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MEPIAHWH

NEPIAHWYH

210X0G TNG TTapoucag SITTAWMPATIKAG epyaaciag €ival n Tpooouoiwon Tng ueBddou Tng
Bepung oeupnAdTnong akpIBeiag Kal N PMEAETN avToxAG MATPAG OPUPENAATNONG KATOOKEUNG
OdOVTWTWY TPOXWV €uBtgiag 0dOVTWONG XPNOIMOTTOIWVTAG T PEBODO TWwV TTETTEPACUEVWV
oToixeiwv, Je TN Pondeia Tou TTakétou DEFORM 3D. To CUYKEKPIMEVO TTAKETO TTPOTIMABNKE
AOYW TOU TTAEOVEKTAUATOG TOU VA aAVADNUIOUPYED TTAEYHA TTETTEPACHEVWV OTOIXEIWY, TTPAYUaA
ATTaPAITNTO O€ KATEPYAOiEG HEYAANG TTapaudpewaong. Etiong, éva dANo Baoikd TTAEOVEKTNHO
TOU gival va €&ayel SUVANEIG TTOU TTAPOUCIACOVTAl O€ I TTPOCOMOIWaCT, atrd To dOKiuIo oTa
UTTOAOITTO TUAPATA TNG UATPAG YA va TTpayuatotroindei ueAETN avroxng. MoAANd oToixeia Twv
TTPOCOMOIWCOEWY, APBncav atod EMOTNPOVIKA ApBpa TTapSUoIWY TTPOCTTABEIWVY.

210 1° kKe@dAalo yiveTal hia avapopd atn HEBodo TNG opupnAdTNONG Kal TTEpIypa@ovTal
Ta €idn o@upnAAdTNONG TTou XpnoldoTtrolouvTal anuepa. ETmiong, amapiBuolvral ol unxavég
oQuUPNAATNONG, KaBWwg Kal Ta epyoAgia (KaAoutria) TTou  xpnolyotroiouvral.  TEAOG,
TTEPIYPAPOVTAI Ol TTAPAMPETPOI KAl TA XOPAKTNPIOTIKA Trou Traiouv onuavtiké poAo oTn
OUYKEKPIPEVN PEBODO, OTTWG Ta UAIKG, N Beppokpaacia kal n Aitravon.

270 2° KEQPAAQIO TTEPIYPAPOVTAI O 0OOVTWTOI TPOXOi Kal yiveTal avagopd oTa €idn TTou
uUTTapYouV. AKOMN, ava@épovtal Ta BaoIKG PeyEBn Twv odovIWoewy, OTTWG, TO BARua, TO
module, To TTaxog Kai n oxéon JeTadoong.

210 3° Ke@AAaio, avagépovial ol HéBodol opuUPNAATNONG Twv JIaPOPWY  EIBWV
o0OVTWTWY TpoXwvV Kai yiverar Adyog yia Tnv akpifeia kol ToidTnTd Toug. TEAOG, yiveTal
avagopd otn o@upnAdTnon akpiBeiag, pia nEBOdOG TTOU OTTOOKOTIEI OTO VO KATOOKEUAOTE TO
TEAIKO TEPAXIO XWPIG ETTITTAEOV OTADdIO EKTOG AUTOU TNG 0OUPNAATNONG.

270 4° KeQAAQIO, TTEPIYPAPETAI N PEBODOC TWV TIETTEPATHEVWY aToIXEIWV (FEM), yivetal
avagopd oTn yéveon TTAEYMATOG, KAl OTa €idn avaAuong TTou YTTOPOUV va TTPayUaTOTTOINBoUY
ME auTr TN NéEBODO.

270 5° KE@AAQIO YiVETAI TTEPIYPAPN TWV CUVONKWY TWV TTPOCOUOITEWY TOUPNAGTNONG
Kal divovTal Ta XAPOKTNPIOTIKA TOU TTPOG KOATAOKEUN Tpoxou. AkOun, TrapoucidadovTal oTa
oToIXeia TNG PATPAG OoQUPNAATNONG, Ta UAIKA KOl Ol OUVONKEG TwV KOTEPYAOIWV. TEAOG,
TTapPoUsIAdeTal avaAuTIKG £va TTOPAdElyua TTPOCOUOIWoNG BepUng oeupnAdTnong JeE TO
DEFORM 3D kai TrapaTtiBevral Ta ammoTeAECUATO.

270 6° KEPAAQIO TTOPATIOETAI AVOAUTIKA €va TTOPAdEIYUA PEAETNG AVTOXAG MIOS WATPAS
o@upnAdtnong pe To DEFORM 3D kai rapatiBevral Ta ammoteAéouara.

270 7° KEQAAQIO CUYKEVTPWVOVTAI TO OTTOTEAETUATA ATIO OAEG TIG TTPOCOUOIWCEIS KA TIG
MEAETEG QVTOXNG TTOU TTpAyUATOTTOINONKAVY, YiveTal €Tegepyania Kal eEAyovTal XProIPNa
oupTrepdoparta atmod Tn oUYKPIoH TOUG.

TéNog, oOTO TIAPOPTAMOTA TNG  €pyaciag, TEPIYPAPOVTAlI T  UAIKA  TTOU
XPNOoIJoTTOINBnKav, Ta XapakTnpIoTIKA Tou H/Y oTov oTToio Kal £yivav ol TTIPOCONOIWCEIG KAl
TENOG TTapaTiBeTal n BIBAIOYypagia TTOU XpNOIPOTTIOINONKE yIa TNV EKTTOVNOR TNG.
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1.1 OPIZMOZ - NEPIFPA®H THZ AIAAIKAZIAZ

H o@upnAdTnon civar yia a1rd TIG ONUAVTIKOTEPEG KATEPYATIEG TOU GUUTTAYOUG UAIKou. H
TTAQOTIKI] TTAPAPOPPWAON TOU TEPAXIOU ETTITUYXAVETAI JE TNV AoKNCoN BAITTTIKWY QopTiwv atTd
TO gpyoAgio opupnAdTNONG. E@appoletal oc PeydAn TTOIKIAIG peyéBoug Kal OXUATOG
Tepaxiwy Kai arré TrolkiAia UAIKWY. TUTTIKG c@upriAaTa TTpoiovTa gival: EKKEVTPOPOPOI AEoVEG,
OIWOTHPEG, XEIPOTPOXOi, ODOVIWTOI TPOXOi, AAOI, €pyaAcia XeIPOG, TITEPUYIA EANIKWV KATT.
ETtriong pmropouv va TrpaydaTtoTroin8ouv dIaQopes dIOUOPPWUOEIS, DIATPNON KAl £CEIDIKEUUEVEG
Katepyaoieg. (ZxAua 1.1)

Auvatétnta oeupnAdaTtnong (Forgability) evog petdAAou eival n duvartdTnTd TOU VA
TTAPAPOPPWVETAI TTAAOTIKG O€ OPICHEVN BepPoKpaaia Kal TaxUuTnTa TTapapopewons. Na tov
OUVOAIKO XOPAKTNPIOKO TNG KATEPYOOIUOTNTOG OCUVEKTIMWVTAI Ol €ENAG 10IOTNTEG TOU TTPOG
Katepyaoia  UAIKOU:  OAKIUOTATG, avTioxn, aTaitouuevn Bepuokpacia  KaTepyaaoiag,
oupTTEPIPOPA  évavTl  TPIBAG Kal TroIdTNTa TOUu TEAIKOU TTPOIOVTOG. Tnv  uywnAdTeEpn
KaTepyaoiuoTNTa TTapoucidlouy ta kpauarta Al, Mg, Cu akoAouBouv ol eAa@pd KpAUATWHEVOI
avOpakoxdAuBeg, ol avoeidwTtol XAAuBeg Kal kpauata Ti evid PIKPY KATEPYAOIUOTNTA £XOUV
Ta Kpauata Ni, W kai Be.

1.2 TAZ=INOMHZH TQN KATEPIAZIQN Z®YPHAATHZHZ

H ooupnAdtnon Aaupdvel xwpa v Wuxpw Kal oe uywnAétepeg Bepuokpacicg. Mia
XovopIkA TagIivopunon PBdaon Tng Beppokpaciag kartepyaciag (6mou T, TO O.T. TOU
KaTEPyalouevou UAIKOU) gival n TTapakaTw:

WYuxpn opupnAdrnon: T <0,3T,,
Oepun aopupnAarnon: T > 0,5T,
Hui6epun oeupnAdrnon: 0,3T,, <T<0,5T,
Mia dI0QOPETIKN TALIVOUNON TWV KATEPYATIWY o@UPNAATNONG WE BAon Tov TUTTO (TN

didraén) TG karepyaaoiag gival n akdAoudn:

1.2.1 ZOYPHAATHZH ANOIXTHZ MHTPAZ (OPEN-DIE FORGING)

21N oQupnA&TNon avoixTAg UATPAG o1 BUVAUEIG ouuTTiEong TTapdyovTal attd epyaAcia
XEIPOG 1 HNXAVIKEG OQUPEG KAl AOKOUVTAI TOTTIKA OTO TEMAXIO (ZXAua 1.2).

\
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Po1} Tov vAIK0U KATa T1) GQUPNAGTIGI) UVOIKTIE N TPUS
ZxApa 1.2: ZeupnAAdTNON aVOIKTAG UATPAG

Etriong atrouoiddel ] TrepiopifeTal o€ TTOAU PIKPL €KTAON N TTAEUPIKA OUYKPATNON TNG
PONG Tou PETAAAOU. To e€mBuPNTOd OXNUa OTTOdIdETAI OTO TEUAXIO WE OTTAR PETOKIVNON N
oTpo®r] TOU WMETALU OIadoXIKWV KTUTTNUATWY. Ta TTAEOVEKTAUATA auToU TOU TUTTOU
opupnAdtnong civar 6t €xel ammAd kal @ONvAa epyaAcia, gival Xpnoiun yia PIKPr TTapaywyn
TEPaYXiwV aAAG yia peydAn TToikiAia peyeBwv Kal atrodidel XapaKTNPIOTIKA KAAAG avToxnG OTo
Tepdyio. Ta pelovekTAUATa TOU E€ival OTI TTEPIOPICETAl O€ OTTAEG YEWWETPIEG, N OUOKOAIQ
€TMiTEUENG OIAOTACIOKAG aKpPIBelag, €ival ammapaitntn n OeUTEPOYEVAG KaTEPyaaia yia Tnv
ATTOKTNON TNG TEAIKNG HOPPAG TOU TEPAXIOU, YivETAl OXETIKA PIKPY EKUETAAAEUCN TOU UAIKOU,
EXEl apyd pubuO TTapaywyng Kal aTTaiTei ePTTEIpia Kal TEXVIKA Oe§IOTNTA O€ peyAAo Babud.

~
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1.2.2 ZOYPHAATHZH KAEIZTHZ MHTPAZ (CLOSED-DIE FORGING)

2€ autov Tov TUTTO oPuUPNAATNOoNG Ta BAIMTTIK& @opTia TTou TTapdyovTal aTrd oPUPES N
TTPECEG AoKOUVTAl o€ OAN TNV €mm@Aveia Tou Bepuaivépevou PetdAou. (ZxAua 1.3(a)). To
KatepyalOUeEVO UANIKO TTapOUOP@WVETAl TTAACTIKA péoa ot €IOIKA OIaUOPPWHEVO KAAOUTTI
(MNTPa, die) kal kaTaAauBdvel 6An TN dIABECIUN KOIAOTATA TTOU €XEI YEWMETPIA KAl OIAOTACEIG
avaAoyeg PE QUTEG TOU TeAIKOU Tepayiou. Avaloya pe Tnv akpiBeia Twv dIAOTACEWY TTOU
atrodidel 0To TEAIKO TTPOIGV, XOPAKTNEICETAI KOl N QvTiOTOIXN KATEPYOQOia KAEIOTAG WATPAG,
(Zxnua 1.3(B)). Ta TTAcovekTAMATA AuTOU TOU TUTTOU OQUPNAATNONG €ival OTI KAVEI KOAN
EKUETAAANEUOT TOU UAIKOU, divel KAAUTEPEG 1ID10TNTEG TEPaXiOU aTTd €KEIVEG TNG 0PUPNAATNONG
avoIXTAG MNATPAG, KAAUTEPN TTPOCEYYION Twv OIOOTACEWY TOU Tepaxiou, €xel Taxu pubBuod
TTAPAYWYAG KAl KAAR TTapaywyikotnTa. Ta PEIOVEKTANOTA Tou cival OTI €xel UPNAO KOOTOG
EPYAAEIWY VIO PIKPES TTOOOTNTES TTAPAYWYNG Kal OV ATTOKAELIEl DEUTEPOYEVEIC KATEPYATIES TOU
TEJAYiOU.

1.2.3 Z®YPHAATHZH KAEIZTHZ MHTPAZ ME MPOE=OXH (IMPRESSION-DIE
FORGING)

Mpdkerrar yia Trapalayn TG c@upnAdTnong KAEIOTAG UATPAG, (ZxNua 1.4). To UAIKO
TOu Tepayiou eival o€ TTOoOTNTA PEYAAUTEPN aATTO TOV JIATIOEUEVO OYKO TNG KOIAGTNTAG TOU
KOAOUTTIOU, OTTOTE PEPOG TOU UAIKOU €EEPXETAI OE OXETIKA OPXIKO OTASIO WG TTPOELOXN N
TTpoékTapa (flash) petagu Twv dUO PEPWY TOU KAAOUTTIOU £6w ATTO TNV KOIAGTNTA auTOU, OTTOU
Kal TTOPANOPPWVETA.

21N wuxpn o@upnAdTnon, AOyw Tou peydAou AGyou URKOG/TTAXOG OTnV TTEPIOX TG
TTPOEEOXNG, avaTITUooOVTal €KEl UWPNAEG KABETEG TAOEIG (TTIECEIG) KOl KOTA OUVETTEIQ JEYAAN
avTtioTaon TPIRAG TNV POor Tou UAIKOU TTPOoG Ta £€¢w. To uttéAoITto UAIKS péoa oTnv KOIAGTATO
TOU KaAouTriou, agou trapeutrodideTal va KivnBei TTpog Ta £€w avaykadetal va Kivnoei TTpog
AAAeG KaTEUBUVOEIG, PE ATTOTEAECHA TV ACPOAA TTARPWON TNG KOIAGTNTAG.

21n Bepun opupnAaTnon, Adyw Tou peyGAoU AGyou ETTIQAVEIQ/TTAXOG OTNV TTEPIOXT TNG
TTPOEEOXNG, QUTH AEITOUPYEI WG TITEPUYIO, TO OTIOI0 CUPQWVA MHE TIG OPXEG METAdOONG
BeppdTNTAG aTTOYWUXETAI TAXUTEPA OTTO TO UTTOAOITTO UAIKG. ATToTéEAEGA auToU €ival N augnon
TNG AVTIOTAONG TOU UAIKOU TTPOG TTEPAITEPW TTAPAPOPPWON OTNV TTEPIOXN TNG TTPOECOXNS Kal
0 eavaykaoudg TG porng Tou UuTTOAoITTou UAIKOU va KivnBei péoa otnv KoOIAOTATA TOU
KaAouTTIOU.

- o
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ZxAMa 1.3: ZeupnAdTnon KAEIOTAG puATPag. (a)Aiadikacia TTApwaong Tou KaAouTriou, (B)ZeupnAdrnon
akpiBeiag:(I)ATTARG pop®ng, (i) TutmikAg popeng, (ii)Near-net-shape.
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1.2.4 NEPIZTPO®IKH ZOYPHAATHZH

~

H mepioTpo@iky o@upenAdTNon aTtoTeAEl, O OPICPEVEG TTEPITITWOEIG, MIO TTEPAITEPW
BeAtiwon Tng cupPBatikAg opupnAdTnong. H apxh Asiroupyiag TG @aivetal dlaypapuaTikKé
oTo oxAua 1.5 é1ou 1o avTikeiyevo, avti va diapopewbei o€ pia cuufaTikh TTpéca | oeupa,
UTTOKEITAI O€ £€VA OUVOUOCUO TTEPIOTPOYPNG KAl CUUTTIEONG METAEU MIOG €TTITTEONG KATW TTAGKAG
KAl JIag TOAQVTEUOUEVNG AVW UATPAG JE KWVIKK ETTIQAVEIA ETTAPNAG.

- epioTREPOKEVOG AEOVAG

)
il
Kuwvixr) dvw prjtea

7 Tepdyao npog Sapdpyxaan

b——  Kdtw pfitpn (aEovirr kivion)

Emodvela enagrig
/_ pwerakd repaxiou kar Gvw prtpag

ZxAua 1.5: Apxn AsiToupyiag Tng TTEPICTPOPIKAG TPUPNAGTNONG

1.3 MHXANEZ Z®YPHAATHZHZ

Méxpr Trepitrou 10 1820 n o@upnAdTNON ATAV KUPIWG AVTIKEIUEVO Tou O1dnpoupyol. H
XPron Twv epyaleiwv XeIpdg (CeUPa Kal apovl) avTIKATaoTABnNKe oAUEPa atrd Pnxavikd péoa
TTOU eKTEAOUV TNV KATEPYAOia o& TTOAU HIKPS XPOVIKO dIGoTNUaA. 2TIG apXEG Tou 20,, aiwva
gixe AON avatTuxBei Ox1 POVO N KATOOKEUN TwV OQUPWY, aAAd Kal n KaTaokeu dia@dpwy
GAAWV pnxavwy 1I0XU0G yia oIdnpoupyeia. ZRuepa n o@upnAdTtnon TTPAayHOTOTIOIEITAl OF
oQUPEG Kal TTPECEG (UNXOVIKEG Kal UOPAUAIKEG) ol oTroie¢ avdAoya pe T OIGTAgN TWwV
EPYOAEiWY XpnolhoTTolouvTal o€ o@uUPNAATNON aVvOIKTAG | KAEIOTAG PATPOG. ZTn OUVéXEla
YivETal AVOAUTIKA TTEPIYPOPT] QUTWYV TWV PINXAVWV.

