila [11]
ATOTEAOVV OLLASES OO EMPAVELES O1 OTTOTEG ONULOVPYOVVTOL LE TO 1010 KOTTIKO EpYaieio 1) TOV

1010 cvVOLVOGUO KOTTIKAOV epyoieimv kol €yovv TG 101Eg mapapétpovg komns. 'Etol ta
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LOPQOAOYIKG YOPOUKTNPLOTIKG 0omoTeELOVV TV yewuetpio Tov tepayiov. O Abedini [8]
EMIONUOLVEL OTL TO. LOPPOAOYIKA YOPAKTNPIOTIKG EIVOL SLOKPITA AVTIKEIUEVO LE YEMUETPIKA
Kot YOpotallkd YopoKTNploTikd ta omoia maifovv TOAD onuoviikd poAo  GTOV
TPOYPUUUATIGUO TOV PAGEMV.

O Hazarika [2], avaépel Tmg ta. Lop@oroyiKd yopaKTHPIoTIKA £X0VV Kupiapyo pOAO
o1V BEATIOTOMOINOT TOV PACEDV TOV GYESOCLOV Kol EMEEEPYATING TELOYI®V, KOUOMS TOALA
OEJOUEVH TV PAGEMY OVTMV UTOPOVV VO GUGYETIGTOVV LE LOPPOLOYIKA XOPOUKTNPIOTIKA

TOV aVTIKEUEVOD. Oplopéva LOPPOAOYIKA YOPOUKTNPIOTIKAE EVOG GTEPEOD OVTIKELEVOL

napovotdlovtal 6To Tynua 2.2.

Chamfer
‘ Step Through slot | |

Semi-blind slotg]é é
3-side pocket

4-side pocket

md face Parent-child

Cylindrical face pockets

Keyway W}
External threads

Compound slots

Fig. 1.3 Different types of features
Synua 2.2: Mop@oloyikd yopoktnploTikd tepayiov [2].

Mia @don amotelet pio opddo VO KATEPYAGIO YUPOAKTNPICTIKAOV TO 07010 KaTePYalovTon

JLdoyKA XWPig va ypelaoTEl ETavaTOno0ETION TOL TEHOYIOV.
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2.2.1 KozredOvvon Hpocéyyionc Korrikod Epyoleiov - (TAD)

o va katoAnovpe oe o eaon kotepyosioc 1 oAAM®G oe éva Set-up, mpémel va
opicovpe Tow OpAdO LOPPOAOYIKMV YOPAKTNPLOTIK®V Bo amoteAéosl avtd 1o Set-up. H
Aoy Tov akoAovBeitotl KoTd TV dtodikacio amdeacns pog eaong (xwpig va Anedel vToyn
10 BEATIOTO) £ivon 1 Topeio Tov akoAovOEiTOL Yo TV KATEPYAGIO TOV/TOV LOPPOLOYIKOV/ DV
YOPOKTNPLOTIKOV/®V TG edonc. H mopeio avt| mov petagpdletor cov mopeion KOTTIKOD
gpyareiov N mpooavatolopog kortikoh epyaieiov (TAD: Tool Approach Direction) mpémet
vo glvarl aveumodloTn Kol anotelel To PACIKOTEPO KPITHPLO OUASOTOINGNG HLOPPOAOYIKADV
yopaxtnpotikdv. To mo cvvnbeg yio v TAD egivan va Bewpeital cav éva d1dvocua ctov
Tprooldotato yopo. Kdabe popeoroyikd yapoktnpiotikd pmopel vo amontel pion v wo
nePlocOTEPEG dlepyacies kot Kabe diepyacio pmopel va €xetl pia 1 meptocotepeg TAD. Apan
TAD dev e€aptdrtal pévo amd To LOPPOAOYIKO YOPUKTNPIOTIKO OALY Kot 0o TN KOTEPYAsia
TOV EMAEYOVLLE Y10, TNV SNLOVPYIC TOL LOPPOAOYIKOD XOPUKTNPLETIKOD [6].

‘Etot, 6nmg @aivetar and Zyfua 2.3 [7] (n TAD mopovoidletor pe pmAe BEAN) yuo to
LLOPPOAOYIKO YOPaKTNPLOTIKO TNG empavelas (edm slab) av emkeyei n kotepyooio end-milling
n TAD 6a Bpicketor 6t d1evbvvon tov a&ova Z pe katevbvvon (0,0,-1). Av wdAr emtheyei n

kotepyacio side milling tote n TAD 6o Bpicketor oty dievbvven tov X 1 tov Y d&ova.

Slab Blind-hole Through-hole
I
Blind-open-slot Blind-closed-slot Pocket

Zyua 2.3: TAD og evoekTikég dlepyacieg yio S1dpopo LOPPOAOYIKE YOPOKTNPIOTIKA.
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Y10 ZyMua 2.4 mapatiBeton o GAAN extipnon tov TAD, w¢ mpog 10 LOpPOAOYIKO
yapaxtnplotikod tov through slot (v open slot) n omoia diveton oto Pifdio tov Hazarika [2].
[Mopatnpodpe dapopés wg mpog v avtictoyyn TAD tov Zynquotoc 2.3.

Youeovo pe tov Sormaz [7] av n TAD tov slot eivar ta dtovoopata (0,1,0) i (0,-1,0)
161e 01 aKpéES (Zymua 2.4) Ba Tav Koideg KATL TO OmOl0 TIG MEPIGGOTEPES POPEG OEV Elvan
amodektd. O Sormaz oSwrtvmdvel avtd 10 oYOAMo Yati Oswpel OTL TO HOPPOAOYIKO
yapaxtpiotiko through slot Oa kotepyoaotel pe kovodA. TIpoeavdg av yio v Katepyacio
emheyel KovooA Ba odnynoel o€ koiheg aKpéEC. Av Opmg avti Yo KovovAl ypnotpomombet
diokog komng, ot TAD mov mapabétel o Hazarika eivar anodektés. Omdte n TAD dgv e€aptaton
UOVO omd TO HOPPOAOYIKO YOPOKTINPIOTIKO Kol TO €100G TNG KATEPYUSiag GAAG Kot omd TV

EMIAOYT TOL TOTTOV TOV KOTTIKOV EPYAAEiOV.

Through slot

Yynua 2.4: TAD oe T-slot.

‘Eva Aomdv amd to kpitiplo opadomoinomg TV LOPPOAOYIKAOV YOPAKTNPICTIKOV ivat
n TAD 1tovg. Apov avayvopiotel, Aappdvoviag vmoyn 1o €100¢ TMV KOTEPYASLDY KOl TOV
epyoreiov TOTE TA HOPQOAOYIKE Yopoknplotik@ pe Kowés TAD  opadomorovvton

OMUOLPYDOVTOG Ha OAoT).

2.2.2 Aviivon 'coustpixav xkou Aiaoracioxav Avoydv (GD&T Analysis)

Ot gpeuvnTéc mapaTIPNGAV OTL 1) OLOOOTOINGT| TOV LOPPOLOYIKMVY YOPAKTNPICTIKMV LLE
opowa TAD dev koAdmTEL TAVTO TIG GYEOAOTIKEG QAT OELS TV TEHoyimV. o va emttevyBovv
o1 eMOLUNTEG GYESUOTIKEG AMOUTNOELS TPEMEL VO ANPOOVY LITOYTN KATA TNV KOTEPYUTia, Ot
YEOUETPIKES KOt 100 TAGLOKEG OVOYES TTOL OPLOBETOVVTAL KATA TOV GYESAGHO. AVTEG O1 AvOoYEG
dtvovtor amd Tov GYESOTH KOl TEPLYPAPOLV TNV TOWOTNTO TOV TERAYIOL (GTE Vo pnv

VIAPYOLV aVOKPIPELES Kol AGTOYIES KATA TNV GLVAPUOAOGYNOT TOL pe GAAa Tepdyo [14]. Ztnv
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oLYYXPOVI AVTIANYT TOL GYESUGHOV PACT LOPPOAOYIKMDY YOPOKTINPIOTIKMVY, Ol YEOUETPIKEG
KOl OlOOTOCIOKES OVOYXEG TEPLYPAPOVY TIG OYECES avOoyNg METAED TV HOPPOAOYIKDV
YOPOKTNPIOTIKOV. AVTEC Ol GYEGELS OVOYNG TPEMEL VOL LLETAPPOAGTOVV GE 0ONYIEG KOTAGKEVNC.

Apa Kot TOV TPOYPOUUATICUO TV OECIUATOV KO TIO CLYKEKPIUEVO KOTA TV EpYOCia
OLOOOTOINONG TOV LOPPOAOYIK®Y YOPAKTNPIOTIKMVY KOl ONUIOVPYIOS TOV GAGE®V, 1| AVAALOT)
TOV GYECEDV TOV LOPPOLOYIKADV YOPUKTNPLOTIKOV givol ToAD kpiotun. O 6pog «GOIKTOTNTON»
Hog oxetikng avoyns (m.y. mopoarAniiog) éxel icaydel oe oyetikég onpootevoelg [15] kot
aVOQEPETOL OTNV  OLOKOAIDL SlCEAAIONG, KATO TNV KotEPyousio, Tng okpifelag Tov
HLOPPOAOYIKOD YOPOKTNPIOTIKOV GE GYE0N e TO onueio avagopds tov. Kartd tv gpyocio
opadomoinong Aomov Aappdvovtol VTOYN Kol KOTATACCOVTOL 01 GXEGELS OvOYNG LeTAED VO

LOPPOAOYIKMV YOPAKTNPLOTIK®V e TV Bondeta tpidv kprenpiov [6]:

1. Opoadomoinom 600 LOPPOAOYIKAOV YOPOKTNPIOTIKAOV IE TNV HETOED TOVG TTO COIKTN
avoyn.

2. Oemdpnon evog LOPPOAOYIKO YOPUKTINPIOTIKOD G GNUEIOV avapopdg Kot
KaTEPYAGia TOL GAAOV.

3. Emoyn evog evildpecon onpeiov ovapopas Kot Katepyasio Tmv 600 LopPOAOYIKOV

YOPOKTNPLOTIKOV GE SLUPOPETIKES PAGELS.

To mp®dTO KPLTNPLO TPOTILATOL KAODG ELOYIOTOTOEL TV CLGGMPELGT CEIALOTOC. To
devtepo KpuThpro AapPdavetar veoyn poévo Otav Ovo HOPPOAOYIKE YOPOKTNPIOTIKE OEV
UTopovV Vo, KOTEPYOASTOVV otV 0 edon. To tpito kpitplo eUmEPIEYEL TV UEYOADTEPN

GLGGMOPEVCT] GPAALLOTOC.

2.3 AlMhrovyio Pacewv ko Katepyaor@v

Metd v opadomoinomn TV HOPPOAOYIKOV YUPOKTNPICTIKOV GE QAGEIS EPYETOL TO
TPOPANUa TG EMAOYNS TNG aAAnAovyiag Tov Ba axorovdnbel yia Tic emAeypéveg pAcELg Kot
Yo TG emAeypéves katepyaciec. H alinlovyia tov @dcemv Kot TV KOTEPYACLOV EPYETOL
QVTLILETONN PE TOVG 0KOAOVOOLS TEPLOPIGHOVC:

1. Tlepropiopoi otnv aAAniovyio AdyY® GYEGEMV KATOOKEVOGTIKOV TPORadicraTog
HETOED TMV LOPPOAOYIKDV YOPAKTNPIOTIKMOV TNG EMAEYUEVTS PACNG.
2. Tlepropiopol oty aAAniovyio Aoy® mpoPadiclatog Katepyasiog ToL GLGTHUATOG

avaPOPAG EVAVTL TOL HOPPOAOYIKOD YOPUKTNPLIGTIKOV.

(16]



2.3.1 pofadiouc. oyéonc (Precedence Relationship) ustald uoppoloyikdyv yopoxtnpiotixadv

Otav 1 katepyasio EvOG LOPPOAOYIKOD YOPAKTNPIGTIKOD MG PACNG, ennpealet Tig
KOTOGKEVOOTIKES OTOLTNOEL €VOG GAAOL HOPPOAOYIKOD YOPAKTNPIOTIKOD NG 1d10g pdong
161e AéPE OTL TA OVO HOPPOAOYIKE YOPOKTNPIOTIKE £yovv oxéon arlinAenidpaocns. H oyéon
aAnAenidpaong pHeTaED 000 popeoAoyikav yopaxktnpotikeov (F1,F2) cvpporiletoar wg
F1—F2 ko1 vmoonAdvel 0Tt 10 LOpEOAOYIKO YapakTnplotikd F2 dev pumopel va katepyaotet

npw to F1.

