=it

"-lﬁﬂ

A vPpapa)

nor

EONIKO METXOBIO IIOAYTEXNEIO
AIATMHMATIKO METAIITYXIAKO [IPOI'PAMMA
21IOYAQN

«CYXTHMATA AYTOMATIZMOY>

TANTYAIARE =PTAL]A

L1t

i

Ofna: «Meiétn TOL POIVOUEVOD CYNUATICUOD
‘burr’ etic Karepyacies arofoinc vikov»

Karocaawpas N. Imavvyg

Erifleyn:
Movwidroc Anuntpiog
KoOnynig

2xoln Munyovoloywv Myyovikwy
Touéag Teyvoloyias twv Katepyaoimv

AOHNA 2012






IrPoA0Irox

H mapovoa petamtuyiokn epyaciao, n owoia ekmoviidnke vd v enifieyn tov
kaOnynt k. Moavoidikov A. otov Topéa Teyvoroyiag twv Katepyasidv g 6oANg
Mnyovoloywv Mnyavikdv, &xel oav 6TOYX0 TV LEAETN TOL POVOUEVOL CYNUOTIGHLOD
«burr» otic Poowég katepyacieg oamofoing viwkov. ITo cvykekpiéva, &yve
AVOADTIKOC VITOAOYIGUOC TOV ep@oaviopevov «burr»otig Bacikés Katepyaoiec KOG
(tépvevon, opeldpiopa) kot kaTOHTY ovTOL KOTEPANON mpoomabeia avaivong Kot
epunveiog TOV OmOTEAEGUATOV Kol TAPAAANAC CUYKPIONG HE TO OempnTikdg
avapevopeva. TeAKA ToTEL® TOG TA ATOTEAECUATO TTOV TPOEKLYAY TOPOVGIALOVV
a&loonpuelmto evolapépov Wwaitepa yuoo 660G BeAnoovv eite va acyoAnfodv pe to
Oéua Tov TPUYUOTEVETAL M EPYOcio €ITE VO, YPNOUYLOTOUGOVYV TO AOYIGUIKO TOL
YPNOLUOTOMONKE Yo TNV EKTOVNON TG,

[Tpotov Eexvnom va Tapovctdl® TO OMOTEAEGLO TG EVACGYOANONG OV LE TO
0éua g epyaociag, 0o NBera va svyoploTom Waitepa Tov eMPAETOVTO KaONyNT K.
Movoldko A. mov pov €0wace TV duvatodHTNTA, GTO TANICIO TG UETATTUYIOKNG LOV
epyoaociog, va épbm oe emapn pe €vo Bépa to omoio cuvdvdalel tnVv, amopaiTn
TavtoV, BempnTikn evacyoAnon pe v deEaymyn povrelomoinong, to onoio poli pe
TOo melpapa, HETA TNV eumelpion OV améktnoo, Bewpd Twg KOOIGTOLY TANPN Kot
OAOKANPOTIKY TNV €VOCYOANGN LE OTO00NTOTE BEUN GE OTOLOONTOTE EMGTNOVIKO
nedto. TlapdAinia pov 06Onke m dvvatodotnTa vo yvopico kot vo eufabive ot
KOVOTOMTIKO €MIMEd0 KOl OKOUN KOADTEPO GE GYEOT UE TIC TPOTMTLYIOKES LOV
OTOVOEC, GE €va amd T POCIKA OVTIKEILEVO EVOGYOANGCNG TOV TOUES, TIG KOTEG TMV
petdAlwv. Téhog, Ba Bl va gvyopiotiom Tov K. Mapkdmovro Ayyelo ddaKTOpQ
UNYOVOAOYO UNYOVIKO Yo, TNV TOAVTIUN LITOSTNPIEN Tov Kaf' OAN TV SlapKeEW TNG
eKTOVNONG TNG EPYACIOG, KOOMG EMIONG KO TO OAO TPOCWOTIKO TOL EPYASTNPIOL YWPIC
v Bonbeta Tov omoiov M TPAYUATOTOINGT TOL TTEWPALATOS Ha NTOV adHVATY.

A6nva, 10 — 07 — 2012
Kotoawpag lwavvyg
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Kepdlaio 17
Karepyacoics korns (yevika)

1.1 Katepyaoieg komijg

O kozepyaoics komng (M amhodotepa xomés - ayyh. Machining eivat ot o
dwdedopévee  nEBodol  popeomoinong T®V  HETAAA®DV  OTNV  KATOGKELOOTIKY|
Bopunyavia. Ot moykdopes €nevoDoEL; OTNV TEYVOLOYID TOV KATEPYOUSIDV KOTNG
YeEVIKA ePQOvICOLV QVENTIKEC TACELS KATAOEIKVDOVTOG £TGL T OLLAGI0 TOVG GTO YMPO
TOV UNXOVOLOYIKOV Katookevmy [1].

Me 10V Opo “Katepyoacio KOMNG' €VVOOLHE TNV aQoipeon avemBHuntov
VAoV and éva teudyio (oyyA. workpiec étol dote va mapovpe Eva OAOKANPOUEVO
poidv embBountod peyébovg, daotdoewv kol mowdtnTog emedvelng. H viomoinon
™G 0QAIPESNS TOV VAIKOV HECH TEXVIKMV KOTNG OpYLKO ETETEVYON YPNOLOTOIDVTOG
YEWPOVAKTIKG £pyolein (KOTACKEVAGUEVA OTTO KOKKOAO ) TETPOL KOL GTH GUVEYELN OO
YoAKO 1 oidnpo). To vepd, 0 atudg Kou apyodTEPE 1M MAEKTPIKN EVEPYELQ
YPNOLOTOMONKAY Y10U VO OOTEAEGOLY TNV TNYN Kiviong TETomV epyoieimv
EVIAYLEVOV OF unyovég ko [2].

H agaipeon tov vAkod oTig Katepyaoieg komng eivat duvatd va yivel gite og
LOKPOOKOTIKO eminedo pe 1 Ponbeio tov Komtik®dv epyolreiov (mapadociokig
HEDOJOL KOTEPYOOIDV KOMNG) €iT€ O UIKPOOKOTIKO €Mimedo pe TNV €midpacn
LNYOVIKOV, YNUIKGOV 1| MAeKTpik®v pécmv (un ovpfotikéc katepyooieg komc) [3].
2V TPOTN TEPITTOON TO. KOTTIKG Epyaieio Ely®PoVV otnv Halo Tov HETAAAOL Kol
OmTOGTOVV KOUUATIOL ONUOVTIKOV dtaotdoewv. Avtifeta, otn 0edtepn mepintmon 1
aQaipecn TOL LAMKOD TPAYUOTOTOIEITOL UE EMPAVEIOKT PBOPA TOVL LAWKOD KOl TO
VIOAEIPIATO TNG KOTEPYUTING £YOVV TNV HOpeY] oKOVNG. Ot To Kowég KaTepYaoieg
kom¢ (kKhootkég) Paciloviar 6T oYETIK) Kivnon ovApeosa oto TEUdylo Kol GE €va,
komtiko gpyaieio (oyyA. cutting too) to omoio aoipel pnyovikd 1o «ovembvunTo»
VAKO VLo popen aroflitrov (YpELL - ayyl. chip). LTic katepyacieg aVTEC EVIAGGOVTOL
OAec o1 mapadootokis Onwe mapovolaloviol oto oynua 1 BA. tapakdtw) [4].

Kenaoxeuaoikr Texvohoyla
(Manufacturing technology)

Mopgomnoinen (Forming) ‘ | Xumeuon (Casting) | | ZuyxdhAnan (Welding) |

Karepyoaieg konrg (Machining) |
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2ynuo 1-1: Kotaraln katackevootikay dipyooiadv (yevika) & kozepyaoidyv komig [2]



H teyvoloyla katepyaoidv KomMg, 6 cOYKPION UE QTN TNG LOPPOTOINoMG,
ypnopomoleitoar cuVNB®G OTaV aMOLTEITOL ONUOVTIKY aKpifela TEMKOV 0100TACEDMV
TV Tepoyiov Ko vynAn towdtrto emeaveioc. H teyvoloyio g agaipeong vikon
CUETOPEPETAL» GTO KOTTIKO epyareio To omoio elvar vevBuvo Yo TV VAOTOINOT TOV
KIVIGE®V OV ATOLTOVVTOL Y10 VoL ANEOET TEAIKA 1) emBounTn YempeTpio TOL TEROYIOV.
l'evikd, to womtwkd epyodeio  yapoktnpilovior omd v vynAnq oxpifela
TOPAYOYIKOTNTAG TOVG GE GUYKPIOT HOAIOTO [E TO OVTIGTOL(O TOV KOTEPYUSUDV
HOPQOTOINoMG. ZNUOVTIKO GTOlXEl0 amoTeAel TO YEYOVOS TG Ol KOTEPYOGIES KOTMNG
amoteAobV ofjuepa 10 20901V GUVOMKOV KOTAGKEVACTIK®OV Kotepyosi®v otig HITA
[2].

Emavepyopevor oty yevikny katdtaln TV KOTOOKEVOCTIK®OV KATEPYUCSLOV
nov mapatifevral mopomave (Zynuoa 1) TpEmel Vo EXONUAVOVIE TOG OTNV TAPOVoH
gpyacio Bo pOG OmTOGYOAGOVV OmMOKAEIOTIKG Ol Katepyacieg komng (Machining
operations) kot 7o GVLYKEKPIEVE Ol KAOOWKEG (01 omoieg ouvovI®VTOL GTHV
Biproypapion Kow ®C pNYOVIKEG KOTEPYAGIEC KOMNG) Ol OTOiEg GLVOEOVTOL UE TN
onuovpyia amoPArittov. Tic Pacikdtepec amd avtég 0TI omoieg enpaviletal Kol To
burr formationba Tapovcidcovue GuvorTiKd akoAoHOME.

1.2 Myyovikéc katepyaoieg kornc (mechanical machining methods)

Ot meplocodTepeg UNYaviKéG Katepyaoieg komne Pacifovror otnv onpovpyio
EMIMEOMV 1] KLAWVOPIKDV EMPOVEIDV KOONDS €ival Ol AmAOVCTEPES OV UTOPOVY VOl
viomomBovv. H dnuovpyla piog véag emedvelag yevikd oamoitel oyetikny xivnon
KOTTIKOV gpyaieiov — tepoyiov oe dvo devbivoelg. H kopua kivnon opiler v
toydtnTa. komng (cutting speed — Wat n devtepevovsa kivnon opilel v mpdwon
(cutting feed — f)Avtéc o1 600 kvioelg, pali pe to fdbog komng (cutting depth — g,
napbyovv 1 véa emeaveln. Ot tpelg mopauetpor  (cuvOnikeg KOmHG) OV
TPOAVAPEPOUE EMNPEALOVY TOALOVE TTAPAYOVTIES TNG KATEPYASING, OT®G TOoV pLOUd
aQaipeong Tov VAIKOL, Tov ypdvo katepyasiog, TV @Bopd Tov epyodeiov, TNV
TOLOTNTO EMPAVEING KO TIG amaltnoelg 1oyvog. [Ipénet va emonpaviel 6t 1 taydTaL
KOTNG TTPOKLATEL Amd TNV Kivnomn Tov TeHoyiov Kot 1 TpO®GCN amd TNV Kivnomn Tov
epyoreiov. I'evikd vTapyoLV Kol KATEPYOTIEG KOTNG TOV YPNGLLOTOLOVV JLAPOPETIKO
oLVOVAGCUO CYETIKMOV KIVNOEWV Om®G m.Y. HUOvo kivnom epyoieiov, povo Kivnonm
tepayiov 1 dAAovg cvvdvacuovs. Mo YEVIKN KOl KOTOTOTIOTIKN KOTATAEN TV
KWVOEDV TOV KOTTIKOV gpyareiwv divetar otov Ilivaka 1-1. M'evikd otig KAAGIKES
KOTEPYOOIEG KOMNG TO KOMTIKA €PYOAEln €Y0LV TO EAAYIOTO KIVNGES KOTA OVO
devBivoelg, dEoveg X kot Y, & CUVOLOOUO HE TIS TMEPLOTPOPIKEG KIVIGELS TTOV
yivovtat.  Avtioctotyog mivaxkog ovvavtdtor ot PifAoypagio kot yuoo TG un
ocvpupotikég katepyoocieg komng. Edd dev mopatifetor kabhg Eepedyet omd Tovg
oKOmovg NG £pYaciog.



Kivnoeic spyaleiouv (EP) & repayiou (TE)
Kargpyaoia v f
£ !( —
-
Awpaipean ammofArTou
Tépveuon TE /A EP —p
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. EP @ TE L 4
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EF  —»
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Superfinishing TE ') EP  —p
ZNy. ){';}( Nepiotpogry @) ZTONKG e [ROPPIK KIVIOT =« 4 AGKOTITOPEVT KivnaT

Mivakag 1-1: Kwvjoeig epyadeiov & tepoyiov oTI¢ KAAOIKEG KATEPYATLEG KOTTHG [2].

Téhog évog akdun TOAD ONUOVTIKOS Tapdyovtag €lval M EXOQY] KOTTUKOD
gpyareiov — tepoyiov. Avti pmopel va yivetor katd poévo éva onpeio (onueraxo
gpyaleio - single point togln katd mapordve amd éva onueia (epyaleio molloming
emagnc - multiple point toolle topordve amd pio Komtikég akués [2, 4].

1.2.1Kazepyaoicg komng povod onueiov erapnc (single-point methods)

To epyoreion KOTNG LOVOD ONUEIOV ETAPNG £YOVV GYETIKA ATAN YEOUETPIL [UE
plo kopo axkun komng. H axun avt) elvar vaebOBovn yoo tov oynuoaticpd tov
amoPAntov (otov omoio Oa ovapepbodue €KTEVEGTEPO GTN GULVEXEWL OE EOIKN
nopdypapo). To komtikd epyokeion HlOG KOMTIKNG okuNG ovviBog  eivol
TPOCUPUOCHEVO GE KOTAAANAO €pYOAE00€T UEG® TOL Omoiov mpoPAémeton 1
pOOoN TG BE0MS TNG KOTTIKNG OKUNG KOl TNG YOVING 6 oYE0mN TAVTOL LLE TO TEUAXLO.



1.2.1.1Topvevon

H t6pvevon (ayy. turning opileton cov pio teyvoloyio KOmNG LETOAA®Y 0TV
omoia M kivnon tng komng (Kvpla kivnon — TayvTNTe. KOG V) vAomoteitan and to
TeUdy10, EVOD TO Epyoreio KOTNG TpaypaTomotel TV fondntikh kivion (devtepevovca
Kivnon — npdéwon f). To epyaieio mov ypnoyomoteitar oty TOpvELSON ExEL pin KOPLaL
KOTITIKT OKUT, EVO 1] TEMKN HOPON GTO TEUHYLO TPOGOIOETAL GE TEPIGGATEPA TOV EVOG
Buata (médooca) [5, 6]. Eivar pa kotepyooio Kat@AAnAn yio OAOVS TOVG TOTOVG
HETOAAKOV Kol [N UETOAMK®OV DMKOV KOl £YEL TNV OLVATOTNTA VO TOPAYEL
KOAWOPIKE Tepdyo pe amhd 1 moAdmhoko mpo@il. [Iépa and to epyareio kvplag
KOTTIKNG OKUNG oL €lval Kol TO 7o ovvnOiopévo pmopel va ypnotporomdei ko
gpyaieio popeomoinong (form tool).

H Pacwmn Asrtovpyio g xotepyaciog @aivetar oto oynua 1-2, 6mov to
Tepdylo ovykpateital o katdAAnAn dtataén (tomk — ayyA. chuck kot mepiotpépetan
o0& KOMOlEG OTPOPEG (0€ rPM) KoL TO KOMTIKO €PYOAEI0 KIVEITOL KOTA WUAKOG TOV
tepayiov (Tpébwon 6 MMiotpoen 1 IN/GTPOPn) CPUPOVTAS VAIKO G& OKTIVIKO BABog
(B&Ooc komng dc) perdvovtag Ty SLaueTpo Tov Tepoyiov omd Oy o€ Oy [5].

S Primary motion
Transient o: gl,a,fcal'gw
surface, Machined [
/ surface P Transient
/ surface
'I Work
G G e . surface
.
L | & b
i--.____‘___
__‘-‘""-.._‘_‘____ ____...-""".-._ __,_-r""'_"'_'—.
— < —~Tool—" —
Work "~ Continuous feed ~
surface motion, |
(a) (b)

2ynuo 1-2: H viomoinon ¢ «klacowic» topvevong [4]. To teudyio mepiotpépetor (kopia
kivgon — primary motion)ka: to kontikd epyoieio (t00l) eoépyeron oto teudyio oe fdbog
komii¢c O Kivoduevo katd pirog avtod (mpdwon T — devtepedovoa kivion) peiwvovrag ™
d16ueTpo tov. Mmopodus vo diokpivovue v apyixi empaveio. (Work surface)znyv evdidueon
(transient surfaceka: v tedixij 1 kotepyaouévy empaveio, (machined surface)lo oyrjua
ovagépetor oe (o) kvAvdpixi tépvevon (cylindrical turning) ka:r (b) oe perwmirii tépvevon
(facing).

2V Katepyaoio TG TOPVELCTG EVIACCOVTOL TOAAEG AAAEG GUUTANPOUOTIKES
KOTEPYAOIEG LEGM TV OMOIMV JLEVPVVETOL 1] YKALO TNG TEAMKNG LOPPNG TOV TEUAYIOV
OV UTOPOLLE Vo, Tapovpe. Ot Katepyaosieg anTéC GUUTANPDOVOLY TIG 600 PacIKOTEPES
Ko ovvnBéotepeg mov mapovoidlovrar 6to oynue 1-2 Kiacown tdépvevon). Xty
ouvéyewn Ba TAPOLGLAGTOVY GUVOTTIKA OAEG TIG KOTEPYACIEG TOL EVIACGOVIOL GTNV



gvpelar OIKOYEVELDL TNG TOPVELONG YO VO EXOVUE Mot OAOKANPOUEVT EIKOVOL TNG
KOTEPYOAOGIOG Kol TV OLVOATOTHTOV TNG.
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KvAwédpixn tépvevon (cylindrical turning)

2NV KLAWVOPIKT TOPVEVLGOT, TO KOMTIKO €pyaAeio Kveiton mopdAAnAo Le TOV
d&ova tov tepayiov amd ta 0Ll mMPOG TA APOTEPE  VAOTOIOVTOG €Tl £val
KOUMVOPIKO TEUAYIO GE CLYKEKPLUEVES OLOUETPOVC.

Cutting motion

-1

La

—rrl Feed motion
_
2

2ynua 1-3: Kolivdpii tépvevon. Paivetar n kpia kivhon (cutting motionyou n mpéwoy (feed
motion)

Metwmikn topvevon (facing)

Kot mv petomikn tépvevon 1o komtikd epyaieio Kiveitar cuvilwg mpog tov
d&ova Tov Tepayiov. Xpnopomoteitor cuvROME Yo TNV LAOTOINGCT HOG HETOTIKNG
EMPAVELOG M YL TNV SoUOpemoT evog dxkpov. H kivnon tov epyadeiov eEaptdton
amd To €100G TNG KATEPYATIAG, TNV KOMTIKN akun, TV 0€om Tov gpyareiov kabmg kat
™mv YeoueTpia Tov Tepayiov. ['evikd, oty ekyovopion (ayyA. roughing mpotydron
pio Kivnon oo €E® mpog ta péca, evd oto eviptopa (ayyA. finishing) to avrifero.

Zynuo 1-4: Metowmikn topvevon

Anorunon (parting)

2V omdTUNGoN, TO KOMTIKO €pyoAieio Kwveitar gite mpog Tov AEova TOL
tepoyiov gite mapdAinAa pe avtov. To tehkd mepiypappa vioroteitor «Bobilovrag»
10 KOTTiKd gpyodreio £mg To mpokabopiopévo Pabog Komne.
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Anuiovpyio. ecoywv (recessing)

H onuwovpyio €coyng xpnoWoOmOlEiTal Yoo TNV KOTOUOKELY] OLAOKIOV
CLYKEKPIUEVNC HOPONG, T.X. OVAAKIL GTO TEAOG OTEWPOUAT®OV. EGv 1 popon tov
avioktob givar gvubeio Ko TapdAINAn pe tov a&ova tov tepoyiov (deg oynua 1-5)
TOTE EKUETOALEVOUACTE TO TANPES TAATOG TNG KOMTIKNG OKUNG HE Yovia epyaleiov
90° w¢ mpog Tov GEova Tov TEpYiov.

2yiuo 1-5; Anuiovpyio avdaxdoewv (ev0d avAdki)
Anuiovpyio. kekliuévav gooyamv (cutting off)

[Mopovcidlel opotdTNTOL LE TNV TPOTYOVUEVT TEPITTMOON. ZNUOVTIKY Sopopd
elval TO¢ T0 aVAAKL TOL OMpoVPYEITOL TOPOVSIALEL KAlon o€ oyéon pe tov dEova
ToL TEpayiov. AvTtd emTLYYAVETOL HEG® TNG KAIONG TNG KOMTIKNG OKUNG TOL
EPYOAEIOV Kol TEMKA STLLOVPYOVVTOL dVO SLOPOPETIKES IAUETPOL» (OTNV apyN Kot
70 TEAOG TOV «KMVOL»).

"
|’
i

,EL‘

2ynuo 1-6: Aquiovpyio avdaxdoewv (kexluévo avldaxt). Eivor opatég ot dbo «diduetpor» oy & d,.

Bitting

[Ipoxertan yo pio vmokaTnyopic TOpveLoNg M omoio YPMOLLOTOLEiTOL Yo
depyaocieg @wvipiopatog (oto TEAEWOUOTO TNG KOMNG), otV omoia M dtevbuvon
TPOMONG TOV KOTTIKOV gpYareiov eivan mapdAinAn pe tov dEova tov tepayiov. Avti
N H€BOSOC YPNOHOTOLEITOL TT.). Y10 TNV ATOKOTMN VOGS dOKTVAIOL oo pia TAdKA 1) Yo

TV ONUIOLPYIO AVLACKIOV GTO TPOGMIO TOV TEUAYIOV.
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Zynua 1-7: Bitting yia. tyv dnquaovpyio. oniig. (1) teudyio (2) andfinro kazepyacioc D didustpog omig

Topvevon uopenc (form turning)

Xe T TNV vIToKaTYopio TNG TOPVELONG, 1| KUPLK KOTTIKN «OKUN» £XEL TNV
Hoper, ¢ emeaveiag (vmwd pic popeny  “kalovmiod”)  mov  Bélovue  va
onuovpynoovpe oto tepdylo. Kabmdg 1o tepdyo mepiotpéeetal, to epyalreio
«orykoMAaCer To TeUdy 0 dvovTag TOL TNV EMBLUNTY LOPON.

Zynua 1-8: Form turning
Topvevon kwvikotnrag (taper turning)

Xpnowonotgiton  ywoo v onuovpyion afdveov peE  TUUOTO  GLVEXMG
uetafaAropevng Swapétpov  (kovikomtog). H yovie tov kodvov pmopsi va
VTOAOYIOTEL amd TNV GYEoN

D-d

tar(% =1 (0e¢ Kar oynuo 1-9)

]
L
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Zynua 1-9: Anuovpyio kwvikétnrog (taper turning)
H dnovpyia g kovikdONTag EMTLYYAVETOL LE OVO KLPIMG TPOTOVG:

(i) Me tomoBénomn tov epyareion og KAION HEG® TOV EPYAAELOPOPEQ.

o —— =

(i) Me petatdmon g «oVPAES» TOL TEUAYIOL HEG® TNG TOVTOC.

Longitudinal feed
‘ g

Zynua 1-9: Anuuovpyio kwvikétnrog (taper turning)
2reporounon (thread cutting)

Kamyopio kvAvdpikng topvevong oty omoia 1 TpOM®OT OVIIGTOLEL GTO
Brpo Tov KoyAla yio To oTEipOU TOV BEAOVLE VO SNULLOVPYNGOVLLE.

14
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Zynua 1-10: Tépvevon oreipotounone (thread cutting). €) eéwrepixd (B) sowtepixd onsipwua.

Topvevon ue v fonbesia opiBuntikod eiéyyov (Computer Numerical Control
turning)

HEe@evyel apketd omd Tov KAUCGIKO TPOTO TOPVELGNG G TPOG TOV KOBOPIoUO
™G TEMKNG MOPONG TOL TEUO)IOL KOL TOV TPOTMO <«E0OYWYNG» NG OTNV
gpyaretlopnyovn YU avtd kot oe Ba kKavoovpe extevn avagopd. [Tapdia avtd a&ilel va
onuemdel Tog 6,1t 1oYHEL 6TV KAAGIKN TOPVELGT MG TPOS To. BEpata Komg mov Oa
efetootoby ot ovvéxewn  (Onuovpyion  tov  amoPAntov, burr  formation)
e€axoAovBodv va 1oxHovV Kot E3M.

1.2.1.2ITAavioua

To mAdvicpa (ayyA. planing) opileton cav pia katepyacio KOG 6TV omoin
n xomn / kotepyasio Tov Tepayiov YiveTon o «PEteg» () «Ampidec») pe epyareio
plog KOmTIKNG oKUNG, To epyaieio mAavicpatog. To mAdviopo pmopel va yivel mo
Katavontd €dv 1o Bewpricovpe cov pion popen tdépvevong N omoio eapuoOleToL oE
TEUAYL0 ATELPTG OULUETPOV. LTNV TEPIMTO®ON ALTH 1 Kivion Tng KOmNG yiveTon Kotd
unkog piog evbeiog ypoppng. Avtd onpaivel Tog £YOVUE YPOLUIKT KOPLo Kivnon.

To mAdviopa eivor oYeTikd amAn Katepyacio Komng Kot 0ev meptlapfavet
TAN00G VITOTEPIMTMOEMV OTMC IdALLE YL TV TEPITTOON TG TOpVELOTG. Edd £yovpe
HUovVo 00 mEPITOGELS TIC omoieg Oa eEeTAOOVLE OTN GLVEXELNL.

Iéviouo <uopensc» (shaping)

To mAGvicpo «uopeNc» Yevikd e@apuoleTon oe emimedeq MAGKEG Kol YLTA
TEPdy oL To, omoia yapoakTnpilovrol yeopeTpkd amd eninedeg empdveleg kot gvbeieg
ovvoplakég ypoupés (Bo pmopovoape vo modue <«waparinAeninedo»). Oewpeiton
KOATOAANAO Y10 TERAYLOL OYETIKA HWKPOV dlaoTdce®mV, kKabmg o€ avtifetn mepintmon
amoutoHVTol UEYAAEG O0OPOUEC KIVIIONG TOL KOMTIKOV gpyareiov, yeEYovog TOL
oonyel oe alloiwon g axpifelag Koatepyoasiog. Xe TEPUWTOOES UEYOA®V
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JOTACEWMV TPOTIULATAL 1) KIVIOT] VO TPOYUOTOTOLEITOL OO TO TEUAYLIO TO OTOL0 £)EL
npoocdebel e KatdAANAn tpdmela yio TNV Katepyaoio.

| "
Too Primary motion

Work
N Transient

suriace

Machined
suriace

Workpiece

Intermittent
fead motion

Zynipo 1-11: Ilaviouo «uoppic» (shaping).Mropodue va diaxpivooue to epyaiesio (tool),
mv kopla kivion kotepyoosioc (Primary motion),zo teudyio (workpiece)mnv katepyoouévny
empavero, (Machined surface)my evdiduson empavero (transient surface)znv apyixn

empavero, (Work surface)xor télog v daxomtouevn xivipon mpowong (intermittent feed
motion) [4].

Clamper box

Tool lifts
on return
stroke

Worktable

Zynua 1-12: Aidraln spyolsiopmyovic yro mAdvioua (Thaviouo. uopeig). Aiaxpivovior to
roAvopoudv éuforo (ram), o epyaleiodétne (clamper box),n wéyyevy mpdodeons wov
tepayiov (Vice)xar to tparéli g epyaisiounyavic (worktable) [4].
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«Kabeto» whavioua (vertical planing or slotting)

Epoappdletar yio tnv vAOmOiNcT £0MOTEPIKOV SAUOPPOCED®Y GE SAPOPOL
OTOLEID UNYOVOV, T.Y. ECOTEPIKMV AVAAKOCEWV 1 KaBeTwV ondv. Eivon puia teyvikn

OV YPNOIUOTOLEiTAL 6TV 01avolEn TV oV TV unTpdv dtuudpewong (blanking
dies).

2ynua 1-14: Komn axpifeiog 0éko eowtepikddv avldkwv oe gpyoieiounyovy kabetov
rlavieuorog (slotting machine) ¢aoro arxé Franklin Machine & Gear Corporation -
www.franklingear.com)].
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1.2.2 Karepyaoieg komng mollamiaov onueiowv eropne (Multiple-point methods)

Ta epyoreio Komig mOAAOMAMV onueiwv £xovv mePLooOTEPES Omd  pia
KOTTIKEG OKUEG KOl KOTO OULVEMELN TOALTAOKOTEPY] YEMUETPIOL KOl HEYOADTEPO
k60710G. [TAeovEéKTNUA TOVG €lvan 0 PEYOADTEPOG PLOUOG OTOUAKPLVGNG VAIKOD TTOV
oonyel e avénpévn mopaywyikodtto. To epyareio avtd dwatibBevtol o gvpeia yrdpo
peydAo pépog g omoiag mpoopiletal yio eEE1OIKEVUEVEG KOTEPYOTIEC. XTN GLVEYELL
Ba efetdoovpe TIc dVO MO KOWEG peBOOOLG KaTEPYNSING TOAAATAGDV onueimv
emaPNS, to epeldpiopa Kot TV Sdtpnon, Kabmg ovTég Ba oG OmTacYOANCoVY 5T
mAaicto TG peAétng tov burr formation.

1.2.2.1®pelapioua

>10 @peldpopa (ayy. milling) n aeaipeon vAkoD emttvyydvetol uEcm evog
TMEPLOTPEPOUEVOD EPYAAEIOV TOAADV KOTTIKOV okp®v. O pvOuodg amoPoAng tov
VAo puBuileton p€ow NG TOYOTNTOSC TEPIGTPOPNG TOV KOTTIKOD EPYUAEIOV EVD
EMTLYYAVETAL YEVIKA KOAVTEPN TTOLOTNTA TNG KOTEPYALOUEVNC EMPAVELNG AOY® TMV
TOAGDV KOTTIKOV aKU®V ToL gpyaieiov. [ToAd onuavtikd sivor va emonpoviel mwog
TPOKEITOL YlOL KOTEPYOOSIOL KOMNG OlOKOTTOUEVNG Opdong kabdg vmhpyer £va
ATEPOEAAYIOTO YPOVIKO SLAGTNUO HETAED TOV EMAPOV KOOE KOTTIKNG OKUNG LE TO
KatepyalOpuevo TeUdylo Kot KaBe popd mapdyetal andPiitto mowkilov whyovg [2,7].
To améPittto mov mapdyetar Katd 10 epeldpicopa Bewpeitar yeVIKE UIKPOO TAYOLG
[7]. H wopuw kivnon tov @pelopiopatog vAomoleital omd TNV mMEPIGTPOPT TOL
KOTTIKOV gpyaieiov (taybtnto komng) evd 1 devtepedovsa amd TNV Kivion Tov
tepayiov  (mpoéwomn) M omoio vAomoleitar  KOTOAANAG HEC® KIVAGE®V TNG
epyorelopnyovng. Mio tomkn Sdraln tepoyiov - epyoieiov i to @pelapioua
QoiveTal 6TV ENOUEVT EIKOVA.

Machined
surface

Continuous
feed
motion, f

Workplece

Transient surface

2yuo 1-15: Tomki didraln gpelopiouatoc eminedne emodvelag [4]. Mmopodue va
daxpivovue 1o teudyio (workpiece), v empdveia tov teuoyiov (work surface), v
kotepyaouévn empaveio. (machined surfaceo gpyaleio (tool), v kipia kivyon (primary
motion), zyv mpdwon (continuous feed motion, B v diempdveia epyaleiov — teuoyiov
(transient surface).
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Me tig gpyaretopnyavég opelopiopatog pmopodie vo TeTOYOLUE gupeia
YKALO YEOUETPLOG OTTMG EMIMEDEG EMPAVELES, YOVIEG, 0d0VTDGELS Kot eykomég [2]. To
opelapiopa Bempeitor yevikd Mo amoTEAECUATIKO OTAV TO TEUM(O OV &ival o
oxknpd amd 25 HRC.ITapora avtd yaivpoc oxkAnpdtrog Ewg 35 HRCelvar kowvdg
v katepyacio @pelapiopatog evd opeldpiopo €xer emrevybel oe yaAvpa
okAnpomtog £éo¢ 56 HRC [7].H katepyasio ppelapiopatog pmopei vo daympiotel
070 TEPLPEPELNKO (amAd) epelapioua Kot 6To LETOTIKO epelapiopa (Qwviptoua).

1.2.2.1.1 Ilepipeperaxo ppelaproua (peripheral milling)

¥10 meplpepelokd Opeldpiopo 1 KOm| LAOTOLEITAL OO TV TEPLPEPELD TOV
KOTTIKOV €PYOAEIOV Kot 1) KOTEPYAGUEVN EMPAveELR givol TapdAAnAn pe Tov d&ova
komnc. To mepipepelaxd o@peldpiopo  ocvvibwg vAomoleiton oe  oplovTio
gpyoretopnyovn (epéla) yU' ovtd kot moAAEC @opéc ovoudleton Kot opiloOvVTio
opelapopa. H modtta g empavelng kabdg kot 1 Hopen Tov omoPAitTov
emnpedlovior amd TNV KOTELOVLVGN TEPIGTPOPNC TOL KOTTIKOD gpyoreiov o oyéon
pe TV Kivnon tov tepoyiov. Zxetikd pe ovto, dwywpilovpe dVO TEPITTOCELS, TO
opOPPOTO KO TO avVTippoTo PeLAPIGLLAL.

Oudpporo ppelapioua (down-milling)

To opodppono @peldpiopo vAomolEital 6TV 1 TEPIOTPOPT] TOL KOTTIKOV
gpyareiov yiveton mpog v 10w katehBvvon pe v kivnon tov tepayiov, Omwg
eaivetol Kot 6to oynua 1-16.

Blade takes
thickness at
entry

2yniua 1-16: Oudpporo ppeldpioua. Aioxpivovior n katedBovon TePIoTPOPRS TOV EPYALELOD,
n xiviion tov teuayiov (rpowon — feed)xor to Paboc romie (depth of cut).To wdyoc rov
amofAitrov kaBopiletar ue TV EIG0S0» THS KOTTIKNG AKUNG 070 Teudyio [2].

[Tapatnpdvtog T0 oYU LWTOPOVLE VO TOVUE TG TO KOMTIKO £pYaleio Teivel
Vo «OKOPPOADGEL> 6TO TEUNY10. To amOPAITTO €)Xl TO HEYIOTO TAYOC AUECHOS UE TNV
EUTAOKN TEHOYIOL — gpyareion Ko Telvel va unodeviotel 6to TéA0G o Tic. Ot duvauelg
™G Komng &xovv d1evBuvon «rpog ta kdtw». To oudppomo @peldpiouo TpEmeL va
ATOPEVYETUL GE EPYAAELOUNYAVEG TTOL OgV lvar apKeTd oTIapég Kot dgv dtabéTovv
TpOTOo va. avTiotadpicovv tov tldyo petah tov koyAla Tpdmong Kat Tovg Tpomelion
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™mg  epyaielopnyavng kabdg vmdpyer kivovvog PAaPng ¢ atpdaktov. Ta
TAEOVEKTNLLATO, TOL OpOppoToL ppelapiopatog eivar Ta e€Ng:
e To déoywo epyoieiov ot tepoyiov elval amAoVOTEPO KOl ALYyOTEPO
KOGTOPOPO, KAODS 01 SUVALELS KOTNG KOTELOVVOVTAL TPOS TO KAT®.
e Emnineda tepdyla ta omoio 6ev umopodv va cuykpoatnbodv emapKmdc, ivor
TPOTILOTEPO VO KaTePYALovTon e opdppomo GpeCapioLo.
e Mmopel va ypnowomombel womTikd epyoreio pe pukpdTEPN YoVia
amoPATTOV, EAATTOVOVTAG £TGL TIG OMOLTNGELS 16YVOG.
e To oudppomo o¢peldpiopa yopaxtnpiletor omd HKPOTEPES TAGES Yo
Kkpadoaouovg kat chatteringdivovtag Tt KOADTEPT TOWOTNTA ETLPAVELQGS.

Avtipporo ppelapioud (Up-milling)

To avtippono @peldpiopo vAomoleitar OTAV 1 TEPIGTPOPN TOL KOMTLKOV
epyodeiov yivetar mpog v avtifetn katevOvvon o€ oyféom pe TV Kivnom Tov
TEROYion, 0TS PaiveTon Kol 6to oynua 1-17.

Thin chip at
entry with
abrupt exit

2ynuo. 1-17: Avtipporo ppelapioua. Araxpivoviar n kotedBoven Tepiotpopns Tov epyaieion,
n xiviion tov teuayiov (tpowon — feed)xar to Paboc romijc (depth of cut).To wdyoc rov
amofAitrov avéavel pe v TaPOO0 THS ETAPNS KGOe arung epyaleiov - teuayiov [2].

[Moapamnpdvtag 10 oynuo PAETOLHE TOC N KOMTIKN OKUN OITOUOKPVVEL
amOPAMTTO OTASIOKE AVEAVOUEVOD TTAYOVG. ApyIKa EeKVEL amd oyedOV UNOEVIKO Kol
avéavetal Kabhg 10 epyareio eloépyetal 6to KaTEPYULOUEVO TERAYLO0. AVTO onuaivel
O 0 «KLKAOG» TOV UNYOVIGLOD OPOIPEST|G — ATOUAKPVVOTG TOV amoPAiTTON EEKIVA
oav oMoOnon, katdémv akolovbel 1 Bpavon kot tehkd AopPdavel ydpa n Komy. X
LEPIKA HETOALD TO avTippomo Qpelipiopa 0dnyel o€ GKANPVVOT TG KOTEPYAGUEVNG
emeavelng Kabmg emiong kot og chatteringkot aupivven - GTOUOUN TOV KOTTIKOV
akpov. Ta mheovektnuota Tov avtipporov gpelopiopotog sivat:

o Agv anoarteiton avtiotdduon t{dyov koyAa Tpowong - Tpdmelog.
e Eivol aocparéotepn cav dadikacio (to epyoleio dev «OKAPPUADVEL TAVE®

OTO TEUAY10).

e To @optia GTNV KOTTIKN OKUT OPOVY GTAOLOKA.
o Amo@elhyetal 0 oYNUATIGUOC WYEVSOUKUNG (O€G KO EMOUEVO KEPAANLO).
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e To xontikd epyadeio dev emnpedleTon amd TIG U EMIMESES EMPAVEIES TOV
Tepoyiov.
1.2.2.1.2 ®pelapiouo npoomrnov (face milling)

Y10 opelapiopa @wipicpatog 1 katepyalopevn empdveln Ppioketar vmwd
yovia oe oxéon pe 10 dEova komng. Otav ypnoipomoodvial KOmTIKA epyoieio
HEYOANG OlopETPOL Bewpeitanl KOAN TPAKTIKN 1 €Aa@Pd KAIOT TNG KEQOANG TNG
atpdktov katd 1 fog 3° (8e¢ ko oyfuo 1-18)étol dote vo dnuovpyeitan Evo pikpd
OlIKEVO TO OTOil0 0OMYel 0 KAAVTEPT TOLOTNTO EMPAVELNG KOl EAOYIOTOTOLEL TO
otopmua Tov gpyoieiov. To ppeldpiopa tpoocdmov cuvnBwc vAomoteitol oe kKaBeTEG
epyoretopnyovéc epelapicpatog kot ywoo to Adyo avto ovopdleton kol KAOeTO

opelapiopa.