18/




KE®AAAIO 1: ZOYPHAATHZH \

1.3.1 ZOYPEZ

O1 oQUpEG cival PnXaveg Pe KUPIO XAPAKTNPIOTIKO TNV TTAPayOUEVN KPOUCTIKA evépyeia
(energy bound) tou TO peyOoAUTEPO HEPOG TNG TTPOODIOETAI OTO TIPOG OPUPNAATNON
QVTIKEIYEVO PE TN Hop®n TTAACTIKOU épyou. Ta kUpla pépn atmmd Ta OoTroia ATToTEAEITAI pia
oQUPA Kal BIAPOPES HOPPEG TPUPWV YIa GOUPNAATNCN AVOIKTAG Kal KAEIOTAG PrTPAg divovral
ota oxfuata 1.6, 1.7 kai 1.8. AvadAoya he ToV TPOTTO TTOU KIVEITAI N WAla Tou guBOAou yia va
TTPOCKPOUGCEI OTO TTPOG OQPUPENAATNON QVTIKEIUEVO Ol OPUPEG dIakpivovTal O€:

e ZUpeg TiTIToucag padag, oxnua 1.7 (a) kai (b), Tou n aviywon Tng palag oTo
EMOUPNTO UYWOG ETTITUYXAVETAI EITE PNXAVIKA, EITE TIVEUUATIKA UE TTETTIECUEVO Agpa.

o Aepdopupeg ] ATUOOQUPEG TTOU N PAla eTITAXUVETAI JECW TTETTIECHEVOU QEPA, aEPioU
f aTuou. oxnua 1.6 (a) kai (b) kar ZxAua 1.8.

e
bt B
Cyfinder \ LA Stecm pipe
L 3
! t
= Exhoust pipe
Piston rod 11~ -.
\ _-.a‘ 23 Frome
B .
) Motion
- 3 g lever
Raom I8 ¥ N Throttle
. . lever
2

Top die

Bottom die

Anvil cap

TR,
e T S
Floor line / < A

Bedplate

(a) (b)

ZxAMa 1.6: ZeUPEG yIa OPUPNAATNON AVOIKTAG UATPAG

2TIG OUVABEIC QUTEG OPUPEG TO HEYOAUTEPO TTOCO TNG KPOUGTIKNG EVEPYEING TTPOCDIdETAI
OTO TIPOG OQUPNAATNON AVTIKEIMEVO OOV TTAOCTIKO €PYO €V TO UTTOAOITTO TTO0O, TTOU Eival
atTrwAeia evépyelag, yetafifaderal oto epyaieio apupnAdTnong, otn BeueAiwon Kal 0To cCwua
NG Mnxavng. lMa Tnv aug¢non ¢ amédoong NG MnxavAhg, OnAadni Tnv TTpdodoon
MEYOAUTEPOU TTOOOU KPOUOTIKAG €EVEPYEIAG OTO KOTEPYAOIUO TEPAXIO, XPNOIYOTTOIOUVTAI
opuUpeG «avTiBeTng TTpdokpouons» (counterblow hammers) 61Tou 10 TEPdyIO OYuUpnAaTeiTal
oTnV €mMBUUNTA HOPPN PECW U0 AVTIBETA KIVOUUEVWY EUROAWV.
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ZxAMa 1.7: ZeUpeg yia oupnAATNoN KAEIOTAG UATPAG. (a) kai (b): ZeUpeg TriTrroucag pacag.
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CANVIL ~TREADLE

(c)

ZxAua 1.8: Zeupa yia oeupnAdtnon KAEIoTAG pATpag. ATuéopupa

1.3.2 NPEXZEZ

O1 o@Upeg dioxeTelouv «xTuTuaTa» (blows) oTO QvTIKEIUEVO yia va €mTeUXOEi pIa
aAAayr] oTn YEWMETPIKN Mop@r] Tou. O1 TTpEceg €mMITUYXAVOUV TO idI0 ATTOTEAECHO UE
«oUVOAIYn» (squeezing) TOou UAIKOU p€oa oOTnV  KOIAOTNTO Tou epyaAciou. Baoika
TIPOTEPNMATA OTN CQUPNAATNON ME TIPECA €ival N OMPOIOYEVEID OTNV TTAPAUOPPWON, N
ATTOQUY OPICHEVWY  QUOIKWY  EAATTWHATWY TOu Tepaxiou Trou Trapouciddovral otnv
KATEPYOOia Je OPUPA, N duvATOTNTA GOUPNAAGTNONG TTOAUTTAOKWY YEWHETPIKWY HOPPUIV KATT.

OTwg Kal oTnV TEPITITWON TWV OQUPWYV, Ol TIPECEG OQPUPNAATNONG MTTOPEl va
TagivounBouv CUP@WVa e TN XPNOIMOTIOINCN TOUG O KATEPYAGIEG AVOIKTAG R KAEIOTAG
MATPAG. AvAAoya HE TNV KATOOKEUQOTIKI) TOUG MOP®A Kal Tov TpOTTO Trpocdoong Tng
aTTAPAITNTNG EVEPYEIOG Ol TIPECEG DIAIPOUVTAI O€ PNXAVIKEG Kal UBPAUAIKEG, oxAua 1.9 (a) kai
(b) avrioToIXO.
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ZxAua 1.10: Baoikd pépn piag udpauAikng TTpEcAg o@UPNAATNONG

O1 udpauAIKEG TTPECEG OKIVNTOTTOIOUVTAI PE TNV ETTITEUEN TOU OplakoU @opTiou Kal
XPNOIMOTTOIOUV EPYAAEIQ TTOU €pXOVTal OE ETTAPH PE TO TTPOG TTAPANOPPWOT) AVTIKEIUEVO OTO
TENOG TNG evepyou dladpoung. To ouoTnua autd KaAgital «cUoTNPA oplakou @opTiou» (load-
bound system).

O1 pnxavikég Tpéoeg (ekTOG ammod TIG TIPECEG ME  KOxAia TPIBAG) é€xouv uia

TTpokaBopiopévn diadpoun Kal avatrTuooouy pia arreipn duvaun oto TEAOG TNG dladpopng. To
ouoTnpa auTtd KaAgiTal «ouoTnUa oplakng diadpoprs» (stroke-bound system).

1.3.3 AAAEZ MHXANEZ ZOYPHAATHZHZ

EkT16¢ a11é TIg U0 BOOIKEG KATNYOPIEG OPUPNAATNONG KAEIOTAG Kal avoIXTAG PATPAG,
otnv TTPA&&N XPENOIYOTIoIoUVTAl N opIfovTIa oQUPNAATNON Kal N oQUPNAATNoN PE PAOUAQ.
AVTITIDOOWTTEUTIKEG HOPPEG INXAVWV UE PAOUAQ yia Tr OQUPNAATNON TEPAXioU @aivovTal OTO
oxfAua 1.11. 21nv opIfévTia opupnAdTNON XPNOIKMOTTOIoUVTAlI OPUPES OTTOU TO £UPOAO KIVEITal
opigévTia Kal TTPocdidel TNV ATTAPAITNTA KPOUOCTIKI EVEPYEID OTO TIPOG OQUPNAATNON
KUAIVOPIKO QVTIKEIMEVO TTOU O€ dia d1adoxr @acewv OIOPOPPWVETAl GTNV TEAIKA €TBUPNTA
HOPPN.
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ng
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ZxAMa 1.11: Mnxavég a@upnAdTnong Pe KUAIVOPIKG pAouAa

1.4 EPrAAEIA (KAAOYMIA) ZOYPHAATHZHZ

Ta kaAouTtTia o@upnAGTNon Kataokeudfovtal KaTeEoxnVv diuepr). AloKpivoupe AOITTOV TO
dvw TUAMA Kal TO KATW TPAMA Tou KaAoutriou. O1 KavOveg KATOOKEUNG TOU KOAOUTTIOU
atroBAETTOUV a@evog oTn SlEukOAUVON TNG POAG TOU KATEPYACIUOU UAIKOU KAl AQETEPOU OTNV
EUXEPN ATTOPAKPUVOT TOU TEPAYXIOU aTTO TO KAAOUTTI. ETTOpEVWG, N YEWUETPIA TOU TEPAXiOU O€
KGBe pdaon katepyooiog (Trdoo) Traidel TToAU 181aiTEpo pOAO OTO OXEDIAOPO TOU KAAOUTTIOU.
Bdon Twv KATAOKEUAOTIKWY OTOIXEIWV TTOU CUVOVTWVTAlI OTO TTEPICOOTEPO TPUPNAaTa
TEPAXIO EICAYETAI N OpoAoyia TTou TTEPIYPAPETal TO OXAMa 1.12.
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ZxApa 1.12: XapakTnpioTIKA opoAoyia aTnyv Kataokeur] KahouttioU agupnAdrnong. (a) Eykdapaoia
diartopr Tepaxiou/kaiouTriou (B) TpiodidoTaTtn popery oupAAaTou Tepayiou

1.5 ZHMAZIA NAPAMETPQN ZTON ZXEAIAZMO KAAOYNIQN

MNapakdtw €monuUaiveTal n onuacia dIa@opwy TTAPAPETPWY OTO OXEOIQOUO Twv
KAAOUTTIWV.

1.5.1 PAMMH AIAXQPIZMOY

2¢& aQut ouvavtiouvtal Ta dUO TuAuarta Tou KaAoutrioUu. H popery kar n 8éon 1ng
YPAPUNG dlaxwpiopou gival To o onUavTiKG Béua oTo oxedlaoud oeupnAatwy Tepaxiwyv. H
YPOUMN OlaxwpIiouoUu ptTopei va eival eubegia (CUMMETPIKEG HOPPEC TOUPAAATWYV) R
TEOAAOPEVN OTOV XWPO (TTOAUTTAOKEG YEWUETPIKEG HOPPEG). EKTOG atrd TNV TTpo®avr) avaykn
€UKOANG aTTOPAKPUVONG TOU TEPAXioU aT1Td TO KOAOUTTI, ETTIDIWKETAI N YPAUML dlaxwpIiopou va
Keital og éva emimedo, va SIEUKOAUVEI TN porj Tou UAIKoU, va pnv odnyei oe aviooluyio
OUVAUEWY OTA THAMATA TOU KAAOUTTIOU Kal va €00 @aAIlel aTTOTEAECUATIKO TTPOEKTANQ.
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1.5.2 KQNIKOTHTA

O pbéAog TG KWVIKOTNTAG €ival TTpwTapXIKG n dieukdAuvan aTToudKpuUvVonG Tou
OQUPNAATOU ATTO TN PATPA KAl O€ OPICUEVEG TTEPITITWOEIG N ETTITEUEN TNG €MOUPNTAG PONG
UAIKOU.

1.5.3 NEYPA

Ta velpa ival TUAPATA TOU 0QUPAAATOU TEPAXIOU TTOU KeivTal KABETA TTPOG TO ETTITTEDO
TNG YPAMMNAG BIaXWPICHOU. ZTNV KOIVA TTPOKTIKA CUVICTATAI VO aTToQEUYOVTal OYKWON veupa
01611 0dnyouv o uttépPapa Tepdaxia. YTTapXouv OUwG TTEPIOPICHOI o€ auTh Tnv £mdiwgn TTou
uTTayopeUovTal atmo TIG OUVOAKEG KATEPYOOIAG, TNV YEWMETPIA TOou Tepaxiou, Tn B£on Kai
O1aTagn TNG YPAMMNG d1aXwPICKOoU Kal TRV OAKIUOTNTA TOU KATEPYATIKMOU UAIKOU.

1.5.4 EMBYOIZEIZ - KOPMOI - KAMIMYAOTHTEZ

O oxnuatmiopog eufubiccwv oTO KATEPYACINO UAIKO ETTIOILKETAI OTA OPXIKA Kal
evolGueoa oTddia katepyaciag. MNa 10 okoTmd autd XpnolhoTTolouvTal £€VvOETa oTolXEia péoa
OTO KoAoUT TTou dpouv cav €idog eufdAou Tommka (oxAMa 1.13). O1 guPubiceis autég
odnyouv e TN O€IPd TOUG OTO OXNUATIOPO KOPHWV Kal VEUPWV.

O1 KAapTTUASTNTEG OTA AKPA TWV VEUPWY KAl TWV KOPHWY TTPETTEI va £6ao@aAifouv TV
augnon Tng diapkelag Cwrg Tou KAAOUTTIOU, agevog e DIEUKOAUVON TNG porig Tou UAIKOU péaa
OTO KOAOUTTI KOI GQETEPOU PE EEATPAAION ATTPOCKOTITNG ATTONAKPUVONG TOU TEPAYiOU atrd To
KAAoOUTTI.

Avw THRpO
HNTpag
_.'Evéero 1
‘EvBeTo 2 __Tepayio
EvOero
Karw runua
pATPag

ZxAua 1.13: Alaudépewan gupubiccwyv, velpwy Kal Kopuou
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1.5.5 NMPOEKTAMA

ZUVIOTWVTAL;
TeNIKO TTAXOG TTPOEKTANATOG: ~3% TOU PEYIOTOU TTAXOUG TOU OPUPHRAATOU TEUAYIOU.
MnAkog €€6B0U TTPOEKTANATOG: ~5TTAACI0 TOU TEAIKOU TTAXOUG TTPOEKTANATOG.

1.5.6 YAIKA KAAOYMIQN

Emeidf o1 Tepiocdtepeg  opupnAATioElg, Kal  €1I0IKA Ol PEYAAUTEPOU  OYKOu,
TTPayMaTOTTOIOUVTAl O€ UWNAEG BEPUOKPOTiES, Ta UAIKA Twy KOAOUTTIWYV TTPETTEI va £XOUV
avtoxn kal duoBpaucTdTNTA OTIC BEPUOKPATIEG AUTEG, EMRATITOTNTA, AVTIOTOON OE PMNXAVIKA
Kal BEpUIKA OOK, Kal avTioTaon o€ Bopd- €18Ik& o€ pBopd Adyw TpIRNAG.

H emAoyr Twv UANIKWV Twv KaAoutmwyv e6apTdtal amd 1o PéyeBog, T ouvleon, TIg
I016TNTEG KAl TNV HWOP@R TOU TePayiou, Tn Bepuokpacia o@upnAdtnong, Tov TUTTO TNG
KATEPYOOiag, TO KOOTOG TOU UAIKOU TOU KOAOUTTIOU, TOV QPIBUO Twv TTACOoWYV, Ta BepuIkd
XOPAKTNPIOTIKA TOu UAIKOU. ZuviBn UNIKG KOAOUTTIWV gival EPYAAEIOXAAUBEG TTOU TTEPIEXOUV
XPWHMIO, VIKEAIO, HOAUBSaivio Kal Bavadio.

1.6 AAAA XAPAKTHPIZTIKA THZ ZOYPHAATHZHZ

1.6.1 OEPMOKPAZIEZ ZOYPHAATHZHZ

KpGuara Al 400 — 450 °C
KpdauaTta Cu 625 — 950 °C
XaAuBeg 925 - 1250 °C
Kpauara Ti 750 — 975 °C
AUOTNKTA KPAUATO 975 - 1650 °C

1.6.2 AINMANZH

H trapoucia Tou AIirTavTikou, emmnpeddel BeTIKA TNV TPIRA Kal T @Bopd oTn SIETIQAVEIX
epyaAeiou/Tepayiou, dlIEUKOAUVEI T por] Tou UAIKOU OTnV KOIAGTATA TOU KAAOUTTIOU, OTTOTEAEI
BEPUIKO TTPOOTATEUTIKO OTPWHA METAEU BepuoU Tepayiou Kal OXETIKA WuxpoU KaAouTriou,
MEIvovTag €101 To puBpsd atéwuéng Tou Tepayiou. To AiIravTikG, Traidel €mmiong 10 poOAo
OlaxwpIoTIKOU PE€aou TTou ePTTOdICEl TO TEUAXIO VO «KOANACEI» OTO KAAOUTTI.

XpnoiyoTroloUpeva AITTavTikA oTn Bepury o@upnAdTnon €ival o ypagitng, 1o OI0EIWOES
MOAuUBdaivio, UaAog (oTeped NITTAVTIKA). ZTN Yuxpr) o@upnAdTnon XPNOIMOTTOIOUVTAl OATTWVEG
KOl OPUKTEAQIA.