(a ) Vise jaw Hole (C) Datum feature
Chamfer (top face)
:

e3>
[ < :

Machinng face
Chamfer Vnc;;- . IOONA (bottom)

(e)
(d) nesTeD amdneSTING POCKETS  3.5ide 4-Side ®

Two /
inmeracting
=50ts

() rerrace "rom M) race "
N/, CHAMFER il
,Z ) ' ) ~
v . § H
P
==
|
C a
(m) a b'/ (n) [.,/ 0

) | y 1]

Yynuo 2.5: TIpoPadiopa oyxéong Heta&d HOPPOAOYIKAOV YAPAKTNPIOTIK®Y [2].
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210 Zymua 2.5 amnetkoviletonr 0 TEPLOPIGUOC TPOPAdIGUOTOS TOV AVAKOTTEL AOY® TNG
OAANAETIOPOAOTNG TOV 10106VOKEVOV GVYKpATNoNs. [ mapddetypo, oto Zynua 2.5 (a), 1o
avorypa pag omng Tpénet vo tponyeitat tov chamfer, exeldn| o tpdmog Guykpdtnong Oa eivot
dVOKOAOTEPOS LETA TO Gvotypa Tng omnG. L' Tovg 1d100G AdYoVg 1 €yKomY| Tponyeital Tov
boss oto Zyua 2.5 (h). Zto Zyfua 2.5 (b), av to chamfer yiver tpdto toéte 11 TOMOOETNON TOV
TpUTaViov Oo yivel SVOKOAOTEPN OTN GLVEYEW KOl GULVETMG OLTO TO HOPPOAOYIKO
xopaxTnplotikd Emetor g omng. [apopowa nepintwon amavidtal oto Lynua 2.5 (M), 6mov N
KOTEPYOGIO TOL HOPPOAOYIKOD YOPUKTNPIOTIKOD C £METAL QVTNG TOV a Kot b. Xto Zyfua 2.5
(¢), amewoviletar 0 TEPIOPIOUOC TPOTEPALOTNTOG OV OVOKVITEL AOY® TWV GYECEMV AVOYNG
LE TNV TAELPA avaPOpPAc, To omoio Ba avaAvbei oty enduevn evotnta. Xto Zyfua 2.5 (d),
eaivovtoar dvo mokéteg (pocket) ov omoieg éyovv éva KOO KOppdTt TPog aeaipeon. H
HUIKPpOTEPT TOKETO TEPIPAAAETOL OO TN HEYOADTEPT, CLVEMMG 1 UEYOAVTEPT O TTpEmeL va
Kotepyaotel mpota. To Zynua 2.5(f) eivar po mepintwon mov 1 mpotepadTTA THG KAOE
Kotepyaciog dev eivar onuavtikr. To Zynua 2.5(i) mapovoidletar o mepintmon opdng
TPOKTIKNG OVOIYHOTOG TNG OMNG HE TO KpOTEPO PAOog mpdTo Kot £mELTO. VLTS HE TO
ueyaAvtepo Paboc. Xta Zynuata 2.5 (g, j) aneikovifovral TEPTTOCELS OOV TA LOPPOALOYIKE.
XOPOKTNPLOTIKA oxeTilovTon pLe GALN LOPPOAOYIKE YOPUKTINPIGTIKA (1 O 670 (g) avagépeTon
0& GYE0MN WE TNV EYKOTN, VO TO OKAAOTATL 670 (j) o€ oyéon pe v kabetn empdaveia). Xe
QUTNV TNV TEPIMTOON TO OVOPEPOUEVO HOPPOAOYIKA YOPOKTNPIOTIKA £TOVIOL GE
TPOTEPOLOTNTAL.

O)lo o Tapomdve TopadelyLoTo amoppEOLV OO TV TPOUKTIKY EQAPLOYY| KOl EUTELia,
ouvend¢ mbavotata vIapyel afefatdTnTa, OGOV APOPA TNV 1YV YL OPICUEVES GYECELS
aAAnAeniopaong. H avikn akoAovbio g katepyaciog eEaptdral o€ peydro Babud and tig
oyxéoelg mpoPadicparog/ mpotepadtnroc. Ot oyéoelg autég mpEmel va emOveEKTUNHovv
Aoppévovtag VoW Kot GAAES TOPAUETPOLS OTIMG Elval TO KOGTOGS, 0 YPOVOG Kol Ot 1O10TNTESG
TOV £KAGTOTE VAIKOV TIPOg emesepyacia.

O [Ilivakog 2.1 o1 OULVEYEW, OLYKEVIPOVEL TIG OYECES OAANAemiopaong /

nmpofadicpatog mov gppavitovral oto Zynua 2.5.
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Zpne

Yyéon AMAieniopaong

a Drill Hole — Chamfer

b Drill Hole — Chamfer

c Datum A — Bottom Face

d Nesting Pocket — Nested Pocket
e 4-side Pocket — 3-side Pocket
f Slotl — Slot2

g Slot — Dirill hole

h Slot — Boss

i Holel — Hole2

j Ref face — Step

k Faces 1 and 2 — Chamfer

I Face — Drill hole

m Groove ¢ — Groove a b

n a—b,c—b

[Tivakag 2.1: Zyéoeic oAnAenidpaong Heta&h TV LOPPOAOYIKMV YOPOUKTNPIOTIKOV TOL

Yymuatog 2.5

2.3.2 [popfadicua Emoeaveiac Avapopac (Datum) évavrt Moppoloyixod Xoparxtnpiotikod

KOTEPYOAGLOV.

Mo em@dvelo avapopds ivor (o ETEAVELL TOV LOPPOLOYIKOD XOPAKTNPIGTIKOD TOL
aroterel Eexdbapa po ev duvapel empdvela torofétnong. H emopdvelo tomofétong eivan
aVTN OV EPYETOL OE EMAPT UE T oToLYEln TomoBETnoNG. Zougpwva pe tovg Abedini [8] kot
Hajimiri [9], ot Bifproypagio vadpyst por EAAENYT TPOGOYXNG TOV GYECEMV UETAED TNG
KOTEPYAOIOG TMOV HOPPOAOYIKMOV YOPOUKTINPIOTIKOV KOl TMOV ONUEI®V ovapopis Tov
vrodnAdvovtar Kotd tov oyedacpd. Emonuaivouv 6t v va vméper €vag cmwotdg
dwotaclakog Eleyyoc Ba mpémel 10 TERdYO0 Vo tomobeteital oto onueion avoPopag Tov

oyxediov. Me avtd TOV TPOTO 01 OVOYEG €SOPTOVTAL OO TIG OVOYES TWV UNYOAVOLPYIKADV

Mo v avayvopion kot v Ta&voUnoT auTov TOV ETUPOVELDV EIGTYOYOV TIG 0KOAOVOES

(19]




1. Emgaveio Eléyyov: H emodvela eA&yyov eivar pia empdvela mov Bempeitan emepaveia
avaeopds. Eivar n  emoedveln mov eAéyyert €vav  aplOud  HOPPOAOYIKOV
YOPUKTNPLOTIKDV.

2. Hopayovrog Eiéyyov: O mapdyovtog eAEYXOL amoTeAel pio T oL Toipvel ke
VITOYN PO ETPAVELNL EAEYYOV KO VTOOEIKVVEL TOV POAO TTOV TTailEl 6TOV EAEYYO T®V
HOPPOAOYIK®V YapokTNPLoTiKdV. OG0 mEPIGOTEPL HLOPPOAOYIKH YOPAKTIPIOTIKA
eAEYYEL Lo empaveln ELEYXOV TOGO UeYOADTEPT EIvaL 1 T TOV TAPAYOVTOL.

3. Kartaokxevaotuixny Ilpotepoiotnra: Amotelel évav degiktn o omolog avtavakAid tnv
wKavotnTo. Tov £yovv empdveleg e 1dteg TAD va eléyyouv GAAO LOPPOAOYIKA
YOPOKTNPIOTIKA. YTOAOYILETOU [E TNV TPOGHEGT TOV TAPAYOVTO EAEYYOV EMLPAVEIDV

pe kowécg TAD.

2.4 ALLoL TEPLOPLONOL KATE TOV GYEOLAGUO TOV PAGEMV CVYKPATNONG

Elvar xatovontd g katd 10 oXedlasd TV OAGE®V GLYKPATNONG, TPENEL VoL ANpHovv
VIOYT Kot GAAOL TaPByovTES, Ol OTOT0L dEV £XOVV OYXECT LE T YEMUETPIO TOV AVTIKEWEVOV.
Yuykekpiéva, ovvnbwg o dtabéotpog e£omAMopds kol ot duvatdHTNTEG Tov emnpedlel 10
oYEQOGUO TOV PAcE®V, KaBmG Ta peyedn kot ta 10N TV O100ECIUOV UNYAVOVY, TOV KOTTIKOV
gpyodreiov, Tov €EOMAICHOD EMBE®PNONG KAl TOV EYKATACTACE®DY OTOTEAOVV TOPAYOVTES
TEPLOPICUDV. XAPOKTNPIOTIKO TOPAOELYIO amoTELOVV TO GUYYpOVe KEVIPO KOTEPYOGLOV
(Machining Centers — MC), ta omoia. givat tKove vo KatepyasTtodV 5 mAevpéc evOc KuPiko
TepOyiov o€ £va povadtko Setup.

Téhog, o1 5e£10TNTEC KL 1 EUMELPIO TOV TPOGSMOTKOV Elvat VOGS ONUAVTIKOG TOPAYOVTAG,

a@ob amd aVTOV TEMKA e£APTATOL TO KOGTOG KO 1] TayVTNTA TNG Kotepyaciog. [16]

2.5 Xyedwaopidg pacemv cuykparnoens péom H/Y (Computer aided setup planning)

Mo pé00d0g Yo Tov TPOGOHIOPIGHO KOt GYESOCUO TV PAcE®Y cuykpdtnong pécm H/Y
etvar m ypnon ypaewv. Ot ypaeot amotelobvtar and d00 ouddeg oTotyEl®V: TIG KOPLPES
(vertices) ko Tig axpég (edges). Ot mpdTES AVATAPIETOVY TO, LOPPOAOYIKE YOPUKTNPLOTIKA
TOV TEUOIOL €V Ol OVTEPEG TIG OYECELS UETOEDL OUTMOV, EVM GLVAUO O0OMNYOUV OTNV
avayvapion g eaong. ([17], [18], [5])

"Eva mopddetypo epapproyng g empiog tov ypleowv 6To GYedACHO TOV GAGEDV glval
10 axdAovbo:

[pdhra oynuortiletoar o ypapoc Go=(V,E), mov mepiéyet TIC GYEGELS TOV LOPPOLOYIKAOV

(Savvopa V) yapoxmpiotikdv kot tov TAD (Siévuopo E). Ta dvo Stavdopota pmopsi vo
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elval SLLPOPETIK®V SCTACEMV Yoo Topddelypa N kot M avtictotya. 'Eotm 10 tepdylo tov
Zymuatog 2.6, To omoio £xel 8 LopPoroYiKd yapaktnplotikd onuetwuéva (A, B, C, D, E, F, G,
H).

G a unit; mm
. o |©]0.02|F]
A D
77 |
H E
G 4 '
(£
0 ]
4
_iL__ v 40£0.02
| 50:+0.03
lk 60+0.05 %%

Yynua 2.6: Tlapdaderypo tepayiov e GNUEIOUEVA TO LOPPOAOYIKA YopaKTnploTikd [17].

Av 6vo popeoroyikd (Vi,Vj) yapaktnploTikd uropobv va arodofovv katd to id10 setup
tote (Vi,Vj) € E. 10 Zynuoa 2.7 mopovsidleton o tivakac Mo, Tov TpOKELTOL Y10, TOV YEITOVIKO
tov Go. Eivar ouppetpikog wivakog kabmg o ypaeog eivar un Kotevbuviikdg Kot to otoryeio
Moij tov givar 1 o6tav vapyel oyxéon peta&d TOV KOpue®v Vi kou Vj kot 0 og avtifetn

nepintwon. 1o 1010 oynue eaivetat kot o ypdpog Go.

ABCDETFGH

AL 1000 1 1 1]

B|1 1 1 1 1111

‘ clo 1t 1 11100
0' e Do 1 1 1 1 100
' t Elo 1 111100
e‘ )e Fl{1L 1111111
‘ Gl{1 1000111
HLl1 1 000 1 1 1]

Yynuoa 2.7: Tpagog Go (apiotepd), yertovikog (adjacent) mivaxag Mo (6e&1d) [17].
[Mapanpeiton g o mivakag Mo amoteieitatl amd 3 Eeymprotd S1avOGUATO GTHANG, TOV
evarto: [11000 1 1TI1L,[0111100]wet[lI111111T1]. Avtd onuaivel tog to
LOPPOAOYIKA YOPOKTNPIOTIKA UTOPOVY VO YOPIGTOVV € 3 opddes, avaroyo tn oevbuvon
TPOCEYYIONG TOL KOTTIKOV gpyaieiov. (1)-apiotepd, (2)-0e&1d kot (3)-kon amd Tig VO TAEVLPES.

Koatd ovvémela to SwvOopoTo. 7TOL  OVTIOTOYOLV otV opddoo 3, UmopovV Vo
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KatnyoplomonBovv gite otnv opdda 1 gite o 2, pe 6KOTO TNV EANYIOTOTTOINGT TOL aPOLOV
TOV PAGEMV.

"Eyxetl pelemOet emiong 1 ¥p1ion TV VELPOVIKOV SIKTO®V Y10l TO GYESUCUO TOV PAGEMV.
Ta vevpovikd diktvo elvar  dtoucvvoedepuéva diktva oTolKEl®Y, OOV Ol JOCLVOIEGELS
TPOKLITOVY O U0 O10d1Kacio EKPAONnong and Eva 6eT dedouévav. Metd v expuddnon to
diktvo uTopoHv vo Tapdyovv AVoELS Yia véa TpoPAnpata wov Tovg divovtat. Ot Ming kou Mak,
TPOPOOOTOVV £va veupwvikd diktvo pe v TAD, ta Hop@OAOYIKA YOpAKTNPIOTIKG Kot TIG
oy€oelg LeTa&D avoy@V Y10, VoL KOTIYOPLOTO GOV TIG O10dIKAGIES TV d1apopmv edcewmv [19].