2ynua 1-18: @peldpiouo pivipiouotog. Eivar opoto 10 S1GKeEVO TOD ONUIOVPYEITOL Ao TNV
kAion tov adova tov kKomtikod gpyalieiov (Clearance) [2].

1.2.2.24Mi6zpnon

H &wtpnon (ayy. drilling) eivar pion xotepyooio péow g omoiog
emTuyyOveTal 1 d1volEn omdv (TvEAGV 1 Slourep®dv) oe Eva Tepdylo. YAomoteitan
néow evoc epyodeiov (tpumdavt, ayy. drill) to omoia mepioTpépetan yopw 0md TOV
dEovd tov Kol TmopdAANAo  Kiveltow kotd TV devbuvon avtod TPOS TO
katepyalopevo tepdyto [2]. To komtikd gpyareio pmopel va et pia 1 TePIocdTEPESG
KOTTIKEG OKUES, VM OLOBETEL TAVTOYPOVO KOl CAGKIOL YLl TNV OTOUAKPVVGT TOV
amoPAitTOv Kol TNV TPOPOdoGio. Tov KOTmTiKov VYpov. H didtpnon Bewpeitanr n
OTOTEAECLOTIKOTEPT] KO TTLO OIKOVOUIKT LEH0SOG Yo TV O1dvoién ondv 6 LT
uétadda [7]. TIpdkerton yuoo Katepyoasioo ekyOVOPIONG Kol KATG GUVETELD OV LOG
EVOLAPEPOLV 10104TEPOL 1) OKPIPELD KO 1 TOWOTNTA EMPOVEING. LTV TEPIMTMOOT TOL
npénel vo, ANeOel pépuva kot yuoo avtd 1 ddtpnon axkoiovbeitoar cuvHOwS Kol oo
dAdec dradkaocieg — katepyasieg mov cvpPdArlovv oty enitevén ToL EmMBLUNTOV
aroteAéopatoc. ['evikd 1o meplocdtepa pétollo mov veiotavtolr ddtpnon eival
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poAaxotepa and 30 HRC,aAAd cuvnong etvan 1 d1dtpnon HETIAA®V e CKANPOTNTO
¢mg 50 HRC evd éyel emtevybei n didtpnon yaAdvpav pe oxinpdmra 60 HRC [7].

Yty ddtpnon, 1 kopla kivion gival 1 TEPIGTPOPT TOV KOTTIKOV £PYOAEIOL
YOpw amd Tov AEOVE Tov, VM 1 dgvTEPELOVON Kiviion — Tpdwon eivan 1 kiviion Tov
TPLTAVIOD KOTO UNKOG TOL AEOVA TEPIOTPOPNG TOL, GNO KOL TPOG TO OKIVNTO
katepyalopevo tepdylo (va onuelmbel edd mwc vedpyel 1 duvatdTnTo VAOTOINONG
NG “OVATOONC» OOIKAGIOG LE TEPIGTPOPT TOV TEUMYIOV KOl Kivnoe1 Tov TPog To
KOTTIKO gpyadeio  omoio OU®G VAOTTOLEITOL GE OLAPOPETIKOD TOTOV EPYOUAEIOUNY OV
KoL 1 ovapopd 6€ avth EEQevYEL 0d TOVG GKOTOVS LLOG).

2yuo. 1-19: H katepyacia ts didtpnons. To komtikd epyaleio (tool) eigépyerou
wepiotpepiuevo (ue tayvnTo V) oto katepyolopevo teudyio (WP)uéow e kiviong tov kotd
tov alova wepiotpoeiis tov (Tpowan T) [2].

OLOKANPGOVOVTAG TNV CUVTIOUN OVTN avaPopd poc ot dtatpnon, a&ilel va
EMONUAVOVUE M0 GNUOVTIKY] TOPAUETPO TNG KOTEPYAOSIOS TEPA OMO OLTEC TOL
ouvavtaue og OAec oyedov TIg Katepyacieg (mpowon, Pabog komng KAT). IIpdkettan
Y. Tov Adyo ¢ dapétpov mpog to pnkog ¢ omg (length-to-diameter ratiop
omoiog avéroyo kol pe to vVAKO kabopiler oe moleg Sap€Tpovg Kot moto BAaom
LITOPOVLE VO PTAGOVE. TNV OTAOVGTEPT LOPPN TNG dtdtpnong(onmg meptyplpeTan
oto oynuo 1-19) Bértiota amoteAéopata ETTVYYAVOVTOL OTAV TO WNKOG TNG OTNG
elvar to moAD TpwmAdoilo g Owpétpov tG. Ilapdio ovtd, YPNCYLOTOUDVTOG
KATAAAN A0 £EE10IKEVIEVO EEOTAMOUO KO TEYVIKES, LWTOPOVIE VO OTAGOVUE GE UMK
oktamAdoto TG dStapéTpov [7].

22



Biplioypagio 1”° kepodaiov
Evrorn

[1] T. Childs, K. Maekawa, T. Obikawa, Y. Yamane €Ml Machining — Theory and
Applications”,exd. Arnold.

[2] H.A. Youssef, H. El-Hoffy, “Machining Technolgg— Machine tools and
Operations”gkd. CRC Press.

[3] TLN. Mmnoétcapng, ILA. Zmapng “Zroyxsio  Teyvoroyiog IMapaywync’,
[Mavemomuokég ekdooelg Anpokpitelov Iavemotpiov ®pdkng.

[4] J. Beddoes, M.J. Bibby, “Principles of Metal Mdacturing Processestxs.
Elsevier

[5] “Marks’ Standard Handbook for Mechanical Engine 11" edition”, &xs.
McGraw — Hill.

[6] H. Tschatsch, “Applied Machining Technologykd. Springer.

[7] “ASM Handbook, vol. 16 — Machining”, Americano8iety for Metals (ASM
International).

[8] A.I'. Mauoing, “Katepyoaoies tov YAkov”, ekd. EMIT 1991.

[9] S. Kalpakjian, S.R. Schmid, “Manufacturing Engering and Technology&xs.
Prentice Hall

[10] A.E. MoavwAdkog, “Katepyaocieg Il — [Mavemotuoakés Inueidoets”

23



Kepdiouo 2°:
To puovréio g 0pBoyVIKHS KOTGS KAl 0 UNYAVICUOS
onuIovpYiog Tov amofiitTon

Y10 kepdiao avtd Bo mopovoiactel To povtédo Pdost Tov omoiov Oa
eEetdoovpe TNV KoM, TN ONuovpyicd TOv OTOPAITTOL KOl KOTE GUVETEW  TOV
Qowouévov eppaviong burr. Apywd Bewpodue mog M komf eivor pio. cuveyng
Jwdkocion Kot Gpo. UTOPOVUE VO OVOTTOEOVUE £VOL «GLVEYEC» HOVTEAD T®V
CLVONKOV Kol TOV QOIVOUEVOV TTOL AAUPEvoLY y®Po KOTE TV KOmH.

2.1 l'swpetpio — Booikég évvoies — XovOikes komng

Yy peAétn g Komfg to. dVo Pacikd otolyeion mov eumAékoviol €ivat to
katepyalopevo tepdylo (owtd mov OEAOVLUE VO LOPPOTOIGOVUE) Kol TO KOMLTIKO
epyareio (to péco e to omoio Oa emtevybei n popeonoinon). To komTikd epyareio
TPOGOUOIOVETAL HE OONVO.  €VOVYpapUNG OKUNG 7OV  KIVElTOl ®¢ TPOG TO
KaTePYALOUEVO TEUAYIO £TGL MOTE VO OPOLPEITOL CTPOLO VAIKOD OPIGUEVOD TAYOVG
Kol pe v avtiotoyn kabe @opd popen amoPAittov. Emeidn yivetor Adyog yuo
kivnon eivor onuovtikd vo BupudpacTte TOL KIVIUOTIKG oTolEiol TNng KOmMNG, TV
TPOTELOLGA 1 KOPlL Kivnom kot v dgutepegvovca i kivnon mpoéwong (PA.
nponyovuevo kepdiawo map. 1.2). Xto emdpevo oynuo @oivovior o Poocikd
YEOUETPIKA YOPOKTNPLOTIKA TNG KOTNG:

Emipaveix
amnefhitroe

Kommko

Epyaheio

Améftera {KE)

ApyIKn BaTpneng
LTTpavEla

|

s 3

Karepyad jevn
ETIpAvEID

2ynuo 2-1: To faciicd, yewuetpind xopaxtnplotiKe te KOTHS 0TS OTOTOTWDOVOVIOL GE £VO,
"oryorono” avtig [2]
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Emopavelo amoPAittov: eivor mn empdveln ekegivi) ToL KOTTIKOD €PYOAEiov
(cpnvag) mhve otnv omoia oAcbaivel To andPALTTO KOtd TNV Kivor Tov.
Elev0epn empaveln: Eivarl n em@dvela tov kontikov gpyoieiov (Gervog) mov
Bpioketot amévovTt omd TV KATEPYUOSUEVN ETLPAVELQ.

Koyn 1 kortucn axun: Eivor n akun tov Kontikob gpyareiov 1 omoio mpokvmTTEL
®¢ Top TV dvo mapomdve emeavewmv. Eifvor auty mov mpaypoatomotlel v
KOTY).

I'ovia amofAittov, v: Zymuatiletor omd v em@avela amoPAiTTov Kot To KAOETO
EMIMEDO OTNV KOATEPYUGUEVT] EMPAVELD TOL OLEPYETOL OO TNV KOTTIKY OKUT|.
Mmnopet va gtvor BeTikn, apynTiki 1| Undevik.

T'ovia edevBepiog, a: Zynuatiletor amd v eAedBepn EMPAVELD TNG CONVOG KOl
OO TNV KOTEPYACUEVT EMUPAVELQL.

T'ovia cpnvag, B: Zynuotiletor amd v eAeVBePT EMEAVELN KOl TNV ETLPAVELL
amoPAittov. Eivan n yovia tov komtikov gpyoaieiov.

Oeopntikd mhyoc amofAiittov, ti: Eivar 10 mhyog Tov apopodpevoy VAIKOL 1)
aAAM®G T0 BABOC KOTNG.

[Tpaypatikd mayog omoPAittov, to: Eivar n péon tyun tov mayovg amoPAiittov
LETA TNV KOT.

AAO ONUOVTIKG YEOUETPIKA oTOlYElR TOV gpavilovTol oTnv KOTY| €lval To TAATOG
Tov anofAittov b, kot ot datopég Tov anoPrittov (Bewpntikn, A — TPOYUATIKY,
A)) ot omoiec mpokvTTOVY TOAAATANGIAloVTOG TO TAGTOG TOL amoPAitTov UE TO
BepnTIKO Kot TO TPAYUATIKO TAYOG OVTIGTOLYA.

Ot ovvOnkeg g xomng mepthapufavoov tpia Pacwkd peyédn oto omoia

avoeepOnkape Kot oto mponyoduevo keedaioo (Babog komng, toydtnTa KOmNg,
TPO®ON) KaOMDC eMioNG KO KATOL0 COUTANPOUOTIKG TOV TPOKVTTOVV 0O QUTA Kol
TOL YEOUETPIKA LLEYED.

Toyvnto KomNG: N ToyLTNTO KOG V €lvol M oTrypaia ToydtTnTo TG KOPLog
KIVNONG TOV KOTTIKOV €PYUAEIOL MG TPOG TO TEUAYIO (08 GLYKEKPIUEVO OMUEID
™G KOTTIKNG akpng). H toydtnra komig petpdrar o€ m/min.

[Mpdéwon: n mpoéwon f mapéyetar gite oto gpyareio gite 010 TEpdyO (avdAoyo
TNV TEPIMTMON, GYETIKN KIVION TOL £VOG G TPOG TO AALO) KOl GE GUVOVOCUO LE
™V KVuplo kiviion onuiovpyody TNV TeEMKN Hope1] tov tepayiov. H mpowon
yivetan gite Pnpatikd eite cvveyds. Metpdrar cuvnbmg oe mm/rev kot
Kkatevhuvon g kivnong Tpowong.

Bdaboc kommg: Eivar to Bdbog a oto omoio €16épyeTal T0 KONTIKO epyareio péca
070 LAMKO ToV Tepayiov. Metpdtal ce mm.

Taydmta npoéwong: Eivon n otrypaio (oxetikn) toydtta Uy TG OKUNAG TOV
KOTTIKOV €PYOAEIOV MG TPOG TO TEUAYIO KATO TN ovveyn kivinon mpdmong.
Metpdtor e m/min, ypnGOTOLEITOL EVOAAAKTIKA TNG TPOMOTG KOl TPOKOTTEL
amd TO YWWOUEVO TNG TPOMONG €T TIG GTPOPEG TEPIGTPOPNG TNS OTPAKTOL 1) TOV
aplOHov TV EVEPYADV SLOOPOUMY GTN LOVAI TOV YPOVOV.

PvOudg amoPoing vikov, O: givor o dykog Tov amoPaAldIEVOL DAKOD amd TO
TEUAYI0 OTN LOVESH TOL Xpovov. Metpdrtal oe Cn/min kat eivat © = A -V.

Xpovog komng, t: Eivor to dBpoicpa tov xabBapod ypdvov KOMNG Kol TMV
YPOVOV TPOGEYYIONG KOl OTOUAKPVVONG TOV KOTTIKOU EPYOAEIOV TTPOC Kot od
10 KaTEPYALOUEVO TEUAYLO.
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2.2 H opQoywvikn korn

YmoBétovtag 0Tt 1 KOmN €ivol GLVEYES POVOLEVO UTOPOVLE VA AVATTOEOVLE
éva ovveyég LOVTELO TO omoio Ba meptypdpel ETaPK®G TO PovopEVO TG Komg. To
7o 6VVNOEC LOVTELO TTOV TTEPLYPAPEL OPKETH IKOVOTONTIKA TO OAO POLVOUEVO Elval
avtd TG 0pBOYOVIKNG, KOMNG OTO Omoio VTOBETOLHE OTL 1) KOMTIKY OKUE TOL
gpyareiov elvar kdBetn oty devbvvon komng (kivnon Tov epyaieiov). H mapadoyn
0T HOG EMTPEMEL VO, OEMPNCOVE TG 01 SVVAUEIS TOV AVATTOGGOVTIOL GTHV KOT)|
OpovV HOVO o€ €va EMIMESD KAVOVTAG £TGL TO £PY0 TNG UEAETNG TOL (QOLVOUEVOL
EVKOAOTEPO.

Kartepyaopévn
ETIQAVEIQ

ATTopMTTO

Zynuo 2-2: To poviédo g opBoywvikng komng

I[No v viomoinon tov poviédov ™G opBOYOVIKNG KOMNG UTOPOVUE VL
Bewpnoovpe ™V TOpVELOT EVOG KLAIVOPOL AemTov TAYXOLG KOTO TNV Omoid TO
KOTTIKO gpyodeio (komtikn akun) koPer kabeto otov AEovo Tov KLAIVOpov (deg
oymua 2-3).

2yniua 2-3: O1 Tpelc TEPOUATIKOL TPOTTOL YIa. TNV DAOTOINGY TV oLVONKDY TOU HOVTEAOD
opBoyawving komng. IIovw apiotepd 11 TOPVELON LERTOTOLYOD GCWANVO A0 TH UIG. GKPN, TAVWD
€16 N TOPVELON AETTTOD GTPOYYVAOD JloKOD TAVW € PAPoo Kal KATw 1§ TOUPOTIKY TOPVEDTN
(zépvevon péfdov, tprodicotary kori) [6], [Kerk, 1999].
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To povtédo avtd dev améyel TOAD Amd TNV TPAYUATIKOTNTA, SIPEPEL OUMS, MG TPOG
10 Yeyovog 0Tt 8¢ AapPdvel vtoyn TV Kivnon mov kdvel o gpyoieio mapdiinio
TPog Tov AEova Tov Tepayiov, kivion N omoia teAkd tomobetel Ao&d TV KomTiKn
akun ©¢ mpog T oevbuvon komne (Hoviého g Aoéng komng). Epdcov éxovpe
Aowmoév To povtélo Yl T UEAETN, OKOAOLOOVV OTn GLVEXEIDL M OVOALGN TOV
duvApEe®V Kol 0 GYNUOTIGUOG Tov amoPAittov. [Iponyeitatl dpmg n pvoKN yewUeTpia
™G KOmNG 1 omoio e£eTdoTNKE TAPATAVE®, COUTANPOUATIKO OLMG TOPUTNPDOVTOS TO
EMOUEVO GYNLLOL LTOPOVLE VO TPOGOEGOVE PEPIKE GTOTYELD QUKOUT).

Relief angle

Workpiece

W ———

2o 2-4: To. facikd yewuetpikd otoryeio ¢ kormhic [3]

To vid Tov TepYiov OV Ppioketon eumpds omd T0 KOTMTIKO ePYOAEio VPIoTATAL
dldtunomn Kotd UKog Tov EMIESOL ddTUNONG TO omoio oynuatilel yovio ¢ pe v
EMPAVELD, TOL TEPYiov, N omoia koAeitan yovia ddtunong. H yovia avtq poll pe
™V Yovia tov aroPAiittov Kabopilovv 10 Tpaypatikd whyog Tov amofAitTtov To omoio
YeVIKQ etvar peyoddtepo amd 10 Bewpnrtikd. E&ottiog tov peydiov Satuntikdv
TOPOUOPPAOCEDMY TOV OEYETOL TO amOPAMTTO YiveTow okAnpO kot yabvpd evd
«KATGOPOVEL> amopakpuvopevo and 1o epyodeio. [MBava aitio Tov @oawvopévov
avTol elval To LEYAAD OLVOLLOIOHOPPO TAGIKA TESIO TTOV OVOTTOGGOVTIOL GTO EMITEDO
dlitunong, M OoKApPLVeN AOY® TOV TOPOUOPPOCE®V Kol Oldpopa  Oeppikd
eowvopevo. Ilepiocdtepa yio tov oynuaticpd tov oamoPAittov Ba dovue ot
GLVEXELO.

2.2.1 O1 ovvaueis otnv opBoywvikn korn

Mo v pedétn tov dvvapemv oty opboymviky Komr Bewpodue to amdPAittTo
®¢ €va, amOALTO OTEPED GO, EAEVLOEPO KOl OPLOKA EVPIGKOUEVO GE 1GOPPOTIQ
eEartiog TG Opdong TV OLVALE®MY TOL UETOPEPOVIOL OO TO ePYAAEi0 TPOG TO
AmOPAITTO KOU OVTAOV 7OV HETOPEPOVTOL OTO OmOPALTTO UEGH TOL EMTMEOOV
dtdtunone. To oamoPiitto ariniemidpd tovtoypova pe to tepdyo (TE) ko to
komtikd gpyareio (KE). Ot duvdpelg mov ovamrticooviol 6To0 GOOTNU EPYOLEIOL —
amoPAittov — tepoyiov eivan o1 NG (deg Ko oynua 2-4):
e H ovtictaon tov vAkod tov Tepayiov og Suwtunon [Fg, M omoio
AVOTTOGGETOL KOTE PNKOG TOV EMTESOL SLATUNONG.

e H kdBetn dOvoun oto eninedo ddtunong [Fsy .

e H o6Ovoun tpiprg [Fr] mov avamtdcoetor oty OSlEMQPAVELD TEUAYIOV
(omoPAitTov) — gpyareiov kor avtitiBeTon 6TV Kivion amopdKpLVENC TOV
amoPAittov.
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e H xdBetn dvvaun ot diemodveio tepoyiov (amofAittov) — epyareiov [Fn] M
omoio. Kot TPoKaAEl TV gpedvion dvvoung tpiPng petald oamofAittov kot
gpyaieiov.

2yiua 2-5: O1 ovamtooooueves OVVOUEIS 0TO OVOTHUO TEUOYLO — OROPMTIO — KORTIKO
epyaleio katd v komn [2].

Ta 600 «Cevyn» dvvauewv mov Eyovpe tehkd (kdbe «Cevyoc» opileTan avd emimedo
mov owtd aokeital, éva «gbyog» oto emimedo odtunong [Fg - [Fsy ot éva
«(ehyoc» ot dempavelo, emapng omoPrittov — gpyareiov [Fe] - [Fn]) éxovv to
Kabéva amd pia cvvietopuévn (F yio 1o «edyoc» tov emmédon didtunong kot F yo
70 <«CEVYOC» TNG JEMPAVELNG ETAPTG ATOPAITTON — gpyaAeiov). Aaufdavovtoc veoym
TEMKA TO YEYOVOS OTL TO amOPALTTO PpickeTal oplakd og 1ooppomio Oa 1oyveL TEMKA:
F=F

H F ovoudletar dovaun komng kot av petagepBel tehkd otnv komtikn akur (Gkpn
TOV KOTTIKOV gpyaAreiov) avalvetal (mépa amd to 600 (ehyn mov &idape TOPATAV®D)
ot €€ng ovo dvvapelg, v Fi1 [kdpra ovviotwoa ddvouns komng] mov eivan
TAPAAANAT TPOG TNV APYIKN ETPAVELD TOV Tepayiov (Sievbuvon komng) ko v F2
[devTepevovoa ovviatdroa ddvouns komns i ddvoun arwong] mov givor KAOETN TPOC
mv o1evBuvvon komnc. OAeg ot mapoamdve SVVAUEIS GLYKEVTIPOVOVTIOL TEAIKA GTO
akoAovBo oynuo mov pog Olvel TV emomnteldl TOV JVVAUE®V YO TO HOVTEAO TNG
opBoymVIKNG KOTY|G.

28



KoTTiké
Epyaheio
(KE)

2ynuo 2-6: To cbotnua twv Svvauswy Tov avartdocovial ato noviélo e oploywvikig korng [2].

Onwg eaivetor amd 10 oynuo. Aoutodv, OAEC Ol SLVAUELS TNG KOTNG £YYPAPOVIOL CE
KOKAO 0 omoiog ovopdletar kbkiog tov Merchantkor €xel diquetpo ion pe v
dvvaun Komng. AmO TO TAPUTAVE® GYNLO TPOKVTTOLV €VKOAN Ol GUVIGTMGES TMV
Cevydv GLVOPTAGEL TOV CLVIGTOCMV TNG OVVOUNG KOMNG KOl TOV YOVIDV TOV
oynuatiCovron (deg kou [2] Tap. 4).

2.3 To amofiitro kai 0 GyNUATIOUOS TOD

O oynuatiopog Tov omoPAittov eivor pion TOAD GNUOVTIKY <TropATAELPN»
JdIKAGI0 TOV KOTEPYASIDOV KOTNG KOOMG LG SIVEL CTLAVTIKA GTOLYELR Y10 TO VAKO
oL KATEPYALONOOTE KO TIG GLVONKEG TV Kom®v. Emiong mailel onpaviikd poro yio
NV SWUOPPMOOT) TNG TEMKNG TOLOTNTOG EMPOVEING KOt GE 0,TL OGS EVOLUPEPEL Y10 THV
mapovoo HeEAETN, oyetiletal dueso pe TV gUEAvion tov burr kabmg yovopikd
UmopovpEe vo. Tovue TG To burr givarl éva «koppdt» amofATTov TOL TOPUUEVEL
EMAV® OTO TEUA)0. AVOALTIKOTEPO OHMOC Yoo avtd Oa Anoovue oe emMOUEVO
kepdAao. H oyéon avaueca otov oynuoticpd tov amoPAittov Kot to Aourd
YOPOKTNPLIOTIKA TNG KOTNG €lval aueiopoun. Amod ToV Unyavicpd GYNUATIGHOD TOV
amoPAittov e&aptmvtal factkd peyédn tng Komg, OTmg:

e Ot dvvdpelg Komng
e H woy0g komng
e H mowdmta g TEMKNG EMPAVELNG
H @Bopd kot 1 drdpreta {oNG TOV KOTTIKOL £pyaieiov
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e Ot dvvapelg Tov OVOTTOGGOVTOL GTO GUGTNLO TEUAYI0 — KOTTIKO epyareio —
amOPATTO — epyalElopun) OV,
EVD HE TN GEPAE TOL O pNYaviopog dnpovpyiag Tov amoPAittov e€aptdtan amd To
€ENG YOPOKTNPLOTIKE TNG KOTNG:
e To vikd Tov Tepayiov
o To VAo Kot TN YEOUETPIO TOV KOTTIKOV EPYOAEIOV
e Tic ovvOnkeg KOmNG
e To SLVOUIKA YOPAKTNPIOTIKA GTOV GUGTIOTOS EPYOAEIOUNYOVT — TEUAYLO —
KOTTIKO €PYOAETLD.

2.3.1Ta eion tov amoflitrov

AveEdpnta amd 1o €100¢ TG KatepYaciag mov epapuoletat, ot Pacikoi THmol
amoPrittov (| ka1 cuvdvacpol GVTOV) TOL cLVAVTOVTOL otV TPAén &ival ot
axolovlot:

2vveyes omofritto

To ovveyéc andpirto (ayyd. continuous chipoynuatiletar amd v 16YLPN
TAQGTIKY TOPAUOpe®mon (amd S1dTunon) Tov VAIKOL Tov Tepoyiov mov PpiokeTol
eUnpO; omd TO KOMTIKO epyaAeiov, akoAovBovuevn oamd pio  «qmo.  pon»
(omopdxpovon pe T HOPET] CLVEXOLG TOVIG) TOV OTOPAITTIOL KOTO HNKOG TOL
TPOCOTOV TOV EPYOULEIOV. ZVVAVTATOL KATA TNV KOT OAKIU®V VMKOV (7). LoAoKOg
yoAvPog, yorlkds, seupRAaTog 6idnpoc, LOAVPSOC KAT) 6g vymAEC TayvtTes [2 , 3].

Secondary shear zone

Secondary shear zone

—

-
I Warkpiece
Primary shoar zone

F’rinimry shear zone

{a)
i)

Frimary
shear zone

(<)

2o 2-7: O oynuotioudc tov coveyois amofiitrov. () Zvveyéc andflitto ue otevij, vbsia
kopia. {ovy didtunong (Tpaxtikd expvliouds oe enimedo didtunong) (b) Adyw e ovveyoic
«PONS» TOV ATOPAITTON OTO TPOTWTO TOV EPYAAEIOD TOPOTNPEITOL Kol OEVTEPEDOVGO (VN
oidtunong oty dSempaveio. exapic amoflittov — komtikod epyoieiov (C) Zynuotiouog
ovveyot¢ amofAitrov ue mhatid kbpia {dvn didtunong [3].
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2VVEYES TPIOVWTO amOPAITTO

To ocvveyég mprovotd amofiitto (ayyA. inhomogeneous — serrated — ohip
amoTeEAEITOl OO TEPLOYES WMKPNG KOl HEYOANG Topoapopemong. Tétowov &idovg
amdPATTO TapaTpEiTal 68 HETOAAD LE YOUNAT amaymyr) Oeppotroc 1| o€ HETAAA
O6mov 10 Oplo S10PPONG TOVG UEIDVETOL GTOTOLN GLVAPTNGEL NG Beppokpaciog.
XopaKTnPoTiKd VAKA Tov dtvouv amdPALTTO TETOWG HOPPNG €ival Tor KpAppaTo
Titaviov.

2yhuora 2-8 & 2-9: O oynuotioudc tov ooveyois mpiovwtod amofiitrov [1].

Low shear strain
High shear strain

2ynua 2-10: O oynuatiouds tov coveyovs mprovwtod amofiittov. Eivar opatés o1 meproyés
ueyadng owzuntikig rapopoppwons (high shear strainyyv oroia to axdéflirro Eexivioe vo
OmOYWPILETOL OTO TO DTOAOITO KOUUATL ONUIOVPYDVIOS ETOL TO, KOOVTIO TOV TPLOVIOD KOl Ol
wepLoyés urpng orountikng ropoucppwons (low shear strainkrov ™ mopoaudppwon dev
Cemépaoe 10 Oplo O10pPONS TOL VAIKOD Kol TO GmOPAITIO TOPEUEIVE TEAIKG KEVWUEVO
raipvovrag £tot v teAiki] popei mpioviod [3].

2VVEYES OTOPAITTO e WEDOOOKUN

To ovveyéc andPirto pue yevdoakun (ayyd. built-up edge chiparoteieiton
amo pio pukpr] palo VAKoH TpoepyOUEVN] Omd TO TEUAYO M OToid TPOGKOAAATOL
EMAV® OTNV KOMTIKN OKUN KOODC TO amOPAlTTo <«péer» gumpdg amd avtiv. H
YELOOOKUN €XEL GYNUO. OCVUUETPNG CGOPNVOG TOL £YEL TPOKOLYEL AOY® 10YLPNG
KATOTOVNONG KOTO EMAAANAC AEMTO OTPOUOATO TPOCOLOUEVE GTNV KOYN TOV
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KOTTIKOV gpyoieiov kot petald TOLG HE HNYOVIGHOVS GLYKOAANONG Tieomg
(cvvdvaopdg 1oxLPOV OMITIKOV QopTi®V Kol cLVONK®V TPIPNG € VYNAELS
Oepuokpacieg). To vAIKO ™G yevdookung eivar £6ymg okANPO mg 6Tov doomachel
etavovtag oe évo kpiowo péyebog (wabvpn ovumeprpopd). Ta koupdrtio mov
TPOEPYOVTOL OO TN OLUGTACT) TPOGKOAADVTOL GTO AOPALTTO Od TNV TAELPA TOV
KOTTIKOU €pyoreiov 1 oV KatepyalOUEVT] EMPAVELN YEPOTEPEVOVTOS £TGL TNV
molvtta ¢ H mopovsio ¢ wevdookung petatomilel TNV KOMTIKY OKUN TOL
gpyoreion AOY® NG TPOGKOAANGNS TOV GE OVTO KAVOVTAG TO AYOTEPO OMOSOTIKO
doTatikd. Ao ™V GAAN TAeVPd oynuatilel Evay TPOGTATELTIKO «LovOHO» Yol TV
KOTTIKN oK emiPpadvvovtag tn eopd e Kot dpa av&avovtog v didpketa (ong
Tov gpyoAeiov. Avti M popen amoPArittov oynuotileton cvvnOC oe YOUNAES
TOOTNTEG KOTNG Kal 1 oo@LY Tov (UTOUdKpUVeT TG YEVOOKOTMNG) EMLTVYXAVETOL
pe otrypaio ovénon g todTNToS KOmG.

Deposited built-up metal

/ Deposited built-up metal

Built=up edge '
L |

i e

2o 2-11: Xvveyéc amdflitto ue wevdoorusy (built-up edge)Eivar oportd to kouudtio g
WEDOOOKUNG TO. omolo, uetd ) Opadon e eite mpookoAinOnkoyv oto omofiitto amo v
TAELPG TOD KOTTIKOD EPYoAElon &ite TPOoKOAANONKOY otV  KOTEPYOLOUEV ETLPAVELQ.
(deposited built-up metal) [1].

¥ f{actual) ! X

]

¥ {tool)

2ynua 2-12: H aldayn mov emipéper 1 wevdoakus] otny ywvio. opivag tov epyoieiov. Edwm
paivetor n apyikn yovio, (y — tool) kot n tehixiy — mpoayuatiky ywvie Adyw ™S EUPAVIONS
wevdoaxurc (y — actual) [1].

Aovveyés amofiitro

To acvveyég amdPiitto (ayyd. discontinuous chipamoteAeiton amd TufpHoTO
nov TponABav amd v Bpadon Tov amoPAritov eunpPOS amd TO KOTTIKO epyareio. XTnv
TEPLOYN QT TO DAMKO TOV TEUAYIOV TOPAUOPPAOVETOL 1oYLPA KOl TEAMKG OpaveTan
omv npotevovca (dvn moapoudpemong ((dvn ddtunong) o€ oxeddv OUOLOUOPPa.
Koppdrtio ta omoia €ite £Qovv TANPOS JYOPIOTEL UETOED TOVG €ite TOpAUEVOLY
eEMPPAOC evopéva. Ot Bactkég aitieg EUEAVIONG OVTNG TNG HOPENG AmOoPAITTOV 1
omoiot  cuvvavtdtol kKvpiog oty komn yobvpdv vVMKOV (yvutooionpog, yvtdg
opeiyahkog KAT) givan ot &ng:
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e TloAV younAég TaydINTEG KOMNG.
e H pkpn f/xar apvntikn yovia amofAittov oe cuvdvacud pe avénuévo Babog
KOTNG Kol ToYOTNTA TPO®ONG.
e H un ypnowomoinon KatdAAniov vypov KOmNG.
e [TBava eyxieiopota 610 KotepyalOUEVO VAIKO.
O1 Baotkég eMMTAOGELG TNG ELPAVIONS TOV AGLVEXOVG amofAiTTon givar ot €ENG:
e H emdeivowon g tpaydTTag TG KATEPYAUCSUEVNG EMPAVELNG (ETLPAVELOKES
AVOUOMES KOl KPOPMYUES) LE OVGUEV EMIOPOOT) GTNV AVTOYN OF KOTMGON
TOL VAIKOV TOV TEUOYIOV.
e  Anuovpyia e£ovayKaoUEVNG TOAGVTOGNS TOV GUGTHATOG EPYOAEIOUNYOVY —
TEUAYL0 —ePYOAElD AOY® TNG TTEPLOdIKNG Bpahong Tov amofAitTov.
e MikpO HUNKOG EMOPNG EPYOAEIOV — OMOPAITTOV UE QMOTEAEGUA TV AVATTLEY
HUIKPOTEPWV SVVALEWDV KOTNG KOl TIG TEPLOPIOUEVEG EMAOYEC OTIV YEWUETPIN
TOV KOTTIKOV EPYOAEIOV.
Avo omd 1oV PactKOTEPOLG UNYXAVICUOVS OVATTLENG TOL ACLVEXOVS OmOPAITTOV
(QOIVOVTOL GTO ETOUEVO, G LLOTO.

2o 2-13: To. otdoio avarrodng tov acvveyoig omofritrov aoupwvae ue to poviélo Merchant [2].

2yiua 2-14: To, Pacikd otddia avemTuéng aovveyods amofAITIon oOUPWVa UE TO HOVTIELO
Bannerjee & Palmer [2].
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Kepdiouo 37
O cynuarticuos tov burr

10 ke@AAao avTd Ba eEeThioovie OTIONTOTE GYETILETAL [LE TNV EUPAVIOT] TOVL
burr otic xatepyoaciec KOmMg pHe OKOMO VO KOTOVONGOLUE TOLG UNYOUVICUOVC
AVATTUENG TOV OTIS PACIKEG KOTEPYAGIES TTOL TAPOVCLAGAUE MG TOPO KABMG EMioNG
Kol v PBoapdvovco onupacioc mov avtd KATEYEL G6TO TESIO TNG TOPUY®YNS TNV

GLYYPOVI ETOYN.
3.1 ot peletdue to burr

Ot amottioeglg mov tifevtal and ToVg GYedUOTEG Yoo TNV amdS0oN Kot TNV
AetrtovpykdTTa TOV €EUPTNUATOV ov&dvovtol paydaic ot GOYXPOVN ETOYN.
INUOVTIKY TOPAPETPOS TNG CULVEICQOPAS TOV KATEPYUOIHV OTNV EMiTELEN TOV
ATOITHCE®V OTOV givol o1 cLVONKES oL dtapopemvovtot ota (Asttovpyikd) axpa
Tov efaptuatov — tepoayiov. Evd ot yeopetpieg mov vAomolovvior amnd Tovg
oxedwotég ota ocvotnuote CAD 1 ota teyvikd oyéowo eivon EexdBoapeg, 1M
CTPOYLOTIKN» YEOUETPiO TOV aKUdV ToL Tepayiov kabopiletar oe peydio Padbuod
amd TNV EUQEAVIoT Tov burr oy telkn Katepyooio. Xe TANODPA TEPMTOCEDV
amoLTEITOL GNUAVTIKY damdvn ¥povov Kot epapuoyn pebodwv deburringywo v
e€ao@aAion ™G TANPOVG AELTOVPYIKOTNTOG TOV TEMKOV eEaptnudtov [1]. Emmiéov,
TPEMEL VO AGPOVILE VTTOWYT LOG TO YEYOVOG OTL Ta. TEAgV T XpOvia £xel 00l peydan
éupaon ot PBeitioon g TOWOTNTOC TOV KATEPYACUEVOV TEUOYXIOV GE GLVIVACUO
pe v peiwon tov KOGTOLG OvVE TERAYO. To Yyeyovog avutd €xel GTPEYEL TO
eEVOLOQEPOV GE VEEG KOTELOVVGELS OTIC KOTEC Ol Omoieg Kvovuvtat o€ Tpelg dEovec:
véeg pébodotl — véa Komtikd epyadeia — véa vAkd. Olo Tl GLUUTLKVAOVOVTOL GE
gvav kawvovpylo 6po: tic Katepyasiec Yynine Anddoong (ayyi. High Performance
Cuttting — HPQ. @gueh®ong o€ avty tv cvveyn mpoorabeia Pektioong givar 1
KATavonon TOV UNYOVIGUOV «pvipicpotoc akuav» (ayyd. edge finishing kot
€101KOTEPO TOL UNYaVIopov avamtuéng burr [3].

Ot meplocdTEPEG KOTEPYUGiES KOMNG agpnvouv burr. T'evikd burr pmopodpue vo
opicovpe ekelvo TO TMANCTIKG TOPOUOPOOUEVO  KOUUATL TOL  TOPUUEVEL
TPOCKOAANEVO OTO TEUAYIO LETA TO TTEPAG TNG Katepyasioc. H guedavion tov burr
0T0 TEMKO Tepdylo eivar aution onuavtikng peiowong g mapoywykodmmros. Kabdog
npokaAel To €&nc  mpoPAnuata  [http://www.scribd.com/doc/8413199/Burr-formation-in
milling]:

e Avoyepaivel T cwoTh cuvapROAdYNoN HETAED TEpOYimV.

e  Mewhvel v okpifela TOV SOGTAGEMV KoL TNV TOLOTNTO TNG EMPAVELQG.

e Avidvel 10 KOGTOG Ko TOV YPpOVO NG Katepyaoiag kobm¢ amotteiton 1
amopdkpuven tov mov &ivor pio dwadikacio mov emPapvvel xopig va
nmpocBétel atia 6To TEMKO TEUAYL10.

e Meidvel TV OTOTEAECUATIKOTNTA TNG KOMNG Kot Tov Ypovo (ong Tov
KOTTIKAV gpyoreimv. Ewdwkd yio ta epyaieia, mpocpates peAéTes Exovv deiet
TG M gReavion burr givon mopdyoviog — KAEWSL Yo TRV @OOPA TOL KOTTIKOV
gpyareion Kot 001 YEL GTNV OVTIKOTAGTACT EPYOAEI®MV TO, OO0 VIO KOVOVIKEG
ouvOnkeg Oo NTov axopa TANPS Asttovpykd [1].

e Emodpd apvnrikd 610 a1sOnTIKd 0moTEAEGLO TOV TEHOYIOV.

e FEuvvoel v eppdvion avénuévov  TPPOAOYIKOV  QOUIVOUEVOV  OTO.
GLYKEKPLLEVA GTULETDL.
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Axéun dpmg Ko €av 1 gpedvion tov burr dev €yel apvnrikéc emmtdoelg o
0,TL APOPE TNV AEITOVPYIKOTNTO TOV TEUOYIOL KOl TIG TOPAUETPOVS TIG KATEPYUGIOG
amotelel Kot TAAL £va onUavTIKO TPOPANUA Yia Tovg €ENG Adyoug:

e B¢tel og KIVOLVO TNV AGPUAED EPYOTAOV KOl KOTAVOIAOTOV. AVTO O10TL TO
burr givor 1daitepa ayunpd Kol KOTO GUVETEWD WTOPEL VO 0ONYNOEL GE
UIKPOTPOVUATIGLOVG SUKTOAMY Kot OEPUOTOG.

e  Mmnopel va emdpaoel 6TV ELEAVIOT) BPOLKVKAMULOTOG.

e [IpockoArdtor ce didpopa onpeio Tov Tepoyiov kol Umopel GTav 10 TEMKO
poidv 1ebel oe Aettovpyia, va amokoAANOel Kot va SNUIOVPYHCEL TEPAUTEP®
mpoPAfuato. Xapaktnplotikd mopdoetypa piag tétolag nepintmong ival to
burr mtov dnpovpyeitor Katd v StéTpnon oTIc KEPUAEG TOV KVAIVOpmV piog
unyovng eowteptkng kovons. Exel to burr Bpioketon ota kavaiio tov
KUKA®OUOTOG Woéng kot pumopel Kotd N Asttovpyiocn g Unyovig vo
mopacvpbel amd TO YukTIKO LYPO Kor vo odnynbel omovdonmote G©TO
ECMTEPIKO TNG UNYOVIS Tpokamvtag BAGPN[1].