~
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KE®AAAIO 2: OAONTQTOI TPOXOI

2.1 FENIKA MNMEPI OAONTQTQN TPOXQN

MNa TNV PETAd00N TTEPIOTPOPIKNG KIVACEWG KAl TNV PETAPOPA 10XU0G ATTO KIVNTAPIO O€
KIVOUMEVN GTPAKTO, dnAadr amd Tnv ATPAKTO TNG KIVATAPIAS KNXavrg (NAEKTPOKIVNTHPAG,
HNXavn ECWTEPIKAG KAUOEWG, OEPIO-ATHO-UDPO-OTPORIAOG KATT.) TNV ATPOKTO TNG KIVOUPEVNG
MNXavAg (epyounxavr]) XpnNOIMOTIOIOUVTAl, €KTOG TwV GAAWVY PNXavikwv (INAVTES, aAuCidEg,
oUvOEeCMOIl, KATT.) 1 UOPAUAIKWVY—TIVEUHATIKWY KATT. TPOTTWYV, Kal S8Iagopol ouvduaauoi
OdOVTWTWYV TPOXWV.

O1 0d0oVTWTOI TPOXOI €ival OTOIKEID PNXAVWY TTOU ETTITUYXAVOUV PETADOOT KIVICEWGS KAl
MeETa@OPA 10X0U0G He TNV KATAAANAN Oladoxikry euTrAokfy cuvepyalopévwy o0doviwy. Ol
006vTeC gival aAAETTAAANAEG €GOXEC Kal TTPOECOXEC TNG ETTIPAvEIAG €vOG 0dOVTWTOU TPOXoU,
TETOIEG WOTE VA gival SUVATA N CUVEPYATIA TOU TNG E00XNG TOU VOGS TPOXOU WE TNV TTPOEEOXN
TOU ouvEPYACOoUEVOU 0DOVTWTOU TPOXOU.

2TOUG TTEPICOOTEPOUG TUTTOUG OBOVTWTWY TPOXWY Ol 0d0vTeEG dev gival BewpnTikA
ATTaPAITNTOI YIG TNV METABOAN TTEPIOTPOPIKNAGS KIVACEWG. Ouwg, n avaykn METAQOPACS JEYAANg
OTPETITIKAG POTTAG (BNAASA HEYAANG 10XU0G) Kal oTABEPHG PETADOOEWS KIVAOEWS (dnAadn
OTa0EpWV OXECEWV METAOOCEWG OTPOPWYV) ATTO TNV KIVNTHAPIa OTNV KIVOUPEVN ATPOKTO
KaBioTd avaykaia Tnv UTTapén odévTwy.

\

2/




KE®AAAIO 2: OAONTQTOI TPOXOI \

2.2 EIAH OAONTQTQN TPOXQN

O1 agoveg Tepi TOug oTToioUG TTEPIOTPEPOVTAI BUO cuvepyalduevol 0O0OVTWTOI TPOXOi
MTTOpPEI Va gival:
e TapdAAnAol o€ atréoTacn a
o TePvVOuEvOl UTTO ywvia
e QoUupaTol O ATTOOTACN O KAl UTTO ywvia &

OTTWG PaivovTal 0To TTaPaKATW oxAua 2.1.

IxAMa 2.1; ZXeTIKA Béon afévwy cuvepyalouEVWVY TPOXWV

H oxeTikA 8éon Twv afévwy auTtwyv gival Bacikrig onUaaciag yia TNV Hop@r Twv TPOXWV
TTOU Ba XpnoiuoTroinBouv. ‘ETol o1 Tpoxoi uTTopEi va gival:
o MeTwTKOI (UE €UBEIG A eAIKOEIBEIG 0BOVTEG) 01 OTTOI0I OVOUAOoVTal KAl KUAIVOPIKOI
o Kwvikoi
o EAKoeIdeig aouupaTwy agdvwv
e 2U00TnUa atéppova KoxAia — odovTwTou Tpoxou

OTTWG AVOAUTIKOTEPA TTAPOUCIAZOVTAl TTAPAKATW.

2.2.1 METQMIKOI OAONTQTOI TPOXOI

O1 peTwTmKOi 0doVTWTOI TPOXOI XwpilovTal o€ auToUg PE €uBEiG 0OOVTEG KAl 0€ auTOUG
ME eAiKoEISEIC 0OOVTES. 2TV TTPWTN KATNyopia o 0d6vTeG cival TTapdAAnAol pe Tov dgova Tou
TPOXOU, eV 0TN deUTEPN €ival KEKAIPIEVOI WG TTPOG TOV ALOVA TOU TPOXOU, WG TUAMATA £AIKAG ,
oxnuari¢ovrag oTtaBepr) ywvia P’ autdv, VW yia UTTOPECEl Va YiveEl OUVEPYAOia PETAEU TOUG
TTPéTTEl o€ pia Babuida o évag va £xel EEIOOTPOPOUG KAl 0 AAAOG ApPIOTEPOOTPOPOUG OOOVTEG.
O1 peTwTrkoi Tpoxoi €uBciag odoviwoewg €xouv PBaBud emkoAUwews 1 €wg 2 evw dev
evoeikvuvTal yia peydAa oprtia yiati TTpokaAolv 86pufo Kal dnuioupyouv peydAa duvauiké
@opTia. AvtiBeTa oI PETWTTIKOI TPOXOi €AIKOEIDOUG OBOVIWOEWS £XOUV HEYOAUTEPO Pabud
EMKAAUWEWG, OAAG peloveKTOUV OTO Béua O n UTmapén TnG ywviag €AIKag €Xel wg
amoTéAeopa TNV avamTtugn aovikoUu @opTiou €T Twv 00OVTWY, TO OTT0I0 KOTATTOVE TIG
oT00epEG €0pAOEIS TwV ATPAKTWY. O1 PETWTTIKOI 0dOVTWTOI TPOXOi MUTTOPOUV va E£XOUV
eEwTepIKr 006vTWOoN, dNAadn oI 004VTEG va BPICKOVTAlI OTNV £CWTEPIKN ETTIPAVEIA TOU TPOXOU
N eowTePIKA 000vTWON, dnAadr va BpiokovTial 0TV €0WTEPIKA ETTIPAVEIA TOU Tpoxou. 3—D
MOVvTéAD CEuyWV TWV TTOPATTAVW TPOXWV TTOPATIOEVTaI OTA TTAPAKATW oxfuata 2.2 kal 2.3
Kataokeuaopéva pe Tn fondeia Tou Trpoypduuarog CAD Autodesk Inventor.

7/
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IxAua 2.2: 3—D povTéAo Celyoug EEWTEPIKWYV PETWTTIKWY 0OOVTWTWY TPOXWV eUBEiag 0d0VTWOEWS
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ZxAMaA 2.3: 3-D povTéAo Celyoug EWTEPIKWV PETWTTIKWY 0OOVTWTWY TPOXWV
€ANIKOEIBOUG 0O0VTWOEWS

2.2.2 KQNIKOI OAONTQTOI TPOXOI

O1 KwVIKOi TPOXOi XpNOIYOTToIoUVTal YIa TNV PETAOOON KIVACEWS KAl PETAPOPA 10XU0G
METOEU TEPVOUEVWY aTPAKTWYV. O1 TPOXOi auToi €XOUV HOPPr] KOAOUPOU KWVOU TOU OTTOIoU Ol
000vTEG pTTOpEl va eival €uBeic A TuRuarta eEelhiypuévng r 16¢a KUKAou KATT. lMepioadtepo
XPNOIYOTTOIOUUEVOI €ival Ol KWVIKOi TpoXoi Je dgoveg TepuvOopevoug utrd ywvia 90°. MoAovorTi,
TOO0 N KOTAOKEUA TWV KWVIKWV TPOXWV (N OTToia YiveTal O€ €10IKEG UNXAVES KOTTAG) 600 Kal N
OUVAPUOAGYNON TOU PNXavioPoU €ival TTOAUTTAOKOTEPN EKEIVNG TWV PETWTTIKWY TPOXWYV, &V
TOUTOIG OI KWVIKOI TPoXOi e@appofovTal cuxvé aTn JETAdOON KIVIIOEWGS Kal HETAPOPA 10XUOG.

Ytrdpxouv d1G@opa €idn KWVIKWY TPOXWV:

"
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e Kwvikoi Tpoxoi pe eubeig 0ddvteg (Straight Bevel Gears)
o Kuwvikoi Tpoxoi ZEROL

o Totwrtoi kwvikoi Tpoxoi (Spiral Bevel Gears)

e Ymocideig Tpoxoi (Hypoid Gears)

‘Eva 3-D povtéAo Celyoug KWVIKWV TPOXWV ME €uBeic odovTeg TTapartiBetal oTo
TTapakdTw oXAua 2.4 kataokeuaouévo e Tn PonrBeia tou Trpoypduuatog CAD Autodesk
Inventor.

ZxAua 2.4: 3—D povréAo Celyoug KWVIKWY 0O0OVTWTWY TPOXWVY EUBEING 000VTWOEWG

2.2.3 EAIKOIEIAEIZ OAONTQTOI TPOXOI AZYMBATQN AZONQN

O1 odovTwToi auToi Tpoxoi gival KUAIVOPIKOI Kal €xouv d&oveg aoUuBaToug o€
améoTacn a Kai utrd ywvia o, n oTroia gival TETola WOoTE:

6= Bol + Boz

OTTOU 1 KaI By €ival O1 KAIOEIG TWV 00OVTWV TWV TPOXwV, oxAua 2.5. MevIKwg gival By =

Boz:

i
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IxApa 2.5: Babpida eAIKOEIBWV TPOXWYV ACUURATWY TPOXWV

O1 0d6vTeg dUO ouvepyalouéVWY  EAIKOEIDWY TPOXWV aCUUBATWY agovwy £Xouv
ONMEIAKN €TTAQ, N OTTOI0 METATPETTETAI O€ YPAUMIKA KABwW¢ aufdvel n @Bopd TwV KATATOUWY.
ASyw TOU TPOTTOU ETTAPHNG TOUG Ol TPOXOI JTTOPOUV VO PETOPEPOUV UIKPA QOPTia Kal yIa auTd
XPNOIUOTIoIoUVTal KaTd BAon POvo yia WeTAdoon Kivioewg (OTTwG TTX. o€ dpyava) Kal dev
EVOEIKVUVTAI YIO PETOPOPE I0XUO0G. 2’ autd ouvnyopei Kal o PIKPOG BaBudg atmroddoewg Twv
0dOVTWOEWV TOUG. TEAOG XPNOIYOTTOIOUVTAI VIO OXEOEIG UETAOOOEWS £wg 5 kal dev eival
euaioBnTol o€ PIKPEG HETAROAEG ATTOOTACEWG ) KAIOEWG TWV a§OVWV TOUG.

2.2.4 ZYITHMA ATEPMONA KOXAIA - OAONTQTOY TPOXOY

To ouoTnua autd atmoTeAeital atmd Evav artéppova KOoxAia, TTou gival ouolaoTIKA évag
KOXAOG KIVAOEWG KATAOAAAAOU OTTEIPWUATOG MidGg N TTEPICCOTEPWY dAPXWYV, O OTI0I0G
ouvepyadetal e Evav 0dovTwTo TPoXO KATA TETOIO TPOTTO WWOTE N CUVEPYOTIa TOUG WOIAEl e
TOV TPOTTO EUTTAOKAG OTN ouvepyaaia evog KoxAia pe 1o TTePIKOXAIO Tou. O1 AEovEG Toug cival
ouvbwg Kkd&beTol, av kal gival duvatdv va oxnuariouv GAAn ywvia. To cuotnua autd
EVOEIKVUTAI VIO LETAPOPA HEYAAWV QOPTIWY KAl YIO HEYAAEG OXEOEIG HETADBOOEWG, £wg Kal 200
: 1. 'Eva 3-D povtéAo Tou OUYKEKPIUEVOU CUCTAPATOG TTAPATIBETAI OTO TTAPAKATW OXAMa 2.6
Kataokeuaopévo ue Tn BoRBeia Tou TTpoypdupaTog CAD Autodesk Inventor.

~
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ZxAua 2.6: 3—D povTéAo CUCGTAPATOG ATEPUOVOG KOoXAia — 000oVTWTOU TpoYoU

2.3 MEFEOH OAONTQZEQN

Me Bdon 6ca avagépaue TTapaTtdvw gipaoTte o B€on va uttoAoyiooupe Ta BacikéTepa
MEYEDN TWV PETWTTIKWY 0O0OVTWTWY TPOXWYV KAVOVIKAG 000VTWONG d1' €€eIANyuévng.

2.3.1 BHMA OAONTQN - METPO OAONTQZEQN

Edv Z €ival 0o apiBudg 0dovTwv 000VIWTOU TPOXOU, KAVOVIKNAG METWTTIKNAG TOUAG OF
e€eINlypévng, 10 BAua to otov apxIko KUkAo Ba givai:

oT1T0U:

i
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> d,=2r,
» T, =2 N OaKTiva ToU apxIKoU KUKAoU

ETiong, ovouddZetal uéTpo odoviwoewg (module) To péyebog:

m=_-=

ot

)
s

To module gival yewpeTpikd péyebBog kal AapBAvel TUTTOTTOINPEVEG TIMEG GE MM ATTO TOV

TTivaka 2.1
0,30 0,40 0,50 0,60 0,70 0,80 0,90 1,00
1,85 1,50 1,75 2,00 2,25 2,50 2,75 3,00
3.25 3,50 3,75 4,00 4,50 5,00 5,50 6.00
6,50 7.00 7.50 8. 00 9,00 10,00 11,00 12,00
13.00 14,00 15,00 16,00 18,00 20,00 22,00 24,00
27,00 30,00 33,00 36,00 39,00 42,00 45,00 50,00

Mivakag 2.1: Tutrotroinuéveg TINEG TOU module m og mm yia 0d6vTeG O1' £€eINypEVNG

2.€ TUTTOTTOINMEVEG OOOVTWOEIG TO UWOG KEPAARG hy 1Ic0UTal hE 1 M evw TO UYPOS TTOOOG
h; AapBavetal cuvnBwg ico pe (1.25 + 1.30) m. Av AngBei 1o UWog TodAdG ico e 1.25 m 161¢
N OKTIVIKA Xapn icouTal pe 0.25 m. Eival Tpogaveic o1 Tapakdtw OXECEIC:

> AIGUETPOC KUKAOU KEQAANG: di =(Z+2)m
> AIGueTpog KUkAou TTodoG: df=dy,—2hf=(Z—-25m

To gpyagousvo Uyog odOVTOoG gival ico e 2 m.
Eival rpogavég 611 dUo ouvepyalduevol Tpoxoi Ba €xouv To IO Briua KAl CUVETTWG TO

id10 module, wg avkovTeg 0TV idIa OIKOYEVEID OBOVTWTWY TPOXWV OTTWG avapépOnke oTn
YEVIKEUNEVN Bewpia 0doVTWOEWC.

2.3.2 TIAXOZ OAONTQN

Me Bdon autd TTou ava@épaue TTOPATTAVW TTEPi €EEINYUEVNG KAWTTUANG UTTOPOUUE
€UKOAQ va uTToAoyiooupEe TO TTAXOG TOU 0OOVTOG PETWTTIKOU 0B0OVTWTOU TPOXOU OTN METWTTIKN
TOUN O€ aKTiva ry , oXApa 2.7.

Edv dexBoupe 611 TO TTAX0G TOU 0OOVTOG OTOV apPXIKO KUKAO gival S, TOTE TO BIAKEVO
METAEU TwV 0d6VTWY Ba givai:
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lo =t, =S,

MNa va uttdpéel ouaAn ocuvepyaoia Twv TPOXwWV TTPETTEI va dexBoupe Tnv Uttapén 1600
XApNG TWV KOTATOPWY S aoTov apxIkd KUKAO, 600 Kal akKTIVIKAG xdpns. H xdpn Se Twv
KATATOUWY OTOV apXIKO KUKAO dNMPIOUPYEITAl JE TNV EAATTWON TOU TTAXOUG TwV 00OVTWYV Kal
TNV QVTIOTOIXN AUgnon Tou BIOKEVOU TOUG, £TOI WOTE TO ABPOICPA Toug va gival To BAua t,
Zuvnbwg, avaloya Pe TNV KATEPYATia Tou TpoxoU, AaupaveTal:

S, = (0.475 + 0.5) t,

()

}\

i

"
e

J

ZxApa 2.7: MNdxog 0d6vTog

Emouévwg, og KABe TePITITWON €ival ywwoTO To TTAXOG TOU 0OOVIOG OTOV apXIKO

KUKAO Kal pe BAon autd uttohoyiCeTal To TTAX0G 0OOVTOG O€ OTToIadNTIOTE GAAN OKTiVa ry WG
KATWTEPW:

210 oxnua 2.8 n OK eival o dovag ouppeTpiag Tou 0dOVTOG Kal S, , Sy gival Ta Tayxn
TOU OTIG OKTIVEG rO , I, AVTIOTOIXQ, OTTOTE PITTOPOUV VA YPAPOUV Ol £GNG OXEOEIG:

2/
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Sy = 2Ty

So=2((PX—(P0+X)r0

atro TIG OTTOIEG HE ECAAEIYN TOU X TTPOKUTTTEL

S S
_er_0+2((Po_(Px)
o

AGyol avToxnG Oev ETTITPETTOUV TNV KATAOKEUR 0OOVTOG PE PNOEVIKO TTAXOG KEQAARG.
onAadn oxnuaTiond akunig i kopueng K. AvTIBETWG eTIBAAAETAI GTOV 08OVTA TTAXOG KEPAANG
Sk , TO OTIOI0 QVTIOTOIXEI TNV OKTIVA KEPAAAG Iy = Iy, + hy 6TToU TO UWog Ke@aAng hy o€
TUTTOTTOINUEVEG 000OVTWOEIG AapBdaveTal ico pe To module m TG 08oVTWOEWC.