TENOG, M EUTEIPIKT] YVOOT EXEL GE OPIOUEVEG HLEAETEG KWOKOTOMOEL LEC® KOVOVDV Y1al
va. vrofondnocel Tig dwdikaciec oyediacpod Tov @doemv. Ot Kavoves avtol cuyva

YPNOLOTOLOVVTOL UE TIC HEBOIOVS TV YPAP®OV Yo TNV avénon g anddoons g nebddov
[20].
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KE®AAAIO 3

XXEATAZMOZX IAIOXYXZKEYQN (FIXTURE DESIGN)

3.1 Idwovokevég

[3106voKeVEG etvar Ta e1d1Kd, emmPOGOeTA EKEIVO TPOGAPTHUATO TTOL YPNGILOTOLOVVTOL
OTIG EPYOAEOUNYAVEG YEVIKNG ¥pNoNG. Xwpig va oNUOOEVEL TO TEUAYO L 1010CLOKELT
ovykpatnong Ba mpémel va GuYKPOTEL TO TEUAYIO0 oTNV emBuunty Béom og OAN TV ddpKeLn
¢ Katepyasiog. Me oKomd TNV EAUYIGTONOINGT] TV TOPUULOPPDOCEDV AOY® T®V dVVAUEDV
oLGOIENG KoL GUYKPATNONG 1] 1OI0GVGKELN TPEMEL VAL VTTOGTNPILEL TO TEUAYLO KOTA TNV ObpKELDL
¢ katepyaoiog. H 1dtocvokevt| Ba mpénet va ikovomotel v ot tomofEtnon Tov Tepayiov
oe 0éon KatdAAMMAn ¢ Tpog TO KOMTIKO epyoreio dote va  eEacpoAileTton M
EMAVOAAYMUOTNTA Kot 1) akpifeto g Kotepyooiog [21].

g YEVIKEG YPOUUES L0l IOIOGKELT] CLYKPATNONG omoTeEAEITOL aTd Tpio uéPN:

a) Zroyeio tomobetnong (Locators): Amotelovv otabepd-akivinto otoyeio yopig
KavOTNTA EVEPYOTOINONG. XPNGUYLOTOL0VVTOL Y10 TNV TOTofETNoN TV TEHYi®V GTNV
emBountn 0éom Kol TPOoGavaTOAMGHO. Mo TUTTIKY| 1010GVOKELT €XEL TOLVALYIGTOV 6

(é&1) otoyeio TomoBETNONC.

b) Xroyeia ovopine (Clamps): To otoyeio. 60GEIENG AmOTEAOVY  UNXOVIGHODC
epappoyng dvvaunc. TomoBetobvioar otabepd maveo otic  tpdmele TV
EPYOAELOUNYOVAV KOl YPNCUYLOTOLOVVTOL Y10 VO 0CKOVV SUVAUELS Ol 0Ttoieg dtatnpovv
10 TERAYL0 otV emBount BEon e£0VdETEPDOVOVTAG TIC SLVAUEIS TOV AVOTTOGGOVTOL
KaTd TNV O1dpKeLa TG Katepyasiog. Mo Tumikn 10106keLN €€l TOLAAYIGTOV 6VO TETOLOL
otouyeia.

C) Zroyeio otipiéng (Supports): To otoyeio otqpiEng pmopei va givor otabepd M
pvOulopeva. TomoBetovvial KAT® amd TO TEUAYO HLE CKOMO VO TEPLOPIGOLY TNV
EUGAVION TOPAUOPPAOCEDMYV AOY® TOV OLVAUE®V CVGOIENG Kol Katepyaoiag. Agv
VILAPYEL GLYKEKPUEVOG aptBUdc otoyeiov oTPENG OV YPNGUYLOTOLOVVIOL GE Lo

TUTIKY] 1O10GVGKEDT).

O oYed00UOG TOV 1010CVGKELAV CLYKPATNONG EMMPECLETAL GLVOVOCTIKA Omd TIG

TPOOLOLYPOPES TOL TEUAYIOV, TIG KOTACKEVACTIKEG HEOOOOVG, TO YOPAKTNPLOTIKA TOL VAKOD
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K.0.. Amontel pmeipio amd v TAELPA TOV GYESNGTOV N 0Toia 0dNYel oe avhEnon tov ypdvou

oyedlooUOD Kot Katd cuvETELla Tov kOotovg [22].

3.1.1 Apyéc romobBétnonc

H tomoBétmon pmopel va opiotel og 1 dwdwkacio yoo tnv tomobétnon Kot Tov
TPOGOVOTOAIGUO TOV TEUOYIOV GTI UNYOVY Y0, TV OAOKANP®O™N NG Katepyosioc. o tov
TPOGOIOPIGHO TOV KOTAAANAOL TpOTOL TOTOOETNONC Elval avaykaia 1) kaTavonon Tov Babumy
erevbepiag (degrees of freedom — DOF). Xto ydpo, vrdpyovv 12 Babuoi ehevbepiag (Zynuo
3.1), mov oyetiCovian e TOVG AEOVES TOV EMUPAVEIDV TOV TEUA)IOV. ATO aLTOVG Ol 6 glvan

a&oviKNg 01evBvVoN G Kot 01 LITOAOTOL VO TEPIGTPOPIKOL.

Zynpa 3.1: BaBuoi ehevbepiog.

I"a tov mepropiopd avtmv Tov Babudv ekevbepiog ypnoiomolovvTol optGUEVOL TPOTOL
tonofétmong tov tepayiov. I'evikd, vdpyovv enimedor Tpdmotl TomoBETnoNG, TEPIGTPOPLKOL
kol opokevipol. H ocvvnBéotepn pnébodog tomobétnong yu mpiopatikd tepdylo, €ival m
Aeyopevn «3-2-1» (Zynua 3.2), 61ov ¥pNoYOTOIo0VTOL TPELS, KAOETES HETAED TOVC, EMPAVELES
(datum faces) Tov avtikepévou yio v Torobétnon tov. Xy npdTn (primary datum plane)
vrapyovv 3 onueia otpiéng, otn devtepn (secondary datum plane) 2 ko otnv Tpitn (tertiary
datum plane) 1.
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‘The tertiary datum plane y
" P The secondary datum plane

T——

N, A X

The primary datum plane ® .. (})\,\)

ZyMua 3.2: MéBodog tomoBétnong «3-2-1».

3.1.2 Apyéc ovyxpatnonc - cboeiine

Ol GOYKTAPEG YPNOLUOTOOVVTOL Y10 TO «OECIHO» TOV TEHOYIOL oTO GTOKElN
TomofétTnong, e OKOmO TOV TEPLOPICUO TNG KIVIONG TOL KOUUOTIOL MG OVTIOpOoN OTLg
duvdpels mov tov eEaokobvtal Katd v Katepyosio. Avaioya  dedBvvon twv duvapewv

Katepyooiog opileratl n dievbvvon TV Suvapemy Tov oprykmpov. (Zyqua 3.3)

Direction of

Locator

Zyua 3.3: Zeyktpag o oyéon e  d1evfuvon TV SuVALE®DY KOTEPYUGTOGC.

Ot opryktpeg dev avOAUUPAVOLY TIC «TPOTEVOVGEG» OVVAUELS KOTEPYOSINS, OMMG
mapotnpeital amd to Zyqua 3.3, ahAd TIC «3EVLTEPEVOVCEDY.

AmO oyedlaoTIKNG dmoyng, 0 UNYOVICUOS cuykpatnong Bo mpémel va eivor apketd
Heyarog dote va eEAGPAAILEL TO aoPAAEG OEGILO TOV TEpayiov, amd TV GAAN B Tpémetl va

etvat apkeTd LIKpOg OOTE va unv epmodilel TV Kivnon Tov KOTTIKOV epyaieiny.
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3.2 Xyedwaopndg drocvokevdy - (Fixture Planning)

3.2.1 Ievika,

Ot amout)oeLg TG ayopag Yo TotKIAio TPOIOVTOV aENUEVNC TOOTNTAG GE YOUNAO XPOVO
TapAdooNs, £XEL UETATPEYEL TO TOPAOOGLOKO HOVTEAO HACIKNG TOPUy®YNS € HOVIELO
mapaymyng maptidov. H petaotpoen avty odfynce t Prounyovioe otn avalntnon kot
v10bétnon evéliktov kotaokevaoTikdv tpaktikov (flexible manufacturing practices) [20].

"Evag kpioipog Topéag tng KaTaoKELNG 0 000G TPOPOdOTNGE TV pELVa Yo avalnTnon
eVEMKTOV ADoE®V €lval avTOG TNG CLYKPATNONG TOV TEHOYIOV KATO TNV OSLIPKELD TOV
KOTEPYACLOV. ZOUPOVO e EPEVVES TO KOGTOG TNG GuyKpatnong avepyetot 6to 10%-20% tov
oLVOMKOV KOoTovg Kotaokevng [23]. To kootog avtd oyetiCetar pe Tov OXESAGHO, TNV
KOTOGKELT] KOL TN GLUVOPHOAGYNOTN TOV 10106V0KEVAYV. Ol TPOoAVaPEPOUEVES dLOdIKACIES
KATOAOUPAVOLY TOAD oNUOVTIKO ¥pOvo Yia TNV ekTédeon Tovg. [Tapadoctiakd ot dtadtkacieg
avtég yivovtor omd EUMELPOLS TEYVNTEG Ol OMOIOL GTNV GLVEXEW OAOKANPOVOLV TNV
Kotepyacio tov tepayiov [24] . H gumepio Aowmdv tov pootépov givor ovty mov kabopilet
TNV €TAOYN TOV TUTOL TAOV 1OOCLOKELMOV KOl TNV EMAOYN TV onueiov tomobétnong,
oTNPIENG, GVCEIENG TOL Tepayiov. Metd amd avtr| TV emhoyn aKoAovBel 1 KOTOCKELY] Kot
ovvheon g 01dtadng TOV WIOCLGKELMOV TAV® GTNV TPATECH TNG EPYOAEIOUNYOVIG LE KVPLO
PEAN L TNV EDKOAT TPOGROGT KoL TNV OTOQLYN TPAKAPIGLATOV e To KOTTIKE epyaleio. Oleg
OVTEG TIG OLOOIKAGIES 1 EMGTNUOVIKT KOWVOTNTA TPoctadnoe ko tpoonabel va Tig evtdéel o
po KaBoAkd amodektn Oedpnon. Eva kovd anodektd emotnuovikd TACIGLo Tov EUTEPLEYEL
NV AOYIKN KE TNV omoia AapBEvovTal ol GYETIKES OMOPAGELS lval amapaitnTo yio TNV e£EMEN
TOV O100IKAGIOV oVTdV. Mnv EgxvAle OTL O TPOYPUUUOTIGHOS SECIUATOV KOl O OYEOOGUOGC
1010GVGKEVMY OTOTEAOVY TOV TUPTVA TOV TEYVOAOYIKOD TPOYPUUUATIGHOV O 0T0{0G KOTEXEL
BepeMmon poro oo cuotnua Tov ovopdlovpe Iapaywyn. Kabe amdopaon yio o depyoacio
emnpealet v depyacio mov akorovbel. Kébe katepyasio katd tnv d1dpKelo TG KOTAGKELNG
Ba mpémer vo oyxeddleton pe T€Too TPOMO Mote va eEoc@oiileTor OTL M oAvcida TV
KOTEPYAGIOV 00MYel 6TV Onpovpyia TpoidovIov emBLUNTAG TOIOTNTOG GE AVIOYMVICTIKEG
TIEG [25]. Apol 01 GYETIKES OMOPACELS MG TTPOG TO, SEGILOTO KO TIC 10100VOKEVEC OV UTOPEL
vo Aappdvovtat omd Tov TEXVNTH 0ALY OO TOV TPOYPOUUATIGTY] TNG TOPUYMYNS O OTOT0g EXEL
ewova g ahvcidac. [ToAdég amdyelg o v THYN TOV avVOPOTIVOV IKAVOTHT®V GTNV ETOYN
tov Industry 4 emonuaivovv 6Tt 0 avOpdTvog Tapdyovtag givar po Tyl Aabdv n onoio Ha
e€olepbel povo péom g avtopororoinong [26]. Mia mo kobopn potid avayvopiler ot

péom g oawtopatonoinong m epyacio Bo avadopyovwbel mpog v katedBuven Tov
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GUVTOVIGHOV Kot TG Abong mpoPAnudtov. ‘Etot ot avBpomot Oo avtianeBodv Tic amdAvTeg
duvaToTTEG TOVG ®G LrevBLVOL ANyNe amdPaonc kabmdg Kot TNng KavOTNTAS TOvS Vo
QIOTEAOVV TO TLO EVEAMKTO GUGTNHO LEGO TNV TTapaymyn [25].

O mpoypoppaticodg Tov AapuPavel VTOYT TIC 1O10GVOKEVES £XEL MG 6TOYO Vo kabopicet
TOV aKkpIPN TpOTO e ToV omoio Eva tepdylo Oa tomoBetnBei Kan o cvcPdel cOUPOVA pE TIC
OYEOWOOTIKES OMOUTAOELS TOV KaBMG Kol Tov TOMO TG Kotepyaciog mov amorteital. [
TopAdElyHa 1 KatdAAnAn cOopiEn emnpedlel dueca v akpifelad Kot v moldtnTa Tov

tepayiov [16]. To Pua awtd amartei peyddn epnepio Kabmg oyetiletar pe amopacels Onmg:
e Emoyn tov arapaitntov aplfuov ctotyeinv cuykpdTnong.
e Emloyn 1ov katdAANAov TOTOL GTOLYEIOV GLYKPATNONG.

e EmiAoyn 100 KOTAAANAOL TPOCAVATOMGHOD T®V GTOWEI®V TOoL omaptilovy TV

10100VGKELVT GE GYEOT LLE TOV TPOGOVATOAGUO TG EKACTOTE KATEPYAGIOG.
e Emloyn tov emeaveldv Tave oTig omoieg Ba dpAcovv Ta GToLyEll TG 1010GVGKEVTG.
e Emioyn tov onueiov cuykpatnong.