Elvaw mpopavég Aowmdv mmg 1 eppavion tov burr otig komég eivat KAtL 10
avemBoumro. MeAétn mov 0enyon evtog ¢ yEPUAVIKNG avToKivnToRtopmnyoviog
Kot Bropmyoviog KoTTIK®V epyareimv £0€1EE T KOGTY TOV GLVOEOVTOL LLE TNV HEIDON
Tov burr, v amopdKpVVET TOL Kot TOV YEVIKOTEPO «Kabaplopud» tov tepayiov. o
vo exkTiunOel T0 OKOVOUIKO avTiktumo NG guedviong burr (nmnke amd TIg
Bropmyoviec va dOGOVV T «UePIOLO» TOV TOPAUETPOV TG TOPAYOYIKNG O10OIKACTOG
nov oyetilovtar pe to burr. To emmAéov k6GTOG 0Qeiretan o€ £va 15% avénong g
damavne epyatikov duvoutkov (man powey kot KokKAwv Katepyaoiag (Cycle timey
Emumdéov avapépOnkoav éva 2% «quepidio» tov burr otnv telkn amdppiyn tepoyiov
kot éva 4% ot PAaPBec  unyoavov ot omoieg o@eidoviov o€ aWTO.
«KovoviKomoidvToc» tnv eMUEPOVSG GLVEIGPOPAE Tov burr oe kabe mapdapetpo g
TOPOYOYIKNG OL0OIKAGIG LE TOV KOTA TEPIMTT®ON cuVTEAESTN PapvTnTag, amoddonKe
TeEMKA oto burr éva «uepidio» 9% 610 GUVOAIKS KOGTOG Tapay®yns. Mia oynuotikn
AVOTOPACTACY] TOV avTiktumov Tov burr, tov amoPAittov kKot TV emmAfov
KOTEPYAOIDV TOV GUVETAYOVTIOL OLTAOV GTO GUVOAMKO KOOTOG divetal 6to akdA0VHo
omua ornd tov Aurich [1]. To ocvvolkd kdotog vmoAoyiletar o€ TEVTAKOGLO
EKATORPOPLO VPO OvVAL £TOG LOVO Yo TV [eppavia.

Manpower Extended cycle times
2 15% max. 20% B 15% max. 20%
Reject Remachining Machine breakdown

Q2% max. 5% @ 4% max. 10%

2yuo 3-1: H xaravour) e kotackevaotikic diadikaciac (manufacturing effort)yiéyw e
supaviong tov burr. Avagépetar n emidpoon otovg avOpaomivovg mwépovg (Manpower —adénon
kdotovg kotd 0. 15% ue uéyioro 20%), arovg kbrlove katepyacioc (cycle times -adénon
kdotovg kota u.6. 15%ue uéyioro 20%),0tnv ardppryn teuoyiov (reject remachining edénon
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K60TOVG KOTd [1.0. 2% ue péyroto 5%) kor oric flafec unyoveov (machine breakdown adénon
kdoTovg Katd 1.6, 4% ue uéyioro 10%) [1].

Ivetar avtiinmtd Tog givatl TpoTindTeEPO va Kotevbuvovue T mpoondOeteg
nog oty €& apyng e&dieyn tov burr tpomomoldvTag KATAAANAL TIC GLUVONKEG
Katepyaoiag mapd vo  emALEOVUE TNV €K TOV VOTEP®V  OVIIUETOMION TOV
apoPAuatog. I'a va yivel oumg owtd Tpénet va dovue Tt akplPag sivatl to burr, va
efetdoovpe TIG OAQopeg KaTnyopieg TOV, VO UEAETHCOVUE TOLG UNYOVICUOVG
avamTuEng katd TG PocikEG KATEPYAOiEG KOTNG Ko TEAMKE v, dovpe v e€dptnon
TOV OO TIG TOPOUUETPOVS TV KUTEPYOUGUDV.

3.2 IIeprypapn tov burr

¢ pépec pog vmhpyovv dudeopa eBvikd kol diebvny mpodTLTOL YL TNV
meprypaen tov «burr» kabmg emiong kot yio v aEoAdYNoN TG TOWOTNTOS TOV
AKU®V — AKpOV TV dtoedpav eaptnudtav. Kavovtag pio moAd chvtoun 1otopikn|
avadpouUT LTOPOVUE VO TOVUE TOG Y1 YIAMASES YPpOVIOL 0 Opog «bUrr»dev avapépetan
novBevd g 0,TL ExEl va KAveL pe TIS Katepyooies. O TpmdTog mov avapépel TV AEEN
vt ota ypamtd tov keipeva eivar o ‘Epacpog AapBivog, manmodg tov Kdporov
AopBivov, pvotodipng Kot momg, nepinov ota 1784.%X10 £ykvpo Ayyiikd Aelucd
g O&popdne (Oxford English Dictionaryto «burr»meprypdoetal cav pio okAnpn
npoefoyn N oKUN Tov £xEL amopeivel og £var LETAALO 1] KOl GALO DAKO HETA TNV KOTN
avtov [1]. Adkipog eAAnvikog 6pog yioo to «burr» de vapyel akoun, pe eEaipeon
towg tov 6po ‘ypéll mov cuyvd ypnoylomoteital, YU avtd Kot and €00 Kol 6To €ENG
0o avaeépovpe amld burr 6tmg GAA®OTE KAVAUE £MG TOPO.

Y11g meplocotepeg meputdoelg oav  burr ovopdlovtar  avemBdunteg
TPOeE0YEG LAMKOV 01 0ToieC oynUaTilovTol ooV OmOTEAEGHO TG TAUCTIKNG «POTC»
TOL VAIKOV KaTé TNV Kotepyooio kom)g Tov. Mn embountd burr avarticcoviol 6Tig
TMEPICCOTEPEC KATEPYAOIEG KOTNG, cLuvNbmg €xovv Tprymvikd oynue (o¢ mpog
dlatoun) Kot TPEMEL WAVTOL VO QPOLPOVVTOL YOPWV TNG AELTOVPYIKOTNTOS TOV
eEapmudtov [http://www.scribd.com/doc/17313361/Seminar-ReparBarr-Formatior].

3.3 Opiouog tov burr

270 TEYVIKA OYES0L TOV TELOYIMV 1) GTO YEOUETPIKE TOLG LOVTEAQ, O1 LOAVIKES
YEOUETPIKES HOPPEG amekoviloviat xwpig Kapio TapEKKAIon Kol YeVIKE ympic vo
Aoppdvovtar vwoyn ot cvvinkeg oTig akuég omewkovilovtag yewpetpieg Kot
OoTACELS 10AVIKEG. AVTO OUMG AmEYEL OO TNV TPAYUATIKOTNTO TOCO AOY® T®V
ouvOnkdv Kataokevng (axpifeln punyovov) 0660 kot AOY® KOGTOLG (avoyég
dotdoewv). I avtd TOALEC POpég Yo dtodpovg Adyoue (.. AEITOLPYIKOTNTO
Tepayiov 1 ao@iAeln) amatteital 0 Kabopiopog Tmv akpmy eAedbbepov arnd burr, tov
ofeiov axpmv N tov akuov pe burr. To apétvmo 1ISO 13715 §eg Zynua 3-2) opilet
TOG oV okuf &vog tepoyiov €yelt dnuovpynbel burr edv vrdpyer mpoe&oyn
CUEYAAVTEPT TOL UNOEVOS» (TPOPAVADS MG TPOG TNV WOVIKT ETLPAVELX).
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2o 3-2: To mpotomo 1SO 1371510 tov kabopioud tov burr [1].

O Shafer (1975pivel pio omd TIG 7O TPOCPAUTEG TEXVIKEG TEPLYPOPES VIO TO
burr. ITeprypdpel To burr cav éva koppdtt Tov Tepayiov To omoio oynuatileton KoTd
™V Topaymykn dtdikacio o pio akpn 1 o€ pio empdvela kot 1o onoio Keiton Em
a6 v emBount yempetpio (mpoe&yet avtng). Bacilopevog o€ avtdv 10 opioud, o
Ko (1991) opiler to burr «wav pia avemBount mpoeEoyn tov vVAKOD 1 omoio
oYNUOTIOTNKE AOY® TNG TAACTIKNG PONG ALTOV KOTA TNV KO ».

"Evag dAlog katavontog optopodg divetar amd tov Beier (1999)To burr eivan
éva copo Tov oynuatifetor oty emedvela evog Tepoyiov Kotd TV KoTepyasio Tov,
T0 omoio TPoeE€yel amd TNV emBuuNT KOl TPAYLOTIKY EMQAVELL TOV, KOl €YEL
EMIY1GTO OYKO GE OYEOT LE TO TEUAYLO0 Kot TOAAEG POPEG EIVaL AVOTOPEVKTO.

O opwoudg tov Gilespie (1996)repiopiletal 610 MESI0 TOV KOTEPYOOLDOV
komng. To burr mov oynuatiletor amd ovtég TIC Katepyacieg meptropuPdvel «OAo
€KEIVO TO VAIKO oL TTpoeléyel and TV BempnTikn S106TAdPOCT dVO EMPAVEIDV Ol
omoieg mepPdriovy to burr». To onueio avapopds oe avty Vv wepinTmon gival 1
TOUN TOV EMPAVEIDV Kot Oyt N embounty) empdaven. 'Etot, o opiopdc tov Gilespie
nepthapPdvel ko to burr Tov avoartdceEToL Kot E6MTEPIKG TNG OemPNTIKNG TOUNG
(6ec Zynpa 3-3).

theoretical
burr burrh workpiece edge

2ynuo 3-3: O oproude tov burr kazd tov Gilespie [1].

3.4 H yewpuetpio tov burr

O Schafer [1975})pnocwonotel pia Toyaio dtotoun burrywo vo Teprypayet Tig
Baouég mapapétpous Tov. loyvpiletar g kabe burr pmopel va meprypapel TARPOC
amd TO SLOUNKEG TPOPIA TOL Kot amd TO TPOPIA NG dtatoung tov kot opiletl ta
ako6Aov0a Pacikd peyédn (deg ko Xynua 3-4):

e To mhyog ™ «pilac» tov burr b, To onoio givar 10 Thyog T™C «PBAonc» Tov
burr 6nwg avtd petpdton oty datoun Tov.
e To Vyog tov burr hy, To omoio opileton cov N andotacn ovipeoa otV

WOOVIKY 0K TOL TELOYIOV KOl TO VYNAOTEPO onpeio Tov burr omwg eaivetot

TNV O10TOUT TOV.

e H axtiva g «pilag» tov burrrg, 1 omoio opiletan «eyypapovtag» £vo, KOKAO
oTNV TEPLOYN TG «pilac».
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e To mdyog tov burr by, to omnoio meprypdoer 0 mhyog mapdiinia pe TV
nepLoyN ™G «piloc» og amdotaon i OT®G LeTpATaL TNV dtatopn Tov burr.

.+ Burr root thickness
: Burr root radius

: Burr thickness

: Burr height

: Effective exit
surface angle

k)

burr profile in
longitudinal direction

burr profile in
cross direction

2o 3-4: H yeawuetpio tov burr. @aivovrar to. yoparxtnpiotika pueyéln oty diarous) tov () kabag
Kot o dropixes mpowil tov (b) [1].

To dounkeg Tpo@il tov burr de pog divelt moAAEG TANPOPOPIES KL VIOl TOV
AOY0 aWTO GTAVIO ¥PNGIUOTOLEITOL Y1 va Teptypdyet To burr. To uiqkog tov burr pog
evolapépetl S10TL pag delyvel moco e&€yetl amd v ety emeaveld. o pio cvvroun
Kol eVOEIKTIKY eKTiuMon tov burr ypnoomoteital o yopoktnpiotikd péyebog g (0eg
Yynua 3-4). To péyebog awtd amoteleitol and o TEGGEPN YEMUETPIKO UeYEON mov
TEPLYPAYOLE TAPOTAV®. Ot S10(pOPETIKOL GLVTEAECTEG PapVTnTag Tov Kabevdg Exovv
TPOKVYEL OO TOV AVTIKTUTO TOL KAOE PEYEDOVG GTNV d1a01KOGI0 OTOUAKPVVONG TOV
burr.

To mpdtumo 1ISO 13715 §eg ko Zynqua 3-2) ypnoponolel povo éva péyedog
vy va 0gi&el v amodkAon amd v Wwaviky emedvela. To péyebog avtd ovopaleton
«uétpnomn akunc» a (edge measure)aMetpdtol oo TV Gkpn Tov burrkabeto mpog
™V emedvela omd v omoia owtd mpoeteyet (deg kot Zynuo 3-5).

- ] burr

burr burr

2yiuo 3-5: H yewuetpia tov burr érwe meprypdpetar oto npétoro 1SO 13715 [1].
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3.5 Iporvmo. yio v kataraln twv Asitovpyikwv axuomv éoptnuatov (Component
edges)

[Mopdra Oca eidape mopamdve, dev LEAPYOLV akOpHo SeBvdg amodekTol
optopoi yuo to «burr». TToAAég etaipiec kol Tufpata wodtrag Bewpodv Tmg pio
akun dev mapovctalel «burr»edv dev vdpyel o€ avt TAEoVAL®V VAIKO. T'a dAhovg
apkel aVTd TO0 LAIKO var unv givol opatd PE TO YOUVO UATL. X& GAAEG TEPIMTMOCELS
apkel va pnv  gpeavifetor kavévo AETovpykd TPOPANUO GE  OTMOLTOVUEVEG
OUVOPHOAOYNGEIS OKOUN Kol oV TOAAEG QOopég Oev elval yvootéc ot akpiPeig
TPOJAYPOPES TNG cuvapporoynong. [ToAdég popéc katd v EDM 10 vAkod mov €yet
emavactepeomoindel pmopel va AneOei vroyn g «burr») ko Tpoe&oyés tomov flash
va BewpnBovv «burr» [1].

Yrdapyovv moikida yevikd Standardsyio tnv ektiunorn g mowdTTOS TOV
AETOVPYIKOV aKUOV TV €EapTUATOV Kot Yoo TV Kotdtoén tov «burrs» mwov
epeavifovtol Katd T Katepyaoieg amoBoAng vAkov. Xt cuvéyeln Ba avapepBovv
NN vrdpyovoeg diebveig mpotdoelg Yo TNV KATATAEN TOV AKPOV TV EEAPTNUATOV
7ov Ppiokovtal 6€ Guesn cuvaptnon e to «burr».

To mpdTtO TPOHTLVIO OV GYeTileTan pe To «burr» kot Tig axpég elcayel entd
Brpata TodTNTOS TOV GLVOSEVOVTOL OO PNTH YPOTTH TEPLYPUPN TNG O1IKACTOG
mov cvvendyetor 10 Kobéva. To mepieydpevo tov kdBe Prpatog meprlapPavet
EVEPYELEG TTOV TPETEL VAL YIVOLV OVAAOYOL LLE TOV KATO TTEPITTMGT GTOYO OC TPOS TNV
embounm mowdtnta tov e€aptnuartog (m.y. «Agv omorteiton amopdkpovven burr»,
«Amopdkpove 6A0 Ta opatd burr», dmopdkpove dha to burr mov givor opotd oe
ueyébuvon _emi » kAm). Ta Prpoto ovtd Tpocapudloviol 6TIS avayKEG TIG ETALPELNG
K&Oe Popd £T61 DGTE VO, VAOTOLOVV TOVG GTOYOVS TNG EKAGTOTE YPOLUUNG TOPOYMDYTG.
To mpoétvmo owtd mapéyst éva TAOIGIO OpACNG Yt TNV OVIWETONION TOV
enpavitopevov «burrs» Baciletal oto oyédio STD14.1997%nc Aebvoic Emtpomnig
Teyvoroyiag Burr (Worldwide Burr Technology Committee’s Standard WBIC
STD14.199Y [Gilespie 1997].Eivar ovuPatd pe tig amortmoeig tov  ISO 9000
OYETIKG [LE TOV 00PN KaOOPIGUO TOV amatthoewV [8].

O Schafer (1975xpoteivel pio katdtoén tov eupoviiopevov «burr» gvvéa
Babuidwv. To opro g kabe Poabuidag kabopiletol TOGOTIKA YPNOLLOTOLOVTOG
YEDQUETPIKES TOPAUETPOVS TOV «DUIr» e 6TOYXO TNV EMITELEN OUOYEVAOV SLOGTNUATOV
omv KAipoxko Kot pkpd aptBpd Pobuidov. Avtd efac@aAilelr TV TPOKTIKY
gpappoyn g Padpovopnong.

il Il:i_mi.l excluded .o, ‘:‘:.!
— Limit included 25 £
3
o3 § :
008 £ o
-
i 001 £
123456789 005 3
EQ-Klasse

2ynuo 3-6: O fabuides morotyrag axucv (edge quality — EQjard tov Schafer [1].
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Mia wpoTOoT Yoo TNV EKTIUNGN TNG TOLOTNTOS TV OKUOV OO TNV ONTIKN
yovia evog punyavikov mowdtntag [Ohmori K. 1998]yivetor oto «The movements of
ISO 13715 as the only one international standard é&wge quality (EQ)»,
Proceedings of the 5th International Conference Dmburring and Surface
Finishing, 146-157 H mpotaon ovt) Pacileton oe peAétn mepimtdoswv (case
studie$. Xpnoyomolidviog KOSKOTOMUEVOVG TVOKES Kol odnyieg, opilovior ot
KOTG TEPITTMOT 0mOdEKTEC S106TAGEIS TOV «burr».

‘Eva emumAéov mpotumo oyetikd pe 1o «burr»mpoteivel kar o Kato (2007)oto
«The Standardized Classification for Edge Quality tbe Precise Machining
Products», Advanced Materials Research 24—-25:83H3Piypdoet 11g 510¢popeg
TOLOTNTEG TOV OKU®OV avdAoya pe tnv onuacio g Aertovpykotntds tovs. Elodyet
nivakeg OTOL mEPLYpAPeL To. PHaTo TOWOTNTAG TOV OKU®OV, doympilovtds Tig o€
KPloeg Kot un KPIoES OC TPOg TN AElTovpyiol TOVG. XTN GLVEXELD, Ol KPIGIUES
aKpeg empepilovror g mEVTE LIOKATNYOPIES Ko avTioTolya Ol Un Kpioleg o€ TPEiS.
Ot amodeKTEG OLOOTAGELS TOV AKUAOV dTVOVTaL TOCOTIKE Kot 0pilETOL EDPOS AVOYDV.

‘Eva dAo cvotua ypnowonolel ovuPoia Yo TiG O14QOopeg OKUEG TV
e€aptnUaTOV T 0TTOT0L TEPIEYOVV OAEC TIC OTAPOLTNTES TTANPOPOPIES TOV AToUTOVVTAL
Yo TV KOTEPYAGIOG Kot TNV KTiUnom ¢ mototntoc. KaAvmtel ty migioynmoeio tov
EPAPLOYDV NG OWTOKIVNTIOTIKNG Propnyoviog kot tov tpoundevtov g [Berger K
(2004) «Proposal for a Standard for the Descriptioh Edges in Automotive
Engineering», Proceedings of the 7th Internatio@ainference on Deburring and
Surface Finishing, 67-19

Téhog, a&ilel va avapépovpe mmg pia Bropnyavikn épevva mov oeénydn ota
mAaicto Tov, enucpévov otn Feppavia, oyediov «SpanSauberspeiée nmg eEartiog
™G EANEIYNG KOOOMK®DG omodekTod TPOTOL €KTIUNGONG Kol Kotataéng tov «burr»,
nepinov 10 45% v pmTOEVIOV PLopn)avidy omdvTNoay TMG YPNCILOTO0UV O1K)
toug pébodo (in-house classification1].

3.6 O oynuatiouog tov «burr»

H pelwon tov KO0TOUC KOl 1 OVIHETOMION TOV TPOPANUATOV TOV
GUVETAYOVTOL OTO TNV EUPAVIOT) TOV «DUrr»Kotd TV Katepyacio amottel yvdon Tov
TPOTOV GYNUOTICUOD TOV. ATtouteiton TANPNG KATAVONOT TOGO TMV KOTNYOPUDY TOL
«burr» 660 kot TOV pPNYVIGHOV avATTVENG TOV KAODS Kol TOV TAPAYOVI®V 0o
ToVvg omoiovg awtd emnpedletal. To Bépa eivon apkeTd ToAdTAOKO, TOGO OV KAOE
€100g «burr» pmopel va €yel Kol EMUEPOVS VTOKOTNYOPIES, VD M oAAayn upiog
HETAPANTAG HE GTOYO TNV EAAYLOTOTOINGT] TOL UTOPEL Vo 00Ny oEL 6€ gueavion N /
kot ovénon tov «burr»ce dAha onueio.

YNuepa. LVITAPYOLV TOIKIAEG mePypopéc Tov «burr» avdioyo pe v
EQOPUOYY, TO €100G NG KATEPYAOING, TO LVMKO KAm. Xtnv evotnta ovty 6Oa
TOPOVGLOGTOOY Ol Pooikés Katnyopieg tov «burr» kabog kot ot pnyovicpoi
avamTuENG ToV cLoYETILOVTAG TO TAPAAANAQL LE TIS PACIKEG KATEPYOGIEG KOTNG TOV
TOPOVGLICTNKAY GTO TPMOTO KEPAAN0. Na onueiwbdel mwg yio ToAAOVG amd TOLG
OpoVG OV B0 GLVAVINGOLIE GTNV CLUVEYELD OEV VTTAPYEL OOKIUN EAANVIKY| LETAPPOOT
Kot Yy T0 AdYo avtd og kdmoleg mepumtmdoelg Oa dtatnpnOel o ayyAkdg 6pog, OTmg
GAmote £ytve Kot pe to «burr.

3.6.1Ta €ion tov «burr»

Ta «burrs»kot 6Aeg o1 oyetikég mpoeloyés vAKoy oynuotilovror pe tig €6
dwadikaciec mov avapépoviar 6tov emdpevo mivaka (wivaxag 3.1). Atd avtéc, ot
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téooeply mPMOTEG oyeTiovion pe TV amofoAr] VAKOD Kol TNV TAACTIKN
Topapdpe®on Kot Ba pog anacyoAjcovy 6t cuvexela. Ot dAleg dvo gppavifovtal
otov To LAMKA Pplokovtor o€ vypn N« - OTEPEN» KOTAOTOOM, OTOTEAOVV
poe&oyég TOTOL «burr»kat omAd avaeépoval.

Eidog diepyaaiag | parvouevo Tomog mpoeloyns | «burr»
IDevpixn «por» 1)/111601_) - lateral flow of «Poisson burr»
material

Avyiouog viikov (.y. «poldpiouo»
arofiittov) — bending of material (such «poiapiaro burrs (rollover burr)
as chip rollover)
«Aaxpoouo» 1 «2kioiuo» tov arofAitton
amo to teudyio — tearing of chip from «Tear chip»
workpiece
Hurelnc amoxormy — incomplete cutoff  «lIpoeoyn cutoff» (cutoff projection)
EravorobOeon viikod — redeposition of
material
Por vhikod oe oyiouéc — material flow
into cracks

«Ztayova emovayirevonc» (Recast bead)

«flash»

ITivaxag 3.1: Ta €10y tov «burr»

3.6.1.1 «Poisson burr»

To «Poisson burrsugavifetotl 6tav 1 oKpUn TOL KOTTIKOL £pyareion Kiveitol
®¢ TPOG pio aKpn Tov TEUA)ioV gpyouevn o€ emaen pe ovtn (deg Zynua 3-7). Eivan
TO OMOTEAEGHO TNG TAELPIKNG PONG VAIKOL 1oL AapPdvel ydpa OtV €va oTEPED
ovuméleton. H éxtaomn g mapopdpemong eivar cuvaptnomn Tov LAIKOV, TOv
HeY€B0VG Kol TOL GYNUOTOG TV EVPICKOUEVOV GE o] pepdv. ['evikd mpoxeiTat
yuoo «bure» pkpov pey€0ouvg avaioyov g aKTivag TG KOTTIKNG akung (pado) kot
™G epappolopevng mieong.

‘Wark 1

If":_——h_
| T
l/_h_ ! :—’/_}."1— Chip
-H_\_‘-'IIL\-\_\_\_H_\_\_IJ_\_'_‘_'__.J
/,u" - '

[
o+

-

Poissan burr

- Tool

2o 3-7: O oynuatioude tov «poisson burrs [8].

Yty w0 Katnyopio euminTel Kot To amokaAovpevo «burr»eicoddov (entrance
burr) o omolo gpaviletor 6Tav 1 KOTTIKN 0K EPYETAL GE ETOPT| LLE TO TELAYLO Y10
npd™ @opd (oyaua 3-8). Tomkd T0 VAIKO «loppéel» TPog TNV avtibeT
katevBuvon and avtn ¢ Kiviong Tov gpyaieiov. Motalel moAy e TV £YKOT| TOV
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dnuovpyeitan katd v okinpopétpnon Brinell. To av 6a oynuatiotei e€aptdton
amod TG WOTNTES TOL VAKOV KOt THOVAS Kot Ao TO GO TG KOTTIKNG KNG,

Tooth feed direction

» \ Polential

\II|| chip

Entrance burr

2ynua 3-8: O aynuotiouscs tov «burr» eieédov (entrance burr) [8].

H evdotpdyvvon mailetl emiong moAd onuaviikd poOA0 GTNV EUPEAVIOT] TOV OVO
avtdv «burrs». To «burr» gei.66d0v oynuartiletor yevikd 6tav 10 LAKO €xel pKpo
exBétn evootpdyvvong, ukpotepo tov 0.3. YAka pe ekB€tn peyalvtepo teitvouv va
oynuatiCovv éva eEdykmpa aAld oyt Eekabapo, 0&H «burr» [8].

3.6.1.2 ®olapioro burr» (rollover burr)

Otav 1 KonTiky akun «eE€pyetor» amd to TePdylo 101e GLVNOWE TPOKLITEL
T0 poAaplotd «burr». Avtd ocvuPaivel O6tav 1 Kapyn Ttov amofAiittov &ivol
EVKOAOTEPT amd TNV OMOKOTN TOV. XVyvd amokaAeitan kot «burr» e£66ov Kabmg
ocvvnbowg epeavifetar 6to TEA0C TG KOs (oynua 3-9).

Rollover
burr

2ynuo 3-9: ynuatiki avoropdaotacn tov «polopiarod burr» [8].

Mikpd BaOog Komng Ko PLEYGAAES Y®VIEG SIATUNONG EANYIOTOTOLOVY TO TAYOG
tov «rollover burr».Eniong peydiec yovieg amofAiTIov Ko PIKPEG SUVAUELS KOTAG
EAAYLGTOTOLOVV TO YOG TOL amoPAITTOV Ko Katd cuvémela ko tov «rollover burr».

To pnkog tov poraptotod «burr»e&aptdtar and T cVVONKEG KOTTNG Kot 0o
TV TAACTIKOTNTO TOL VLAIKOU TOL Tepoyiov. Me efaipeon KAMOlEC TEPMTMOELS
epelapiopatog, To UAKOG TOL poraplotod «burr» dev pmopei vo givar peyolutepo
and to ovvolMkO PdBoc womng. Edv katd tv kdpyn tov oamoPAittov 1
TOPALOPP®ON EEMEPACEL TNV TIUT OV amotteiTon yio v Opadon, tote to «burr»fa
amopoakpuviel oe peydio Babud apnvovrog Evo Pikpd HOVO TUNLO.
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R, -~
Chip T
- -~
i
"
7 ,-':__’-_f"'f \\ b = length of ool engoged in cut
" "‘\ F, = eulling ferce
—t L . i = wndercut chip thickness
- B F. Wa= waork in bending
\-\x = v = rake angle
n n = burr thickness
o= clngle I|'|rnl.|5|'| which burr is ben
i
x\
b g

\>/ Culfing

2ynuo 3-10: O pgyoviouds oynuotiounod tov poloapiotod «bUurr» oro télog Tov wiKkovg Komig.
nuerwvovrar to. fooixd, ueyétn (b) —unxog komng, (Fo) — dvvoun kormig, (t) —Babog komig,
(y) —yowvia amoflitrov, (1) — mdyoc tov «burr», @) —ywvia kéuync oo «burr» [8].

3.6.1.3 «dxpv» n «Xkiowo» (tear burr)

To «burr»vmd popen dakpvov oynuotiletar 6tav 10 amdPAITTO «EeKOANGEL»
N «okdfetor» and 1o Kotepyalouevo tepdyto (deg oynua 3-11).Zvvavtdtot yevika o€
OAEG TIC KaTEPYAOTiEG KOTNG, 0AAL elval evKOAGTEPO VO oyNUaTIoTEL 6TO PPeCapIoUQ
(side-milling. To kdBe d6vtL TOL KOTTIKOV gpyareiov (ppélac) wbel o amdPfiitTo
eunpdc kot mwoveo. Koabodg yivetor ovtd to mhevpikd Aakpo Tov  omoPAittov
«EeKOAAOVV» aTd TO TEUAYLO KOl QLTO TOL OMOUEVEL GE EKEIVO TO ompeio eivan to
«tear burr».
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2o 3-11: O aynuotioude tov «tear burr» [8].
3.6.1.41Ipoeloyéc «cutoff» (cutoff projections)

O mpoeloyés «cutoff» mpokdmTovv Otav 10 TEUAYIO OmMOKOTTETOL OO i
«ualo» apykov vAkov. Kabdg to tehMid TEUdyIo LOopPOTOLEiTAL GTASIHKA KOl TPV
T0 emmAéov VAIKO oamokomel TeAeimg. Mmopel vo TPOKVYEL GE  OMOONTOTE
Katepyaoia, Kupimg OU®S oTNV TOPVELO.

Cutoff projection )
/
Bar stock — / Woarkpiece
] / arkp
/ / /
4 { ¥

() I — -

f F——

\ |

- Cuteff tosl

2ynuo 3-12: H supavion twv «cutoff projections»@aivoviar n apyixii urdpao tov vlixod
(bar stock)ro tedixd teudyio (workpiece)xar to kortiké epyaleio (cutoff tool) [8].

3.6.2H supavion twv dropopwv «bUrrS»oe oyéon ue 11 Paoikés katepyaoies

Ymoloyiletar mwg oT1g HEPEG MOG LIAPYOLV TEPlocoTEPE; amd 5.000
KOTOOKEVAOTIKEG dladikaoieg kot maparloayés avtav [8]. Eivar mpoeavéc mmg n
avdAvon Tov oynuaticpod «burr» yio 6Aeg avtéc eival advvarn kot Eepedyel and
TOVG OTOYOVS TNG mapovoos epyaciog. To peyoAvTEPO UEPOG TNG OYETIKNG
BipAoypapiog ETIKEVTIPOVETOL GTNV TOPVELCT], 6TO PPeCApioua, o1 SLUTPNON KOl G
KOTEPYOOIEG TPEoOHOV. X1 cuvéyewn, Oo ovoyeticovpe to «burr» pe 11g Pacikég
KaTEPYOOieg amoPoANC VMKOV TIC OTOIES TOPOVCLACAUE GTO TPMOTO KEPAAOLO £TGL
®OTE VO EYOVLE pio KOAN emonteio oyeTikd pe To Oepeldon Tov «burr».

Amd v TAevpd TG TEYVOAOYING KOTNG, TO. «DUITS»TOV TPOKVTTOVV Ao TIG
KOTEPYAOIEG TEPLYPAPOVTOL KAADTEPO CLGYETILOVTAG TAL LLE TNV KOMTIKY OKUN 1) Omoia
ouvvdéeTal omevOeiog e TOV GYNUATIGHO ToL «burr»kat eriong pe v popen Kot v
devbuvon avantvuéng tov «burr». Bacel avtrg g meptypoenc, o Nakayama (1987)
meprypapel to. «burrs» mwov eueoavifovtar oTic SIAPOPEC KOTEPYASING UE TOV
oLVOVAGHO dVO GLGTNUATOV Katnyoplomoinong, (1) PAcel TG KOTTIKNG OKUNG Kot
(2) Baoet Tov gidovg kot ¢ dievbuvong tov burr Peg mivaka 3.2 & oynquo 3-13).
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(1) Kotdraén fdoet KOrTIKNG OKUNG
Kvpia kot axpn M
AguTEPELOVGO KOTTTIKT OKUT C
(2) Eidog & d1evbuvvon «burr»
Pon «pog to micw» (backward flaw) B (backward or entrang
burr)
Pon «pog 1o mAd» (sideward flow) S (sideward burr)
Ponj «pog ta epnpog» (forward flow) F (forward or exit burr)
Pon «atd v tpdéwon» (leaning to feed direction) L (leaned burr)

ivaxag 3.2: Ta ovotijuazo katnyopromoinong tov «burrs kara rov Nakayama (1987) [1], [11]

NN IO NN
M(C)-L

Face milling, planing, shaping Drilling

P
C c-s
% o
F

Slotting

2o 3-13: O1 tomor tov «burr» onig Pacikéc katepyaoiec cbupwva ue v koraroln tov
Nakayama (1987) [1].

3.6.2.1 «Burrs»xozd v topvevon

Yuvnbwg, ta «burrs»mov eugaviCoviar KaTd TV TOPVELCT GVAKOLV GTNV
Katnyopia. Tov «poisson burr» oyfuo 3-7). Lty mepintoon katd TV omoio To
KomTikd epyodreio o mepdoet and €va avAdKL 1 Yo TOV omolodnmote Adyo (m.y.
YEOUETPIKA YOPOKTNPIOTIKA TeEpoyiov) Oa mpoypoatomoleitar pio SoKOTTOUEVT
TOPVELGT, TOTE EYovpe Kot TNV epeavion «rollover burr» Avtd cuvnbmg epeaviletan
oTlg GKpeg TOL TEPOYiOL OTOV TO KOMTIKO €PYOAEl0 TEAEIDOVOVTOG TNV KOMN
amoywpileton omd avtd (oyfua 3-14). Téhog, £xovue Ko TV eupdvion «tear burr»
(oynua 3-15)katd v diavoién aviaxkidv (grooving).
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End-af-cut furning burr

2ynuo. 3-14: O oynuotiouds tov «rollover burr» xatd v tépvevon otic meproyéc
VEDUETPIKNG QOVVEYELOS TOD TeEUayTov [8].

T

_____,__‘_F/_“w""

2o 3-15: Zynuatioudc «tear burr»katd v tépvevon [8].

3.6.2.2 «Burrs>xara 1o ppelapioua
Metwmxo ppelopiouo

Y10 petomkd epelapiopa (face and side millinggvantocoovior «burrs»ce
OKT® OKWES emt Tov tepayiov (deg oynua 3-16). «Tear burrmpoxvntel otig okpég 1,
2, 3 xau 4. «Burr» geilo6dov (entrance burr)avantoccetoar oty axkun 8. ‘Evag
ouvovoouog «poisson burrxor «tear burr»mpoxvmtel otig akuég 6 kol 7, eV
«rollover burr»epgeaviletar otig akpég 6TIG 0mOoieg TO KOTTIKO pyoleio amoympiletat
TO TEUAYO UE TO TEAOC TNG KOMNG. XTNV TEPIMTMOON TOV TO KOMTIKO €pYaAeio €xel
KOTTTIKEG OKWES VIO LOPPN EMKOG SLOpOPOTOLOVVTOL T YOPAKTNPLOTIKA TV «burrs»
(méxog, Vyog, padi Kor OKANPOTNTO) o€ OAEG TIC TAPOmTAved okués. Ta
YOPOKTNPLOTIKAE 0V TE 10 POPOTOIOVVTOL EMIONG KATH KOG TOV 8 KMV,
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Entrance end -

Edga

Exil end of
through slat

Zyiua 3-16: O1 oxtdd akuég T00 TEUaYIoD 0TIC 0TTolES srpavilovial Ta didpopa. «bUrrsS»kazd
T0 HETWTIKO KO TEPIPEPELOKO ppelipioua [8].

i Workpi Milling —

\ R - i:IIJﬂIr:r .-"r
Z ~ /

Z /

e
. =y
d \
* L
byt

2ynue 3-17: H supdvion tov «rollover burr» oto ppelapioua. To dyog tov oynuati{opevo
«burr» eivai ioo 1 pikpdtepo tov fdbovg komic [8].

Ta «burrs»mov avantdceoviol 6TIC OKTO aKUES, TEPO amd TV okunq v. 5 (Eynqua 3-
16)) mov eivon 1 axun €£660v Kot to «burr» givar Tavia ‘porapiotd’, epeoaviCovv
ONUOVTIKY TOIKIAOpOpQia avdioya pe Tig cuvOnkeg Tig komng oty omoia ailel va
avaeepovpe. Ot popeég Tmv «burr» mov dvvatar vo ELPAVIGTOVV GTIG OLAPOPES
axpég etvan ot €€ng [19, 20]:

e ‘Mayapwtd’ «burr» knife type bury.

e ‘Kotoapd' «burr» (curl type bur).

e Kouatiotd «burr» (vave type buir

o ‘[Iplovetd’ «burr» edge breakout bujr
210 ETOUEVO GYNUOTA QUIVETOL 1] YOPOKTNPIOTIKN HOPPT TOV KaBeVHS TOGO o€ G010
0G0 K0l GE POTOYPOPIEG A0 TPOLYUOTIKES KOTES.

48



machined
surface

burr height, &

Zynua 3-18: ‘Moyoupwté’ «burr» (knife type burr) [19, 20].

mavhined
surface

= burr height

2ynua 3-19: ‘Karoapd' «burr» (curl type burr) [19, 20].
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machined
surface

burr height

2ynua 3-20: Kopatioré «burr» (wave type burr) [19, 20].

machined

surface

2o 3-21: Tprovetd’ «burr» (edge breakout burr) [19, 20].
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Onwg simape kol Topondve, 10 Tt Bo epeaviotel Katd nepintwon eaptdton amd TG
OLVONKEG TTOL EMIKPATOVV KAOE POPE KATA TNV KOTMN. XTNV GUVEXELN TOPOVSIALOVLLE
TOV UNYaviopud avamtuéng kabevoc amd ta mapamdave «burr»cto epeldpiopo.

ransitian

machined

suriace

To payoapwtd «burr» dnpovpyeiton 6tav 1 yovia
e€6dov g epélag amd to Tepdyo (yovio P, deg
kot oynuo 3.22) minotaler tig 150 ko to TUAu
AB mov dev €yel amoxonel ‘onpmdyveTal TPOg TNV
¢€0do tov Tepoyiov. Ogeiletor otV TAAGTIKY
KOUTTIKY] POT 7OV OVOTTOOCETOL €E0ITIOG TNG
dvvaung mpoéwong mov ookeitor oto Tunua AB
KaOmc to epyorsio mpowbeitat.