2.3.3 ZXEZH METAAOZHZ - AMOZTAZH A=ONQN

AT Kivnuatikng  TTAeupdg OUO  ouvepyalOPEVOl  UETWTTIKOI  OdOVTWTOI  TPOXOi
I000UVaPOUV HE OUO KUAIVOPIKOUG TPOXOUG Xwpic 00OVTEG, TToU €XOuv WG Afoveg
TTEPIOTPOPNG TOUG iBIOUG TOUG AEOVES TV 000VTWTWY Tpoxwyv. OTav o1 dUo auToi KUAIVOPIKOI
TPOXOi KUAiovTal 0 évag €TTi TOu GAAOU Xwpig oAioBnon, TOTE OI TTEPIPEPEIOKEG TOU TAXUTNTES
OTIG KUNIGUEVEG ETTIQAVEIEG €ival i0EG, TTPAYHA TO OTTOI0 onuaivel 0Tl 0 AOYoG TNG YWVIAKAG
TaXUTNTAG Wy TNG KIVATAPIOG ATPAKTOU TIPOG TNV YWVIOKH TaXUTNTA W, TNG KIVOUUEVNG
aTPAKTOU Io0UTal PE TOV AGYO TNG AKTIVAG I, TOU TPOXOU 2 TTPOG TNV aKTiva r; TOU Tpoxou 1,
OnAadn:

w; Iy

wW; Iy

OTTWG TTPOKUTITEI ATTO TNV TTEPIPEPEIAKT TAXUTNTA TTOU €ival KOIVI YIO TOUG Tpoxoug 1 kai 2,
OnAadn:

Vi=wirp=wr; =V,

O mmapakdaTw Adyog ovouddletal oxéon HETAdOOEWS TNG Babpidag kal PTTopei va ypagei
wg E8AC:

"
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Z; w1 n; doy

i3 = = = =
Z;, w; ny dy

Edav Z; kai Z, €ival o1 apiBuoi 0doviwyv OUO CuvePYACOUEVWV TPOXWV WE €UBEIg
0006vTEG, N aTTéoTACN AEOVWY TWV TPOXWYV AUTWY BpioKkeTal atrd Tnv oxéon:

m 7,
2

a1y = To1 +To2 = (1 +1i57)

2.3.4 TQNIA ENMA®HZ

Fwvia eTa@ng (@) eival n ogeia ywvia PeTagU TNG YPOAUMNAG EVEPYEIOG Kal TG KOIVAG
EQPATITOPEVNG TWV APXIKWY KUKAWY OTO Onueio KuAioewg C, €@’ 60wV TTPOKEITAI VIO KAVOVIKES
0doVTWOEIG. ZTIG ODOVTWOEIG BI' €CeINyhévnNG N ywvia auTh eival oTaBepry Kal ovouddeTal
ywvia egelhiyuévng, 1000Tal €TTioNGg ME TNV nuiywvia  odéviog Tou kavéva, Katd Ta
TTPOBAETTONEVA OTTO TNV YEVIKEUMEVN Bewpia 0OOVTWOEWS. ZTO WETPIKO oUOTNUA N ywvia
egeINypévng AauBavetal ion pe 20° yia TUTTOTTOINUEVEG OOOVTWOEIG, VW OTO AyYAOCOEOVIKO
oUoTNUa N TIYA TNG YTTopEi va gival 20° [ 14.5°.

2€ PN TUTTOTTOINUEVEG OBOVTWOEIG N Ywvia €CelAlyuévng ptropei va Adpel otroladATroTe
emBuunt) TiyR. H peTafoAn) Tng ywviag autig €xel emidpaon oOTo PéyeBOG TwvV
AVOTITUCOOUEVWY OTOUG 00OVTEG QOPTIWY, OTov PaBud emMKOAUWEWS Kal oTovV €AAXIOTO
apiBu6 o0dbévTWY Tou TPpoxoU.

2.3.5 BAOMOZ ENIKAAYWEQZ 'H AIAPKEIA ENA®HZ

‘Exel oploBei 0TI PAKOG €TTAQWV €ival TO PAKOG TOLOU TOu apxIKoU KUKAOU TO OTTOIiO
dlaTpEXEl N EPYACOPEVN TTAEUPE TOU 0DOVTOG EVOG 0B0VTWTOU TPOXOU ATTO TO TTPWTO PEXPI KAl
TO TeAeuTaio onueio €maQAG TNG HE TNV ouvepyalopevn TTAeupd Tou 0dOVTOG Tou GAAoU
Tpoxou.

Avagepouevol 010 oxfAua 2.8 g €mmopevng oeAidag diakpivoupe did@opeg BETEIS TNG
KaTatopAg M; Tou 006vTOG Tou TpoxXoU 1 KaBwg auTr) cuvepyAadeTal, KAaTd PrKoOg TOU THANATOG
ema@wv AB, pe Tnv katatoury N, Tou 0d6vTog Tou Tpoxou 2. Otav n katatoury M1 diépxetal
atrd TO0 apXIKO onueio KUAioewg C, @épeTal n akTiva KauTuAdTnTag MM™ n oTtroia T€uvel Tov
apxikd KUKAO Tou Tpoxou 1 oTto onueio F. Opoiwg étav n kartatoury N, diEpxeTalr ammd 10
onueio C @épetal n akTiva KAUTUAGTNTAG TNG €€elhiyuévng o1o  onueio N TTOU €ival
€QATITOUEVN TOU BACIKOU KUKAOU.

>
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Otav o Tpox6¢ 1 oTpagei kard ywvia 681 161€ T0 onueio F Ba cuptéoel pe 1o onueio C
Kal TTpOPavwe To anueio 17 Ba cuuTtréoel pe 1o onueio 1 kal To onueio 1 Ba cuuTtréoel Pe TO
onueio 177, dnAadn:

ATIO TIG 1ID1IOTNTEG TNG ECEINIYPEVNG I0XUEL

FM = 1'1 = rg;10; = ry1€050,0;

Opwg

OTTOTE,

>
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IxAMa 2.8: XUvePYACOUEVEG KATATOUEG

Otav 10 onueio M AdBel Tnv Béon B 161€ N akTiva KApTTuAdTNTag MM™ B0 CUPTTEDE! UE
TNV TpoXIG £Ta@wy kal Ba AdBel Tnv Béon BK. 'ETol, agou 10 F B6a guptéael ye 1o C kai n
katatouy 1M Ba Bpebei otn Béon 1B, ammd Tnv 106TNTA TWV TETPATTAUpWY MM 'O11 Kkai
BKO11", kaBwg kai amméd é6ca avagEpbnkav yia Tig B€0¢€Ig TNG KaTatopng M1 mpokuTrTel 611 TO
onueio B eival cuppeTpikd Tou onueiou B mpog 1o onueio C. Katotv autwy, Ba givai:

v
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BC = MF

WG TUAMATA TNG OKTIVAG KAUTTUASGTNTAG TTEPIAQUBAVOUEVA UETAGU KUKAOU KEPAAAG KAl apXIKoU
KUKAou. ETropévwg,

C = CF’ cosa,

Me 6poio TpoTTO atrodeikvueTal 6Tl To anpeio A” gival CUPPETPIKG Tou A wG TTPOG TO
onueio C kai 61

D = 22" =r1g0; = 1y, cOsa,0,

C_D = 1‘02 92
oTToTE,

C=DTC cosq,

Emeidn yivetal KUAION xwpig oAioBnon Twv apxIKwv KUKAwV, Ba TTPETTEl TA ETTIUEPOUG
TOCA TWV KUAIOPEVWY OpXIKWV KUKAWV TTpIv Kal PETd TOo apxikd onpeio C va gival ioa.
ETTopévwg TO PNAKOG eTTaQWY eo gival To T16¢o D'CF’ é1o1 woTe

ABpoifovTag TIg €€ICWOEIG KATA PEAN BPIOKOULE:

v
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AC + BC = (D'C + CF")cosa,

AB = e,cosq,

‘Exel opioBei wg BaBuog eMKAAUWEWG 1] dIAPKEIQ ETTAPNG € 0 AGYOG TOU HAKOUG ETTAQPWV
€0 TTPOG TO BAMA Tou apxIKoU KUKAou to, dnAadn:

€o AB AB

&E=— [ —

to  oCOSQ, g

o1T0U: ty = t,C0S8Q, = T M Cosq,
gival To A TNG 0BOVTWOEWG OTOV BACIKO KUKAO. ATTO Thv TTapatmdvw ox£on @aiveral 6Tl o
BaBuog emKkaAUWewg eival kal o aApiBuog Twv Bnudrwv Tou Baoikou KUkAou t; TTOU
TTEPIEXOVTAI OTO TUNHA eTTAPWY AB.
2710 OXAMa 2.9 divovTal OAa Ta XAPAKTNPIOTIKA PEYEBN U0 ouvepyalouEVWV TPOXWYV HE
€UBeic 0d0OVTEC Kal Kavovikr) 0dovTwaon O1° e€INyuévng Kai ¢nTeital va uttoAoyioBei o Babudg
EMKOAUWEWC TNG Babuidag. Bdoel TG avwTEpw ox£0NG ApPKEi va uttoAoyioBei To eubuypaupo

TuARua AB.
‘ETor:

AB =BC+ CA
Opuwg,

BC = BK + CK

~
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ARTLVLHY

xapn

oT1TO0U:

Zuvepyalduevog
Tpoxoég 2

IxAua 2.9: XapakTnpIoTIKG PEYEBN ouvePYaloPEVWIY TPOXWV
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BK = /Boi — K02

BO; =1k =To1 + hyy
KO; =rg; =141 COSQ,

2€ TUTTOTTOINUEVEG OOOVTWOEIC TO UWOG KEPAARG 0dOVTOG cival ico pe 1o module,
OnAadn:

hkl = th = hk == 1,0m

AT1T6 avTikatdoTaon TTPOKUTITEL

BC = J(rol 4+ m)2 — r2; cos? o, — Iy Sin 0

Ouoiwg atTodelkvueTal OTI:

CA = J(roz +m)2 — 12, cos? oy, — gy SiN A

TeNIKA, JE OUVOUAOUO TwV TTAPATTAVW £EICWOEWY TTPOKUTITEI N TTApaKATW e€icwaon yia
ToV BaBuS €TMKAAUYEWCG:

V(o1 + m)2 — 12, cos2 oy + +/(Foz + M)2 — 12, cos2 oy — (g + I'op) Sinag
S =
T M COoSa,

‘Evag akoun TPOTTOG UTTOAOYIOHOU Tou PBabuol emMKOAUWEWS O OTToiog eival TTI0
TTPOCEYYIOTIKOG yIa dedopEVO apiBud odovTwy Z; Tou VIOV Kal dedouévn oxEéon PETAdoong
i12 TNG BaBpidag, ptropei yivel atrd 1o TTapakdtw oxfua 2.10.

Y
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B2 LN

P O T

.
i

—

14 17 20

IxAMa 2.10: BaBudg emKaAUWewS € GUVAPTATEI TNG oXEONG METAOOOEWG i1, Babuidag

24  OOPTIZH TQON OAONTQTQN TPOXQN

2170 oxnua 2.11 ol Tpoxoi TnG Pabuidag cival peTwTTKOi pe €uBeia odoévTwon or
eCelNlyuévng. H oAikr) dUvaun P TTou aoKeiTal oTov 0dOvVTa Tou TPoXoU 2, €T TG YPOUMAS
evepyeiag, avaAuetal oe dUO OUVIOTWOEG, TNV OKTIVIKN P, kai Tnv mepigepeiokny Py, . Ol
QUVANEIG QUTES avagEpovTal OTO onueio KuAioewg C.

210V TPOXO 1 aokouvTal ol duvayelg Py, , Py, TTOU AOYW TNG apxrs dpdon = avtidpaon
cival ioeg kal avTiBeTeG e TIG avTioToIXeG OUVAUEIG TOU TpoXoU 2. ETTouévwg Ba Aéue OTI 0TO
onueio Kuhioewg TNG PBabuidag aokouvtal o duvauelg Py , P, kal Ba gvvoouue OTI QuTtég Ol
duvdpeig aokouvTal o€ KaBepia atmd TIG ouvePYalOUEVES KATATOUEG.

v
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L.

IxApa 2.11: AuvApEIg £TTi TWV 00OVTWV

2NV emavw de&Id B€on Tou oxNpa 2.11 gaivovTal ol pyalOueveS TTAEUPES TWV 00OVTWYV
TTOU ouvepyadovTal 0To oNWEio KUAioewg C. H own | — | gival n JETWTTIKA TOWPN TWV TPOXWV Kal
n own Il — Il e€eTédlel Tov TPOXO 2.

Edv utroTeBei 611 n mpog peTagopd (Péow TnG PBaduidag) 10x0g cival N pe ny OTPOYEG
(ava povada xpdvou) Tou VIOV, TOTE N OTPETITIKI) POTTH OTO TIVIOV Ba ival:

Mg, = —
di1 W,

OTToU: W, = 2 T ny €ivail n ywviokA TaxUuTnTa TOU TTIVIOV.

O TTapakdTw TUTTOG XPNOIYOTTOIEITAI PE ETTITUXIA YIO TOV UTTOAOYIOUO TNG OTPETTTIKAG
POTTAG:

v
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N
Mq = 71620 —
n

oTToU:
» My = n OTPETITIKA POTTA Tou Tpoxou (Kp - cm)
» N = n1oxug TTou petagépetal atrd Thv Baduida (PS)
» N > 0 apIBPoS oTPOPWY Tou TpoxoU (rpm)

H mrepigpepeiakn duvaun 1ou Ba avattuxBei otnv Babuida divetal atrd Tn oxéon:

_ 2Mg;  2Mg,
B d01 d02

otTou:
» do1, doz 2 N DIAPETPOG TOU APXIKOU KUKAOU TwV TPOXWV 1 Kal 2 avTioToixa
(mm)
H akTivikr) dUvapn TPoKUTITEl atrd TNV own | — | géow TG ywviag ao wg €EAG:

P. = P, tana,

H ouvoAikr) dUvapn P 1Tou aokeital atov Tpoxo diveTal atrd TNV TTapakdTw oxéon:

P =PZ+ P2

KAl JE QVTIKATAOTAOT TTPOKUTITEI N TEAIKI) OXE0N TNG OUVOAIKAG duvaung P:

2Mg\> /2 Mgy 2 2Mgo\> /2 Mg, 2
P = ( )+( tanoc) = ( >+< tanoc)
J dol d01 ° doz doz °

Y
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KE®AAAIO 3: 2OYPHAATHZH OAONTQTQN TPOXQN

3.1 EIZArQrH

O1 odoviwToi TpoXoi KaTaokeudlovTal KUPiwg ME KATEPYOOIieG KOTING METAAAOU i ME
ouvouacouo ocupBaTikng BepuAc opupnAdTnong kal kotmg. O1 uéBodol auTtég eival IdlaiTepa
AKPIBEG KAl ATTAITOUV PeYAAo Xpovo kaTepyaaiag. Or vedTepeg, OUWG, EEAIEEIC OTN Plounxavia
oQUPNAATNONG EMTPETTOUV TNV KATOOKEUN O0OVIWTWY TPOXWV Kal ££apTNUATWY TOUG ME
TEXVIKEG OQUPNAATNoNG akpifeiag. H opupnAdtnon akpiBeiag €xel TTOAG TTAEOVEKTHUATA O€
oX€0n ME TIG CUMPBATIKEG HEBSOOUG BIANOPPWONG TWV 0BOVTWTWYV TPOXWV, YIATI ETITPETTEI TV
KATAOKEUN TOUG XWPIG TTPOEEOXN KAl GUVETTWG XWPIG TNV avAykn yia TTPOCOETEG KATEPYATIEG.
Katd ouvémeia n e@appoyf QuTAG TNG TEXVOAOYIOG TTAPEXEI ONUAVTIKA OIKOVOMPIKA KOl
TePIBAANOVTIKG o@EéAN e€aitiag TnG e€foikovounong UAIKOU aAAd kal TG uywnAdTEPNG
Tapaywyikotntag. EmmmmAéov, o1 odoviwTtoi Tpoxoi TTou Trapdyovral WE o@UPNAATNON
akpIBeiag €xouv KOAUTEPEG MNXOAVIKEG 10I0TNTEG OE OXEON ME EKEIVOUG TWV CUPBATIKWY
MEBODWY. AUTO Kupiwg oupPaivel yiati N PIKPOdOUR TwWV TTPWTWY TTAPAMEVEI avaAAoiwTN
AOYW TNG ATTOUCTOG EKTETAUEVWIV KATEPYATIWV.

3.2 KQNIKOI OAONTQTOI TPOXOI (BEVEL GEARS)

210 oxXAMa 3.1 @aivetal n OcIpd TWV KATEPYOOIWY YIO TNV KATAOKEUN €vOG KWVIKOU
0dovTWTOoU TPOXOU.