2 ovvéyeta eEeTdlovTot avaAVTIKG 01 ATOPAGELG QVTES KOTA TO GTASLO0 TOV GYEIUCUOD
TOV 1010GVCKEVAV. XVYKEKPEVA, Oa avorivBovv O1deopot evOEIKTIKOL TUTTOL EVEMKT®MV

1O100VGKEVMV KOl OPIGUEVOL TPOTOL TOTOOETNONG KOl GLYKPATNONG TERAYImV

3.2.2 Xyediooudc amartiocwy 1dtoovakevdy - (Fixture requirements)

e K40 Prina Tov oYESIOCHOD TV 1O10GVOKEVMV TOAAEG GYEOUCTIKES OTTOLTIOELS TPETEL
va AneBodv voyn tavtodypova. Xtov Ilivaxa 3.1 mapartibetor g kotnyoplomoinon kot

avAaALGT TOV GXESICTIKMV amattoemy uiog Wrocvokevung [20] .
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Avéivon Arortiiceov

» H 10106v0Kel TPEMEL VoL Etvart tKavn va. OeYTEL TNV YEOUETPIXL TOV TEUAYIOL KoL M
Puoke oTpapdTd TG va gival avaioyn tov Bapovg tov.
OTOLTIOELG » O oyedloopog Tpémel va €ivol KOTAIAANAOG DGTE VO, ETITPETEL TV KOTEPYAGIO TOV
LOPPOAOYIK®V YOPOKTINPICTIKMY TOL TEUAYIOV.
Amoutnoelg » Ot ovoyéc ™G 10106VOKEVTG TPETEL VAL EIVOIL KATAAANAEG DGTE O AVOYEG TOV TELOYIOV
avoyfic Vol IKOVOTTOL0VVTOL.
» H1doovokevn Oa mpénet vo eEac@arilet 0Tt T0 TEUdY10 TOPAUEVEL 6TAOEPO KaTd TNV
, Katepyacia.
[Teproprotikég Py . . . . L
» H woovokeun Ba mpénet va eEac@arilel tnv oTifopdtnta OV omotTeiTal MOTE VoL
UMOINGELG TEPLOPICEL TNV EUPAVIOT TOPULOPPDOCEDMY GTO TEUAYLO 01 omoieg B odnynoovv g
un emOLUNTES AVOYES.
» To k6610¢ TG Wocvokevng dev Ba mpémel va Eemepvd ta emBountd eninedo.
Oucovopieg » H ocvvappordynon kot amocvuvapuordynon g wocvokedng dev Bo mpémetl va
QTTOITNOELS Eemepva Ta emBuuNTA emineda ypOHVov.
» O oyedaopdg TS W0GVOKEVNG TPEMEL VAL EIVOL KATAAANAOG MGTE VO ATOPEVLYOVTUL
Amoguyn o Tpakopiopoto peTald TOV KOMTIKOD €PYoAeion Kol TV OTOWEI®V NG
TPOKOPIOUATOV 1010GVGKEVTG.
» To Bapog g 18106V6KeEVNG deV TPEMEL VoL Eemepva Tal emtBountd Opia.
» H 13ocvokevn dev mpémel va mpoevel PAAPec AOY® emaQNg GTNV ETLPAVELL TOV
ATGEIg Tepayiov.
€0KOANG » O oyedlaopndc g 10106VOKEVNG TPEMEL VAL €IVl TETO0G DOTE VAL ATOPEVYOVTAL Ol
; havOoopéveg TomoBeTNGELS TV TEHA)IMV.
xpiong R O T R ,
» O oyedloopog T 10106V0KEVTS Bal TPENEL VAL Eival TETOL0G MOTE TOL VITOAEILLOTO TOV

Katepyosidv ( Onwg ypélia) vo amopakphHvovTaL.

[Mivaxoag 3.1: Katnyopiec anoutioemv docvokevamv [20].
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3.2.3 Zyusio xou smpavelec ovykpdrnonc / Znueio torobétnonc tepoyiov - (Layout planning)

AvapépOnie TmG 0 oYESOCUOS TOV 10106VCKELMOVY GYETICETAL TOGO E TNV EMAOYT TOV
KOTAAANAOD TOTOV 1010GVOKELNG, OGO KOl LE TNV EMAOYN TOVL TPOMOL TOTMOOETNONG Kot
OLYKPATNONG TOL TeUA)ioV TPOg Katepyasia. Ocov apopd v tomobETnomn Kot cuykpaTnon
oV Tepoyiov, €yovv yivel opiopéveg mpoomabeieg ot Piprloypagio Kwdkomoinong g
EUTELPIKNG YVMOONG LE GKOTO TN YPNCLLOTOINGT GE £VO GVGTNLO CVTOUATOV OTTOPAGEDV.

AOY® Kuplog TG HEYAANG TOIKIAING TOV TERA)IOV MG TPOG TO GYNLA TO péyehog Kat To
VAKO, Ba yperaldtav éva TtepAoTIO CVOTNUO Ylo. TNV KATATOEN TOVG Kol TNV €0pecn NG
KATAAANANG 181006V6KEVTG Y10 TO KGOe éva amd avtd [10].

Y10 apOpo tov Attila, Retfalvi yiveton pia tpoonddeio cuotnpotonoinong tmv emAoymv
ywo. TV tomofETNnon, cLYKpATon Kot VIooTHPIEN TPICHOTIKOV Tepayiov [11]. Avtd tov
eldovug ta tepdylo katepyalovtal KoTd Tn ouvnin TPOKTIKY, COUEOVO UE TN UEAETN, OE
optlovTia KEVTIpa KaTePYASIOV. 10 Zynua 3.4 mapovsidlovtal ot 3 THTOL VTOGTHPIENG TETOLOL
eldovg tepoyyiov.

= (1)- pos 1: Opilovtio
*  (2)- pos 2: Kabetn

»  (3)- pos 3: Kabetn e duvorotnta pepikng ene&epyosiog oty EXQAveELD, VITOSTHPIENG

pos pos2

/

Zymua 3.4: Tomor vmoot)pigéng tepayimv THTOV «KOVTIOVY.

Yta Zynuata 3.5 kot 3.6 mapovoidlovral ot thovoi THmotl TomoHETNoNng Kot cuYKPATNONG

TETOLOV TEUOYIOV.
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Type Deseription Sub-types

Locating by using surfaces pl p1 pl
which are on the adjoining
pi faces of the Q IO‘@I\@ @
plane locating face — O = =
24
Locating by using two inside p21 p22 p23 P
,, |diameter on the
7 haaniee | |© OO O @|l® @
o]

Locating by using one inside >

diameter on the plane
p3 locating face and a surface @

on one of the adjoining faces

Locating by using two

4 threaded joints on the
P plane locating face
Zyua 3.5: Tomor torobEtong tepayiov THTOV «KOVTIOVY.
Type} Description of clamping type Sub-types
? > s12 513
Clamping perpendicular to : X o
g | Clamping on the Clamping on the

the planc locating face / Clamping| PPosite face through hole

si on the

NANNN

Jommg . W'/AI ' ]
;%ﬁ L] |
m NN N

Clamping parallel to
the plane locating face

52 |
RSSNN NN
Clamping by screws
and threaded joints £
on the plane ) A
53 | locating face LI e

yuoa 3.6: Tomol cuykpatnong tepayiov THTOV KKOVTIOHY.

Yndpyovv, Aowdv 4 tpdnot TonobEétong Ommg ansikovitoviot 6to Zynua 3.4, evd dcov

a@opd TN 61evhuvon g dvvaung cvykpdnong puropel va dtaywpiotel e 600 Katnyopieg, v
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Kabetn (S1) ko v mapdAinin (s2). H (s3) mpdxettan yia pia 181k1 katnyopio cuykparnong,
mov yiveton pe ™ ¥pnom PdvV oty emedveia TomodETong.

Téhog Ta onueior cvykpdrnong pmopetl va eivar amd 2 éoc 4. H ovouacio tov tomov
OLYKPATNONG GE QVTH TNV TEPITTMON €ivarl TG LOPPNS S),N, ne N=2,3,4 oL €ivol 0 GLVOAIKOG
apOuog TV oNUEIDY GLYKPATNONG, EVO | €ival 1 apiBunon mov ypNGIHoTOoLEiTOL Y10, THV KAOE

Katnyopio amd 1o Xynuoa 3.6.

IIpoocdopioudc TV GNUEI®V GLYKPATNGNC

Mo pikpd tepdylo stvor apketd 1o déoywo oe 2 onueio, evd Yo pHeyoAvTepa givort
ATOPOITNTI 1) GLYKPATNOTN TOVG 6 3 TOVAYIGTOV onueio. Av vdpyeL apKETOHS YDPOG lvar
emBounto va yiver akdpa kot o€ 4 onueio. ['a v wokatavoun twv duvapewv cOeEENG N

EMPAveELD cOoPIENG YwpileTat g TopElG OTmG paiveTal oto Zynua 3.7.

i o~ sector | sector i * i
N. 1 9 :
o g 0 - | & | ez taf—i—ez 23}
<€ sector . sector <|<< <
f cz34
Y 4 13 !
Al/Z A3
e e ] o
AT S

Zyua 3.7 Awaipeon g EmMQAvELNG GLYKPATNONG GE TOUELG avdAoya TV apBind Tomv

onueiowv ovykpatnongs, 3 (apiotepd) kot 4 (de&1d).

The position of the clamping points at clamping
type s11. 512 and s3
Claiipiii ° seurm‘s lg
in_ two | ® Sectors 24
points e central zones 1-4, 2-3
e central zones 1-2. 3-4
i e sectors 1.2 and central zones 3-4
in( tll)n‘ez e sectors 1.4 and central zones 2-3
points e sectors 3.4 and central zones 1-2
e sectors 2.3 and central zones 1-4
ﬁllam};,gﬁ e sectors 1.2.3.4
points e central zones 1-2. 2-3. 3-4. 1-4

[Tivakag 3.2: H 6éom tov onueiov cuykpdtnong availoyo tov THmo cuykpdtnong (s,

s2, s3).

21 ovvéyela ypnotponoteitotl £€vo cHVOAO Kavovev mov opilet tn dabeciudtra Tov

onueiov cvykpdrnong kot torofétnong (Rule-based).
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Alec TpooeYYIGELC

> Bproypagio avapépovior Ko GAAES Tpooeyyioelg pe ) péEBodo kavovov, Onwg
avt tov Attila Ritfalvi ([27], [28], [29]). Extog avtig g pebddov, Tord cuyva amavtdtor m
xpron g nebddov CBR, 1 omoia otnpiletor oty yvdoT TV AVcE®V oL 00ONKAV 68 GALES
TponyovUeVEC TEPTOCEIS. Ta onueia cuykpdnong kot tomofétnone yw 1o e€etalouevo
TEUAYL0, LE TNV EQOPUOYN AVTNG TG HEBOJOL AapBdvovtol omd o faon dedopévmy 1 omoia
TePLEYEL OPLoUEVOL TEUGY LA e Ta avTioTotya onpeio. ['ivetot po ouykpion petadd tov tepayiov
avaPOPAG KoL oVTMV NG PAong dedopévmv Kot avtioTotyiletot To Tepdylo pe éva amd ) Baon,
ue to omoio opotdlel meprocodtepo ([30], [31], [32]). Téhoc, ot Lin kar Huang, ypnoiponotovv
VELPOVIKA dikTva Yo va eEGyouv Ta onueia Torofétnong kot cvuykpdtnong.[33]

Meyolotepn avaivon otic pebddovg CBR kot Rule-based 0o yiver oto emduevo

KEPAAQLO.

3.3 Xyedwaopoc povadag - (Unit/ Configuration Design)

O oyedlaoog g povadas tepthapdvel Tov Tpocdloptod Tmv ooy eimv tomrofEétnong
, GLGPIENG KO LTOGTNPIENG TTOL Ppickovtal o€ Emagn Le To Tepdylo. Enione povdda amoteiet
Kot M Bdon médve otnv onoia dévovtal ta Tpoavapepdueva ototyeio. Tlapakdtm mapatiBeton
Qo povado cVoOENS (£vag GEIKTNPOC) Kol To oTolyeio mov tov amotelohv. Ot GOIKTNPES
YPNOWOTOOVVTOL PE GKOTO VO TEPLOPIGOLV TNV EUEAVION TOPALOPPACEDV AGY® TMOV

dvvapewv katepyaciog (XyMua 3.8).

/clamp work action

i

s clam
P T =" p

A “"'_:'-:

fulerum—ono___ ==

supporting units Y’ .

baseplate connectors

Yyuo 3.8: Tlapddetypa povddag cuykpdtnonc.

21 ovuvéyelr Bo TOPOLGLUGTOVV Ol EVOEIKTIKOTEPOL TOMOL EVEMKTWOV HOVAI®V

1010GVOKEVDV.
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3.3.1 TYmoi evéliktwV 1010000KEVWY CLYKPATHONC

[dwitepo onpavtikn wpoomadeia £xel KataPAnOel Yoo tnv avdmtuén vEwv TEXVOLOYIDV
CLYKPATNONG, LE OVAPOPA TN HEYAADTEPT eveEMEID KOTA T O1APOPO GTASLN TNG KATAGKEVLNG.
Onwg eaiveror oto Zynqua 3.9, 7 (entd) Pocikés KOTyopies GLYKPATNONS OMAVTMOVTOL GT
Biproypapia ([34],[23] ).

Flexible or
Reconfigurable
Fixturing Systems

| |

Alitomatoally Modular Flexible Pin-Type Sensor-Based | Phase- Oth;r Base Plate
Reconligurable Fixtures Falle Arra: Fixturin Change Fhduring Concepts
Systems Systems Y [ 9 9 Concepts P
 self i 1 ] ] [ '  Phase- |
Robot System Reconfigurable o teratei‘l Actuated Type Fluidised Bed Encapsulation Change Base
System P Plate
Dexterous [ .2 ] [ [ [ ) | -~ ] Iight Activated |
Gripper PKM System Cartesian CAD/CAM Freeze Chuck | Magnetic Vacuum Base Adhesive
Concepts Database Base Plate Plate
(End Effector) Layer

Zymua 3.9: Katnyopieg evéMKTOV 10100VGKELMY GUYKPATNOTNG.

21c emdueveg vroevotnteg Bo avaAvBodv L TEPIGGOTEPES AEMTOUEPEIEG AVTEG Ol

KOTNYOpies aVTES.

