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MepiAnyn

H ouykekpipévn HETOATITUXIOKA €pyacia €XEl WG OKOTTO TOV TTAPAMETPIKO OXESIQOUO Kal
TNV KATOOKEUN PE BEATIOTOTTOINWEVEG OUVONKEG KATEPYOTIOG MIAG OIKOYEVEIAS OPBOTTEDIKWY
EUQUTEUNATWY, PE KUPIa Xprion Tnv ooteoolvBeon. O TTapaueTPIKOG oxedIGOUOS TNG Kal N
kataokeur Tng o€ Kévrpo Katepyaoiwv CNC tpiwv agdvwy TTpayuatoTToinBnke Pe mn xpnon
katdAAnAou Aoyiopikou CAD/CAM (Dassault SolidWorks & SolidCAM).

H oikoyévela Twv opBOTTEDIKWY EUPUTEUMATWY TTOU MEAETABNKE, OXEOIAOTNKE Kal
KATOOKEUGOTNKE €ival Ol TTAGKEG TTEPIOPICPEVNG  ETTAPAG KAl TTIO  OUYKEKPIPEVA Ol
€UBUYPANPESG TTAAKEG ao@AaAliong kal oupTrieong (Locking Compression Plates). Mpokerral
yI0 TTAGKEG TTOU XPNOIUOTTOIOUVTAl OE ETTEURACEIS E0WTEPIKAG ATTOKATACTAONG KATAYUATWY
00TWV.

Apxika kai AauBdvovrag uttdwn TIG PACIKEG apxEG OXEDIAOPOU HIOG TTAGKOG
ouyKpATNoNg, OTTWG TO UAIKG KATOOKEUNG TNG, Ol UNXAVIKEG TNG €TMIOOCEIS KAl O TPOTTOG
Xpnon tng oxedldotnke pe Tn PorBeia Tou Dassault SolidWorks n TTAdka ac@daAiong Kai
oupTrieong (Locking Compression Plate) 4.5mm (12holes), Tng omoiag n yewueTpia
BaoioTnke 010 00T TNG KVAMNG.

21N OUVEXEIA PE oONYO TA PAKN TwV UTTOAOITTWY MAKPWY OOTWV TOU XEPIOU Kal TOu
1100100 TTPAYUATOTTIOINONKE O TTOPAUETPIKOG OXEDIQONOG yIa TN dNUIOUPYia TNG OIKOYEVEIOG
TwV €uBUypapuwy TTAakwy LCP4.5mm (6-22holes) kai LCP3.5mm (6-22holes).

Me 1n BoriBeia Tou SolidCAM TrpayuaToTToINONKE 0 OXEBIAOUOG TNG KATEPYATIAG TwvV
Tepaxiwv oe Kévrpo Kartepyaoiwv CNC Tpiwov agdvwyv. ApxIka €TTIAEXONKE TO JOVTEAO, OTN
OUVEXEIa OPIoTNKE N YEWMETPIa Tou, ETTeiTa emAéXOBnKav ol katepyaoieg (face milling, profile
milling, drilling, high speed surfacing), Ta KOTITIKG €pyoAcia  (@PECOKEPAA, KOVOUAI
eTTITTEdOU AKPOU, KOVOUAI CQAIPIKOU AKPOU, KATT), n oTpatnyiki Kotm¢ (BABog KOTAG,
TIAATOG KOTTG, apIBPOG TTACWYV K.A.TT) Kal TEAOG 01 GUVBNKES KOTTAG (OTPOYES, TTPOWAN).

‘Eyive TTpooopoiwaon TnNG KoTm¢ péow Tou SolidCAM, pe avaAuTikh pof TG £pyaaiag

Kal a§IoAGyNon ToU aTTOTEAECUATOG.



Abstract

The aim of this master's thesis is the parametric design and the construction with
optimized manufacturing conditions of a family of orthopedic implants, mainly used in
osteosynthesis. The parametric design and construction in a three-axis CNC Machining
Center were carried out using appropriate CAD / CAM software (Dassault SolidWorks &
SolidCAM).

The family of orthopedic implants that were studied, designed and manufactured are
the low contact plates and more specifically the Locking Compression Plates. These plates
are used in internal bone fracture fixation operations.

Firstly, considering the basic design principles of a stabilizing plate, such as the
selected material, the mechanical properties and its indicated usage, the Locking
Compression Plate 4.5mm (12holes) (whose geometry was based on the tibia) was
designed with the help of Dassault SolidWorks.

Then, guided by the lengths of the other long bones of the human arm and leg, the
parametric design was performed to create the family of straight plates LCP4.5mm (6-
22holes) and LCP3.5mm (6-22holes).

With the help of SolidCAM, the machining of the pieces was conducted in a three-axis
CNC machining center. A specific configuration of the pre-designed family of plates was
selected and the machining parameters were properly assigned to it. These concern the
type of operation (face milling, profile milling, drilling, high speed surfacing), the cutting tools
(face mill, end mill, ball nose mill, etc.), the cutting strategy (cutting depth, cutting width,
number of passes, etc.) and finally the cutting conditions (spindle speed, feed rate).

Finally, the machining procedure was simulated with SolidCAM along with a detailed

workflow and evaluation of the result.
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1 Eicaywyn

O oT16x0G OTTOINOBNATIOTE XEIPOUPYIKAG BepaTreiag KATAyuaTog €ival N avacuykpdTnon
TNG AVOTOMIOG KAl N atrokatdoTaon Tng BIOAOYIKAG AsiToupyiag Tou ooToU. H €OWTEPIKN
00TEOOUVOEON MPE TN XPHON TTAAKWYV Kol KOXAIWV €xel KaBiepwBei wg n TTAéov KAIVIKG
WOENIUN. Ta kKAIVIKA atroTEAEOUATA TNG XPAONSG E0WTEPIKAG 00TEOOUVOEONG OE TTEPITTAOKA
KATAYMATO KOl O€ OOTEOTTEVIKA OOTA €ival APKETA IKAVOTTOINTIKA.

2KOTTOG AOITTOV TNG CUYKEKPIUEVNG UETATITUXIOKNG £pYATiag €ival o oXedIAOPOG Kal n
KATOOKEUN OPBOTTEDIKWY EUPUTEUNATWY, PE KUPIO XPAON TNV ooTeocuvBean, oe Kévrpo
Kartepyaoiwv CNC Tpiwv agovwv e T Xprion KatdAAnAou Aoyiopikou CAD/CAM. H
OIKOYEVEID TWV OPBOTTEDIKWY  EUQPUTEUMATWY TTOU  MEAETNBNKE, OXeOIAOTNKE  Kal
KATOOKEUAOTNKE €ival o1 €uBUypauueg TTAAKEG aoc@dAiong kair ouptrieong (Locking
Compression Plates). MNMpoékerrar yia €éva cuotnua TAakwy Kai B1dwv TTou ouyXwveuel TV
TEXVOAOYyia ao@AaAiong PeE TIC CUMBATIKES HEBODOUG GUVAPHOYNG.

O oxedlaoudg Tou  eP@UTEUMATOG  aTTaITeEl  €E€TaCOn  TTOAWV  TTapayovTwy
oupTTEPIANOUBaVOUEVWY: TwV IBIOTATWY TOU UAIKOU KOTOOKEUAG [UETPO €AAOTIKOTNTAG
(young’s modulus), onueio évapéng TTAACTIKAG TTapaudpewang (yield point), avBekTiKOTNTA,
OKANPOTNTa KATT], OI OTroieg Oev €§apTWVTal ATTO TO OXNMO TOU EPQUTEUPATOG, TWV
MNXAVIKWV €TTIOOCEWV TOU EPPUTEUPATOG (KAUTITIKA SUOKAPWIa, OTPETITIKI SuOKauWia Kal
agovik) duokauyia), ol oTToieg e€apTwvTal aTTd TO UAIKG KAl TO OXAHA TOU EPPUTEUPATOG, TOV
Tp6TTO0 O0TABEPOTTOINONG (AOPAAION, ouuTrieon i ouvduaouog Kai Twv dU0) Kal TEAOG TV
XPNON TOU €UQUTEUPOTOC [TTPWTOYEVAG €TTOUAWON (aTTauTel ammOAUTn OTABEPOTTOINGN KAl
mieon) 1 OeuTEPOYEVAG ETTOUAWON (OXETIKA OTABEpPOTIOINON XWPIG TTieon)], €uBUYypaAuMN
OuyKPATNON 1 YWVIOKH CUyKpdtnon, otabepr] ac@dAion (TTieon Tou ooTol) 1] OXETIKA (XWPIg
TTieon 010 00T6- YEQUPWON). ZTA HAKPAE 00Té OTTWG O Bpaxiovag, To unplaio, N KVAUN KaBwg
KAl O€ OOTA JE OOTEOTTEVIA 1] 00TEOTTOPWAN, ETTAEyETAl N TTAGKA Twv 4.5 XIANIOOTWY, EVW OTA
MaKkpd& ooTA OTTWG N TTEPOVN, N WAEVN, N KEPKIOA KATT, eAEyeTal N TTAGKA Twv 3.5 XINIOOTWV.
O1 TTAGKeG Twv 3.5 XINOOTWYV EVOEIKVUVTAI ETTIONG YIA T OTABEPOTTOINGT TOU KATAYHOTOG TWV
TTEPIOXWV TNG dIAQUONG KAl TNG HETAPUONG TWV POKPWY OOTWV O TTAISIOTPIKOUG AOBEVEIG.
H ovopaocia Twv TTAaKWYV TTpoépXeTal aTrd Tn diIdpeTpo NG Bidag oupTrieong, ol 4.5mm yia
TIg TTAAKEG LCP4.5mm kai 3.5mm yia 1ig TTAdkeg LCP3.5mm. Me 10 oxediaoud emtelxOnke
MEOw TNG €mMAOYAG TOU KATAAANAOU UAIKOU Kal TnG YEWMETpiag n BEATIOTR €midoon Tng
TTAGKAG o€ @opTia katammévnong. O oxedlaoudg Twv CUVOUACTIKWY OTTWV £EQ0QANICE TNV
XPNon Kal Twv dU0 TEXVIKWY CUYKPATNONG.

H diakUupavon TG pop@oAoyiog Tou ooTou, n otoia eEaptdtal ammd dIdpopoug
TTapAyovTeG OTTWG TO GUAAO, N NAIKia Kal n S1aTPo@r) Kai N METARANTOTNTA TWV KATAYUATWY,

KaBIoTad TNV €TMAOY TNG KATAAANANG TTAGKAG OTTO TOUG XEIPOUPYOUS, WOTE va TAIPIALEl O€
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OUYKEKPIUEVO  acBevry aAnBivip  TTpokAnon. 2ZuvABwg o1  xelpoUpyol TIPETTEl  va
TTAPAPOPPWOOoUV Ol idlol TNV TTAAKa AuyifovTdg Tnv i KOBOVTAG TNV, WOTE va TTETUXOUV TN
BéATIOTN e@appoyn. QoTé00 TETOIEG TTOPANOPPUICEIC HEIWVOUV TNV WNXAVIKA avtoxn Tng
TAAKOG, KaBUaTEPOUY TNV €TTEUPRACT), TTPOKAAOUV ETTITTAOKEG (AOIMWEEIG, UNXAVIKEG ACTOXIES)
augavovrag Tnv TmBavétnTa amoTuxiag Tng eméufacng. ATO Tnv AGAAN, n aAodyioTtn
KATOOKEUN TTAOKWY BIAPOPETIKWY OXNUATWY odnyei o€ TEPAOTIA AUENON Tou rdn Peyalou
ATTOBEPOTOG  TTAOKWY, ONUIOUPYWVTAG UAIKOTEXVIKA TTPOPAAUATO O€ VOOOKOMEIQ Kal
KATOOKEUOOTEG.  ETTOPéVWG, OTIC TTEPIOOOTEPEG  TTEPITITWOEIG Ol TTAGKEG TIPETTEL VO
oxedidfovtal he Bdaon 10 PEOO 0OTO €vOG TTANBUOPOU OTOXOU, KOBWG eival aduvato va
EXOUME éva oxnua Tmou va Taipiddel o OAOKANPO Tov TTANBUoPS. O1 TTAGKEG EIBIKA YIA TOV
aoBevn (Patient Specific Plates), ol oTroieg éxouv TTpooxediaoTei pe BAon TNV avaTopia Tou
00TOU MEMOVWHEVOU a0Bevr), PTTOPOUV va TTPOAYOUV TNV AvAKTNON ThG avatodiog, va
BeATioTOTTOINOOUY TIG CUVBNKES (BIOAOYIKEG KAI UNXAVIKEG) OTNV TTEPIOXN TOU KATAYHATOG KAl
vVa aQuénoouV To TTO00CTO ETTITUXIOG.

Me Tov TTapaueTpIKO OXEDIAONO AOITTOV TNG OIKOYEVEIOG TWV €UBUYPAUUWY TTAAKWY
LCP4.5mm (6-22holes) kai LCP3.5mm (6-22holes), yia OUYKEKPINEVOUG aaBeVEig
IKaVOTTOINBNKE N amaitnon yia TTAAKESG SIAPOPETIKNAG YEWMETPIAG.

TENOG, N KOTOOKEUR TNG OIKOYEVEIDG TwWV OPOOTTEDIKWY  EUPUTEUPATWY  HE
BeATIOTOTTOINUEVEG OUVONKEG KATEPYAOTAG, CUVETEAECE OTNV UEIWOT TOU XPOVOU KATEPYATiag

KaBwg Kal Tou KOOTOUG.
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2 BiBAIoypa@IK avaoKOTTNON

21NV opBoTTedIKA XEIPOUPYIKN Kai €18IK& OTNV 00TEOOUVOEGN XPNOIKOTTOIEITAl EUPEWG N
grmovopadouevn TAAKa  cupTtrieong — ao@ahiong (Locking Compression Plate). Ol
OUYKEKPIUEVEG TTAAKEG KATAOKEUALOVTAl E OUVOUAOCTIKEG OTTEG, Ol OTToiEG @IAOCEvoUV BUO
TUTTOUG BIdWYV - A0PAAIONG Kal cupTrieons. H xprion Tng Jiag opddag €€ autwy 1 kal Twv 800
opidel Kal TIG TEXVIKEG OUYKPATNONG. apOAo TTou n Xprion Twv TTAOKWY AUTWV OTnNV
00TEOOUVOEON TTAPOUCIAZEl ATTEPIOPIOTA TTAEOVEKTANATA GO0V a@Oopd TNV OTABEPOTNTA OTN
OUYKPATNON TWV OTTACUEVWY O0TWYV, N MNXAVIKI TOUG avToxr O QOPTIOEIS €ival TEXVIKA
duokoAo va diatnpnBei. '’ autd oTnv oxediaon Kal TNV €MAOYA TNG YEWUETPIAG PIOG TTAAKOG
Ba TTpéTTel va AapBdavovtal uTToWn apKETOi TTAPANETPOI, OTTWG TO UAIKO KATAOKEUAG, TO UAKOG
KAl n @uUon TOU KOTAYMOTOG, N TEXVIKA OUYKPATAONG, N TroIdTNTA TOU O0ToU KAT. O
TTOPAUETPIKOG OXEDIAOUOG Kal EIBIKA 0 OXEQIOOUOG TTAOKWY EIDIKA YIO TOV a0Bevr] BEATIWVEI
TN MNXAVIKA CUPTTEPIPOPE TNG KATAOKEUNG, UEIWVEI TOV XPOVO TNG XEIPOUPYIKAG ETTEURAONG
KAl EAAXIOTOTTOIEI T TTOOOOTA AOTOXIOG.

O Marcin Kaczmarek 10 2010 [7] Trapouciace Tnv apiBunTikh avdAuon TTAAKWY
TTEPIOPIOUEVNG ETTAPAG XPNOIMOTIOIWVTAG WG UAIKA KATAOKEUNG TNG TTAAKOG avoEeidwTo
XGAuBa kal Kpdua TITaviou.

O1 Serkan Erdem, Mustafa Gur and Mete Onur Kaman 10 2018 [4] TTapouciacav Tn
OTaTIKA KAl SUVOMIKY avAAuCT PIOG KATOOKEURG OTAPIENS KATAYUATWY YIa SIOQOPETIKA UAIKG
TIAGKWY Kal OIaPOPETIKEG DIACTAOEIG.

To 2003 o1 Emanuel Gautier kai Christoph Sommer [5] TTapougiacav Tov TPOTTO TToU
YiveTal N ETTIAOYH TOU PKOUG avaAoya PE TO PRKOG KAl TH GUOT TOU KATAYHATOG.

O1 Kotlanka Ramakrishna, Idapalapati Sridhar, Sathiamoorthy Sivashanker, Kok Son
Khong and Dhanjou N. Ghista. [11], To 2004 peAétnoav 10 OXedIQOUO PIAG TTAGKOG
OUYKPATNONG ME OKOTTO TNV ATTAITOUEVN KAl ETTAPKI TTPOCTAGIO TOU 00TOU O€ TTIECEIG.

Tnv idla xpovid o Michael Wagner [13], TTapouciace TIG TEXVIKEG OUYKPATNONG O€
OX£0ON ME TN MOP®R Tou KaTAyHaTog (atmAd 1 TTOAAATTAG) kal Tn B€éon TOu KATAYMOTOG
(&iagpuan, peragpuaon, apbpwaon).

O1 M. Ahmad , R. Nanda, A.S. Bajwa, J. Candal-Couto, S. Green, A.C. Hui [1] TO
2007 peAétnoav 10 TTWG €TNPEAlEl N atrdéoTacn TNG TTAAKAG atrd 10 00TO TNV OTABEPATNTA
TNG KATAOKEUNG.

O1 Magdalena Pochrzast, Marcin Basiaga, Jan Marciniak kai Marcin Kaczmarek [10],
10 2014, avéluoav Tnv avrox TG TTAGKOG O€ afovikh Katamovnon o€ ox€éon ME TNV

améoTaon aTrd 10 00TO.
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O1 Justin M. Uhl, Bernard Seguin, Amy S. Karatkin, Kurt S. Schulz, Tanya C. Garcia
and Susan M. Stover [13], 10 2008 ouvékpivav Trn MPNXAVIK) CUUTTEPIPOPE TPIWV
olagopeTikwv TTAakwyv DCP, LC-DCP kai LCP.

O1 Josef Doornink, Dan C. Fitzpatrick, Sebastian Boldhaus, Steven M. Madey, [3] 10
2010 peAétnoav 10 TTWG eTNPEdleTal N avroxn piag UBPISIKAG KATaoKEUNG avaAoya Pe Tnv
EMAOYA TNG TEXVIKNG ACQANIONG I OUUTTIEONG O€ KAPTITIKEG OEOVIKEG KOl OTPETITIKEG
KATATTOVHOEIG O€ OOTEOTTOPWTIKO 00TO.

O1 Alex A. Padron , John R. Owen, Jennifer S. Wayne, Sevima A. Aktay and Roy F.
Barnes [9], T0 2017 avéAuoav Tnv avtoxn HIoG UBPIDIKNAG KATAOKEURG 0€ OTPEWN avAloya Je
TNV TEXVIKI CUYKPATNONG TTOU XPNOIUOTTOIEITAL.

O1 Benjamin Gervais, Myriam Brochu, Aurelian Vadean ka1 Maxime Raison [6] TO
2016 avéAluoav TIG TBAVEG QITiEG ATTOTUXIAG MIOG UBPIBIKNAG KOTAOKEUAG. H pn owoTtn
emAoy NG KATAAANANG vewpeTpiag NG TAAKaG (AGBo¢ HAKOG = TTOANEG TPUTTEG
QAYPNOIYOTIOINTEG), N ATTOCTACHN ATTG TO OCTO (MN CWOTH TTPOPOPTION TwV BIdWYV), N TTOIOTNTA
TOoUu 00TOU (AGBOG etmAoyn diapéTpou Bidag) cival KATTOIEG £ QUTWV.

O1 Jong-Keon Oh, Dipit Sahu, Yoon-Ho Ahn, Sung-Jae Lee, Sadami Tsutsumi, Jin-Ho
Hwang, Duk-Young Jung, Stephan M. Perren and Chang-Wug Oh [8], To 2009 ueAétncav
TNV €TIOPAON TOU XAOPOTOG METALU TWV OOTWV KATA T OUYKOAANON OTn otaBepdtnTa Tng
TTAGKOG.

O1 Martyn Snow, Graham Thompson and Phillip G. Turner [12], To 2008 peAétnoav Tn
MNXAVIKI) CUPTTEPIPOPA HIOG TTAGKOG CUMPTTIEONG KAl PIAg TTAAKAG CUMTTIEONG — ao0@AANIoNG O€
MOVTEAO OO TEOTTOPWTIKOU OCTOU.

O1 Xiaozhong Chen, Kunjin He, Zhengming Chen ka1 Lin Wang [12], To (2016), ol
Xiaozhong Chen, Kunjin He ka1 Zhengming Chen [4], To (2017) kai o Xiaozhong Chen [5],
10 (2018), Trapouciacav TN peBodoAoyia  TTAPAUETPIKOU  OXEDIAOWOU  TTAAKWYV
€EATOMIKEUPEVWV KAl JN.

O1 Ahmad Majdi Abdul Rani, Rosdayanti Fua-Nizan, Mohamad Yazid Din,
Abdul'Azeez Abdu Aliyu [4], Tt0 (2017) Tapouciacav TOug TPOTTIOUG KOTAOKEUAG
0PBOTTEDIKWYV EPPUTEUUATWV.

O1 Marie Cronskar, Mikael Backstrom «kai Lars-Erik Raannar [6], 10 (2013)
TTapouciacav TIG dIaPOopPES HETAEU HIag CUPBATIKAG HEBOSOU KATAOKEURS a®aipeans UAIKOU

ME pIa VEQ HEBODO TTPOCBETIKNG KATAOKEUNG.
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3 ApXEG OXESIOOMOU TWV TTAOKWYV

3.1 YAIKO KOTAOKEUNG

Mia atrd TIG BACIKOTEPEG APXEG OTO OXEDIAOHUO EPQUTEUMATWY Eival N CwaoTH €TTIAOYH TOU
KatdAAnAou UAIkoU.
Ta ouviBn UAIKA TTou XpnaoIdoTTolouvTal oTNY 0pBOoTTEDIKA WG EPPUTELPATA Eival:
1. kepapika (Al203)
KpduaTa koBaAtiou-xpwuiou (Co-Cr-Mo)
AvoéeidwTog xadAuBag (Stainless Steel)
Titavio A Kpdpara TITaviou
ESwTepikd TUAKA TOU ooToU (cortical bone)
20vBeTa TTOAUMEPN
AKPUAIKO yuaAi

NMoAuaiBuAévio

© © N o g s> DN

EcwTtepIKd TUAUA TOU 00TOU
10. TévovTtag — oUVOECHOG
11. Xévdpog apbpwoewv
KaBopioTiké poAo TTaiouv oI uNXaviké 1I810TNTEG TwV TTapattdvw UAIKwy. O1 BacikdéTepeg €€
QUTWV gival ol TTapaKAaTw:
=  Métpo ehaoTikdTNTOG (Young's modulus)
»  >nueio évapgng TTAacTIKnG TTapapdpewaong (Yield point)
= YabupdtnTa — OAKINOTNTA
= AVOeKTIKOTNTO
= 2KANPOTNTQ
Ta uAiké Ba TTpETTEl va TTANPOUV £TTIONG TIG TTAPAKATW TTPOdIAYPOPEG:
» Bloadpavn
€UKOAQ KATOOKEUAOIUA
QTTOOTEIPWOIUA

MIKPO KOOTOG KOTAOKEUNRG

Y V VYV VY

avTIdIBPWTIKG

ATTO Ta TTaPATTAVW UAIKA Ta KpdpaTa KOBAATIOU — xpwiiou, 0 avogeidwTtog xaAuBag
Kal TO TITAvIO i KPAUATa TITAviou WUTTOPOUV va XpNnoIhoTroinBolv ot TTEPIOXEG MEYAAWV
QopTioewyv, OTTOU aTTaITEITAI JEYAAN PNxaviki avtoxr. H aovikh @opTion TTou déxeTal n dvw
gTTipuaon TN KVAUNG €ival TN Td&Ng Twv 800N. H @opTIon auTh avTioToIxEl o€ éva OTATIOTIKO

aoBevny Bdpoug tepitrou 80 KIAwv. H agovikrp @opTion Twv 800N, aokei otnv TTAGKA pia
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ouvduaoTIKN TTieon TNG TédENg Twv 530MPa Trepitrou. O avoeidwTtog XdAuBag 316L pe HéETpo
ehaoTikéTnTag E=200GPa, Poisson’s ratio v=0.33 kol onueio €évapgng TAACTIKAG
Tapaudppwong (yield point) ico pe690MPa, 10 Kpdua TiITaviou Ti-6Al-4V ue péTpo
ehaoTikéTnTag E=106GPa, Poisson’s ratio v=0.33 kai onueio €évapgng TAACTIKAG
Tapaudpewong (yield point) ico pe 919MPa, utropolv va XpnoidoTroinBolv wg UAIKG
KATOOKEUNG apoU 0¢ OAEG TIG TTEPITITWOEIG N AEOVIKN POPTIoN Ogv TTPOKAAET UTTépBacn Tou

onueiou amoédoong Twv PETAAWY (Zx. 3-1).