2ynuo 3-18a: O unyavioudg ovarrodng tov ‘uayopwtod «burr» [20].

transition machined
surface

ft

lNa yovieg ¥ wkpodtepeg and 45 oynuotifetar 1o
‘katoopd’  «burr». ‘Eva  ‘polapiotd’  «burr»
oynuatiCeton omv mievpd KJ (EEodoc amd o
TEUGY10) TO OTOI0 ‘KATGAPOVEL UE TO TEPUCLLO TOV
EMOUEVOL TAGGOL TOL gpyoAeiov eEoutiog evog
‘“tpwyipotoc’ mov AdpPavel ydpo TOTKG OvTi Yio
komn. To tuuo. ovTd KAUTTETOL Kol GUUMECETOL
Kata pnkoc tov KL.

2ynuo 3-19a: O unyaviouds ovarrodng tov ‘kotoapod’ «burr» [20].

fransition
miachined surlace

machined
surtace

To xopatiotd «burr»dnuovpysiton 6tav n yovio ¥
wopoivetar otig 9C°. O pmyoviopde avamTvéng
yopoktnpileton amd pio meprodwotnTa. ApYIKA,
éva ‘polaplotd’ «burr» oynuatiletor oty akun
CD (é€odog amd 1o tepdyo). To «burr» avtd
agalpeitol amd T0 EMOUEVO TAGGO TOL EPYOAEIOV
EKTOC amd €vo mTOAD WIKPO TUNUo Tov Ppioketan
otV €yyovg meproyn g yoviag D. To tuqpa avtd
kaBmg 10 gpyareio mpoywpd Ba kapedel kot Ha
ovumeotel kotd pnikog tov DE. Ewdwd vy 10
KopoTiotd «burr»mpénel va movpe Twg avédvel tnv
dvoKOAlaL OTOLAKPVVONG TOV AOY®

TOALTAOKOTEPNG  YEOUETPIOG Kol  UEYOADTEPOL

2o 3-20a: O unyovioudg avarroéng tov kouotiotod «burrs [20].

Téhog, edkd yia 0 mplovemtod «burr» Eynua 3.21)dev mpoteivetal KATO10g
OVYKEKPIUEVOG UNYAVIGHOG OTT®G oTa Taparndvm. To «burr»oavtd speaviletor 6tav o
pLOUOG apaipeong VAIKOD glvatl ToAD vymAdc. To punikog Tov pikpov ofeimv «burrs»
nov oynuotilovral etvat ico pe v Tpod®OT TOV EpYaAEiov.
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feed

work R

2o 3-22: O opiouds e ywviag eCodov ¥ e ppélac amd to teudyio (in-plane exit angle) [20].

Dpelapiouo ue kovovil

>10 @pelapiopo pe kovodM oynuatifeton «poisson burrsty akun 1, evod
avaAoyo Kot LE TNV YeE®UETPIO TOL EpYOAEiov UTOPEL Vo ELPAVIOTEL OTIC oKuég 2, 4
ko 10. v akuf 6 oynuatiCetor «burr» e1l66d0v. Xt0 Hod TV akpuov 5 kot 8
oynuatiCetor «burr»gic66ov kat 6to dAlo ced «rollover burr» I'evikd kot €d® yo
™mv popen tov «burrsmoeyvovy owtd mov mapovoidcape axpiPog omd Tave. To Vyog
tov «rollover burr»icodtar pe 10 aktvikd Babog komng €mg 6ToL CVTO Vo UNV
vrepPaivel 1o 60% g dwapéTpov tov gpyaireiov. Otav avtd cvuPaivel ToTe T0 VYOG
Tov «burr»mapopével tepimov otabepd kot ico pe 0 60% g aKTiVOC TOL KOTTIKOD

epyaieiov.

¥ A Righthand
( / I|:|.l| with

Tep burr, /;4 rlgh‘l-hﬂnd
edge 1~ ffj; /il helix,

T T ;{'\ Y and mill
/ Y ;
T ,.i/ - f i

P

Y,

Entrance ,-* L
side burr, —:p- ’;\_\%
edge & /__/ Batlam burr,
~ edge %
}”; " L — Entrance bottom burr,
- <\ wselge 8
\\\ Edge 10
I:dga |
/ \\\

Battam burr,
edge 9

Mate: Edge 4 dees net exist with
these culs. See Figure 4-15.

2ynuo 3-23: To oynuotilopeva «burrs»aro mepipeperaxo ppelapiouo (end milling) [8].
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Ye k6Pe mepimtwon, o unyaviopog avamtvéng tov «burr» givor o idoc. H
WutepdnTa T0L Ppelapiopatog ival TmMG T0 KOTTIKO Epyaieio Tov ypnoomoteiton
JlB€Tel TEPLOCOTEPEG OO Ol KOTTIKEG OKUES («OOVTIO), £TGL Y10 VO KOTAVOT|GOVLE
TOV UNYOVIGUO TTPETEL VO EMKEVIP®OOVE TNV KivNon Tov KAVEL LEPOVOUEVA 1] KAOE
pio and avtéc. O Kishimoto (1981), Chern (199&p1 Trommer (1997 yrepiéypayov
TO UNYOVIGHO GOV €VO GUYKEVIPOTIKO pordpicGua Tov amofAittov oty €000 TOL
gpyoreiov amd to tepdyo [17]. Xto emduevo oynuo Eymua 3-24) oto omoio
amewcoviletar o punyoviopnds owtdg, eaivetol Tmg 1 ovamtuén tov «burr» kot o
oynuationds tov  amoPAittov eivar dvo  dapopetikég dSwadikacies. To  «burr»
oynuatifetor KofdS T0 VAIKO OV TOPAGVPETAL TOPUUOPPAOVETAL TAACTIKO EVM TO
amoPALTTo ol va oynuatifeTor 0tav Eekvd o oynUaTIicids Tov «bUrr»Aoym ovTngG
aKPIPOG TNG TAUGTIKNG TAPAUOPPOCTG.

insert

chip—__

.

Transition \
material burr

2ynua 3-24: O oynuotiouds tov «burr» ato ppeldpioua, oto UIKPOOKOTIKO» ETILENO TOV
kG0 odovro [17].

3.6.2.3 «Burrs>xara v didzpnon

¥t dutpnon , to «burr» mtov oynuotiletar otV €icodo g omN¢ &ival
OTOTEAECUO. «OKIGIHOTOC», HioG HOPPNG KAUYNG ov oKoAovbeitar oamd kabopr|
dtdtunon 1 mievpikr e€mOnon tov viwkov. To «burr» mov eugavifetor 6tav TO
KOTTIKO gpyoleio e€€pyetan amd TNV om) &ivol TOMOL «POISSON burr»gved oty
dapmepn omn 1o «burr»mov oynuatiletal oty €00 givar Tomov «rollover burr.

O Kim (2001)zrpoteiver Tic e&€nc katnyopieg «burrs»yio v didtpnon (oynmuo
3-25): opodpopeo «burr» pe N yopig Kamdkl, «burr»tomov otéupatog kot «burr»
TOmOV TETOAO. XTOVG 0voEeidmTovg YaAVPec £xovpe TV epedvion dVo eV «burr»,
TOL OOOHOPPOL (TVTOV |: pikpov peyéboug kat tomov 1l: peydiov peyéboug) kot Tov
TOUTOV GTEUUOTOC, EVM GTOVG YGAVPES YUUNANG KpapdT®mong £XOVUE TNV ERQEVIoN
POV €8GOV «burrs», tov opotdpopeov (tdmov I: pikpod peyébovg ko tomov ll:
ueydrov peyébong), Tov THTOL GTEUUATOC Kol ToV Topodikov (transient).
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1. Uniform Burr Type |
2, Unifarm Burr Type Il

3. Uniform Burr Type
with Drill Cap

4 Crown Bur
5. Transien| Burr

2ynne 3-25: Ta gion tov «burrs kazd v didzpnon. 1.0uoiéuoppo tomov | (uniform burr
type 1) 2.Ouotéuoppo tomov 11 (uniform type 1) 3.0uoiéuoppo pe xomaxe (Uniform burr
type with drill cap) 4Tbrov aréuuarog (crown burr) 5.00apodiko (transient burr).

3.6.3Muyaviouoi ovartoéng tov «burr»

[ToArol etvar o1 gpevvnTég MOV £€Y0VV TTPOTEIVEL HOVTIELD Y10l TOV GYNUOTIGUO
tov «burr» otig didpopeg katepyooies. Ipwtomdpog otov Topén avtd vanpée M
dovied tov Pekelharingkor Gillespie. O mpdtog emikevipdOnke kvpiowg otov
oynuationd tov amoPAitton Kot 6yl 1060 6€ avtd Kabeantd o «burr».ITapdia avtd,
cOLE®VO KOl UE TO, OG0 EYOVUE JEL EMG TOPO Eival TPOPAVAG 1 Gueon oyéon «burr»
kot amoPAittov. ‘Etol o Pekelharingyivetor o mpdtog mov pwidd yio oynuatiopd
«burr» otic kKomég. X0 £pyo tov «The exit failure in interrupted cutting (19%8ja
TEPApATo deiyvouv ToV oYNUOTIGHO Tov «burr» oty £é£000 TOV KOTTIKOD gpyaAeiov
amod 10 TEUd)O HE TopdAANAO oynuatiopnd amoPAittov 6e poper] TOd10V KOTA TO
epelapiopa.

exit plane
of workpiece

2ynua 3-26: H gupavion «burr» kaza v é¢odo tov epyaleiov amd to teudyio. Eivor opord
10 andflitto oe popei woowov. (Pekelharing 1978) [1].

E&ioov onpavtikny dovield oto Oépa ovtd kdver ko o Schafero omoiog
daympilel o TPOT PAoT 600 Katnyopieg oynUATIoHOD TOV «burr»:
1. Tnv petatomion Tov VAKOD 6TV d1e00VVeT GYNUOTIGHOV Tov «burr».
2. Tnv petatdmion tov LAKOD KEOeTa 6T SOUVOLT CYNUATIGHOV.
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Ov Schafer (1975), Beier (19990t Thilow (2005) mopatnpodv o611 0
oyMUaTIopOS Tov «burr»lopfavel ydpa oTig KOTES 0TV VIAPEEL £V KOUUATL DAIKOD
oL Tepayiov to omoio Ba «amoEVHyew> TV Ko Ko avtd cvvnBwg cvopPaivel Kotd
mv évopén 1 1o TEPag avtc. Avtd pag odnyei ota eng cvumepacpata [1]:

e Toa vAika teivouv va oynuotilovv peyoAdtepa Kot meptocotepo «burrs»oco
av&avetal n OAKILOTNTO.

o O oymuotiopnds «burr»eivoar rkpodTEPOS GTOV TO VAIKO VoL TEPLOPIGUEVO Yol
va mopapopembel mpog ™ devBuvon Tev duvlpemv Komng AOY® NG
YEOUETPLOG TOV TEUAYIOV KO TV GLVONK®OV KOTNG.

O Gillespie (1999)dwtvndvel €61 PLOIKES dlepyaciec mov 00N yodV GTHV
eupavion tov «burr». Ot diepyacieg avTEG TAPOLGLAGTNKAY GTNV TPMTN GTHAN TOL
nivoka 3.1 Qeg map. 3.6.1) [1].

Towg 10 MO OAOKANPOUEVO KOl KOWA OTOOEKTO LOVIELO Y10l TOV GYNUOATICUO
tov «burr»poteivovv ot Hashimura, Changot Dornfeld o omoiot cuoyetilovv to
UNYoVIoHo dnpovpyiog Tov «burr»dyt udévo pe Tig cuVOAKEG KOTNG ALY KOl UE TIG
HNYOVIKES 1010TNTES TOL KaTepyaldpevov vAkov. To povtédo avtd nepropiletarl otnv
opBoywvikn komn [1, 9]. X cvvéyela TapovctdleTon GYNUATIKA.

Continuous Pre-Initiation  Initiation Pivoting Burr
Cutting Development
0 e o ‘0 o
% Crack Initiation  Crack Growth Positive Burr
s
]
=
2
8
)
10 ") o
T': Crack Initiation  Crack Growth Negative Burr
B (Breakout)
=]
g Legend:
@ I primary shear zone
E ‘ N plastic zone
[E e o e elastic zone
workpiece / chip

Zyiua 3-27: H diedikacio oynuationod tov «burr» kazd tovg Hashimura, Changae: Dornfeld [9].

10 povtéAo avTd JaKPIvOVTaL OKTO GTASI GYNUOTIGHOD Tov «burr»,yia to
omoio amd éva onueio Kot HETA yiveTor S1oy®PIoHOc petalld OAKIHOV Kot yabvpov
VAMK®V. AvTtd givor amapoitnTo S10TL 1) 010000 TG PNYUATOONG Kot 1 TOPAUOPPOCT
7oL €ival TOAD OMUOVTIKEG YL TO TEAMKO «burr» dtapépovy katd v KotEpyacia
OAKIL®VY Kot Wyabupmdv VAMKGV. Atokpivovtor Ta akdAovBo okTd otddio Aomdv (deg
Kot oynua 3-27):
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2taoio 17 Moviun kataoraon ovveyoic komic (continuous cutting)

[Teprypdopetor n Ko, Katd v omoio £yovv amokotactadel cuvOnkeg HOVIUNG
KOTAGTOONG E AMOPATTO GLVEXOVG «PONG» Y10 TOL OAKIL VAIKE gite aoVVEYES Yo TaL
yabvpd. Ztv @Acn LT 1 TOPALOPPDOCELS KOL 1) KOATOVOUY TOV TAGE®V 0V £XOVV
Kopio emintoon oto «burr» kabmg dev éyovue TANGIAGEL aKOUN TNV GKPN TOL
Tepoyiov.

2taoio 2’ daon e mpo —évaplne (pre — initiation)

210 otdd0 aVTO Ol TOPOUOPPAOCELS KOl 1) KOTOVOUN TOV TACE®V EEKIVOUV va
AAANAETIOPOVV HE TO Gkpo ToL Tepayiov. H {dvn ehactikng mapoudppwong (elastic
Zone) JloTOVPMVETOL UE TO (GKPO TOL TEUAXIOL Kot eUEAVI(ETOL GOV EAAGTIKN
Kaym, akolovboduevn kat and v {dvn mhaoTikhg Topapdpemong (plastic zonej
omoia Kot avT pe T 6€pd ¢ mpooeyyilel To dkpo tov tepayiov. Kabmg 1o xomtikd
gpyodreio mAnclalel v akpn, M KAUYN ond EANCTIKY] UETATPEMETOL OTASIOKG GF
TAOGTIKTY).

2taoio 3 Daon e évaplne (initiation)

Ed® Eexwva o oymuoaticpdc tov «burr». H {dvn ¢ TAAGTIKNG TOpAUOpPOONS KoL 1)
Covn ddtunong (primary shear zonerekteivoviol Kot EKONADVETAL EVIOVOTEPQ M
TAQGTIKT KOUYN.

2taoio 4’ Iepiotpoen (pivoting)

270 0TAO0 OVTO pio EKTETAUEVT] KOTACTPOPIKT TOPOUOPP®ST| AAUPEveEL YOpo 6TV
dipn Tov tepayiov. Mropobie va mapatnpncovpe Evo onpeio mepiotpoeng (pivoting
point) ot 0éon g péyloC TapoUOPE®ONG YOp® oamd TO Omoio TElvEL Vo
CREPIOTPUPED» TO AVOTTLGGOUEVO «burr».

The primary
shear zone

Large deformation
at pivoting point

2o 3-28: To 4° atadio e avamrodng tov «bUurr» ue v eupavion tov onueiov TeploTpoeig.
2taoio 5° . Zynuatioudc tov «burr» & «oapvytikiic» (v diatunonc

>t edomn avt to «burr»apyilel mo vo eivatl opatd Ko 1 EKTETAUEVT TOPUUOPOMOT)
oTNV TEPLOYT TOV «PivVoting point»evavetal pe avthy otV Teployn e Kopag (dvng
dudtunong, oynuatifovtag €tor pia OV HeEYOANG TOPAUOPPOONG KOT® omd TNV
YPOUUN KOThG M omoio ovopdaletar apvntiky {dvn ddtunong (negative shear zone).
Ooco 10 KomTIKO epyareio cvveyilel va Kveitanr mpog TV ££000 A’ TO TEUAYIO TOCO
T0 avamntueoouevo «burr» teivel va meplotpapel yopo amd to «pivoting point»
avéavovtag £tol o péyebog Tov «bur»
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Kabog 1 poyun Eexivd va oynuatileton Kot to amdpitto vo amoywpileton
amod To TEUdYlO, Yo To €MOUEVO OTASW YIVETOL O OlOY®PICUOG UETOED OAKLU®V
(ductile)kar yabvpav (brittle) vAiikdv. ‘Eyovpe Aorov:

2tadio 6° — Odxiuo viixo: Evopén pnyudtwone (crack initiation)

H pnypdtoon Eekivd oty komtikn akun (tool tip) tov epyaieiov oty meployn e
KOplog Codvng ddtunong akolovbmvtag v komtikny ypapuun (cutting line). Avtd
e€nyeital amd TIG WIOTNTEG TOV DAMK®OV OVTOV, To 0omoio £Yovv HEYAAES KPIoULES
TOPALOPPMOCELS Bpadong o€ TIES AVAAOYEG LLE OVTEG TOV EULPAVICOVTOL GTNV TEPLOYN|
™m¢ kuplag Lovng otdTunong Omov eival pUeyaAvtepeg om’ OTL GTNV TEPLOYN TNG
apvnTikng Covng datumong. Eivaw mpopavég Aowmdv g n poyun o Eekwvnoet va
aVamTOGGETOL EKEL OOV VILAPYEL N LIKPOTEPN avTioTaon (EVVOTKOTEPEC GUVONKEC).

2taoio T° — Oxiuo vhixo: Aiadoon e pwyuric (crack growth)

H eméxktoon g pnyndtowong AapPaver yopa katd v oevBvven g {dvng
apvnTikng ordtunong. To epyodeio kabBmg Tpoywpd Oyt Ldvo odnyel otV avEnon g
PNYUAT®ONG, OAAGL TOpdAANAO TOpaOPPOVEL Kot TO Tepdylo. H poyur peyolovel
Katd TV 01e0Bvvon TG KOS,

2110 8 — OAkiuo viiko: Zynuatioudg «Betiod burrs» (positive burr)

211 @Aon avTH OAOKANPOVETOL O GYNUOTIGHOG Tov «burr». H poyun odnyei otov
ATOYWPIGUO TOV AMOPAITTOV 0md TO TEUAYIO Kol TEAMKA TOPAUEVEL TO «burr» otnv
dipn avtod oav «emimhéov» VAKO (positive burr).

Avrtictorya £govpe:

21410 6° — Yabopd viikd: Evapén pyyudrwong (crack initiation)

2V @don ot oev evtomiletal KATOo GNUOVTIKY OlpOpd GE GXECN UE TO OAKIULO
VAKEL.

2tadio T° — Wabopo viikd: Aidooon e pwyunc (crack growth)

Ye ovtifeon pe to OAKa LAKG, To Yabopd Exovv LUKPOTEPEG TOPALUOPPDCELS
Bpavong kol ovtod Vvoel TNV avdmTuén ™G pOYUNS Katd v devBuvon g Lovng
apvnTIKNG dtdTpnong (Stevbvvon pikpdTepng avtictaong).

214010 8 — Yabopd viikd: Xynuotiouds «oapvytixod burr» (negative burr)

H oloxAnpmon tov oynuatiopod «burr»yta to yabvpod vikd yivetol Kot 60 LE TOV
ATOY®PIGUO TOV AMOPAITTOL OO TO TEUA(L0. XAV OTOTEAEGLO EXOVUE TNV EMUPAVELL
omov €ywve m Opadon pe plo pukp TOGOTNTO TOPAUOPPOUEVOL VAKOD. Xg
oLVOLAGUO KOl LLE TNV OTOVGIO TOV DAIKOV TOL OOUOKPOVONKE TAV® amd v {mvn
APVNTIKNG SATUNONG EYOVUE TEAKA TOV GYNUATIGHO TOL «apvnTikod burr» (negative
burr) mov exepaletl kupiwe TV amovsic Tov LAIKOD GTO GKPO TOV TEUAYIOV.
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Metd Vv ekTeEV] TOPOLGINGT TOV, 1GMC, TO OVOALTIKOD KOl KOWVAG OITOOEKTOV
unyavicpod  avamtoéng tov  «burr» o omoiog Opmg avaeépetoar pOVO  GTNV
opBoymvikng komy|, a&ilel va Kavovue pio avoa@opd Yo TOV OVTIOTOL(O0 UNYoVIGUO
katd v Ao&n komq (oblique cut). ®a tov TOPOLGIGGOVHE €V GLVTOMIO KoL
TOPAAANAC pHE avTOV NG 0pOOYOVIKNG KOMNG KOOMDC Ol OLCLUCTIKEG OPOPES OEV
gtvon ToALEG.

Continuous cutting Burr mmatlon Burr development

Orthogonal cutting

0b1ique cutting

2o 3-29: O unyovicués avimrolne tov «burr» xara v loéh komic (oblique cut).
Tapovaidletor oe uio. advroun emonteio wopaiinia ue ovtov s opBoywvikng Komng Omwe
0V EIOOWE TOPOTOV®D, OTOYVOLOYDVIOS [0WS TO. TLO YOPOKTHPLOTIKG OTAOLA, THY HOVIUN
Katdotaon g ovvexods komhc (continuous cuttingnv évapén e eupdvions «burr» (burr
initiation) ka1 v paon avdarrvéne tov «burr» (burr development) [9].

H diepgdvnon tov unyovicpov yio v Aoén komn £ywve amd £peuvNTIKY Opdda TOL
D.A. Dornfeld [9]. H Baocwkn dtapopd 6Gov apopd oTig GuVONKeS £YKELTOL GTNV
«ho&n» O1elodvon Tov KomTkoy epyaieiov oto TEPdylo. Avtd odnyel Tehkd otV
gUPavion Hkpotepov «burr»e£odov am’ 411 oty opboymviky KoM, OU®G KoL GTNV
TOPAAANAN EPEAVIOT) VOGS TTAGY1IOV «bUrr»mov amovctdlel amd Ty opHoymVIKY KOmY|
KOl TO OTO10 OQEIAETOL GTO YEYOVOS OTL TO oYNUOTILOUEVO amOPALTTO TEPO ATO TNV
Kivnon mov kdvel katd v devbvvorn e Komg (6nwg Kot otnv opboywvikn Komn)
VIOKEITO KOl o€ pio «aTpoPn» 1 @ONon mpog o AL Adyo g AoENg d1evBuvong g
KOTTIKNG KNG G€ GYE0M LE TNV dtevhuvon Komm|G.

To HOVTEAO TOV UNYOVIGHOVL gpeavions Tov «burr»yia v Ao&n komn sivon
ONUOVTIKO KaODS pmopel va @aprootel Yo vor ENynoel Tov avtiototyo punyavicpd
v 0 epeldpiopa. Avtd etvar mo EexdBapo €6V AMOLOVMOGOVE TNV KOTH TOL KAVEL
0 k@Be 0d06vTag ToL epyareiov @pElag. INUAVTIKY OOVAEWD 0TO Tedio avtd Eyovv
kaver or Hashimurakow Domfeld meprypdoovtog kot katnyopromoidvtag to «burr»
vy o epeldpiopa [1]. EZymuatikny ameikdvion pmopovue vo SoOUE GTO ETOUEVO
oynpa. O Tpomoc €000V TOV KOMTIKOV €PYOAEiov dtadpapatilel onuavtikd poAo
oTOV GYNUATIGNO ToL «bUrr»,otig d106Tdoelg Tov kat Ty Béon 6mov eppaviletat. To
VAMKO mov Ppioketor wOve omd TV YPOUUN Komng wBOeitor mpog To KAT® Kot
TOPOAUEVEL GTO TEUAYLO Gov «DUIT» aPOTOv TO KOTTIKO EPYUAEID ATOYMPIOTEL OO TO
tepdyro. 'evikd ta «burrs»epgaviovton gite katd ™ devbvvon ¢ Tpdmwong eite
Katd TV d1evBvvon g Komng gite kot ta 600 TavTOHYPOVA.
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hjor cutting edge
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mine cutting edge

2ynue 3-30: O aynuotiouos tov «burrs oto ustwminé ppeldpioua [10].

O 1tpomoc €&ddov TOL gpyareiov katotdoost to «burr» ce Sapopeg
Katnyopieg avaroya pe to g ta onueio A, B kot C mov opilovron enti Tov epyaieiov
e&épyovian amod 1o TeEpdyto. EEL tpomot £6d0v givan mBavoi ot 01010l GOUPOVA LLE TO
napanave oynuo stvor oo ABC, BAC, ACB, BCA, CAB kot CBA «m
Kataypaeovioar pe ovovoa celpd oe oxéon pe to péyebog tov «burr» mov
dnovpyeiton [10].

Telewwvovtag pe T PBooikéc katepyaciec Onmeg T mapovoidcoue 6to 1°
KEQAAOLO, YO TNV JdTpnon mpoteivetar unyoviopuds ovamoéng tov  «burr»
avtioToryog pHe T Pacikd otddia avtov mov mpdtewvav ot Hashimura, Changon
Domfeld pe v dopopd Tmg €00 1 dadikacio e€etaletal I0MC TO POKPOGKOTIKE,
KaB®OG ATOUAKPVVOLAGTE OO TNV TEPLOYN TNG KOTTIKNG OKUNG KOl TOPOKOAOVOOVE
oLVOAIKG TV Katepyacio (deg oynua 3-34). BéBata n Aoy avdmtuéng tov «burr»
elvat 101 pe avtn 10V PacIKOD UNYOVIGHOV AToBOANC DAMKOV, anA®S AOY® TG VoG
NG KOTEPYOGTOG OIVETAL [IE CYNUOTIKY AVATOPAGTACT] Y10 KOADTEPT] KATOVONON).

£ 2110 17 Moviun kardotaon komig

-3

21410 2°: Evopln oynuotiouod

216010 3: Avémroln

33

2radio & Apyxii Opodon

=
=

2rddio 5°: Telaxo «burr»

Zynua 3-31: O unyoviouds avamroéng rov «burrs yia v didzpnon [1].
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210 MIKPOOKOTIKO EMIMESO 1oYVOLV OaKPIPOC To 1010, evd €ivor onuUovtikd va
EMONUAVOVUE TOS CNUAVTIKO pOLo dtadpoapatilel 1 pHopen g emeavelog e£6d00v
ot0 TeMkd «burr» kot mo ovykekpuéva N yovio Tov oynuotifel 1 eQATTOUEVT TG
EMPAVELOG LE TNV KAOeTN o1 dievbuven didtpnong (0eg emOUEVO oYLLaL).

Tangential line to

exitsurface  Tapgent to the exit
surface
“Burr
Angle”, a 1

| /7 f}
Angle", a2

(a) Exit suface is (b} Cylindrical exit
normal to a drill path  surface

Exit surface Exit sufface

2o 3-32: H diazpnon oc ayéon ue v diactovpoduevn emipdveia [1].

Eivar mpogavég BéPata mtmg Adym g eOone ¢ katepyaciog To povo «burr» mov
enpaviCeton etvar ovtd TG €£0660V TOV KOTTIKOD EPYOAEIOV OO TO TEUAYLO.

3.6.4A476 ti ennpealeror to «burr»

To koppdtt eketvo mov oyetiCeton pe TV dlepeHvnon TOV TOPAYOVI®V TOV
emnpedlovv Tov oynuatioud tov «burr»givor avoueifoio To TO GNUOVTIKO KOOMG
etvat avtd oL Ba pog emTpéyet vo EAEYEOVIE TO POVOUEVO KoL VO TEPLOPIGOVUE TNV
EUGAVICT] TOV YO TOLG AOYOLG TOL TOPOVCIOCTAKOV GTNV OpYN TOL TUPOVTOC
Kepaaiov. Etvar onpovtikd va emonpoaviel tmg n otepehivnon Tov Tapoyovimv Tov
empedlovv to «burr» gueovifel peyain molvmAokOTNTo KOODC £Yovue UEYAAO
aplOpd and avtohg Kot avEnuévn oAAnAeapmnon t6éco peta&h tovg 660 Kot [E TO
«burr».Hon and 10 19760 Gillespieemionuaivel tog 1 eloyiotonoinon tov «burr»
dev umopet va emrevydel amhd Kot povo pe HEHOVOUEVEG OANOYES TOPAUETPOV TNG
KOTY|G.

H &&étaon tov @awvopévov Eexvd amd 1 Bewpntikn avalntmon n omnoia
TepMaUPAaveL Yo TOPASELYIO UNYOVIGHOVS KOTNG, avamTuéng «burr» kAm kot eivon
TPOPOVEG TG TPETEL VO, 0KOAOVONoEL eMPEPaimon T®V CLUTEPASUAT®OV TOGO LIE TN
Bonbew mepapdtov 600 Kol HE TNV XPNON  KOTAAANAG  OVETTUYUEVNG
LOVTEAOTOINGNG TOV JadKaclOV KaOdg Pplokdpocte mo. o€ pio. €Xoyn 7ov 1
TEXVOAOYLO TPOGPEPEL TETOLEG SVVATOTNTEG.

Eexwvmvtag v dtepedvion Aoutov, BEAovE va EEETACOVIE TO101 TAPAYOVTES
emnpedlovy ™V guedvion tov «burr» kot PAIoTo HE TO10 TPOTO EMOPOVV G AVTN
£T0L OOTE VO UTOPOVLE VO TOLG YEPIOTOLUE KATAAANAQ koTd Tepintmon. Ot
TOPAYOVTEG OWTOL KOTIYOPLOTOLOUVTOL GE TPELS pHeydheg ouddes. Ot opddeg avtég
EYOUV GY£0T LE TO QavOpEVO Kot glvat 101G Yo KGBe komn mov pehetdral. [Ipoxkeiton
Y T0 KotepyalOUEVO TEUAYL0, YIoL TO KOTTIKO gpyoieio kal yio TIG cuvOnkeg Paocel
TOV 0molV ovTd aAAnAemidpovy, dniadn Tig cuvOnkes komne. Mo kabe pio amd
AVTEG SLOKPIVOVTOL O1 TTLO CTUAVTIKOL TapAyoVTEG G€ oyéom mavTa pe to «burr».Etot
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Yy 10 KoTEPYALOUEVO TEUAYIO €lval TO DAIKO KOt 1) YEOUETPIO TOV, Y10 TO KOTTIKO
gpyodeio givor to VAIKO, N POOPA KL 1 YEOUETPIOL TOV Kot Yo TIG CLVONKEG KOTNG
elvail | Tpdmon, M TayxdTTO KOG, T0 PAboc Komng Kot o péco Wyoéng. Onwg einape
Kol TTPpONyovpéveg Oev emapkel va petafdilovpe évav pdévo mapdyovia Kabdg
VILAPYOLY TOADTAOKEG eEQPTNOELS LETAED OVTMOV OVTE UTOPOVUE VO, SO MPIGOVUE LUE
COPNVELNL KATOL0VG GE TPMTEVOVTESG Kol KATOovg AAAoVG o€ devtepevovteg. O Link
(1992) npoteivel o akdAovBo oynuo 6mov @aivovtol ot £vioveg aAnAie&oaptnoelg
TOV SL0QOP®V TOPAYOVI®V TOL EnNpedlovy To «burr».

it il |

- = [ 1
} Material Tensile strength L +l Induced stress

Yield point
_‘_ Reduction of area
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Yield stress
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- % Y
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- o Dimension

s Wear . _ \]
g —v-[ Exit conditions |~ [ Cobing fories. 9
Geometry |—| x
I/d ratio ' [ \
D[ Process temperatures
—
= Cutting speed J b[ Feed velocity ] [ Strain rate f—
n (8
g :
E Feed u!
g ) |
E- [ Cutting depth Metal removal rate } _.,_L Priocess stabiity 'J
L)
E Cutting conditions |—
o

Cooling, lubrication }

5

2ynuo 3-33: O1 évroveg allnlelaptiioeis TV d0popwV TOPOyOVI®WV TOV VIEICEPYOVIOL
oty updvion oo «burr» [1].

Ot mopdyoviec mov ennpedlovv onuavtikd to «burr» givat To LAKO Tov
tepoyiov, 1 yeopetpia tov gpyadeiov, n eBopd tov epyadreiov, n dStadpoun Tov
avtd oKoAovOel Kol @uowd ot cvvOnkeg komng. BéPata oTig mEprocOHTEPES
TEPIMTOGELS Elvar adbvaTn 1N 0AAdy] LAIKOD TOL Tepayiov, OT®G Emiong Kot M
dpopomoinon TG OO POUNG TOV EPpYaAEion KaBMG avTd Ba £01ve EXTETOUEVOLG
YpOvovg Katepyooiag [1], omdte avtol ot 600 TAPAYOVIES UTAIVOVY KATWS GTO
nepimpo.

H avalrtnon mg enidpaong tov Tapapétpov g KomMg EEKvA Bempnticd
Baoel Tov punyoviopol avamtuéng Tov «burr» Tov TOPOVGIACTNKE TOPAUTAV®.
InuovTikn S0VAELd TAVe 6 aVTO TO KOUPATL £xel Yivel and tovg A. Toporoviot
S.L. Ko [2]. H b&wdikocioo peretdton kobopd PACEL TOL YEOUETPIKOD
TPOPANUATOG ETYEPOVTOG OO TO SLAPOPO, GTASLO, AVATTLENG TOV «bUIr»TEMKA
o€ 0Vo e€lomoelg mov Ba TpoPAEmouvv Tic dlactdoelg Tov «burr» Pyoc Kot whyog
«pilog» 6mwg opiloviat 6to oy 3-4) GLVAPTHGEL TOV SLPOP®Y TOPUUETPOV.
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Apycd Beopoldpe 10oviKd T0 KOTTIKO gpyaAeio amdAvTa ayunpd (yopic padio
oTNV KOTTIKY aKUn) kot oTiapd kabdg emiong kot Tmg 1o KatepyaloUevo VAIKO
Exel 1aVIKEC TAUOTIKEG 1010TNTES. To dplo dlappong o€ SLATUNCT TOL VAIKOD Tg
dtvetor amd v akdAoVON GYEoN GLVAPTHGEL TOV WIOTHTOV TOL VAIKOV:

7y =0, -(1+0.55) (3.1)

6mov oy elvar 10 6plo Bpavong kot O M eni To1g ekatd empmrvvon. Katd v
gvapén tov oynuoticpod «burr» Kot eved TPAKTIKG PPIoKOUACTE AKOUO, CE
oV Katdotaor Komne, PACEL TOV UNYOVICHOD TOL TOPOVGLAGOUE EYOVUE TO
aKOAOVOO «OTIYHOTLTTO» LE T YEWMUETPIKA TOV GTOUELOL.

cutting direction

2o 3-34: H évapén tov oynuatiouod «burr» [2].

21 YEVIKN TEPIMTOON N EMPAVELR 000V TOV KOTMTIKOL £PYAAEIOL OO TO TEUAYLO
Bpioketon vd KAion G mpog v devbuvon komng oynuatifovrog yovia W pe avt

N omoia yevikd ovopdletor yovia e£6dov (exit anglg. Katd tig cuvOnkeg poviung
KOTOGTOONG OTNV KOMNG 1 TEPLOYN TOPAUOPO®OoNG  eviomiletal mAV® GTO
evBvypappo tumua AB (bec oyfuo 3-29). Xto otiypotumo avtd 1 ypopun AB
TEUVEL TNV eMLdAvELD amoPBAittou oto onpeio A vtd yovia n/4+g cOupevae pe Tig
oploKkéEC cLVONKES Yoo TIG Ypappés oAioOnong (Kachanov L.M.: Basis of the Theory of
Plasticity. Moscow, 1969 H yovia & 1 onoio cuyva kaAeitot “yovia mAactikig tping’,
dtvetar amd Vv oyéon:

a, =%—0.5-a- co{r—fj (3.2)
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Kat opilel v d1evOVvoN TG YpappnG oAlcONoNG WG TPOg TO OPLO. ZTNV TOPATAVD
oyxéon T etvor  péom taon Adyo TpIng o demipdvela amofAittov —epyaieiov. Ot
Yovieg 1000 PPl €0 060 Kol 6T cuvéyela divovtol oe oktivia (rad). Kabaog to
epyodeio mpoywpd, M OV TOPAUOPPOONG EMEKTEIVETAL LE KATMOTATO OPLO NG
mePLOYNS avtnS 1o gvBvYpappo Tuua AE. I'evikd n “@don” tov tunpatog AE givon
ToAOTAOKN. Mg pia koA TpocEyyion Umopovpe vo 1o Bewpricovpe ev00. Opmg oy
TPOYUATIKOTNTO TOPOLGLALEL 10 KOUTVAOTNTO TOV HoG Sivel TV duvoTdTnTa VoL TO
Oewpnoovpe 100 KOKAOL axtivag R. Zouewva pe tic oplakéc cuvOnkeg [Kachanov
L.M.: Basis of the Theory of Plasticity. Moscow63Pn ypopuq AE mepva v emodveia
e&6dov EC vmo yovia /4 kot ) diempdvela omofArittov — gpyaieiov vod yovia
/4+0;+0,. H axtiva R ko n yovia 3, pmopodv va vroAoylotodyv vad v vrodeon
6t 1o tunpo ABCE mov dev veictatol KOm Topapope®VETOL OT®MG TO TUAUA
ABGE, 1o omoio katamoveital and o eoptio ¢ ypopuung odtunong AB. Zoppwva
pe tov pnyoviopd to koppdtt BCG mapoapével oyetikd avémoeo evd TO KOUUATL
ABGE mopapopedvetor pe tétolo tpoémo dote AB=EG. 'Eto1 pumopodue va
VITOAOYICOVE YEOUETPIKA TN Ywvio (apvnTikng) didTunong B, ™ yovio da Kot v
yovio KokAkoD Topén X g €ENG:

ﬁ:%.(ﬂ_w_cp) (3.3)
5a=%—af +a-® (3.4)
z:%—ww (3.5)

6mov o givar 1 yovia amofAittov (rake anglé kot @ n cvpPatikn yovia (Betikng)
dtpunong. H axtiva R vmoloyiletor Advovtag TV 160ppomio. pondv ®¢ TPOS TO
onueio O, kévrpo tov 16&ov AE. Eivan

o IN-cos(0)+ F- sin(0) }-4/ IN- cog6)+ F- sif0) 3- 2r,-=-N- L
- 2742

(3.6)

omov L eivan to pnkog emaeng epyareiov — amoPfAittov, F kor N o1 dvuvapelg tpifrg
Kot kdBetng avtidpaong avtictorya Kot 1 yovia 0 vroloyiletatl YewpUeTpikd g e&Ng

0= —%mf +6, (3.7)

Ed® vrobétovpe mwg 610 PnKog emaeng epyoieiov — amofAittov L ot tdoelg amod Tig
duvauelc F kot N (6, Ko 6f avtioTolyo) KOTAVELOVTOL OUOLOUOPPO. ZTNV YEVIKN
nepintmon 6mov N yovia of kopaiveror petadd 0 kot /4 Exovpe

o, =-2-1, -(O.5—a+azf —Aa+ 0.5 arccos 2, )) (3.8)

o6mov Ao M KkAion ™G Katepyaouévng emeavelng (dm yo to oyqua 3-33 eival
A0=0). O Kushner Kushner V.S.: Thermo-Mechanical Theory of ContirsuGutting of Plastic
Metals.Irkutsk, 198 Bprike mwg M tdon AOY® ™G TPPMg Tr e€aptdtar amd v
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Oepuoxpaocia tr o dempavelo amofiittov — gpyareiov kot vroroyileTon amd TV
oyxéon

7, =7,-(1-0.5 10%1,) (3.9)

Kat 1 Oepuokpacio ot dempdavelo divetoan ol copemva pe tov Kusher,omd v
oyéon

0.8 0.4
{ —0.822 .4 105) —2 -[V' a} (3.10)
C 100-C, v

\%
omov §, eivon 10 Tpaypotikd Opro Bpavong, C, n OBeppoywpnTikonTa, € 1M
nopapdpemon OdTunong kot @ 1 Oepikn ayoyudtTo Tov  KotepyaloUevo
VAMKOV, &V V glvar 1M ToyOTNTO KOTNG KOl O TO 7OYOG TOL OTOPOUUOPPDTOL

amoPArittov (mpaktikd to Babog komnc). To unKog emapng epyareiov — amoPArittov L
divetar amd v oyéon twv Leexar Shaffer

NG

L=ca- (3.11)
2-sind- sir{”+<b—a)
4
evo 1 yovia dtdtunong ®© vroloyiletot amd ™ oxéon
1(7x
(D:E- E+a—af—Aa—<I)m (3.12)

o6mov @y 6tabepd TOV VAKOV. E@dcov €xovpe vmoloyicel v aktiva R, pmopovpe
va vroAoyicovpe kot to pnkog AE wg e€1g

AE= R [2:(1- cos) (3.13)

Ed® vroBétovpe mmg n yovia of 0ev pHeTaPBAAAETOL £0C TOV TEAKO GYNUATIOUO TOV
«burr».Metd v évapén oynuatiopod tov  «burr»,kabng to epyaieiov petafaivel
o010 onueio Al, o oYMUOTIGHOS ToL amoPAittov cuveyileton Kot 1 empaveln £660V
EC neprotpépetan katd pia yovia A (deg enduevo oynua). Bdoel tov véov oplakdv
ovvOnkov kot g oxéong (3.3) n Tpéyovca ywvio TG OPVNTIKAG SUTUNONG
avéaveton katd A/2 og avti ) Béon. Tnv id1a otryun n emeaveia BC nepiotpépetan
Katd pio yovia Ao yio tnv onoio BACEL TEPAUATIKOV TOPUTNPNCEOV 16Y0EL A=A.
Otav 1 empdveln BC nepiotpagel tedikd kot pio yovio Ae 6T0L

e

A =%+a—af—2-q>l—q>m (3.14)

N yovia dtdtunong @ cdpeova pe ™ oxéon (3.12) undeviCetat. Xe owtd akppadg to
onueio vrotiBeton mwg yiveron 1 Bpavon, 10 amdPMTTo OmocyileTon amd TO TEUAY O
KOL 0 GYNUOTIGHOG TOV «burr»éyet oxedov ohokAnpwbei (deg oo 3-35b).
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2o 3-35: To otddio oynuatiouod tov «bUrm» ue ta yewuetpixd ueyédn [2].