3.3.1.1 Idoocvokevéc pe dwakprrd orovyeio (Modular Fixtures)

Ot 10106VoKEVEG aVTOD TOV TOHOL givar KoTOoKEVACUEVEG omd Pacikd oTotyeio Kot
dwkptd otoyeie ocvykpamone. 'Eva mopddstypo 18100606KEVNG OLTAG NG KOTNnyopiog
ansikoviCetar oto Zynua 3.10. Ta otoryeia cvykpdtnong eivarl cuvoepuéva e EYKOTEG TOTOL

T (T-slots), kot omtég (holes).
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= clamp supporting
unit

Yynuo 3.10: Mapdaderypo 16106V0KEVNG (e dloKPLTd oToLKElN - (7) XWPIG TO KOUUATL KoL

(b) pe to koppdtt tomobeTnuéVO.

[3106VoKEVEG TTOV YPNGUOTOLOVVTOL Y10, GUVOPUOAGYNOT, SAUOPE®SN 1 ETTHPNON
elvar  yevikotepa peyohidtepov  peyébovg kor Aryotepo  otifapés amd  ovTéG OV
ypnowonoovvior oe  unyovéc. Ievikd, Yoo 10 Kuplog oOHO NG 1O10GVOKELTG
YPNOLOTOLOVVTOL SLAKPITA GTOLXELD TTPICUATIKOD TOTOV, KOIAEG dOKOT1 1] COANVMTH KOUUATLOL
KaOdC Kot ototyel ohvdEoNG, Yoo TNV OCEOAT GOVOEST TOV UEPOV TOV COUONTOS TNG
1010GVGKELVTC.

Ta pelovekTnUATO TOV 1O10GVCKELAOV OVTNG TNG Katryopiag ivol:

e To peydro K6GTOG TOVG.

e H axpifela evromopod eivor KatmdTEPT TNG KAVOVIKNG, GE OPIGUEVES TEPUTTAOGELS, AOY®
™G avokpiBeg TOV EIGAYETAL KOTA TO GTAO0 GUVOPUOAGYNONG, TIS OVOYXEG TMV
oToEl®V TNG 10106VKEVNC KOODG Kol TIG OYETIKEG LETOTOMIGELS TOV GTOLXEIMV OVTMOV

Kot TV eneepyacio Kol TEAOC TNV dALOI®OT TG LE TNV TAPOOO TOV XPOVOL.

3.3.1.2 Evélkta 6LGTALLOTO TOAETOV

Ta gvélikto cuoTNUATO TOAETOV, ATOTEAOLVTOL OO To {0l oToleior He aVTA TNg
TPONYOLLEVNG KaTnyopiag Kot Ppickovv epaproyn o€ PEYOAES unxavég 1| ToAV-apOpmTOng
0100U00g KOl WITOPOovV Vo XEPLGTOHV TOAALUTAR KOUUATIO TAVTOXPOV®DS. O GYESOGUOS TOVG
EMUTPENEL TNV UEUOVOUEVT TOTMOBETNON Kot avakTnon tov dokipiov. Xto Xynuo 3.11

TopovctaleTarl Eva TaPASELY IO EVEAMKTOV GUGTHOTOC TAAETOC.
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Zyqua 3.11: Mopdaderypo e0EMKTOV GLGTHIOTOG TOAETOC.

3.3.1.3 Avtouaticuoi cuykpdtnone

Ta tedevtaio ypovia Tapoatnpeital o avEavOopevn TAcn 6T XPNOoT WOI0GVCKELAOV UE
AVTOHOTIGLOVG. O KOP1og AOYOG TG 014000MC TOV GUGTNUATOV AVTMV OTOTEAEL 1] HEl®ON TOV
YpOVoV Yia to dSdpopa set-up. TTapadociakd, To Koppdatio dEvovtal ot HEYYEVT LEGM EVOG
KOYM®OTOO pnyoviopod. Me okomd v emrtdyvvon G oLGPENG TOL  KOUUATIOV,
avamtOHYONKay Kt GALOL TOTTOL GEIKTIP®YV, 01 OTO10L OEV TOVOLY VAL AELTOVPYOVV YELPOKIVITAL.
H am6doom TV EpOoKIivITOV GUGTNUATOV ££0PTMOVTAL OO TNV EUTELPIN KoL TIG IKOVOTITEG
TOL YEPLOT. AVTO TO TPOPANUA AVVOLV TO ALTOUATO GUCTLATO OEGILOTOS TOV OKIHIOV,
KaODS TPOSPEPOLY ASIOMIOTIO KO EXAVOAAYILOTNTA KT TN Asttovpyia. Emmpocheta, ta
cvotnpate ot ivan apkeTd eAEYEL, KaODS 1 dOvoun Tov aokeiton propet va puOotel pe
akpifela avaroyo pe tov TOmoO G epyaciag. Emedn avtd to cvotiuota evepyomolovviat
pHEcm poG eEMTEPIKNG TNYNG EVEPYELNS (TVEVHATIKNG, NAEKTPIKNG, VOPAVAIKTG), O XEPICHOG

T0VG kabioTator Suvatog €€’ amooTaoems. MEOVEKTNILA TOVG 0TOTEAEL PUGIKE TO KOGTOG. [21]

3.3.1.4 Xyed10010C 1O10GVOKEVAOV CLYKPATNONG LE ¥prion oucntipmv

Yvotnuato oentpov Kot TexvNTG Opacns, aEIOTOI0VVTOL LE OTMTEPO GKOTO TNV
eEaopaiion mmg To dokipo torobeteiton opOd otnV W0cVoKELT. AT Eivor Eva ONUOVTIKO
BN TPOg TNV OVTOUATOTOINGT TG ELGAYWYNS TOV SOKIUIOV GTNV EKAGTOTE 1O10CVOKELT

ovykpdatnong. ([35],[36])
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3.3.1.5 Idwovokevéc cuykpatnone, Boacwouévee ota Yiucd AAoync @donc (YAD)

Y€ auTnV TNV Katnyopio 10106VGKEDV, 1) AKIVNTOTOINGT TOL SOKIUIOV EMLTLYYAVETAL UE
™ Pondeta evdg vAKoL oAhayng @daonc. Metd v tomoBétnon tov dokiiov pe €va
emmpocheto epyareio, 10 YAD orepeomoteitan yopm and 1o doKijo.

Tpeig Tomucég mpooeyyicelg avtng TS Katnyopiag etvat o1 endpeveg:

e Pgvotomomuévn Baon (fluidized bed) — H 1d106vokevy givat 1o doygio mov
mePLEYEL TO VYPO YAD.

e EvOvAdakwon (encapsulation) — To otepeomompuévo LAKO oALOYNG GAOTG KOl TO
dokipo amocmmvtal amd to dokipo Kot fubilovtor og o AN 1O10GLGKELT.

e Bdon YA® (Phase-change Base plate) — Ta otoygio tng 10106V6KEVTG KoL O)L

to dokipo, gupantioviarl g VAKO 0AAAYNG PAONG GE QTN TV TPOGEYYIOT).

Y10 Zynpa 3.12 kot oto Zynua 3.13 tapovoidlovrot 600 TapadelyaTa TG TPOsLEYYIoNS
™G peLVOTOTOMUEVNG PAong.

(a) Isometric projection of fixturing system. (b) Cross-section of actual workpiece holder.  Source:
Source: Ref. [53]. Fig. 1. Ref. [53] Fig. 7.

yua 3.12: Idtocuokevn pevotomomuévng Pacnc.

a) b) ) d)
Machine tool
Locators Workpiece

I aaiiiil
T T T T I Phase change
Heat source material (solid) Heat source

Phase change
material (liquid)

Figure 6 Authentic phase change fixturing process: A heat source melts the phase change material, thus permitting the
insertion of the workpiece (a), after solidification (b) the manufacturing process can be carried out (c). Finally, the heat
source re-melts the phase change material and permits the removal of the workpiece (d).

Zyua 3.13: Idtocuokevn pevotomompévng Paonc.
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3.3.1.6 Idocvokevéc cuykpdnonc ue yprion cotyktipwv (Chuck-based)

2NV TEPIMTOON TOL 01 OLVANELS KATA TNV eneEepyacio elval LIKPES Kot pia TAELPA TOV
doxiiov givar emimedn, 10te pnopel va apkel va cuykpatndel povo 1 eminedn mAevpd ToL pE
éva unyavicpd, Tov omoiov M KavoTNTo cLyKpatnong Paciletar 6e payvnTikég duvapels,
duvapEl kevod 1 TO dOKIU0 va givol moy®OUEVO €TV 610 pnyovicpd. Xto Zymua 3.14

TOPOVCLALETAL Ui IOIOGVOKELT GLYKPATNONG TOV AgtToVPYEL pe dSuvapelg kevov. [21]

—
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Yynua 3.14: 1d106v6KeLT GLYKPATNONG UE EQapLOYN duvauemy kevol [37].

3.3.1.7 Awtdéeic thmov «kapoitoacy - (Pin-type)

‘Evog punyaviopdg otn Baor enitpénel otny Kopuen Tov pin va tomobetodviol otnv
aovikn devbuvon, £Tol OOTE 1 EMPAVELN TOL gpyaieiov va givol TEPITLAIYIEVA AT TIC
KOPLQEG TmV Pin.

2 Biproypagio aravtdvtol 1060 TadNTIKé CLGTNUATH TOV JUTAEEDY VTMOV OGO Kot
evepynrikd. [38] X opropéveg dwatdéelg ta Pin xpnoiomolovvtor Hovo yio Ty vaootpién
Kot TOTo0ETNON TOL JOKIUIOL, EVAD GE GALEG XPNCLOTOLOVVTOL Y10 T GLYKPATNGT TOV, EVEM
avtd Tapapévouy ot B€om touvg pécw kdmoov YAD.

TéNOG, avOLOYMG TNV EPAPLOYT, OL SUCTAGELC TOV PIN gival S10QOPETIKES (Zynua
3.15).
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ymua 3.15: TTapadeiypota S10taEemV TOUTOV KKAPPITGACH.

3.3.1.8 Avtduoro eravopuOumlOuevec 1010GVGKEVEC

[Tévte Baoikég GTPATNYIKEG GYESIAGIOV, OVTOUATOV ETOVAPLVOLOUEVOV 1010GVEKEVDV
umopovv va. Bpebodv ot Pploypapic. Ores Paciloviatl o€ pOUTOTIKE GLGTHHATO.

Ot 180100VoKeEVEG kPt  GTOYKEl®Y, UTOPOLV Vo Guvappoloynfovv Kot vo
EMOVAPLVOUIGTOVV HECH POUTOTIKOV GLUGTNUATOV, OOV £va poUrdT TomobeTel Ta GTOYEIR TNG
10100VOKEVNG OTIG OTEG NG PAone N emdved oe payvntikovg cotktipes. H éddewyn g
axpifetog BEomG TOL AVAPEPETAL GTIG WOIOGVGKEVES OLOKPLTMV GTOLYEIMV, LETAPEPETOL KOL GE
aTY TNV TEPInTOON KaODG evomdKeLtal 6TV akpifela EVIOTIGUOD TOL POUTOT.

AlAeg otpotnyikég ompiloviatl 6T AOYIKN TOV «POUTOT ¢ 110cvoKeV». H mtpdtn
AVTAOV TOV CTPATNYIKOV €lval ol vePYNTIKOL THTOL TV SATAEEMV TOTOV KKAPPITCAG», OTMC
neplypaenke mopandve. Emiong, otpamykég mov Pacilovror o€ apmiyeg, TOL TAVOLV TO
OVTIKEIIEVO. ZVYVA TETOLEG GTPATNYIKES akoAovBovVTOL 6TV pkpo-punyavikn. H akpipela tov
EVKIVINTOV apTAy®V givor YEVIKE LIKPOTEPT] QDTN TV 1010GVGKEVDV.

Ot tehevtaieg 600 oTpaTNYIKEG GLYKPATNONG Elval pOoUTOT VIO TN LOPPT TOPAAANA®Y
Kvnuatikov pnyoaviopov (PMKs — parallel kinematic mechanisms) kot poprot kaptesioavov

ocvvtetaypuévov (Cartesian coordinate robots). [21]

3.3.1.9 AM\AotL TOTOL WI0GVGKEVDY GLYKPATNGNC

Ymapyovv Kot Opiopévol okOpE TOUTOL 1O0GVOKEVMV GLYKPATNONG TOL  £YOLV
avantuydel, ot omoiot maPoLSIALOVY KOTOEG OUOOTNTEC GE GYECT HUE TS ELEMKTEG
10100V0KeVEG cuykpatnons. Ot meplocoTepeg €€’ AVTOV ATOKAAOVVTOL TPOGOPUOLOUEVES
1010GVGKEVEC.

INo wapdderypo pio tétola 1d10cvokevn aélomotei évo ocvotquo. CMM (Coordinate
Measurement Machine — Mnyovr; Métpnong Zvvietayuévov) yuo. vo e£€Tdoel opiopuéva

ONUOVTIKA YOPOKTNPIOTIKA G UTAOK KIvnTpoV avtokivntoflopnyaviag. H minpopopia amd
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70 GOOTNUA ALTO YPNCLUOTOLEITOL Yl TNV EEywYN TG aKpIP1g BEong Kal TPOGAVOTOAICHLOD
TOV EMPAVEI®V TPOG Katepyacio. Mia Bdon pe pikporposaproyég 0éong epapuoleton yo v
emavatonobétnon tov dokiyiov otny Wavikn Béon. [21]

210 Zynua 3.16 mapovcsialovtal TOmotl TPOSaPHOLOUEVAOV 1O10GVCKEVMV GLYKPATNONG.

y e NA=Not
I—b . assigned
0 x

o L=Locator

a 3) (& ' L3 NA e« C=Chmp

yua 3.16: Ipocsappoldpeves 10106VGKEVEG GLYKPATNGTC.

3.4 EmoljOcvon - (Verification)

To 614610 ™G emaAnBevong eival amapoitto Yo va eEAcPaAicEL OTL 0 GYESIOGHOG TNG
10106VGKEVNC TTOV EYEL AVOTTVYOEL KOTA TO TPOTYOVUEVO GTASLN, IKOVOTOLEL TIC GYEOOTIKES
arontoelc. Elvar amapaitro o1dd10 og kébe mpocséyyion oyedtacrov 1010GVCKEVAOV LEGH

H/Y Zympa 3.17).