ZxAua 3.1: KAaoikr TexvoAoyia ogupnAdrnong odoviwTtou Tpoxou
ATTO Ta €€ oTAdIa poévo Ta duo eival opupnAdTnon. H pmyéra Byaivel amd 1o KaAoUuTi
yia VO QTTOMAKPUVOET TO eAATTWHATIKO UAIKG. H uwnAf ToidéTnTa Twv CNPEPIVWV KOAOUTTIWV
KaBIoTA un atmmapaitntn autr Tn diadikacia. 1o oxnua 3.2 gaivetal yia pATpa ceupnAdrnong
OUo Tunudtwyv kal n mTpoegoxn (flash) mou eivalr avatréeeukTn. H TeAeuTaia atropakpuveTal
ouvnRBwg Pe Tépveuon.
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FLASH : ' PUMCH MSERT
4 WATH
|  GEAR FORM
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ZxApa 3.2: MATpa o@upnAAdTNONG YWVIOKOU 080VTWTOU TPOX0oU

<
™
[

Eivar 6pwg duvatd va Ttapaxbouv kKal odoviwToi TPOXOi XWwPig TTPoeEox HME
opuUPNAATNON TeAEiwg KAEIOTAG UATPAG. ZuvnBwg xpnoihoTTolEiTal Yuxp apupnAdtnan yia
TV €miTeugn MEYIOTNG oKpiBelag. TEAOG, KWVIKOI TPOXOi TTapAyovTdl HE TTEPIOTPOPIKN
OQUPNAATNON ETMTPETTOVTOC TNV XPAON MNXOVWV MIKPOTEPNG I10XUOG VIO TETOIOU €idoug
KATEPYOOIEG.

3.3 TPOXOI XQPIZ OAONTQZH (GEAR BLANKS)

O1 odoviwToi TPOXOi yIa HETAPOPA 10XUOG (ypavadia KIBwTiwv TaxutATwy) Eival
ouvnRBwG AeTTTOi O€ OUYKPION HE TIG DIAPETPOUG TOUG KAl GUXVA EXOuV BIGPOPES SIOUOPPWOEIG
oTn pia TTAEUPAd yeyovog TTou KaBIOTA akaTAAANAN TNV TTapaywyr] Toug Pe €KBOAr. H pébodog
TTOU XPNOIJOTIOIEITAI TTIO OUXVA YIO TNV KATAOKEUR TOug €ival n Bepury o@upnAdtnon He
TeAEiwG KAgIoT pATPA. QOTO00 N KATAOKEUR €AIKOEIBWY 0BOVTWOEWVY PE OQUPNAATNON dev
gival ammodekTr) pEBodog yiati Ta dévTia dev PTTOPOUV va o@upnAaTnBoUlv OTIG TEAIKEG TOUG
dlaotdoelg. Emiong did@opa TTpoBARuaTa TTou oXeTICovTal PE TIC KATEPYATIES QIVIPIOUATOG
KaBioToUv TNV oQUPNAGTNON TwV OBOVIWOEWV TTOAU OKPIRr) O¢ OX€0on ME TIGC OUUPBATIKEG
KaTepyaoieg. '’ autolg Toug Adyoug Ta ypavdadia yia Tn PETaQopd 1I0XU0G o@upnAaTouvTal
EXOVTOG POVO KATTOIEG DIAPOPPWOEIS VW N TTEPIOXA TNG BACIKAS 00OVTWONG QQPrVETAI KEV
yia va dlapopewdei apyotepa pe Tnv Trapadoaoiakr) péBodo. To oxAua 3.3 deixvel TETOIO
ypavdalia pe Kev TNV TrEPIOXA TNG 0d0vIwaong, Tou €Xouv TrapaxBei pe nuiBepun
OQUPNAATNON O¢€ TEAEIWG KAEIOTH PATPA.

~
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ZxApa 3.3: pavdadia pe Kevh TNV TTEPIOX 000VTWONG- VEQ TEXVOAOYia

To oxAua 3.4 deixvel Evav TPOXO WE KEVA TTEPIOYT 00OVTWONG TToU £XEI TTapaxOei ue TNV
Tapadooiaky pEBodo TNG BepuAg oupnAdtnong. H mpoeggox kal n Kok TroidtnTa
EMPAvEIag eival opateG Kail n EAAEIPn SI00TACIAKNAG OKPIBEIOG DIATTIOTWVETAI EUKOAQ.

!
9 £ !
AL
! SRl
X >
" ATty g
‘.. )

R o 1

-
o,
.

xApa 3.4: pavadia pe KevA TNV TTEPIOXN 000VTWONG- TTAPAdOCIaKH TEXVOAOyia

AvtiBeta Ta ypavadia oto oxnua 3.3 €Xouv KOAR TToidTnTa ETMIQAVEIAS, OIA0TACIOKN
OKPIBEIO KOl CUVETTWG PTTOPOUV va SiauoppwBolv dueca pe TOpveuan ol odovtwoelg. H
O1dTagn PIag TUTTIKAG YPOUUAS OQUPNAAGTNONG Yyia TNV TTapaywyr] autoU Tou TUTTOU TPOXWV
(gear blanks) g@aivetal oto oxrua 3.5.

2/
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Tooi Changing System

C.'upp'mg wC i i Suilage
o Billet Indiction Heater ——— {Pars for
Sar Magazine [nduction Heater Lubieater f—— ] Dilpﬂﬂl}
| ~
— _..I = — ‘ = ===
— 23! |
{Low Temp) {Warm Forging | — |
L Pre-Heat Tempt L i L)
Warm Forging Press
Sullage Cold Lubrication Line
(Coid Sized
Parts) | t | 1 |
w g Cooiing Line
Cald Caliorating Press
Sullage

IxAMa 3.5: TUTTIKA ypauu o@upnAdTnong yia TpoxoUg Xwpig 006vVTwan

To akaTépyaoTo UAIKO gival ouvhBwg XaAUBBIVEG UTTIVETEG UE TIG KATAAANAEG DIOOTAOEIG
kal Bapoc. MNa uwnAn mapaywyikdTNTa n Bépuavaon, n Airavon kal n o@upnAdtnon
TTPaYHATOTTOIOUVTAl BIAdOXIKA KAl QUTOUATA 0T YPAUMA TTapaywyng. H 8épuavon yivetal ye
ouvaywyn kai o€ dUo o1ddia. ‘Evag pikpdg Bepuaviipag divel oTnv PITIVETA HIa BEpUOKpacia
peTagu 120 °C kai 150 °C. Metd o1 pmiyETeg wekdalovTal ue 1o AIravtikd Kai odnyouvTal oTov
KUpiwg BeppavThipa TTou Toug TTPoodidel TNV Bepuokpacia o@upnAATNoNG. TOUAGXIOTOV TPEIG
@aoeig opupnAdtnong Aaufdvouv xwpa. Mia yia Tn cugtrieon Kal T POPQOTIoINON TNG
MTTIVETAG, Wia yia Tn S1dvoign TNG OTTAG Kal Wia yia Tnv TTpdodoaon Tou TEAIKOU oxXAuaTog. Metd
TN o@UPNAATNON Ta TEPAXIO WuxovTal KATw aTTd eAeyxOueveg ouvonkes. Katd mn SIGpKeEIa TNG
KOTEPYQOiag UTTAPXEl €AEyXOG TNG BepUOKpPaCiag TNG MATPOG Kal TG AiTTavong woTe va
TTAPOUE TIG OKPIBEIG BIOOTACEIS TWV OPUPNAATWY TEPAXIWVY.

3.4
HELICAL GEARS)

OAONTQTOI TPOXOI ME EQYEIA KAI EAIKOEIAH OAONTQZH (SPUR AND

Mia euxpnotn &idtaén PATPAG yia TNV TTAPAYWYH TPOXWV HE €ubtia Kal €AIKOEION

0d06VTWOoN @aivetal oTo oxrua 3.6.

"
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C L Ll >

MANDRE
e PUNCH ! WORKPIECE

/

VY
COUNTER CONTAINER
PUNCH/ WITH
EJECTOR INTERNAL
’ GEAR FORM
SPRINGS GUIDE
\ CYLINDER

xAua 3.6: TeAgiwg KAEIOTA UATPA OPUPNAGTNONG TPOXWV UE eUBEia Kal EAIKOEIDN) 0dOVTWON

‘Eva oupTtrayég Tepdxio (workpiece) popgoTrolgital JeTagu Tou avw Kal KATwW PEPOUG TNG
HATPAG 1 otroia eival TeAeiwg KAeIOTA. To UAIKO wBeital otnv ot Tou atd éva £UBOoAo
(mandrel) TTpocapuocpévo OTnNVv TTPECA KAl N TTEPIPEPEIOKT] TOU ETTIPAVEIA PEEI WOTE va
TTANpwWaoel TN PATPA (container). Y16 Tnv TTieon ¢ TRECAs N PATPA wleiTal TTpog Ta KATW
odnyoupuevn ato Tov eEwAkéa (counter punch/ejector). ETreidr n uATPa gival TEAEIWG KAEIOTA,
0¢ dnuioupyeital TTpoegoxr, AAAa €TTeIdA TO TEPAXIO BepuaiveTal yia va pEEl TNIO EUKOAA OTN
HATPA, N odoOviwaon Oev Traipvel TNV TEAIKN, KaBapr TNG Hop®n. 2Ta oxnuarta 3.7 kal 3.8
@aivovTal U0 0BOVTWTOI TPOXOI TTOU PTIAXTNKAV WE PIa TETOIO PATPA.

" or o ¢
el b Lonistdatataned bt LRI T AL TR A TR TV TR

ZxApa 3.7: OdovTwTdg TPoXOG ZxApa 3.8: OdovTwTdg TPOoXOG

3.5 ZIO®OYPHAATHZH AKPIBEIAZ OAONTQTQN TPOXQN

[evIKA O EKTETAPEVEG KATEPYOOTIEG XUTEUONG KAl BIANOPPWONG XPNOILOTIOIOUVTAIl Yia Th
dlaudépewaon ouvBeTwv UAIKWy. E&aitiag NG peydAng mmoodtnTag UAIKOU Kal €18IKE NG

©J
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ECWTEPIKNG AVTOXNG TWV XUTWV KAl DIAHOPPWHEVWY TEPAXIWV OTTWG O 0DOVTWTOI TPOXOoi Ta
TepdxIa autd o@upnAaTouvTal Kal TEAEIWVOUV JE QIvipiIopa. H akpifeia atn o@upnAdTnon civai
MIa KalvoTOpa Katepyaaia yia tn dlauopewaon 18iaitepa upnAwy Tdoewv axeddv kabapou
OXAMOTOG CUOTATIKWY. AVAKEI OTNV KATNYOpia TNG o@uUPNAATNONG Kal gival AiydTepo akaplaia
o€ oxéon Je TNV oQupnAATNoN KAEIOTAG WNATPAG.

Eival Tpogavég 611 0 6pog «akpiBeia oTn oQUPNAGTNON» ava@EPETAl OTNV TTAPAywWY
€VOG KaBapoU oXANATOG 1 oxedOV KaBapou oxAUaTog oTIG ouvlnkes opupnAdtnong. O 6pog
KaBapd oxnua 1 oxeddv kabapd uTTodelkvUEl OTI eV ATTAITEITOI KOMIO METAYEVEDTEPN
Katepyaoia A @vipiopa NG em@dveiag opupnAdrnong. Kard ouvéreia €va kabapd oxrua
oQuUpNAGTNong Otv amautel TTEpPAITéEPW epyacia o€ KABe pia atmmod TIG oQUPNAATNHEVES
EM@AvEIEG TTAPAE TO YEYOVOG TTWG WTTOPEl va atraitouvial OeUTEPEUOUCEG EPYATIES yia TNV
TTapaywyn MIKPOTEPWY OTTWYV, oTolxEiwv KTA (ASM International 2005).

H o@upnAdtnon oxeddv kabapol OXNUATOS ONUAIVEl TTWG €iTE PIA EiTE TTEPIOCCOTEPES
OAAG Ox1 OAeg o1 TTIQAvEIES gival KOBAPEG R UTTAPXE! Hia TIPAveIa N oTToia aTTaITEl EAGXIOTN
TTEPAITEPW KaTEPYOQTia 1 @ivipiopa. H akpiBAc o@upnAGTNON MEPIKEG POPES TTEPIYPAPETAI WG
oQuUPNAATNON KAEIOTHG avoxng TTPOKEINEVOU va O00ei £u@acn oTov ATTOKAEIOTIKO OTOXO
ETMTEUENG MEOW TNG BepUAg oPUPNAATNONG, TWV avOXWYVY OTn dIaoTacioAdynon Kal oTnv
ETTIPAVEIQ TOU TEAIKOU KO MATIOU.

Ta TeAeutaia xpovia o1 péEBodol diaudppwong HEow uttohoyioTt (CAD/CAM)
epappofovTal oTIC DIAPOPES KATEPYATIES. AUTH N UTTOAOYIOTIKI) TTPOCEYYION EQAPUOLETAI OTN
Bepun oPUPNAATNON AKPIREIOG TWV OTTEIPOEIBWV KWVIKWY, TWV HETWTTIKWY KAl TWV EAIKOEIDWV
O0OVTWTWY TPOXWV OTIC CUMPBATIKEG TTPECEG, YEYOVOG TTOU ETTITPETTEI OTO OXedIAOTA TNG
HATPAG va €EETACEI ASTITOPEPWG TIG DIAPOPES AEITOUPYIKEG TTAPAUETPOUG (popTia, TACEIS Kal
Bepuokpacia) oto oxediaoud TNG WATPAG.

O1 akpipeic odovTwToi Tpoxoi BepURS o@uUPNAATNONG €XOouV Ta idIa TTAEOVEKTAMATA UE
TOUG O0DOVTWTOUG TPOXOUG KOTTAG KAl TOUG XUTOUG 0d0VTWTOUG TPOXOUG OTTOU UTTAPXEl Aiyn N
KaBdAou atTwAegia UAIKOU.

ZxAua 3.9: E€oikovounon uAikoU/ BApoug XpNOIPOTTIOIWVTAG T OQUPNAATNON oXeddv KabBapou
oxAuarog (ASM International 2005).

H egoikovéunon UAIkoU ouvodeleTal aTtd €€0ikovounon KOOTOUG TOOO Tou UAIKOU 600
Kal TnG katepyaciag. EmmAéov o1 o@upriAatol 0doviwToi TPOXoi akpiBeiag €xouv TO
TTAEOVEKTNHA TOU Qugavopevou @opTiou. AuTtr n emmmpooBetn dUvaun 010 OXNMATIONSG TNG

N >
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auéavouevng KOTTWONG O@EIAETal OTn OIAPOPETIKI) PO KOKKWV AVAUESA OTOUG TPOXOUG
KOTTAG Kal OToug o@upnriAatoug. H poly Twv KOKKWY OTOUG 080VIWTOUG TPOXOUG KOTIAG
KaBopideTal atrd TOV TTPOCAVATOMCOUO TNG €Aaong TG PaRdou Kal dev £xel Kapia oxéon JE To
TTEPIYPAPUA TV 006VTWY TOU TpoxoU.

O1 mrepicodTEPOl OPUPAAATOI TPOXOI TTOU TTAPAYOVTaAl CrjuEPa eival oxeddv kabapou
oxAMaTog. O1 000VTEG TWV 0BOVTWTWYV TPOXWYV 0PUPNAATOUVTAI JE ATTOPAKPUVON TOU UAIKOU
yUpw atrd TO TTPOPIA Tou 0dobvTa.

O1 katepyacieg Olapodpewaong &ekivolv [e XoAUBdOIveg pdafdoug Tou ouvhABwg
TTEPIOTPEPOVTAI KAI YUOAICOVTAl TTPOKEINEVOU va BEATIWOET N ETTIPAVEIN TOUG KAl KOBovTal 0TO
emMOuUUNTO oKpIBES BApog. To akpiBég BApog eival Kpiolwo €TeIdr) N TToooTNTA Tou XGAuBa
TTPETTEI VA YEMICEl TTAAPWG TN KIATPA yIa va TTapAyeTal TTAAPWGS To TTPO@IA Tou Tpoxou. lMNpiv TN
opupnAdTnon ol pdpdor Bepuaivovtal atmd Toug 925 °C éwg Toug 1230 °C g nAekTPIKOUG
@OUPVOUC TTOU EAEYXOVTAI ATTO OTITIKA TTUPOUETPA UE aKpiBeia £14 °C.

O1 unxavikég TTpéoeg oeUPNAGTNONG ME €va KTUTINUa oxnuatiCouv axeddv kabapou
OXNMOTOG 000VTWTOUG TPOXOUC HE TTARPN alotroinon Twv dIaBEcINwyY aTToBedTWyY. ZKOTTOG
TNG APXIKNG KaTEpyaoiag eival va otrdoel TN pdpdo Kal va diacTacloAoyndei n eEWTEPIKN
OIGUETPOG aKPIBWG OTNV OIGUETPO TNG MATPAG. ZTN OUVEXEIQ, ol pdRdol TotTToBeToUvTal OTN
MATPA TOU @IVIPpIOPATOG. MeTd TN o@UPENAATNON €va UdPAUAIKG cUOTNUA £6WONONG AUECWG
e€ayel Tov 000oVTWTO TPOXO aTTd TN PATPA QIvipiopaTog. MeTd atmd Tnv udpauAIKA £§aywyr) Tou
aKaTEPYOOTOU 0O0OVTWTOU TPOoXOoU atrd T MATPA YivETAl N TOTTOBETNGH TOU O MIa PATPO
KOTTAG OTTOU AVOoiyETal N OTTR. 2T CUVEXEIQ, 0 TPOXOG WUXETAI O€ ATHOOQPAIPIKA BepUoKpaaTia
yia TrepitTrou 24 wpeg. MeTd TNV WUn €ival £€TOILOG yIa @IVipIGUQ.