Tnv otiyun g 01ddoong ™S pOYUNG TO OTOPAITTO ATOUOKPVVETOL OO TO TEUAYLO
(6ec oynuo 3-35¢). Xt0 teAELTAIO GTAOI0 GYNUOTIGHOD TOL «DbUIr»To TEAKO YOG
Tov omofAittov umopel va elvarl peyoAdtepo amd To apykd Kot 1 KAPUTLAGTNTO TNG
ypouung Betikng ddtunong va €xet adddéel. To telikd «burmue onueimpéveg tig
daotdoelg tov @aivetor oto oynua 3-31d.Eival mpogovég mmg to mhyog g «pilag»
kaBopiletar amd v ek Béon tov onueiov E. Bdaoer g yeoperpiog edxoia
vroAoyileTon

b=(AE)-sing (3.15)

To vyoc tov Tehkov «burr»vroloyiletor pe faon v Topadoyn 0Tl 0 CYNUUTIGHOG
otopatael 0tav M emeaveln e£66ov EC mepiotpagel katd yovia Ae. Avtictoryo
Baoet g yeopeTpiog vmoAoyileTon TEAMKE
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_| K-cog(A,-W) = i
h= =y (a+ AEsing)+ b tar(W ZH (3.16)

omov K eivan pio otabepd mov yopaxtnpilel ) otpéPrmon g empavelng €600V
Kot Tov oynuatiopd tov «burr».Etot kataAnEope teMkd 6TIG GYECELS VTOAOYIGHOD
TOV TEMKOV dlooTtdoemv tov «burr». Piyvovtog pio devtepn potid otny empntikn
AT OVAAVOT] HTOPOVLE VO KAVOLUE TIG EENG TaPOTNPNOELS:

e To méyog tov omapapdpP®TOL omofAittov, oNAad TpakTiKA TO PdOoC
KOTNG, £yl HEYAAn emppon oto teAikd «burr». To péyeboc tov «burr»
ALEAVETOL TTPAKTIKA YPOUUKE KaBdg avEdvetar to Bdbog Komng.

e H avénon tg yoviag amoPfAittov odnyei o peimon tov «burr», oyt Opmg
16060 EekdBap.

o  Kabnbg n yovio e£600v amd o Tepdylo avéaveral, to «burrm»elottdveral Kot
o€ pia kpioyn yovio avaloya pe Tig ouvOnkes komg (0@ vrevBvuilovpe Tig
TOAMOTAOKEC OAANAEEAPTNOEI TOV SOPOP®V TAPAYOVI®V) UTOPEl Kol va
elayotomotnoet.

H yeopetpikn avty pedétn tov oynuotiopod «burremd tovg A. Toporovkat S.L.
Ko diaoctavpdbnke kot melpopotikd divoviag tétoleg amokAicelg Tudv petald
Bewplog kol TPAENg TOV oG EMTPETOVY VO YPNCLUOTOU|COVE TO LOVTEAO YO VO
napovpe teMKEG TIES «burr» moAd kovtd ot Tpaypotikés. ‘Eva moAd onuovtikd
TAEOVEKTNUO TNG MEAETNG QLTS €lval TG N epapuoyn g eivor folkn kabmg to
ded0UEVL €1GO00V gival LOVO UNYOoVIKEG Kol Oepprikéc otabepég Tov KatepyalOUeEVOL
vAkov. 'Etol yvopilovtds te¢ umopolpe vo TpoPAEYOVLE IKOVOTOMTIKA TO TEAIKO
«burr».

To vyeoperpikd povtéAo peAéng Tov  oynuoatiopod  «burr»  mov
TOPOVGLAGTNKE OVINKEL GE Wi0L ELPVTEPT] KOLKOYEVELO TPOT®V HEAETNG TOL «burr»
nov oyetilovion pe Tig ypoupéc ohicOnong (slip-line models ‘Eva mapdpoto poviéro
ToPOVGLALOVY GTNV €PYAGio TOVG e OO TV UEAETN Kol TNV LOVIEAOTTOINGT TOV
eowouévov oynuatiopod «burr» ot J. Leopoldkar R. Wohlgemuth [4]Onog kot
TOPOTAV® £TGL KOL €00 HECH YEMUETPIKNG OVAALGNG KOTAANYOVUE TEAMKE o€ 000
e€loMOEIG TPOGOIOPIGHOD TV PacIKOV dlaotdoemv Tov gu@aviiopevov «burr.
Emonuaiveton emiong 6tL To0 LOVTEAD OVTA TPOCSOEPOVTOL Y10 YPIYOPOUS YPOHVOLS
amdkpiong otnv wpoPieyn tov «burr» Kot pmopovv Vo, EQOPUOCTOVV Kol GTO
TPOYUATIKO KOTOOKELOOTIKO TePPaiiov. Opme emeldn ta poviéda avtd Aapupdvouv
voéyn Tovg eAdyoTA £C KOOOAOVL TIC OLVONKEC KOMNG OMOLTEITOL TEPAITEP®
dlepgvvnon pe v Ponbela TEPOUATOV KOt HOVIEAOTOINGNG Ylo. TNV KOADTEPT
KATOVONON TV TopayOvI®V ToL €TMOPOVV GTO (QUIVOUEVO. XN ovvexew Oo
TOPOVGIACOVLE T CNUAVTIKOTEPT OVAELL TOV £XEL YIVEL TAV®O GTO KOUUATL OVTO GE
OLVOLAGUO LLE TO GUUTEPAGLOTOL TTOV TPOKVITTOVV.

Kowdg tomog Tov pedetdv yopo and Toug Tapdyovteg mov exnpedlovv v
enpavion tov «burr» givar nog o1 Pacikdtepol amd oLTOVG gival TO VAIKO TOV
tepoyiov, M yeoperpia Kor m @OBopd TOL €pYOAEiOL, Ol GLVONKEG KOMNG Kol 1
yveopetpia otnv €£000 ToL TEpOYiov. Onmwmg elmope Kot Topondve, eivor Tpoeaveg
TG OTIC MEPLOGOTEPES MEPUTTAOOELS OgV €lvar dvuvarth 1 eméUPoocn 610 VAIKO TOv
tepayiov kabmg eivar €vog mapdyovioag LITOXPEMTIKG TPokabopiouévog omd v
HEAETN avTOL 7oL emBLUOVUE VO KATOOKELAGOLUE Kol TOAv] oAAOyn TOL
dwpopomolel v OAN katackevn. [ awtd Ko dev Ba acyoAnBodue e 10 KOUUATL
avtd. "o Tovg vTdAomovg Tapdyoves Exovpe ta eENG:
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Tewuetpio epyoleiov & pbhopa.

Otav pwddue yioo yeouetpioo epyaieiov oyetikd pe v euedvion «burr»
AVOPEPOUACTE TAVTO GTO OV TO EPYOAEI0 TPETEL VAL EYEL N O)L OKTIVIKY] SLOUOPPOOT
(p@d10) oty komtikn Tov akun. Ievikd ot peAétec deiyvouv mwg 660 owéavetat o
PASIO0 TNG KOMTIKNG OKUNG TOGO eviovotepo eivar to «burr» mov epeaviletan [7],
[14], Jones S. (1997), Avila M. & Domfeld D. (2004)ashimura M. & Domfeld D.
(1995).

[a} The maiting edge mxlms = Dmm

ol

|:b']' The cutting edge iz = 003 man

{D',i The custing edee radics = 0.0 5ma

(d

j The cutting edge mdius = 0.07mm

2o 3-36: H supavion «burrs ue v uetafolrsy e axtivag (pdoio) oty komriky axu].
Daiveror wawg pue ™y adénon e axtivag (axd Ommoradioxda éwg 0.07mmlo «burr» yiverou
evrovdtepo [7].

XopaxTnplotikd avaeépetor otV PipAoypaeio mtwg 660 avéavetor n oKtiva otnv
KOTTIKT OKWUY TO €PYAAEID TTEPIOCOTEPO «OPYDVEL» TToPd KOPEL EIGAYOVTAG TOTIKA
HEYAAEG TAPULOPPDCELS TOPUCEPVOVTOS VAMKO Ot TO TEUAYLO KOl 0ONYDOVTOG TEAIKA
omv eppavion «burr». MoapdAAnia mopdyetal KoTEPYOSUEVN EMQAVELD KOKNG
nototntag (GArog évag mapdyovog mov Aapupdvovus cofapd VITOYN KATE TIG KOTEC)
Kot odnyovpaote oe avénuéveg TpIég ko telkd @Bopd tov epyareiov. H ¢Bopd
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avTN He TV o€lpd ¢ evvoel v epedvion «burr».O Biermann (2009piepevvnoe
mv oxéon eBopdg epyaieiov kot «burr»divovrag to akdéiovba tpia Pacikd ctadio
7ov dgiyvouv ¢ N eBopd fonda v avamtvén tov «burr.

Process begin Phase 1 Phase 2
Furrowing load at Begninning nofch  Interaction between notch
the end of contact wear and burr wear and burr formation
Zone formation and their progression

Burrg

£ | Main cutling edge Burr ;,ND‘Eh wear Increasing

o

FEEE FEFLR

W{:rl;;}iece

Eyuo 3-37: AAnAenidpacn eBopdg epyareiov —oynuaticpot «burr». Kabog n pbopd tov
gpyaleiov Tpoywpd guvoei v avémtvoén tov «burr» [1].

A&ilel emiong va emonuavovpe mmg 1 eOopa Kot N KAUTLAOTNTO TNG KOTTIKNG OKUNG
ToV gpyaAeiov givarl dpeca cvvdedepéva Kabdg and 10 Eva 001 YOVUOCTE GTO GAAO,
dniaodn o6tav to epyareio @OeipeTaL 1) KOTTTIKY TOV 0K atd o&eia YiveTOl O OLOAN
eupaviCovtag  kapmorlomta. Ilapddinio pe 10  «Opyopo» o©t0  0moio
TPOOVOPEPONKOLE UEWOVETOL KOl 1) <«€vepyn» yovia amoPAittov pEIdGVOVTOG
mopdAAnAa Kot v yovio dtdtpunong. Tote 1o vAkd «mfotdper» vopitepa e oyéon
ue TNV o&elo KOTTIKY oK He omotéecpa va ugavifetal eviovotepo «burr» [5].

Tool Tool |

Critical point Critical point

Workpiece Workpiece

2ynpo 3-38: O oynuationds evrovotepov «bUrr» Adyw ¢ KaumvAdTnTag oTnY KOTTIKY OKU TOD
epyoleiov. H koumolotyro umopel vo, opeiletor 1000 o€ emidoyn tov gpyaleiov 000 koi atnv pBopd
ovtod [5].

Xapaxtnplotikod g oxéong ueta&d ehopdg epyaieiov kat eupaviong «burr»eivat to
ako6Aovbo oyfuo O6mov amewovifetoar o Vyog Tov «burr» mov oynuotileton
GUVOPTNHGEL TOV OOV TOL £YEL davoiet To 1010 epyodeio (TpoPavdg avaPepOLOOTE
og duaTpnon).
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Point A
11 i

-T.-Ijl

' —
¥
al’l i

40

ELH]

[pm]

20 -

'

i ] S0 a2 L (RHIY 120

Burr height |

#ofholes

2o 3-39: To dwog tov «burr» covaptijoer twv diavoryféviwy ondv oe Tomikl) dokiur]
datpnong [14].

Elvaw opath n avénon tov dtaotdoemv tov «burr»tpoidviov tov datpnoemy (Kot
Gpa pe v eBopd tov gpyareiov va avdvetor) 1 omoio pailota yivetol dtaitepa
évtovn HeTd amd Eva kpioo apduod dutpnoemv (onueio A).

2vvOnKeg Komhg

Yy ovvéxeln mapovotalovial ot PacIKOTEPES GLVONKES KOMNG HE TNV
EMIBPOOT TOVG GTNV EUPAVIOT TOVL «bUrr»6To KatepyalOUEVO TEUAYLO:

Elaio korn¢ (Aimovtiko)

[Mepdpoata mov £ywvav yoo Aoyaplacpd ¢ DaimlerChrysler AG oty
Ieppovia (Etovtykdpdn) €dei&av mwg ot S106TAGELS TOV TopoyOHeEvoL «burr» ce
Kom yopig Mmavtikd («Enpf» kotepyooio — dry machining)sivar avénuéveg oe
oxéon uHe ™V komn pe AMmovikd. To mepdpota avagépovio 6e MEPLPEPELNKO
epeldpopo 1000 Yoo Kouvovpyloe 0o Kot yuoo @Bapuéva epyareion pvOupilovrog
TopaAANAa Ko To punkog eumhokng (tool engagement #pokettar 6ty ovoia yo éval
€160¢ Pabovg Komng).

(Negative) / _ _ﬂ\

Offset [ 7 \

AT

< N /
>

2ynua 3-40: dokyés ppelopiouotog yio tov EAeyyo TS EMIOPATHS TOV ATAVTIKOD GT0 TEAIKO
«burr» ue wapdlinln poOuion tov wikovg surlokic tov epyaleiov [16].
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Ta amoteléopata £de1&ov avénuéveg daotdoelg «burr» 9%katd péco 6po, TocosTd
ONUOVTIKO 0AAG Ol TETOL0 MOTE VO AMOKAEIEL EVTEADG TNV TEPIMTMOOT TNG U1 XPNONG
Mmavtikod 1 omoia Katd meputtdoel (oe oyxéon pe 1o embountd omoTEAEGU)
umopel va €xel kamolo mheovektpata (). peimon kOGToOVvg AdY® TG UN XPNONG
MTavTikoD Kot TV amo@uyn tov dtaéemv yoénc). Ta coprnepdopoto pmwopodv vo
YEVIKELTOOV Kot TEPOQ amd 10 PPelAPIoHO 0V GKEPTOVUE TO YEVIKOTEPO TAAICLO TNG
komnc. Koatd 1 o1dpketd g A0y® TV avamtuooOUeEveoV POV Kot SUVAUE®V 1M
Bepuokpacio tov katepyaldpevov VAKOD TO KAvel O OAKLUO Kot £T0L PACEL TOV
unyoviopod avamntuéng svvoeitar M epeavion tov «burr» n omoio apOunTIKA
evromiletal o€ pia Kotd péso 6po avénon g taéng tov 10% [16].

Illpowan

O peréteg delyvouv yevikd avaroyikn oxéorn HETaED TPOMONG Kot ELPAVIONS
«burr»,dnladn 660 peyaddtepn gival N TPO®ON TOCO EVVOEITUL O CYNUOTIGHOS TOV
«burr» De Souza A. (2003), Hashimura M. & Domfeld(095), Heisel (1999), Lee
k. (2003), Schafer (1978), [1, 7, 17, 14 apBdvoviac voyn TOV unyovioud
avATTLENG TTOL €XOVUE TOPOVCLAGEL, €Vo TETOO0 GLUTEPOCUO EIVOL OVOLEVOUEVO
KaBmg 660 peyaAlvTepn ivan 1 TPOwoN TOTE AVEAVETOL 0 GYKOG TOV DAIKOV oL o
teivel va mopacvpbel ympic va komel KabMG 10 Kontikd epyaieio e&épyetan and to
tepdylo. To onueio «miPortapicpatoc» eppoviletor vopitepo Kot HAAIOTO GE
yapmAotepn Béon g mpog v emedvela komng [1]. Tynuotikd n adénom tov «burr»
e TNV avEnom g TPO®ONG QOIVETAL YOPOKTNPLOTIKA 6T0 0KOAOVOO oYU TOL
TPOEPYETOL OO LOVIELOTOINGT) TOV PULVOUEVOU.

(&) Feed rute =01 Smms

(b} Feed mte =0.20mm's

(C) Foed rate »0.24mmis

() Peed rae ~0.30mm's

2yuo. 3-41: H emidpoon e mpowone oto «burrs @aivetor yopaxtypiotika 1 eupdvion
evrovdtepov «burrs un v advénon e rpéwong [7].
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Toyvtnra Komns

H toyvmta komng etvan évag mopdyovtog mov @oivetal vo €xel 1010itepT
oyxéon pe to «burr». Aappavovtag vwoyn tov unyavioud ovAamTuENG UTOPOOUE Vo
TOOUE TG Ol LYNAEG TayOTNTES KOMNG Umopovv va cuuBdAdlovy oty peimon tov
«burr»kabog glodyovv LiKpOTEPES TAAGTIKEG TOPAUOPPDGELS GTO VAKO EUTPOG amd
TO KOTTIKO £pYOLEi0 AOY® TV HIKPOTEPOV dVVAUE®Y KOTNC TTov gupoviCovtal [17].
Ot peléteg teivouv va Gupeovicouy pe awtd to cvoprépacpo Olvera & Barrow
(1998), Trommer (1997), [5, 6, 10, 14, 1TlapdAinia OU®G SAMOCTOVETOL pia
HKpN dpopomoinoT 6€ £va. EDPOG TAXVTHT®V Oyt Wiaitepo vynAdV (.. 200 éwg
600 m/minnepinov) 6mov 1o oynuotiiopevo «burr» dev paiveton va ennpedletan
oo TNV PETABOAN TG TayOTNTAG KOTNG.

Badbog xomng

Eitvon évog amd tov mo onpoavtikovg mapdyovies e Kong. Mropodue va to
GUVOVTNGOVUE Kol 6oV ‘Tayog ToL amapapdpemtov anofAiittov’ (ayyA. undeformed
chip thickness)Ot peiétec deiyvouv yevikd avénon tov gugavifopevon «burr» pe
mv avénon tov Babovg xonrg [1, 5, 10, 12, 17].

1.r.:[—

1 1

put thickpess
'l

SNATAS

IS
/B
L)
\’
!
o3

b

~
IRy

y
|

Heignt 4,
Patio =Y

[ s [

Undeformed chia thickness w, mx Tadefornst ohin LnizdNois

2o 3-42: H emidpaon tov fébovg komic oto gupovilouevo «burr». Xro deli dicypauua ot
0e0TEPES UETPNOEIS ExovV An@Bel ue ypnon vypod komhs 10 omoio paivetor va fonba oty
usioan tov «burr» covyopwvrag oto éoa siroue mopardve. Hopdle avtd kar otigc 0vo
TEPITTAOGELS EIval opoth] 1 avénon tov «burr» ue v avénon tov fabovg kormig [12].

Tewuetpio otnv éCodo tov Teuoyion

Eivar évag mapdyovtag mov yevikd d0GKOAM UTOPOVUE VO SIOUOPPOCOVLLE
omwg Béovue, mapdia avtd atilel va avapepbodue e avTdV KOOMDS EXEL GNUOVTIKY
emidpaomn oty epupdvion tov «burr». To yeopetpikd péyebog mov e€etalovpie givar n
yovio, Tov oynuotiletal avapeso oto ddvocpo ¢ tayxdTnTog Komng (yio tnv
opfoymviki] Komn) koi otV Aakpn tov Tepayiov. Otav m yovio ooty eivo
ueyoldtepn omd 90° (1 kot to avdmodo — eEaptdror and To THOG Kortdpe TV eEEMEN
™G KomNG) To gpeoviopevo «burr»gloyiotomoteital, v Otav 1 yovio peidveta,
av&daveton ko to «burr» fec emduevo oynua).
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: Cutting tool
Cutting tool Cutting tool

Work / Work

(a) e<90” (b) 0=90" (c) e>90°

Zynua 3-43: H eAdtrwon tov «burr ue v avénon e yoviag e£é6dov tov epyaleiov ard to
teudyio [7].

To évtovo «burr» mov epgavifetar 6tav n yovio mov &Eetdlovue UEUOVETOL
opeidetal oto yeyovog 0Tl gpeaviletal vopitepa T0 €minedo apvnTIKAG SLUTUNONG
(6ec mapamdve Tov unyoviopd ovamtoéng tov «burr»). Avtifeta, oty Tpity
nePITTOON, TO apvNTIKO eminedo ddtunong kabvotepel va epeovicTel 1 propel Ko
vo. unv epeoviotel KabOAov TEMKE YEYOVOC TOL UTOPEl VoL 0ONYNOEL KOl GTNV
amovcio amoPAittov tomikd. Emumiéov, 10 onueio «wrifotapiopatog» epgovileton
TOAD KOVIA otV KOTEPYOLOUEVN EMPAVELD. YEYOVOG TOV OV EMITPEMEL OTNV
QITOKOTTOWEVT] GKPT] TOV TEUAYIOV VO <POAGPEL» 00N YDVTOG GTOV GYNUOTIGHO «burr»
0AAG 0Onyel otV amOTOUN OATUNGN TNG XEPOTEPEVLOVTAG CNUOVTIKA TNV TOLOTNTA

™¢ emoaveiag [5, 7].

¢
(8] Tre cxs angle = o0xr

I:D:I The i aigle = 1

(o) The axkasgle = ne?

| d) Theaui snghs = 60"

Zynpo 3-44: H uciowon tov «burr» pe wmyv wopdiinin usioon e yoviag oty éCodo tov
tepayion (8o 1 romn eletdletor «avVATOoa» Yl OVTO WAGUE Y10, UEIWON THS YWVIOG).
Blémovue mwg y1o yovieg puxpotepes omd 80 wader va oynuotiletor «burr» tomird [7].
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SOUTEPOAGUATIKA Ylo 000 EI0AUE GYETIKA LE TOVG TAPAYOVIEC TOL EMNPEALOVV TO
enpaviiopevo «burr» otig komég, PAémovpe TOG Ko apKETOHS TAPAYOVTEG EYOVUE
aAAG Ko ovykpovoueveg eEaptnoel o€ oyéon mavia pe 1o «burr». Av pdhorta
AdPoope vIOYN poG OAEG TIG AMOLTNOES 6€ piol Komh (7). ToldtnTa EMPAVEIDV,
YPOVOLG KOl KOOTN KOTEPYOSING, OLUVOTOTNTEG EPYUAEIOUNYOVAOV) OLOTICTOVOVLE
OGS SNUIOLPYEITAL £VOG KUKEDVOG GLUVONKAOV KOl OTOITCEMV TOV TPEMEL TEAIKA VL,
pvOuIoTOVY MOTE VA Eyovpe To emBounto amotédeopa. Eival mpogavég mmg avtd o€
umopel vo yivel LOVOGLOVTO KOt YEVIKA 0AAG dtapépel avarloya Pe TOo TPOPANUL
OV OVTIUETOTILOVE 0 KAOE TEPIMTOON INUOVPYDOVTOG ETOL VAL CNUOVTIKO TESTIO
dpdong Tov UNyovikoy GToV TOpEN aVTO.
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Kepdiouo 4
Movrelomoinen kai ocynuorticuog tov burr

¥10 KePAAOO aVTO Bo TOPOVOIAGTEL TO TEAELTOLO KOUUATL TNG SEPELVNONG
Hoc yopo amd 10 oynuaticpd tov «burr», to omoio Oa mepAauPdver T
LLOVTEAOTOINGT TOV (QOIVOUEVOL WHECE® TakETOV Temepacuévev ototyeiov (Finite
Element Method — FEM Finite Element Analysis - FBAiéow ¢ omoiag Oo
TOPOVGLOGTOOV To. dtdpopa €idn «burr»yw tic Pacikég katepyaciec, o uNxaviouos
avantuéne tov «burr»kabmg Kot pio EVOEIKTIKN UEAETN TEPITTOOEDV OG TPOC TOVG
napdyovteg mov emmpedlovv to «burr», tpocmabdviog oe Kabe mepimtwon va
emPBePardooLE TAL OGO TOPOVGLAGTNKAY GTO TPONYOVLEVO KEQAALAL.

4.1 To moxéro memepoouévav otoryeiwy - AdvantEdge

To Paockd pog epyareio vy 6ca Bo TopovcslacsTovy 6To TapPdV Kepdiato Oa
givar 10 makéto memepaocuévov otoyeiov AdvantEdge v.5.8tng  etaipeiog
ThirdWave Ilpdketrtan yioo £va mokETo Tov TapEEL ETOU0 LOVTEAN TPOGOUOIMONG
TOV POCIKOV KOTEPYUSUDY KOTNG GTO. 010l 0 ¥pnotng encpuPaivel povo puvbuilovrog
TIG TOPAUETPOVG YEMUETPIAG, KOTNG Kat epyaieiov og «Off-line» dradikacio (extog
gpyaAglopMyovig — mapoy®yng). Etot diveton n dvvatdtnra:

e  Amo@uync ypovoPopmv katl kooToBopmv «ON-line»dokiudy KomTnS.

e Emymxvvon g (ong Tov epyoieimv.

¢ BeAtimong twv cuvOnK®V KOTNG MG TPOG TIC YEMUETPIES KOl TO ATOPALTTO.

o Toybdtepng katepyaociog & KaAVTEP®V ATOOOGEWV.

o KoaAbtepng katavonon TV OmOTEAEGUAT®OV NG KOTNG (TOPOUOPPOGCELS,
TOPOAUEVOVGES TAGELS, OeproKpacies KAT).

o Avénuévov puudv amofoinc vAKo Kot EKUETAAAEVONC TOV EE0TMGLLOYD.

To mpdypauue AdvantEdge (FEM)dwbéter tpio facikd cvotatikd pépn oe éva
noakéto Software:

e To «simulation setup to omoio emtpénel 6TOV ¥PNOTH VA ‘GTACEL THV OAN
TPOGOUOI®MON TNG KOMNG GLUTEPIAAUPAVOLEVOV T®V GLVONKOV KOTNG, TNG
YEOUETPIOG EPYOLEIDOV KO TOV 1OI0THTOV TOV DAKDV.

e Tnv ‘umyovy’ 1tov mpoypdupatoc (AdvantEdge engine n  omoio
TPOYUATOTOLEL TNV OVAAVGT] KO TOVG OOPAITTOVS VITOAOYIGHOVG PACEL TV
OTOLEI®V OV E16TYONGOV GTO TPONYOVUEVO KOUUATL.

e To «result viewer» péco tov omoiov vyivetor 1 eneepyoacio TOV

OTOTEAECUATMV.
Simulation AdvaniEdge Results
— >
Setup Engine Viewer

Zynua 4.1: Ta tpia faoikd ovotatikd uépn tov mpoypduyatos AdvantEdge v. 5.8
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4.1.1 01 kazepyaoiec tov AdvantEdge v. 5.8

O1 Boowkég katepyaoiec komng ya T1¢ onoieg to AdvantEdgeuag diver v

duvatdtnto povteAomoinong sivot ot €€1g:

e Topvevon — turning

e  ®pelapiopo — milling

e Atdtpnon — drilling

e [Ipovicpo — sawing

e Boring

e Tapping

e Avldkwon — grooving

e Broaching
EmumAéov divetar n duvatdTnto TPocopHoinwong g HKPOKOTIS, pubuion dAov Tov
TaPApETPOV ¢ Komng (Babog komng, mpdwomn, TayxdTNTO KOTNG, VYPO KOTNG KAT),
LEAETN TOL PAVOUEVOL GYNUATIGHOD «burr»mov givar kot 1o yYapaKTploTIKO TOL
LOG EVOLOPEPEL KO LOVASES TOGO 6TO cvotnpa Sl 660 Kot 6To oy yAIKO.

4.1.2Kortikd, pyoleio kot vAIKG,

Oocov agopd T1g pvOuicelg Yoo To KOTTIKA epyareia, divetor n dvvatdOTNT
amd TO TOKETO YO EMAOY €PYOAEIOL Oamd KOTOAGYOLS TPOTLIOTOUUEVMDV
gpyareiov, oyediaon Kol emAoyn pepovouévov gpyoieiov (custom tool geometyy
EMAOYN Y10 TNV AVAALGY TOV TAEYUATOG GTNV KOTTIKY OKUN, EmAoy YpeloBpahotn
Kol EMA0YN VAIKOD Kot TUXOV ETKOAVYEMV.

Ocov agopd Tig pvduicelg yio t0 vVAKO tov katepyaldpuevov tepayiov,
mopéyetarl pio ektevng PPAMoONKN VAKOV e HOVTELN TEPAUATIKG Kol oplOunTiKa
emoAnOevpéva, aVETTUYHEVO EWOIKGL Yol Vo TEPLYPAYOLV TN GCLUTEPLPOPE TOV
EKAOTOTE VAMKOV o€ Kotepyosio Komng. Emiong olveron n dvvatdmta eicoymyng
VAKOV amd TOV YPNOTH.

4.1.3Avalvon kou omoteléouara

Méow ™G ‘unyoving’ Tov TPOYPAUUATOS EMTVYXAVETAL GUVIVAGUEVT BepLo-
UNYOVIKY]  OVAALGY], TANP®G OVTOUHOTY ETOVOONUIOVPYIDL TOL TAEYHOTOS TV
TEMEPUCUEVOV GTOLYEIDV, QUIVOUEVO LETAPOPAS BepudtnTag, TPIPNg Kot adpdvelag
TOG0 GTO TEUAYLO OGO KOl 0TO gpYaAreio, avaivon Bpavong Tov amofAittov, POopdg
TOV £PYOAEIOL Kol HEAETN TOV TOPAUEVOVCDV TACEMV.

Oocov apopd TO OmOTEAEGUHOTO, TOPEYOVTOL TOAAEG  OLVOTOTNTEG
OTTIKOTOINGNG TOVG He OAoL TaL UEYEON 7OV TMPOKLATOLV GO TNV OVAALGCY Kot
EVOLOPEPOLV TOV YPNOT).

4.2 I'vaopiuio. ue Tic KATEPYOOIES

Ymv evotnrta ovty 0o Tapovcidoovpe TIG POCIKEG KATEPYATIEG OTMC AVTEG
vAomotobvton pécm tov makétov AdvantEdgexor momg mopspfoivel o ypnoTng pe
okomo va e€etdoetl Ta eavopeva mov embopel. Bdoet kot tov dcmv Exovpe mel péypt
TOPO. Ol kotepyaciec mov Oa dovue eivor 1 tépvevon (turning), to epelapiopa
(milling) xou 1 ddvoiEn avidkov (grooving) n omoia. ovLOOTIKG &ival pio
VTOKATNYOPio TNG TOPVELOTG. AVCTUYMDG Yo TNV TEPImT®ON TS ddTpnong, To
TPOYpappo 0€ divel Tn SuvatdTNTa LEAETNG TOV PALVOUEVOL OYTUOTIGHOD «burr.
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4.2.1 2Dtopvevon

Avoiyovtag pia véa epyacio oto Tpdypaupe (New projeckt eppaviletat to akdélovbo
pHevoL amd TO Omoio EMAEYOLHE VO, ONUIOVPYNCOLUE €va HOVTEAO O1601406TATNG
topvevong (2D turning. Xto mopdbupo avtd Sivovue Kot TO GVOUO 6TO HOVIEAOV
oV o ONUOVPYNCOVLE, EVD £YOVUE TN OLVATOTNTO VO OMGOVIE KOt Hiok GOVIOUN

TEPLYPAPT).

.| Josse
G Tt et e 19831 i s - . et - & wission -

Ewcova 4.1: H emidoyn yio. Ty KaTooKevH LOVTEAOD g€ O100140TATH TOPVEDDH. 7

A@OTOL KAVOLLE TNV EMAOYT ALTH 'POPTAOVETOL Omd TO TPAYPOALUO 6TV 006V Hag
T0 étoo poviélo oto omoio euelg Ba eméuPovpe pvBuilovtag Tig Sidpopeg
napapéTpovs. Onwe PAEmovue oty emduevn eikova (ewdva 4.2) Exovpe ‘netopepOel’
amod TIG TPELG O106TACELS TOL gidape apykd (ewkdva 4.1) 6Tig V0 YOPIG OUMS KoM
va €yovpe dgi&el Twg Eyve oTo.

7 i = [ = . : : . ‘ S mar v Lo
Eixovo 4.2: To povtédo yia v diodidoraty topvevon. Paivetar o teudcyio (ykpt ypaua) kot
70 gpyaleio kornc (Toptokodi ypdua).

[Tapatnpodpe emiong mwg n 006vn pag yompileton TAéov og dvo Tunuata. 'Eva etvot o
Y®OPOG 6TOV 0moi0 omelkovileTor to poviélo pag (6e&l pépog) Kot o devtepo gival
aVTO GTO OMOi0 (oivovTal 01 TANPOPOPIES VIO TO HOVIELO pog (aploTepd HEPOQ).
A1 1oy0eL YeviKG 0TO TPOYPOpLpO KoL Eivar 1 ekova mov Ba £yovpe 6,1t LOVTELO
Kot av BeAnoovpe va dnuovpynoovue oto mepPdAlov tov AdvantEdge Xto
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aplotepd PEPOG PAETOVUE TG Ol TANPOPOPIEG TOV EYOVUE YOl TO HOVIEAO LHOG
evtdooovtal og mévie peydleg katnyopieg. Ilpdkertar yio Tig mévie Kotnyopieg
TOPOUETPOV TTOV EUEIG LTOPOVLE VO pLOUIGOVIE GTO HOVTELOD Y1 VO, SOVUE OVTA TTOV
B0élovpe. H Sopdppwon oavty oydel emiong Yy  omolodNmote  LOVTEAO
ONUIOVPYNOOLUE Kol ovTioTtoryo  elval SlopopeOUEVE  KOL TOL HEVOD  TOV
TPOYPAUUOTOG. 2TV cuvéyela Ba dodue Alyo mo avaAvtikd tnv Kabe katnyopio
nmoapovotalovtog mapdiinia g euelc o eméuPovpe yuoo va dSNOVPYHGOVUE TO
HOVTEAO poc. AvTto Ba yiver yo kdBe pio amd TIC KoTEpYyOooieg mov O
novtelomomoovue péom tov AdvantEdge'Eyovpe Aowmov:

- PROJECT -1 epyooia pog)

Ed® ofvovioar moAD ovvomtikd yevikéc mAnpogopieg, Omwg 1M £€KOOOT  TOL
TPOYPAUUOTOS TOL SLOOETOVE, TO OVOLO TOL LOVTEAOL Kol il GOVTOUN TEPLYPAOT
oV (ebv TNV £xovpe dMGEL), TO TPEYOV CVGTNLO LOVAS®YV, TO €160 TNG KATEPYUGING
Kol TO €100G TEUAYIOV, KOMTIKOV €PYOAElon Kol LAKOD KOMTIKOV gpyoAeiov. Na
onuewwdel ywoo to tplo TEAELTOio TG Whvta epeig Oa PAEmovpe Tov TOHMO
'STANDARD' kaBd¢ Ba ypnoylomocovpe o€ OAES TIG MEPUTTMOELS TIG ETOLUES
EMAOYEG TTOV LLOG TTOPEYEL TO TPOYPOLLLLAL.

- STANDARD WORKPIECE - £Anpo@opieg yia 10 Tepdy10)

Edd éyovue tig mAnpogopieg mov oyetilovran pe 1o tepdyd pog (0100tdoels, LAIKO
Kot GALEG TVYOV TANPOPOPieS OMG T.Y. GV Yo TO HOVTEAO pog Ba Bewpovue mmg
Nnon £xet e16éA0eL t0 gpyareio oTo TEUA)O KATA TV évapén TG KOMNG KAT). XTO
tepdyto puduifovpe T TAPAUETPOVG OO TO AVTIGTOLO UEVOD O’ OOV £XOVUE TNV
aKoAovOn gkova.

Srmdztan e P Heg

Workshop View

Simulation Mosel

—

\\TL\\\];\\\\WM‘N\\\

Ekéva 4.3 H pOBuIcH TV TOPOUETPOV TOD TEUOYIOV YIO. THY OLGOIGTTO.

o Lw

T TOPVEDTT].

Méow g pouduiong tov Topapétpmv Tov Tepoyiov Eekvlpe vo pmaivovpe oto
TVELUO TNG HovTEAOToinong mov €xel yivel ywoo kdOe mepimtwon. Edd ya
dodidotatn topvevon PAémovpe mwg pio Ampida’ vAkod omd to kotepyaldpEvo
TEUAYI0 ATOKOMTETAL KOl TEVIMVETOL EVM 1 HETAPOPA OTIS 0VO0 O106TACELS YiveTa
BewpdvTog TG To KOMTIKO epyalreio £xel e10éABel Ko kOPel o Tepdylo. 'Etol otig
dvo dwotdoelg N Kom yivetow pe 10 Pabog Komng va ival ovolaoTIKG 1 TPOWGT).
Emiong 1o xomtikd epyoireio Oewpeiton akivnto evd Kveital 1o Tepdyo mpog avtd. H
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TaOLTNTO KIvnomng Tov Tepoyiov TPOG TO €PYOAElo Yo TO HOVTEAO pog eivot
OVCLOOTIKA 1 TOOTNTO KOTNG, EVA TO TPAyUHaTikd Pabog komng sivor kdbeto pe
Katevbuvon evtog g 006vng Tov LTOAOYIGTN. AVTH N TOPASOYY| TOL YivETOL KATA
™mv petdfoon otig 600 SCTAGELS XPNOLUEVEL Yo va emttevyBohv 660 10 dvvaToOV
KAAVTEPEG GLVONKEG AmOAVTNG 0pOHOYOVIKNG KOTNG. AVTOG 0 TPOTOG LOVTEAOTTOIN GG
Ba yiver akoun koAvtepa katovontdg 6tav otn cuvéyele Ba dodpe Kot Tn puduion
TOV GLVONK®OV KOTT|G.