Setup planning

.

Fixture planning

.

Configuration design

.

Fixture design venification
(CAFDV)

Zyua 3.17: Ta téocepa oTad10 £VOG ALTOLOTOV GUGTHHOTOS GYESIAGHOD 1010GVCKEVADV.
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YuvnBwg 1 emainBevon oyetileton pe Tig eENG amoToELS:

o  ATmoTNGELS AVOXDV

o [leplopioTikég omaitnoelg

e Aviyvevong chykpovong

o Amoutnoelg €OKOANG XPNoNG

e OKOVOUKEG OMOLTNGELS

AvO povtéla, pmopobv va dNUovpPyNdovV Yo VO OVOTOPOGTHCOVV TN CYE0T TOV
Tepoiov Kot TG 10106VOKEVNG. To YEOMUETPIKO HOVTELD, TEPLYPAPEL TN GYETIKN HETAKIVION
TOV TEROYIOV OC TPOG TAL GTOLKEID TOTOOETNONG, EVAD TO KIVNTIKO LOVIEAO TEPLYpAPEL TNV
ToPAOPP®OT TNG WOIOCGVOKEVNG Kot TN HETaKivoT Tov Tepayiov e&ottiog Tov eEMTEPIKAOV
duvapewv [32]. Kot to 800 povtéra ypnoIHomolouvTol KoTd To 6Tad10 TG EmaAnfgvuong, yio

mv e€acpdiion TV embopntdv arortoewy (Zynua 3.18).

Locating Tolerance Stability -
£ - o Application level
analysis analysis analysis
Geometric and kinetic models Model level

ZyMua 3.18: H doun evog cvotipatog emainBsvong twv CAFD.

3.4.1 [swustpixod poviélo 1010600KEVHC

[Switepa otV avdAvon TOV aTAITHGE®Y AVOYDV, 1 EVPECT TOV ULETATOTIGEOV TOV
tepoyiov, mov mpokAnOnke amd TV HETOTOMION TV otolyeiwv Tomofétnong sivor moAvy
onuovtikn. Xto Zynua 3.19 mapovcidloviar tpio onpeia tomoBEToNG, LE TIC AVOYES TOVG.
Agdopévov TV pETOTOTICEWV TV onUelwV TomoBEéTnoNg, TPEMEL VO TPOGOIOPIOTEL M
HETOTOTION TOV TEROYIOV 1] KATOL0V GUYKEKPIUEVOD HOPPOAOYIKOV YOPOUKTNPLOTIKOD TOV. AV

etvat yvootn 1 HETOTOTION TOV TEROYIOV TOTE AVAKVTTEL TO AVTIGTPOPO TPOPANLLOL.

Target workpiece location

----- Displaced workpiece location

7N
'@ )
A A

L; — Locating point

====T
[ ]

P 3 2
Ls [ ’\I LOCHUHg pomt tolerance zone

N

WCS — Workpiece coordinate system

GCS — Global coordinate system
GCS
Zyua 3.19: T'eopetpikd HOVIELO 1010GVGKEVT|G.
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To yemuetpikd HovTéAO NG 10100VGKELTG EIvol 0 CUVOECUOG LETAED TOV LETATOTICEMV
TOL TEMA)IOL Kot TV onueimv tonobétone. Baciletar otov lakmpPiavo (Jacobian) wivaka,
TOV OTO{OV Ol WOTNTES UTOPOVV Vo ¥pnooronfodv yia vo kabopicovv, v axpifeio g
tonofétnong. Onwg Kot 6€ TPOPANUATO POUTOTIKOV Bpoyldvev o mivakag avtog Kabopilet

ox€0m €VOC TPIOALAGTATOV OVTIKEEVOD KO TOV GTOLYEI®V TOTOBETNOMG.
{4d} = [Jl{4q} 3.1)
Onov: {Aq} = {Ax Ay Az Aa AB Ay}T eivar n petardmion Tov tepayiov.

3.4.2 Kivntixo uoviéAo 1010000kE0C

Me v gpappoyn eEOTepik®dV SVVANE®MY GTO TEUAYL0, 0LTO Ba TapapopemBEel Kot o

petotomiotel OTM¢ anetkoviletoar 6to Zynua 3.20.

——  After workpiece displacement

Before workpiece displacement

UE]] Machine tool
D Locator
4 Clamp

Zyua 3.20: Kivntikd povtého 18106UGKEVTG.

To xivnTkd pHOVTEAD NG 1010CVOKEVNG YPTCLUOTOLEITOL Yo VO TTEPTYPOAPOVV Ol
OAANAETIOPAGELS HETOED TOV EEMTEPIKOV SVVAUEWDY, TNG LETATOTIONG TOL TEROYIOVL, Kot TNG
TapapOPE®ONG. AedOUEVOV TO SLVALE®Y GLYKPATNONG Kol TOV SVVAIE®Y TNG KATEPYATIAGS,
etvat duvatd va vVToAoYIoTEl N TAPAUOPPMOT| KOl 1 LETOTOTION TOV TEUOYIOV.

H &e&iomon wooppomiag tov tepoyiov vroAoyileton and v E&lowon (3.2).
[K{4q} = —{We} 3.2)
Omov: {4q} = {4x Ay Az Aa AB Ay}T eivar 1 petardmion Tov tepayiov.

{We} = {Fex Fey Fez Mex Mey Mez}T &ivoi o1 eEmtepikég SUVANEIS 6TO TEUAYLO
Ko

[K], o mivaxag axapyiag (stiffness) Tov tepayiov.
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3.4.3 Ipooeyyioecic vAomoinonc otadiov sxainBsvonc

Oocov apopd TIC TEPLOPIOTIKEG AMOUTNOELS, 1) EPEVVA £0TIALEL 0TV €maAnBgvon evig
oxed10GHOL OV Oa IKAVOTTOLEL TIC OMOUTAGELS TG OTAOEPOTNTAG TOL TEUA)IOV KOl TNG UM
TOPAUOPPMONG KOTA TNV KaTEPYAGia, OTms avapépOnke tponyovpuévas. Evd kdmoteg amd T1g
TpoceYYioelS TG emaAnfevong g otabepoTnTag givat TOAD avalvTikég Katl 6TdlovV 6TV
eEaopilon ¢ ooppomiog duvauemv oto tepdylo (E&iowon 3.2) ([39], [40]), dAkeg
v1oBeTovV Mo gAaoTikég peBddovg Tov avalntovv av ot 6 Pabuol ehevbepiog Tov TepA)ioOV
nepropilovtan ([41], [42]).

YHETIKA UE TIG OMOUTNOELS VoYMV 1 €0Tioom NG £pevvog motkilel. [a mapdderypo o
Camelio, avéntvée wa pebodoloyia, Paciopévn otn cvvdeon AabdV Tov TEROiov pE TO
oQAALOTO TNG 1O010GLGKELNG, TO OTOI0L TPOKOAAOVVTIOV WHEGH €VOG UETAPANTOD HOVTEAOL
KIVNUOTIKNG Yo T dtadikacio g Kotepyooiag [42]. Xe avtibeon pe oot v Tpocéyyion o
Wang [43], avéntuée pia pébodo avdivong avoxmv, 1 onoia otnpileTal 6Tov VIOAOYIGUO TOV
VE®MV BEGE®MV TOV LOPPOAOYIKADV YOPOKTIPLOTIKAOV TOV TEUAYIOV, GE GYXECN LE TN UETATOMION
AOY® opaipatog g Béong tov ototyeiwv TomobEtong.

H eEacpdiion mwg dev Ba vap&et avemBOun cvykpovon HETOED TNG 1010GVOKEVTG
KoL TOV Tepayiov gival oyeTikd 0KoAN, Kabadg ta suyypova cvotiuata CAD eivor duvatd va
deEdryouv évav €heyyo chykpovonc. Amevavtiag, 1 aviyvevon mhovig chyKpovong netald g
SO POUNG TOV KOTTIKOV EPYUAEI®V KO TNG 10106VOKEVNG amoteAel TpoxkAno. [44]

[ToAd pkpn €pevva €xet yivel otV €moAfevon TOV OKOVOLIK®V OTOLTCEMV KOl
anatioemv e0koANG xpnone. [poceyyicelg Paciopéveg oe kavoveg (Rule-based), pmopodv va,

ddoovv amdvtnon ot dnuovpyia T€Tolwy cvotnudtey [29].
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KEDAAAIO 4

YXXEAIAZMOX AEXIMATON & IAIOXYXKEYQN MEXQ H/Y
(COMPUTER AIDED FIXTURE DESIGN)

4.1 Tsvika

Me v Taygio ovaTTLEN TOV J1U0TKACIHOV GTNV KOTAGKEVT], O GYEOACUOG TOV OECIUATMOV
K01 1010GVOKEVADV OTOTEAEGE TTOAD GNLLOVTIKO TOPEYOVTO EAOYLGTOTOINGNS TOL YPOVOL KOl TOV
k6otoug. Ta ocvotquate oyedoopod SeCUATOV Kol 1010GVCKELAOV HEGEH VTOAOYIOTH
avamTuXOnKay Yoo TNV amAOVGTELCT TNG O0OKAGING GYeOGHOD. AV KOl TO GLUGTHUATO
CAD/CAM éyovv stoaybei otn fropnyavia, 6t 6Tadio e oediaong Kot g KoTepyasiog, 1
TAPNG avtopotonoinon tov cvotudtov CAFD dev éxel akdpo emrevybel. H mpdxinon
EYKELTOL GTNV KOOKOTOINGOT TNG EUTELPIKNG YVADOTG LE GKOTO TNV OLTOLOTOTOINGT) OVTMV TOV
cvotnudtev. Onmg answkoviCetar oto Zynua 4.1, éva cvotmpo CAFD mepilapfavet, to
oyedaopd tov edoswv (Setup planning), to oyedacud tov Wdocvokevav (fixture planning)
Kot v emainbevon péow H/Y (verification), ta omoia &fetdotnkov avOALTIKG GTO

TpoNyovUEVO KePAAaLo. [45]

Product design

(CAD) Setup planning
- Operation sequence
! - Machining surfaces
- Workpiece orientation
4 ™
] ) Fixture planning
Geometric / - Locating surfaces/points
representation - Clamping surfaces/points

- Supporting surfaces/points

Fixture configuration design
] - Fixture element selection
Process planning - Position and orientation
(CAPP) . determination 7
T, G

\ / Fixture design verification

{} - Accuracy analysis

7 - Stability analysis
Production system

/7

z/j - Operation analysis
&

o o A o A S S S o o o A o 1 o o o o A 5 o o o o A o S o A7

Fixture assembly
- Drawing
- Element list
- Robotic assembly

- NC programming
-CAM
- MRP

Zynua 4.1: Atadikacisc Tov copmeptlapfavoviat og Eva cvotnuo CAFD [35]
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2 ovvéyeln Tov KePoAaiov Ba mEPLYPOPOVV Ol ONUOVTIKOTEPEG HEOBOOOL Yoo TNV
KOOKOTOINGN OLTNEG TNG YVOONG KOl TOV OUTOUOTIOUOD TOV GUOTNUATOV GYESLOGLOV

JECIUATOV Kol 1310GVGKELMOV, TOV avaPépovTal ot PipAtoypaeia.

4.2 Mé£6odor 0dnyodueveg améd mponyovpeves tepurtdosls - Case Based Reasoning
(CBR)

H pébodog ompiletor ot oOykpion tov VIO €EETOON TEUOYIOV LE TPONYOVUEVES
nePIMTOGELS TEpOyimV. O BabUdc opotdTTdg TOV HE KATO10 Atd TIG TPOTYOVUEVES TEPUTTMGELG
0o kaBopicetl to teAkd amotédleopa. Eivar avtovonto mmg yio v vAomoinon g nebddov
amotteitar vo dounBel por «Biprlodnkn mepumtdocwvy (case library), dniadn pa Baon
dedopévmv. Avtn Ba mepiéyel 1000 TOL TPONYOUUEVO TPOPANUOT T.Y. TEUAYLO OGO KOl TIC
Moelg Toug (10tocvokevn cuykpatnong). Oco peyardtepn eivor n féon dedopévmv 1060 o
axpiPn Oa eivar ta amoteAécpata.

Mo v avértoén g pebooov, kpioa onueia givar o TpodTOG TEPTYPAPNG NG KAOE
nepintwonc, 1 cuvdptnon mov Ba ypnoomondel yio va Teptypayel Kot Vo 0modMOEL TEAKA
70 Bafud opoldTTaG, Kot 1 0pyAvmon TOV opludV TOV TEPITTOGE®V 6T Bdon dedouévav.
Ta amAovotevpéva Prpata yio Ty vAomoinon g nebddov mapovsialovtal oto Zyfua 4.2.
2y mepintmon €vOG GLGTNUOTOS GYEOCHOV 1O100VoKELVNG, N KéBodoc Bo mpémer va
avayvopilet kor va mapovotalel ) PéAtiotn mepimtoon amd T Pdaon dedopévav,

YPNOUOTOIOVTOS KOTAAANAO GULOTAUOTO TEPLYPAPNS KOl GUYKPIONG-OVTIOTOIYNONG T®V

—

TEPUTTAOGEDV.