_Ultimate tensile strength
—

o

g

Yield point
Elastic fimit / -

/ / v —
\\ ’ //
\ /
Breaking stress
Necking .

|
|
|
|
|
|
|
I
Stress | Plastic zone
I
|
|
|
|
'

Elastic zone
|

-~
|

Strain
2x. 3 - 1 Aidypappa Tdong - TTAPAPOPPWong

Ta ouykekpipyéva PETAOAQ gival OAKIPA, QVOEKTIKA, IKAVA VO AVTEXOUV O€ MEYAAEG
QOPTIOEIG AGOVIKWY, KOAUTITIKWV Kal OTPETTTIKWY OUuVAUEwv. Ta Kpduata TiITaviou €xouv
MEYAAN avtoxr otn diIaBpwan, aAAd n CTPETTITIKA Kal N afovikr) dSuoKapwia gival TToAU KovTa
O€ AUTH TWV OOTWV HE OTTOTEAECUA VA TTAPEXOUV MIKPOTEPN ATTOPOPTION O OXEON WE TOV
avogeidwTo xaAuBa. O o diadedouévog avoeidwTog XaAupag otnv opBotredikn €ival o
WOTEVITIKOG 316L pe TTepIEKTIKOTNTA O€ (Oidnpo 62%, xpwuio 18%, poAuBdaivio 3%, VvikéAIo
16%, avbpaka 0,03) yiaTi n TPOCOrKN Tou Xpwuiou augdvel TIG avtoxEG Tou aTtn diGRpwaon.
O avogeidwTtog xaAupBag 316L ptropei va uoTepei o€ pnXavikég 1010TNTEG ammd Ta AAAa
METOAAQ (UIKPOTEPN QVTOXA TNV KOTTWON Kal oTn didBpwaon) aAAG N eydAn Tou OAKIOTNTO
TOV KABIOTA TTPWTN €TMIAOYN YIQ TNV KATAOKEUN OPBOTTEDIKWY EUQUTEUPATWY. TMa Tnv
OUYKEKPIUEVN epyaaia eTTIAEXBNKE WG UAIKO KaTaoKeURg TNG TTAAKAG 0 avoéeidwTog XAAuBag
316L.
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3.2 ZXAMa — 100 TACEIG TTAOKWV

To oxAua Kail ol dIACTACEIG TWV TTAAKWY CUYKPATNONG KaBopifovTal atro Tn YEWUETPIA
TOU 00TOU, TO ONUEIO TOU KATAYHATOG KAl TO HAKOG TOU KOTAYUATOG. Ta 00TA XwpifovTal O€

TPEIG TTEPIOXEG TNV Avw eTTiQUON, TNV dIdpuon Kal TV KATw eTTipuan (ZX. 3-2).

.y 2 3
F. |

B
=] o
r i E
=

2x. 3 - 2 Tpoabia dyn de€lo0 pnplaiou ooTou: A. dvw eTTiQuan (Gvw AKpo Tou ooTou), B. didguan
(owpa), T'. kaGTw emipuon (KaTw AkPo 0GTOoU)

Ta opBoTTedIKA €PPUTELPATO XPNOIUOTTOIOUVTAl KUPiIWG OTa Avw Kal KATw AGKpa TOou

avBpwTTIivou owuaTog (2x. 3-3).

KAsida

AVEOVUO
ooTo
apBpwon WHOTAGTT

Tou IoXiou

apBpwaon
TOU WHOU

KepAAT| TOU :
Munpiciou ootoU Y\? 7

l
Munpeicio 00164\

\

Bpaxidvio
00TO

..

apBpwon
TOU ayKWvA

sryovatida dpSbon it whivn

Yoo

00Td ToU

” kapro U

TISRAVH KVAT HETAKAPTIG
0oTd

pahayyeg

) TIOSOKVTLIKT)
Y &pBpwor

OOTd TOU
Tapoou f )
e HETATA PO I
cpd)\ayyaq—-ﬁf-’/'l’ {t y T oot

2x. 3- 3 00Td dvw Kal KATW GKPwv

AvaAoya e TO onueio Tou KaTAYPaTOg o1 TTAAKES BIaKpivovTal o€ eUBUYPAUUES, KATAYUaATa
oTnv TepIoxn NG didpuaong, 1 METABANTAG ywviag, katdyuata otnv Trepioxn TN didpuong
Kal TG €TTipuong (ZX. 3-4 kai ZX. 3-5).
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2x. 3 - 4 EuBuypappn PETOANIKN TTAGKQ

>x. 3 - 5 MetaANIKA TTAGKO PETABANTAG Ywviag

Ta dedopéva yia Tov oXedIaouo NG TTAAKOG TNG EPYOTiag auTAG ival Ta ENG:

e  ®UAO aobevA: dppev

e Yyog acBevr): 185 gkatooTd

e O0T16: kKVAuN

o [loi6TNTa OOTOU: OCTEOTTOPWTIKG

o [lepioxA katdyuarog: didgpuon

H mmAdka 1Tou oxedidoTnke, dedOPEVOU TTWG TTPOKEITAI VIO KATAYUA OTAV TTEPIOXA TNG

O1dpuong, £xel euBlypapuo oxnua (Zx. 3 — 4). O1 eubuypauueg TTAAKES dlaxwpilovtal o€
OUO Katnyopieg avaloya HE TN YEWMETPIA TOU OOTOU OTIG EUBUYPAUMESG TTAAKEG PEYAAWY
KOTAYyPATWY, Ol OTTOIEG XPNOIUOTTOIoUVTAl OTa JOKPA 00TA OTTWG O Bpayiovag, To hunplaio, n
KVAUN KaBwg Kal 0€ OO0TA WE OCTEOTTEVIA ] OOTEOTTOPWON KAl OTIG EUBUYPAPUESG TTAAKEG
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MIKPWV KATAYUATWY, Ol OTTOIEG XPNOIKOTTOIOUVTAl OTA HAKPG 00TA OTTWG N TTEPOVN, N WAEVN,
N KePKida KATT. AuTEG o1 TTAAKEG evOeikvuvTal ETTIONG yia TN OTABEPOTTIOINCTN TOU KATAYUATOG
TWV TTEPIOXWYV TNG dIAQuUOoNG Kal TNG METAPUONG TWV HAKPWY OCTWV OE TTaIdIaTpIKoug
aoBeveic.

To pAKOg Tng TAAKaG uTtroloyietar pe Bdon TO WAKOG TOU KATAYMOTOG, Kal O€
ouvaptnon ME To PRKog Tou ootou. O Adyog Tou HPAKOUG TTAGKAG TTPOG TO HWAKOG TOU
Karayuartog gival 8 éwg 10 o amAd katdypaTa Kal 2 £éwg 3 o€ TTOAATTAG KaTdyuarta (ZX. 3-
6).

Fracture Plate
Length Length

2. 3 - 6 Mnkog TTAAKAG TTPOG PNKOG KATAYUATOG

TNV TTapouca epyacia éxel AneBei wg dedopévo atmAd KATayua ouvoAIKoU WRKOUG
28 XINOOTWV, CUVETTWG ME €va Adyo PNRKog TTAAKOG TTPOG PAKOG KATAYHATOG ico e 8, n
TTAGKa €xel PKog 8 x 28 = 224 xiIhiooTd. lNpog emPBeBaiwon 611 To OUVOAIKO PAKOG TNG
TAGKaG &ev EeTTepvd TO PAKOG TOU OO0TOU, utToAoyileTe PAoel Tou UYWOUG Tou aoBevi To
MAKOG TOU 00TOU TNG KVAMNG.

Me 1 BoriBeia NG peBGdou Breitinger kai Bach, mou otnv oucia trpokeital yia d0o
MEBOBOUG, dnUOoCIEUPEVES ATTO BIAPOPETIKOUG EPEUVNTEG, OI OTTOIEG XPNOIUOTTOIOUVTAl OUWG
padi, d16T n uéBodog Tou Breitinger (1938) avagépetal o€ avdpeg kal n pEBodog Tou Bach
(1965) o€ yuvaikeg, kai ol otroieg €ival o1 Tmo diadedopéveg pEBodOI yia TNV Kevipikn
EupwTtrn, €xovrag TO UWOG UTTOAOYICETE TO MAKOG TWV TECOAPWY HOKPWY OCTWV TOU

Bpaxioviou, TNG KePKidag, Tou pnpiaiou kai TG kvAung (Mivakag 3.1).
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Mivakag 3 - 1 E€iowoelg ouppwva e TIG OTToieg uttoAoyileTal To UWog he Tn HEBODO Tou

Breitinger (1938) kai Bach (1965)

Manner (Breitinger 1938)

K-1=(H1/10) * 2.71 + 81.33
K-2 = (R1b /10) * 2.968 + 97.09
K-3 = (F1/10) * 1.645 + 94.31
K-4 = (T1b /10) * 1.988 + 95.59

BPAXIONIO (HUMERUS)
KEPKIAA (RADIUS)
MHPIAIO (FEMUR)
KNHMH (TIBIA)

Frauen (Bach 1965)

K-1 = (H1/10) * 2.121 + 98.38
K-2 = (R1b /10) * 1.925 + 116.89
K-3 = (F1/10) * 1.313 + 106.69
K-4 = (T1b /10) * 1.745 + 95.91

BPAXIONIO (HUMERUS)
KEPKIAA (RADIUS)
MHPIAIO (FEMUR)
KNHMH (TIBIA)

2Tnv TTapouca gpyaacia yia 1o oxXedIacuo NG TTAAKaAg TTapBnKe w¢ dedouévo KATAYUO
KVAUNG o€ Appev ATOPO ME UWog 185 €KATOOTWYV. ZUVETTWG TO WAKOG TOu ocoTou Eival
mepiTrou: 185=(T1b/10)*1.988 + 95.59—-T1b=(185-95.59)*10/1.988—T1lb = 450 xIAloOTG
TTEPITTOU. AV aQaIpeBEl TO PNKOG TNG Avw Kal KATW etTiguong trepitrou 30%, TéTE TO PAKOG
NG didguong cival epitrou 315 xIAlooTd. Apa 1o PAKOG TNG TTAGKAG gival evidg opiwv. To

TIAATOG TNG TTAAGKAG UTTOAOYICETAI CUVAPTAOEl TNG YEWMETPIOG TOu ooToU, 2X. 3 - 7 Kal Tou

Mivaka 3 — 2.
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21



Mivakag 3 - 2 MNewPEeTPIKEG DIACTACEIG TOU 00TOU TNG KVAMNG

Composite Fresh frozen cadaveric

Mean S.D. #1200 #9T1 972 #0973 #0974 #9735 #£976 #977 Median S.1D.

Side Left Right  Left Left Right Right Len Right  Right

Length 1620 05 311.0 N70 3560 3740 3740 388.0 310 3480 3650 290
Distance between condyles 421 10 70 410 490 380 o0 440 4o 4500 425 41
Proximal diaphysis: outer 3RS 07 0.0 470 455 41.5 180 375 410 Mo 98 58
ant-post diam.

Mid-diaphysis:outer ant-post 310 06 220 280 28.5 280 270 3000 28.5 255 280 25
diam

Distal diaphysisouter ant-post 215 06 185 255 255 21.5 20 240 230 0.5 25 24
diam.

Proximal diaphysis: outer 265 1.0 25 400 375 320 X0 340 4.0 315 B0 56
lat-med diam.

Mid-diaphysis: outer lat-med 215 05 16.0 250 24.5 215 185 250 21.5 220 218 32
diam.

Distal diaphysisouter lat-med 215 05 17.5 265 245 3.0 19.0 240 245 21.0 235 31
diam.

Proximal diaphysis: endosteal 26.5 08 200 80 33.0 1.5 230 170 16,5 205 285 1.7
ant-post diam.

Mid-diaphysis: endosteal 185 03 10.5 150 16.5 1.5 14.0 8.5 12.5 2.0 123 39
ant-post diam.

Distal diaphysis: endosteal 140 06 10.5 175 18.0 13.0 140 140 150 145 143 24
ant-post diam.

Proximal diaphysis: endosteal 200 L1 16.5 O 315 26.0 240 2090 285 B0 283 &2
lat-mied diam.

Mid-diaphysis: endosteal 145 03 &0 185 160 11.5 1.0 11.0 12.0 15.0 118 34
lat-med diam.

Distal diaphysis: endosteal 155 06 10.5 19.5 15.5 12.5 125 13.5 160 17.0 145 29
lat-med diam.

Proximal epiphysis: ouler 554 14 415 540 62,0 57.5 525 505 57.5 &5 575 5.9
ant-post width

[Dnstal epiphysissouter ant-post 379 02 115 4315 455 430 420 415 450 40.5 425 138
width

Proximal epiphysis: outer 739 06 65.5 740 91.0 8.5 70,0 8135 820 B0.5 795 &l
lat-med width

Distal epiphysis:outer lat-med 484 09 40.0 540 575 515 0.5 535 520 515 523 Al
width

Proxmmal epiphysis: endosteal 420 1.1 41.5 455 6.0 56.0 470 590 36.5 6.0 60 70
ant-post width

Distal epiphysis: endosteal 5 07 1.5 R0 39.0 41.0 40.5 410 420 40.0 403 33
ant-post width

Proximal epiphysis: endosteal 600 09 61.5 740 B5.0 T6.0 H6.0 B2S 820 BOL.O T80 B4
lat-med width

Distal epiphysis: endosteal s 08 %0 455 47.0 M0 49.0 525 50,0 450 475 44

lat-med width

A6 Tov lNivaka 3 - 2 TTPOKUTITEl OTI N HECN TIWA TNG dIAPETPOU OTO HECO TNG dIAPUONG
TNG TTAQIVAG OWnNG IcouTal e 28 XINOOTA PE pia TUTTIKA aTTOkAIon Twv 2.5 xIAlooTwyv. H péon
TIUAR TNG SlIoPETPOU OTO PECO TG dIAYUOoNG TNG UTTPOCTIVAG 6yng 1ocouTal pe 21.8 ue pia
TUTTIKA) atTOKAIoN Twv 3.2 XIAlooTwy. H péon TipnR g diapétpou 010 PETo TNG S1dguaong Kal
Twv OU0 OWewv IocouTal Ye 28+21.8 / 2 = 24.90 xIAiooTd. ATTo Tn BiIBAIOYypagia TTPOKUTITEI
TTWG Ta TTAATN Twv €uBUYpaPpwy TTAaKWV Kupaivovtal armd 10 xIAlooTd éwg 15 XIAl0oTd.
MNa tnv €uBuypauun TTAGKA TNG epyaciag emAéyeTal TTAATOG ico pe 13.5mm mepitou, 1
XINIOOTO HEYOAUTEPO ATTO TO MICO TNG MEONG TIMAG TNG SIGUETPOU TOU PECOU TNG dIdpuong
(Zx. 3-8).
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@ 24’%

2x. 3 - 8 MAGTog TTAGKAG - pé€an SIAUETPOG 0aTOU

AvTioToIxa oTnv €uBUYpauN TTAAKA TWV HIKPWVY KATAyUATwy, n OTroia ToTro0eTeiTal o€
00TA MIKPOTEPNG OlauETPOU  €TTIAEyeTal TTAGTOG 00 pe 11 xINooTd. To TAXOG Twv
€UBUYPANPWY TTAOKWY oUPPwva Pe TNV BIBAIoypagia kKupaiveTal ammd 2 éwg 5 xIAlooTd. Na
00T0 dlapétpou 15 yIANOOTWY, Kal yia UAIKG  TTAAKAG avogeidwTo xaAuBa 316L pe pETPO
eAaoTikOTATAG 210GPa 10 TTAX0G TTOU dnUIoUpyEl TNV HIKPOTEPN TTiEON OTO OnUEio Tou

KATAYMATOG €ival Ta Tpia XIANIOOTA.

Mivakag 3 - 3 YTToAoyICOuEVES TAOEIG VIO OIOPOPETIKA UAIKA Kal SIaQOPETIKA TTAATN

Modulus | Thickness | Bending | Stress at Stress away from
of plate of plate stiffness, | fracture site second screw and
(GPa) (mm) EI(10° | underneath the | underneath the
Nmm®) plate (N/mm?) plate (N/mm?)
210 2 21.0 0.6780 3.110
(316L 3 70.9 -0.0301 2.004
Stainless 4 168.0 -0.1199 1.250
steel) 5 328.1 -0.1051 0.825
110 2 11.0 1.4320 3.500
(Titanium 3 37.1 0.2351 2.695
alloy: Ti- 4 88.0 -0.0818 1.900
6A1-4V) 5 171.8 -0.1327 1.346

MNa TNV euBuypappn TTAGKA TwV PIKPWV KATAYMATWY, N OTToia TOTTOBETEITAI O€ 00TA
OTTWG N TTEPAVN, N WAEVN Kal N KePKida TTapdpolag diapétTpou emAéyeTal TTaxXOG ico pe 3.3
XIANooTd. INa TNV euBuypapun TTAGKA PeEYAAWY KaTaypdaTwy, n oTToia ToTroBeTeiTal o€ 00Té
OTTWG 0 Bpaxiovag, To pNpEIaio Kal n KVAPN JEyaAUuTePNS OIAUETPOU ETTIAEYETE TTAXOG i00 HE
4.2 YINIoOTd.
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3.3 TexVIKEG CUYKPATNONG TWV OCTWV

TNV E0WTEPIKI 00TEOOUVOEDN N eupeia €KBeoN Tou 00TOU gival cuvhBwG ATTaPaiTnNTN
TIPOKEINEVOU VA aTTOKTNOEl TTPOTBaCN KAl opaTtdTATA OTN {Wvn TOU KATAYHOTOG, WOTE VA
TIPAYHMOATOTTIOINBEI N AVATOMIKI ATTOKATACTACN KAl N owoThl oTepéwan TnG TAdkag. Ol
Baoikég TeEXVIKEG oTEPEWONG TNG TTAAKAG €ival o1 €ENG: N TEXVIKN TNG CUMTIIEONG, N OTToia
XPNOIUOTIOIEITAI KUPIWG O TTPWTOYEVH £TTOUAWGCTN KAl GTTOKATACTACN TNG GVATOMIAG, Kal n
TEXVIKA TNG aC0QAANIONG, N OTToia XPENOIUOTIOIEITAI KUPIWG G€ TTOANATTAG KATAYHATA WG TEXVIKN
YEQUPWONG | 0€ DEUTEPOYEVH ETTOUAWOT). ZTNV TEXVIKA TNG oupTrieons (Zx. 3 - 11) n TAdka
EpxeTal o€ Aueon emagrn pe 10 00T6. O1 Bideg oupTtrieong (Zx. 3 - 9) kabBwg BidwvovTal
EKKEVTPA OTIC €I0IKEG OTTEG (ZX. 3-10) TnG TTAAKag cuuTtmECoUV TO 00TO TTPOG To KaTayua. Ol
Bideg oupTrieong Adyw TNG YEWWETPIAG TNG OTTAG MTTOPOUV va BIdwBoUv Kal uTtd ywvia (Zx.

3—-12) ev avTiBéoel Pe TIG Bideg ao@AAong ol oTroieg BidwvovTtal KABETa GTNV TTAAKA.

>x. 3 - 9 Bideg ouptrieong

2. 3 - 10 XapaKTnpICTIKA OTI) CUUTTIEONG
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>x. 3 - 12 Bideg ouptrieong ToTToBeTNUEVES UTTO ywvia
210 peyaAa katdypata xpnoipotrolouvTal Bideg pe didpetpo 4.5 XINOOTA, VW O€
MIKPG KaTaypata Xpnoigotrolouvtal Bideg pe Oiauerpo 3.5 XINOOTA. XTnV TEXVIKA TNG
oupTTieEong n €miTeuén MEYIOTNG ETTAQNG METAEU Twv €m@aveiwyV Bpadong egivalr TTOAU
ONMAVTIKN yia TNV oTa8epOTNTA TNG KATOOKEUAG. TN CUVEXEIQ TTEPIYPAPETAI N £TTIOpaon duo
OIAPOPETIKWY KEVWYV dlaocTdocwv 1mm Kai 4mm Kal o€ moooaTd 0%, 25%, 50% 75% kai
100% eTmi TNG empaveiag Bpauong (Zx. 3 - 13) oTnv avroxr TNG KATAOKEUNG €vavTl TPIWV

OuUVONKWVY GOPTIONG: AEOVIKAG, KOUTITIKAG KAl OTPETTTIKAG.

(@)0mm/ 0% B)dmm/25% (c)4mm/50% (d)dmm/75% (e)d4dmm/100%

H1mm/25% (g)1 mm /50 % (N 1mm/75% ()1 mm/100 %

2x. 3 - 13 Kevo petagl Twv emgaveiwv Bpalong

E@apudlovrag o€ éva poviéAo ooToU — TTAAKAG pia agovikh @opTion Twv 1400N, pia
OTPETITIKA @OPTION Twv 5NM oTnv pia dkpn Kai Pio KAPTITIKA @opTion Twv 150Nm oT1ig duo
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GKPEG TOU MOVTEAOU, N OTToia IC0OUVANEI PE TNV KAPTITIKA POTIA TToU avamTuooEeTal OTo

yovaTto evog avBpwTtrou pe Bdpog (60-70kg) oe kavovikd Padioua, Pe TNV PEBOdO Twv

TETTEPACUEVWV OTOIXEIWV €yIve afloAdynon TnG HMNXAvIKAG akauwiag. Ta atmmoTeAéouaTta

€de1Cav OTI N aKaPWia TNG KATOOKEUAG MEIWVETAI TIPWTIOTWG PE TNV ékTaon Tou Kevou (0%,

25%, 50%, 75%, 100%) Kai deuTEPEUOVTWG e TNV atréoTacn (Imm, 4mm).

Mivakag 3 -

4 MeTtaBoA Tng duoKapwiag ouvaptioel TG ATTOOTAONG METAEU Twv

ETMQaveIWV Bpauong

4mm defect model

Bending Bone defect% 0 25 50 75 100
Stiffness(N/°) 192 169 122 65 22
% Stiffness 100 88 64 34 11
Compression Bone defect% 0 25 50 75 100
Stiffness(N/°) 16,666 11,226 5,866 2,269 559
% Stiffness 100 67 35 14 3
Torsion Bone defect% 0 25 50 75 100
Stiffness(N/°) 35 30 18 7 4
% Stiffness 100 89 58 23 13
1mm defect model
Bending Bone defect% 0 25 50 75 100
Stiffness(N/°) 192 172 127 70 50
% Stiffness 100 90 67 36 26
Compression Bone defect% 0 25 50 75 100
Stiffness(N/°) 16,666 11,693 6,294 2,498 1,258
% Stiffness 100 70 38 15 8
Torsion Bone defect% 0 25 50 75 100
Stiffness(N/°) 35 32 21 9 5
% Stiffness 100 90 59 25 15

21NV TEXVIKN TNG ac@AAiong (ZX. 3 - 15) n TTAGKa dev €pxeETal O APEDN ETTAQPN PE TO

00T, Kal auTd yIaTi TO KWVIKO OTTEipwpa oTnv KeQaAr tng Bidag (£x. 3 - 14) amoTpémel TNV

TTieon NG TTAAKAG 0TO 00TO KABWG BISWVETAI OTIG EIBIKEG OTTEG PE OTTEIPWHA.
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2. 3 - 15 TexvikA Tng aopdAiong

21a peydAa katdypata xpnoigotrolouvTal Bideg pe diduetpo 5 1 4 XIANIooTd, evw o€
MIKPA KaTaypata xpnoigotrolouvtal Bideg pe Oidpetpo 3.5 XINOOTA. TNV TEXVIKI TOu
KAEIOWMATOG N PN €TTAPR TNG TTAAKAG PE TO 00TO PEIWVEL TN BAGBN Tou TTEPIOGOTEOU KOl TWV
QIHOPOPWYV ayyeEiwv, OToTE ypriyopa yupw amd 1O KATayha apxicel va oxnuari¢eral
oTroyywdng 0oTiTNG 10TOG (KAAOG), O OTTOI0G OTN CUVEXEIQ JETATPETTETAI O€ CUMTTAYR (ZX. 3 -

16), ye aTTOTEAECHA TAXUTEPOUG XPOVOUG OTTOKATAOTAONG.

(a) Hematoma (b) Soft callus (c) Hard callus (d) Bone
formation formation formation remodeling
External
Hematoma / callus
Internal
callus

—Periosteum New
blood
vessels

2x. 3 - 16 Z1adIa aTTOKATACTAONG KATAYUATOG

MoAAéEG @opég diveTal ueyaAUTEPN ONUOGCIO OTOV TTEPIOPIOCKO TNG £TTAPAS TNG TTAAKOG
ME TO 00TO, TTPOKEIMEVOU va dIaTNPENOEI N TTAPOXI TOU QIATOG PE CUVETTEIQ TNV PEIwaN TNG
QvTOXAG TNG TTAGKOG OE POPTIOEIG. TNV CUVEXEIQ TTEPIYPAPETAI N ETTIOPACH TOU KEVOU PETAEU
TAGKOG Kal 00TOU OTNV AVTOXN TNG KATOOKEUNG O€ AfOoVIKA QOPTION KOl OTPETTTIKY @OPTION.
2¢€ TE00EPA POVTEAD OUYKPATNONG TTAGKAG — 00ToU (2X. 3 — 17) aoKABnKe agovikr TTieon e
otadiaky aug¢non @optiou 100N péxpl TNV aTTOTUXIO TNG KOTAOKEUAG KAl MIO OTPETITIKN

@OpTIoN PE oTadiakr alénan eopTiou 5N YEXpI TNV ATTOTUXIA TNG KATOOKEUNG.