Tool .

Workshop View

Simulation Model

T

»
i |
—— L ——~

Ewcova 4.4 H petafoon amo g wpeic otig 000 J100TATELS YI0. TIS AVOYKES THS LOVIEAOTOINOHG.

Ultimate Tensile Strength 1027 MPa
Yield Strength 612 MPa
Hardness: 305 Bhn

Component
Al
c
co
cr
cu
n
Mo

Weight s

0.465

Region

Europe.

Workpiece Material
Stesl

300 Stesl (LS)
3000 Steel (550Bhn)(US)

C45 (200Bhn)

€50 (QaT)

€50 (Morm)

53
a0
C705)

@ Standard () Custom

Variable Hardness

(@ Default “) User Defined

305 Bnn

{A*& T T T ‘ OK

| e

Ewcova 4.5: H emidoyi tov viikod teuayiov. To mpoypaupa diabéter uia exoprn 'Pipriodnkn’
vAikdV 0. omoia Eyovv kotatoybOei faoel e ovouatoloyiog Tovg Kai emions divovial Koi
KOO0, GTOLYEIDON XOpaKTNPIoTiKG TovS (aVTOYéS, OKANPOTHTA, GUGTACH KAT.)

- TOOL - (comtikd epyaleio)

Edd £xovpe tic mAnpogopieg mov oyetiloviol pe to KOmTiKO pag epyareio (Lopen,
o TAoELS, TOOVEG EMKOAVYELS, DAKO, TukvOTNTA TAEYHOTOG KAT). Ot mopdpeTpot
avtég puOuilovtal amd 1o avTicToro HeEVOL 0oV PAETOVUE TIC EMOUEVES EIKOVEG:
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Bl ) 2
ok iongih il (mm) 2 T p —

Jamimum Tool Bment Sizs {mm} 0.0z M
element size

Tarning Tool Faramsters

cumog Eage maiss [1) mm)

Rake angie o1 (o)

Renet angse ] (veg)

Assanced Optas

Tool Material

Cemented Carbides
Carbide-General
Carbide-Grade-K
Carbide-Grade-M =
Carbide-Grade-P
Carbide-Grade-H10F
Carbide-Grade-Hz0OM

Ceramics
Cerarmic-General
Alurnina

Il ¥

) Custom

Eixoveg 4.6 & 4.7: 01 emidoyn twv mopouétpwv oo epyoleiov. Ievikd o€ 0,71 (el Vo KGVEL ue
10 WAEYUQ, oe OAa uag ta poviéda e Ba eméufovue otic poBuicels Tov TPOYPAUIOTOS. ZTHY
0evTEPN EIKOVA PaLVETaL 1 ETIAOYN TOV VAIKOD Yia T0 gpyaieio uog. To uevod avto eivar (010
VIO OAES TIG TEPITTWOEIS TV KOTEPYAOLDV TOV UTOPOVUE VO HOVIEAOTOITOVUE UEGW TOD
TPOYPOLILOTOC.

- PROCESS -Appdpetpot Tig povteAomoineng)

Edm &yovpe tic mAnpoopieg mov oyetilovtal pe Tig cuvOnKeg Yo TNV KEOe KoM TOL
povtelonoteitan. Towg elvar to onuovtikdtePo KOUUATL 0T0 omoio emepPaivovpe
KaOdG gival avTtd oL Bol paG EMTPEYEL VO SIEPEVVIICOVLLE TN GYECT TOV GLVONKOV
KOTNG Ue TOV oynuatiopd tov «burr». Méom tov avtiotolyov pevov, mépa. amd Tig
KAOGIKEG TapapETPOVS TG Katepyoosiog (Tpodoelg, PaOn komng, toydtmreg Kommg
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KAT), pvOuilovion emiong m ypnon M Oyt Amwavtikod kot 1 TP petald tov
eumiekopevev copdtov. I'evikd oto poviého g TP mov ypnoiponotel to
npoypappo dev emepPaivoops kot ypnoipomotovpe Tig default emloyéc. Onmg
BAémovpe omnv emduevn €kdva 1 omoio. TPOEPYETAL Amd TO HEVOD pOBHONG TOV
TOPOUETPOV TNG KOTNG yiveTal akopa mo EekdBapn n poviehomoinomn yu 11§ 0VO
JLOTAGELG OTNV TOPVELGT. LTNV 0LGia To TOE0 KOKAOVL 7OV daypdQel TO pYOAEio
KaBmg £xel NON €16EADEL GTO TEUAYIO Kol KIVEITOL KOTE TV TPOWON OTOKOMTETAL Kol
'Tevioveral’ dote va yivel ubeia OvTog eVKOAOTEPO T 6TO YEPIoUd. BéPata edv to
TOPOTNPCOVUE KAAD, 1 KIVON TOV TPOGOUOIDVETOL OE YPNOIUEVEL TOCO DOTE VO
deiéovpe pion mpoypatiky katdotacn topvevong (iowg poévo pion SoKOTTOUEVT
KOTN), OUOC ATOTLTOVEL KAAG TV Kobopn opboywmviky KOT EMTPETOVTAG LoG VoL
eetdoovpe tov punyaviopd avamtvéng tov “burr’ kdvovtag v cvykpion pe avtod
oLV mapovoidoape BewpnTikd Topomdve. AAM®GCTE N €MAOYN NG OlGO1ACTUTNG
topvevong Pacetl avtod Tov povtélov Ba ypnotpomombet and epds axpiag Yo Tov
okomd avtd KabdC emiong kat Yo va dodue Tov oynuaticpd «burr»omv ££0d0 tov
gpyaieiov amd to tepudyto (exit burr). Eniong otn cvvéyeia mopovsialovral Kot ot
eMAOYEC pOBUION G TOV «burr»kat g ¥pHoNG TOL VYPOV KOG,

Turning Process Parameters

Feed M (mmrevy T |8 ~ Workshop View

Depth of cut [doc] {mm}

Length of cut floc] {mm}

(Cutting speed n {mimin}

Initial temperature [To] {degC}

Simulation Model

V—p

Hote: Length of cut [loc] could be larger or smaller than WQFKPIEFE.

waorkpiece length, but should not exceed twice the l— loc 4..4/:“:
workpiece length.

o] [om]

=

Eixovo 4.8: H emiroyn twv “ KlaoikdV' oovOnkdv komg.
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Cutting Mode Changing any project pargmeter will
override Burr option!

(") General @ Burr

Eixovo 4.9: H emidoys yio. ty pelétn tov porvousvov aynuotiouod «burrs. Teekdpovrag v
EMAOYN avT 1] HOVH OO TIG GVVONKES KOTTHS TOL EXNPEGLETAL EIVOL TO UNKOG KOTHG, KOOGS TO
TPOYPOLULO, TO TPOTOTOIEL OVALOYa. ETCL WOTE TO gpyaleio av &ééAber amo to teudyio. H
emidoyn oot (evvodviag oav pevod) ivor i0ia yia GAES TIG KATEPYATIES OTOD TO TPOYPOLLC
HoG emtpénel peAétn tov «burrs.,

Coolant |

[¥] Coolant

Density {Kgim3} 2800
Heat Transfer T
@ Constant Properties i Coolant Area Tip Vicinity Excluded
Heat Transfer Coefficient [h] {WIm2K) ¥ 1E4 %

i
Coolant Temperature {degC} 20 ?17 W

PEAVE

©) Temperature Dependent Properties
Input Table

Coolant Area Option

) Immersed
"
@ Exclude Tip Vicinity 5
i

Heat Flux (q)

Distance from Cutfting Edge Tip(R) {mm} ] i

) | Workpiece

) Focused Location Model Pressure |
Lo EELE itz it ! In this option, surfaces lying in the cylindrical area defined by the distance
Jot Radius (R) T o from the theoretical sharpness are excluded from the thermal flux BC as

shown above.
Nozzle Location fmm3} X [0 Y o

JetAngle (&) {deg} 0

Jet Velacity {mis} a

| OK | | Cancel |

Eiwxovo 4.10: H emiloyn vypod komig. To mpoypopua divel ty SvvarotyTa tpichv EmAOYOV.
Mia. 6o T0 VYPO KOTHG TOPEYETOL OE OAN TNV TEPLOXN THS KOTHG, Hio. Omov N Tpoafacy tov
VYPOD KOTHG OTOKAEIETOL GO uio. WiKkph mepioyn otny kKomwtikn oxun (emidoys mov &yl wia
Aoyikn koAbtepng povredomoinons ov oxepBodue wwes oe ekeivy TV TEPIOYN EYOVUE DWHAES
TECEIS KOl OepuoKpacies TOV 0eV ETITPETOVY GTO DYPO VO, IPAoEL) Kal Ui, OTwS EMAEYEL O
xprotng oe ma wepioyn Bo popodoTHoEL T0 VYPO KOTHG.

- SIMULATION — (emiAvon tov poviélov)

Y10 teAevtaio avtd Koupdtt pvbuilovtal or Aemtopépeleg mov oyetiloviotl e TV
enilvon tov povtédov (my. Oépato mov £yovv va KAvovuv pE TO TAEyud M UE
TEPLOPIGHOVES OE OVOTTUGGOUEVEG OLVOUEIS KOl TOPOUOPPDOGELS KAT). [evikd o€
avtd o Kouudtt dev emepPaivovpe aitepa ypnotponotdvog tig defaultemioyéc.
Amd 10 avtictoryo pevoly pmopovpe va PAEmovpe TV mpododo TG emilvong, To
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OTOTEAECLOTO KO VO, KAVOLLE EMIONG KATOEG IKPES puOpicelg Onwg m.y. 1 ETA0YN

ywo. v Opavon tov oynupatiiopevov anofiittov (chip breakage

General ‘ Wiorkpisce Meshing | Resutts | Parallel |

Simulation mode

71 Demonstration

@ Standard

[ Chip breakage

[T Residual stress
Standard mode only

Number of cuts:

[] Steady state analysis Avg. length of cut(%) |10

Mote: residual stress and steady state analysis cannot be chosen at the
same simulation.

Simulation Constraint

Value Number of Steps
[7] Mormal Stress {MPa} %3 10000
[7] Temperature {degC} 700 10000

Mote: the simulation will stop if the analysis values exceed the constraint
walue:

Max. number of nodes

[o] o)

Eiova 4.11: H poBuion mopouétpwy g eXilvong Tov Hovieiov.

4.2.2 2Dgpelapiopuo.

Avrtiotoya pe 0,1t idape yio v d1edtdotatn tOpveLoT, Eekvavtag pio véa
gpyacio oto Tpdypaupo (NEW projectlemiéyovue vo, SnUovpynoovue Vo LOVIELO
dedidotatov epelapicpotoc.

Project | Job Name: 120 _miling

Project/ Job Description:

Process Type

© Tuming @ Up miliing} Drilling
) Sawing " Down milling Grooving
) Broaching || Micro-Machining

Boring Orbital Drilling

@ 2D Simulation () 30D Simulation

| Cancel |

Eixovo 4.12: H emiloyn yio. THY KOTAOKEDH HOVIEAOD YLa. O10OIAOTATO PPECOPITUA.

To pevod amd to omoio emAéyovpe To €100¢ TG Katepyasiog epeaviletor mivto Kot
v évapén piog véag epyaciag Kot Tavto £(0VUE TNV SOLVATOTNTA VI SMGOVUE OVOLLAL
KOl GUVIOUN TEPLYPAPT] OTO VEO LOVTEAO TOV CKOTEVOVUE VO ONUIOVPYIGOLLE.
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Edwd yuo to ppelapiopa pmopodpe va emreééovpe opodppono 1 avrtippono. Epueic o
gpyactovpe pe to avtippono epelapiopa (Up milling) 6mov to oavopevo tov «burr»
glva evtovotepo.

Kotomv mg emhoyng avtg, epugaviovtor otnv 006vn Kotd 10 yvootd To
LOVTELO KOt Ol TANPOQOpieg Yia avtd, 6e1d Ko aplotepd avtiotoryo (0Tmg otV
eicova 4.2). Eekivavtag TNV Spop@moT] ToV TopoUETP®Y, AGYOAOVUACTE TPMTO LLE
avTéG TV KatepyalOpevoL tepayiov (va onuelmbel yevikd mog 1 6epd ue tnv onoia.
SUOPOOVOVUE TO HOVIEAO HOG — TEU)l0, KOMTIKO epyoaieio, cuvONKeg KOMNG,
Mmavtiko, «burr», simulationkAn — dev amawteiton va givor cvykekpuévn. Koid
etvat Opmg va akoAovBovpe To LEVOD TOV TPOYPAUUATOS £TGL DGTE VO ATOPELYOOLV
Toxdv mapodeiyelc.). Avoiyovtag 1o avtiotoryo mapdbvpo PAEmovue v emduevn
ewova omd TV omoia kaTtoAafaivovpe Kot ToV TPOTO LOVTEAOTOINGNG.

"Up Millng Workpiece

Up Milling Workpiece

Cutter o

g

Workpiece width  [w] {mm} Workshop v
View i & rpm

Mote: Workpiece length [1] to be determined b . y

by tool and process parameters. - > J
Workpiece

Simulation Model

[7] Initial stress —
Specify file name; i

<!
:

Eixovo 4.13: H poQuion twv Topoauétpmy oo Teuayiov yio. 10 016010.01ato ppeapioua.

[Mopatnpolpe Tmg 1 LOVTEAOTOINGN EMKEVIPAOVETUL GTOV KAOE 03OVTA TOV KOTTIKOV
gpyaieiov, 10 omoio kot €0 €xel MO €10éA0el oT0 Tepdyo. H kivinon tov 0ddvta
petatpémetal kot €00 amd t0&o o guhLHYpapUN EVEO TAAM TO TUUO TOVL VAIKOD OV
apopeiton eivar otn devbuvon g Tpdwong dnwg AAAmote cvuPaivel Kol otV
npoypatikdtto Yoo to epeCapicpa. To pnkog mov Ba kOyel o 0ddvtag eEaptdran
amd T1g Aowmég cLuvONKeG.

Metd v pobuion tov kotepyaldpevov tepoyiov akoAovBel avt TOL
KOTTIKOV gpyoieiov. Ouuilovpe Twg 1 EMAOYN TOV VAIKOD TOV €pyaieiov eivar Kov
Yoo 0leg G Kotepyacies (deg ewdva 4.7). Emdéyoviog TG mapapéTpovg Tov
epyaieiov Eyovpe Vv e€ng ekova.:
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Propect Informatiny

—PROJECT -

Waky
Maten,

Project View Woniplece

NDARD WORKPIECE

Miling ool Advanced Options

Hengtn ] fmm)
ane length fal tmm)
axirum Tool Elemeat Size{mm}
tmimum Tool Elsment Size {mm)

esh Grading

L

Biling Tool Avanced Opbans

01

oo

Ewcova 4.14: H pdBuion twv mopoustpmy tov Epyaieion yia 10 d1odiaotato epelaplolio.

rieip

Toot Frocess Smulation CustomMatenals Design Preferences

e des@moImior 10

lcutter Dismates
[cuting Edge Radiis
[Rake angie

[Rsiet angte

] {mem}
) {men}
sl {teg)

o1 {de}

Advanced Opsns

HI‘\IIJ|I\
wazmn

\I‘\I\\]HIJWIHI"JJHIMII

=)

=)

YrevOopuilovpe emiong Ott yevikd Ogv  emepPaivovpe OTIG TOPOUETPOVS TOL
TAEYLOTOG TOV LOVTELOL pag, mapd pévovpe otig defaultemloyéc.
21 ovvéyeln akoAovBel N EMAOY TOV GLVONKAOV KOTNG TOV HOVIEAOL, Ol
omoieg kaBopilovv oe onuavtikd Pabud t coumepipopd Tov. ATO TO OVTIGTOY(O

LLEVOD £YOVLE TNV EIKOVOL:

Up Milling Process Parameters

Spindle speed

[rpm] {RPM}

@ Feed per tooth
() Feed per rewv.

Teeth per cutter

[l {mmitooth}
[fpri{mmirev}

m {1

Radial width of cut

Axial depth of cut

Initial temperature

Length of cut

workpiece length.

[woc] {mm}

[doc] {mm}

[ {deaC}

floc] {mm}

Hote: Length of cut [loc] could be larger or smaller than
workpiece length, but should not exceed twice the

Cutter

Workshop

View
T

woc

ER

[Workpiece |

| Simulation Model

Ewcova 4.15: Ot ovvOnkeg komng yio. 1o 010016.0T0T0 Ppelipioua.

H gniloyn 10V cuvOnKdVv KOTNG OV avaQEPOVTAL GTNV EMAOYN VYPOL KOTNG Kol
HEAETNG TOV oynuatiopod «burr» de SlapEPovV Kot yivovtal OmME OVOQEPUUE Kol
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otV mponyovuevn katepyocia (0eg ewkdveg 4.9 & 4.10).Avtictoya 1o 1610 10yHEL
KO Y10l TG €MA0YEG TG emilvong tov povtédov (deg ewdva 4.11).

4.2.3 3Dwopvevon
Eekwvovtog pia véa epyacio oto mpdypappe emAéyovue turning kow 3D

simulationowt T @opd yio vo EEKIVAGOVUE EVoL LOVTELD TPLEOIAGTATNG TOPVELGTG.
Tote epeaviletar To pHevol He TIG LITOKOTNYOPIEG — EMAOYES TTOV EXOVLLE:

rTranslating Workpiece

(") Oblique Turning

rRotating Workpiece

(71 0D Turning

(7 Fading

[B——

rTranslating Workpiece

() Nose Turning

rRotating Workpiece

(7 OD Turning

(") Fadng
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rTranslating Workpiece

() Mose Turning

(7 Oblique Turning

rRotating Workpiece

() 0D Turning

rTranslating Workpiece

() Nose Turning

() Obligue Turning

rRotating Workpiece

Ewcoveg 4.16, 4.17, 4.18 & 4.1901 emidoyé yio v TpLOOIG0TOTH TOPVEVOH.

To wpdypappo pag divel Tnv duvVaTOHTNTO TEGGAP®Y EMAOYDOV Yo TV TPLEGOACTATY
topvevon. Ot 600 mpmteg (Nose turning& oblique turning eivatr otnv Aoyikn tov 2D
LOVTEAOL OOV TO TERAYO €ivar ‘evBOYpappo’ kot eival avtd TOv Kveiton TPOS TO
gpyareio. Ewdwotepa n devtepn emdoyn (oblique turning mpocopoidvel cuvOnkeg
Ao&ENg komg. Ot dAdec 000 EMAOYEC TPOGOUOIDOVOLV TNV TOPVELGN OT®G TNV
EEpovpe oav 3D katepyasio v TpdTn EMAOYN TO TEUA(LO TEPICTPEPETAL KOL TO
gpyodeio Kweitor kotd T O1€vBvvon Tov GEove TOV TEROYIOL HEUDVOVTIOG TNV
dtbpetpo xotd punkog oavtov (OD turning). Xtn devtepn emhoyn 10 TEUAYNLO
TEPIGTPEPETOL KOl TO €PYOAEID Kiveltor UOVO OKTIVIKG OTNV GKPN TOL TEpO)iov
Topvevovtog 1o katd tpoécmmo (face turning) Eueic emdéyovpe to OD turningérot
®ote vo dovpe ta. dapopo «burr» mov ovamtdocovior pe vV TPOodo NG
KatePYaoiag &xovtag TapaAANAa £va LOVTEAD KOVTIA UE TNV KoTtepyosio Omwg tnv
yvopilovpe ywpig va VIAPYEL KATOWL TOPAOOYN €T OLTHG. ZOUPOVO KOl PE TO
gyyelpiolo ypnot, ue to OD turning mpocopoidvetar n toOpvevon Aapfdavovtog
VIOYN TNV KOUTLAOTNTO TG KOMTIKNG OKUNG KOl UE TIOTH OVOTOPACTICY TNG
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TPAYUATIKNG SlodKociog Yoo Tepdylo. omolaconmote dapétpov. ‘Etol €yovpe v
EIKOVO TOV LOVTEAOV KATA T YVOOTH poll Le TIg TANpoQopieg TNV EMOUEV EIKOVAL.

Ewcova 4.20: To poviéro yia v mpiodiaotaty topvevor.

2NV CLVEKELD TTPOYWPOVE GTNV PUOLICT] TOV TOPUUETP®V TOV TEUA)IOV, OOV Ao
70 avTioTolyo Hevol PAEToLpE TNV akOAoLOT elkdvaL:

0D Turning Workpiece

QOuter Diameter [0] {mm}

Workpiece length [L] {mm}

Advanced Opt! ons

Eixovo 4.21: H poQuion twv mopouétpwv tov tepoyiov. IIépa anod ty emdoyn twv
0100TATEWY EYOVUE THY SVVATOTHTA VO. EXIAECODUE EGV KOTO. TRV EVOPEN THS ERIAVONG TOD
LoVTEAOD, TO KOTTTIKG Epyaisio Oa éxel 110n e106)0s1 17 Sy oto Teudyio (emidoys precut Boolean
workpiece).

H emoyn tov vAkod Tov Tepayiov yivetar Omwg £YOVIE AVOPEPEL TOPATAVE® KAODS
gtvor Kowvn yio OAgg g Katepyacies (deg ekova 4.5).

[Ipoywpdvtag, ot cvvéyela Bo eMAEEOVUE TIG TAPAUETPOVS TOL EPYAAELOV.
Kobnhg €00 Ppiokopacte oTig TPELS OUGTACELS TO TPOYPOUMO pog divel apketd
TEPLEGOTEPES OLVATOTNTEG EMEUPONG O1 OTOlEC TEPIAAUPAVOVLY TTEPO OO TN LOPOT|
TOV €PYOAEIOV KOl TNV KOUTVAOTNTO TNG KOMTIKNG OKUNG TNV pOOoN ToV YOvidv
£16000V, amoPAitTov (0mebev Kot TAGYL0G) Kot TOV TAGTOVS TOL EPYAAEIOV.
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T Weve AdvantEdge - 30t
Project View Wonplece Tool Fracess Smulafion  Cusiomatenals - Des|

fzHes@pifior 10" 2

Propect Informatiny

Tocl Modsier

Setectinsert Parameter

1.insert Shape 2 CisarancaAngle 3. Tolerance  dmserfype  SmsertSize 6 iser Thicksess 7. HoseRagus
3 - B - s o

nsect Shage

cring || Seefokedrge (o eeq)

BackRake dngle 0 (dog)

YDA | Load Angle o (dost 3 g
|| capemadus om )
Toolvag oz mmy
A= ]

[ Adancedcptons | [0k ] [ cemcal ] [_rp] —]

Ewcova 4.22: H pdBuion twv mopouetpmy tov pyaieiov atny Tplaodidaroty TOpVveDoH.

To vAkd ToVv gpyareiov emdéyetol Katd Ta Yvootd (dec ewova 4.7) evd de yivetal
Koo emEPPaon 6To TAEYUA TOV.

To embuevo Prua sivor vo emdé€ovpe Tic cvvOnKkeg Komne. Atvovtag tnv
yovio TEPIGTPOPNG TOV TEUMYXIOV £YOVUE TV SOLVATOTNTO VO OOVUE TNV €EEMEN TG
Katepyoosiog yuo apketn dpa (BEPata povo yia éva macG0), SvoTLYMG OUMS Oyl LEXPL
0 gpyoreio va e£€ABel amd TO TEUd)0. AVTO Onpiovpyel Kdmowo mpoPAnuaTo
ELPAVIONG HEYAA®Y dLVANE®V T} / KOl TOPAUOPPDCEDY GTO HOVTEAO OLOKOTTOVTOG
Vv €miAveT] Tov. AAMM®GTE Kol GTO £YYEPIOI0 YPNONG EMCNUOIVETAL TOC TPEMEL VoL
TPOoTIOETAL TOVAGYIOTOV £val IAMOOTO EMUTAEOV GTO UNKOG TO TEROYIOL GE OoYEoN UE
TO UNKOG oL BéAovpE va kOyEL To gpyareio. H pbhOuon e avdivong yio to «burr»
KOl TO VYPO KOTNG YiveTatl Katd ta yvmotd (deg eikoveg 4.9 & 4.10).

4.2.4 3Ddiavoién aviaxiov

Eekvovtog pio véa epyacio oto mpoypappo emthéyoope 3D simulationkor
grooving ywo. va Eekwvnoovpe £va HOVIEAO TPLOOIACTATNG OLAVOIENG CLAGKMV.
[Tpdkettar ovolaoTiKd Yo pio vToKaTnyopia TG TOPVELGNG 1 OTToio LOVTELOTOEITOL
Eeywplotd oto AdvantEdge Xty katepyocio avuti 1o mpdypappe pog oivel tnv
JUVOTOTNTO VO SNULOVPYAGOVUE HOVTELD ‘€VBVYpappov’ tepayiov (oTnv Aoyikn mov
E0OE KOl TOPOUTAV®D) HE KOVIKO €pYaAEio, ‘€u0OYpaUUOD’ HOVTELOL UE KOVOVIKO
gpyareion kot KVAVOPIKoU gpyaleiov pe Vv Katepyaoia va eivar dmwg v EEpovpe
LE TO UELOVEKTNHO OTL OTOV GUYKEKPLUEVO TPOTO LOVTEAOTOINGNG OEV TPOGPEPETAL 1
EMAOYN LEAETNG TOL GYNUATIGHOD «burr».
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-| foise

Project  Job Hame: Ey—

Project | Job Description:

Prcass T (

Tuming © uming Ding

Tagping # Groowiny

Broaching

Boung Oraitat Driling

i ZDSmudion @ 30 Simuation

(o] [lowm ]

Acbcanf e S B-136 _ Copyigh Thad Wove Systems 1587-3011 X

[ =) v [ = 3 [T =)

Eixéva 4.23: H emidoyn ¢ katepyaoiog avlaxwong (grooving)

Epdocov howmdv otV mepintmon Tov TEPIGTPEPOUEVOD TEUAYIOV dEV TPOCPEPETAL )
duvorotnto perétng tov «burr» gmAéyovue v mepimtoon tov ‘gvhvYpapov’
Tepoyiov e To Kavovikd epyoieio, OTOL £va amAd ALAAKL AVOTYETOL GTO TEUAYLO.

rTranslating Workpiece

(71 Cone Tool

rRotating Workpiece

(71 Grooving Tool

Ewcova: 4.24: H emidoyn ¢ diavoiéng avioxiod oe *evfoypouo’ teudylo e Kavoviko epyalreio.
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Project W jece Tool Prucess Smulation Customatensls Design Proferences

Ne Hes@Ep ImLe 1

Propect Informatiny

—PROJECT -

Too! Mateiai Type = STANDARD)

STANDARD WORKPIECE

— PROGESS -

Eixéva 4.25: To povtédo yia 3D grooving.

Ymv ocvvéyen petofaivoope oty pooduion TOV TOPAUETPOV TOV TERNYIOL OTOV
OT®MG KOl TPONYOLUEVMDS TEPO OO TNV ETAOYN TOV OICTACEDV TOL TERAYIOV
umopovpe vo emALEOLUE €6V TO gpyaAeio koTd TV €vopén g emiAvong Tov
povtélov Ba €xel Non €16éABel | Oyl ©TO TEUAY0. ZNUEIOVETAL KOl €00 TOG TO
TAEYUO. TOV Tepoyiov TOPUUEVEL ®C €XEL VA TO VAIKO emALYeTol OMMG KOl
TOPOATAVE.

Projdt View Wonplece Toot Fracess Smmulafion Custom sign s Help

Ne HesEp ImLe 1

Propect Informatiny

—PROJECT -

Maximurn Elomant Size 2

Mmimm Eement Size o

S

“Curvatire safery 23

“Segments per Edge 23 Workpieca width  [w] ()

“Menis Edge Langth q tmm)

\Viorkplece neight (] {mm)

24| Asaps Remeshing Parametars
i
| | Min.slom. edge lengih (chipbui) 5 | fram)

|Workplace length (L] {mm)
et it it

S e

2 | e e o sy | L b

- | foese

 cvanitage .78 — Compright Thed We Syaters 1997.3011 X srae - e o e 3 wars S

T 7 @ = EEL

Eixovo 4.26: H poQuion twv wopouétpwv too teuayiov yio. 3D grooving.

Kotomv akoAovBel n emdoyn tov mopapuéTpov Tov epyaieiov, yio T 0moio
OTMG KOl TOPATAVE AGY® TOV TPIOV J0CTACEMV OlveTOl HEYOAN VKA ETAOYDV,
KOl OTY] GUVEYEWD E€L6AYOVTIOL GTO HOVIEAO Ol ouvOnkeg komng. ['o v emhoyn
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VAMKOV gpyoieiov, TO TAEYUO TOL HOVIEAOL, TNV EMAOYN
povteAomoinon 1oyvEL 6,TL £(OVUE AVOPEPEL TOPATAVE.

[ Hes@rIfior Al 2

Prapes infermatin

) o 4. { lmced O ]
S, i
s =& ivsh Paiamoters |

Process Type = groowng

WornPiece Type = STANDA
[Toui Tips
Tool Mateisi Type = ST

STANOARD WORKPER | ppgmimum Toot Bloment S2e. | © et

Warkpiscs wiem =2,0

Workpiece heigni=4gmef | Meimum Tool Blement Stze. (0.1 iy
Waoskpiace lengin = £.0 g
aterial = AIS01-TE “Mesh Grading as
Too “Curvature satery s
ToolFile = 3d_oroovingtwl| | *Sepments per Edge as
Tool Process Type = soll | |
[Tool Material » Cartige- Gl | "Mnmum Edgs Loagth B mm)
Wi of Topt=2.0 rm [ —
murn
Racsal Rake Angle =0.0 Ostaunt

sl Ree Angie = 00

[ Coatng Laver to. = 0 @ User Defnes (2

i Pcsss Smuation CusiomMatensls Opsign Preferences  Help

RS
Hﬂ!ﬁ%-q
e

e Y

\

\f

Minimum element size

- PROCESS—

| Groowng Degm = 0.0 mm S |cancel. | Halp
Langih amm

‘parametrs. todifying these parameters can

«burr» kot ™V

P cgme

Front seset Angie w5 (oo}

Side Rotet Angle il [ oeg

— SMULATION -

 simusaton bose = siancara
Steagy stats anasss = 0
(v, Langgh of Cul

umber orMreas = 1
Mesh Genarabon Raquirsd = YES

Geomety Generatan Requied =YES - | Jouse:

Acvanit eV 428 — Comyrignt T wave Syaterm, 1457-2011. X

Grooving Process Parameters

iur3im -

¥ e - 3 et S

Feed

Grooving Depth

Length of cut

Cutting speed

Initial temperature

workpiece length.

{mm}

{mm}

{mm}

fmimin}

{deaC}

Hote: Length of cut [loc] could be larger or smaller than
workpiece length, but should not exceed twice the

Eixéva 4.28: H exi)oyi twv oovOnkav komig yio. 3D grooving

4.2.5 3Dgpelopioua

Eekvavtog pio véa gpyocio oto mpoypappo emiéyovpe 3D simulationkon
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katepyooio milling yuo va Eexwvioovpe éva tprodidotato poviélo epelopicporog.
Apéowg €yovpe umpootd poc TG Odpopeg emhoyég mov ywpiloviar oe dVO
Katnyopieg. Mia Bdoel Tov TpOTOL TOV LOVTEAOTOLEITONL TO KOTTIKO epyareio kau pia
Bacel Tov tomov @pelapiopatog mov emBopovpe. To epyaieio poviedomoteitan cov
“ovunayéc” ocopo Omwg T0 yvopilovpe omTiKG omd TO pnyovovpyeio, &ite
VAOTOIDOVTOG TO HOVO UE TIG KOTMTIKEG TOL oKpEC. Epeic and €dd kot oto €€ng Ba
YPNOUOTOU|COVE TNV  TPOTN  OvvoTdTNTO ©OC Mo KOAN  OTEIKOVION  TNG
npaypatikotnroc. Ocov apopd otig Katnyopieg tov @pelopiopaToc €(ovpe TIg
aKoAovBeC emAOYEG:

o AmAO meprpepelakd ppeldpiopa (side cutting.

o Ileprpepetaxd @peldpiopo 6To 0moio TO KOMTIKO €PYUAEID SLOUOPPDVETOL

opalpka (corner cutting.

o  Dpelapiopa tpoodnov (face milling

o  Dpelapiopo “paumac”, pe oplovrieg kot kabeteg mpodoeig (ramp milling).

o  Dpelapiopa pe povo kabetec tpomaoelc (plunge milling.

o  Dpelapopa mokétag (pocket milling.
Amd Olo TOL TOPOTAVEO UTOPOVUE KOTE TEPITTMON VO YPNCULOTO|COVUE O,TL LOG
eEumnpetel avaroya pe To Ti eivon mo kovtd o avtod ov peretape. Emiong oe kdbe
vrokatyopia Tov epelopiopatog, avdioya pe tn eHON NG, £XOLUE TNV dVVATOTNTO
VO LLOVTEAOTIOIGOVIE TO KOMTIKO E€PYOAEI0 HOVO HEG® TNG KOMTIKNG TOL OKUNG
AmOPELYOVTOS £T61 TOV HeYOAO oplBud TEMEPAGUEVOV  OTOYEIOV Kol  Gpa
€EOKOVOUMVTOS VTOAOYLGTIKO YPOVO.

- N
Milling Options =
@ Eolid Tool
) Irdexable Tool
() Stacked Inserts
(@) Side Cutting
(%) Corner Cutting
Face Miing
71 Ramp Miling
) Plurige Miling
) Pocket Milling
[ e
r =Y
Milling Options ﬁ
(@ Solid Tool
7 Indexable Tool
(7) Stacked Inserts

Face Miling

“) Ramp Milling
(%) Plunge Miling

(") Pocket Miling

Co ]
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1@ Solid Tool
(7) Indexable Tool

(") Stacked Inserts

(7 Side Cutting

") Corner Cutting
Face Milling
(7) Ramp Milling

() Plunge Miling

ndexable Tool

(") Stacked Inserts

() Side Cutting

() Corner Cutting
Face Miling

i@ Ramp Miling

) Plunge Miling
(=) Pocket Miling

() Solid Tool

(@ Indexable Tool

() Stacked Inserts

() Corner Cutting
(7) Face Miling
() Ramp Milling
(7 Plunge Miling
(7)1 Pocket Miling

(7 Solid Tool
@ Indexable Tool l
71 Stacked Inserts

(7 Side Cutting

7} Corner Cutting

(71 Ramp Milling

7 Plunge Milling

(71 Pocket Miling

——

Eiova 4.29: O emidoyég tov tprodidororov ppelopiopotog
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Amo T mopamive emAoyEg Oa ypnowwomooovpe ovty tov Ppelapicpartog
TPOCAOTOV, TOGO YTl OTWG TPOUVAPEPUE LOVIELOTOIEL TO KOTTIKO EPYOAEIO [E TO
Mydtepo duvoTd OYKO TETEPACUEV®V GTOLYEI®V, OGO Kot yloti amotedel Eva povtélo
TOAD KOVTO GTNV TPOYLOTIKY KOTEPYASIO HE SLVOTOTNTA EMGKONTNONG TS TPOOIOV
™G KOmMG KoODC TO €PYOAElD €1GEpYETOL OTO TERAYLO. Xt ovvéyew Oo
TOPOVGLACOVLE TN PLOUICT) TOV TOPAUETPOV TOV HOVTELOV. ZNUEIDVETOL TS KOL Y10,
™ pYOoT TOV TAPAUETPOV TOV GAA®V HOVTEA®V @pelapicpatog 1 AoyiKY givol
avdAoyn 6mwg AAA®oTE Qaivetal o€ 6,TL £(OVUE TAPOVGLACEL MG TMOPO.

Apyikd mpofaivovpe oty puduion tev TopapéTpOV ToLv TERM)iov. MEGm
TOV aVTIGTOLYOV HEVOD TEPA amd TIS OUGTACELS, OMMG KOl TAPOUTAVE®, EYOVUE TN
dvvatotrTo vo emAEEOVE GV TO KOTTIKO £pyareio Ba £xel 110M €166A0EL 6TO TEUAY 10
Katd v évopén g avaivong kot emiong oev emepPaivovpe 6To TAEYUO TOV
Tepayiov.

Face Milling Workpiece

Workpiece width  [w] {mm} 5]
Workpiece height [h] {mm} 2
Workpiece length  [L] {mm} 5

[ Precut Boolean Workpiece

Advanced Options

Eicova 4.30: H pbdGuion twv mopouétpwv tov teuoyiov yia 3D face milling.7o doxiuio
UTOPEL vo. glvan gite ueyodivtepo eite ppotepo (Kot wAATog) o€ oyéon e T OIGUETPO THS
Ppéag.

Indexable Comes Cutting Modeler

Select insert Paramater.

& - 8
Cuter Diametar s tmm)
Humber Of Teeth

Axial Rake Angle

n

Radial Rake Angle 0 (deg)
o (deg)
o

Lead Angle (den)
Edge Radis 0.04 (mm)

Tool Width (%] tmm)

Advanced Optians

a8

(=]
# [ =T

Eikéva 4.31: H pbbuion twv mopouétpwv tov epyoleiov yo 3D face milling. Mia
EMITAEOV EMIAOYI O€ Oyéon Ue Ta. GAAa LoVTELD, ivail 1] TOmOAOYIO. TOV EpYaLeion HEow THG
omoiag uropovue va pvOuicovue mwoio TuRUe T0V J0KIUIOD o KATEPYATTOVUE.

Metd v phOon Tov TopapéTpmv TepoYiov Kot pyaieiov akolovbel 1 emhoyn
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Tov ovvinkov kominc. Omwg Kot oty TPIodldoTatn TOPVELON £TGL Kol €00
€16AYOVTOGS KATAAANAO aplBUd HOPpOV TEPIGTPOPNS Yio. TNV @pElo UTOPOLUE V.
ermontevoovpe TV e&EMEN ¢ Komng. YmevOvpiletow mwg yu TO TAEYUO TOV
gpyaAgion, v emioyn tov “burr’ kot v mpocopoioon (Simulatior), oyver 6,1
EXOVLLE TEL KO TOPOUTAV®.

Face Milling Process Parameters

Spindle speed [rpm] {RPM} i |
[
L

Feed per tooth [fl {mmitooth} o.

Radial width of cut [woc] {mm}
Axial depth of cut [doc] {mm}
Initial temperature [ {deaC}
Angle of Rotation 1] {deq}

Eixovo 4.32: H poGuion twv wopoustpwv e kozepyaoiog yo 3D face milling.

Eixovo 4.33: 1o povtédo yra to tpiodidorato gppeldpioua rpocwnov (face milling).