Retrieve -

New work- Retrieved

piece work -piece
New work-
Sy piece

Y o
Y | ibran 2
] @
(]

Revised fixture Solved fixture

Yynua 4.2: Buoto e nebddov CBR [46].
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2 ovvéyeln Ba Tapovolaotel GLVOTTIKG 1| LAOTOINo™ TG HeBOOOV, Yo TO GYESOGHLO
10106VoKEVNG, 0o Tov Hashemi [46]. H avalntmon AMoemv and tn Bdomn dedopévav o€ avthv
™V TEPInTo yiveTan og dVo emineda. 1o TpdTo avalnteitol £vo Topdolo TeRdyLo, EVEM GTO
devtepo avalnreitor 1 KatdAAnAn iocvokevy cvykpdtnons. Kotd cvvémeia oto mpdto
eminedo TG PASNC 0£S0UEVOV EUTEPLEYOVTOL TO TELAYLN KOL OL TPOTOL KATEPYOTING TOVG, EVD
0TO OEVTEPO 01 WIOCVOKEVEG ava TePinTmon. £10 Zyfua 4.3 divetorl To d1lypoLLe. POTG TOV

YpNooTomOnKe yio tnv vAomoinomn g pebodov.

Input data

! H
! i
'
' Symbolic attributes Numeric-Symbolic 1
! attributes 1
i |}
: J- :
; 4 & Symbolic Attributes Numeric Attributes | !
' Work piece .
' .
) type, size of & Q H
___________________ 4 work piece, Convert to Numbers Normalization :
Template Search [ machine type, L N
i3 axis of !
: ) PRLVEIRORR Prepared Data
Match the symbolic @ Ml;:;n{nb, pa ;
o y [}
attributes with : il !

Select cases with
the same attributes

Calculating Euclidean distance between input workpiece and each one of
selected cases

(selected cases set)

I

1

1

1

1

1

1

1

1

1

1 caws 'ndalabase . .. .- .~ - . -
A eSS SRR i P - ST PR RORSOVO WSO MR N AT eSO BN CHLES. LA AN P N N S AR IO
1

' ™ | Closest Method
1

1

1 g/

1

1

1

1

1

1

--------------------- Dimensions Number of Number of Volume
of Milling Drilling of
Workpiece Features Features Features

A 2
1
)
1
1
1
)
]
1
)
1
!
1
)
)
)
1
)
]
1
il
)
)

'|
|
1
1
1
]
1
]
)
]
]
1
)
1
I
1
)
]
1
|
1
)

'

) 1

Select the case with the smallest distance as the solution

b
Retrieve fixture of the selected case to be used for the target
workpiece
S
Perform required modification and adjustment of fixture
components

Output Fixture Design

Zynua 4.3: Adypappo pong epapuoyne e pnebddov CBR and tov Hashemi [46].

H Baon dedopévov aroterovtav cuvoAikd and 10 neputtdcelc. To mpdTo P Nt n
EI00YMYN KOl TEPLYPOPT] TOV VO UEAETN Tepayiov. Xtn cvvéxewn yivetar avalntnon yio

napopoto tepdyto ot PLAtodkn.
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Avalfitnon MotiBov — Template Search

Kotd 10 mpdT0 0Tdd10 YiveTton o avalntnon potifov, yuo v €0pecn mopOUOL®V
TEPIMTOGEWV TEUA)IOV. Me avTdv TOV TpOTO eAdyIGTOTOEITAL TO TTEdI0 avalNTNonG KBS pe
YPNYOPO TPOTO OTOKAEIOVTOL TTEPUTTOCELS AVTIKELLEV®OV TOV TOPOLSLALOVV HEYAAES S10POPEG,
OT®G Y10 TOPASELY O TEAEIMG SLOLPOPETIKN YEOUETPIO (KOVAVOPIKA - TPICUATIKA TELAYLO). ZTO
TOPOV TOPAOELY IO YPNOLLOTOIOVVTIOL O YOPOKINPIOTIKA TOL Tepayiov 5 wotnres: (1) o
TOmog, (2) To péyebog, (3) o aEovag katepyasiog (4) o TOmOG TG unyovig Kot (5) 1 draudkocio
¢ Katepyaoiag. o to vwd dokun Tepdylo mov mopovcidletor oto Zynua 4.4 (A), ot
napamdve mopdupetpor givor (1) mpiopatikd, (2) pecaiov peyéboug, (3) kdbetog aCovog

katepyaociag (4) epéla ko (5) ppeldpiopa.

” i (8) Part | Part2 Part 3

O O o I

Yynuo 4.4: (A)- Tepdyo avoapopds, (B) — mbavég aviiotoymoeig and Paon dedouévav [46].

Avtiotoiynon

H avtiotoiynon pe to mo toplactd tepdylo e Pdong dedopévav, yivetor HEGH oG
GLVAPTNONG OV VITOAOYILEL OMOGTAGELS, KOl TIG YPNOUYLOTOEL O LETPO GUYKPLONG. ZTN LEAETN
ot TpokpiveTar N Aon Twv Evkieldeiwv anootdcewv, oAAd peretdvton Kot GArot 2 (600)
mhovol evarloktikol tpoémol. Kdébe mepimtwon mov éxel amopeivel omd 0 O0TAS0 TNG
avalnmong potifov ypnotpomoteital GLYKPITIKG 6€ avtd T0 oTddo. Xto Zynua 4.4 (B)
napovctaloviot Ta 5 tepdyta e Pdong dedopévav ta omoia dev amoppipOnkay 610 GTASI0
™m¢ avalnmong potifov. Xvven®dg katd 10 6Tdd10 NG aviiotoiynons Ba dobel pa Ty
ovyyévelag oto odotnua [0,1] yuoo kdbe pio amd ovTEG TIC TEPMTMGEIS GE GYECN UE TNV
avaeopd. Xto Xyfua 4.5 mopovctdlovtal To. OToTEAEGUOTO TOV 6TAdioL avToV Yo TOVG 3
TPOTOVG oVYKplonNG mov efetdotnkay. Ta KoAOtepa amoteléopato £3mwoe 0 TPOMOG

VTOAOYIGLOV TMV EVKAEIOEIMV ATOCTAGEWMYV, O 0TO10G KOl TEAMKE TPpOoKPiONKE.
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Synua 4.5: (A)- Tepdyo avapopac, (B) — mbavég avtiotoynoelg amd Baon dedopévav [46].

Téhog divetow m Abom ovyKpATNONG OTNV TEPITTOON TOV TEUO)iOV 7OV glval
Kataywpnuévo ot Paon dedopévov. Emedn ta 6vo tepdya mapovsidlovv peydro Baduod
opototTog N Abon pmopel va epappootel Kot 6ty mepintmon avt (Zxnua 4.6). Ze avtd 1o
oTAd10 UITopel 0 XEPIoTNG Vo TopépuPel Kot vo amo@aviel av 1 Abon mov wpoteiveTal sivat

KOVOTTOTIKN 1 OYL.

Zyua 4.6: H mpotewvopevn Avomn amd t Pdomn dedopuévav, To Tepdylo avapopds, 1
TPOTEWVOUEVT ADOT LE TO TEUAYLO0 avopopdg [46].
H péBodog avt amavtdrtol mold cuyva ot PBiAtoypaeia pe 01dpopeg maparrayss OGOV
aPOPd TOLG TPOTOVS TEPLYPOPTG TOV YOPUKTNPIOTIKMOV TMV AVIIKELEVOV KOl OVTIGTOIYNONG.

Mo mepintwon eivor avti tov Zhang, Peng, Hou, [47], ot omoiot ypnoipomotovv Evov

aAyopiBpo tprodidotatov oynuatog (Shape-based 3d fixture model) avti g teyvikng

[47]



avalrtnong potifov. X cvvéyetla 1 cOYKPLoT Kol avTIoTOlYN o™ 2 TPIoOACTATMOV LOVIEAWDY

yiveTal xpnoyLomoldvag o mAEy e Tovs. Ta Prpata mov akoiovBovvto gival ta axdAova:

1) Opiopdg pog ocvuvaptnong oxfurotog pécm e Evkieidelog amdotaonc.

2) Agtypotolnyio N oNUEI®V TOV ETLPAVEIDV TOV LOVTEADYV TOV TELOYIOV

3) YmoAoyiopog g ouvvapmong oxnpatog (Evklieidewng oamdotaong) yu kB
OELYLOTOANTTOOLEVO OTLELD

4) YmoAoyiopog Tng cuvApTNoNG KATAVOUNG Kol oYed0GT 10TOYPAUIOTOS — KOTOVOUN
oyfuotog H. (Zynua 4.7)

5) Ymoroyiopdg g S10popds Heta&d Tmv 2 KOTOVOU®MY GYNLLOTOG.

Engineering Distribution of Distribution of Distribution of Distribution of
Models Maxima Minima Saddle Points Shape

Yynua 4.7: Katavouéc oynuatoc yio 2 tepdya [47].

> ouvvéyelo oto 1010 ApBpo ypnolomoloHVTaL Ot YEVETIKOL OAyOplOuoL Yoo va
TPOCAPUOGTOVV Ol AVGELS TOV TEPMTMOGEMV TNG PACNG dEGOUEVOV GTO TEUA(LO OVOPOPAS.

[TeprocdTEpOC AGYOG Y1t TOVG YEVETIKOVG aAyopiBlovg Oa yivel og emduevn evotnra.

4.5 MéBodor 0dnyodpeveg amé kavoves (Rule Based) - Asagic Aoyuciy (Fuzzy Logic)

H acapng Aoykn amotedel yevikevon ¢ KAOUGGIKNG AOYIKG KOl TOPEXEL UNYOVIGLLOVG
TPOCEYYIOTIKOD GLAAOYIGHOD (approximate reasoning) kot €€ay®yng OULUTEPAGLOTOSG
(decision making). O mpoceyyloTIKOG GLALOYIGHOG eival pior Tpoomdbeto va povtehomomOel
0 avOpOTIVOG TPOTOG OKEYNG Ko ££0Y®YNG CUUTEPACUATOV, KaODG givar yvwotd 0Tt 0O

avOpOTIVOC EYKEPAAOG TPAYUATOTTOLEL TEPIGCOTEPO TPOGEYYIGTIKOVS GLAAOYIGLOVG pE Pdon
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TOLOTIKA KPUThplat avtiAnymg, mopd axpipels cvAloyiopovs Paciopévovg ce TANODpa
dedoUEVOV.

Onwg paivetor oto Zynua 4.8 ompileton ot Aoy IF-THEN.

IF INPUT 1= Degree-of-membership in INPUT1-SET AND
INPUT2= Degree-of-membership in INPUT2-SET

THEN OUTPUT=Degree-of-membership in OUTPUT-SET
General forms of the base rules can be as follows:

If <condition>then <consequence>

If<conditionl and (or) condition2> then <consequence>

If <conditionl and (or) condition2>then <consequencel and (or)

consequenc e2>

ZyMua 4.8: Tapdadetypo kavévemv acapovg AOYIKNG.

Katd ™ pébodo avtr (Rule-Based), 1o cvomua Aoufdver €6660vc, ot omoieg
TPOKLATOVY OO TO UNYOVOAOYIKA oyédlo kot To @aceoldylo. Ta degdopéva 16600V
KOOKOTO0VVTOL PLE KATAAANAO TPOTO, DGTE TO AOYICUIKO VO, LTTOPEL VoL TOL YPTCLLOTOM|GEL Y10
TNV EMAOYN TOV GTOLKEIOV TV 10106VcKELOV antd TN Pdon dedopévev. H katdAinin emthoyn
yiveton péow g emPePaioong 1 un ddpopwv Kavovav mov xovv mpokadopiotei [48].

H Bdion dedopévov katéxet tpio €10m dedopévay, to TEUd)L, TIC 1O10GVOKEVEG KOl TO
otoyeio Twv Wocvokev®v. Kébe €idog dedopévmv cuvodedeTal e KATOLN YOPOKTNPIGTIKA,
Omwg To €100G TG KATEPYUSING TOV EpYAAEIOV, TO VAIKO KOTAGKELNS TO HEYEDOS K.0L..

H emdoyn yivetor pécm Kavovav mov «omavtohv» OTIS EPOTNCELS TG TEPITTMOONG TOL

eetaletal, Onwg eatveton oto Zynuo 4.9.
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if ( type_of_machining == "drilling" &&
main_machine_tool_group == "driling machine" &&
machine_tool_subgroup == "gillar drilling machine" &&
type_of machine_tool == "conventional" &&
number_of_tools == single fool &&
number_of_machining_surfaces == single surface &&
batch_size == 200 &&
drilling_diameter == 8 )

tool_gulding_element->name = “fixed drill bush";
tool_guiding_element->ID = 23.008;

QUESTIONS
Type of machining MNumber of tools
diilling v| |single tool v
Iviain machine tool group MNumber of machining surfaces
\diilling mactine v| [single surface v
Machine tool sub-group Eatch size
pillr driling machine v| [200
Type of machine tool Drilling diameter
%__conventiorral i vJ 8

RULES

CHOICES

OF

OTHEN
OELSE
OELSE IF

O AND

COR

LINOTE
LREFERENCE
LINAME

b

3

H

Yynua 4.9: Tlapaderypa kavovov — Baong yvoong (knowledge base) [48].

"Eva dAAo mapddetypa dtoypappotog pong e peboddov avtg mapovstdleTot 6To Zymuo
4.10. To CLYKEKPEVO YPNGLOTOLEITAL Y0 TNV EMAOYN TOV GTOWEI®V GLYKPATNONG HLOG
10106VOKEVNG SLoKPLIT®V oTotXEi®mV oTn peAétn tov Uday [49]. Méow tov akyopibuov yivetot
TpoomdHeln ETAOYNG TOV GTOLYEIOL GLYKPATNONG Y10 TAAYL GVOEIEN ToL Tepayiov. Kpioun

TOPALETPOS EVaL TO VYOG TOL TEpyiov, To omoio eEetdleTat. Avaldywg v T Aapupdvovton

ATOPAGELS Yl TO av Ba xpnopomroin el vrooTPEn.
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Calculate the helg_hmr

IFWH=100mm,

then no riseris used.

If 100 mm <WH=125mm,
25.4mim riseris used.