27



Plate -Bone model constructs

[1] [2] 31 [41]
Control- DCP LCP LCP LCP
flush to bone flush to bone 2mm off bone Smm off bone
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s
bl
o b
*

»ie

,_,‘.ld

2. 3 - 17 MovtéAa ouykpdtnong ooTwy

Ta amoteAéopara £deiEav OTI n TOTTOBETNON PIag TTAGKOG 0€ aTTdoTAoN aTTO TO 00TO
MEIWVEI TIG PNXaVIKEG 1810TNTEG TNG KaTaokeurig LCP, otnv afovikii duokauwia kal Tnv
OTPETTIKA akauyia. 2x. 3 - 18 kar Zx. 3 —19.

load to failure

2500
_ 2000 ]
El 1500 [ Seriest
E B Series2
© 10004
- [ Series3
0 .

DCPOmm LCPOmm LCP2mm LCP5mm
fixation

>x. 3 - 18 MéyioTo @opTio acToxiag o€ afovikr @OpTIoN ava JovTEAO OUYKPATNONG

Torsion to failure

— 40
235 |
g 30 ——DCP
o 25 3
22, i
® 15 / -
g'w- LCP-5
R S
0‘. T T T T
0 20 40 60 80 100

Rotational deformity [degrees]

2x. 3 - 19 MéyioTo @opTio a0TOXIOG O€ OTPETITIKA QOPTION avd JOVTEAO CuyKpdTNONG
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Otav ammd Tnv @Uon Tou KaTAyPOTOS GTTAITEITAI N XPAOoN TNG TEXVIKNAG ao@AAiong TOTE N

TAGKa Ba TTPETTEI VO TOTTOBETEITAI 0€ ATTOCTACN PEXPI 2Mmm aTTd TO 00TO.

3.4 ZUPTTEPIPOPA TWV TTAOKWY CUYKPATNONG OE KAMUTTTIKEG
— OTPETTTIKEG — ASOVIKEG OUVAMEIG.

O1 duvdpelig TTou aokouvTal o€ éva 00TO €ival AGOVIKEG, KAMUTITIKEG, OTPETITIKEG KOl

IaTUNTIKEG. ZX. 3 - 20

Mechanical Loading of Bone

b A5 oy )

(

s )

)

(

=
N

Compression Tension Shear Torsion Bending

2. 3 - 20 AokoUpeveg dUVAEIG OE 00TO

O1 duvaueig auTég HETAPEPOVTAI KOl OTOV PUNXAVIOHO OUYKPATNONG, QUOIKA £TTEION TO
00TO €ival 1EWO0EAACTIKO UAIKS O TTPAyUaTIKEG TTIECEIG TTOU AOKOUVTOI OTO PNXavioud
ouyKpATNoNG €ival PIKpOTEPEG. QOTO00 N €AoYy TG TAAKAg Ba TTPETTEl va yiveTal pe
KPITAPIO TN CUUTTEPIPOPA TNG OTIG TTAPATTAVW QOPTIOEIS. 2Ta OUO WOVTEAD OUYKPATNONG
TIAAKOG — 00TOU (TO TTPWTO A0PAAIoNG, TO deUTEPO UBPIBIKS) Tou ZX. 3 - 21,

1 2 3 4 5

2x. 3 - 21 MovTtéAo aag@dAiong LP - MovTtéAo (ao@daAiong — oupTrieang) HP
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a0KABNKE afovIKA, KAWTITIKA Kal OTPETITIKA QOpTIon pe oTadiakry aug¢non ¢optiou 100N,
1Nm,1Nm avrioTtoixa k&Be 100 KUKAOUG QOPTWONG PEXPI TNV ACTOXia TNG KATAOKEUNG ZX. 3
-22

failure
i s e >
I-MAX
e e S 5
100 200 300 400 500 600 700 800 900 1000
Loading Cycles [#]

2X. 3 - 22 KUkAol @6pTIONG - GOPTION

Ta amoteAéoparta €dci€av OTI N avtoxn TnG uBpIdIKAS kaTtaokeurlg HP og kauwn (32.0
1+ 2.5 N m) Arav 7% uywnAdétepn atmod autr) TNG LP kataokeuAg (29.8 £ 2.0 N m). H avroxn o€
oTpéyn NG karaokeung HP (27.8 £ 1.2N m) Atav 42% uywnAdtepn amd autr) g LP
kKataokeung (19.6 £ 1,0 N m). tnv afovikr} ouuTtrieon, n avroxn Tng karaokeung HP (4,1 £
0,2 kN) ATav 7% xaunAdtepn atrd ekeivn TG Kataokeung LP (4.4 £ 0.1 kN) (2x 3 — 23).

Bending Strength [Nm)] Torsional Strength [Nm)] Axial Strength [kN]
40
N 35 p = 0.003
; p=017 p<0.001 5 | [
35 4 ! —
T Nt—_

30 T T

- _ 25— 4
| — E =

< £ 20 S
= = e E=— T 3
S 204 g B
= £ o
5 g 15 o
w 15 7 = 5 2
8 = =

0 10 =

1 +—

5 B - 5

0 — 0 0
a HP LP HP P HP

g a

2x. 3 - 23 MéyioTn @OpTION OOTOXIOG TNG KATAOKEUAG O€ KAUTITIKF, OTPETTTIKI| Kal aOVIKr @OpTIoN

JUPTTEPACUATIKA, N XpHon udiag UuPpIBIKAG KOTOOKEUNG €vavTl MIOG KATOOKEUAG
ao@AAIoNG £dwaE TTAPOPOIa AVTOXN KAUWNGS Kal UWPnAGTEPN OTPETITIKA AVTOXI] VW TTPOKOAET
MOVO pia IKPA peiwon TNG avioxng o€ atovikég OuvApEIS. AuTO OQEiAeTal WG éva onueio

yloTi o€ pia uBpIBIKA KaTaokeur AOyw TnG CupTTieong TG TTAGKAG 0T0 00T0, N Bida, n TTAdKa
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Kal TO 00TO Acitoupyolv w¢ €va Cwa. AvTIBETWG OTIC KATAOKEUEG KAEIBWHATOG aTTd TN
OTIYMl TTOU N KEQaA Tng Bidag apyxifel va Bidwvetar otTnv TTAAKA, TTaUEl va OOKEITal
OTTOI0ONATTOTE TTiEON TNG TTAAKAG GTO 00TO Kail yI' auTd n Bida Kal To 00Té ATTOPPOPOUV OAES
TIG QUVAEIG TTOU aOKOUVTAI. ZUVETTWG N UBPIBIKA KaTaokeun atmoTeAei Tnv 10avikA AUon étav
avapévouue augnuévn avioxr o€ KAPWn Kal oTpéywn, OTTwG 0 éva OOTEOTTOPWTIKO OCTO.
(Zx. 3-24 ka1 Zx. 3-25)

&%xé}fﬁ‘>ﬂ ’

osteoporotic bone

VWV

2x. 3 - 24 Texvikr) ac@AAIONG - CUPTTIEGNG OOTEOTTOPWTIKOU 0GTOU

osteoporotic bone
2x. 3 - 25 Texvikr) ouykpdaTnong ao@AAiong - GUUTTIEGNG UTTO ywVia 00TEOTTOPWTIKOU 00TOU
Emiong n aAlayn Twv diaotdocwv TG TAAKAG (MAKOG — TTAGTOG) €Tmnpeddel Tn

OUMTTEPIPOPA €vOG WOVTEAOU OUYKPATNONG o0 agovikh karatrévnon. To poviéAo TTou
XpnoigoTroinénke gival autd Tou (ZX. 3-26).

2X. 3 - 26 Toun povtéAou
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2710 povTtéAo aoknBnke afovikA Trieon Twv 800N, n otroia avTioToixei oe €vav acBevr)
ME Bapog 80kg. 2x. 3-27.

B
S

R
T LT
‘J“" Ay
RO
/I

Frxed surface

2x. 3 - 27 ASovikr) @o6pTIOoN HOVTEAOU

Ta ammoteAéopaTa TNG AUgNONG Tou PAKOUG TNG TTAGKAG aTTeEIKoviCovTal OTo ZX. 3 - 28.

90 50

80 r 80
=70 + = 70
[ o
3 s
z 60 - §60 -
= Plate
% 50 % 50

L - L

g 2nd screw -?’.
= 40 = 40
S 4th screw =
£ 30 530 |
-5 Ist screw 3rd screw 5
S0 | 220 T conical bone|

10 10

Callus
,0 1 1 1 1 0 1 1 1 1
70 80 90 100 110 120 70 80 90 100 110 120
Plate length (mm}) Plate length (mm)

2. 3 - 28 Méyiotn 1don katd von Mises pe Tnv algnaon Tou PAKoug

H augnon Tou prikoug TnG TTAGKAG €TTNPEACEI HOVO TNV TTIECN TTOU QOKEITaI oTh Bida pe
TOV apIBud 4, Kal autd yiaTi 600 Augdvouue TO PAKOG TNG TTAAKAG n Bida 4 TAncIadel Tnv
emM@AveIa TTOU aokeital n agovik eopTion. H mieon Tng TTAGKAG, TOu 00TOU, TOU KAAOU Kal
TwV GAwvV BiIdwyv TTapapével oxedov otabepn. Ta amoTeAéopara TnG auénong Tou TTAGTOUG
TNG TTAGKAG aTtrelkovigovral aTo . 3-29.
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H at&énon Tou TTAGTOUG TNG TTAGKOG MEIVEI PEV TNV TTiEoN OTNV TTAGKA aAAG auavel
TauTOXPOVa TNV TTiEGN OTO OO0TO Kal auTO €ival pia avetmluunTn KatdoTacn yia Tov acbevn.
H ad&non tng trieong otnv Bida 2 opeileTal OTIG KAPTITIKEG TTIECEIG TTOU AVOTITUCCOVTAI OTO
onueio Tou oTTacipyarog Adyw Tou 6Tl To 00T eV gival OTNV TTPAYUATIKOTNTA €UBUYPANO.
Emeidn 1o Katw péPog Tou ooToU gival AeTTTOTEPO N TTiEcn oTn Bida 2 TTou €ival KOvTd oTo
OTIACIYO €ival Kal geyaAuTepn. AedopEVoU TTwG TO UAIKG TNG TTAAKOG ETTITPETTEI TIG MEYANEG
mECEIG N aAAayr TOU TTAATOUG €ival AVEU OUCIAG. ZNUAVTIKI PEiWON oTNV TAoN TTOU ACKEITAl

oe OAa oxedOV Ta UAIKA TTPOKAAEI N aAAayr) TNG YEWPETPIAg oTnv KATw TTAeupd TNG TTAGKAG,

Maximum ven Mises Stress (MPa)

90

80

70

60

50

40

2nd screw

Maximum von Mises Stress (MPa)

st screw

Plate width (mm)

a)

90

80

70

60

50

40

30

cortical bone

Plate

Callus

Plate width {mm)

b)

2X. 3 - 29 Méyiotn 1@0n katd von Mises pe Tnv augnaon Tou TTAGTOUG

Kal atreikovideTal aTov Trivaka 3-5.

Mivakag 3 - 5 Z0ykpion NG PEYIOTNG TAONG Ot dIAQOPa CNUEIa yia KUPTH Kal ETTITTEDN
TTAGKa
MAdTog
) MAGka KupTh Kéhog drhoiwdeg ootd  1"Rida 2" Rida  3"BRida 4" Bida
TTAGKOG*
10 112.75 1,44 9.48 8.99 27.70  29.52 7.33
12 105.06 1.37 7.49 8.82 23.06 25.95 7.36
MAd&Tog
] MAdka eTriTTedn Kdhog drhoiwdeg ootd  1"Rida 2" Bida  3"Rida 4" Bida
TTAGKAg
10 177.88 1.69 13.31 36.59 92.36 11537  122.62
12 114.08 1.62 27.17 39.29 8502 112.86  119.08

A6 T1a Tapatmdvw OuuTTEPAiVOUPE OTI HIa UBPIBIKA KOTAOKEUR £€xel KaAUTEPN

OUMTTEPIPOPA OTIG OTPETITIKEG KA KAUTITIKEG QOPTIOEIG, VW WIa KUPTA TTAAKa £XEl KOAUTEPN

*a-b=5mm, d = 70mm, e=3.8 mm, f=15mm, g=20mm, k=1mm, I=365mm
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OUPTTEPIPOPA Kal oTNV agovikn @opTion. MeydAn TTpocoxr] Ba TTpétrel va diveTal €TTiong oTnv
emAoyn Twy dlooTAcEwY TNG TTAAKAG. H Trieon 1Tou ackeital oTnv TTAGKA Kol 0TO QAOIWOES
00TO MEIWVOVTAl JE TNV alENon TOU PAKOUG, WOTOOO €TTEION N MEIWON AuTh gival Punxavikd
aoruavTtn dev TTPETTEI va XPNOIMOTIOIOUVTAl TTEPITTA WAKN YyIaTi 0dnyouv o€ PeyaAUTEPOUS
Xpovoug Bepatreiag. Etmiong mepitt adénon Tou TTAGTOUG dnuIoupyEl Wia ETTITTAEOV TTiEON

OTO 00TO, TO OTTOIO €ival ApKETE SUCUEVEG yia TOV aoBevr).

3.5 EmiAoyn TnG KATAAANANG TTAAKAG KAl avaAuon Tng
YEWMETPIAG TNG

H 1TAdKa TTOU €TTIAEXTNKE YIQ TNV KATAOKEUR €ival PIQ TTEPIOPIOUEVNG ETTAPNS TTAGKO
(Low Contact Plate) pe KOINOTNTEG OTNV KATW TTAEUPA TNG, WOTE VO ETTITUYXAVETAI N PEIWON
NG BAGRBNG TOU TTEPIOOTEOU KAl TWV AIMOPOPWY ayyeiwv Kal n auénon tng avioxng tTng otnv

agovik @opTion. (Zx. 3-30)

~.

2. 3 - 30 lMNAdka teplopIopévng ETTAPNAS

Aedopévou OTI 01 UPBPIBIKEG KATAOKEUEG TTPOCPEPOUV auénuévn QvTOXr O OTPEWN Kal
KAuwn, N TAGKa Ba TrepiEXEl CUVOUAOTIKEG OTTEG KAEIBWMATOG KAl oupTTieong (Zx 3-31).

2x. 3 - 31 ZuvduaaTIKr OTIr) aCPAAIGNG - CUPTTIEONG
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O1 ouykekpipéveg TTAdkeG ovoudlovTtal Locking Compression Plates (Zx. 3-32)

2x. 3 - 32 Locking Compression Plates

‘Exouv Ta €6AG XAPOKTNPIOTIKA: OPOIOUOPPN ATTOOTACHN OTTWYV, CUVOUOOTIKEG OTTEG
QOQAAIONG KOl CUUTTIEONG, Ol OTTOIEG ETTITPETTOUV TNV TOTTOBETNON PIag Bidag cuuTTieong oTn
MIa TTAEUPA TNG OTTAG KAl MIAG KWVIKAG Bidag ac@dAhiong otnv AAAn mAsupd tng otmg. H
TAdKa TTou Ba oxedidooupe dedopévou TTwg TTPOKEITAI yIA TO 00TO TNG KVAUNG Ba €ival n
LCP 4.5mm . H TAdka LCP4.5mm &éxetal Bida cuptrieong pe diduetpo 4.5mm kai Bida
ao@aAiong pe OiIdueTpo 5mm. O1 Bideg ao@AAiong Twv 5mm TTpoceépouv KAAUTEPN
ouyKpAaTnon Tng TAAKAGg o€ éva 00Té KAKNG TToIOTATAG. Tautdxpova ol Bideg cupTrieong Twyv
4.5 XYINOOTWYV TTPOCPEPOUV PEYOAUTEPN AVTOXN O€ KAUWN Kal oTpéwn. TO YRKOG TNG TTAAKAG
€xel uttohoyioTei ota 224mm. To mAGTog TNG TTAAKAG AfgpBnke cuvapTAcel TNG SIaUETPOU
Tou ooToU oTa 13.5mm. To TTax0g opioTNKE CUVOPTAOEl TNG dIAPETPOU Tou o0oToU OTA 4.2
mm.

O1 diaoTdoeig TnG Bidag cuuTrieong oupewva e TNV BIBAIoypagia givai:
» Thread diameter = 4.5mm
» Core diameter = 3.0mm
» Head diameter = 8.0 mm
» Hexagonal socket = 3.5mm.
O1 diaoTdoeig TnG Bidag aoc@aliong cuuewva pe TNV BIBAIoypagia givai:
» Thread diameter = 5.0 mm
» Core diameter = 3.2mm
» Head diameter = 7.0 mm
>

Hexagonal socket = 4.0mm.

35



H amméoTtaon YeTalu Twv KEVIPIKWY OTTWV WE OTTEIpWPa aUp@wva he TNV BiBAIoypagia sival
12.8mm. H améoTaon PeTall Twv OTTWV PE OTTEipwpa cUPewva Pe TNV BiBAloypagia civai

18mm.
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4 TAPAMETPIKWYV OXEDOIONOHOG TNG OIKOYEVEIOG TWV
0POOTTESIKWY EMPUTEUHATWYV

4.1 2xedlaopédg TG mAdkag LCP4.5mm

O oxediaoudég NG mMAdkag LCP4.5mm é€yive pe tn PonBeia tou  SolidWorks. To
SolidWorks ¢€ivar éva Aoyiopik6 3D MCAD(Mechanical Computer Aided Design,
MnxavoAoyikdég Zxedlaopog Pe Tnv BonBeia YTroAoyioTr) Tou avamTuxbnke amoé Tnv
Dassault Systemes SolidWorks Corp. O oxedlaouog ekivnoe pe Tn evioArn skech kai mn
dnuioupyia evog diodidoTaTOU OKITOOU €vOG opBoywviou pe diaotaoelg 224,00mm x 4,20
mm. Me v evioAj] Boss-Extrude Onuioupybnke TO UOVTEAO e DIATAOCEIG
224,00mmx4,20mmx13,50mm (Zx. 4 — 1).

2X. 4 - 1 Anuioupyia TpiodidoTaTtou HovTéEAOU

21N TTadvw €MEAVEIQ TOU OTEPEOU OXEDIAOTNKE N YEWMETPIA TWV OUVOUACTIKWY OTTWV
(ZX. 4-2).

2x. 4 - 2 MewpeTpia ouvOUAOTIKAG OTTHG
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2TnN KATw TIAEUpd TOu OTEPEOU OXEOIAOTNKE N OIAUETPOG TNG OTMG Tng Pidag

ao@aAiong. (Zx. 4-3)

2X. 4 - 3 TewpyeTpia Bidag acpdaAiong

Me Tnv evioAn Cut-Loft dnuioupyABnke n Kwvikr ot TNS Bidag ac@AaAiong Kal he TNV
evioAr] Thread 1o oTreipwua NG (Zx. 4-4).

.

2x. 4 - 4 Anuioupyia oTTAg ac@AAiong

210 ouvéxela dnuioupynBnke éva véo etiredo Plane 1 rapdAAnAo mpog 1o Top plane
OKPIBWG OTO YECO TOU OTEPEOU OWHUATOG, WOTE va gival duvaTr) n oxediaon TNG YEWMPETPIOG
NG OTMG TNG Pidag ouPTTiEONG Kal TTPOKEINEVOU va  XpnoIYoTroiNGei atnv evioA mirror
(Zx.4-5) .

2X. 4 - 5 Anuioupyia eTTITTEOOU
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Me Tnv evioAn sketch oT1o péoo Tou Tepayiou oTo etriredo Planel dnuioupynBnke n

YEWWETPIa TNG 0TS TNG Pidag cupttieong (Zx. 4-6).

2x. 4 - 6 MewpeTpia oG cUPTTiEONG OTO PECO TNG TTAGKOG

Me tnv evioAr) Cut-Loft dnuioupynRdnke 1O TTAVW TUAUA TNG OTTAG TNG Bidag cupTTieong
(ZX. 4-7).

2X. 4 - 7 Anuioupyia dvw YEPOUG OTING CUUTTIEGNG

Me tnv gvtoAn Mirror wg mpog 10 ETTiredo Plane 1, dnuioupynbnke 10 KATW TUAPA TNG
OTTAG TNG Bidag cupuTtrieong (Zx. 4-8).

>x. 4 - 8 OAokAfpwOonN TNG OTIAG CUUTTIEONG
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Me autd TOov TPOTTO n Pida oupTtrieong Pmopei va PidwBei €kkevipa Kal uTrd
OIAPOPETIKEG YywVvieg 0TO 00TO. E@OcOV oAoKANpwONKeE 0 oxedlacuds TNG ouvOUACTIKAG
OTTAG ME TIG EVTOAEG Linear Pattern kai Mirror wg 1mpog 1o emmiredo Right Plane oxedidotnkav

o1 oTTéG o€ 6AN TNV TTAdKa (Zx. 4-9 kal Zx. 4-10).

2X. 4 - 10 Anpioupyia CUVOUOOTIKWY OTTWV G€ OAGKANPN TN TTAGKa

21N ouvéxela dnuioupyndnkav ol KoOINGTNTEG OTAV KATW TTAEUpd TNG TTAAGKAG. Me Tnv
eVTOAN sketch oxedidoTnKe N yEWUETPIA TWV KOIAOTATWY OTO TTAQIVO TUAUA TNG TTAGKOG (ZX.
4-11).

2X. 4 - 11 lewpeTpia KOIANOTATAG TTAAIVA OWn
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Me Tnv evioAn sketch oxedIAoTNKE N YEWUETPIA TWV KOIAOTATWY OTO KATW MEPOG TNG
TAAKQG (ZX. 4-12).

2x. 4 - 12 TewpeTpia KoINGTATAG KATOWN

Me Tnv gvioAr Cut-Loft dnuioupyABnKe n KOIAGTNTA OTNV KATW TTAEUPA TNG TTAAKOG (ZX.
4-13).

2x. 4 - 13 Anpioupyia KOIANOTNTOG

21n ouvéxela dnuioupynbnke éva véo emiedo Plane 2 mrapdAAnAo 1rpog 1o Front Plane
OKPIBWG OTO PECO TOU OTEPEOU CWHATOG TTPOKEINEVOU VO PTTOPEI va XpnolgoTroindei otnv

€VTOAR mirror (Zx. 4-14).

P‘“n‘éé;

2x. 4 - 14 Anuioupyia emmédou
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Me tnv evioAn Linear Pattern oxedidotnkav ol KOIAOTNTEG OTNV Mia dkpn TNG KATW
TTAEUPAG (ZX. 4-15)

2. 4 - 15 Anuioupyia KOINOTATWYV TN pia TTAeUpd TNG TTAGKOG

Me Tnv evioAfj Mirror wg 1Tpog 10 ETitredo Plane 2, oxedidoTnkav o1 KOIAOTNTEG OTAV

aTTévavT Akpn TNG KATw TTAEUPAG (ZX. 4-16).

2X. 4 - 16 Anuioupyia KoIAOTATWY 0€ 0AGKANPEN TNV TTAAKQ

2TN OUVEXEIO TTPOKEIYEVOU VO ETTITEUXOEI N ATTAITOUPEVN KAPTTUAGTNTA OTNV KATW
TAEUPd TNG TAGKOG, WOTE va E€QATITETAI KOAUTEPA OTO OOTO HE TNV €VTOAN sketch

oxedIdoTnke 100 pe akTiva r=85mm (Zx. 4-17).

aoged

2. 4 - 17 2xedI00POG KAUTTUAGTNTAG TNG KATW TTAEUPAG
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Me Tnv evioAr) Cut-Loft dnuioupynBnKe KauTUAGTNTA OTNV KATW TTAEUpd NG TTAGKOG
(Zx. 4-18).

¥
i

2x. 4 - 18 Anuioupyia KauTTUAGTNTAG KATW TTAEUPAG

Me tnv evioAr) Chamfer oxedidoTnke 10 UTTPOOTIVO O£EI0 KOWIUO TNG TTAAKAG (2X. 4 -19).

>X. 4 - 19 Anpioupyia PTTpooTd - €100 KOWiuaTOg

Me tnv evioAj Mirror wg mpog 10 Emiredo Plane 2, oxedidoTnke 1O UTTPOCTIVO
apIOTEPO KOWIMO TNG TTAAKAG (ZX. 4-20).

2x. 4 - 20 Anuioupyia putTpooTd apioTEPOU KOWINATOG

Me tnv evtoAn; Mirror wg 1mpog 1o Emiredo Right Plane, oxedidoTnKe TO TTioW apIoTEPO
Kal 8e€16 kKOWIPo TNG TTAAKAG (ZX. 4-21).
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2X. 4 - 21 OAoKARPWGON TWV KOYINATWY

Me tnv evioAn Fillet, oxedidoTnKe TO QIAETO GTO TTAVW PEPOG TNG TTAAKAG (ZX. 4-22).

2X. 4 - 22 Anuioupyia dvw TTEPIPEPEIOKOU PIAETOU

Me tnv evioAn Fillet, oxedidoTnKe TO QIAETO OTO KATW PEPOG TNG TTAAKAG (). 4-23).

2X. 4 - 23 Anuioupyia KATW TTEPIPEPEIOKOU PINETOU
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O oxedlaopog g mAdkag LCP4.5mm (12holes) pAkoug 224,00 mm oAokAnpwOnke
(Zx. 4-24).