O1 odovtwTtoi Tpoxoi oxeddv kKabBapou OXAMOTOG WTTOpoUV va Trapaxbouv atrd
OTTOI00ATTOTE OKANPUUEVO XOAUBa OTIG TTévTe PBaOIKEG OIANOPPWOEIS TOUG: OTTEIPOEIDEIG
KWVIKOUG, €ANIKOEIOEIG, aTTEUBEIag KWVIKOI, PETWTTIKOI TpoXoi e Tmm avoxr Kol WETWTTIKOI
odoviwTtoi Tpoxoi pe avoxég amd 0.1 €éwg 0.3 mm. O didueTpol Twv oxeddV Kabapou
OXAMOTOG OOOVTWTWY TPOXWV UTTOPOoUV va gival TTavw atrd 425 mm pe avoxég amo 0.1 éwg
1.5 mm. €18IkdTEPA YIa TIG DIAPOPES BIANOPPUWOEIG OBOVTWTWYV TPOXWV IOXUEL:

e O1 oTreIpoeIdeig KWVIKOI TPOXOi UTTOpoUV va TTapayxBouv pe SIAUETPOUG PEYOAUTEPEG
Twv 425 mm pe 0.5 mm eAdxioTo UAIKO avd TTAEUpd.

e O emiTred0oI KWVIKOI TPOXOi UTTOPEI VO £X0UV BIAUOPPUICEIG KOl IBIOTNTEG TTAPOMOIEG UE
TOUG OTTEIPOEIDEIG KWVIKOUG TPOXOUG.

o Ol ehikogIdEiG TpOXOI PTTOPOUV va €XOUV BIOUETPOUG PEYAAUTEPEG attd 250 mm Kal
Bdapog peyahuTtepo atréd 40 kg.

e O PETWTTIKOI TPOXOi PE QVOXEG TNG TAENG Tou 1 mm pTmopoUlv va Trapaxbouv pe
O1dpeTpo peyoaAuTepn atmo 400 mm kai Bdpog 135 kg.

e O1 peTwTikoi odoviwToi Tpoxoi pe avoyr) UAIkou atd 0.1 €éwg 0.3 mm ptTopouv va
TTapaxBbouv pe dIAUETPO pEYaAUTEPN Twv 250 mm Kal TTAX0G METWTTOU PEYOAUTEPO
amdé 150 mm. O ouykekpipgévog TUTTOG OBOVTWTWY TPOXWV ATTAITEl MIa KaTepyaaia
TEAEIWPOTOG Agiavang 1 oTIABwaoNG.

~
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[ ]
ZyxAua 3.10: Mapdaderypa opupriAatou odovTwToU TpoxXoU akpiBeiag axedov kabapou oxfiuaTog (ASM
International 2005).

3.6 AKPIBEIA TQN OAONTQTQN TPOXQN

H akpifeia Twv odoviwoewv TTou TTapdyovTal hJe opupnAdtnon efaptdral amo Tnv
akpiBela Twv OI0OTACEWY TNG MATPAG KAl AUT ME TN OEIpd TNG €LapTaTal ATTO TPEIG
TTOPAYOVTEG TTOU paivovTal oTo oXAMA 3.11, yia KUKAIKEG HOPPEG.

|

0]
ZyxAua 3.11: MNapdyovTeg Tou eTTNPeAlouv TNV akpifela o@upnAdTnong

O1 mmapayovteg autoi gival: dlaoToAr} Adyw Tng TTieong o@upnAdtnong Ue, n Bepuikn
dlacTtoAl U, kKai n oucTtoAl U, Tou AapBdvel xwpa katd Tnv amméyuén Tou Tepaxiou wg tnv
Bepuokpaacia epIBaAAovTog. H didotaon G TTou @aivetal oto oxfua 3.11 deixvel Tnv avoxn
TTOU TTPETTEI Va €xEl N MATPA OTav KaTaokeudadeTal he nAektpodidBpwon (EDM). H emBuunth
didotaon Ry emruyxdaveral AapBavovrag utréwn Tnv abpoIoTIKA €TTOPACN KOl TWV TPIWV
TTAPATTAVW TTAPAYOVTWYV. TO OXETIKO PEYEBOG AUTWYV TWV ETTIOPACEWV UTTOPEI va UTTOAOYIOTET
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amé 10 oxAua 3.12 To OToi0 ava@EpETal OTn OQUPNAATNON  KUAIVOPIKWY TEPAXiWV
OVOMQOTIKAG diapéTpou 63,5 mm.

a2

i e o i

;— — i -i— - —— —_—— —‘-F""'--I--lr_;::‘— —: -_ -‘

—— —

0.0 =y ey - ; H H A

Changes In Final Forging Dimenslon Ue,Ul,Uo (mm)

Theoretica variations of find forging dimension with
forging temperature in forging steel cylinders

IxAMa 3.12: ZXETIKA €TTiIOpaAcn Twv dlIaQOpWY TTAPAUETPWY GTNV aKpiBela apupnAdTnong

H eAaoTiki 3Ia0TOA TNG MATPAG MEIWVETAI KaBwg aufdavetar n Bepuokpacia
opupnAdtTnong yiati T6TE avamTuoooVTAl HIKPOTEPEG TTIECEIC OTA TOIXWHATA ThG MATPOG.
AvtiBeta 600 augdveTtal n Beppokpacia oeuUPNAAGTNONG TO00 augdavetal n BepUIKr O1IAC0TOAN
NG MATPag. O Trapdyovrag pe Tn PEYaAUTepn €TTidpacn oOTIC SIAOTACEIG €ival n BepUIKA
OucoTOAR Tou o@upnAatnuévou Tepaxiou. Eivar mmpog@aveég 611 peydAn akpifela ptropei va
emTEUXOEi pdvo OTav 01 TIEG TNG BEPUOKPATIAg Kal TNG TTiEONG TTAPAPEVOUV OTABEPES KATA TN
OIdpKeIa TNG KaTepyaoiag Kal n WEyIoTn akpifela emTuyxdverar étav Ta TTPOG KATEPyAaia
TepdyxIa dev TTPOBepUaivovTal.

MNa va BeATiwoouphEe TNV akpifela Twv O0BOVIWTWY TPOXWV ME euBeia Kal €AIKOEION
006vTwon TpoteivovTal didpopeg pEBodol Wuxpng oeupnAdtnong. ‘Epeuveg €deiCav Ot pia
Katepyaoia TUTTOU «OI0EPWHATOG» €XEl TNV duvaTtdTNTA VO QugAoEl TNV aKpifeia Tng
0dOVTWONG IKAVOTTOIWVTAG TIC UWNAEG TTpodlaypagés NG Piounxaviag autokivnong.
MapakdTtw @aiveTal n oxnNUATIK TTapdoTacn NG pEBGdou auTtAg (Zxnpa 3.13). To ypavad
TToU o@upnAaTeiTal €xel PeyaAuTepn OIAPETPO atmd TN UATPA. To «o1dépwuar gival Bacikd n
wOlnon Tou uTTEPUEYEBOUG TEPaYiOU YEoa OTnN UATPA OTTWG QaiveTal oTo oxAua. ‘ETol yovo éva
AeTTTO  €CWTEPIKO  HEPOGC TNG 00OVIWONG MOPPOTIoIEITaI. Z€ TIEIPAPATA  TTOU  €yIivav
JIaTTIOTWONKE OTI N EMPAvVEI TwV doVTIWY gixe @Ivipiopa 0,5 pym RMS.
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Funch

Shrink

[he insert | Ein

ZxApa 3.13: ZXnuaTikr TapaaTacn TnG PEBOOOU «GI0EPWUATOSH

Ta amoteAéopara TTou @aivovtal oTov Tivaka 3.1 dgixvouv 0TI €KTOG aTTd TO iIXVOG TWV
OOVTIWY, TA EAGTTWHOTA TWV CQUPHAAATWY TPOXWYV EXOUV UEIWOEI onUAvTIKA Pe TN HEBOSO Tou
«o1depwpatog». H emeaveiakn tpaxutnta RMS 1Tou emtelxOnke cival epitmou 1 uym. Mevikd
n ToIOTNTA TWV OBOVTWTWYV TPOXWV BEATILWONKE TTEPITTOU KATA OUO KAGOEIG OTNV KAiPoKa
AGMA.

Changes in gear form accuracy through ironing

Feature Finishing die Induction hardened
LH RH As-forged Ironed

LH RH LH RH
Pressure angle deg, 0.12 0.10 0.73 0.58 0.19 0.16
Tnvolute ( pm) 15 13 57 46 7 n
Tooth trace { wm) B 5 105 04 93 (s
Max. cum piteh ( wm) 38 Ph) 180 163 113 101
Adj. pitch ( pwm) 12 9 73 28 21 16
Tooth thickness ( wm) )| 12 468 285 55 46
Runout ( pm) 2 9% 62

Mivakag 3.1: ANayEG oTnV OKPIBEIO TWV TPOXWYV HPE TN XPHON «CI0EPWHATOG»

3.7 NOIOTHTA TQN OAONTQTQN TPOXQN

O1 emdpdoelg OTn MIKPOOOPN TwV OBOVIWTWY TPOXWV Ol OTIoiEG MPTTopoUV va
TTPOKANBOUV aTTd TNV £TTIAOYI BIAPOPETIKWY CUVONKWYVY KATEPYAOiaG, ava@EPOVTAl CUVOTITIKA
TTAPAKATW.

o H ponj Twv KOKKwY aKoAouBei TO TTPo@IA TNG 0ddvTWONG Kal TO PEYEBOG TWV KOKKWV
TEIVEI va €ival JIKPOTEPO KOVTA TNV ETTIPAVEID TWV BOVTIWY, £CAITIOG TNG MEYAAUTEPNG
TTOPANOPPWONG OE QUTH TN TTEPIOXH.
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e H Bépuavaon oe kKavovik atudéo@alpa Teivel va TTPOKAAETEl aTTavBpdkwan n oTroia
gival yeyaAuTepn OTIG AKPES TWV BOVTIWV.

e O1 odoviwTtoi Tpoxoi amd KAtdAAnNAa Kp&uata UTTOPEi va UTTOOTOUV OKAAPUVON ME
Bagn atrd Tn Bepuokpaaia TG cOUPNAATNONG.

o O1 TTpoevaVOPAKWHEVEG MTTIVETEG TTOU TTPOKEITAI va o@upnAaTnBOouv, TTPETTEl va
TTPoBepPavOOUV o€ PN O&EIBWTIKO TTEPIBAAAOV YIa va aTTOPeUXBEi aTTWAEIa AvOpaKa.
To oTpwua AavOpaka Teivel va dlaxubei TTPOG To €0WTEPIKG KATA Tn B€puavon Kal
AetrTaivel oTnv GKpn Twv dovTIwyY KATd TN SIAPKEIa TNG GPUPNAATNONG.

H duvapik avioxn Twv c@UPAAATWY 0BOVIWOEWV Eival YeyaAlTepn a1rd QuTWV TToU
@TIAXVOVTal PE oupBaTikéC peBOdoug. AuTO @aiveTal oTov Trivaka 3.2 oTnv TIEPITITWON

avtoxng o€ kpouaon, XaAUBdIVwY BS 817M40 o0dovTwTwyv TpoXwv Pe okAnpoTtnta H, 300.

Impact strength of gears 6

Method of manufacture

Fully forged Machined from Machined from
forged blank rolled bar
515 41.0 35.6
49.1 371 348
404 6.4 38.5
514 8.0 40.5
50.7 37.1 39.0
52.6 7.0 41.6

Mivakag 3.2: Avtoxr} o€ KpoUon 0O0OVTWTWY TPOXWV

Eival @avepd OTI n avroxr o€ Kpouon Twv TTARPWS CQUPAAATWY 0dOVTWTWYV TPOXWV
gival mepitrou 30 % peyaAUuTepn aTTO €KEiv TWV OOOVTWTWYV TPOXWV TTOU @PTIAXVOVTal WE
KOTEPYaOoieG €ite amd Tpoxoug Xwpic ododviwon (gear blanks) eite amd pmyéreg. Ta
ATTOTEAEOUATA TWV QOKINWY KOTTWOEWG O0€ 000OVTWTOUG TPOoXoug atmd XaAuBa BS 817M40
gaivovtal ota oxAuata 3.14 kai 3.15. Eival 1Tpo@avég 6T TO OpPI0 KOTTWOEWS TWV
opuUpPNAaTWY 0d0VTWOEWYV Eival onUAvTIKG uynAdTEPO ATTO QUTWYV TTOU TTapAXBnoav Pe KOT.
E€aitiag Tou yeyovoTog OTI UETA TN BEPUIKN €TTECEPYaTia Ta TTAQIVE TwWV 0BOVTWOEWV Eixav
@Oapei povo Tavw atrd Tov PacikG KUKAO, n €m@Aveia TNG PiCag TTodOG TwWV COUPHAATWY
000oVTWOEWY, ATAV TTO TPAXIA ATTO TNV QVTIOTOIXN TwV TTPOEPXOMEVWY atrd KoTtmr. lNa va
EMTUXOUNE I00dUVaUia TwyY ypavadiwy, n TQAveIa TNG Pifag TTOdOG OPICHEVWY TPUPNAATWY
OdOVTWTWY TPOXWV QIVIPIOTNKE PE TO Xépl. AuTd avagépovtal wg «forged and finished»
(opupnAaTnuéva Kai @IvIpIoPEVA) Kal Ta atmmoTeAéopaTta Tou oxnuatog 3.14 &eixvouv 0TI n
QAVTOXI TOUG O€ KOTTWON €ival n peyaAutepn. AkoAouBouv Ta ypavadia he ETTOYWYIKA BEPUIKA
OKAApuvon Pe PEYAAUTEPN avToXf O€ KOTTWON Ao To ypavadia pe kotrh. H idia oeipd
QAvTOXNG O€ KOTTWON TTPOKUTITEI KAl ATTO TO ATTOTEAEOUATA TOU OXAMaTOG 3.15.

>
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ZxAMa 3.14: Avtoxn o€ KOTTwan 0d0VTWTWYV TPOXWV
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IxAMa 3.15: AvioxA o€ KOTTwon 000VTWTWY TPOXWV
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3.8 ZYMMNEPAZMATA

H texvoloyia o@upnAdTtnong Ppioketal 010 €TMTTESO OTTOU KWVIKOI 0OOVTWTOI TPOXOi
MTTOPOUV va opupnAatnBolv oTo TeEAIKO Toug oxAMa (net-shape). OdovTwToi TpoXoi Ye eubtia
Kal eEAIKogId] 000vTWaoN UTTopouV va TTapaxBouv pe wuxpr] opupnAdtnon pe HeydAn akpifeia
dlaoTdoewv. QOTOCO, OPICUEVA €idN 0OOVTWTWYV TPOXWV UYPNAWY aTTaITACEWV (TT.X. Yypavadia
yia KIBWTIa TAXUTATWY OXNUATWY) dev UTTOpOoUV akdua va TTapaxbouv Pe eUTTOpIKG BIWCIKES
TEXVIKEG 0QUPNAATNONG. ZUVOAIKA OPWG PTTOPOUME va TTOUME TTWG Ta oupniAata ypavdadia
EXouv idlEg Kal KOAUTEPEG 1D1I6TNTEG OE OUYKPION HE TA TTAPAXOEVTA HPE PNXAVOUPYIKEG
KATEPYOOIES yI' AUTO Kal JTTOPOUV VA TA GVTIKATAOTACOUV O€ TTOAAEG EQAPUOYEG.

~
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KE®AAAIO 4: MEOOAOZ TQN NEMEPAZMENQN ZTOIXEIQN

4.1 FENIKA

H paydaia egéANign Twyv TeAeuTaiwy €Twv 0T MnyavoAoyia ogeileTal, Xwpic ap@iBoAia,
OTnNV €10aywyrn TwV NAEKTPOVIKWYVY UTTOAOYIOTWY O¢ OAOUG TOUG ETTIMEPOUG TOMEIG TNG. Z€
OX€ON UE TIG KOTAOKEUAOTIKEG ETTIOTAPEG, N duVATOTATA “ATTEIKOVIONG” TNG YEWMETPIOG WIAG
MNXaVOAOYIKAG KOTAOKEUAG OTOV NAEKTPOVIKO UTTOAOYIOTH, KaBW¢ Kal n  duvarotmnta
“TTpooopoiwong” TNG OTATIKAG, BUVAUIKAG, BEPUIKAG, PEUOTODUVAMIKAG, KATT. CUMTTEPIPOPAS
NG, OTTOTEAOUV ETMITEUYUATA TWV TEAEUTAIWV €TWV KAl aAAG{ouv onuavTikd TO0O Tnv
eKTTaiIdEUCN 600 KOl TNV ETTAYYEAMATIKI TTPAEN TOU UNXAVOASYOU PNXavikoU.
+ H oxediaon pe 1 Bondeia H/Y (Computer-Aided Design: CAD) eival pia TexvoAoyia
TTou xpnoigotroiei H/Y yia tnv utmofonBnon tng dnuioupyiag, TPOTTOTIOINONG Kal
BeATioToTTOINONG £vOC OXEDIATHOU.