4.2.6 Melétn mepimtadaewv
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¥10 KOUpATL aVTd, oL gival Kol To TEAgLTOio TG Tapovoas epyaciog, Oa
eetdoovpe péow tov makétov AdvantEdge didpopeg mTuxéCc TOL  POVOUEVOL
oynuoatiopov «burr»otig komég. Tn dtepedvnon avTn UTOPOVLE VO, TN XOPIGOVUE OE
d00 GTAdL0, TO TOLOTIKO KO TO TOGOTIKO. XTO TPMTO 0TAO10 Oa e€eTdloOVLE EAV LE TN
Borbela oL TOKETOL pmOpPOVUE Vo doOuE ToloTKG To €idn Tov «burr» mov
TOPOVCIICOUE VOPiTtEPO € BempnTiKd emimedo kol emiong vo €EETAGOLUE TOV
unyavicpd avartoéng tov «burr» dramiot®vovtog edv copmintel pe tov OempnrTikd
npotewvouevo. ‘Etol Oa eipoote oiyovpor mog to makéto AdvantEdgecivar éva
epyareio apkoHVTmg a&lOmIGTO Yo TNV HEAETT TOV oyNUoTIGHoD «burr». Xto dgvtepo
o110 Oa mPooTaONCOVUE VO TOCOTIKOTOMMGOVLUE TNV EUEavion Tov «burr»
oLoYETILOVTOG TO HE TOVLG TMOPAYOVTEG TOV TO €MNPedlOLV Kol KOTOAYOVTIOS GF
OTOLEUDOT CLUTEPAGLLOTO GE GYECT KOl e OGO TAPOLGLAGAUE OEmPNTIKA.

4.2.6.10 unyoviouog avarroléne tov «burr» oto AdvantEdge

Ye mpOTN @AoT, YPNOWOTOIDOVIAG TIG EMAOYEG NG OloO1AGTOTNG
LLOVTEAOTTOINGNG YO TNV TOPVELST Kol TO QPECAPIOUA HECH TNG OLOKVUOVONG TOV
STUNTIKOV TACEMV TOV OVOTTOGGOVTOL 6TO TEUAY0 KaOmG TO epyaleio mpoympd
Kot KOPet, Ba dovpe Tov unyovicpd avantoéng tov «burr». Ot cuvOnkeg Komng TOL
elonNyOnoov 6to TPOYPOLI Elval EVOEIKTIKEG KO OV £XOVV 10104TEPN ONUAGIA Y10 TO
TEMKO OTOTEAEGHO OV MG evOlo@EpPel kot glvar 1 avamtuén ko €&€MEn Ttov
uNYaviopod oynuotiopod tov «burrs. Inuoavtikd opmg ivol o VAIKO Tov £xovue
EMAEEEL Y100 TO TERAYL0 KOODOG amd To YOpaKTNPIGTIKAE TOL peyédn Ba kabopiotovv ot
Loveg avantuéng TOV TAcE®V 61O TERAYo. [ v TpdTN poviehomoinomn Aomdv
&yovpe o akOAovOa GToYElN:

Eidog: 2D turning

Teuayio (workpiece): h=2mm

L =5mm
Yiko (material): C45 steel (AISI 1045)

305 BHN

Ultimate tensile strength 1027 Mpa

Yield strength 612 Mpa

Yvotaon (% «.p.): 0.465 C, 0.795 Mn, 0.04 P, 0.05 Si
Epyaleio (tool): radius_0.02mm

rake angle %

relief angle_10

vAko_Carbide — general
2vvOnkeg Komng: npoémon_0.15mm/rev

Babog komng_1mm

unkog kom¢_burr mode

apykh Oeppokpacio_ 24°C

Tov T komng_300m/min

amovsio Mavtikov _No coolant
Ymv ovvéyewn Bo  mapovcidoovpe To  amoteAéopato  pe T Ponbea TG
avoanapdotacnc (animatior) tov AdvantEdgeyia tic d1Gpopeg PACES TG KOMNG
kaBdc avt eEediooetar. H mapovcioon OievkoAdvetal pe Tn ypon YPOUATIKOD
koowo (contour) yio 1o péyebog mov pog evolapépel (€0 Yoo TNV pEYIOTN
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OVOTTTUGGOUEVT OATUNTIKY TAGCT), EVD £YOVUE TOPAAANAC KOl TO YPAENUL TOV
JUVALE®V KOTNG CLUVOPTNGEL TOV XPOVOV eEEMENG TNG KOTNG.

Third Wave AdvantEdge

Max Shear (MPa)
391474
| 365375
3392.77
213179
2870.81
2609.87
2348.84
2087.86
1826.58
1565.89
1304.91
i 1043.93
) 752947
521965
260982

Y (mm)

0 L 1 L L L 1 L L L 1 L L L

Animatad Image.

Foice  (N]
Foice ¥ [N}

Force-} [N]. Force-v [N]
w
2

i /V\.WU\M\/"VA/\A/\NW’\/’/\WWJ\/\A/\N\NJ\/\/\/VU‘\/‘LVV\J\AM\N\/\

\ L L L
0 0.0007 00004 00008 0.0008 0,001
Time (5]

Ewcova 4.34: H évopén ¢ komng, t_3.53342e-5sec.

Third Wave AdvantEdge
2.4

2.2

(MP2)
391474
3653.75
339277
3131.79
2870.81
2609.82
2345.84
o 2087.86
T 1826.88
1565.89
1204.91
1 1043.93
3| 782947
521.965
260882

Y {rmm)
2
v

Animated Image.

Foice  (N]
Foice ¥ (N]

Forcg-X (M1, Force-v (M)
]

- f»w\/W‘M\AWWJWWWWf\ff\,u\J\/\w\pm/\v\/\/»fvw«mM,\

L L L L
o BD0DE G.o00d 0008 0008 001
Tine (5]

Eixovo 4.35: H évapln ¢ komig — {ovu oty meploys omov kofel to epyoleio.
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Y10 mpdTo otrypotvno (swkoveg 4.34 & 4.35) PAémovue v Evapén T™C KOTNC.
Bpiokdpoaote mepimov otnyv ypovikn otiyun 3.5€-5 se&ot 6nwg pmopovpe vo Sovpe
amd 10 yphonuo (force X —kdpio dOvoun komg — kokkwvo ypopo, force Y —
JEVTEPELOVGO. FVUVOUN KOTNG — TPACGIVO YpdUa), ot duvauelg Ppickovtal 6e @don
avOooL Kot okOpa doev €yovpe @eTdoel oty @edon otabepomoinonc. IHoapatnpdvrog
tomikd v komn (ewova 4.37) PAémovpe mog apyilovv Kol avomTTHGCOVTOL
drapoponmomuéveg (OVES GTO TEUAYLO UG O TPOG TNV WEYIOTN dtaTuntikn Tdon (max
shea)). e cuvdvoaoud pe TOV YPOUOTIKO KOSIKO PAETOVUE TOG 1) SOTUNTIKY TAON
AopPaver PEYIOTEG TIUEG OTNV TEPLOYN KOVIA GTNV KOTTIKY 0K KOl EACTTOVETOL
KOOADC OmOUAKPLUVOUAOTE Ond aVT. L€ GUVOLOCHO HE TIG TWEG TOL YPOUATIKOD
KOO PAEmOLUE TOG M T TNG OWITUNTIKAG TAONG OTNV MEPLOYN MEYIOTOV
npooeyyilel kot Eemepva 0 Opro Opavong tov vAkov pag (1027 Mpa)mpdyupa mov
onuoivel mOC otV WEPOYN OLTH TO VAMKO pag opyiler kor  amooyileTon
ONUIOVPYOVTOS £€T61 TO YVOOTd pag amoPAaitto. H mepoyn avty eivar m {ovy
owatunong. Exotépwbev g {dvng ddtunong mopatnpovue v vmoapén {ovng
JPOPOTOMNUEVOV TILAOV JOTUNTIKNG TAONG e TYES KPOTEPES TNG TAoNG Bpavong,
OPKETA PEYAAEG OLMG GE OYXECT UE TO VTOAOITO TEUGYIO OE GTA EMIMEIN TOL OPiovL
dappong tov vikov (612 Mpa). Apa T0 VAIKO HOG OTNV TEPLOYN OLTH EXEL
dlppevoEL 0ploTIK(, Pplokdpacte ONAadn otV {OVy THE TAOGTIKNG TaPOUOPPLTHS.
Y10 vmolowmo tepdylo PpoKOpOCTE OKOUN  EVIOG NG EAUCTIKNG  TEPLOYNG.
SOUTEPOAGLLATIKE UTOPOVLE VO TOVUE TG 1) KO PPIioKETOL GTO TPADTO GTAS0, Y®PIC
va £xovv amokataotadel akdpun LOVIHES GUVONKEC.

Third Wave AdvantEdge

[~

24 -

22 -

Max Shear (MPa)

391474
3653.75

Y (mm)

| 2087.86
8 152638
1565.39
1304.91
1 1042.93
782947
521.965
260,982

Animated Image.

Force X (N}

Force-3 [M1. Force-7 [M]
2
s

0 !’\’"‘d\/‘VL’V’H\‘\/"V‘[\f\«\/u\f\-«\-—f\ﬁ“f\/\/\M’\M/\N\/V\J\f‘\n/\/\ﬁ/\-’\f\’\ﬂ’\f‘\/\m,\\/\
’\.\.‘

| . L .
6 6002 00004 00005, 00006 .00
Time (s]

Eixovo 4.36: H «xavovikomoinon» twv {wvav ¢ diatuntikis taong, t_7.066735e-5sec.

Y10 enduevo otdodlo (ewovo 4.36), 10 epyareio £xel TPOYWPNOEL EAAPPDS
evtog tov tepayiov. Bpiokdpoote mepimov oty ypovikny otryurp 0.00007seaor pe
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mv Ponbeta Tov YpoEHHOTOG TV OLVAUE®Y KOTNG PAEmovpe OTL avTég TEIVOLV
otadlokd vo otabepomomBovv. Lyetikd pe T {dveg ddTunong, mopatnpovue o
KKOVOVIKOTIOINGN» O TPOG TV LOPPN TOLG 6€ cuvapTnon dcwv elmape Topamdvm(
Covn ddtunong — {ovn TAOGTIKNG TAPAUOPPOONG — LMV EAUGTIKNG TOPOUOPOOCNG
— VOO0 TEUEY10).

Wax Snear (MPg)
391474
3653.75
3392.77
3131.79
2870.81
2609.82
2348.84
2087.86
1826.88
1565.89
1304.21
L [ 1043.93
782.947

Y (mm)

0

L P IR I TN RSN SR i
4.5 5 5.8 3 : Z : 4 9.5 10 10.5 " 1.5

521.9685
260.982

Animatad Image.

Force-} [N]. Force-v [N]

R e ‘/"V“'\I-\,\N\/\n’v'/ ‘\/JJ‘\/\/\-M\/\ /\r\ﬂp/\,u\)’\/\j\/\/\ﬁf V\/\/\_,’\[\/\/\A/\,\q/\

\ L L L
0 0.0007 00004 00005 0.0008 0,001
Time (5]

Eixovo 4.37: H arokatdoraon <uoviuwv» aovlnkov oty kori, t_5.3e-4sec.

22

Ma Shear (MPa)
g | 291474
3653.75
339277
313179
287051
2609.52
2343.84
2087 56
1876.33
1565.89
1304.91

o 1043.93

5 55 782.947

X [mm) 521965
260.952

Y (mm)

4.5

Animated Image.

Force ¥ (N)
Foice v (N)

Force-X [N1. Farce-¥ [N

o A A Vi AN AAM AR A/V\/\—JLNF\/\,’\/\M“\NV\

“ox,
-
o F \/\
| | | | |
5 Goeos om0 %0006 w008 3]
Tirme 51

Eixova 4.38: 2ov0ijkes «uoviune» katdotaong kKoto v koml — (OvU OTHY TEPLOXT THS KOTTIKNG OKUIG.
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Ewcova 4.39: O1 {dves g dratuntiknig taong oty uoviun kardoroon e komns. aivovrai n
oy ddzunong (evrog e kokrkvng ypounc), n Cavy e TAaoTIKIG Tapopoppwons (eviog
TS KITpIVNG Ypayuis kai 1 (v TG EANOTIKIG Topapoppamans (eviog e TPAaIVIG Ypogyus).

Edd mo Bpiokdpoote oty ypovikn otiyun twv 0.0005 seaepinmov (sikdveg
4.37, 4.38 & 4.39).01 dvvaueig komng &xovv otobeporombei kot or {dVeES NG
dTuNTIKNG tdong etvan dtapopeopéveg dmwg tic mepyiévoovpe. Eipoote Aowmdv ot
paon uoviuwv oovlnkov komng (continuous cutting omwg v €idape oy
TOPOVGLOGCT) TOV UNYAVIGHOD avartuéng Tov «burr» ee. 3 —oynua 3.22).

Third Wave AdvantEdge

5x Shear (MP3)
3914.74
3653.75
o = 3392.77
[ 313179
] 287081
[ 2509.82
| 234884
| 208738
1826.56
1566.89
1304.91
1043.93
782.947
521.955
260.982

Y (mm)

A Image.

Force X i)

R A el
[ T

s MR

Farce-x (NI, Farce-v (N
o
8

s L 1 L
o [ 0003 0005 0008 0,007
Time (s1

Ecova 4.40: To komtiko epyoieio minoialer oty dxpn tov teuoyion, t_8.12667e-4sec.
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So Shear (MPa)

391474
385375

| 33TV

3TY
287081
2609.82
2348.84
2087.86
1826.88
1586.89
120491

b 104393

| 732847

521.965
260.987

Ewcova 4.41: KabBdag to epyaleio minoialer mpog v éCodo tov teuoyiov, n {dvy eAaotikng
TOPouSpPmang (TPACIVO YpdUQR) ETEKTEIVETOL WS TNV GKPY TOV TEUOYTOD.

Ytadiokd to gpyolreio mAnotdlel mpog v £€060 amod o Tepdyto (ewkoveg 4.40
& 4.41). apatnpodue mwg 1 {dvn TG EAACTIKNAG TOPUUOPPOONG EKTEIVETOL TTL0, £MG
TO GKPO TOV TEWOYIOV. ZOUQ®VO PE TOV UNXOVIGHO ovamTuéng tov «burr» kep. 3 —
oynuo 3.22)Bpiokdpocte otny edon g mpo — évapdne (pre-initiation) oynuaticpon

tov «burr».

Y {mm)

Third Wave AdvantEdge

Max Shear (MP3)

X (mm)

260,982

Force-X [N). Forcs- ¥ (NE

Fouee i (N)
Forze ¥ IN)

/-‘/V\""\«n._ﬁ.,mw S N R SR v Py S

A A A A \ A o il o

Time (5]

Eixovo 4.42: To komtiko epyoleio minoidler mepioootepo otny éCodo amd to teudyio, t_8.83334sec.
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hax Shear (MPa)

3914.74
I653.75
3392.77
3131.79
2870.81
7609.52
2343.84
| 205785
| 1826.88
1665.89
1304.91
| 1043.93
| 752947
521,965
760.982

Eiova 4.43: KaBag o komtiko gpyaleio mAnoialer mepioootepo oty €000 Omo T0 TEUCYL0, EUPAVILETAL
Hio véa, {oovn TAAOTIKHG TOPOUGPPwang 6To Gkpo Tov TeUayiov (KiTpivo xpdua).

KoBnhg to komtikd epyadeio minoialel mepartépm mpog v €£000 amd TO
TePdylo, TOPATNPOVUE TS ONpovpyeitor (o emmAéov  (®OVN  TAACTIKNG
nopapdpemong mov Eekiva amd TV AKpPn TOL TEROYIOL KAT® Omd TNV KOMTIKY|
YPOUUN. ZOHQOVE pe ToV punyaviopd avamtuéng tov «burr» kee. 3 —oyfuo 3.22)
Bpiokdpoote oty eacn g évaplne (initiation) oynpaticpod tov «burr». daivetol
GAADOTE OO TO CYNUOTO TG 1 AKPY TOL Tepayiov apyilel va maipvel pio pukpm
KAlon.

Third Wave AdvaniEdge

Max Shear (MPa)
3914.74

Y (mm)

X (mm)

Animated Image. 260.982

Foce X i)
/\'\“_\‘\A Foice ¥ i)

/u P ARANA AP A A AN e PN e e
00 -

Farce-X [NI. Farca:Y (N|

Eixovo 4.44: To kontiko epyoleio minoialer aio0nta oty éCodo amo to teuayio, t 9.18667e-4sec.
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Ewcova 4.45: Kabdg to komtikod epyoleio winoialer oaioOnta ma oty éCodo omo to teudyio,
aKpn TOL TEUOYIOV OpyilEl Vo «TIPOTAPE» EVA OvaTTOOCETOL [io. VEO (VY OIGTUNONG IE
ovtifetn diebbovon w¢ mpog ™ apyri) (KOKKIVO xpdua).

2V ovvEyeld, To KOTTIKO epyaieio mAnolalovtog aicOntd mo otn ££000 amod
10 Tepdylo (ewodveg 4.44 & 4.45),wbel v Gkpn TOL TEUAYIOV GE KPOAAPIGLLO KoL
OTOOOKA TTapaTNPOVUE Vo Onovpyeital pio véa (ovn odTumong pe ovtibetn
devBuvon wg TPog TV apyikn N onoia elvan N apvytiky {Ovy O16TUNGHS. ZOUPOVOL LE
oV unyaviopud avamrtuoéng tov «burr» kep. 3 —oynua 3.22)Bpiokdpocte otny @don
™me mepiotpogrc  (pivoting) Emiong, eivor onupoviikd vo TopoTnprcOLUE GTO
YPAPNUO TOV OLVAUE®YV TG PPOKOUACTE To. 0T0 6TAd0 Omov apyilovv Kot
LELOVOVTOL KOOMG 1 0vVTIGTAOT] TOL DAKOD HEIMVETOL Kol TO epyoieio Ba eEEADEL amd

TO TEUAYLO.

T
4

Y (mm)

Farce.% (NI, Force. v IN]

Third Wave AdvantEdge

| Ammated Image.

jax Shear (MPa)

i 7e2.947
521,965
260952

Eixéva 4.46: O oynuotiouss tov «burr» éyer Cexivijoet, t9.54e-4sec.

hax Shear (MPa)




ax Shear (MPa)

3914.74
3653.75
339277
3131.79
2570.81
2699.62
2348.64
2087.66
1826.88
156559
1304.91
1043.93
782.947
521.965
260.982

X (mm)

Eikéva 4.47: To «burr» apyiler ko yiverou EexdBapo. opotd, eva n apvnukl {odvn
TOPoUOPPmoNS Exel TP avortvybel ka1 Exel evomombei ue v apyixy.

Kofdc 10 «pordpicpo» oy akpn tov tepoyiov cvveyileton (ewodveg 4.47,
4.48), o1 TOPOUOPPDOCELS OTNV TEPLOYN YIVOVTOL OKOUT EVIOVOTEPEC KOl 1 OPVITIKY|
Covn ddtunong avamtHeoETOL TANP®MG Kol TOUPAAANAO EVAOVETOL LE TNV OPYLKN.
Bpiokdpoote oty kevipiki eaon ¢ avartoéne tov «burr» (burr developmentH
KOTAKOPLON TTMOCT TOV OLVAUEDV KOTNG cuveyileTat.

Third Wave AdvantEdge

2.2

=
E 18 ax Shear (MPs)
_)_: A 3914.74
I653.75
3392.77
3131.78
870,81
1.6 509,62

348,84
2087.86
1826.88
4 1565.89
1.4 [ i 1204.91

o
A Image. piily

FomaX (N}

~ Foice ¥ M)
A T Ly WP
R B R BURD S e P A A

Force X (N, Faree- v (N
= w
g 8
5
5

L L i
o Qo002 o 00008 o008 0.061
Time (51

Eiwxovo, 4.48: H avartoln tov «burr» fpicketor oto televtaia otddio kor 1 poyun
owdioetor, T 1.024677e-3sec.
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ex Shesl (MPa)
3914.74
3653.75

Y (mm)

3392.77
313179
2870.81
2609.82
2348.84
2087.86
1826.688
1565.89
1304.91
1043.93
782.947
521.965
260982

|

5
X (mm)

Anmated Image.

Faice X (N)
i
{f‘“w\mﬂw Y N PN OT SRR Y S e S

H

arce-X (Nl Fasc:¥ (M)

1 L a1 s
@ Goa2 T D00e e .00

Eixéva 4.49: H avdmroén tov «burr» éyer oloxinpwbei, t_1.06e-3sec.

d1avovtog 6To TEAOG TNG KOTNG, TO epYyaAeio €yl e£€ABeL amd To vonTd Oplo
mov opiler M emedveln €£000V TOL TERAXIOL KOu TO OMOPAITTO OTOKOTMTETOL
OAOKANPOTIKG 0O TO TEUAYIO0 PECH TNG POYUNS TOL OVOTTOCCETOL OO TNV KOTTIKN
akun Ko kotd v dtevboven g Komtikng ypouuns (ewova 4.48, pdoeic évaplne
pnyudtwong - crack initiation - xar diddoon g pnyyudrwons - crack growth ).
[TapdAAnia evteivetorl Kot 1 TOPOUOPP®GT GTO AKPO TOV TAPUTAEVPMOS TNG POYUNG.
2V TEPLOYN OLTH Ol JTUNTIKEG TAGES £Y0VV pelmBEl, TEPTOVTOG KAT® Omd Ta
emimedo Tov opiov Bpavong evd Kot o1 SLVANELS KOTNG TEivoLY Vo undeviotovv. ‘Etot
EYOVUE TNV OAOKANP®OOT TOL oynuoatiopod tov «burr» €wova 4.49) pe tov
oynuotiond «detikov  burr»  (positive burr) mov avtiotorei otov  pnyavioud
avanTuéng Yo 0 OAKIO VLAMKO, KATL oL O YGAVPOC 7OV YPNGULOTOUCOLE
avaueiespnnta eival.

BAémovpe Aomdv mwg to MPOYPOUUE HOG MHE TN HOVIEAOTOINGN 7OV
ypnoomolel ywoo tn dwedbdotarn topvevon emPePordvel TANPOS TOV Be@pnTIKO
uyavicpo avartoéng tov «burr»tovidyiotov yia to OAKHO VAKS. Xt cuvéyeta Oo
nmpoPodue og avaroyn emilvon vro Tig 1d1EC akpPdg cVVONKES E10GyoVTOS OUWMS Vol
yobupd VAIKO oto Tepdyd pag. Kdrti tétoto govtalel ev pépet avtipatikd Kodmg
WAQUE Yoo PETOAAD KOl KOTEG UETAAA®V. Mmopovue Opmg vo emiéovpe éva
HETOALO LE OPKETA «yoBvupn GLUTEPIPOPA», TO OMOI0 VO €(EL UIKPTY TAOCTIKN
TEPLOYN OE GVYKPLON TAVTO PE To 7o kKowd pétaAra. 'Etolr Ba ‘tpé&ovue’ éva
HOVTELD d1601A6TOTNG TOPVEVOTG EIGAYOVTOG GOV DAIKO TOV yvTooionpo (cast iror).
"Exyovpe Aowmodv:

Eidog: 2D turning

Teuayio (workpiece): h=5mm
L =10mm
Yiko (material): D4512 (US) (cast iron)
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162 BHN

Ultimate tensile strength 520 Mpa

Yield strength 330 Mpa

Yvotaon (% «.p.): 3.7 C,0.05 Cr, 0.575 Cu, 0.575 Mn, 0.055

Mo, 0.125 Ni, 0.03 P, 0.002 S, 2.3 Si
Epyaleio (tool): radius_0.02mm

rake angle %

relief angle_10

vAko_Carbide — general
2vvOnkeg Komng: npoémon_lmm/rev

Babog komng_1mm

ukog kom¢_burr mode

apykh Oeppokpacio_ 24°C

Tov T komng_300m/min

amovsio Mavtikov _No coolant
210 povtého autd ol CLVONKEG Kol GUYKEKPIUEVA Ol SLOGTAGELS TOV TEUA)IOV EYOVV
tpomomon el KatdAAnio £tol dote va elval EekdBapa 0patd T TEAMKO OMOTEAEC AL,
I'evikd oto gvdldpeca otddio TG KOmNG OV TOPATNPOVVTAL SLUPOPES OC TPOG TNV
eEUOAvVIoN Kot avamTuEn tov dedpwv {ovov ce oxéon HE 0,TL TOPOLCLACHUE
TOPATAV® Yo ToV YOAvPa. H povn dapopd mov mapatnpeital epgaviletor Tpog to
TENOG TNG KOTNG Kol POIVETOL OTIC EMOUEVES EIKOVEG.

Y (mm)

X (mm)

TN
ff
f
/
/
/

Eixova 4.50: H eixova tng kotepyooiog UETG Kal THY EC000 TOV EPYAAEIOD OO TO TEUGYLO.

[Mapatnpodvrtag Ty tedkn ekova g komng (Ewkova 4.50) BAémovpe Tmg 1 empavela
TOV TEUAYIOV PETA TNV KOTY| O€V €lval TANP®S emimedn oe OAO TG TO UNKoC. Avtifeta
TPOG TO TEAOG OTNG Ko ekl OTTOL AapPdvouy ydpa to TeEAEVTOio GTASIO ERPAVIONG
oV «burr»moapatnpeitol 0 GYNUATICHOS (oG KPS £YKOTNG Katd T diehbvvon tov
vyovg tov tepayiov. H poper g eykomng avtng Holdlel YopaKTNPIoTIKG e TN
LOPOT] OV TOUPVEL 1 GKPN TOL TEWOYIOV KOTA TOV oynuatiopd tov «burr» oty
nepintoon yabopod vAwkoy oOtav Tto «burr» omiel koatd v devbvuven Tov
apvnTikoV emmédov drdtunong (6eg kee. 3, map. 3.6.3 &oynua 3-22).H naparipnon
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oV Hog VTOYAleL Yo pio S1pOPETIKY] GUUTEPIPOPE TOV HLOVTELOL GE GYECN LE TO
VAMKO mov emdéEope 1o omoio pmopel vo yopoktnplotel yoabvpd. Xto emdueva
oynpoto oTdlovpe TEPIGGOTEPO CTNV TEPLOYN TNG EYKOTNG,.

Third Wave AdvantEdge Wan Snesr P]
168214
8 157009
1 145734
1I4ETD
VEI2E4
Hei4ae
1035
| 37098
TRE0E
EFREa?
BGorar
4qeLaE
— FIRAAE
= E245E
E 12049
-
T 12 14
X fmm}
Animeted Image.
Ewcova 4.51: H supcvion g poyuns mpog to opvHTiKO EXITEOO O10TUNOHG.
Third Wave AdvaniEdge e Sner (WP
158224
- PR TE]
| 14ETA4
1345,79
127264
Hz1A5
- Lok
A7 9E
THEDAE
BIEEAT
EGO74T
B 95598
— - EEATE
E e
E 118148
b
12
X (ram)
Anmated image,

Eixovo 4.52: H 5160001 THS poyUng KOTa T0 apVnTIKS ETITEIO OIATUNCTG.

[Mapamnpdvtog tdpa and o Kovivy andotocn T poYU PAETOLUIE TOC TO
VAKO €xel Olappevoel TANPMG KAtd To opvnTikd eminedo oidtunong (PAémovtag
LUAAMOTO KOL TV UHOPPH TOV VAIKOD otV empaveln ££000V), EVEO TOPOTNPDOVTAG
EMMALOV Kol TIG TWEG TNG SaTUNTIKNG TAong ot devhBvvon tov emmédov Ba dovpe
ot kupaivovtol og TES dveo Tov 550 MPacapdg avotepeg tov 520 MPamov sivon
KOl TO OVATEPO OPLO TOL VAIKOV. AVTO OMUOLVEL TOG TPOKTIKA TO VAIKO £XEL OmOKOTEL
otV mepoyn avt. To yeyovog T awtd 0 aivetal Onwe Bo 1o mepuévape 6to
LOVTEAO 0@eileTol GE £YYEVELG OOVVALIES TOV TPOYPELLOTOS VO, ATEIKOVIGEL ETOPKMG
mv Bpavon Tov omoPAMTTOV. ZUUTEPACUATIKO OU®MG COE®OC KOl HTOPOVUE VO
woyvproTovpe oG emPePfardvetor Kot To poviélo avamntuéng tov «burr» yio to
yabupd VAIKA pe TV epeavion ‘apvntikod’ «burrs.
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Avtiotoym dSwdwkacio Oa akoAlovOnoovpe Kol Yoo TNV TEPIMTOON TOL
dedtaotatov Ppelapicpnotog €161 doTe va, eTPEPAIDOCOVE TOLOTIKG TOV UNYAVIGUO
avantuéne tov «burr» kot oe avt) v mepintwon. Onmg Kol TPONYOLUEVMC,
OULVONKEG KOTNG KO Ol SLOOTAGELG €Ival EVOEIKTIKEG. AVTO OV gival oNUAVTIKO givan
70 €100¢ TOV VAKOV 10 omoio Ba kobopicel Ta Opla TOV AVATTLGGOUEVOV (OVOV
Baoel ToV yopakTploTikav peyedav (6pta doppong kAt). ‘Exyovue Aoutov:

Eidog: 2D milling (up milling)

Teuayio (workpiece): h=2mm
L =5mm
Yiko (material): C60 steel (AISI 1060)
179 BHN
Ultimate tensile strength 625 Mpa
Yield strength 370 Mpa
Yvotaon (% «.p.): 0.605 C, 0.75 Mn, 0.04 P, 0.05 Si
Epyaleio (tool): ®12.5mm
radius_0.02mm
rake angle %
relief angle 10
vAko_Carbide — general
2ovOikeg komig: npowon / 066vto,_0.15mm/rev
a&ovikd Bdbog komme_1mm
axtvikd Babog komrg_6.25mm
unkog kom¢c_burr mode
apykh Oeppokpacio_24°C
TOYOTNTO TEPICTPOPNG_2e4rpm
amovcio Mavtikov _No coolant

2 ovvéyewn 0o TOPOVGIAGOVLE TO ATOTEAEGIATO TOV HOVIEAOV YPTCLOTOUDVTOG

TIG €IKOVEG OV poG Ofvel M emeepyacia T®V AmOTEAECUAT®V, Alyo TO GUVIOUW GE
GYEON LLE TNV TOPVELOT).
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WMax Shear (MPa)
2099.33
L 1959.38
1819.42
1679.46
1638.51
139958
1259.6
1119.64
979688
£39.732
69777
569.821
419.366
7991
139.955

Y (mm)

Foie (]
2 Foie ¥ (N

Force-} [M]. Force-v M|

B T A e e e A e a g Vs
ey

N

L L
0004 0008
Time {5

L
0 00007

Eixovo 4.53: O aynuotiouds tov «burr» oo diodiaororo ppeldpioua. Amd to ypapnua twv
OVVOUEDY TLOPATHPODUE TOVEXDS ODEAVOUEV dDvaun KOTHS. AVTO 0peileTal ato cVVEYDS
ovéavouevo Pébog komic kabwg to epyaieio mpoywpd ato teudyio (deg kor euxoves 4.13 &
4.150yetind e tov tpdmo povielomwoinong tov ppelapiouorog).

3
s

[

.

Max Shear (MPa)
2099.33
| 1959.38
1 181942
167946
1539.51
1399.55
12596

1119.64

979588
| 699777
550.821

[ ] 839.732
419.868
279911
139.955

Y {mm)

9 9.5 10 10,5 1 11.5
X (mm)

Animated Image.

Eixéva 4.54: H uoviun kataoraon xomijc (continuous cutting)To gpyaleio kdéfer to teudyio
Ka1 01 Yopoxthplotikés {wveg Exovv avamtoybel TApws. Zavy 016Tuncns — KOKKIVY TEPLOYH,
Zovy TAOOTIKNG TOPOUOPPOOHS — KITPIVH TEPLOYH, LDV EAQOTIKNG TOPOUOPPOOHS —
TPOTIVI] TEPLOYH].
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Third Wave AdvantEdge

WMax Shear (MPa)
209933
1959.38
181942
16739 46
1639.51
1399.55
12596
| 111964
979.688
839.732
699.777
| 559.821
419.866
279911
139.955

Y (mm)

g 8.5 10 10.5 "
X [mm)

Animated Image.

Ewcova 4.55: KaOa¢ vo komtikd epyaleio mpooeyyiler v dxpn tov teuoyiov n {wvy e
slaotikig mapoaudppwons (mpdotvn meployi) exteivetor ma éwg v drpn Tov teuayiov. Eivoa
n pdan e mpoévepdne (pre — initiation)oynuotiouod rov «burrs.

Third Wave AdvantEdge

Wax Snear (MP2)
2099.33
1959.36
1819.42
1679.46
1536.51
1399.55
1259.6
| 1119.64
| 979586
| 839732
6499.777
| 559.821
419.866
27391
139.955

Y (mm})

g 9.5 10 10,5 11
X (mm)

Animated image.

Ewcova 4.56: To epyaleio mpooeyyiler mepetaipw v dxpn tov teuayiov. Topo kor n {ovy
rhaotikig mapauoppwons (kitpivy wepioyn) exteivetal éwg ™y drpn Tov teuoyiov. Emmléov
elvar opotH N WIKPY KAIGH WOV TWOIPVEL 1] GKPY TOD TEUOYIOD TOPEKKAIVOVIOS OO THY
KoTaxopvpo. Bpiokduaote otnv paon évapdng (initiation) aynuotiouod rov «burr».
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Max Shear (MPa)
209933
1959.38
1819.42
1679 .48
1539.51
1399.55
125058
111964
979688
§39.737
699,777
554.821
419.866
27991
139.955

I [T 00T

9 9.5 10 10.5 11
X (mm)

Ammated Image.

Ewcova 4.57: To epyaleio Eyel ayedov ptacel oTtny GKP1 TOV TEUOYIOD KOL O GYHUATIOUOS TOV
«burr» givar Eexdbapog ma. Topo kor n {dovy didzunong (kdkkivy mepioyn) ekteiveTar £w¢ 10
dxpo Tov Teuayiov. Bpiokopoote oty pdon tov «polapiouotos» (pivoting).

Maw Shear (MPa)
2099.33
1959.38
1819.42
1679.46
1539.51
1389.55
12598
111984
979688
839.732
69777
559.821
419.866
27991
139.955

9 9.5 10 10.5 1
X [mm)

Animated Image.

Eixovo 4.58: To epyaleio elépyetor mia oo to teudyio kar to «bUIT» Eyel oynuatiorst oyedov
TApaws. H {dvn diarunons diodidete twpo. ayedov mopdiinlo. we Ty ypouun KOmng Ews 0To
KOl T0 TEAEVTALO TUHUO. TOV OTOPAITTOD OmOKOTET OO TO TEUGYI0. Bpiokduaote otnv paon e
digdoang poyurc (crack growth).
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Max Shear (MPa)
2099.33
1959.38
1819.47
1679 .46
1533.51
1399.55
12506
1119.64
979.688
839.732
B99.777
569.821
419.866
279.911
139.955

Y (mm)

10
X (mm}

Animated Image.

Eixéva 4.59: O oynuatioudc éyet olorlnpwbel kot to tedikd «burr» (positive burrkivar riijpwc opato.

Onwg PAémovpe Aoumov omd To TOPATAVED CYNUOTO, GE OVTIOTOUYioL UE TNV
10pvevon Kol oto Owodtdotato epeldpiopa  ovamtvcsoetor Ko e&eMocetol o
LUNYOVIGHOG avaTTLENG TOL «DbUrr»Omm¢ TOV TEPIUEVOVLE KOl OTIMG TOV £XOVUE OEL KO
BewpnTikd yeyovog mov kabiotd o Tpdt edom to AdvantEdgerolotikd a&idomicto
ywo. v peAétn tov «burr». TTapdAAnia péc® TOV TOPATAV® HOVIELOTOMMGE®MY
TOPOATNPOVUE KOL TV EUPAVIOT EVOC amd To Pfacikd €idn «burr»mov avapévovue va
dovue, 1o «burr» mov oynuotiletar otnv ££000 TOV KOMTIKOV £pyoreiov omd TO
tepdyo  (exit burr). Tlepetaipo emPefaioon Oo emdidEovpe ot cLVEXEWM
nmpoPaivoviag o Tplodidototeg povieAomomoelg Omov Oa efetdoovpe €dv 1O
TPOYPOULLO Log OiVEL Ta ovapevopeva giom «burr».

4.2.6.2[1o10tikn K01 TOGOTIKY OLEPEDVHGI TOV TPOYPOUULOTOS

Onwg &yovpe del Kot Topamdve, épa omd to «burr»mov oynuatiletol otny
£€000 tov gpyaleiov and to TENdYL0, Ta facikd £idn «burr»mov mapatnpodvtat ivat
10 «burr» oty &icodo tov Tepayiov (entrance bury, To «burr» mov avoartdoceTan
Kabeto otV dievbvvon komng (Poisson bury kot to «burr»ov avortbeceTol ooy
‘okioo’ dtav t0 gpyodeio avoiyel avidkt oto teudyto (tear burr). v cuvéyewn
YPNOLLUOTOIDVTOS TO TPIOIACTATO LOVTEAD, £TCL OGTE VA, EXOVUE Hiot 0G0 TO SLVATOV
710 KOVTO GTNV TPOYUATIKOTNTO EIKOVE, Yio TNV KAOe Kotepyooia, tov AdvantEdgeda
eetdoovpue €av pag oivel ta avauevopeva «burr». H ypnon tov tprodidotatov
HOVTEA®V TTapOAO TTOV gival o PAPog TOL VTOAOYIGTIKOD YPOVOL TTOL amarteital, sivort
avayKoio oyt Vo Yo TV KOADTEPT aVATOPACTOCT] TOV KATEPYUSIOV OAAA Kol Y10Tl
To. avapevopeva «burrs» €ktog tov exit burr) avantocoovial Tpog SLopOPETIKES
dtevBuvoelg o oyéon pe v d1evlBvvon Komng.

Apyikd Ba  efetdoovpe v mepimtoon TG SWvoiEng  GLACK®V
YPNOUOTOIDVTOS TO OVTIOTOLYO HOVIEAO TOL TPOYPAUUATOC. XPTCULOTOUDVTOG
EVOEIKTIKEG GLUVOTKEG KOG KAVOLLLE TO akOAoVB0 ‘Tpé€ipo’

Eidog: 3D grooving

Teucyio (workpiece): h=4mm
w=2mm
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L =5mm
Yiko (material): C45 steel (AISI 1045)
305 BHN
Ultimate tensile strength 1027 Mpa
Yield strength 612 Mpa
Xvotoon (% k.p.): 0.465 C, 0.795 Mn, 0.04 P, 0.05 Si
Epyaleio (tool): radius_0.02mm
radial rake angle°0
axial rake angle °0
vAko_Carbide — general
20vOnKes Komig: npdémon_0.25mm
unkog kom¢_burr mode
apykh Oeppokpacio_ 24°C
Tov T komng_300m/min
amovcio Mavtikov _No coolant

[Mopakdto mopovcidlovtal To amoTeAEGHOTA TG HovTeElomoinong pe v Pondeta
TOV EKOVOV TNG peto — eneepyociog.