2X.4 - 24 LCP 4.5mm (12holes)
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4.2 ToapaMETPIKOG OXESIATUOG TTAAKWYV

MeTd TNV oAokAfpwaon Tou oxedlacpou TNG TTAdkag LCP4.5mm urikoug 224,00mm (12
holes), akoAouBnoe o  TTAPAPETPIKOG OXEDIAOUOG TNG OIKOYEVEIDG TwWV OPBOTTESIKWY
EUQUTEUPATWY. ZXedidoTnkav evvéa TIAAGKEG LCP4.5mm dia@épwv pnKwv, WOTE vda
KaAu@BoUv OAa Ta TBavd pnkn katayudtwy, Kal avriotorxa evvéa mAdkeg LCP3.5mm. lMNa
TIG TTAGKEG LCP4.5m pe 0odnyd 10 00TO TNG KVAMNG Kal yia Uyog acBevy 185¢cm kai @UAAO
dppev uttoAoyioTnke pe Tn PonBeia Tng peBodou Breitinger kai Bach 1mou repiypd@nke 1o

Ke@AAaio 3.2 To PrKog Tou ooTou [Mivakag 4-1.

Mivakag 4 - 1 YTroAoyIouog koG ooTou acBevh pe Uywog 185cm

"Yyog aoBevil K | MAkog ooTou kvhung = (K-95.59)*10/1.988 | Mrkog gpyaciag

185 450 404

EmA£XONke wg pnkog epyaaiag L = 404mm. To ynRkog autd Ba eival kai 1o prkog L1
NG PeEYaAUTEPNG TTAGKAG atrd Tnv oikoyévela Twv LCP 4.5mm. Ta utmréAoimma pnkn Ba eivai
L2=368mm, L3=332mm, L4=296mm, L5=260mm, L6=224mm, L7=188mm, L8=152mm kai
L9=116mm. AvTioToixa oTIg TTAAKEG LCP3.5mm, pe odnyod 10 00TO TNG KEPKIOAS Kal yIa UYPogs
aoBevy 180cm kai @UAAO BNAu uTtroloyioTnke pe Tn PorBeia Tng idlag peBodou pe

TTPONYOUUEVWG TO JAKOG TOU 00TOU [Mivakag 4-2.

Mivakag 4 - 2 YTToAoyIoudg Prikog ooTou aoBevA pe Uwog 180cm

“Yyog aoBevi) K | MiAkog ooToU kepkidag = (K-116.89)*10/1.925 | MAkog epyaaciag

180 327 293

EmAEXONKe wg PAKOG gpyaaiag L= 293mm. To ufRkog autd Ba eival kal To prikog L1
NG MEYAAUTEPNG TTAGKOG aTTO TNV olkoyévela Twv LCP 3.5mm. Ta utmréAoimma pnkn Ba eivai
L2=267mm, L3=241mm, L4=215mm, L5=189mm, L6=163mm, L7=137mm, L8=111mm Kkai
L9=85mm. To TTAATOG TNG TTAAKAG £XEI ETTIAEYEI OCUVAPTAOEI TNG dIAPETPOU TOU 00TOU oTa 11
mm. To 1axog £xel emmiong opioTei ota 3.3 mm. OTrwg TTpoava@EépBnke n MAdka LCP3.5mm
oéxetal Bida oupuTtrieong pe diIdueTpo 3.5mm kai Bida ac@aAiong pe dIAUeTpo 3.5mm.
O1 diaotdoeig Tng Bidag ouptieong yia mAdka LCP3.5mm ouUppwva pe Tnv
BiBAIoypagia civar:
» Thread diameter = 3.5mm
» Core diameter = 2.5mm
» Head diameter = 6.0 mm

» Hexagonal socket = 2.5mm.
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O1 diaotdoeigc Tng Bidag ac@dhiong yia TTAAGKa
BiBAioypagia civar:
» Thread diameter = 3.5 mm
» Core diameter = 2.8 mm
» Head diameter = 5.0 mm
» Hexagonal socket = 2.5mm.

LCP3.5mm acUugwva pe TNV

H amdéotaocn peTAlU TwWV KEVIPIKWY OTTWV ME OTTEipwua  yia TTAGka LCP3.5mm

oupewva pe v BiBAIoypagia sivar 9.4 mm. H amdéoTtacn YETALU TWV OTTWV PE OTTEIpWUA

yia TTAdka LCP3.5mm oupgwva pe tnv BiBAloypagia eival 13mm. 210 Solidworks oTto

QPXIKO HOVTEAO Kal a@ou OAeg ol dlaoTdoelg gixav €loaxBei wg Smart Dimensions Pe TNV

€VTOAN insert Design table, dnuioupyABnke o Trivakag 4-3.

Mivakag 4 - 3 Alaotdoeig TG TAdkag LCP 4.5mm (10 holes)

2
3
4
5
]
7
8

o
o -
5 G
{3
< i )
c ® ®
2 7 7]
7 o 5 e
# g 4
In G
% 5 W 'gﬁj
2 7 ‘2 g & w
"< E L 3 = m
£ vl 2 3 =
= [ n e 1} L
5 |8 & 27 = o f g
o3 [l R = T T T B
o 80 o a 2 % C = = 2 3
5 3% E 88 AR I Y 1y
$§ 2geucil 0 8 E g o » @ NN @
s 2 39808 _ 592ccga3E ccocclyg
g9 W5 vty 8y 2% 00200 08 TEGEEE
I I AR g 3wt £ 4 &£ 2 EE
woe ﬁgmcom'ﬂmmoﬁmjcmmmmgmmﬁﬁ
@I o Eug@)ﬂﬁmg&mhxﬁoﬂammamzr_zf
£mD!EECE.EO.E_EM_I_IE‘V]MED._l_l_l_l%UUu.LL
WS @JEEQQQ@J—QE@J@JE@JEE@J@J@J B6®.-6006086
C g o £ 8 =0 E2Lf{maoEsnZo o 0 Mo 8 dmd
VL nTs T T o TOOTALO0onT o BT o o0 a0 o000
Default.224 42135647 4 8 6 0 45355 186 8 7 8 4 6751826 1826 85 105 211

2tov lMivaka 4-3 e1o0fxdnoav o1 Bacikég SIOOTACEIG TWV UTTOAOITTWV TTAOKWY, PNAKOG, TTAATOG,

Taxog Kal dnuioupyndnke o Mivakag 4-4.
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Mivakag 4 - 4 TMapauetpikég dlaoTaoelg TTAakwy LCP 4.5mm (22-6 holes) kai LCP 3.5mm

(22-6 holes)
T e R i e el |
A B|c|D E|F|la|H 1|{s|k|L m/Nnfolr|alR|s T|u|[v|w|[x|y|z aa|asac| ap
= R 3T 3 39 z
' I ®9 3 s zE §
4 33 E g 532 2| |E|E s
=5 9% 5 28 @ < 7 2 5§ ¥ @
Is S @ 4 8 ¢ I 4 9 E o o B o = 4 NN NN B e
32 292855 598 EEz2 3 EE £l gl
i s@ Wi = g g8 88 x5 22 9 8O 88EEE Sy
29 228y 8d s §SEESEES £ 38 §EEG D E
t§25g3¢2%a g5 REa 3% 35 500L%E
P: @ fsf2l@T 18R EGLT 8RR OREOOEE
c g = 8 £ 68§ =a E 25 @ s 3N F D A AN M A 8 Adm oo
2 g 5 N T % oo @3 o0 W ooaon T o £oo (] o 0O O 0 Y 0 oo 0
3 |LcPasmm(2holes) 40442 135647 4 8 6 0 45355 18118 7 8 4 67518211 18211 85 10 5 pih
4 |LcPasmm(20holes) 36342135647 4 8 6 0 45355 13108 7 8 4 67513210 18210 8 10 5 2[piom
5 LCPaSmm(isholes] 33242135647 4 8 6 0 45355 189 8 7 8 4 6751329 1829 8 10 5 2 Enteravald
° 6 LCPASmm(16holes) 29642 135647 4 8 6 0 45355 188 8§ 7 8 4 6751828 1828 8 10 5 32 ;Z'r“ai::tr:rh”
7 LCP4.Smm(1sholes) 260 4,2 13,5647 4 § 6 0 45355 187 8 7 8 4 6751827 1827 85 10 5 2
8 LCP4.5mm(1zholes) 22442 135647 4 8 6 0 45355 186 8 7 8§ 4 6751826 1826 8 10 5 211 -7
9 |LcP4.5mm(10holes) 188 42 135647 4 & 6 0 45355 185 8 7 8 4 6751825 1825 8 10 5 211
10 LcPasmm{0sholes) 15242 135647 4 8 6 0 45355 184 8 7 8 4 6751824 1824 85 10 5 211
11 LcPa5smm{0gholes) 11642 135647 4 8 6 0 45355 183 8 7 8 4 6751823 1823 85 10 5 211
v 7 12|LCP3.5mm(22hales) 23333 11 475 3 6 440 35253513 11 6 516 3 55 13311 133 11 8 73 36 15 0,8
13 LCP3.5mm{20holes) 267 3,3 11 475 3 6 440 35253513 10 6 516 3 55 13,310 13,310 85 7,3 3,6 15 08
14 LCPasmm{18holes) 24133 11 475 3 6 440 35253513 9 6 516 3 55 13,39 13,39 8 7,3 36 15 08
15 LcPa.5mm{i6holes) 21533 11 475 3 6 440 35253513 8 6 516 3 55 13,38 13,38 85 7,3 3,6 15 08
16 LCP3.5mm{1dholes) 189 3,3 11 475 3 6 440 35253513 7 6 516 3 55 1337 1337 85 73 36 15 08
17 LCP3.5mmi12holes) 163 3.3 11 475 3 6 440 35253513 6 6 516 3 55 1336 1336 85 7.3 3.6 15 0.3

Me Tnv emoTpo@r o1o Kevipikd pevou Tou SolidWorks, otnv kaptéAa Configuration

manager dnuioupyABnkav OAeg ol TTapaAAayég Twv TTAAKWY (ZX. 4-25)

s[E|r[e][€ T

Configurations

B¢ v LcPasmm(izholes)
LCP4.5mm(14hole

n(14holes

Display States (linked)
@ Display State-14

™ Y & 4y @
& B8 &K

'

v-P

2¥. 4 - 25 Anuioupyia TTAakwv LCP 4.5mm (22-6 holes) kai LCP 3.5mm (22-6 holes)

&

EmAéyovtag Tnv avaioyn TTAdka 1o SolidWorks avakataokeuddel To apXIKO JOVTEAO

Kal egu@aviel autd TToU €XOUME ETTIAECEl, ME TIG iDIEG 1010TNTEG TOU OPXIKOU OAAG pE

OIaQOPETIKEG BIOOTACEIG (XX. 4-26, XX. 4-27, X. 4-28).
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2X.4 - 26 LCP 4.5mm (22holes)

2. 4 - 27 LCP4.5mm (8holes)
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2X. 4 - 28 LCP 3.5mm (6holes)

OuolaoTikd o TTAPAUETPIKOG OXeOIOOUOC Paaciletal oTov owoTd OXeOIOONO Tou
apxIKoU JOVTEAOU, OTO OTToi0 o1 €EUTTvEG OIOOTACEIS Ba TTPETTEI VA OPIOTOUV WE PEATIOTO
TPOTMO. Me TNV OAOKAAPWGN TOU TTAPAMPETPIKOU OXEDIAOUOU, ETTETEUXON £vag AKOUN OTOXO0G
TNG TTapouoag epyaciag. Kartd Tov oxediaouo d00nKe PeyaAn TTpOCOXH 0TV OWOTH ETTIAOYN
TOU UAIKOU KOI TNG YEWWMETPIAG TNG TTAGKAG, WOTE TTPWTOV va BEATIWBOUV 01 PNXAaviKEG
emMOO0OEIC TNG TTAAKAG Kal OeUTEPOV VA WTTOPOUV VA E€QAPHOOTOUV OAEG Ol TEXVIKEG
oTaBepoTroinong ooTwy. Me Tov TTAPAUETPIKG OXeDIAOUO, €TTETEUXON n dnuioupyia evog
IKavoU apIBPoU TTAAKWY DIOQOPETIKNG YEWMETPIAS YIO TO 00TO TNG KVAUNG 0€ GpPEev aoBevN
KAl TO 00TO TNG KEPKiIdAG ae BAU aaBevr).
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5 XapakTnpIoTIKA KOl CUVONKEG KOTTAG

O1 KupIOTEPOI TTAPAYOVTES TTOU ETTNPEACOUV UIO KATEPYATIa KOTING €ival Ol TTApaKATwW:

e To UAIKS Kkal n KaTdoTaon Tou EpyaAgiou

o Tooxnua (méoo aixunpod cival) Kai n ToIdTNTA TNG ETTIPAVEING TOU KOTTTIKOU

epyaAeiou

e To UAIKOG TOU KOUUOTIOU TTOU TTPOKEITAI VO KATEPYAOTOUUE

o 01 ouvbnkeg KOTNG, 6NAadN n TaxuTnTa, N TEOWON Kai To BABOG KOTIMG.

e Hxprion N un uypwv KoTmg

o H epyaleiounxavn KOS (Kpadaaopoi, oTIBapdTnTa)

e TpOTTOC OUYKPATNONG TOU EPYAAEIOU KOl TOU TEPOXiOU

O1 mapatmdvw TTapdyovTeg €mTnpedlouv oe peyaho BaBud 1o €idog Tou atroBAATOU

TTou oxnuarti¢eTal, Tn dUvaun KOTIMAG, TNV KATAVOAIOKOPEVN evépyela, Tn Bepuokpaacia TTou
AvaTITUCCETAI OTO KOUMATI, OTO ATTORANTO Kal OTO epyalEio, TN ¢Bopd Tou epyakeiou, Kai

TEAOG TNV TTOIOTATA TNG £TTECEPYACOUEVNG ETTIPAVEIQG.

5.1 EpyaA&10déTeg

O epyaAeiodétng (Zx. 5-1) €ival ouvABwg KwVIKOU OXAUATOG ECWTEPIKA £TOI WWOTE Va
TTPOCOPUOLETAI OTNV ATPAKTO TNG EPYaAEIoun)xavrg. O Kwvog gival TUTTOTTOINUEVOG CUNQWVA
ME did@opa TTpoTUTTA apepIKaviKA (ANSI), 1ammwvikd (BT), yepupavikd (DIN),8iebvry (1ISO)
OAANG KAl PE ETTINEPOUG KATAOKEUAOTEG UNXOVWYV. TUTTOTTOINUEVOG €ival €TTioNG O TPOTTOG
OUYKPATNONG TOU £PYAAEIODETN OTNV ATPAKTO.

TNV €EWTEPIKA TOU ETTIPAVEIQ ETTIONG O EPYAAEIODETNG PEPEI KUAIVOPIKA EYKOTTH yIA TNV
£0paon Tou OTO MNXaviopd aAlayng epyaleiou TnG epyaAeiounxavris. EowTteplikd o
ePYAAEIOdETNG PEpel ouvNOWG KUAIVOPIKN 1 KWVIKN diaudpewon otou edpdletal 1O
epyaAgio. H ouykpdrtnon cival T0TT0U — aTTAOU ) dITTAOU — KOYAia (epyaAeio Weldon) Zx. 5-
1(a), omeipwpaTog A TUTTOU HoP®NG. MapadeiypaTa Tou TEAEUTAiOU aTTOTEAOUV O KWVOG
Morse Kal TIPIOPATIKA aTmmOAnén oTnv TTEPITTTWON PEYAAWV Tputtaviwy, ZX. 5-1(B) kai
TIPICPATIKEG TTPOEEOXEG OKTIVIKA OTnV TTEPITITWON @pelokepaAwy, Zx. 5-1 (y). Emiong yia
MIKpA epyoaleia uttdpxel n duvatdTNTa CUYKPATNONG MECW €AATNPIOU KAl QVTIOTOIXOU
TTEPIKOXAIOU TTOU €Qapuolel oTnv TTEPIQPEPEIO TOU €PYAAEIodETN, Zx. 5-1 (). Eocwrepikd
eTTiong €ival duvatd o epYAAEIOdETNG va YEPEI OTT yIA TNV TTAPOXETEUC WUKTIKOU uypou

Olapéoou TNG ATPAKTOU Kal TOU £pYaAgiou.
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2x. 5 - 1 Tumkoi epyaAelodéTeg kEvipou Katepyaoiwyv CNC

5.2 KotrTIKd epyalAcia

Ta gpyoaAgia TTou XPNOIMOTTOIOUVTAI OUVHBWG O€ KEVTPA KATEPYAOIWV dIaKPivovTal O€

* EpyaAcia didvoigng otrwy, T TpuTTavia, KevIipaddpol, GTTEIPpOTONOI, reamer, boring
bars.

* EpyaAcia ppeCapiopaTog, Y KOVOUAIA, PPECOKEPAANEG UETWTTIKEG, TTEPIPEPEIAKEG,
eANIKOEIDEIG, OIOKOEIDEIG, TPAIPIKEG KATT.

Kai oTig U0 KaTtnyopieg UTTAPXOUV EPYAAEIa TTOU Ol KOTTTIKEG TOUG OKUEG Eival EVOETa
TAakidia kapBidiwv kabwg kal GAAa epyaAcia TTou €ival OUOIOYEVH KOTAOKEUAOHEVA EITE ATTO
TaxuxaAupa cite amod kapBidia.

5.2.1 EpyaAeia d1avoigng omrwv

Kevipaddpol xpnoigoTroiolvTal yia Tn dnuioupyia KEVIPOU yia TNV ac@aAr odriynon
TWV TPUTTAVIWY, ZX. 5-2 (a).

2TTEIPOTOMOI XPNnOoIJoTToIoUvVTal PETAG TN SIAvoIEN TNG OTING O BIAPETPO TTUPAVA TOU

OTTEIPWHATOG, €iTE KaTeuBeiav OTOV €pPyaAelodETn (CUYXPOvn KOTTH OTTEIPWHPATOG) EiTe O€

€I0IKO TOWK OTTEIPWHPATOG HE TTpooTacia évavTl UTTEPROAIKAG OTPETTTIKAG POTING, ZX. 5-2 (B).
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Tputdvia xpnoigoTrololvTal €upUTata yia Tn OnIoupyia OTTIWV  XWPIG MEYAAES
amaIthoeig akpifelag. Tputravia Babeiag oTmg £xouv €10IKG OXNKa TITEPUYWYV £T01I WOTE va
OIEUKOAUVETAI N aTTOPAKPUVAON Tou attoBAnTou, ZX. 5-2 ().

Mo ammoTTrepdTwon OTTWY PE ATTAITACEIS KAAAG TTOIOTNTAG ETTIPAVEIAS XpNOIoTTolouvTal
reamers. Atraiteital BeBaiwg rponyouuevn didvoign ottAg péXp! akpifeiag 0.1 mm, Zx. 5-2
(®).

Otav o1 amaimjoeig 8éong, TAPAAANAiaG KAl  KUAIVOPIKOTNTAG €ival  PEYAAEG
xpnoigotrolouvtal  boring bars. Tpokemal yia  gpyaAeia amTANG  ONUEIOKAG  ETTAPAG
puBICOuEVNG DdlapéTpou  (MECO O€ €va  OUYKEKPIMEVO €UPOG) KOl OUXVA  OPKETAG
TTOAUTTAOKOTNTAG, ZX. 5-2 (€).

| { : |

e _ s = Warwick T ([T11]

Y |

-~ DO T ee——

@b
w— L ?
— ®

(¢)
2x. 5 - 2 EpyaAcia didvoigng otrwv

5.2.2 KovduAia

MpokeiTar yia Ta TTAEOV UXPNOTA EPYOAEIa yIa Epyacieg gpefapiopatog. Zuvibwg eivai
KUAIVOPIKG pe dUOo, Tpeig 1 T€ooepelg TITEPUYEG. O1 KOTITIKEG AKUEG eKTEIVOVTal O OAO TO
TTEPIPEPEIOKO PNAKOG TNG KABe TITEpuyag aAAG Kal OTO PETWTTIKO PAKOG TNG. To TeAguTaio
MTTOPEI va eKTEIVETAI PEXPI TOV Gova Tou KOVOUAIOU OTTOTE auTd PTTOPEI VO XPNOIYOTTOINOEI

(Trepropiopéva) Kal wg TpUTTAvl, ZX. 5-3.
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>x. 5- 3 BaoikA pop®nR KovduAiou

XapakTnpPIoTIKOI TUTTOI KOVOUAIWY €ival:

* KOVOUAIO UE TPEIG TITEPUYEG 1 TECOEPEIG TITEPUYEG CUVEXOUG aKMNG ] TUTToU PR TTOU
XPNOIUOTTOIOUVTAI OE YEVIKEG EQAPHOYEG EKXOVOPIONG KAl ATTOTTEPATWONG ZX. 5-4 (a) Kai (B).

* KOVOUAIQ e BUO TITEPUYEG TTOU XPNOIKOoTToIoUVTal OUVHBWG yia didvoign auAdkwy Kal
oTTWV, ZX. 5-4 (y).

* KOVOUAIO HE OQAIPIKO GKPO TIOU XPNOCIYOTTOIOUVTAl VIO KOTEPYATia YAUTITWV
EMPAVEIWY, ZX. 5-4 (D).

* KOVOUAIO HOP®NAG, TTX YIa aUAakeg T, yia aUAAKeG TUTTOU XEAIBOVOOUPAG, VIO AKTIVEG
KAPTTUASTNTOG O€ Ywvieg (pddia) kal yia counterbores, 2x. 5-4 (€)-(n).

KovOuAia pe emkAAuUWn koBaATtiou éxouv agloonueiwTa BeATIwPEVN avTox oTn @Bopd

KAl XpNOIKJOTTOIoUVTal OTAV Ol ATTAITACEIG O€ TAXUTNTA KOTTNG €ival UWPNAEG.

T | = =
T sS O =3 == =
(a) (B) (v) (9)
8 O o {p
(€) (o7) © M)

2X. 5 - 4 XapaktnpIoTIKOi TUTTOI KOVOUAiIWV
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5.3 ZuvONAKEG KOTTAG

O1 ouvBnkeg koTG KaBopifovtal ammd To UAIKO TTOU KOTEPYA(OPOOoTE Kal atmmd Ta
XOPAKTNPIOTIKA TOU KEVTPOU KATEPYOTIAG.
Mia a1ré TIG BACIKOTEPOUG TTAPANETPOUG TTOU £TTNPEACOUV TIG GUVBNKES KOTTNG €ival n
I0XUG TNG EpyaAeiounxavng, n otroia divetal atmmd Tov TUTTO:
a, X a, X vy
p =22 x k
¢ 60000000 X n ¢

Ortrov,

P. = 10x0Ug o€ kW

a, = 70 BAa6og KOTIMG 0 Mm
8, = TO TTAXOG KOTING 0 mm
Vi = TaXUTNTA TTPOWONG

n = BaBPog amdédoong

K¢ = SUvaun KOT¢ ava mm?

O1 did@opeg TaxuTNTEG KOTING divovTal atrd TIC OXECEIG:

v nXmxD , i mi
= ————, TaxUTNTa KOTING 0€ m/min
©~ T100 ' "YU ns
= Y x1000 TayXUTNTO ATPAKTOU O€ rpm
= 7 xD(mm)’ TOXUTN P P
SFM . .
N = ————, TaXUTNTa ATPAKTOU O€ rpm

1 .
T X X D(in)

Vi= n x f,, mpdbwon oe mm/min

f, = z x f, mpdbwon o€ mm/rev
oTtTou,

D = d1GPETPOG KOTITIKOU £pyaAEiou
Z = apIBPOG dOVTILV

vc = TaxUTnTa KOTTAG 0€ m/min
SFM = surface feet per minute

N = TTEPIOTPOPEG AVA AETTTO rpm
Vi = TTIpOwan o€ mm/min

f = TaxotnTa ava dévti o€ mm/tooth
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f, = TaxuTnTa avé TEPIOTPOPA o€ mm/rev

Q = puBub6c agaipeong UAIKOU oe cm/min, o oTToiog diveTal atrd Tov TUTTO:
_ Qe Xap Xvy
~ 1000

5.4 ETTIAOY} KOTITIKWYV EPYAAEiWV KAl CUVONKWYV KOTTHG
a1ré KaTaAdyoug

MNa kdBe TOTTO epyaAciou avaAoya pe TO UAIKO Tou KaTepyaddpevou Tepayiou o
KATOOKEUAOTNG OiVEl CUVICTWHEVES TIMES TTPOWONG avd 0dovTa f kal TaxuTnTag KoTg V (ZX.
5-5 kai Zx. 5-6).

"Sumi Dual Mill” Series
TSX(F) 08000 RS

[ | Body - Shell Type Radial | -20°

KOP

CBOP
[y

® Body - TSX, Standard Pitch

Dimensions (mm) No. of | Weight
Cat. No. Stock I hc [DCSFMS| LF | DCB | KWW | KDP | CBDP| D1 | D2 | Teeth | (kg)
TSX 08040 RS . 40 33 40 | 16 | 84 | 56 | 18 | 14 9 4 | 02
08050 RS . 50 41 40 | 22 | 104 | 63 | 20 | 18 | 1 5 | 030
08063 RS . 63 50 40 | 22 | w04 | 83 | 20 | 18 | n 5 | 053

Inserts are not included.

>x. 5- 5 ®pefokepain

Bl Recommended Cutting Conditions

Min. - Optimum - Max.