+« H avdiuon pe T Bonbeia H/Y (Computer-Aided Engineering: CAE) eival pia
TEXVOAOYiQ TTOU QOXOAEiTaI UE TV XPAON UTTOAOYICTIKWY CUCTNUATWY YId TV avaAuon
vewpeTpiag CAD, TToU €TMITPETTEI OTOV OXEDIOOTH VA TTPOCOUOIWCEI KOl MEAETHOEI TOV
TPOTTO JE TOV OTIOI0 Ba CUMPTTEPIPEPDEl TO TTPOIdV £TCI WOTE O OXEOIAOUOG va
emMOEXETAI EUKOAQ aTTOTTEPATWON Kal BeATIoTOoTTOINON. H KUpiapxn péBodog CAE civai
auth Twv Metrepacpévwyv Ztoixeiwy (Finite Element Method: FEM).

4.2 OPIZMOZ CAD

H oxediaon pe tn BorBeia H/Y (Computer-Aided Design: CAD) gival pia TexvoAoyia Tou
xpnoipotroiei H/Y yia tnv utroornon Tng dnuioupyiag, TPOTTOTTOINCNG KAl BEATIOTOTTOINONG
€vog oxediaopou. Me Tov 6po CAD evvoouUpe Tn dnUIoUpYia YEWUETPIKWY ATTEIKOVIOEWV OTOV
NAEKTPOVIKO  uTToAoyIoTH. [lpogavwg dev  TEPIOPICOPOOTE OTNV  yvwaoTr  dladikaoia
avTtikardoTtaong Tou drafting, &nA. Tou &iodidoTatou (2-D) trapadooiakou oxediou Tou
MNXavikoU, aAAd Kupiwg oTnv TTepITTTwon TpIodIdoTaTng (3—D) aTTeIKOVIONG KATOOKEUWY 1
dopwyv, OTTOU XPNOIYOTTOIOUVTAlI AUTOUATOTTOINUEVEG DIADIKACIEG TTPOCEYYIONG ETTIPAVEIWV
(Méow Twv TTapepPBoAwy Coons, Bezier kai Nurbs) fi/kar dykwv. ‘ETol, gival TToAU eukoAdTEPN
Kal €AEyEINN N aAAayh TNG YEWMETPIOG €VOG PNXAVOAOYIKOU €EOPTAMATOG WEXPIG OTOU O
MEAETNTAC KOTAANEEI O€ pia KaTapxrVv OTTOOEKTH KATAOKEUAOTIKN AUon. EmmmmAéov, OAa Ta
ouoThpaTta CAD diaBétouv katdAAnAa @iATpa — interfaces (DXF, IGES, STEP) trou &ivouv Tn
duvaTtoTNTa HETAPOPAG TNG YEWUETPIKAG TTANpogopiag atmmd To éva ouoTnua oTo AAAO
(evaAAagiuéTtnTa).

Ta egpyaAeia CAD ptropouv va TTOIKiIAOUV PETAEU YEWMETPIKWY epyaAgiwv diaxeipiong
OXNMATWYV (éva AKPO), HEXP! €CEIBIKEUPEVA TTPOYPANMATA €QAPUOYWY OTTWG avadAucn Kal
BeAmioTotroinon (GAA0 dkpo). MeTau autwyv Twv dUO AKpwyv, TUTTIKA €pyaAcia TTou eival
dlaBéoiya eTTi TOU TTAPOVTOG, TTEPIAANPBAvVOUV avaAuon avoyxwyv, UTTOAOYIOPOUG IBIOTATWY
padag (kévipa Bapoug, poTTéG adpaveiag, KATT.), JOVTEAOTTOINONG PE TTETTEPOACUEVA OTOIXEIN
(FEM) ka1 oTmIKAG aTrelkoviong (visualization) Twv arroteAeopdTwy TG avaAuong, Petagu
AAMwv. O onuavtikdTepog poAog Tou CAD eival o KaBopioudg TNG YEWMETPIOG Tou UTTd
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oXedIOOPOU TTPOIOVTOG TTOU €ival ouoidng o€ OAEG TIG ETTOUEVEG QPAOEIS TOU KUKAOU. 2Tn
OUVEXEID, N v AOyw yewpeTpia aglotroieital ammd 1o CAE.

4.3 OPIZMOZ CAE

H avdAuon pe tn BonBeia H/Y (Computer-Aided Engineering: CAE) eival pia texvoAoyia
TTOU QOXOAEITal PE TNV XPrON UTTOAOYIOTIKWY CUCTNUATWY YIa TNV avaAuon yewpetpiag CAD,
TTOU E€TITPETTEI OTOV OXEQIAOTH VA TTPOCOPOIWOEl Kal YEAETAOEI TOV TPOTTO HE TOV OTToio Ba
CUMTTEPIPEPDEI TO TTPOIOV £TOI WOTE O OXEDIOONOG va €TMIOEXETAI EUKOAD QTTOTTEPATWON Kl
BeAtioTotroinon. Ta epyakeia CAE OiatiBevral oe eupeia KAipaka avaAuoewv. KivnuaTtikd
TTPOYPANKATA, VIO TTOPAdEIYUA, UTTOPOUV va XpnoluoTroinBouv yia Tnv avdAuon Asitoupyiag
pnxavwy. lMpoypdupata OuvapikAng avaAuong MEYGAWV PETATOTTIOEWY JTTOPOUV  va
XPNOIYOTToINBoUV OTNV TTPOCOUOIWGCN OUVOETWY CuvappoAoynuévwy SoPwY OTTWG A.X. Td
OXNMATA I CUCKEUQOIWY O€ TITWon ETTi TOU £dAQOUG.

Metagd  Twv TTAéov Oladedopévwy peBOdwv avdAuong eivar n MéBodog Twv
Memepaopévwyv ZToixeiwv (Finite Element Method: FEM) trou emTpéTrel Tn OTATIKA Kal
Ouvapikrp avaAuon TACEWV Kal MPETOTOTTIOEWY, Oepuikhy avAAuon, PEUCTOUNXOVIKA Kal
agpoduvapikr avaAuon, akouoTIKA avAAucon, KaTavour payvnTikoUu Ttediou r Kal GAAwvV
mediwv. H epappoyry Tng FEM atraitei Tn Xprion evog atrAOUCTEUPEVOU AQAIPETIKOU HOVTEAOU
TTOU TTPETTEl va yevvnOei €iTe pe aAANAeTTiOpacn Tou xproTn f Kal autépaTa. To AoyIoHIKO TTou
KaBIoTd duvartr) TNV KATAOKEUN TOU OQAIPETIKOU POVTEAOU KAl TN YEVECH TWV TTETTEPATUEVWV
OTOIXEiwv aTToTeAEl TOug TTpo-€TTeCepyacTéC (pre-processors). Metd Tnv ekTéAeon Tng
avaAuong oe KAGBe oToixeio, o H/Y OuyKevTpwvel Ta ATTOTEAECPATA KAl TO EUQAVICEl UE
EUAVAYVWOTO OTITIKO TPOTTO. lMepIoxEG UWnAWY TAOEWVY UTTOPEI VA TTAPICTAVOVTAI E KOKKIVO
XPWHA yia TTapddelypa. To AOYIOUIKO TETOIWV OTTEIKOVIOEWV ATTOTEAEI TOUG AEYOUEVOUG ETO-
emegepyaoTéG ( post-processors).

Emiong, eivai diaBéoipa TTOAAG epyaAeia BeATioToTToinONG oxedlaopou. MNapdAo TTou Ta
epyaAcia PeATioToTTOiNONG MTTOpOoUV va BewpnBouv ocav  epyakeiac CAE, ouvibBwg
TagivopouvTal Pe EeXxwpIoTo TPOTTO. AIGQOPES £PEUVNTIKEG TTPOCTTABEIEG £¢eAicOOvVTal TTPOG
TNV KATeUBbuvon autépaTou oXedlaopoU Pe oAokAnpwon Twy diadikaolwy BEATIOTOTTOINONG
Kal avadAuong. Z& auTég TIG TTPOOEYYIOoEIG, yiveTal n TTapadoxn evog atmAou apxIKoU OXHHaTOG
oxedlaopou, OTwg €va opboywvio TTapaAAnAdypauuo yia dIodIA0TATO €EAPTNUA  TTOU
QATTOTEAEITAI ATTO PIKPA OTOIXEIO DIAPOPETIKWY TTUKVOTHTWY. Katotriv, ekTeAEiTal n dladikaoia
BeATioToTTOINONG TTPOG UTTOAOYIOUO Twv BEATIOTWY TIMWV QUTWYV TWV TTUKVOTATWY TTOU
atrOBAETTEl OTNV €TTITEUEN €VOG OTOXOU ME TTAPAAANAN IKOVOTTOINON TwV OUVONKWY TACEWV
A/kal JeTaToTTioEwy. ZUviABws 0 oTOXO0G eival n eTTiTeuén Tou eAdxiIoTou BApous. Me Baon Tig
BEATIOTEG TINEG TTUKVOTATWY, TO BEATIOTO OXN MO TOU OXEDIOONOU AQUBAVETAI JE ATTAAOIQH TWV
OTOIXEIWV XOUNANG TTUKVOTNTAG.

H vyonteia Twv peBOdwy avdAuong kai BeATiototroinong eivar &1 €MTPETTOUV OTOV
MNXAVIKO va &€l ToV TPOTIO PE TOV OTTOI0 TO TTPOIOV Ba CUNPTTEPIPEPDET KAl TOU ETTITPETTEI VA
emonuével Ta OtTola AGBn éxouv yivel PEXPlI TN OTIYUN €KEivr, TTPOTOU TTPOXWPNOEl O€
XpovoBopeg kal darravnpég OIadIKOOIEG KATOOKEUARG KAl €AEYXOU QUOIKWY TTPWTOTUTTWV.
Emeidr) 1o k60T0G WEAETNG peTOBAAAETal €KBETIKG OTa TeAeuTaia OTAdIA QAVATITUENG Kal
TTAPAYWYAS TOU TTPOIOGVTOG, N TTPWIKN BEATIOTOTTOINON KAl £EEUYEVIOUOG TTOU ETTITUYXAVETAI
atré Tnv avaAluon CAE TeAIKG ATTOTTANPWVETAI JE PEIWON XPOVOU KOl KOOTOUG.
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4.4 MEOOAOZ TQN NENEPAZMENQN ZTOIXEIQN

‘Eva a1md 10 TTPWTA PHEANMOTA TOU PNXAVIKOU 6Tav autog avaAdpel Tnv avaTtuén evog
HovTéAOU eival n €AoY TwV KATAANAWVY TTETTEPACUEVWY  OTOIXEIWV. AKOPN Kal o€
O100IA0TATEG KATAOKEUEG N XPNON TPIYWVIKWY OTOIXEIWV TPIWV KOUPBWY KAl TETPATTAEUPIKWV
OTOIXEIWV TEOOAPWY KOPPBwvY dev gival n pévn €1mAoyA Tou, avdloya e TIG dUVATOTNTEG TOU
d1aBéoipgou Aoyiopikou. Mpdyuarti, pia atmd TIG KPICIWOTEPEG ATTOPACEIS €ival N €TTIAOY TwV
KATtdAANAwyV oToIxEiwy HE TOov KATAAANAO apiBud kouBwv amd Tnv diabéoiun BIBAIOBAKN
oToixeiwv. EmmpoéoBeta, 1o TAABOG TWv oToIXEiwv (Pe AAAa Adyia TO péoo péyeBog Twv
OTOIXEiWV) TToU TIPETTEl va  xpnoigomoinBolv yia Tnv  €mmAUcn €vOG OUYKEKPIPEVOU
TTPOBAAUATOG €ival aTTOTEAEOPA TNG KPIioNG TOU MNXavikoUu. av YeVIKOG Kavovag, 600
peyaAUTepo eival To TTARBOG Twv KOPPWV Kal Twv oToixeiwv (otnv h version) 1 6co
MEYaAUTEPOG O PBaBPOG TTOAUWVUMOU TNG CuvaApPTAONG Mop@ng (oTnv p version), T6OOV
akpIBéoTepn cival N AUON TWV TTETTEPACTHEVWYV OTOIXEIWY, aAAG TTiong TOCO TTI0 daTTavVNPEr)
eivar n etriAuan. O1 81G@opol TUTTOI TIETTEPACHEVWY OTOIXEIWV €lg0@yovTal TTapakdaTw. ‘Eva GAAo
onuavTikd TTPORANua eival n yévean TTAEyUaATOg Tou UTTO avdAuaon avTikelgévou, €1dIkd oTav
EXEl TTEPITTAOKO YEWMETPIKO oXNpa. H dnuioupyia TpIodIdoTaTWyY TTAEYMATWY €ival pia
Ol0dIkaoia TTou aTtralTei TTOAAEG €PYOTOWPEG Kal gival €MPPETTAG o€ OoQAAuarta. [ivovral
TTOMEG TTPOOTTABEIEG AUTOUATNG YEVEONG TTAEYMATWY TTOU v CUVOEOVTAl PE OUCTAMATO
povTeAoTToinong éykou (solid modeling).
21NV KAaoIKr pEBodo (oTnv h version) €dv n gival To TTARB0OC TwV KOPPBWYV TéTE TO TTARBOG TwV
BaBuwv eAeuBepiag cival 2n kai 3n yia dIoBIACTATA Kal TPICBIACTATA HOVTEAQ, QVTIOTOIXA.

2ZNUEIWOEIC.

e TNV KAQOIKA HOPQN TwV TIETTEPACUEVWY OTOIXEIWV TToU ovouddleTal h-version,
XPNOIMOTTOIOUVTAl TTOAUWVUPO OpIopévou BaBuol ommdTe n auénon Tng akpiBelag
EMTUYXAvETal e peiwon TG Méong didoTtaong (M. TG akTtivag, h, Tou
TTEPIYEYPOAPUEVOU KUKAOU) Twv OToIXEIwY, YE GAAa Adyla pe augnon Tou TTARBoUG Twv
QUTWV (TTUKVWON TTAEYUATOG).

e XTnVv Agyduevn p-version, xpnaoigoTtroigital éva ataBepd TTAEyUa OAAG ETITPETTETAI N
augnon Tou TTOAUWVUMIKOU BaBuou p Tng ouvdptnong Hop@ng. ZTnv p-version, Ol
OUVTEAEOTEG TOU €V AOyw uwnAou BaBuol TToAuwvUpou gival €1Tiong dyvwaoTol TToU
utroAoyiovTal oav TPRua TnG diadikaciag eTTiAuong.

4.4.1 MONTEAONOIHZH - TYNOI NEMEPAZMENQN ZTOIXEIQN

To olUvolo Twv amapaitnTwy dIadIKACIWY Yia TNV avAatTugn evog TTARPOUG JOVTEAOU
TTETTEPACHEVWY OTOIXEIWY, ONA. N €lI00Yywy TNG YEWUETPIOG, N yéveon Tou TTAEyUATOG, N
EMPROAR oTnpifewv Kal @OPTIONG ATTOTEAOUV AUTO TTOU CUVOTITIKA OVORAZETAl UOVTEAOTTOINON
eTepacpévwy oToixeiwv (finite-element modeling), n otoia cuvABwg ekTeAeiTal pe TN
BonBeia katdAAnAou Tpo-emmeEepyaoTr. MOAU TTaAIOTEPA, N €iI0aywyh Twv O£OOPEVWV
OIvéTav e ypauuEG EVIOAWYV We Tn Bonbeia evog autdvopou apyeiou dedouévwy (batch file).

O mpo-eTTeEEPYaOTAG (pre-processor) EEKIVAEI aTTO TN YEWUETPIA TOU AVTIKEIMEVOU ) TOU
1rediou opiopou Tou TTpoBAAuaTos. Mapadooiakd cuoTtpata FEA (Finite Element Analysis)
gixav UOvo oOToIXEIWOEIG AsIToupyieG povTeAoTTOiNONG, OANG OHuEPa TA TTEPICCOTEPD EiTE
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TTPOCPEPOUV TTPONYHEVEG BUVATOTNTEG 1 £XOUV OTEVOUG deaOUG pe cuoTAuata CAD (PepIKES
QOpPEC Kal Ta OU0). ZuoThuaTta TTou oTtnpifovral o yewueTpik povteAotroinon CAD eite
epyadovral ameubeiog pe 10 YoviéAo CAD i peta@pdldouv Kal €l0dyouv Tn yewpeTpia. H
amreuBeiag ouvdeon e CAD kepdiCel OAo Kal peyaAUTEPO £0a@OG BIOTI e€aAeipel Ta BripaTta
METAPPAONG TNV aTTWAEIa SeSoPEVWY Kal PIKPaivel TOV KUKAO oxedlacoU-avaluong-aAAayng.
Mepairépw, n Xprion ocuotiuato¢ CAD OIsUKOAUVEI T POVTEAOTTOINON KOl TTAPEXEI TTIO
IOXUPEG AciToupyieg dnuioupyiag kal aAAayng ouvBeTng yewpetpiag. Mpdyuat, oiuepa Ta
TTEPIOOOTEPA UBPIBIKA OUOTAUATA PHOVTEAOTTOINONG (ME OAOKANPWHEVN hovTeAoTToinon éykou,
em@aveiag kal wireframe, kal TapAPETPIKWY PEBOdWY TTOU oTNnpifovTal o€ features) pmmopouv
VO KTIOOUV OTTOIGONTTOTE YEWMETPIa atraiteital yia avdAuon. Ta mTepioodéTtepa ouaTruata FEA
Oivouv etriong €ugacn otn duvaToTNTA TTOU €XOUV VO EI0AYOUV T YEWWETPIA, €iTe PEow
TuttoTToINoEWV OTTWG 1o IGES 1 ameubeiag atmd cuykekpiyéva cuotiuata CAD. Qotdoo, n
atreuBeiag xprion dev gival TTAvVTa AUECA EQAPUACIUN. TO JOVTENO PTTOPET VO QAivETAI OTO UATI
O gival TEAEIO aAAG PTTOPEI OTNV TTPAYUATIKOTATA VA €XEI TPAAPATA TTOU ATTOKOAUTITOVTAI OTO
ovotnua  FEA, kupiwg katd Ttnv oladikacia yéveong TTAEyPATOS. MepIKA CUOTAPATO
TIPOCPEPOUV  AEITOUPYIEG TTOU MTTOPOUV va  «KABAPIoOUV» TNV €I0QYyOUEVN YEWWETPIA.
EmmmAéov, akoun kai av n yewuetpia CAD dev TrepiExel o@dAuara, n avadiuon &ev ammaitei
OAec TIC AemrTopépelég Tou, oTOTE MEPIKEG ammd auTég (Tr.x. éva fillet) Ba utTopolcav va
atraAe1IpBolv. MepIkd ouoTARUATA DIABETOUV TETOIEG AUTOPATEG BUVATOTNTEG ATTEVEQPYOTTOINONG
VEWMETPIKWY OVTOTATWV.