Define the kind of

pse s;amam_ plvoum

2N COwWnennst

Use neaw DWOIIFE

N 38

yua 4.9: Tlapddetypo Sidypappio pong e AW omoQacemv HECH KOavOVmV — BAGNC
yvoong (knowledge base) [49]

4.4 Tevetkoi alyoprOpol

Ot I'evetcol adyop1Bpot oviikovv 6To KAGOO TNG EMIGTIUNG VITOAOYIGTAV KOl OITOTEAOVV
po péBodo avalnnong PEATIOTOV AVCEDV GE GLGTNUATO TOV UTOPOVV VO, TEPTYPAPOVV MG
ponuoatikd  mpdPAnua.  Eivor  ypiowor oe  mpoPAnpato  mov  mEPEYOVV  TOAAEG

TOPAUETPOVG/OOGTACES Kot dev LILAPYEL avaAvTiky] péBodog mov va umopel va Ppet to
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BEATIOTO GLVOLOGHO TILAOV Y10 TIG LETOPANTEG DOTE TO VIO £EETAOT GVGTNIA VO avTIOPA OGO
70 dvvaTdV LE TO EMBLUNTO TPOHTO.

O 1pdmog Aettovpyiag Tov [N'evetikdv AdyopiBuwv elvar epmvevouévog amd t ProAoyio.
Xpnotponotel v 10éa G €EEMENG HEC® YEVETIKNG UETAAAAENG, (PLGIKNG EMAOYNG Kol
dwotavpwons. Ot IN'evetikol AhydpBuot etvar apketd amioi oty vAomoinon Tovg. Ot Tég
YU TIC TOPAUETPOVS TOL GULOTHUOTOC TPEMEL VO KOOIKOTOOVVTOL HE TPOTO (MGTE Vo
avamopaotafodv and o peTafAnT TOv TEPLEYEL GEIPA YOPAKTP®V 1 JVASIKOV Yneimv
(0/1). Avtq m petafint) ppeitor 10 YEVETIKO KOJIKO 7OV VRAPYXEL GTOVG (®mVTOVOUG
opyoviopovg. Apyikd, o TIevetikdg AlyoplOuoc mapdysl TOAAOTAG aviiypo@a Tng
HETOPANTAG/YEVVNTIKOD KOJIKO, cLVAO®G UeE Tuyaieg TIES, ONUIOLPY®OVTOS £va TANOLGLO
Moewv. Kdbe Aon (Tipég yio T TopapieéTpous T0V GUCTAHATOS) SOKIUALETAL Yo TO TOCO
KOVTA QEPVEL TNV AVTIOPOGT TOV GLGTHKATOG GTNV EMOLUNTY], HEC® HLOG GLVAPTNONG TTOV
dtvetl To pétpo wavdtnTag TG AbonS kot 1 omoia ovopdletatl cuvaptnon wavotnrtag (Z.1).

O1 Moelg mov Bpickoviot o kovtd otnv emBounty, 6€ oxEon He TG GALES, GOUPOVOL
ne To p€tpo mov pog divel .1, avamoapdyoviol oty exOUEVN YEVIA ADGEWV Kot Aappdvouy
pio toyoio petddhaén. Eravolappdvovtag autr ) Slodtkacio Yo apkeTEG YEVIEG, Ol TuYOiEG
LETAALAEELG 0 GLVOVAGHO pe TV eMPI®ON Kol Avamopoy®myn TOV Yovidiov/AVcemv mov
ninotdlovv KaAvtepa o emBountd omotédespa Ba mapdyovv éva yovidio/Avon mov Oa
TEPLEYEL TIG TYES Y10l TIG TAPAUETPOVG TOV IKAVOTOOVV OGO KaAVTEPQ YiveTal Tnv X.1.

Ta mpoypdupata eEgAMccovtal HEYPL va TAGOLY, HEGH UETOALAEE®V, SLOGTAVPDOGEDY

KOl PUGIKNG EMAOYNG, GE 0L ATOTELECULATIKY] POpLOVAQ 1) ool Oa ekTeAET Le TOV KOADTEPO

duvatd TPOTO o GVYKEKPUEVT epyacio (Zynua 4.2).

Initial population (t)

Whether Maximum
Iterations
reached?

v
Reproduction

Optimum Solution renses

Yynua 4.2: Apyn Aettovpyiag yevetikon aiyopibupov [50].

(52]



Oocov apopd 10 6YedOCHO 10106V0oKEVOV Yl peretnBel otn PiAoypapia 1 xprion TV

YEVETIKOV aAyopiBumv yio ) Bedtiotonoinon g dwadikaciog.[51]

4.6 Alleg nébodor

AALOL LELETNTEG XPNOLUOTOIMG AV SLOPOPETIKES TPOCEYYIGELS Y10 TV CVTOUOTOTOINOT)
NG SLOIKOGIG OXEOACUOD TOV 1O10GVOKEVMV.

O Babu, viomoince £évo OLTOUATOTOMUEVO GUOTNUO GYESIOGUOD  SLOKPITMOV
Woovokevmv (modular fixtures), to omoio a&lomolovoe v TAateopua tov AutoCAD, oe
ouvovaouo pe To Aoyiopkod AutoLISP. H mpocéyyion avt otnpiydnke oe diodidotata oyxédia
Telkd mpotdOnke P pebodoroyia yio T @AM TNG OVTIGTOLYNONG KOl TOL OVTOUATIGLOV TG
akoAoLBiag TOV GYNUATIGUOD TV SKPLIT®V 10106V6KEL®V [52].

O Dai cvotnoe po. 1éBodo yio v Kataokevn TG BAong 0ed0UEVOV TOV GTOYXEI®V TMV
10106VGKELVMY, TOL ¥PNGILOTOOVoE T0 Pacldopevo ot yvaon, cvomuo ICAD kot éva
ypoeko mepiBdirov UGII yia t povteromoinon tov tepayiov [53].

OtrHou ko Trappey npotewvay éva CAFD cuotpa o omoio givar duvatd va vrostpi&et
oSO UOVG 13106VOKEVDV daPdOpV TOHTTV [54]. YAomoincav éva Aoyicpukd CAD kot éva
ocvotnua dtayeipiong g Paong dedopévaov DBMS. Emiong, doundnke po Paon yvoong
KaBdc Kot g Béon oedopévav Yoo To GTOLElR TMV 1010GVOKEVAV T OTOlo. £0MGOV TN
duvatdHTNTO Y10 P amrodoTIKATEPT dlaeipion twv dedopévav. IIpotddniay 3 (tpia) enimeda
oxedGHOV 10106VoKkeL®V. H dtoyeipion ToVv 0£00UEVOV TOV 1010GVGKELAOV, 1 ETAOYT TOV
OTOLYEI®V TV 1010GVGKELVAOV KO O TEMKOS GYEINAGUOG TOVG.

Ot Rong xou Li avémtuéav éva tayd oOotnuo oxedlacpol 1810GVGKELMY Y10, TO
oxedaopd dakprtdv Wocvokev®dy [55]. To chotnua £6ve ™ duvatdHTTA SAOPACTIKNG
EMAOYNG TOV OTOLYEI®V TOTOOETNONG — CLYKPATNONG KAODS KOl TOV VTOAOWT®V UEPDV TNG
1oovokevne. Avortdoydnke oe éva mepifaliov CAD, ue v ypnoyomoinon evog “drop-
down” pevod emAoydV TOV S0POPOV 1010GVOKEVOV Kol TOV JloPOp®V  GTOYXEIDV
tonofétnong Kot suykpdtnong. Téhog ypnoyomomdnkay 6y£celg GuvapUOAGYNONG HETAED

TOV GTOYEIMV TOV 1010GVGKEVAV GE AVTO TO GUGTILLOL.
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KED®AAAIO 5

XYMIIEPAXMATA

5.1 Tevika

Xe évOo OLVEYMDC OVOTTUCCOUEVO KOl OVTOYOVICTIKO TEPPAAlov, ot Prounyavieg
ava{ntobv TpOTOVG Helmong Tov KOGTOLG Kol avEnomng ¢ mapoaymyns. Ot Prounyoviec otov
TOUEN TNG KATOOKELNG 0gv umopovoav vo amoterécovy e&aipeorn. H avtopatonoinon tov
OldKacIOV  amotelel onuoavtikd Priuo mpog v KatevBuvon oavty. H &icodog tov
ovomudtov CAD/CAM amotedei MON [0, TPOYUATIKOTNTO OTO GTASIL TNG TOPUYOYNS
(oyxedioon / katepyasia). Ta cvotiuata oxedlacpod Tov edacemv (setup planning) kot tov
1wocvokevmv (fixture design) pe ™ Pondewa H/Y (CAFD), dev éxovv Bpet v id1a omiymon
axopa. Avtd copfaivel d10TL amoterel akdpa TPOKANGT Kot TEdio £pguvag 1 KmIKoToino
NG EUTEIPIKNG YVAOOTG GE TANPOQOPia, StoEPicIUn amd NAEKTPOVIKG GUGTHLOTA.

2V mopovoa epyacia, apykd yivetar por Tpoomdfeia OoY®PIGHOD TOV dPOPOV
oTadiOV TOV GLGTNUATOV oVTOV. O day®PIGHOS avTdc ot PipAoypapia dev etvar andAvtog.
Awpépel amd gpeguvnti o€ gpevvnTy], 0ALL Ol o cOyypoveg Bewpnoel cuyKAivouy otV
TPOGEYYIoN oV LIBETHONKE TNV TAPOVGO HEAETT).

Ta xOpra otédre evog CAFD cvotipoatog Bempndnke 6Tt etvon ta €ENG:

o Xyedwopog edacewv (Setup planning) - Xg avtd 1o otddo0 opilovral ot
amopoitnTeg PACELS Katepyasiag Tov tepayiov. XKomog eival  ehaylotomoinon
K0T TO SUVOTOV TOV amalToVUEV®V Setup.

o Xyedwaocpog 1docvokevdv (Fixture planning) — X ovtd 10 ©TAd10
Tpocdopilovtal 01 amanToELS TG 1010GVOKEVTG Kot kaBopilovtan ta onpeio Kot
T oTotKEla TOTOOETNONG KAl GLYKPATNONG.

o Xyedwacpog povadog (Configuration design) — Xto otddio avtd kabopiletar o
TOMOG NG 1W10cvokeVNS mov Ba ypnowomomBel, AapPdvovroc vwoOyn ™G
OTOUTNOELS KOl To amopoitnto otolyeion Tomofeétnong kol cuyKpATnNoNng Tov
TPOTYOVLEVOL GTADI0V.

e Z1ddw0 emarnBevong (Verification) — Eivon (oTtikd Pripa tov cvotnpdtov CAFD.
g ovTo TO TEAEVTOIO OTASIO ££0CPUMEETOL TG O GYESUGUOG TNG 1OI0GVGKELNG
IKOVOTIOLEL TIG OYEOIOTIKES OMOLTIOELS, KUPIWG OMALTNOELS OVOXDV 1 O1POPOV

TEPLOPICUMDV.
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21N CLVEYELN TOPOVCIAGTKAV OPICUEVES O TIC TPOGEYYIGES TOV YivovTon Yo kKaOe
EMUEPOVG 6TAd10, oTn PPAoypaeia. Kabe empépovg o1ad0 amoterel éva Eexwplotd medio
épevvac. Meydln éupaon €xet 600el 6to 0TAd0 NG emaAnfevong KabMG emiong Kol oTNV
EMAOYTN TOV KOTAAANA®V onpeiov kot otoyeiowv Tonodétone. Meydin tpocmddeta £xet yivel
otV dNUovpyiol EVOC AVTOLOTOL GLUGTHUATOC GYESOCHLOD TMV PACEDV KOOMDC emiong Kol TN
BeAtiotomoinon té€totwv cvotnuatwv. TEAOG, 01 TOTOL 110GVCKEVMY TOL YPTCLOTOLOVVTOL

etvar moAloi Alyot, n mAetoynoia Twv omoimv eival o1 I010GVCKEVES [LE SLAKPLTA CTOLXEL.

5.2 Mpotdoseig

E&attiog avto Tou 0pEmc pAGLOTOG GTO O16POPA ETUEPOVS GTASLN, OEV LITAPYEL KOO
€vo. OAOKANPOUEVO GUTOUOTOTOMUEVO GUGTNUO TOL VO, OVTILETOTILEL TO TPOPANUA TOV
OYESOGLOV TV PAGE®V KOl TWV 1010GVGKELMOV cLYKPATNoNG. TIoAAES amd TIg TEPMTOGELS
ocvoTnNUateV mePlopiloviol G€ KOMOW0 GLYKEKPUEVO TOTO TeEpoyiov (TPICHOTIKA —
KOAMVOpIK), GAAeg oamd TOVG TOMOVG 1010GLOKELAOV TOoL Ba  ypnoyomomnbodv (m.y.
10100V0KEVEG He Olakpitd otoryein) kol GAAeg amd to €idog ¢ katepyosios. Emiong éva
ONUOVTIKO EUTOO10 Elvar 1 GLUPATOTNTA TOV OLAPOPETIKAOV AOYIGUIKAOV TOV YPNGUYLOTOLOVVTOL
Yy TNV KOJKomoinon g yvoong kot tov cvotnudtov CAD yio v swooywyn tov
LLOPPOAOYIKMV Kol GYESOCTIKMOV YOPUKTNPLOTIKAOV TV TEUAYIMV.

E&etdlovtog Aowmdv kavels, 1o kaBoAkd TpdPAnLa TG ETAOYNS TOV TPOCAUVATOAIGLLOD
KOl TOL TPOTOL GLYKPATNONG CE KEVIPO KOTEPYOOI®V, €ivar OVoKOAO va mpoteivel Eva
OLYKEKPIUEVO Kal KaBoAkd Tpdmo Avone. Amonteitor, apyikd, n €£€Taom ToOL TPOPANLATOG
TUNUOTIKG, LEAETMOVTOG TO. EMUEPOVS OTAOINL. TN GLVEXEW aPoV doBovV a&ldmioTeg Kot
OmOdEKTEG AVGES o€ KABe oTAd0 va yiver pio mpoomdBeio yioo ) dounom evog mo

OAOKANPOUEVOV GUGTNLOTOG,
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