Work- Hardness Cutting Speed Feed Rate
a8 material (HB) Ve (M/min) f, (MMYT) El s
180-280 150-225-300 0,08-0,20-0,30
Carbon Steel ACP100
= 280 75-150-230 0,08-0,20-0,30 ACP200
ACP300
Alloy Steel 180-280 100-175-250 0,08-0,15-0,25
_ 220-280 90-135-180 0,08-0,15-0.25 ACM200
Stainless Steel ACM300
=280 75-125-170 0,08-0,15-0,25
Cast Iron ACK200
Ductile Cast Iron 250 100-175-250 0,08-0,20-0,30 ACK300
) ) ACM200
Exotic Material - 30- 60-90 0,05-0,10-0,15 ACM300

2. 5- 6 ZuvbBAKeg KOTTAG aTTd KATAAOYO KATAOKEUAGTH)

ETTIAéyovTag TO OUYKEKPIUEVO €pyaAEio Kal pe dedopéva TIG TIWEG TG TTPOWONG avd
o0dovTa f kal TNG TaxuTnNTag KOTMG V, uttoAoyifouue TV TaxUTNTA TTEPICTPOYPNS TNG ATPAKTOU

ME TNV TTapaKATW e€icwan.
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V%1000
" xD(mm)

Opiopévol KaTaoKeUaoTEG EpyaAciwy avTi yia TaxuTnTa KoTig V e m/min, divouv Tnv
Taxutnta KOTAG o€ surface feet per minute (SFM) o1réTe yia Tov utToAOYIOHS TNG TaxXUTNTAG
TTEPIOTPOPNAS TNG ATPAKTOU XPNOIUOTIOIOUUE TNV £€icwaon:

SFM
T X 15— %X D(in)

yvwpi¢ovtag Tnv Tpéwaon avda dovTl f kal To apiBud Twv dovTIwy z, UTTOAOYI(oUpE TNV

Tpowaen ava mrepioTpo®n f,,= z X f kal TEAOG pe T BonBeia Tng egiowong

vi= n X f, , uttoAoyifoupe TNV TTPOWGON avda ATTTo.
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6 EmiAoyn pedddou — oxedlaocudg KaTepyaoiag
6.1 M£€00d0I KATOOKEUNG EHPUTEUNATWYV
H emAoyn TNG HEBOBOU KATAOKEUNG EVOG EPPUTEUUATOC YiveTal e BAON TO UAIKO, TO

OXEQIOONO Kal TIG UNXAVIKES IBIOTNTEG TOU £PPUTEUPATOS. Mia atrd TG ouuBaTikEG ueBGdoUg

KATOOKEUNG EPPUTEUPATWY gival N KaTepyaoia o€ KEvTpa Katepyaoiwy CNC.

XsTocK
TSISINPRESETTER.

2. 6 - 1 Kataokeun egouTeupdTwy o€ KEVTPO KaTepyaaiwv CNC

Eival pia p€6odog agaipeong UAIKOU TTOU TTPAYUATOTIOIEITAI PE éva epyaAcio KOTTAG. H
Karepyaoia Atav kal €ivalr pia ammd TIG KUplEG PEBOSOUG KOTAOKEURG OpBOoTTESIKWYV
epQuUTEUPATWY. H péBodog TnG KaTepyaoiag Bewpeital apkeTd atTodOoTIKA Kal QIAIKA TTPOG TO
xpnotn. O1 BeAtioTomroiNuéveg OUVORKEG KaTepyaoiag kaBopifouv Kal Tnv TroidTNTA TOU
TEANIKOU TTpoidvTog. Me tnv avamrtugn Twv unxavwv CNC 5 a&évwv katéotn duvath n
eme€epyaoia oUVOETWY YEWUETPIKWY Oxediwv o€ auykpion pe TN pnxavry CNC 3 afbévwv.
Mia &GAAn pEBOBOG KOTOOKEUNG EUQUTEUMATWY €ival N OTOIXEIWONG SlIaUOPPWan QUAAWYV
(Incremental Sheet Forming), n otoia €ival pia diadikacia oxnuUATIOPNOU Aauapivag PECW
ouvexoug Trieong. Auth n PEBODOG XPNOIUOTIOIET £va TTEPIOTPEPONEVO EPYOAEI0 PEOW HIAG
TTPOOBEUTIKAG aUENONG TNG TTiEONG TTPOCAPUOCHEVO 0TV pnxavp CNC.
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2. 6 - 2 Karaokeun egpuTeuddTwy Pe Tn uéBodo Incremental Sheet Forming

Ymépyouv dUo TeXVIKEG ISF, evog onueiou (SPIF), kai dUo onpeiwv (TPIF). To SPIF
gival pia péBodOG TTou XPNOIYOTIoIEl €va YoOvo onueio emaeng evw n TPIF xpnoipotrolei
emagry dUo onueiwv otn Aapapiva. Eivar pia pébodog o akpiry o€ OUYKPION HE TN
MNXavikr Katepyaoia. O xpdvog emmegepyaaiag eEapTaTal Aueca amd T0 TTAXO0G Tou GUAAOU,
TO UANIKO Kal Tn yewpeTpia. Emopévwg, auti n péBodog eival 1o KatdAAnAn yia atrin
YEWMETPIO KAI KATAOKEUH MIKPWYV TTOPTIOWV.

H emevduTiki XUTeuon (Investment Casting), 1 aAAiwg péBodog Tou Xapévou Kepiou,
gival pia pEBOBOG KATAOKEURG TTOU XPNOIKOTTOIEl KAAOUTTIAN.

Pattern Tree Shell-Making Investment Casting Casting

Ceramic shell

gatingJ
system

Wax patterns oce i a

o Flask FEme Finished
shell .

casting

Hollow

Ceramic slurr
¥ Copyright & 2008 CustomPartMNet

2. 6 - 3 Kataokeur eg@uTeupdTwy pe Tn HEBodo Investment Casting

To TNyuévo PETOAAO XUVETAI OTO KOAOUTTI KAI QQRVETAI VO KPUWOEI VIO VA OXNUATIOTE
oTeped PETAANO. H xUteuon emmevdloewv ATAvV HIa eVOAAOGKTIKN) UEBODOG yIO KOTAOKEUN
METOAAIKWV 1ATPIKWY EPQUTEUPATWY. QOTOCO, N CUPBATIKA KATAOKEUN TWV KOAOUTTIWV €ival
Mia dladikaoia apkeTd xpovofoépa kal akpifry. MNa va EemepaoTei autdg O TTEPIOPICHAG, N

TIPOCOETIKA KATOOKEUN XPENOIUOTIOINONKE OTNV KATOOKEUN KOAOUTTIWV, MEIDVOVTAG TOV
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XPOVO Kal KAvovtag Tnv Oladikagia 110 TTPOCITH aTTd OIKOVOUIKAG QUotws. Mia atrd TIig
BaoikOTEPEG €QAPUOYEG TNG  €TTEVOUTIKNG XUTEUONG €ival 1N KATOOKEUN  IQTPIKWV
EUPUTEUNATWY TNG Avw Kal KATw yvdBou. QoTéco, n ToIdéTNTA TOU TEAIKOU TTPOIOVTOG
eCapTdrtal amo Tnv moIdTNTA ToUu KaAouTtrioU. ‘Eva kaAd kahoutn Ba TTapdyel éva eu@uTEUUa
ME €CAIPETIKN EQPAPMOYN Kal AgIOTTIOTIA.

H péBodog 1mrpooBeTikng kataokeung (additive manufacturing) 3D eival pia pébodog
TTapaywyng Me evamrébeon UAIKOU O€ OoTpwpaTa pE BAaon 1o TPOTUTTO apxeio standard
tessellation language (STL) stereolithograpfy Tou CAD AoyiouikoU. YTTépxouv TpEIG TUTTOI
TTPOOBETIKAG KaTaokeung AM TTou BaacileTal o€ ateped Bdon, o€ uypr) BAon Kal o€ OKOVN

H Fused Filament Fabrication (FFF), yvwoTr] kai wg fused deposition modeling (FDM)
givai gival pia TpIodiaoTaTtn diadikaoia eKTUTTWONG TTOU XPNOIKOTTOIET £va GUVEXEG VIUA VOGS

BepuOTTAACTIKOU UAIKOU.

GUIDE

e

>x. 6 - 4 Kataokeun eu@uteupdarwy ye Tn uéBodo fused deposition modeling

To FDM c¢ival n 1Mo KatdAAnAn péBODBOG yia TNV KATOOKEUAG EUQUTEUPATWY aTro
TTOAUPEPT UAIKA.

H 1pooBeTiki kataokeur pe Bdaon 1o uypd eival pia diadikaoia OTeEPEOTTOINONG TOU
uypoU akaTépyaoTou UAIKOU péow okAApuvong. Or Baoikotepeg pEBOdOI TTPOCOETIKNAG
KOTAOKEUNG ME uypod eival n stereolithography (SLA) kai n continuous liquid interface
production (CLIP). H diadikagia oikodopnong tng SLA gival yvwaoTr wg @WTOTTOAUUEPICHOG.
givalr pia diadikaoia oTeEPEOTTOINONG TTOAUMEPOUG UE €papuoyh utrepiwdwy (UV) akTivwv
TTOU OPOUV WG KATAAUTEG yIa TNV avTidpaon uypng pnTivng.
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Laser Source
\ ' Elevator

Resin Surface

Platform

Photopolymer
Resin

Vat

SLA printing process

2. 6 - 5 Karaokeun epputeupdtwy Pe Tn ué€Bodo stereolithography

‘Eva AéiCep dlaouvdéel TO uypO TTOAUMEPESG OTNV ETTIPAVEIR TOU OOXEIOU TTOAUMEPOUG,
olUuQWva ME TIC TTPOJIAYPOPEC TTOU EICAYOVTAl OTOV  UTTOAOYIOTH, METOKIVWVTAG TIG
kateuBbuvoelg X kal Y. MeTd Tnv oAoKARpwaOnN €vOg GTPWHATOG, O AVEAKUCTAPAG XAMNAWVEI
TO OAOKANPWHEVO IKpiWPa €va  OTpWHA OTnv  kKateuBuvon Z kai n diadikacia
emavolapBaveral. H ouvexng Tmapaywyry uypwv diemagwy (CLIP) eival uia  dAAn
TpoTTOTTOINKEVN KaTaoKeUn TTPooBeTIKAG AM pe Baon uypd.

Build platform Resin
The build platform, or stage, Held in a reservoir, this
is lowered into the reservoir, resin is UV curable,
and gradually lifts out the which means that it
object as it is formed. solidifies when

exposed to UV light.

Dead zone

When oxygen contacts the bottom
of the object, a minute dead zone is
created, separating the object from
the resin pool. This provides
continuous production.

In action S Frojcctor

This projects a series of cross-
See how Carbon3D prints objects sectional images relative to the
using Continuous Liquid object being created. It emits light in
Interface Production (CLIP) the UV spectrum to solidify the resin.

Oxygen-permeable window
This special, composite window is
transparent (it lets UV light through) and
is also permeable to oxygen.

>x. 6 - 6 Kataokeur eu@uTteupdTwy e Tn HEBodo continuous liquid interface production

H «vekpr Cwvn» TTou dnUIoUpYEITal HETAEU TOU ATTOPPOPNTIKOU TTapaBupou Kal TNG
pNTivNG TTPOKOAEI OKAjpuvon TNG pNTivng.

O1 pébodol TTPOCBETIKAG KOTAOKEUNG Ol OTIOIEG XPNOIMOTIOIoUV OKOVN €ival ol
Selective Laser Sintering (SLS), Selective Laser Melting (SLM), Direct Selective Laser
Sintering (DSLS), Electron-beam Melting (EBM) kai Laser engineered net shaping method
(LENS).

61



e —
T & -

Lewveling roller

XY scanning mirros

r————
Laser beam
/ Sintered part

Powder bed

FPowder feed
supply

Powder feed piston
Powder fead piston

Build chamber Powder feed supply

Build piston Copyright @ 2008 CustomPartMet

2. 6 - 7 Karaokeun egputeupdTwy Pe Tn 4€Bodo Selective Laser Sintering

O 1pbTTOG Acitoupyiag Twv Selective Laser Sintering (SLS), Selective Laser Melting
(SLM), Direct Selective Laser Sintering (DSLS) eival mapopolog. Eivalr TeXVIKEG TTOU
xpnoigotroiolv €va Aéidep yia TNV TAEN Tou UAIKOU o€ okOvn, OTOXEUOVTAG QUTOUOTO O€
onueia TTou opifovTal atrd €va poviédo 3D, ouvdéovtag 1o UAIKG padi yia va dnuioupynOei
Mia oTepen) dopr. AQou capwbei KABe dlaTouR, TO OTPWHA TTOUdPAG XOUNAWVETAI KATA
TTAX0G £VOG OTPWHATOG, EQAPPOLETAI éva VEO OTPWHA UAIKOU OThV KOopuer] Kal n diadikaoia
emavaAapBaverar  €wg Otou oAokAnpwBei TO OoTEPEd. H  Electron-beam additive
manufacturing, or electron-beam melting (EBM) cival pia yéBodog TTPOCOETIKIG KOTAOKEUNG
EUQUTEUNATWY e TTapdpola AsiToupyia pe T Hovn diagopd OTI yia TNV TAEN TNG okdvng

METAAAWV XPNOIYOTTOIET hI BETUN NAEKTPOVIWV.

Elaectromn Baeairm
Colurmm

Filarmant

e Stigmators

A FOasiE s il ==

— Daeflectiomn coils

He=t
=hie=ld

Electrom
(e F=t=Tgy]

Rake__ Enc L

“ Charm ber
Build
tank

2¥. 6 - 8 Karaokeun epputeupdTwy Pe Tn gEBodo electron-beam melting
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H péBodog Laser engineered net shaping method (LENS) otepeotroiei

METOAAO O€ OKOVN O€ ANIWPEVO UTTOOTPWHA.

Z motion

Processing
direction

Laser beam
Powder stream
Shield gas

Dilution
area Fabricated near-net

shape part

ANwpévo

2x. 6 - 9 Kataokeun epguteupdtwy Pe Tn uEBodo Laser engineered net shaping method

. H diadikacia THENG TOU UTTOOTPWHATOG KAl TOU JETAAAOU 0€ OKOVN TTPAYHOTOTTOIEITAl

a1ré akTIivoBoAia AéiIfep OTTWG PaiveTal OTO OXMMA.

6.2 2xeOI100MOG KATEPYATIOG

2TNV OUYKEKPIPEVN €PYOCia N KATAOKEUN TNG OIKOYEVEIAG OPBOTTEDIKWY EUPUTEUNATWY

LCP emA£xOnke va yivel og KEvTpo KaTepyaoiwv CNC TpIwV agdvwy Kal CUYKEKPIMEVA OTNV

epyaAeiopnyxavr) CNC tng HAAS, povtéAdou TM-1, TTou dIaBETEl O TOPEAS KATEPYATIWY TWV

UAIkwv Tou E.M.T. Me Tn BoRBeia Tou SolidWorks kal p€ow TOU TTAPAUETPIKOU OXEDIACUOU

emMAEXONKE N TTAdka LCP 3.5mm (10holes) diaotdoewyv L = 137mm, W=11mm, T= 3.3mm

2y. 6-10.
% B &€

Configurations

@ 7 PARTIZ102020NEW Confic A

> [E) Tables
De

LCP4.5mm( oles)

Display States (linked)
Q Display State-4 7

*Isometric

2X.6 - 10 LCP 3.5mm (10holes)
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To AoyIopIKO TTOU TTPOTIMABNKE yia Tov oxedlaoud TNG Katepyaaoiag Tng TTAAKag gival 1o
SolidCAM 2017. O1 Adyol yia auTd, €KTOG QUOIKA aTTd Tn d1aBeoinoTNTd Tou 0T0 EpyacTiplo,
Anrav n dueon Kai eviog Tou ypa@ikoU TrepiBaAAovTog Tou SolidWorks ouvepyacia tou pe
auTd (Evowpatwpévo pevol) Kal n TTARPNG avayvwpion Twy apXeiwv HOVTEAWV Kal AOITTWY
TTapauéTpwy Tou Solidworks.

To SolidCAM evowpatwvetal Péow €vOg eviaiou TTapaBupou Kal ouvepydadeTal
TAAPWG HE TO OPXIKO OXEDIO (TPIOOIAOTATN YEWMETPIA) TToU £xel dnuioupynBei oTO
SolidWorks. To SolidCAM xpnoiyotroiei €Tmiong Ta oXedIACTIKA €pyaAsia Tou idlou Tou
SolidWorks yia va diapopewoel To povtéAo katepyaoiag (CAM part) kai va dnuIoupynRoel Tig
ATTOPAITNTEG YEWMETPIEG TTOU Opifouv TIG KaTEpyaoie¢ KOTAG. OTav n yewWEeTpia TTOU
xpnoiyotroigital, aAAdlel oto povrého SolidWorks, 10 SolidCAM o¢ dueon diaouvdeon
ouyxpovicel autéuaTa OAeg TIG OIODIKOACIEG KATEPYATIWY HE TNV AVAVEWMEVN YEWUETpIa. H
TARPNG auTr] cuvepyacoia Tou SolidCAM pe 1o apxikd povtéAo SolidWorks, peiwvel dpacTiKa
Ta AGBn otav utrdpxouv aAlAayéc kal BeATiwoelg oto Baoikd CAD apyxeio Tou TTpog
KATAOKEUN avTIKEIMEVOU Kal e€ac@aAilel Tn duvaTtdTnNTa CWOTAG ETTAVAANWNG KATEPYATIWVY
O€ MOVTEAQ TTOU £X0UV 10N ETTEEEPYAOTEI KOl OTA OTTOIO £XOUV Yivel HIKPEG AAAayEG.

‘Exovrag apxikd TO TPIoOIAOTATO OTEPEO TOUu 2X. 6-10 oTO TEPIBGAAOV ToU

SolidWorks, péow Tng Sladpopng solidCAM<New < Milling opioTnke véa katepyaoia
epeCapioparog (Zx. 6-11)

SOLIDWORKS Applications N - e Cumes | W
ed | :; E—}] Draft ﬁﬂ Intersect Pé?;;:&“ Curves Instant3D
Xpress Products b i - v
| SolidCAM r New b Milling
@ SOLIDWORKS CAM r Open... Milling-5TL
, Save As.., Turning
'ﬁ'ﬁ‘ Asset Publisher..,
Manage Templates Mill-Turn
S Defeature... Calculate CAM-Parts... ,
& Customize Menu
o Export To AEC...
Copy. I

2x. 6 - 11 EmAoyn katepyaoiag atrd Tou pevou Tou SolidCAM

210 ouvéxela emAEXOnke o controller Tng punxaviig CNC tou Ba xpnoiyotroinBei, Ta
QTTOPAITNTA CUCTAUATO CUVTETAYUEVWY, Ol dIAOTACEIG TOU apxIkoU Tepaxiou (stock model),
ol yewpeTpia TOUu TEAIKOU avtikeipévou (target model) Zx. 6-12 kai didpopa GAAQ

XOPAKTNPIOTIKA TTOU aPOPOUV TO UAIKO, TIG HOVADEG WETPNONG KATT
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9 ER[¢/e FHE A & S — _

4 @PARTUSTTUZUZUhaastehko‘..

& Milling Part Data : PART051102020haastelikod-6mm @
v X

CNC-Machine ~n

gMilling_Haas_3x

~

Define

@
4

Stock }
'

Target

~

CoordSys

Part settings

Settings

Program numbers ~

Channel Program number Subroutine number
Program numbers 1000 2

2X. 6 - 12 EmAoyn dedouévwy Katepyaaoiag
MNa TN OUYKEKPIPEVN epyaaia eTTIAEXBNKav:
e gmilling_Haas 3x
e YAIKO Tepayiou STAINLESS STEEL 316L ( hardness = 180 - 220 HB)
e Alaotdoeig stock 147mmx15mmx4mm
o Alaotdoelg TeAIKoU Tepayiou: 137mmx11mmx3.3mm
O oxedlaoudg TnG Katepyaaoiag o1o Solidcam €yive o€ TTPAYUATIKEG CUVONKEG, yI' AuTtd
T0 Adyo eAAPONCaV UTTOWN CUYKEKPIPEVOI TTEPIOPICHOI TTOU aPOPOUV TNV £pyYaAEIOuNXavA
CNC ¢ HAAS, povtélou TM-1, TTou dIaBETEl O TOPEAG KATEPYATIWY TWV UANIKWV Tou E.M.TT.
O1 deopeUTIKOI aUTOI TTEPIOPIOUOI Eival N I0XUG Kal n TaxUTNTa TNG aTPAKTOU, Ol OTTOIEG
yia Tnv punxavr) CNC HAAS TM-1, icoutai pe Pc = 5,6kW kai n= 4000 rpm. H katepyaacia

TOU Tepayxiou Eekivnoe ammd Tnv Tavw em@dveia. EMAEXONKE TO cUOTNUA CUVTETAYMEVWYV
MAC 1 (1-position) Zx. 6-13.
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Fillet1 of D

Sx.6- 13MAC 1

H ouykpdtnon Tou stock Ttrpaypatotrmoiinke amdé 2 clamps OTIG QVTIOTOIXEG
TpoegoxES. EmAEyovTag wg TpwTn Katepyaaoia face milling operation kai XpnoIUOTTIOIWVTOG
TNV @pefoke@aln pe diaueTpo D=40mm Zx. 6-14.

TSX(F) 08000 RS

| Body - Shell Type Radial | —20°

DCSFMS
DCB,

KDP

ey
-

1=

2
g

DC

CBOP
ey

@ Body - TSX, Standard Pitch

Dimensions (mm) No. of | Weight
Cat NO Sto‘:k nfal [aVald =¥t L [n¥al=l LaAR A Lo Fal=lntnl InEl l"a IE“ ‘Kﬂg
I TSX 08040 RS L] 40 33 40 16 84 5,6 18 14 9 4 0,21 I
U0 L 2 £s11 T 10 O g o ™ ™ Ea) i)
08063 RS [ ] 63 50 40 22 104 6,3 20 18 11 [ 0,53

Inserts are net included.

>x. 6 - 14 ®peCokepaAr) TSX 08040 RS 1ng SUMITOMO

€yIve n ekxovdpion TnG avw emaveiag pe Eva Babog kotmg 0.25mm kail he €va TEpacua,
aprivovtag 0.1mm uAIkoU yia To @Ivipiopa x.6-15.
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ATIO TOV KATAAOYO TOU KATAOKEUQOTH ETTIAEXONKAV Ol CUVICTWHEVEG TINEG TTPOWONG

2X. 6 - 15 Aladpoun epyaheiou

avda odovTa Kal TaxuTnTag KOTTAG 2X. 6-16.

B Recommended Cutting Conditions

Min. - Optimum - Max._

Work- Hardness Cutting Speed Feed Rate
S8 material (HB) Ve (MV/MIIN) f, (MM/T) ol
180-280 150-225-300 0,08-0,20-0,30
Carbon Steel ACP100
= 280 75-150-230 0,08-0,20-0.30 ACP200
ACP300
Alloy Steel 180-280 100-175-250 0,08-0,15-0.25
. I 220-280 90-135-180 0,08-0,15-0.25 ACM200
Stainless Steel Yo el
=280 75-125-170 0,08-0,15-0.25
Cast Iron ACK200
Ductile Cast Iron 250 100-175-250 0,08-0,20-0.30 ACK300
) ) ACM200
Exofic Material - 30- 60-90 0,05-0,10-0,15 ACM300

2x. 6 - 16 XuvIOTWUEVEG OUVBNKES KOTTAG GPECOKEPAARG ATTO KOTAOKEUAOTH)

A6 Toug TUTTOUG TNG TTapaypd@ou 5.4 utroAoyioTnkav kal Ta uTTOAoITTa EYEDN,
ETTOPEVWG Ol CUVONKEG KOTTAG YIa TNV ekxOvopion Ba gival n = 1100rpm kai vi= 660 mm/min.
EmAéyovrag wg deuTepn KaTtepyaoia face milling operation kai XpnoIJOTTOIWVTAG TNV
@peCokePaA Tou ZX. 6-14, &yive TO @IvipiIopya TNG Avw emm@aveiag pe éva Babog KoTmg

0.1mm kai ye éva mépacpa Zx. 6-17.
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2x. 6 - 17 Aiadpopn epyalciou

lNa 1o QIvipiIopa atmd Tov KATAAOYO TOU KOTAOKEUAOTH €TMAEXBNKav n eAAXIOTN TIUNA
TPOWONG avd oddvTa Kal N PEYIOTN TaxUTNTAG KOTTAG. ATTd Toug TUTTOUG ThG TTapaypd@ou
5.4 utroloyioTnkav Kal Ta UTTOAOITTA UEYEDN, N €eAAXIOTN TTPOWON UTTOAOYIOTNKE WE TNV
MIKPOTEPN TaXUTNTA KOTTAG, ETTOPEVWG O CUVBNKEG KOTTNG YIa TNV £kxOvopIon Ba cival v =
180m/min, f = 0,05 mm/tooth, Ny = 1450rpm KAl Vimin = 140 mm/min.