Wax Shear (MPa) L
8676.41
hLER]

F478.82

£903.53
4 £328.24

5752.94
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4602.35
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Ewcova 4.60: H mpiodiaotary diavoiln adioxog ueta to mépag g katepyooiog. Paivovrar 1o
gpyaleio, to teudylo, T0 amoflitto ko to «burrs mov éyer dnuiovpynbsi otny éfodo tov
epyaleiov ambé to teuaylo. Emions mopotifetor to ypagnue. twv OUVOUEDY TO 0TOL0
TOPOTHPOVUE TIOS EIVOL TIPOKTIKA OUOLO LUE OQVTO VIO, TIS ODO OLACGTATELS TOV ELOGUE TOPOTAVED.
Avto ovuPaiver kabn¢ mpaxtikd. Eyovue kai £0d kivion avaioyn ue tig dvo daotdoers (yio
oVt GAAwote 11 dvvoun Tpog TV TPity devoven Z eivar TPaKTikd, undevIKi) He TV Olapopa
TS TP T0 UOVTEAD O10.06TEL “1KAVO' TGOS YI' QOTO KOl 01 OVVOUEIS eval Katd, ueyeBog
ONUOVTIKG. UEYOADTEPEG.
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Third Weve AdvaniEdge

| Ammated mage. |

Eikéva 4.61: H avimtoén tov «burr» tomov oxiciuotog (tear burr) katd wmyv elélién g
korhig. To avartvoaduevo «bUrr» emonuaivetor eviog Twv kitpivav Tlaiciov.

Eikéva 4.62: H gupcvion tear burr ko and dAln oyn micw and to komuikd epyoleio. To
aVOmTVOTOHEVO «DUI emionueiveTar we podpo xpapuo.
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Eikéva 4.63: To teudyio uetd to mépog e watepyacioc. To tear burr éear mhijpag
ovartoyOei oov évo wikpo ‘mpomEtaoue’ vAKoD oTa 0pio. TOV OVAAKIOD WOV avolyOnke o€
OYéon e TNV PYIKN EXLPAVELQ. TOD TEUOYIOD.

Ewcova 4.64: To teudayio oe mlipn eikovo uetd v katepyooio. Eivar CexdBopa opato 1o
oynuatiouévo tear burraeza dpra tov aviaxioo.
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Eikéva. 4.65: To teudyio ueta v kormi. Ilépa amd to tear burr éer avoamroylei kou to
oavauevouevo «burr» eéédov.

2nv ovvéyelo Ba yPNCGILOTOMGOVUE TO TPICOLACTATO LOVTEAD TNG TOPVELGNG YOl VO
dovue T «burr»pag divel 1o HovTELO. XPNGILOTOIOVTOG EVOEIKTIKEG CLUVONKES KOTNG
Kévovpe 10 akdiovBo ‘Tpé&iuo’”

Eidog: 3D turning (OD turning)

Teudyro (workpiece): D = 2mm

Yiko (material):

Epyaleio (tool):

20vOnKes Komig:

L =5mm

yopig precut Boolean workpiece
C45 steel (AISI 1045)

305 BHN

Ultimate tensile strength 1027 Mpa
Yield strength 612 Mpa

Yvotaon (% k.p.): 0.465 C, 0.795 Mn, 0.04 P, 0.05 Si
insert shape C

clearance angle_B

radius_0.04mm

side rake angle®0

back rake angle®0

tool width_0.2

vAko_Carbide — general
npowon_0.2mm/rev

BaBog komng_1mm

unkog komnc_burr mode

apykt Oeppokpacio_24°C

tayvtnTo korng_300m/min

amovcio Aavtikov _No coolant

[Mopakdto mopovcidlovtal To amoTeEAEGHOTA TG HovTelomoinong pe v Pondeta
TOV EIKOVOV TG peto — enelepyaciag. YmevOvuilovpe nwg AMoym eyyevadv adLVOULOV
TOV TTPOYPALULOTOG OEV EYOVLE TN OLVATOTNTO VO SOVUE TO epyaieio va eE€pyetat amd
T0 Tepdylo, £xovtag £tol pio TP emomteian ™G e£EMENG TG Katepyaoiag. ZTnv
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ocvvéxewn Bo mopabiécovpe SAPOPE CTIYUIOTLTA TNG KOMNG HEGH OO TO Omoia
Qoaivetol KOADTEPO 1] ELPAVION KOl AvATTUEN TOV SaPOpOV E0MV «burr».,

Third Wave AdvaniEdge

Frnea- 2 (ML Fovca- 7M1 Foves T (1

[N
Tave {6l

Eixovo, 4.66: To uovtédo tpiodidoratne topvevons oto AdvantEdgeEdm areixoviletor oto
oTIYUIOTVTO OTTOV TO HOVTELD otouata vo. ‘tpéxer’. Topdlinie mapatiBetor kot to ypapnuo
TV aVarTVEEOUEVOY dvvauewv. Tlopatnpodus mwg n devtepedovoa dvvoun korns (Tpdoivo
APOUO) EIVAL TPAKTIKG. UNOEVIKT) TPOGOUOIDOVOVTAS Katdataoy opboywvikig korng. Tl v
KOpio. dbvaun Komng Tapatnpolbue TwWS TO TPOOHUO THG OEV EVAALGOOETOL OTWS 100G
ovauevotoy. Avtdé opeiletor oto 0Tl YiaL TH HOVTIEAOTOINOY TO GOOTHUG. COVIETOYUEVOV EIVOL
‘TPOToEUEVD’ eV GTO KOTTIKO gpyoleio To omoio moapouéver axivito. Télog avomtbooetal
Kou pio pikpn ovvaun kot vy pitn o1edBoven n omoia. oPeiLeTar oTHY TPOWOH.

| Eiwxovo 4.67: H ouyu kotd v omoio t0
| epyoieio Cexve, va eloépyeton oto teudyio. To
TEUGY10 EIVaL TAPOS KOAIVIPIKO
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Ewcova 4.68: To epyaleio éxer e1oélber oro
teuaylo kar agaipel vhiko. Eivar opato  to
oynuotil{opevo  omofritro. Ilapatnpeitor  pia
arloiwon e KvAvopikoTnTOS TOL TEUOYIOD OTO
TNV TAEVPG, OTEOV ELGEPYETOL TO EPYOLEIO OE AVTO.

Ewcova 4.69: To epyaleio éEyer mpoywpnoel
OPKETC, EVIOS TO TEUOYIOD OPUIPOVTIOS TO DAIKO,
T000 TOV QOIVETOL TIO. 1] VEO OIGUETPOS TOD
owopoppavetar. H airoiwon e koAivopikotntag
elvar twpo eviovotepn (onueidvetol pe KOKKIVO
xpoue). To ‘mpoméraous’ ovtd tov vAIKOD elvau
0 oynuati{ousvo PoIsSson burirov avartiooerton
aKTIVIKG, KGOeTa 1000 TpOg ™V KatevBoven e
KOTTHG 000 KOl TPOGS THY TPOWOH].

Ewcova 4.70T0 epyoleio Eyel eioywprioer axoun mepiooOTEPO
0TO TEUGYIO KOI TO ‘TPOTETOOUR’ TOD DAIKOD WOV OAAOIDVEL
™y KvAvdpikotnto, tov teuayiov elokoiovbel va vmapyel.
KaOag 1o teudyio meprotpépetar 1o gpyaleio apaipel T0 vAIKO
ovTO OV ONUIOVPYNONKE TTHY TPONYOVUEVH TEPIOTPOPT] KOl
ropaiinle. onuiovpysitan éva. véo poisson burridyew e
TPEYOVOOG TEPLOTPOPHGS. ZHUELDVETOL ETIONG TG UE QVENUEVN
olakpitomoinon otoiyeiwv Oa umopodooue vo dobue oxoun
KOADTEPO. TOV TOTIKO YOPAKTHPA TOV POIVOUEVOD.

2mv ovvéyeta Ba mapabEcovpe TO aVTIOTOLYO GTIYHOTLTIO TNG KOTNG OTMS OU®S TO.
BAémovpe amd ™V miowm Oyn Tov TERA)iOV, TNV TAELPA OMAadN amd TNV omoia
kavovikd Oa éByorve 10 epyodeio. Avtd Ba pog dmoer TV dvvordTnTA VO
KOTOVOT|COVLE KOADTEPO TNV AALOI®MOT TNG KLVAVOPIKOTNTOS Kot TV ONovpyio Tov
HKPOD QVTOL TTEPLYIOV TEPLPEPELOKE, TOV ATOTEAEL TO «POISSON burr».
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Atimaled imge.

Third Wave AdvaniEdge

Atarnated image.

Third Wave AdvaniEdge

Amimsied image,

Ewova 4.71: H ouyun katd v ormoio 70
epyoieio Oa Cexivioer va eloépyetal oTo TEUL)IO.
Hopoaznpodue TAnpn kvlivépirkotyro. Tov TeUoyIOD
XOPIC eETITAEOV DAIKO Vo, gupovi{etor Tépo. oo To.
Op10. THG KOKAIKNG TEPLPEPELAG.

Ewcova 4.72: To epyoieio éyer Cexivijoer v
apaipeon 100  viikov. Ilapatnpodue  wwg
OTO010KG. apyilel Kol avamTOooeETol TO UIKPO
‘mrepdylo’  tov vhikov éEw omo TV KvkAikn
TEPIPEPELOD. TOD TEUOYIOD.

Eiova 4.73: H uoviun kardoroon tg Komig Eyel
anokatootofel ko T0 gpyaleio ovveyiler va
apaipel vAiKo omd to teudyio. Onws poaivetol To
supovilouevo poisson burr éyer  avamtuyOel
TANPWG.

AvrtioTtolyo pe To TOpamave GTIYUOTUTTO B TOPOLGIAGOVE eKElva OOV PaiveTol 1
SUOPE®OT TNG VENG UEWOUEVNG OOUETPOV OV EEKIVA omd TV TAELPE amd TnV
omoia eoépyeTan 10 gpyareiov oto tepdylo. To otoyeio mov Ba e&etdoovpe eivan
eMmESOTNTA TNG EMUPAVELONS EIGOOOV.
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Ewcova 4.74: H empdvela €160000 100 TEUOYIOD
KaTd TV ouyun e €l6OO0V TOV KOTTIKOD
epyoieiov oe avto. Ilapatnpodue v whipn
EMTENOTNTO, OVTHG.

Eiwxova 4.75: To epyoleio eigépyetor oradiaxd,
oT0 TEUGYIO Kou Cexwpiler no véa, UELWUEVH,
owduetpog mov dopuoppvetol. H emipaveid g
Oewpeitar axoun TpoxTiKa TAPWS ETITE.

Eicovo 4.76: To epyaleio éxer e10éA0e1 opketd
OTO  TEUOYIO EYOVIAS OTOKOTOOTHOEL UOVIUES
ovvOnkes komng. Ilapatnpodue mws n emipaveia
NG VEOG O1OUETPOD JEV EIVAL WO TANPWS ETITEIN
kabwg oto 0p1o g eléyer viiko avtifeta mpog
™MV KOTEDOVYON THS TPOWENS ONUIOVPYDVTOS EVOL
‘otépua’.  To tunjua  avtd  mwov  mpoeiyel
ovoualetar «burr» sieddov (entrance burr).

SOUTEPAGLATIKE TAEOV, OO OA TOL ATOTEAEGLOTO TTOV TOPOVGLAGOLE TOPATAVE® KO
TPoEKLYAY omd TO HOVTEAD TG TPLOOIACTOING TOPVELONG, UTOPOVLUE VO TOVUE UE
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ac@drelo tog to AdvantEdgerolotikd emiPepaidvel avtd mov mepipuévovue Kot Gpol
umopel va ypnoponombei cov epyoreio HEAETNG TOL PALVOUEVODL GYNUOTIGHLOD TOL
«burr». Anopével tdpa pdvo M TOOTIKY SlEPEHVNOT NG EMAPKELNS TOL Yo TNV
katepyaoia tov epelapioparog, pue v onoia Oa acyoAnbovue ot cuvéxetla. o to
epelapiopa kévovpue o axoiovbo ‘tpé&iuo’:

Eidog: 3D milling (face milling)

Teudyro (workpiece): D = 2mm
L =5mm
Yiko (material): AISi7Mg Aluminium (AI356 US)
305 BHN
Ultimate tensile strength 1027 Mpa
Yield strength 612 Mpa
Yvotaon (% «.p.): 0.465 C, 0.795 Mn, 0.04 P, 0.05 Si
Epyaleio (tool): insert shape_C
clearance angle_B
radius_0.04mm
axial rake angle °0
radial rake angle®0

tool width_0.2
vAko_Carbide — general
2vvOnkeg Komng: npoéwon_0.14mm/rev

BaBog kommg_0.86mm

unkog kom¢c_burr mode

apykh Oeppokpacio_24°C
oyt TEptoTpoeng_20000rpm
amovcio Mavtikov _No coolant

[Mapaxdto tapovsialoviat To amoTeAESHOTO TNG LOVTEAOTOIN GG e TN Ponfela TV
ewovov ¢ peta — enefepyacioc. Me v Ponbela otypdtunov g komng B
881&01) ue mv su(powtcm Kot avantuén Tmv Slopopmv 100V «burr.

Eiéva 4.77: 3Duerwmixé ppeliapioua (face milling).To kontiko epyaieio éyer e10éAber oro
TEUCYI0 KOl QPOIPE] DAIKO.
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Third Wave AdvantEdge

Animated Image.~_

Eixéva 4.78: To komtio epyaleio Exer e&éABer amd 1o teudyio. Eivar opatd to «burr» eCédov
QVETTOYUEVO KaTa TNV O1E08vvon mov 10 epyaleio eCépyetor omo to TEudyio. Emiong
daxpivetar opioka to «burr» mov avartbooetar oe dicvboven kabetn oty empaveio Tov
teuayiov (déovag z). Ilpdkeirar yio o poisson burr.

Eikéva 4.79: To «burr» eédov (exit burr) érwg
QaIVETOL OO TAV® OO TO TEUAYI0 T& (OVU.

Third Wave AdvantEdge

Eixéva 4.80: Edw paivetar mo xabopd to poison burr.Avartdooetar oe diedOvvon kdbetn
070 ETIMEDO TEPIOTPOPHS TOD KOTTIKOD £pyateiov (eminedo komng). Zynuatifetor ooy wikpn
Tpoecoyn amd TV EXPAVELD. TOD TEUOYIOD.
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Eixéva 4.81: Eocd paivovrar to «burr» efédov to omoio ldoue kol oTiC Tapoamdva eikoveg
oA emtiong kot to tedikd «burm e xatepyacioc érwe to eidaue oty mopdypago 3.6.2.2.
Avantiooetar wpog v £E000 OTO TV KOTEPYOOUEVH ETIPAVEIO. K01 OTOTEAEL TPOIOV
OYNUaTIoUOD TS ovuTieons Tov «bUurr» eéédov e to TEpag TV TaoowY TV EPYALEIOD.

Eixova 4.82: Eoch umopovue vo. droxpivovus kol
ta tpia «burr» ¢ katepyaoiag. To poisson burr
70 0TOI0 AVOTTOOTETOL KOTO. THY O1evBoven Tov
pabovs korns kar paivetor cov mpoeoyn awo v
OpYIKI ETPAVELQ TOD TEUAYIOD, TO «bUrms efédov
OV avamTvooeTal otyy EE0d0 Tov epyoieiov amo
70 TEUGYI0 KoL TO Telikd «bUrm g katepyaciog
OV OVATTOOOETAL GOV TAEVPIKY TPOECOXN OO
TNV KATEPYATUEVY TLO. ETLPAVELQ. TOD TEUCYIOD.

Metd v mo1oTikn emaA0evon ToL TPOYPAULATOS KPIvETOL OKOTLO Vo Yivel
Kot pio mTocoTK) Tov emaAnfevon. Xe avt Ba ypnoipomomBovv  aplOunTikd
dedopéva, amd TPONYOVUEVEG EYKPITEG ONUOCIEVCES — UEAETEG TAV® oTo B€ua TOL
«burr»ta omoia 0o cuykpBoHV pe avtd Tov o pag ddoet To TPOYpoppa. o va yivet
avtd OBa mpémer vo. swodyovue oto AdvantEdgerta otoryeion mov divovior oTig
ONUOGLEVGELS KOl KATOMY Vo e€eTdoovpe o amoTeAéopata Tov Tpoypappoatos. H
mocoTIKY] emaAnbevon Oa yiver ypnopomoldvtoc TOG0 dedouéva piag GAANG
LOVTEAOTTOINGNG UE TN YPNOY OVIIGTOLYOL AOYIGUIKOD OGO KOl HE TEIPOUOTIKO
dedopéva yio epelhpiopa.

INo v odykpion pe €va GAAO HOVTEAO TEMEPAGUEVOV GTOLYEIOV Yol TIC
Komn¢ Ba ypnowonomcovpe ta otoyeio and 1o «Finite element simulation for burr
formation near the exit of orthogonal cuttimgov W.J. Deng, W. Xia, Y. Tanrgo
onoio yivetaw diepevvnon g e€aptnong tov «burr» amd 11 dtbpopeg cuVOnKeg
kom¢ [5]. Xpnowonoweitar poviédo 2D tOpvevong y to omoio divovtar ot
dwoTtdoelg, N TPO®oN, N TOYLINTO KOMNG, N Yovia Tov amoPAittov, TO VAKO
tepoyiov kot epyoreion, 1 yovia €£000V and TO TEUAYLO KOL 1] OKTIVO KOUTVAOTNTOG
Tov KomtikoV epyoieiov. Epelg Oo kotackevdoovpe to 160 poviédo oo 2D
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topvevon oto AdvantEdgecar petd v eniivon Oa cuykpivovus o ypaenuo Tov
duvapemv o€ kaOe TEepinT®ON KOl TNV TEMKN LOPPN TOV TeHa)iov (LETA TV KOTY).
"Exyovpe Aowmodv:

Eidog: 2D turning

Teuayio (workpiece): h=2mm

L = 35mm
Yiko (material): AISI 1020
Epyaleio (tool): radius_0.02mm

rake angle 0

relief angle 10

vikd_Custompe Ogppuxhy ayoyipdétyro 335W/ me°C | €101KN

Beproywpntikotto 234/ kgoC’ mokvomta 1270kg/m®
2ovOikeg komig: npowon_0.30mm/rev

BaBog komng_1mm

unko¢ komnc_burr mode

apykt Oeppokpacio_24°C

toyvTnTo Komng_59.46m/min

amovcio Mavtikov _No coolant

To ypaenua tev dvvipewv mov maipvovpe and v epyacio tov W.J. Deng, W. Xia,
Y. Tangeivot To axkdiovbo:

600+

500 4 \ :
Cutting force

400 4

505 ~ Feed force 5

m;/m\

Cutting forces (M)

"

%

100 +

— e —r—— v .
0.0 0.5 1.0 15 20 25 3.0 35 4.0
Tool displament (mm)

KOl TO OVTIGTOL(O amd TO O1KO oG LOVTELD gtvatl To e€Ng
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[Mapatnpdvtag To 600 SoypAUUATO TOV SVVAUEMY GUVAPTHOEL TOV UHKOVS Komthg (1)
™G S0OPOUNG TOV KOMTIKOD £PYOAEIOV) UTOPOVUE VO SLOTIGTOCOVUE OCNLUOVTIKN
oOYKAMON KUPimg ¢ TPOG TIG TIHES TOV OVVAUEDY TOL AVATTOGGOVTOL (TADTIoN TG
LEYIOTNG TWNG NG KVOplog dvvaung Komng - cutting force, force X -mepinmov ota
600N ka1 avtioTolyo TG HEYIOTNG TIUNG NG devTepevovoag dvvaung komng - feed
force, force Y —mepinov ota 300N) 0ALG Kol TOV TEPLOYDV TOL YPOUPHLOTOC
(uéyroteg KAlong avénong ko peimong tov duvauenv o avtiotoyo id1eg BEcelc Tov
gpyareiov). To yeyovdg 0Tt 670 S1kd paG LOVTELD Ol duvauelg undevifovtarl oyeTiKd
Kabvotepnuévo oesiletor ota mpoPinuata mwov evromilovion oto AdvantEdge
OXETIKA LE TOV OmMOYWPGUO TOov omoPAittov ota omoio GAA®oTE €xovpe MM
avaepepBel. H popoen tov tepayiov petd v komn omyv epyacia tov W.J. Deng, W.
Xia, Y. Tangivai | akdérovbn:

Kot M avtioToryn amd To S1kd Hog HOVTELD ivar 1) eENg:
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[Mapatnpdvtog To SVO GYNUOTA SIUTICTMOVOVLLE Kol €00 GNUOVTIKN GVYKAIoN TV 600
TEMKOV pHopedv Tov Tepayiov. o to AdvantEdgeBiénovpe mwg to amdPALTTo dev
éxel  amopaxpuvlel TANPOC yeyovog mov  ogeileton ot TPOoPANUOTA  TTOL
TPOOVOPEPOLLLE.

4.3 Migpevvnon s eCaptnons tov «bUrr» amo tovg d1apopovs Topdyovies e KOG
ue v xpron tov AdvantEdge.

2170 KOUWATL aVTd OV €lval Kou TO TEAELTAIO TNG TAPOLSAS epyaciog, Oa
eEeTdoOLE TNV EMIOPACT) OPIGUEVOV TOPOUETPOV TNG KOTNG OTO OVOTTUCCOUEVO
«burr» pe v Pondela tov AdvantEdgeApov emiéEovpe moleg cuvOnkeg kommg Oa
peretnooovpe, OBa ‘tpé€ovpe’ ta avtiotoryo. pHOvTEAD dlaTnpovIag KAbe @opd
otabepég cuvOnkeg kot PETOPdALOVTOS UOVO TNV TOPAUETPO TOV LOG EVOLOPEPEL.
‘Etot Ba. £govpue tehkd v owéopeimon Tov Sl06TACE®MY TOV ovamTLooOUEVOL «burrs
OLVOPTNOEL PAGIKOV TOPAUETP®V TNG KOTNG EXOVTOG TV duvatdTnTa Vo TPoPovue
oT0 GYETIKA oYOMa Ko ovumepdaospata. Ot dokipég Ba yivouv 1000 Ge HOVTEAN VO
JOTACEMV TO OTOl0. £XYOVV TO TAEOVEKTNUO TNG YPNYOPNS EMALONG KOl (POl HOG
dtvouv ™ dvvaTOTNTA TOAADV SOKIUDOV OAAL TPOCPEPOVTOL KVPIME Y0l TOLOTIKA
ovumepacpato Kot Oyt yioo akpipf Kotoypaen oaotdoemv tov «burr» Adym Tov
TPOTOV HOVTEAOTOINOMG, OGO KOl GE LOVTEAD TPLUOV OLOCTACEMY TO. OTOi0L VOl LEV
Koo TILOUV G€ VIOAOYIOTIKO YPOVO, TPOCSPEPOVY OUMG Lo aKPP] AVamapAcTACT TNG
TPAYLLOTIKNG KATEPYACTOG [LE OELOTIOTO TEAIKA OTOTEAEGLOTA YL LOVO TOLOTIKA OLAAGL
KOl TOGOTIKA.

Ov mopduetpor ¢ komig mov BOa efetactovv oTa HOVIEAD T®V dVO
dotdoewv emAEyOnKay va gival n Tpdéwon, N yovia aroPfAittov Tov gpyaieiov, n
OKTIVOL KOUTUAGTNTOG TG KOTTIKNG KIS TOL €PYAAEIOL Kol 1 ¥P1ON LYPOL KOTNG.
Olo avtd yoo poviédo Swodidotatng toOpvevons. MeTapepOlUEVOL OTIG TPELS
dwaotdoelg Oa e€etdoovue v emidpacn tov Pdbovg komng oto «burr» Tt Tov
AOY®D ™G SopNG TV UOVTEA®MV Ogv €ival duVOTO VO YIVEL GTIS TPELS OOGTAGELS)
YPNOLUOTOIDOVTOS TPLGOIAoTATO HOVTEAD peTOTKoV @pelapiopatoc. Emiong ot
JOKIHEG Yo TIG 000 J1aGTAGELS Ba Yivouy Yia 000 SLoPOPETIKA VAIKE, KOV GTO YDPO
TOV UNYOVOAOYIK®V KATOUOKELMOV, TOV YAALP Kol TO aAovpivio. ZTovg akoAovdovg
TVaKEG QOIVOVTOL CLYKEVTPOTIKA Ol TapdpeTpol Tov Ba eEeTacTovV.
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2D AISI 1060 (179 Bhn) Al6061-T6
‘medium / plain carbon steel’ ‘silicon aluminium alloy’
npowon 02 | 04| 06| 08 04| 0.6 0.9 1
(mm/rev) 0.5 0.7
yovia 5 | 0 | +5° | +10° [ -5° | 0° | +5° | +10°
anoflitrov 0’ o
waumviétyra| 0.02 | 0.04] 006 0.0 002 0.04 0.06 0.08
KE (mm) 0.02 0.02
KORTIKO ue | yopic ue | yawpic
VYPo 10% Chrysan C225 soluble oil (9933 V{981 kg/m)
vitko KE KopPioio yevikng ypnong
yovia
elevlepios 10
KE
pabog komijg 1mm
rexvtTa 250m/min 800m/min
KOTIjg
Py 24°C
Ospuoxpoaia

[Tpémer va onpelwbel dd Twg 10 €VPOC TOV TPOMOEWMV, Ol TAYVTNTES KOTNG KOl TO
OTO(ELDL TOL VYPOV KOTNG TPOEPYOVTIOL OO TEYVIKOVG KOTAADGYOVS KOTAGKELOOTOV
KOl 10TOGEABES TEYVIKOD TEPLEYOUEVOL GTOV XMDPO TMV KOTEPYOOIOV (Tapatifevtan
oV BipAoypa@io 6To TEAOG TOL KEQPOANIOV).
Bdoetl Aowmodv, tov mopandve mvakov ko ypnotponowwvtag to AdvantEdge
noipvovpe TeEMKE T okdAovBa YpaeNuHoTo OV GLOYETILOVY TIC OGTACELS TOL
«burr»pe v petafoin Twv cuvONKOV KOTTHG.
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Ipapnua 4.3: H uetofolyy twv diactdoewv tov «bUrr» covaptiocst g mpowons yia
owodLaotaty Topvevan tov yaAvfa. Paivovror o1 UETOPOIES TOOO UE OGO Kal ywpIc TNV ypHon
KOTTIKOD DYPOD.
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Tpégnuo 4.4: H uetafols twv diactdoewy tov «burms covaptiocer tg ywviog aroflittov yuo
diodiaotaty Topvevan Tov yaivfa. Paivoviar o1 UETOPOIES TOOO UE OGO Kal ywpIc TNV ypHon
KOTTIKOD DYpoD.
1,08 T
i
1,06 ;
1,04
1,02 ;
2
..E .~
g 1 burr height, dry, AlS| 1060
;F oo burr thickness, dry, AlSI 1060
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Tpépnuo 4.5: H petofol twv diactdoswv tov «burrs covapticer e koumvlotrog g
KOTTIKNG OKUIG Y10, O1oO1G.0TOTH TOpVvevan Tov yalvfa. Daivoviar o1 uetofolrés tooo ue 660
Ka1 Ywplic v ypHon KOwTikoD vypPoD.
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211 -
= ! = hyurr thickness, dry, AIE0E1-TE
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Ipépnuo 4.6 H uestofor) twv dactaoewyv tov «burr» cvvapticer we mpowong yia
o1odidotaty Topvevon Tov alovurviov. Poivoviar o1 UETOPOAEG TOOO e 000 Kol Ywpig THV
XPHON KOTTIKOD DYPOD.

burrheight, dry, AlE061-TE

e hyurr thickness, dry, AIGBOE1-TE

w= burr-height, coolant, Al6061-T6

burrdimensions

= burr thickness, coolant, AIG0OE1-TE

-6 -4 -2 0 2 4 & 8 10 12
rake angle (?)

Ipépnuoe 4.7: H petofolri] twv dtaotaoewmy tov «burm cvvaptiocer e ywviag omoflitrov yia
o1od1dotaty Topvevon Tov alovurviov. Poivoviar o1 UETOPOAEG TOOO e 000 Kol Ywpig THv
XPHON KOTTIKOD DYPOD.

35 THE NS
1,14
:
E 112 = hurr height, dry, Al6061-T6
E
= e hirr thickness, dry, AlGOE1-TE
= 11
k- =——SHRRRghE rookt, AS0EL T
177 400 0 T T T T A A A A A e buirr thickness, coolant, AlGO61-TE
e e o e o
1,04
Q go1r 002 003 004 005 006 007 008 009

cutting edge radius {mm)

Ipagpnua 4.8: H uetafolsy twv dractdocwv tov «burms covapticer e koumvlotros g
KOTCTIKIG OKUNG Y10, OLoOIGaTaTH TOPVvEDan Tov alovuiviov. Poaivoviar o1 uetafolés tooo e
000 KoL YWPIS TNV YPHoN KOTTIKOD DYPOD.

AT TO TOPOTAVE YPOUPTLOTO LWITOPOVLE VO EEAYOVLE T ENG CLUTEPAGLLOLTOL:

e H npdmwon eaivetar va givar ToAd oNUOVTIKOS TOpAYOVTOS EXPPONG MG TPOG TNV
avantoén tov «burr».Ilapatnpodpe T peyoldtepn kAion katd tn HeTOBOAN NG,
eVO etval cagég TG ot VYNAEG TWEG TPOMOoNG emNPealovy apvnTikd TNV
avantoén tov «burr» odnymvtag oe ueyoAvtepeg dwnotdosc. H ypnon tov
Mmavtikod @aivetor vo, emnpedlel eddylota to avomtvecopevo «burr». Omov
napatnpeitol kdmola petaforn avty sivor Oetikn (ueiwon TV SOCTAGE®Y TOV
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«burr») yeyovog mov, omw¢ £xovpe ovagépel kot mapamdve (top. 3.6.4),
AVOLEVOTOV.
H yovie tov amoPAiittov ¢@aivetar vo emnpedlel kol OovTH  OPKETA TO
avoantuocopevo «burr» ue pkpotepeg PéPata khioelg petaforng. Oco n yovia
amoPAittov av&dvel TOGO HEUDVOVTOL KOl Ol JOCTACEL TOV EUPAVICOUEVOL
«burr».H mopoatipnon avt) umopodue vo modue Tmg ivatl avapuevopevn Kobmg
pe v avénon g yoviog amoPAittov 10 Kontikd gpyaieiov teivel va yivel o
‘00 (nopen oPNVOC) ELGAYOVTOG £TOL TOTMIKG UEYOADTEPES TAPOUUOPPDOELS KO
EVVODVTOG TNV KOTY TOL VAIKOV. Emiong oe pikpég kot kupimg apvnTikég ymvieg
OamOPAMTTOV TO AMOKOMTOUEVO VAKO TOPOCVPETOL UE TETOO TPOTO TOV GTINV
¢€000 amd TO TEUGYO ELVOEITAL M KAWWYN TOL KOU 1| EUEAVICT] TOL ONUEIOL
«mPoTopioHOTOC» YOUUNAOTEPO KOl VOPITEPO UE OMOTEAECUO TNV EVTOVOTEPN
eLPAavion tov «burr». Xyetikd e TV XPNoT TOL VYPOL KOTNG TOPATIPOVLE KO
€00 [Kpn peTaforn m omoio Ouwg exel wov epeaviCeton eivon Tpog v BeTikn
katevbuvon (neiwon Tov dtuotdoemv Tov «bUrr»)ommg avapuevoTay.
H xopmoddmta g KomTiknig akung og @aiveton va emmpedlel onuavIikd To
avontuocouevo «burr» kabmg ot TIHéG TV daoTdoemV S1oTNPOHVIUL TPUKTIKA
otabepég pe Vv petaforn TG oxtivag KOUmvAdTNTag. Avtny eivon  pio
TOPATHPNOT 7OV £pyetal o€ aviibeon pe oo apykd avausvaue (map. 3.6.4).
BéBawa avatpéyoviag oy Piploypapio pmopodie vo GUVOVINGOVUE UEAETES
OV  YPNOUWOTOWOVY Uil  OvTioTOlYN HOVIEAOTOINOT Kol KATOAYOUV GE€
avtiotoyo cvpnepdopoto [1]. Avtd io®C vo GNUAIVEL TMG Ol GUYKEKPLUEVEG
puébodol povrehomoinong advvatodV v Katoypdyovv Tnv Emidpacn NG
nopapéTpov avtne. Eniong oyetikd e v KapmuAloTnTo Tov KOTTIKOV epyaAeion
mpémel v yivel akoun pia emonpavon. Towg mpoketton yio Evav mapdyoviol Tov
oyetileton TePIOCOHTEPO [E TNV POOPA TNG KOMTIKNG AKUNG KATE TNV TPOOOO NG
Katepyooiog (GupAvven e KOTTIKNG aKUNG Kot apo obENGT THG KOUTLAOTNTOG)
TOPG PE TNV OPYLKN ETAOYT TNG TOPOUETPOV Ol TIUEG TNG OMOlag Yol T KOWVEL
KOTTIKA €pyoieia elval oVT®G 1 GAAMG HKPEG Yol VO EXNPEACOVY TO TEMKO
«burr».’Etol icwg pmopodpe vo movpe mo¢ amotteital emAoy HeYaAdTEPOV
TIUOV KOUTOLAOTNTAG OO OVTEG TTOV EUEIS YPNOYLOTOMGALLE Ol OTTOIEG GTNV OVGin
Ba TpocopoldvoLY TV avénon g POopag Tov epyaieion. TyeTikd Le TV XPNOM
TOL VYPOL KOMNG TOPUTNPOVUE Kol €00 pio pukpn emidpaocn oTo TEMKO
AMOTEAEG IO, UE PEIMOT OU®E TOV d10GTAGE®Y TOV «burr.
Yxetikd pe TV ypnom Ttov Komtikoh vypov a&ilel va kdvovue kol pio o
OLYKEVTPMTIKY mopatnpnomn. BAEmovue mwg yio 6Aeg T O0KIUEG TOV KAVOLLLE M
peimon Tov daotdoemy ivol oAy pkpr. Avtd pnopel amd v pio TAevpd va
oyxetileton pe ta VAMKG Kot TG ovvOnKeg mov €yovv emideyel oto omoia M
eMIOPACT TOV VLYPOL €ivOL TOCO LUIKPN TOL UTOPEL KO VoL 1) SIKOOAOYEL T Xpnom
tov (0eg kot map. 3.6.4). Ovtwg 1 GAA®C Om¢ €ldape Kol TOPATAVED TO
neplidplo Pektiowong mov divel n ypfon Tov VYPOL Komg eivan pkpod (tng Taéng
tov 10%) ko KAmoleg PopEG Umopel va un StkatoAoyel T xpnon tov. And v
AN mhevpd pmopel vo oyetiletor pe vt kabeontn T povteEAOTOInoT NG
xpPNong tov Amavtikov. Otav avtd epopuodleton o mpayuatikd meptPdAiov
KOG eV gival kol 1060 EekdBopo og TOlES TEPLOYES EMOPA 1 v pmopel va
SEIGOVOEL TANPMOC GTNV TEPLOYN TNG KOTTIKNG OKUNG N TEAIKA Kol Tolo givon To
npoypatikd mocd Oepudtmrag mov amdyel. Omndte Otav petoPaivovpe ot0
TEPPAALOV TNG LOVTELOTOINGNG O1 EMAOYES - TOPAOOYES TOV YivovTal YOP® OO
TNV XPNOT TOL KOTTIKOV LYPOV Umopel TeMKE va €xovv HIKpR emidpaocn oTo
teMkd amotéhecpa. Ilpémel emiong va avagépovpe mo¢ mopd TIC OmMOlEG
ap@BoAiieg oyetikd pe Vv BeTikn nidPOCT TOV KOTTIKOV VYPOD GE Propmyovikd
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mepfailov Kapio xomn o yivetow ywpig v xpnon tov. Avtd oeesileton
nePLOcOTEPO oTNV OeTiKn TOL €Midpaon OTO KOMTIKO epyoieio - pelmorm TOv
pLOPOY POBoPAC Tov — TO Omoio Elval KATL TOL OV AauPdvel VTOYN TO OIKO LOG
HOVTEAO KOl Gpa Yoo ovtd mBavov va epgaviletor pikpn enidpoocn 6to TeMKO
anotéleopa. To tedevtaio oyOMo pmopel vo. CLOYETIOTEL QUECH Kol PE O,TL
AVOPEPOLE TOPOTAVE® Y10 TV KAUTVAOTNTO TNG KOTTIKNG OKUNG.

To mopomdve cvuTEPAGULOTO, TOPATPOVINS TO OVTIIGTOWO Ypoenuoto ydAvfo
(ypapruato 4.3 éwc¢ 4.5) ko adovuwviov (ypapriuato 4.6 éwc 4.8), umopodue vo
movpe OTL 1GYLOVY Kot Yia T 00 VAIKE mov emAéEape. Zuvenmg Bempolde Twog o
napdyoviog VAKO ot dradpapotilel mpotedovta porlo otnv avamntuén tov «burr»
OGOV aPOPA TOLAGYIGTOV GE KOW®MG YPNOUYLOTOLOVUEVO VAIKE TOV UNYAVOAOYIKOV
Katookevdv. o va  mopatmpnBodv  SQOPOTOCES 7OV  OPeiAovIol  GTO
YPNOLOTO0VHEVO VAKO Ba Tpémel va eEeTdooVE KATOleS apKeTd {owg ‘eEmTIKES
TEPUTTAOGEIS VAIKOV UE OPKETA LYNAEG 1 YOUNAES TIUEG OVTOXDV KOl GKANPOTHT®V
avtioTolyo To 0Toio OEV GUVAVTALE HTEPO GUYVE OTIG UNXOVOAOYIKES KOTOOKEVEG.
Y oyéon pe v dlpopomoinon tov VA kat to «burr»a&iCel va emonuaviovv 600
napatnpnoelc. [lpdtov, 10 eppaviiopevo «burr» 6to aAOVUIVIO KVPOIVETOL GE
eEMQP®G VYNAOTEPE emimeda amd oavtd otov yaAvPo. Aegdtepov, oe OAeg TIC
TEPITMGE cLVONK®V, T0 «burr» mov egpeaviletor 6to odovpivio teivel vo yivel
apvntikd (ewovo 4.83, Bpavon katd v dievbvven Tov OpPVNTIKOD EMTESOL
dtdtunong, deg kot map. 3.6.3).

Y (mm)

X (mm)

Eixovo. 4.83: H gupdvion apvitikod «burr» oty diedidotatn tépvevan tov alovuiviov.
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Ewcéva 4.83a: H évopén e Opadong yia tov oxnuotions tov apvytikod «burr» ato alovuivio.

Third Wave AdvaniEdge
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9.5 10,5

10
X (mm)

Eixovo 4.83f: H Opadon tov vlikod oty é£0do 100 apvyTikod emmeéIOD O1GTUNONS YA TOV
OYNHOTIONG TOV apvhTiKoD «DUIT» ato alovuivio.

H mpom mapoampnon o@eidetar oto yeyovog OTL T0 aAovuivio givot
HOAOKOTEPO VAMKO omd TOV YdAvPo pe OmMOTELEGUO TOTIKA €KEL OOV E1GAYOVTOL Ol
TOPALOPPMOCELS, aVTi Yo TV amdtoun Bpadon — ddtunon tov LAKOD Vo evvoeitan
10 ‘okiolpo’ avtov, avédvovtog £1ot To eppavifopevo «burr.,

H de0tepn mopatipnon ogeileTon 6to yeYovog OTL Yo TO GAOVLUIVIO €xovpe
HIKPOTEPT,  EAOCTIKN] TEPLOYN KOU KOTQA OULVEMEW UIKPOTEPEG  TMAOOCTIKEG
TOPOLOPPDCELS KOl TOPALOPPADGELS Opavong amd Tov ydAvPa, He AmOTEAEGHO Ol
TOPOLOPPAOCELS AVTEG VO Yivouv 10eg TpdTO HE aLTEG oL eppovifovtorl Kotd TO
apVNTIKO EMIMESO OATUNGONG KOL TO VAIKO TEAIKO VO ‘OmWACEL TPOG 0T TN
dtevbuvon.
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