EmAéyovtag wg Tpitn Katepyacoia drilling milling operation kai XpnOILMOTTOIWVTAG TOV

KevTpoddpo dlapETpou D= 6mm Zx. 6-18

T— ——— 3—133 E Type1
LM
[+ 7 'H
PL LF
e ———— 4 g ez
i
LCF
[« I
HAFR
—. _ DCON=3 |3 =DCON=6 |6=DCON=10[10=DCON=18 J@
4 —3.010 —E.IIIE —g.ll15 —EIHG
(mm)
DC SIG g g Order Number L LCF LH 510 | OAL LF PL | KAPR |DCOM | Fig.
[=1 =1
wew 20 | B80° |@ DLEO300S030PD60 | 20 o - - a5 420 | 21 8o 3 2
wew 40 | B0° @ DLED400S040PD60 | 27 12 - - 50 472 | 28 8o 4 2
ww 50 | 80° (@ DLEOS00S050P060 | 3.4 14 - - 80 585 | 3.5 ao° 5 2
wew B0 | 80° @ DLEDGO0SOG0PDED | 4.0 15 - - 88 61.8 | 42 a0 8 2
wew 70| B0° @ DLEOTO0SOTOPDED | 4.7 18 - - T4 601 | 4.0 a0 7 2
wew 80 | B80° (@ DLEDSB00SOB0PDED | 5.4 20 - - T4 684 | 58 8o 8 2
wew 100 | B0° (@ DLE1000S100PD60 | 6.8 24 - - a4 770 | T.O 8o 10 2
wow 120 | B0° |@ DLE1200S120P060 | 81 28 - - o5 26.6 | B4 a0 12 2
wew 1.0 | ©0° e| DLEo100s0z0FP080 | 0.35 E 8.7 3o a5 426 | D4 as® 3 1
wew 15 | oo° ®| DLE0O150S020P090 | 0.55 3 73 45 a5 444 | DB 45° 3 1
wew 20 | Do° ®| DLE0O200S020P090 | 0.20 4 7.8 8.1 a5 441 0.9 as5° 3 1
wew 25 | ooe ®| DLE0250S020P090 1.00 5 7.0 71 a5 430 | 1.1 45° 3 1
3o | ooc |e DLEQO300S030P 090 12 o - - a5 437 | 1.2 as5® 3 2
40 | ooc |e DLE0400S040P 090 18 12 - - 50 483 | 1.7 45° 4 2
50 | oo |e DLE0S00S050P090 | 2.0 14 — — B0 57.0 | 21 45° 5 2
I—m?-; DLEDGUOSOEOF 090 | =3 e = = aa_ﬁ?? = I |
. o R " - — — e — ) r

2. 6 - 18 Kevrpaddépog DLE0600S060P090 Tng MITSUBISHI.

EYIVE TO KEVTPAPIOUA TwV OTTWV OivOvTag €VTOAN OTO E€PYAALiO va OTANATAOEl, OTAV N

OIGPETPOG TNG TPUTTAG Yivel 3mm ZX. 6-19.
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ATTO ToV KATAAOYO TOU KATOOKEUQOTH €AQONOCAV Ol CUVIOTWHEVEG TINES TTPOWONG AvA

2x. 6 - 19 Aiadpopn epyalciou

TTEPIOTPOPN f, KAl N TAXUTNTA TTEPIOTPOPNAG N ZX. 6-20.

Austenitic Stainless Steels { 200HB)

Gray Cast Irons (£ 350MPa)

Ductile Cast lrons {<450MPa)

Work
Material | 15 susans, sUS3TB etc. IS FC300 et JIS FCO450 ete.
o . fr R i N fr
i} :h:m] iy [M{Ig;ﬂ:hm i) {h:m}
1.0 300 0.01(0.005—0.015) 9500 0.02(0.01—0.03) 3100 0.02(0.01—0.03)
1.5 4200 0.01(0.005—0.015) 8500 0.02(0.01—0.03) 5300 0.02(0.01—0.03)
2.0 3100 0.04(0.03—0.05) 0500 0.04 (0.03—L0.05) 8300 0.04 (0.03—0.05)
FI 2500 0.04(0.03—0.05) 8500 0.04 (0.03—0.05) 7000 0.04 (0.03—0.05)
3.0 2100 0.04(0.02—0.06) 7a00 0.06 (0.04—0.08) 5800 0.08 (0.04—0.08)
2.0 1600 0.04 (0.02—0.06) 5200 0.06 (0.04—0.08) 4300 0.08 (0.04—0.08)
o 1000 ooEp oL 5000 0.07 (0.05—0.09) 3800 0.07 (0.05—0.08)
6.0 1000 0.08{0.04—0.08) I 4200 0.07 (0.05—0.08) 3100 0.07 (0.05—0.08)
c — 2800 0,08 (0.05—0.10) 2700 0.07 (0.05—0.08)
2.0 780 0.08(0.04—0.08) 3100 0,08 (0.05—0.10) 2300 0.07 (0.05—0.08)
10.0 830 0.08(0.04—0.08) 2700 0.0 (0.05—0.11) 1800 0.08 (0.05—0.10)
12.0 530 0.08(0.04—0.08) 2200 0,09 (0.05—0.11) 1500 0.08 (0.05—0.10)
16.0 380 0.08{0.08—0.10} 1700 0.12{0.10—0.14) 1100 0.11(0.08—0.13)

Mote 1) When chamfiering a circumference of a guide hole, make sure that the tool diameter{DC) is D <DC <2D.
Mote 2) When centering inte curved or inclined surfaces. please reduce the feed rate.

2X. 6 - 20 ZuvIOTWHEVEG OUVONKEG KOTTAG KEVTPADOPOU aTTO KATAOKEUAOTNA

ATO TOoug TUTTOUG TNG TTapaypd@ou 5.4 uttoAoyioTnkav Kal Ta UTTOAOITTA MPEYEDN,
ETTOMEVWG O OUVBNKeG KOTTG Ba eival, fz = 0,06 mm/rev, n = 1000rpm kai v; = 60 mm/min.

EmAéyovtag wg TétapTtn katepyaoia drilling milling operation kai xpnoIOTTOILVTAS TPUTTAVI

olapérpou D= 3mm Zx. 6-21
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MDW-GS2

[
R e

Deoe

| iz
L
MDW-GS2 2XD drill for excellent chip management and long tool life (External coclant)
Catalog Fractional [\ eter | Diameter Overall Flute Length [ Shank Length | Shank Diameter Tap
umber Stock Wire & D (in) D (mm) Length £ i B2 (i Ds (in/, ) Si
linch/metric) Letters 1 s Armneaa) 2 (indmm}) 2 (infimm) s in/imim, ze
MDW0200G52 - 0.0787 .00 45.0 80 34.0 30
MDW0210GS2 - 0.0827 210 450 10.0 320 3.0 3-56
MDW0220G52 - 0.0866 220 450 10.0 32.0 3.0
MDW0230GS2 - 0.0906 230 450 10.0 32.0 3.0
MDW00937G52 - 3/32 0.0940 238 1.772 0.354 1.260 0.1250
MDW0240GS2 - 0.0945 2.40 450 10.0 32.0 30
MDW0250GS2 - 0.0984 250 450 10.0 32.0 30
MDWo0260GS2 - 0.1024 2.60 450 13.0 30.0 3.0
MDWO270G52 - 0.1063 2.70 45.0 13.0 30.0 3.0 632
MDW0280GS2 - 0.1102 2.80 450 13.0 30.0 30
MDW01110GS2 - o.1110 2.82 17717 05118 1.1811 0.1250
MDW01130G52 - 0.1130 2.87 17717 05118 11811 0.1250 640
MDW0290GS2 . 0.1142 2.90 450 13.0 30.0 30 3506
MDW01160GS2 - 0.1160 2.95 17717 05118 11811 0.1250
[ TmowosooGs2 - 0.1181 3.00 45.0 13.0 30.0 5.0
TADWOT 2000 - T 1200 0 T [AIRE) TTETT TI250
MDW0310GS2 . 0.1220 310 540 19.0 33.0 40
MDW01250G52 - 148 0.1250 318 17717 05118 11811 0.1250

2x. 6 - 21 Tputmrdvi MDW0300GS2 1ng SUMITOMO

MEe B&Bo¢ kot 3.3mm Kai ue TTAAPN JIGUETPO dnuioupyABnkav ol OTTéG BIaUETPOU
3mm. Me autd Tov TPOTTO, TO EPYOAELIO TTOU XPNOIUOTTOINONKE UETETTEITA OEV KATATTOVNOE TO

EOWTEPIKO WEPOG TNG OTING KAl KATAPEPE ME MEYAAN akpiBeia va agaipéoel To UAIKO,

TIPOKUTITOVTAG N €TIOUUNTH OTTA ZX. 6-22.

ATTO TOV KATAAOYO TOU KOTAOKEUAOTH €ANGONCAV Ol CUVIOTWHEVEG TIUEG TTPOWONG aAvA

TepIoTPOPN f, Kal TaxuTnTag KOTTAG V 2X. 6-23.
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2X. 6 - 22 Aladpoun epyaheiou




Recommended Speed & Feeds

o ork Fiordens speed— SM Drill Diameter (inch )
Maarial HE Feed = IPR o< -al196 20.197 - 50,394 20395 - 90,630

190 SEM 110- 250 160 - 275 210 - 360
PR D04 - 008 006 - 010 D08 - .012

SEM 110- 250 160- 275 710360
Low Carban Steel 190~ 250 PR 04~ 008 006010 008012

EM 100275 140250 190325
250300 PR 003 006 004 008 006 010

SEM 110- 250 160275 210360
Medium 180275 PR 004008 006-.010 008-.012

Carbon Steel 275 - 350 SEM 100- 225 140-250 190-325
PR 003~ 006 004 - 008 005010

200 SFi 110- 250 160- 275 210-360
Alloy Steel PR 004 - 008 006 - 010 008 - .012

350 30 - 210 115-220 115 - 250
= Al D04 - 008 D06 - 010

300 Austenitic SEM 0-115 1 0160 B0-210

G ' 160 - 280

s Stainless Steel PR 002006 | 003008 004010
s e pp—— 1 R g 75180 90-225
Stainless Stes] PR 002~ 006 D03 -.008 006 -.010

Cactiron SEM 115- 300 195-390 250 415

PR 006-.010 D06-.014 006-014

Ductile trom SEM 115-185 160- 300 210-375

PR 006- 010 D06-.014 006-.014

SEM 40-60 0-80 50-100
Hardened steel 4560 Re PR 002008 003 - 005 004 - 008

Titanium Allay SEM 40-80 40 100 50-110
Ti-Gl-av PR 003004 003 -.005 003 - 006

Exotics - Inconel, EM 30-60 3060 4080
Monel PR 002003 003005 003 - 006

Alurminiam alloy FM 300 - 700 400- 00 400 - 800

P 003~ 006 D04-.008 006-.012

2X. 6 - 23 ZuvIOTWUEVEG 6Uv9r']|<£g KOTfﬁg_-'l-'pU'ITGVIOU amo KaquKeudéTr']

ATO TOoug TUTTOUG TNG TTapaypd@ou 5.4 uttoAoyioTnKav Kal Ta UTTOAOITTO HEyEDN,
ETTOMEVWG Ol OUVBNKEG KOTTAG Ba cival v, = 82.5 SFM, f, = 0,004 inch/rev, n = 2700rpm Kai v;
=275 mm/min.

EmAéyoviag wg EPTITN KaTepyaoia profile milling operation kal XPNOILOTTOIOVTOG

KOVvOUAI dlauéTpou D= 2.5mm 2. 6-24
UOA ZUUUUL-OU | YypE

Coated E|E|2|E |pg|reereamea|p |5 < -
HHH e HEHE
. 8| 2 [&&[=8[rmc e |mc |so|=8| 8 |x | 8 P
Grades Coaine  [GlololBlBl6[0] —r= Ml Endmills (mm)
=T Cat. No. Stock| DC |APMX| LU | LF |DMM
* Szﬁ E, GSX 20100C-3D . 10| 30| 40| 40 ]
| GSX 20150C-3D . 15| 45| 55| 40 4
APMX | GSX 2020030 Iy 20| 60 701 40 E|
LU L | | Gsx20250C-3D D 25| 75] 85| 40 I
1 oA JUS00G-300 [ a0 S0 7 10,5 ol ]
ooy - GSX 20400C 3D ) 40120 135 50 6
[E a0l gm0000c30 GSX 20500C-3D . 50| 150 | 17,0 | 50 6
Helix Angle Comer: G Type a0 o e GSX 20600C-3D . 60| 180 | — 50 6
5C Toierance 20 GSX 20800C-3D . 80| 240 | — 70 8
R R g..TeEE 10 GSX 21000C-3D e | 100|300 — 90 | 10
o oo | o RHaenta | | G0 iGiocsn | e | 160 | as0| — | 10| 16
Grade: ACF20 GSX 22000C-3D 20,0 | 600 | — | 120 | 20

B Endmill Identification (GSX MILL Series)

GSX 2 0100 C - 3D

Series Code No. of Diameter Cutting Edge Cutting Edge
Teeth Length

S: Sharp Edge
C: Gash Land Drilling

ZX. 6 - 24 KovdUuh GSX 20250C-3D 1ng SUMITOMO

ME Bd&Bog kotm¢ 3.65mm kai BApa 1.83mm yia va atrogeuxBei mOav katamTrévnon Tou
epyaAeiou dedopévou OTI TO KOPUATI ival atrd xaAuBa, pe wall offset 0.1mm kai pe TeEAgiwpa

EVOG TTEPACHUATOG EYIVE TO QIVIPIOPA TNG OBAA OTTAG ZX. 6-25.
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2x. 6 - 25 Aiadpopn epyalciou
ATTO ToV KATAAOYO TOU KATOOKEUQOTH €ANPONCAV Ol CUVIOTWHEVEG TINES TTPOWONG AvA
odovra f kal TaxuTnTag KOTMG V ZX. 6-26
GSX 3D Endmills

Materal ‘n.m‘ mmﬂammmmmmm-

Low and Medium
Carbon Steels

<250 |125-280.0005-.0021|.0007-.0022( .0008-.0031|.0008-.0034| .001-.0041 | .0012-005 ( .0014-.006 (.0016-.0072( .002-008 | .002-009 | .00Z-010

Medium Carbon Alloy
Steels
Medium-High
] Carbon Steals
Free Machining Steals
and Alloys

<250 |100-255 .0005-.0021|.0007-.0022| 0008-.0031|.0008-0034/ .001-0041 | .0012-005 | .0014-.006 | .0016-.0072( .002-008 | .002-009 | 002-010

>250 | 90-200 |.0005-.0014|.0007-.0018(.0008-.0027 | .0008-.003 | .001-.0036 |.0012-.0041 ( .0014-.005 (.0016-.0059 ( .002-0069 | .002-008 | .002-009

<250 |110-230 [.0005-.0018|.0008-.0022| .0008-.0031|.0008-0036 .001-004

A0012-.0049| .0014-.006 (.0016-.0071| .002-.0081 | .002-.0092 | .002-0103

<250 |100-200).0005-.0015].0005-.0019|.0008-0027 [.0008-0031) .001-.0041 | .001-005 |.0012-0059(.0016-0065) .002-008 | .002-0091 | .002-0102
Tool Steals 250-350 | 85-165 |.0005-.0013|.0005-.0017|.0008-.0022 [.0008-002%| .001-0033 | .001-004 |.0012-0048|.0013-0059) .0015-.007 | .002-0081 | .002-0092
>350 | 75-145 | .0005-.001 | .0005-.0011].0006-0013 [.0008-0017| .001-.0023 | .0008-.0026| .001-003 | .001-0037 | .001-.0042 | 0015-.0047| .002-0054
Martensitic and <250 | 90-230 |.0005-.0013|.0008-.0011|.0008-.0015 | .0008-.002 | .001-.0025 | .001-.0029 | .001-.0033 [ 001-.004 | .001-0046 | .001-.0051 | .001-0058

E o
- —— it e it 00)5-.001 1 | 0005-.0015 | .0008-.002 | 0008-.0025) .001-.0029 | .001-0033 | .001-.004 | .001-.0046 | .001-.0051 | .001-0058
M g Austanitic <250 | 110-205 .0005-.0011) P005-.0016) .0008-002 |.0008-0024| .001-0027 |.0011-.0035).0012-.0038|.0012-.0042 [.0014-.0046 | .0015-.005 | .002-006
8 Ill'iarlgeningl <280 | 90-180 |.0005-.0011|.0005-.0012| .0008-.0015 [.0008-.0035| .001-.0022 | .001-.0027 | .001-0032 | .001-0037 | .001-.0043 | .001-005 | .001-.006
Grey Cast Iron 250-280 | .0008-.002 | .001-0025 | .001-.0028 |.0008-0031/ .001-0035 | .001-.0039 | .001-0046 | .001-005 |.001-.0054 | .001-006 | .001-007
Ductile Iron 160-225 | .0005-.002 | .001-.0025 | .001-.0028 |.0015-0031] .001-.0035 | .001-.0039 [.001-.0046 | 001-005 | .001-0054 | .001-006 | .001-007
Exotic Alloys: Inconel,
Hastalloy, Waspalloy, 75-115 (.0005-.0012(.0008-.0015) .0008-.0018 |.0008-0021| .001-.0025 | .001-.0029 | .001-.0033 | .001-.0038 | .001-.0044 | 001-0051 | .001-0057
et
Non-Ferrous Material [550-1100{ .001-.0021 | .001-.0027 | .001-.0031 |.0008-.0036 .001-.0042 | .001-.0053 | .001-.0064 | .001-0075 [.001-.0085 | .001-095 | .001-0105

2¥. 6 - 26 XUVIOTWUEVEG OUVONKEG KOTTAG KOVOUAIoU 2.5mm a1ré KATaoKEUAOTH

MNa 10 @IvipIoga atmé Tov KATAAOYo TOU KATOOKEUAOTH €MAEXONKAv N eAAXIOTN TIUA
TTPOWONG ava oddvTa Kal N PEYIOTN TaxUTNTAG KOTIAG. ATTd Toug TUTTOUG TnG TTapaypdgou
5.4 utrohoyioTnkav Kal Ta UTTOAOITTO PEYEDN, ETTOPEVWG OI CUVONKESG KOTTAG YIa TO QIVIPIOHO
Ba eivalr ve = 205 SFM, f = 0,0005 inch/tooth, n = 7800rpm. H TaxdtnTa TTEPICTPOPNG TNG
aTpdkTOoU OeV TTANPOUCE TOUG TTEPIOPICHOUG TTOU £XOUV ava@epBei TTapamavw (Nmax HAAS
TM-1 = 4000rpm). ' autd n TaxuTnTa TTEPIOTPOPNG diatnprBnke opiakd oTig 4000 rpm, Kai n
TIPOWOT UTTOAOYIOTNKE PE aUTH) TNV TaXUTNTA TTEPIOTPOPNG Vi = 100 mm/min.

Me tTnv 6n Katepyacoia dnuUIoUPYABNKE TO KWVIKO OTTEipwua TNG TPUTTAG aopAliong.
AuoTuxwg 10 SOlIdCAM bev TTapéxel autr) Tn duvatoTnTa. MapdAa autd Kal TTPOKEINEVOU va
oAokAnpwBei n kataokeu TNG TTAAKAG €TIAéyel n kaTtepyaoia drilling milling operation pe T

xpnoiyotroinon evog taper thread epyaAeiou diapétpou D= 5mm, pe pitch 0.5mm, e
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KWVIKOTNTA 0N YE TNV KWVIKOTATA TG TPUTTAS ac@AaAiong 12,78° kal eTITd SOVTIWV, WOTE TO

OUVOAIKG PNKOG KOTTAG va gival 3.5 mm. Zx. 6-27.

R TP e R T A

(5] S [somae o s s ol —
Description Color 0
| | - Mountng => E
™ Topology I Toal Datal iData I Holderl Shape I Coolantl Tool F'reseftl Tool Messagel
Tool parameters
Fitch f Standard
Pitch Tabl
Yehim) @) O abie NPSL ;
Fitchi{inch) () (@) User AD
I O Taper angle (A): we “
Mm Thread diameter{TD): I:I
Inch O Arbor diameter (AD):
'y
Mumber of teeth: A II TL
Length OHL g
Mm () Total (TL): 50
SL
Inch (O Outside holder{OHL): 50 |
Shoulder length (SL): 24 ¥
TCL
Thread cutting {TCL): 3.5 Y L ¥ v
H length: []| 100 TD
Mumber of flutes:
B B v 5 B .
.

2. 6 - 27 EpyaAcio dnuioupyiag KwviKoU OTTEIPWHPATOG

Q¢ BaBog koTTAG opioTnkav Ta 3.5mm, ico pe 10 BABOG KOTTAG Tou epyaleiou 2. 6-28.

2. 6 - 28 Aladpoun epyaheiou

Emopevn katepyaoia High Speed Surface operation otnv otroia XpnoiyoTToindnke 10
oQ@aIpIkd KOVOUAI diapétpou D= 4mm Zy. 6-29.
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Coated Lap §§ ¥E
o) MHHE AT N
Grades Cosire (oo lolol|E ndmills (mm)
ey Cat. No. Stock| RE | DC [APMX| LU | LF |DMM
O . - GSXB 20020 ® | 020 04| 06| 08| 50| 4
® 13 GSXB 20030 ® | 030 06| pg| 12| s0| 4
=l v GSXB 20050 ® | 050 10| 15| 20| 50| 4
Ly | GSXB 20075 e | 075 15| 25| 3p| 50| 4
LE | GSXB 20100 e | 100] 20| 30| 40| 60| &
©0) - GSXB 20125 ® |25 25( a0 50 60| B
497 GEXB20000 GaxXB 20150 P 3ol a5l 60 g
30 [ GSXB 20200 ® | 200] 40| 60] 80| 70| 6] |
20 ————— - e p—
\ja E 10 GSXB 20300 ® | 300 60| 90| - | 80| &
Helox Angle i P GSXB 20350 ® | 350 70(110]200] 90| &
- GSXB 20400 e | 400 80|120| — | 90| 8
Coated carbide grade. ACB20 GSXB 20500 ® | 500 100|150| - | 100| 10
B Endmill Identification (GSXB Type) GSXB 20600 L 6,000 12,0( 180 - | 110| 12
GSXB 20700 ® | 700 140|210|380| 10| 16
GSXB 20800 ® | 800/760(240] = 40| 6
GSXB 2 0200 GSXB 20900 e | 900 18.0|27.0|50.0| 140 20
= GSXB 21000 e |1000/200|300| — | 160| 20
Series No.of  Radius GSXB 21250 1250/ 2501 380l — | 180l 25

>x. 6 - 29 KovdUAI ogaipikng noperig GSXB 20200 tng SUMITOMO

MpayuatotroIndnke n ekXOvOpPIoN TwV OTTWV cuuTTieong. ETAEyel n Texviky parallel to
curves, opioTnke éva offset 0.1mm oTn em@dveia odnyd, cav TTAGTOG KOTTAG 0pIoTNKE TO
MéyioTO TTOU diveTal amd TOV KATAAOYOo Tou KartaokeuaoTr}, ATtol 0.05D = 0.2 mm,

TIPOKEINEVOU Va PEIWBOUVY Ta TTepdopaTa ZX. 6-30.
= PLELBER - O-v-S@& - -

2¥. 6 - 30 Aladpoun epyaheiou

2€ aQuTO TO Onueio TTPETTEl va TovIOTEl OTI OOKIMAOTNKE KAl N TEXVIKA perpendicular to

curve, aAAd o xpdvog KaTepyaaiag fnTav oxedov TeviammAdoiog 2. 6-31 kal 2x. 6-32.
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Simulation Data =

e || 89| |

1 | Mame Value

X 80.3750

Y 8.4599

z 10,0000

Feed 21590.000

Spin 4000,000

Step 3439

Time 0:02:24

Compensation off

< >

4

2x. 6 - 31 Xpovog katepyaoiag pe Texvikr parallel to curves

B Gl | 6 | AP @ DD E
1 Simulation Dat -
| irmulation Data i_| |@H|.|
= | Mame Value

X 20,3602

¥ 8.5311

rd 10,0000

Feed 21590,000

Spin 4000.,000

Step 5509

Tirme 0:11:04

Compensation Off

< >

A

2x. 6 - 32 Xpovog katepyaoiag pe TEXVIKY perpendicular to curve
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ATIO TOV KATAAOYO TOU KATAOKEUQOTH €EAAPONCAV Ol CUVIOTWHEVEG TIHEG TTPdwoNG Vi
Kal n TaxUuTnTag TEPIOTPOPNG TNG ATPAKTOU N XX. 6-33.

Hl Recommended Cutting Conditions

(1) If cutting noise and vibration are present, please change the cutting conditions accordingly.
{2) If the machine is not designed to achieve the recommended spindle speed, please use the max. spindle speed available.

@ Radius Milling

‘Work Material Carbon Steel, Alloy Steel Carbon Steel, Alloy Steel Cast lron Stainless Steel
(Below 25HRC) (Below 50HRC) Special Cast Iron Titanium Alloy
Cutting Condibons N e Speea Feed Rale Spindie Speed Feed Rale Spindle Speed Feed Rale Spindie Speed Feed Rale
RE (mm) (rpm) (mm/min) (rpm) (mm/min) (rpm) (mmimin) (rpm) (mm/min)

0.20 50000 2100 35 000 1150 50 000 2100 50 000 1750

0,30 50.000 2.500 35.000 1.350 50.000 2.500 50.000 2100

0,50 50.000 3.000 35.000 1.600 50.000 3.000 50.000 2.500

0,75 35.000 3.000 24.000 1.650 35.000 3.200 34.000 2.500

1,00 27.500 3.000 19.000 1.700 35.000 3.900 26.000 2.500

1,25 22500 3.000 15.500 1.700 28.000 3.900 21.000 2500

1 =0 - WaTalal b WaTalal 1 [aTaTal 1 700 24 000 = e Talnl 17 SO0 b ={aTal

1 2,00 17.000 3.800 12.000 2.100 20.000 4.100 15.000 2.700 1

- T — o ey T amae T e

3,00 14.000 4700 10.500 2.500 16.500 5.300 10.500 2500

3,50 12.500 4.200 9.000 2.100 14.000 4500 9.000 2.200

4,00 11.000 3.500 7.900 1.900 12,500 4.000 7.800 1.900

5.00 9.000 2 800 6300 1,500 10 500 3300 6.300 1500

6,00 7.500 2.400 5.200 1.250 8.700 2.800 5.200 1.250

7,00 6.400 2.100 4.500 1.100 7.400 2.400 4.500 1.100

8,00 5600 1.800 3900 950 6500 2100 3'900 950

9,00 5.000 1.600 3.500 850 5.800 1.900 3.500 850
10,00 4.500 1.450 3.100 750 5.200 1.700 3.150 750
12,50 3.600 1.150 2.500 600 4.200 1.350 2.500 600
15,00 : 3.000 960 2.100 500 3.500 1.150 2.100 500

3 0.02 DC 0.02 DC 0,02 DC 0.02 DC
Depth and wide of cut == 0,05 DC 0,05 DC 0,05 DC 0.05 DC

2X. 6 - 33 ZuvIOTWUEVEG GUVBNKEG KOTTAG OQaIPIKOU KOVOUAiOU 4mm aTtrd KOTAOKEUAOTH

H taxitnta TePIOTPOPAS TNG ATPAKTOU deV TTANPOUCE TOUG TTEPIOPICHUOUG TTOU £XOUV
avaeepBei Tapamdvw (Nmax HAAS TM-1 = 4000rpm). T autd n TaxUTNTA TTEPIOTPOPNAG
olatnpnénke opiakd oTig 4000 rpm. ATTé TOUG TUTTOUG TNG TTAPAYPAPOU 5.4 UTTOAOYIOTNKE N
TPoweon avd TepIoTpo®r f, Kal n TTpdwaon Vi, €TOUEVWE OI OUVOAKEG KOTTAG gival n =
4000rpm, kai vs= 720 mm/min.

Me tnv emméuevn katepyacia High Speed Surface operation kai XpnoIOTTOIWVTAG TO
idlo KOTITIKO epyaAeio, o@aipikd KovdUAl diauétpou D= 4mm, TTPpAyPATOTIONBNKE TO

QIVIPIOMO TWV OTTWV CUUTTIEONG.

2. 6 - 34 Aladpoun epyaheiou

EmAExOnke n Texvik parallel to curves, opioTnke offset 0.0mm oTn em@daveia odnyo,

oav TTAATOG KOTTHG auTh TN @opd opioTnke 0.1mm. H etmAoyn TNG TIMAG AQUTAG €yIve HETA aTTO
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apkeTéG OOKIYES. MikpoTepo overlap odnyouce oe peydAoug XpOVoug KATEPYAaiag, €vw
peyaAUTepa overlap o€ un IKavoTToINTIKO OTTOTEAECHA TNG TEAIKNAG €m@AveIag ZX. 6-35 Kal
2x. 6-36.

>x. 6 - 35 Tehikn em@dveia pye overlap 0.15mm

2X. 6 - 36 TehikA empdveia pe overlap 0.10mm
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jl_lb_n'-EU_E__ IRl =288 F| @|@FEF IS

5 ulation Data F
H el | @ 2| |
Mame Value
x 80.3025
A &.5425
=z 10,0000
Feed 21590,000
Spin 000, 000
Step 7229
Time 0:05:17
Compensation Off
0:06:17
< >
=

>x. 6 - 37 Xpovog katepyaoiag pe overlap 0.1mm

o B
Simulation Data F
| el oo | =0 ) .|
Mame Walue
e S0.2921
s 8.5535
= A0 oo
Feead 21590, 000 =
Spin SO0, oo
Ste=p 19309
Time O:12:35
Compensation OfF
L >
o

2x. 6 - 38 Xpodvog katepyaaiag pye overlap 0.05mm

210 QIvipiopa diatnpABnke n idia TaxutnTa atpdktou N=4000 rpm, aAAG peIwOnKe n
TPéWaN 010 WIoO Vi= 360mm/min. AQoU OAOKANPWONKE N KATEPYATIia TwV OTTWV TNG TTAVW
TAEUPAG TNG TIAAKAG, £yive aAAayr] CUVTETQYMEVWY TTPOKEINEVOU VA TIPOXWPNOEl N
Katepyaoia TG KATw TTAeupds. EmAExONke 10 véo oluoTnua ouvreTaypévwyv MAC-2 (1
position) Xx. 6-39
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SX. 6 - 39 MAC 2

H ouykpdtnon Tou stock TTpayuatotmoIfénke Pe 2 clamps OTIG avTioToIXeG TTPOEEOXEG.
EmAéyoviag wg évarn katepyacia face milling operation kai XpnoIMOTTOIWVTAG TNV
QPeCOKEPAAN e didpeTpo D=40mm, TTPAYHATOTTOINBNKE N €KXOVOPION TNG KATW ETTIPAVEING

Me éva BdaBog kot ¢ 0.35mm Kai e éva Tépaopa 2X. 6-40.
T IS B A - WY - ER =

2. 6 - 40 Aladpoun epyaheiou

MNa tnv ekxovdpion eTAEyel n TaXUTNTA KAl N TTPOWOTN TTOU €iXav UTTOAOYIOTE OTNV
TTPWTN KaTepyaaia. ETTouévwg ol ouvBnkeg KOG cival n = 1100rpm kai v = 660 mm/min
Me tnv emméuevn katepyacia High Speed Surface operation kai xpnoIPOTTOILVTAG TO

o@aipikd KovdUAI diapéTpou D= 6mm Zx. 6-41,
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GSX MILL Ball Endmills

GSXB 20000 Type

22|28 g | Hardened Steal B3| <
(Coated| YV 28|23z E2m|m|m %, e 53 i
s oo e B Endmills
g olo|lo|lo|o|le|o]| [elo]o (mm)
R 01 Cat No. Stock| RE | DG |APMX| LU | LF |DMM
O “ N GSXB 20020 ® | 020 04| 06| 08| 50| 4
@ 13 3 GSXB 20030 ® | 030 06| 09| 12| s0| 4
8T Arnx GSXB 20050 e | 050 10| 15 20| s0| 4
v | GSXB 20075 ® | 075 15| 25| 3p| s0| 4
LF | GSXB 20100 ® | 100 20| 30| 40| 80| &
©c) - GSXB 20125 ® | 125 25 40| 50| 60 &
a0l GaxB20000 GSXB 20150 ® | 150 30| 45| 60| 60| &
. 30 GSXB 20200 ® | 200 40| 60| 80| 70| 6
S m mEr GSXB 20050 e | 250 50 751100l 8ol 6
B —— E————— —
10 I GSXB 20300 ® | 800 60| 90| — 80] 6| ]
Helix Angle P S LSy s sy L 3 15754 B ¥ U v W = ) 5]
GSXB 20400 ® | 400 80| 120( — 90| 8
Coated carbide grade: ACB20 GSXB 20500 ® | 500 100|150 — [ 100 10
B Endmill Identification (GSXB Type) GSXB 20600 L 6,00 120 180( — | 110 12
GSXB 20700 ® | 700/ 140|210|380] 10| 16
GSXB 20800 ® | 800[76.0] 240 = 40| 18
GSXB 2 02 00 GSXB 20900 ® | 900/ 18,0| 27,0( 50,0| 140| 20
= GSXB 21000 e |1000| 200|300 — | 160| 20
Series No.of  Radius GSXB 21250 12,50 250| 380| — | 180 25
Cinrda Taath nf P e e ar ] an e P ) P -

2X. 6 - 41 Kovduhi opaipikAg popeng GSXB20300 tng SUMITOMO

TIPAYMATOTTOINBNKE N €kXOVOPION TNG MEYAANG KAUTTUAOTNTAG TNG KATW TTAEUPAS TG
TAdKag. EmAEéxBnke n Texvik Morph between two adjacent surfaces, opioTnke éva offset
0.05mm oTn em@dveia odnyod yia To QIvipIoud, oav TTAATOG KOTTI G OPICTNKE TO MEYIOTO TTOU
OiveTal ammd TOV KATAAOYO TOUu KataokeuaoTr], Atol 0.05D = 0.3 mm, TTPOKEIYEVOU Vva

MEIWBOoUV Ta TTepdouaTa ZX. 6-42.

2. 6 - 42 Aladpopun epyalciou

ATTO TOV KOTGAAOYO TOU KOATAOKEUOOTH EARPONCAV OI CUVIOTWHEVEG TINEG TTPOWONG V¢

Kal TaxUuTnTag TEPICTPOPNG N.
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B Recommended Cutting Conditions
(1) If cutting noise and vibration are present, please change the cutting conditions accordingly.

(2) If the machine is not designed to achieve the recommended spindle speed, please use the max. spindle speed available. o
a.
@ Radius Milling
Work Material Carbon Steel, Alloy Steel Carbon Steel, Alloy Steel Cast Iron Stainless Steel
(Below 25HRC) {Below 50HRC) Special Cast lron Titanium Alloy
CUtiBG Concibor Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate Spindle Speed Feed Rate
RE (mm) {rpm} {mm/min} {rpm}) {mmJming {rpm}) (mmJ/min) {rpm}) {mm/min)
0.20 50.000 2100 35.000 1.750 50.000 2.100 50.000 1.750
0,30 50.000 2500 35.000 1.350 50.000 2.500 50.000 2100
0,50 50.000 3.000 35.000 1.600 50.000 3.000 50.000 2500
0.75 35.000 3.000 24 000 1.650 35.000 3.200 34.000 2.500
1,00 27.500 3.000 19.000 1.700 35.000 3.900 26.000 2.500
1.25 22 500 3.000 15.500 1.700 28.000 3.900 21.000 2500
1,50 19.000 3.000 13.000 1.700 24.000 3.900 17.500 2.500
2,00 17.000 3.800 12.000 2.100 20.000 4.100 15.000 2700
200 15 500 A 300 11 1] 2. 200 18 000 A 800 12 000 2 o0
1 3,00 14 000 4 700 10500 2000 16500 0_300 10500 2000 | |
e T2 000 200 oog Lo TR oo0 age ey S ou0 o iv)
4,00 11.000 3.500 7.900 1.900 12.500 4.000 7.800 1.900
5,00 9.000 2.800 6.300 1.500 10.500 3.300 65.300 1.500
6,00 7.500 2400 5.200 1.250 8.700 2.800 5.200 1.250
7,00 5.400 2100 4 500 1.100 7.400 2.400 4500 1.100
8,00 5.600 1.800 3.900 950 6.500 2.100 3.900 950
9,00 5.000 1.600 3.500 850 5.800 1.900 3.500 850
10,00 4.500 1.450 3.100 750 5.200 1.700 3.150 750
12,50 3.600 1.150 2500 600 4.200 1.350 2.500 600
15,00 | 3.000 960 2.100 500 3.500 1.150 2.100 500
- ap 0,02 DC 0,02 DC 0,02 DC 0,02 DC
et e 0,05 DC 0,05 DC 0,05 DC 0,05 DC

2X. 6 - 43 ZUVIOTWUEVEG GUVOAKES KOTTAG OQPaIPIKOU KOVOUAIOU Bmm atrd KOTAOKEUAOTH

H taxutnta TTEPICTPOPAG TG ATPAKTOU Oev TTANPOUCE TOUG TTEPIOPICHOUG TTOU £XOUV
avapepBei mapamdvw (Nmax HAAS TM-1 = 4000rpm). 1 autd n TaxUuTNTa TTEPIOTPOPAS
olatnpnénke opiakd oTig 4000 rpm. ATTd Toug TUTTOUG TNG TTAPAYPAPOU 5.4 UTTOAOYIOTNKE N
Tpowaeon ava TepioTpo®n f, kar n TPoéwaOnN Vi, EMOMEVWG Ol OUVOAKES KOTTAG €ival n =
4000rpm kai v;= 960 mm/min. Me Tnv evdékaTn katepyaoia High Speed Surface operation
KAl XPNOIUOTIOIWVTAG TO idI0 KOTITIKO €pyaAeio, o@aipikd KovOUAI diauyétpou D= 6mm,
TIPAYHOATOTTOINBNKE TO QIVipIoPa TNG eTTigaveiag. ETAEXONKe n idla Texvikh Morph between
two adjacent surfaces, opioTnke offset 0.0mm oTn em@aveia 0dnyo, oav TTAGTOG KOTIG AUTH

N @opd opioTnke 0.15 mm. H augnon tou over lap oto @ivipiopa atré 0.10 og 0.15 peiwoe

ONPavTIK& TO XPOVO KATEPYATIOG PE IKAVOTTOINTIKG ATTOTEAEOUA TEAIKNG ETTIPAVEIAG.
. PEZPBEB-W-v-S@-T-

2X. 6 - 44 Aadpoun epyaheiou

210 QIvipioya diatnprAbnke n idla TaxutnTa arpdkTtou N=4000rpm, oAA& pEIWONKE N

TTPOWON aTo UIOO V= 480mm/min.
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2TNV OUVEXEID €YIVE N KATEPYATIa TwV OTTWV TNG KATW TTAEUPAS. MNa TNV ekxovopion
(2x. 6-45)

PLIABRW-W- 9 S =

2. 6 - 46 Aladpoun epyaheiou

TWV ETIQAVEIWV ETTIAEXONKAV 01 iBIEG AKPIBWGS KATEPYATIEG TTOU XPNOIUOTTOINONKAV OTIG OTTEG
oupTrieong TG Tavw TAeupdg, ATol HSS parallel to curves, pe 10 id10 KOTITIKO €pyaAgio
o@AIPIKO KOVOUAI diapéTpou D=4mm Kai TIG idIEG OUVONKEG KOTTAG

o Ekxovdpion: n=4000rpm, vi= 720 mm/min

e  O@wipiopa: n=4000rpm, vs= 360 mm/min

2TNV OUVEXEID £yIve aAAQyT) TOU CUCTAMATOG CUVTETAYMEVWY, WOTE va OAOKANPWOEi N

Katepyaaoia TG Tavw TTAEUPdG TNG TTAAKAG.
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IX.6- 47 MAC 1

H oTpIgn Tou OTOK TTPAYUATOTTOINONKE PE 2 BIdEC, TTPOKEINEVOU VA KATAOTEI duvaTh n

KATEPYOOIA TWV TTAEUPIKWV ETTIPAVEIWYV. 2T OUVEXEIA ETTIAEXBNKE KaTepyaaoia profile milling

operation kai xpnolJoTroiénke KovouAl diapétpou D= 10mm.

u 2 Flutes Endmills

ATOoA IVIHTLL CIHIJdinimm

GSX 20000C-1.5D Type

Coated B 2 |E |gg|Hardened Steat B3|
HHH === HHEE
Z || Ex| R 5228 8 | = | & -
Brades  Coating ole|lele|o|e|o]| [elolo B Endmills (mm)
— Cat. No Stock| DC |aPMx| LU | LF |DMM
* 81 ——— 3= GSX 20100C-1.5D O 10| 15| 25| 40 4
GSX 20150C-1.5D ° 15| 23| 33| a0 4
APMX GSX 20200C-1.5D ° 20| 30| 40| 40 4
| GSX 20250C-1.5D ° 25| 38| 48| 40 4
- LE - GSX 20300C-1.5D ° 30| 45| 60| 45 5
©c) - GSX 20350C-1 5D . 35| 53| B8 45 5
[ [E 40- Gsx20000C1.50 | GSX 20400C-1.5D o 40| 60| 75| 45 5
Helix Angle Comer - G Type a0 o GSX 20450C-1.5D . 45| 68| 83| 50 6
= T mﬁ’ - GSX 20500C-1.50 . 50| 75| 95| 50 5
D20 0 —0DT8 10 GSX 20550C-1.5D ® 55| 83| 103 s0 5
o R o ] GEX 3060061 5D ® 0| G0 = 50 5
1Z0<D0 00030 o S5 40 &b B0 00 (APNX) . g
GSX 20700C-1.5D . 70| 110|130 60 8
Grade: ACF20 GSX 20800C-1.5D ° 80| 120| - 60 8
GSX 20900C-1 50 [ ] 90 140 160 70 10
W Endmill Identification (GSX MILL Series) GSX 21000C-1.50 e [100]150] — 70 | 10 []
GSX 21200C-15D ® | 120 180 — 75 [ 12
GSX 21400C-1.5D 140 |210| 245 %0 | 18
GSX 2 0 1 00 C - 1 . 5D GSX 21500C-1.5D 150|230 | 265| 90 | 16
- - - GSX 21600C-1.5D 16,0 | 20| — %0 | 18
Series Code No. of Diameter Cutting Edge Cutting Edge GSX 22000C-1.5D 20,0 | 30,0 — 100 20
Teeth Length

>¥. 6 - 48 Kovdu etritredou dkpou GSX20000C tng SUMITOMO

Me Bd&Bog kotrig 3.30mm kai BrApa 1.65mm yia va ammo@euxBei Oavr) katatTévnon

Tou gpyaAciou dedouévou OTI TO KOPMATI gival amd xaAuBa, pe wall offset 0.1mm yia 1o

QIvipiopa €yive To EexOVOPIOHA TNG TTAEUPIKAG ETTIPAVEIOQG.
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2x. 6 - 49 Aladpopn epyalciou

ATT6 ToV KaTGAOYO TOU KATAOKEUQOTH €ANPONCAVY Ol GUVICTWHEVES TIMEC TTPOWONG avd

odovrta f kal TaxuTnTag kotng V

SOLID CARBIDE
Recommended Cutting Conditions -

EnomiLLs 15D, 303D Z D

Speeds and Feeds reflect roughing and finishing applications

/8 [ 3716 | 1/ | 5016 [ 3/8 | 7/16 | 1/2 | 6/16 | 58 | 3[4 | 1 |

GSX 1.5D & 2D Endmills
Hardness |

Material (Bhn)

Low and Medium
Carbon Steels
Medium Carbon Alloy
Steels
Medium-High
Carbon Steels
Free Machining Steels

<250 150-400 |.0005-.0024 (.0007-.0025 .0008-.0035 | .0008-.0037 | .001-0045 |.0012-.0055 |.0014-.0066| .0016-.0075| .002-0095 | .002-010 | 002-.0105

=250 140-375 |.0005-.0024 (.0007-.0025 (.0008-.0035 | 00080037 | .001-.0045 | .0012-.0055 |.0014-.0066|.0016-.0075| .002-.0095 | .002-.010 | .002-.0105

>250 175-300 |.0005-.0015 .0007-.002 | .0008-.003 |.0008-.0033( .001-.0039 | .0012-.0045 |.0014-.0056|.0016-.0062| .002-.0075 | .002-.008 | .002-009

<250 175-350 | .0005-.002 (.0008-.0025(.0008-.0035 .0008-.004 | .001-.0045 | .0012-.0055|.0014-.0058|.0016-.0072| .002-.0075 | .00Z-.0085 | .002-009

and Alloys
<250 | 150300 |.0005-0017|.0005-0024| 0005003 |.0D08 0035| 0010045 | [001-0055 |.0012 0066 .0016-0075| .002 0075 | 0020085 | .002.009
Tool Steels 250-350| 100-225 | 0005-.0015 |.0005-.0019) .0008-.0025 | .0008-.003 | .001-.0036 | .001-.0044 [.0012-0055|.0013-.0065| 0015-.0075| .002-0085 | 002-.0088
>350 | 75150 | 0005001 |.0005-0012|.0006-0014|.0008- 0017 | D00E-0022| 0006-.0028 | 0010034 | 0010041 | .001-0046 |0015-0051] 002 0055
g| Marensiticand <250 | 150-350 |.0005-0013|.0006-0013|.0008-0016 [.0008-0019] .001-0025 | .001-0031 | .001-.0037 | .001-0044 | .001-005 | 001-0055 | 001-.0062
z Ferritic =250 | 150 350 | .0005-0013].0005-0013].00050016].0008~ 0019 0008 Q05| 001-0031 | 0010037 | 0010044 | 001005 | 001-0055 | 001-0062
ki Austenitic <250 |[150-325 |.0005-0013|.0005-0018| .0008-.003 | .001-.0033 | .001-0035 J0011-.0039].0012-0043 .0012-0047] .0014-.0055 | .0015-006 | .002-.007
2 P;f;';’;‘r‘?.ltr"‘;” <280 | 90-300 |.0005-0012(.0005-0013(.0008-0015| .001-0019 | .001-0025 | .001-.003 | .001-.0035 | .001-0041 | .001-0048 | .001-0055 | .001-.0065
Gray Cast Iron 250-400 | .0008-.0024| .001-0028 | .001-.0031 | 001-0033 001-.004 | 001-0045 001-006 | .001-.0067 | .001-0075 | 001-0085 001-010
Ductile Iron 160-350 [ .0005-.0024 | .0005- 0028 (.0008-.0031( 001-0033 | .001-.004 | 001-.0045 | .001-0059 | .001-.0067 | 001-0075 | 001-0085 [ .001-010
Exotic Alloys:
Inconel, Hastalloy, 75-125 |.0005-0015|.0008-0018|.0008-0021 | .0D08-0024| .001-0028 | .001-0033 | 001-0036 | 001-004 | 001-0045 | 001-005 | .001-006
Waspalloy, etc.
Non-Ferrous Material 600-1500 | 0010024 | 001-003 | 0010035 | 001004 | 0010045 | 001005 | 001006 | 001008 | 0010095 | 001011 | 001012

2X. 6 - 50 ZuvioTwueveG TUVONAKES KOTTAG KOVOUAiou 10mm aTrdé KATAoKEUAOTH)

ATO TOUG TUTTOUG TNG Trapaypdgou 5.4 utrohoyioTnkav Ta uttOAoITTa  peyEDn,

ETTOPEVWG OI OUVONKEG KOTTAG ival n = 2300rpm kai vi= 250 mm/min.

Me tnv idia katepyaaia profile milling operation kai xpNOIMOTIOIWVTAG TO D10 KOVOUAI

olapétrpou D= 10mm, pe BdBog kotmg 3.30mm kail pe éva TTépAca auTh TN @opd, ue wall

offset 0.0mm, £yive TO @IVipIOPA TNG TTAEUPIKAG ETTIPAVEIAG.
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PLEILZBEZ@B-TW-+v-SB--

2x. 6 - 51 Aladpopn epyalciou

MNa 10 QIvipiIopa eAAEONoav atmd Tov KATAAOYo TOU KATAOKEUAOTH N YEYIOTN TaxUTnTA
KOTTNG VCmax = 325 SFM, yia Tov uttoAoyiopd NG HEYIOTNG TaXUTNTOG ATPAKTOU Kal N
eAayiotn Tpéwon avd oddévra f=0.001 inch/tooth pe TNV eAdxIoTn TAXUTATA KOTTAG VCimin =
150 SFM, yia Tov uttoAoyiopd TnG eAdxIoTNG TTPOWONG. ATTO TOUG TUTTOUG TNG TTaPAyPA@OU
5.4 utrohoyioTnkav Ta UTTOAOITTA HEYEDN, ETTOMEVWG Ol OUVONKEG KOTING EIVAI  Nmax =
3200rpm Kol Vi min = 75 mm/min. Mg v &ékatn €ktn katepyooia High Speed Surface
operation Kai XpnoIJOTIOIWVTAG TO 0@AIPIKO KOVOUAI SlapéTpou D= 6mm, TTpayuaToTToInOnKe
n €kxovdpion Tou TrepIPEPEIOKOU @IAéTOU. EmAExTNKE n TEXVIKA Morph between two
boundary curves, opiotnke éva offset 0.1mm otn em@dveia odnyd yia 10 QIvVipiIoua, cav
TTAGTOG KOTTHG OPIOTNKE TO PEYIOTO TTOU OiVETAI ATTO TOV KATAAOYO TOU KATAOKEUAOTH], MTOI

0.05D = 0.3 mm, TTPOKEIYEVOU VO JEIWBOUV Ta TTEPACUATA.
= PELPEB-©-v- S -

2x. 6 - 52 Aladpopun epyalciou

O1 ouvBnkeg KoTm¢ eival idieg pe Tnv kartepyacia 10, TaxltnTa TTEPIOCTPOPNS N =

4000rpm kai TTpéwaon Vi= 960 mm/min
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Me tnv emréuevn katepyacia High Speed Surface operation Kal XpnOIMOTTOIWVTAG TO
i0lo KOTITIKO epyaAeio, a@aIpikO KovOUAI Siauétpou D= 6mm, TTpayuaToTToindnke TO
QIvipiopa g emeaveiag. ETAEXTNKE n idla TexviKp Morph between two boundary curves,
opioTnke offset 0.0mm oTn em@aveia 0dnyod, cav TTAATOG KOTTAG auTr TN QOopd opioTNKE

0.1mm.

5 LPHEHIPERB-T©-v-S@-T-

2x. 6 - 53 Aiadpopn epyalciou

210 QIvipioya diatnpeninke n idia TaxutnTa atpdkTou n = 4000rpm, aAAd PEIWONKE N
TPéwaon 010 PIoo vi= 480mm/min. ‘ETreira atrd Tnv 0AOKApwaon TNG KATEPYaaiag TnG TTavw
TAEUPAG TNG TIAAKAG, €yive OAAQyr] OUCTHAPATOG OCUVTETAYUEVWY  TTPOKEINEVOU  va

oAOKANPWOEi Kal N KATw TTAEUPA TNG TTAGKAG.
PLIBERMW-O- v -Sa@-T-

SX. 6 - 54 MAC 2

H oTmApIgn Tou oTOK TTPpayPaTOTTOINONKE pE 2 BidEG, TTPOKEIUEVOU va KATAoTeEl duvaTr n

emeepyaaia Twv TTAEUPIKWV ETTIQAVEIWV.
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Me tnv &ékartn dydon katepyacia High Speed Surface operation kai xpnoiUOTTOIVTAG
TO OQaIpIKO KOVOUAI OlauéTpou D=4mm, TTPOYMATOTIOINBNKE 1N eKXOVOPION TOU
TepIQEPEIaKOU  QIAETOU. EmAéxTNKE N Texvikh Morph between two boundary curves,
opioTnke €va offset 0.1lmm oTn em@daveia odnyod, oav TTAAGTOG KOTIAG OpioTNKE TO WEYIOTO
Tou diveTal amd Tov KatdAoyo Tou kKaTtackeuaoTrd, 1ol 0.05D = 0.2 mm, TTPOKEIUEVOU va

MEIWBOUV Ta TTEPATUATA.

2X. 6 - 55 Aladpoun epyaheiou

O1 ouvBnkeg KoTm¢ eival idle¢ pe TNV Kartepyaoia 12, TaxlutnTa TTEPIOTPOPAS N =
4000rpm kai Tpéwon Vs = 720 mm/min. Me Tnv emépevn katepyacia High Speed Surface
operation Kal XPNOIMOTIOIWVTAG TO IO KOTITIKO €pyaAgio, o@aipikd KovOUAI diauétpou D=
4mm, TTpAyuaTOTTOINONKE TO QIvipiIopa NG em@aveiog. EmAExTNKe v idla Texvikp Morph
between two boundary curves, opiotnke €va offset 0.0mm oTn em@daveia 0dnyo, oav TTAGTog

KOTTAG auTA Tn @opd opioTnke 0.1mm.

T 7 e BT A - T % =

2¥. 6 - 56 Aladpoun epyaheiou

270 QIvipiopa diatnpendnke n idia TaxuTnTa atpdktou N = 4000rpm, aAAG PEIWBNKE N

TTPoOweon o1o WIod vi= 360 mm/min.
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O oxedlaouog TNG KaTEPYaoiag OAOKANPWONKE PE TNV TTECEPYQTIA TWV MIKPWYV KOIAOTATWY

NG KATW TTAEUPAC. MNa Tnv ekxévdpion

ST A GBS GA I - W - Y P EE

2¥. 6 - 58 Aladpoun epyaheiou

TWV ETTIQAVEIWY ETTIAEXTNKAV 01 iDIEG AKPIBWG KATEPYATieg TTOU XpnoiyoTToInénkav
OTIG OTTEG CUUTTIEONG TNG KATW TTAEUPAg, fTol HSS parallel to curves, pe 10 iBI0 KOTITIKO
epyaAeio, opaipikd KovOUAI diapéTpou D=4mm, Kal YE TIG idIEG TUVOAKES KOTTNG
o Ekxovdpion: n=4000rpm, vi= 720 mm/min
e  O@wipiopa: n=4000rpm, vs= 360 mm/min
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7 YAOTroinon KOTaoKEUNG
7.1 NMpooopoiwon TNG KOTTAG

7.1.1 Pon gpyaoiag

2710 Ke@AGAaIo auTd TTapouaialovTal ol KaTepyaaoieg TTou EAafav xwpa ota TTAaiola Tng
Kataokeung NG TAdkag LCP 3.5mm (10holes).

1" katepyaaia face milling (ekxdvdpion TTAvVW ETTIPAVEIAG)

b4

2X. 7 - 1 Ekxovdpion Tavw £TTIQAVEIAG

2" katepyaaia face milling (ivipiopa Tavw TTIPAVEIAG)

Zx. 7 - 2 Qwipioya Tavw ETIPAVEIAG

89



3" karepyaaia drilling milling (kevtpdpioua)

2X. 7 - 3 Kevrpdpiopa

4" xatepyaoia drilling milling (didvoign otrwv)

z

2. 7 - 4 Aidvoign otV

5" katepyaaia profile milling (@Ivipiopa oTTwv cuuTrieang)

2x. 7 - 5 ®wipioya oTTwv cupTrieong



6" katepyaaia drilling milling (kwviké oTreipwua)

2X. 7 - 6 Kwviké oTreipwpa

7" katepyacoia HSS parallel to curves (ekxdvOpIon OTTWV CUUTTIEONG)

;4

2X. 7 - 7 EKXOvOpIOn OTTWV GUUTTIEONG

8" katepyacoia HSS parallel to curves (QIViPIOUO OTTWY CUUTTIEGNC)

>x. 7 - 8 Qvipioya oTTwv UUTTiEONG
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9" katepyaoia face milling (ekxovdpion KATW ETTIPAVEING)

2x. 7 - 9 Ekxovdpion Katw eTm@aveiog

10" karepyaoia HSS Morph between two adjacent surfaces (ekxovopion KATwW HeEYAANG

KOIAOTNTOG)

2x. 7 - 10 Ekxovopion KATw PeEyAANG KOIAGTNTAG

11" katepyacia HSS Morph between two adjacent surfaces (@ivipiopya Katw PeyaAng

KOIAOTNTOG)

2. 7 - 11 @wipiopa KATw PEYAANG KOIAOTNTAG
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12" katepyaoia HSS parallel to curves (ekxOvOpIon OTTIWV CUUTTIEDNC)

2x. 7 - 12 EkX6vOpIon OTTwV ouuTrieong

13" katepyaoia HSS parallel to curves (QIvipioua oTTwWyY CUNPTTIEGNG)

2x. 7 - 13 Pipiopa oTTwv cupTrieong

14" katepyaaoia profile milling (ekxovOpion TTAEUPIKAG ETTIQAVEIAG)

2x. 7 - 14 Exxovopion TTAEUPIKAG ETTIPAVEIAG
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15" katepyaaoia profile milling (@Ivipiopa TTASUPIKAS ETTIPAVEING)

>x. 7 - 15 @wipiopa TTAEUPIKNAG ETTIQAVEIAG

16n kartepyaoia HSS Morph between two boundary curves (ekxévopian TTAEUPIKOU PIAETOU)

2X. 7 - 16 Exkxovopion TTAEUpIKOU QIAETOU
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17" katepyaoia HSS Morph between two boundary curves (@ivipiopa TTAEUPIKOU QIAETOU)

2x. 7 - 17 @wipiopa TAUpIKOU QIAETOU

18" karepyaoia HSS Morph between two boundary curves (ekxovdpion KATw TTAEUpIKOU

QIAETOU)

>x. 7 - 18 Ekxovopion KATw TTAEUPIKOU QIAETOU)

19" katepyaoia HSS Morph between two boundary curves (@ivipiopya KATw TTAEUpIKOU

QINETOU)

2x. 7 - 19 @wipiopa KATw TTAEUPIKOU PIAETOU
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20" katepyaaia HSS parallel to curves (ekxOvopIon PIKPWY KOIAOTATWY)

2X. 7 - 20 Ekx6vopIion HIKPWYV KOIAOTATWY

21n katepyaoia HSS parallel to curves (QIvipiIopa PIKPWY KOINOTATWV)

2. 7 - 21 QwipIopa JIKPWYV KOIANOTHATWY
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7.1.2 ASloAéynon

2T0 KEQAAaIo autd TrapoucidaleTal n HOPPA Tou Tepaxiou HETA TO TEPAG TWV
KaTePyaoIwv Pe TN Pondeia Tou epyaAeiou TTpocopoiwong Rest material.

1" katepyaaia face milling (ekxdvdpion TTAvVW ETTIPAVEIAG)

>x. 7 - 22 AmotéAeopa 1ng katepyaoiag (Rest material)

2" katepyaaia face milling (@Ivipiopa TTAvW ETTIPAVEIAG)

2x. 7 - 23 AtrotéAeopa 2n¢ katepyaciag (Rest material)

3" katepyaaia drilling milling (kevipdpioua)

2x. 7 - 24 AmrotéAeopa 3ng katepyaoiag (Rest material)



4" karepyaaia drilling milling (diavoign otrwv)

>x. 7 - 25 AmotéAeopa 4ng katepyaoiag (Rest material)

5" katepyaaia profile milling (@ivipiopa oTTwyv cupTrieang)

2x. 7 - 26 AtrotéAeopa 5n¢ kartepyaoiag (Rest material)

6" katepyaaia drilling milling (kwviké oTreipwya)

2x. 7 - 27 AmrotéAeopa 6n¢ katepyaoiag (Rest material)

98



7" katepyaoia HSS parallel to curves (ekxdvdpIon OTTWV CUUTTIETNC)

>x. 7 - 28 AmotéAeopa 7ng katepyaoiag (Rest material)

8" katepyaoia HSS parallel to curves (@IvipiIoya OTIWY GUUTTIEONC)

>x. 7 - 29 AmrotéAeopa 8ng karepyaaoiag (Rest material)

9" katepyaaia face milling (ekxovdpion KATW ETTIPAVEING)

2x. 7 - 30 AtrotéAeopa 9ng katepyaoiag (Rest material)
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10" katepyacia HSS Morph between two adjacent surfaces (ekxovopion KAatw

MEYAANG KOIAOTNTAG)

2x. 7 - 31 AtrotéAeopa 10ng kartepyaaiag (Rest material)

11" kartepyaoia HSS Morph between two adjacent surfaces (QIvipiIopa KATW PEYAANG

KoIAOTNTAG)

>x. 7 - 32 AtrotéAeopa 11ng kartepyaaiag (Rest material)

12" katepyaoia HSS parallel to curves (ekxOvOpIon OTTIWV CUUTTIEGNC)

2x. 7 - 33 AtrotéAeopa 12n¢g kartepyaaiag (Rest material)
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13" katepyaoia HSS parallel to curves (QIvipiopa oTTwy CUNTTIEGNC)

2x. 7 - 34 AmotéAeopa 13ng kaTtepyaaiag (Rest material)

14" katepyaaoia profile milling (ekxovOpion TTAEUPIKAG ETTIPAVEING)

>x. 7 - 35 AtrotéAeopa 14ng karepyaaiag (Rest material)

15" katepyaaoia profile milling (ivipiopa TTAEUPIKAG £TIQAVEING)

2x. 7 - 36 AtrotéAeopa 15n¢ karepyaaiag (Rest material)
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16" katepyaoia HSS Morph between two boundary curves (ekxovdpion TTAEUPIKOU QIAETOU)

>x. 7 - 37 ArotéAeopa 16nGg katepyaaiag (Rest material)

17" katepyaoia HSS Morph between two boundary curves (@ivipiopa TTAEUPIKOU QIAETOU)

>x. 7 - 38 AtrotéAeopa 17ng kartepyaaiag (Rest material)

18" kartepyaoia HSS Morph between two boundary curves (ekxovOpion KATw TTAEUpPIKOU

QIAETOU)

2x. 7 - 39 AtrotéAeopa 18n¢ kartepyaaiag (Rest material)
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19" karepyacia HSS Morph between two boundary curves (@ivipiopya KAtw TTAEUPIKOU

QIAETOU)

2x. 7 - 40 AtrotéAeopa 19ng kartepyaaiag (Rest material)

20" katepyacia HSS parallel to curves (ekxOvpIon MIKPWVY KOIAOTATWY)

>x. 7 - 41 Amrotédeopa 20ng kartepyaaiag (Rest material)

21" katepyaoia HSS parallel to curves (QIvipiopa PIKPWY KOIAOTATWYV)

2x. 7 - 42 AtrotéAeopa 21n¢g kartepyaaiag (Rest material)

Me tnv emAoyr Target and Machined Stock Compare Options Tng TTPOCOUOIWONG TOU
SolidCAM cuykpiBnke 1o aTTOTEAECPO TNG KATEPYATiag pe TV €mMBOUPNTH yewueTpia Target
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model (Zx. 7-43 & Zx. 7-44). H xpwpatiky KAigaka TTou XPnoIdoTToIenke yia Tnv
TTapdoTacn Twv ammokAicewy eival n e€AG: KiTpivo xpwpa yia TEAEIQ KOTTH, TTOPTOKAAI XPWHO
yIO UTTEPKOTTA TNG TAENG TOU €KATOOTOU TOU XIAIOOTOU, KOKKIVO XPWHA YIO UTTEPKOTTA TNG
TaENG Tou BEKATOU TOU XIAIOOTOU, TTPACIVO AVOIKTO yIa UTTOKOTTA TNG TAENG Tou €KATOOTOU
TOU XIANIOOTOU KOl TTPACIVO OKOUPO YIG UTTOKOTTH TNG TAENGS Tou dékaTou Tou XIAlooTou. OTTwg
yivetal avTIAnTITé atrod TIG EIKOVEG N ATTOKAION TNG KATEPYAOHUEVNG ETTIPAVEING ATTO TO HOVTEAO

gival TNG TAgNG TOU EKATOOTOU TOU XIAIOOTOU.

Target and Machined Stock Compare Options n
m|[o1 |=[001 |_fo 001 |m|fox |m|

Defaults OK Cancel

D Use Transparency

2x. 7 - 43 T'paenua olykpiong TnNG emMOUPNTAG yewpeTpiag (Target model) TG Gvw TIQAVEIAG TNG
TTAGKAG PE TO ATTOTEAECUA TNG KATEPYATIAG

Target and Machined Stock Compare Options n

(@) (@) (@)
m|[o01 | =m[-001 |_I[o | =001 | m|[o.1 =

[[Juse Transparency Defaults OK Cancel

2X. 7 - 44 Tpaenua auykpiong TnNG emOuunTAg yewueTpiag (Target model) Tng KATW €MIQAVEIAS TNG
TTAGKAG JE TO ATTOTEAEGUA TNG KATEPYATiag
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7.2 XpOVOG Kal EKTIMWHMEVO KOOTOG KATEPYATIOG

O1 o xpovoBopeg kartepyaoieg ATav ol High Speed Surfacing AOyw Twv TTOAAWV
TEPAOPATWY. AoKiydoTnkav OUO TEXVIKEG, n Texvikfy parallel to curve’s kalr n TeEXVIKN
perpendicular to curve. H deUTepn TeEXVIKI oxeDdOV TTEVTATTAGCIale To Xpodvo KaTtepyaaiag. H
EMAOYA TwV JIAPETPWY TWV KOTITIKWY EPYAAEiwv O£dOUEVOU TNG YEWMETPIOG TOU TEPAXIOU,
aTTOTéEAECE MIa aKOUn TTPOKANCN. EpyaAcia TTOAU MIKPAG SIATOMNAG €KTOC TOU MEYAAOU
KOOTOUG ayopdg €ixav w¢ atmmoTEAeopa PeyadAoug Xpoévoug KaTepyaaoiag. MNa TTapddeiyua n
€MMAOY KOVOUAIOU KOUTTUANG HOP®NG ME BIAUETPO 1.5mm eKTOEEUCE TOV OGUVOAIKO XPOVO
Katepyaoiag oTig 11 wpeg mepiTrou. H TEAIKA €TTIAOYA TwWV KOVOUAIWV PE KAWTTUAN HOPQN
OlaUETPOU 4mm Kol 6mm avTioTolXa Kal N oTPATNYIKI KOTTNG ME TTAGTN KOt 0.2mm Kal
0.3mm oTtnv ekxo6vopion kal 0.1mm oTO QIVipIOUA JEiwWoaV TO XPOVO KATEPyAoiag o€ Wia

wpa TpIGvTa Tpia AETTITA Kal 8 BEUTEPOAETTTA.

Simulation Data

Name Value

| X 24.3242

[ ¥ -0.6388

| 2 l y 10.0000

| Feed 21590.000
Spin 4000.000
Step 50250

| Time 1:33:08
Compensation Off

< >

2x. 7 - 45 YuvoAikdg XpOvog KaTepyaaiag

MNa TNV €KTiNON TOU OUVOAIKOU KOOTOUG KATEPYATIAg UTTOAOYIOTNKE TO KOOTOG ayopdg Tou
apxIKOU Tepayiou, To KOOTOG TNG EVEPYEIOG TTOU KATavaAwbnke atré Tnv pnxavp CNC Tou
EPYOOTNPIOU KaI TO KOOTOG Adyw PBOPAG TwV KOTITIKWYV EPYOAEIWV.

H miy Tou avogeidwtou xdAuBa 316L otnv EupwTrn avépxetal 0To 1000 Twv 4.99 eupw TO
KING. Mg Baoel TIG 8I00TACEIG TOU apyIKOU Tepayiou L=147mm, W=15mm, T=4mm kai Thv
TTUKVATNTA Tou avogeidwTou XdAuBa 316L, n otoia sivar 8g/cm?®, UTTOAOYIGTNKE TO GUVOAIKO
Bdapog Tou apxikou Tepaxiou, To oTroio €ival ioo e 70.569

2 UVETTWG TOo KOOTOG ayopdg Tou apxIkou Tepayiou gival 0,35 eupuw.
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MNa Tov UTTOAOYIOUO TOU KOOTOUG TNG EVEPYEIAG TTOU KaTavaAWBNKe atrd tnv unxavr) HASS
TM-1 Tou epyaoTnpiou, AapBdvovrag ummoywn Tnv I0XU TNG 5.6kW Kai T0 OuvoAIKO Xpovo
katepyaoiag 1.55 h, uttohoyioTnke n katavaAwan evépyeiag o€ kwh.

2UvoAIKr katavadAwaon evépyeiag = 5.6 kW x 1,55 h = 8.68 kWh. Me pia péon miuni g
KIAoBatwpag ion pe 0,12 eupw, TO OUVOAIKO KOOTOG TNG KATAVAAIOKOUEVNG EVEPYEIAG Eival

ioo ue 1,04 eupw.

MNa Tov uttoAoyIouS TOu KOOTOUG AOYW @BOoPAg Twv epyaleiwy, eAfednoav atrd 1o d10diKTUO
Ol TINEG Ayopdg TOUG Kal YVwPIiovTag TOUG XPOVOUG XPNOIMOTTOINONG TOUG EKTIMABNKE N
@Bopd Tou KaBevdG e To avAAoyo KOOTOG.
Ta xpnoiyoTroloUueva KOTITIKG epyaAeia Kal o1 TIHEG ayopdg TOUG gival:

o ball nose mill 4 mm = 37supw

e ball nose mill 6 mm = 46 supw

e end mill 10mm = 28 eupw

e end mill 2.5mm =14 eupw

o face mill 40 mm = 310 supw

o drill 3mm = 54 cupw

e center drill 6mm= 44 supw

O1 xpbdvol XpnCIYoTIoiNONG TWV AVWTEPW EPYAALIWY Eival O TTAOPAKATW:
> ball nose mill 4 mm =41 AeTITd Kal 6 SEUTEPOAETTTO

ball nose mill 6 mm = 40 AeTrtd kai 24 deuTepOAETITA

end mill 20mm =7 Aemrtd ka1 6 deuTEPOAETITA

end mill 2.5mm =1 AeTr1é Kai 42 deuTepOAETITA

face mill 40 mm = 2 AeTiTd Ko 16 deuTepOAETITA

drill 3mm = 36 deuTePOAETTTA

YV V. V V VYV VY

center drill Bmm = 26 deuTEPOAETTTA

Zuppwva pe TN PiBAIoypagia €va epyaAeio end mill pye diduetpo D= 20mm, o€
OUVOAKEG KOTIAG: TaxuTtnTa Kot ¢ 140m/min, mpdwaon avd mepiotpoery 0.1mm/rev, Ba6og
KOTAG 1.5 mm kal TTAGToG KOTTAG 2 mm, éxel didpkeia wAg 40 Aetrtd. ETtriong éva epyaleio
ME KOAUTTUAN popen e didueTpo D=12mm, o€ ouvBrikeg KOTTAG: Ve = 70 m/min, Taxutnta
atpdkTou n = 1856.8 rpm, mpowon v = 186 mm/min, f&Bog kotg ap = 0.5 mm, TTAGTOg
kotg ae = 0.5 mm kai Tpoéwon avd d6vtl f, = 0.05 mm €xer didpkeia (wng TTepiTTou 86
AeTTTd.

Ta epyaAeia oTnv CuyKeKpIYEVN epyaacia £Xouv PIKPOTEPN OIAPETPO AAAd XpnolyoTTolouvTal

0€ OUVOAKEG KOTTNG UE MIKPOTEPQ BABN Kal TTAATN KOTTAG.
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A6 Ta TTapatTdvw cupTtTepaiveTal TTwg Ta epyaAeia face mill, drill, center drill kar end mill
2.5 mm gixav oxedov undevikn @Bopd, 10 epyaAeio end mill L0mm eixe uia @Bopd TrepiTTOU
17 TOIG €KATO, EVW TA €PYaAgia pe KAUTTUAN pop®n cixav pia @Bopd oxeddv 45 ToIg ekaTo.
Ta 1TOC00TA aUTG aTTOTEAOUV EUTTEIPIKA EKTIMNON TNG amouévoucag didpkelag (wrg Tou
epyaleiou, dedopévou 6T 0 akpIBAG uttoAoyioudg Ba xpelaloTav Tig e€lowaelg Taylor yia va
YiVEl, TTOU BV gival yVWOTEG.

EtTopévwg 10 KOOTOG AOyw pBopds epyalciwv uttoAoyioTNKE TTOANATTAACIACOVTAG TIG
TIUEG ayopdg QUTWV HPE TO TTOO0OTO PBOPAC Toug, PE TEAIKO uTToAoyi{Oopevo TTood 42.11
eupw. Katomv OAwv Twv TTapatmmdvw TO EKTIMWHPEVO KOOTOG TNG KATEPYATiag yia Tnv
Kataokeur NG TTAdkag LCP 3.5mm (10holes) avépxetal oTo 1000 Twv 43,5 cupw.

H 1y ayopdg piag mmAdkag LCP3.5mm (10holes) avépxetal oto 11000 Twv 99,97
eupw 1 89 Aipwv.
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8 Zuutrepdopara

2Tnv Trapouca epyacia oxedIAOTNKE KAl KATOOKEUAOTNKE ETTITUXWS MIA OIKOYEVEID
OPBOTTEDIKWY EMPUTEUPATWY, KOl OUYKEKPIMEVA Ol €uBUYPAPUES TTAAKEG ao@AANIoNG Kal
oupTrieong (Locking Compression Plates), o1 oTroie¢ XpnoigoTtrolouvTal o¢ eTTEPPACEIG
EOWTEPIKNG OTTOKATACOTAONG KATAYMATWY OCTWV HE TN XPHon KatdAAnAou Aoyiopikou
CAD/CAM. Me yvwpova TG BaoikéG apxég oxedlaouou Miag TTAAKAG ouykpdtnong,
TpaydaToTroInenke pe TN BorBeia Tou SolidWorks, o oxedlacudg TG TTAAkag LCP 4.5mm
(12holes). Q¢ UANIKO KATOOKEUNG ETTIAEXTNKE O WOTEVITIKOG avoéeidwTtog XAAuBag SS 316L,
Ol UNXAVIKEG 1810TNTEG TOU OTToIOU (UWNAG PETPO AAOTIKOTATAG KAl UPNAG onueio évapéng
TTAQOTIKAG TTOPANOPPWONG) KAAUTITOUV TIG ATTAITACEIG YIO AVTOXI TOU UAIKOU O€ PEYAAEG
karatrovhoelg. O oxedlaouog TNG TTAAKAG (UAKOG — TTAATOG — TTAXO0G) TTPAYUATOTTOINBNKE JE
YVWHOVa TNV avToxr TNG O€ OTPETITIKESG, KAUTITIKEG KAl afoVIKEG popTioelg. H dnuioupyia Twv
OUVOUOOTIKWY OTTWV TTPOCEPEPE TN dUVATOTNTA GTNV TTAGKO va UTTOPEI va XpnoiJoTTroinBei
0€ OAEG TIG TEXVIKEG OUYKPATNONG Kal 0€ OIaQOpPETIKA oTddIa eTToUAwoNnG. O oxedIaouOg TwV
KOIAOTITWY OTNV KATW TTAEUPA IKAVOTTOINCE TNV ATTAiTNON TNG TTEPIOPICHUEVNG ETTAPAG, WOTE
va peiwveTal N BAGRN Tou TTEPIGOTEOU Kal TWV AIJOPOpwWY ayyeiwv. H KupTth KaTw em@Aaveia
TPOGEOWOE NEYOAUTEPN AVTOXI O€ AOVIKI KATATTOVNGON KAl KAAUTEPN £TTAPNA PE TO 00TO. Me
TOV TTAPAMETPIKO OXeOIOOUO Twv TTAakwy LCP 4.5mm (6-22holes) kai LCP 3.5mm (6-22
holes), ikavotroIBnke n amaitnon yia TTAGKES dIAQPOPETIKNG YEWUETPIag. O axedlaoudg NG
Kataokeug TG TAdkag LCP  3.5mm (10holes) pe 1n PonBeia Ttou SolidCAM,
TIPOYHOTOTTIOINBNKE O TIPAYMATIKEG Oouvlnkes. H emAoy Twv KATAAANAWY  KOTITIKWV
epyaAciwv €1dIk& oTIC KaTepyaoieg HSS, kal n €mAoy TnG CWOTAG OTPATNYIKAG KOTTAG,
€EQ0QAAIOE TTOAU KOAG ATTOTEAEOUATA OTNV TTOIOTNTA KAl TNV OKPIiBEIa TNG TEAIKAG HOPYPRS
TWV ETMQAVEIWV KOTEPYQOIAG HE TAUTOXPOVN MEIWON TOU CUVOAIKOU XpAvou Kal KOOTOUG
Katepyaoiag. To onuavTikéTEPO CUPTTEPACHA aTrd TNV TTapouca epyacia civar TTwg TO
TEPAXIO TTOU TTPOKUTITEI ATTO TNV KATEPYAOIA O KEVTPO KATEPYAOIWV TPIWV AEOVWV EXEl TNV
EMOUPNTA HOPPN KOl CUYKEVTPWVEI OAQ TA ATTOPAITNTA YEWMHETPIKA XOPAKTNPIOTIKA WOTE VA

KaBioTatal TTARPwWG AEITOUPYIKO.
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