To emméuevo oTddIo gival N dnIoupyia TTAEYPOTOG KAl KATaVOuNG KOPPBwyv. Otav o€ KABe
TTAéypa atrodidovtal KOUPoIl, TOTE auTO PETATPETTETAI O€ TIETTEPACHEVO aToIxEio. H yéveon
TIAEYPATOG €ival TO TTAEOV ONUAVTIKO KAl OUOKOAO OTABIO TNG MOVTEAOTTOINONG TTETTEPACUEVWYV
oToixeiwv. MNa tn dleukdAuvon autol Tou oTadiou, chuepa OAQ Ta CUCTAUATA TTPOCPEPOUV
ouvaTdTNTEG QUTOPATNG yéveong TTAEypaTtog. H TUTTIKA TTpocéyyion €ival va TTPoo@EPOUV
auUTOMATO TTAEYMO TETPAEOPIKWYV OTOIXEIWV YIO OTEPEN VEWMETPIA KOl TETPATTAEUPIKA N
TPIYWVIKA OToIXEIa yia €mM@AveId oTov TPICOIAOTATO XWPO (KEAUPN, €TTiTTeEdn €vTaTIKA N
ETTITIEdN TTOPAUOPPWOIAKN KaTtdoTaon). MoAA& cucTAuata emMTPETTOUV OTOUG XPAOTEG VO
eMEPPBOUV OTIG TTAPAUETPOUG QUTOUATNG YEVEONG TTAEYUOTOG OTTWG N TTUKVOTNTA TTAEYUATOG.
AuTéG emmiTTAéOV ETTITPETTOUV TOTTIK €TTEPRACN O€ KpPioIueG TTEPIOXEG. MoAAG cuoTAuara
EMTPETTOUV TN BIACUVOECN TTAEYMOTOG WE TN YEWWETPIa €101 WOTe KABe aAAayr auTtAg va
AvTaVaKAGTAl aUTONATA OTO TTAEYUQ.

Ta didgopa oToixEia TTou uTTooTNEICoVTal ATTo £éva CUCTNUA AvAAUCNG TTETTEPACHUEVWV
oToixeiwv ammoreAolv Tn Aeyouevn BiBAI0BAKN oToixeiwv (element library). Oco o peydAo 10
€id0¢ Twv aToIxEiwv TO0O0 TTEPICTOTEPA €idN TTPORANUATWY PTTOPOUV va eTIAUBOUY. To ZXAUG
4.1 &eixvel TUTTIKG TTETTEPACHEVA OTOIXEIQ TTOU UTTOoTNPIfovTal aTTd TOUG TTEPICCATEPOUG
KWOIKeG. Na onuelwBei 0TI TO idI0 TTAEyUO PUTTOPET VO AVTIOTOIXEI OE SIOPOPETIKA TTETTEPATUEVO
oToixeia avdloya pe Tov apiBud kouBwv TTou artrodidovral o autd. TEAOG, ol CWveG OTIG
OTTOIEG AVAPEVETOI ATTOTOUN WETARBOAA OTN CUUTTEPIPOPA TWV TTPOG ETTIAUCT AYVWOTWYV (OTTWG
OUuyKéEVTpWON TACEWV YUPpw OTTO OTTEG) TIPETTEl va  JIOKPITOTTOINBOUV aTmd  OToIXEia
MEYAAUTEPNG TTUKVOTNTAG TTAEYUATOG ATTO EKEIVES TTOU EPPAVICOUV TTPOOSEUTIKN HETABOAR.

~
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Beam/truss elements: / / /

2-node (lingar) 3-node (quadrabc 4-node {cubic)
(a
Triangular elements L/\ 4 4
3-node (linear) 6-node (quadratic) 10-node (cubic)
(o)
Tetrahedral elements 4} JA
4-node (inear) 10-node {(quadratic) 20-node (cubic)

(C)

ZxAua 4.1: TuTToI TTETTEPACPEVWY OTOIXEIWV yia (a) yovodidoTara, (b) diodidoTata kai (¢) TpiodidoTaTa
TTPoPAAuaTa

Mia S10QOopeTIKA TTPOoCéyyion oTo diANUUa TOoUu TTAEYMATOG €ival n XpAon Tng p-version
MEBODOU TTETTEPaCUEVWY aToIXEiwv. AuTr oTnpileTal o€ éva aTTAoUCTEPO, QUTOUATA YEVVNUEVO
TAEYPA, aAAG KaTémV PETARAAAEI auTtOuaTa TOV TTOAUWVUMIKO BaBUO Twv CUvVapTACEWV
pHopong. MapdAo Tou onuepa civar diabéoiya TTOAAG TéTola TTpoypduuara FEA, duo
mpoypdupata (PTC's Pro/MECHANICA kai CADSI's PolyFEM) oxedidotnkav €idIkK& yia
avaAuon TuTTOoU p-version. ETTAéov atmd TO0 €UKOAO TTAEyUA, TO TTAEOVEKTAUATA QUTAG TNG
TTPOCEYYIONG €ival N IKavOTNTa va Kabopioouv 6pla akpiBEiag Kal TTANCIECTEPNG TTPOCEYYIONG
NG YewpeTpiag Tou poviéAou CAD. XpnoiyoTroivtag XaunAoTepo eTmiredo akpifeiag, o
OXeDIOOTNG UTTOPEI va TTAPEl ypriyopa atTroTeEAéoUATA AvAAUONG OTO TTPOKATAPKTIKO OTAdIO
oxedlaguou.

Agpou emmAeyei n diaTagn Twv oToIXEiwyv, KaBopifetal o TUTTOG TNG avaAuong (TT.X.,
oTaTikin A OUVAMIKN, YPOAMMIKA A MN-YPOUMIKY, ETTITTEdDN EVTIATIKA KATAOTAON, KAl ETTITTEDN
TTapauop@waoiakr katdotaon). Emiong, o dyvwotol 1 aAiwg o1l BaBuoi eAeubepiag
ouoxetiCovral pe TOUG KOUBoug. Or AyvwoTol TTEPIEXOUV UETATOTTIOEIG, TTEPIOTPOPEG,
Bepuokpaaoia, pory BeppdTNTag, K.0.K. KaTtotmv Kabopifovtal o1 oplokEéG ouvOnkes. OplakEg
OUVONKeG OTTWG WETATOTTIOEIG, DUVAMEIG, KAl BepPoKpacieg ouviABwg eival yvwoTEG yia TO
OUVEXEG TUAMO TOU OUVOPOU TOU QVTIKEIUEVOU. AUTEG Ol OPIOKEG OUVONKEG TTPETTEI va
eEKQpacBouv cav éva OUVOAO TIMWV METATOTTIOEWY, OUVAPEWV, 1 OepUOKPACIWY OfE
OUYKEKPIMEVOUG KOPPOUG TwV TIETTEPACUEVWY  OTOIXEIWV. QOTO0O0, UEPIKEG QOPEG T
TIETTEPACPEVO  OTOIKEID TTPETTEI va yevvnBoUv Xwpig va €Xouv opiakéG ouvlnkes. Eav
TTPOKEITal va gloaxBouv onueiokd @opTia, TPETTEI va dnuioupynBouv KOPBol oTa avTioToiXa
onueia epappoyng Toug. Ta TrepioodTEPa ouoThpaTa Tou eival ouvoedepéva pe CAD
EMTPETTOUV OTO XPHOTN VA OpicEl TIG OPIOKEG ouvBnKeg oTn yewpeTpia CAD, kal o€ auTh Tnv
TTEPITITWON Ol OPIOKEG OUVONKEG METATPETTOVTAI OE I00OUVANEG OPIOKEG OUVBNRKEG OTOUG
KOMBoug Tou TAéypatog amd To idl0 TO ouotnua. O TTEPIOCTOTEPOI  POVTEAOTTOINTEG
TTETTEPACHEVWY OTOIXEIWV ETTIONG TTAPEXOUV évav apIBPO TPOTTWV €UKOAOU KaBopIouou Twv
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QPOPTICEWV KOl TWV OPIOKWY CUVONKWYV YIa TO XEIPIOPO €upeiag KAINAKag TTPORANUATWY Kal
PEQAIOTIKWV CUVONKWV.

2€ KGOe TTETTEPACUEVO OTOIXEIO TTPETTEI £TTIONG VA aTT0d0B0UV 1810TNTEG UAIKOU. AUTEG Ol
1016TNTEG €ival TUTTIKA To METPO €AaoTIKOTNTAG TOU Young, Kal 0 Adyog Tou Poisson (yia
ENAOTIKEG KATOOKEUEG). To TTAX0G OToIXEiWwY KEAUQPOUG Kal TTAAKWY OlaxXeIpifeTal TTEPICCOTEPO
oav 1016TNTA ToOUu UAIKOU TTapd Oav YEWWMETPIKY 1ID16TNTA yIa TNV atmmro@uyr £TmiAucng Tou
TTPoBAANATOC OTIG TPEIG BIAOTACEIG. ANAEG 1810TNTEC UANIKWV TTEPIAAUBAVOUV BEPUIKES 1I816TNTEG
(e10IKy  BepuOTNTA,  OUVTEAEOTAG  QYWYINOTNTAG,  AavBdavouoda  BepudTnTa,  KATT),
1IEWOOEAACTIKOTNTA, KATT, yia dAAou TUTTOU TTpoBANpaTa. FNivetal povo pia atrAf TTapadoxr): o€
OIAPOPETIKES TTEPIOXEG OTOIXEIWV ATTOdIOOVTAI SIAPOPETIKES 1I81OTNTEG UAIKWYV. AUTO A.X. Bivel TN
duvaTéTnNTa OTO XPNAOTN va avaAUoeEl €va AVTIKEINEVO KOTOOKEUAOMEVO aTTO OUVOETO UAIKO.
‘Eva kpioigo ¢ATnUa oTnv avdAuon ouvBeTwyv UAIKWvY gival n diaxeipion Tng OIETIPAVEING
METAEU TWV OTPWOEWY TTPOKEIUEVOU va UTToAoYIOBEi N atmrokdAAnon (delamination).

ATIO TN OTIYURA TTOU OPIOBEl TO HOVTEAD TWV TTETTEPACHUEVWY OTOIXEIWY ETTIAEYOVTAG OAEG
TIG TTAPANETPOUG TOU TTAEYUOTOG, TO JOVTEAO €ICAYETAI OTOV KWOIKA TTOU EKTEAEI TNV avaAucoh
TTETTEPACPEVWY OTOIXEIWV. META TNV apIBPNTIKN €TTIAUCT), TO ATTOTEAEOUATA ATTEIKOVICOVTAI O€
éva oTddlo Tou Trapadoaiokd ovoudleTal  peTa-emmeepyacTng (post-processor). Ta
TTEPICOOTEPA TTAKETA TTPOCPEPOUV TTOIKIAOUG TPOTTOUG KATAAOYOTTOiNONG, EKTIiUNONG Kal
ameikévIoNG Twv aTTOTEAEOUATWY, TA OTTOIA TUTTIKA TTEPIAAUPBAVOUV TAOEIG, TTAPANOPPUWOEIG,
KAl TTAPAPOPPWHEVO oXAua NG Kataokeuns. O mapadooiakdg TPOTToC ival uttd hop®n
CWVWV «ICOTACIKWV» ETTIPAVEIWV KUPIWG e XPAON XPWHATIKAG KAIMOKAG. ZTNV TTEPITITWON
OuvapikAg availuong OAa Ta TrakéTa OlaBétouv animation, TOCOV yia TNV EMOTITEIQ TWV
IOI6OPPWY TAAAVTWONG OO0V Kal YIO TNV TTPOCPEPONEVN XPOVIKI] OAOKANpWanN TTOU €ival TO
HovadikG epyaAegio oTnv TTEPITTITWON PN-YPOUMIKWY avoAuoswy. ETriong, TOAAG cuoThpaTa
OlaBétouv TN duvaTéTNTA £€ayWYNS ATTOTEAEOUATWY GE JOP®r TToU PTTopoUV va aglotroinbouv
TEPAITEPW, OAV KEIPEVA, TTAPOUCIACEIG, videos, e-mail, | aTTooToAr] 610 dIadiKTUO.

4.4.2 AYTOMATH rENEZH NAErMATOZ

H yéveon mAéypatog ouvettayeTal Tn Onuioupyio KOUPIKWY OCUVTETAYMEVWVY KAl
oToixeiwv. TlMepIAapPBavel emmiong Tnv autépaTtn apiBunon Twv KOUPWV Kal OTOIXEIWV
Baoiouévwy otnv eAdxiotn aAAnAemidpacn pe Tov xprnotn. ‘Etol, utrotiBetan 611 o1 yéBodol
QuUTOMATNG YEvEONG TTAEYUATOG ATTAITOUV UOVO TO YEWWETPIKO MOVTEAO (YEWWMETPIO Kal
TOTTOAOYIQ) TOU TTPOG BIAKPITOTTOINON QVTIKEIMEVOU, TA XAPAKTNPIOTIKA TOU TTAEYHATOG OTTWG
TTUKVOTNTA TTAEYPOTOG Kal TUTTOG OTOIXEIOU, Kal TIG OPIOKEG OUVONKEG, TTEPIAaUBAvoVTag oav
cicodo ouvlnkeg @opTiong. AAAeg péBodol TTou  atraitolv  TTPOCBETn  €i00d0o, OTTWG
uTTOdI0IPEDN TOU AVTIKEINEVOU OE UTTOXWPIA 1 UTTOTTEPIOXES, TAEIVOUOUVTAl OV NUIAUTONOTEG
pEBoBOI. Ev ouvTopia, eiodyoupe TIG uEBOBOUG yéveang TTAEypaTog pe Baon Tnv Tagivounon
TToU TTPOTEIVE 0 Ho-Le (1988).

o MéBodocg Zuvdsonc KouBwyv (N.C.A.)

H péBodog ouvdeong kOuPwv (node connection approach) trpokeipgévou va Tapdyouv
TTAEyMa gival TTOAU dnuo@IAng S16TI gival TTOAU atrAl atn oUAANWN TNG. O1 dU0o KUPIEG PATEIG
QUTAG TNG TTPOCEyyIong ivail (i) n yéveon kKOUBwv TTou deixvovtal o1o ZxAua 4.2 (a), kai (ii) n
yéveon oToIxeiwv o1o ZxNua 4.2 (b).

~
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ZxAMa 4.2: MéBodog auvdeang KOUBwY

Céveon KOUBwV: Anuoacieupéva Epya TTepIAGUBAvouUV Ta akdAouBa.

B MéO6odogc tou Cavendish (1974). Ze auti Tn pEBODdO, €1I0AyovTal APXIKA
KOuBol oTo OUVOPO TOU QVTIKEIUEVOU ME TO ¥épI Tou XpAoTn (manually).
Katd1riv 01 E0WTEPIKOI KOUBOI YEVVWVTAI QUTOPATA £TOI WWOTE VA IKAVOTTOINOOUV
TIG OTTAITACEIS TTUKVOTATOG TTAéypaTog. To avTikeiyevo utrodlalpeital oe éva
TTANB0¢ Cwvwv BIAPOPETIKWY ETMOBUUNTWY MEYEBWV oToIxEiwv. ZTn Cwvn |,
utrepTiBeTal éva TeTpaywvikd grid BAuatog r(i). To ZxAua 4.3 deixvel éva
uUTTEPTIBEPEVO HoVO grid, TTou BacieTalr otnv TTapadoxn OTl gival emBuunTA N
opoIopopYn TTUKVOTNTA TTAéyuaTog. Na kaBe TeTpdywvo Tou grid, yevviETal e
TPOTTO TUXAiO €vag €O0WTEPIKOG KOUPBOG. AuTO pTtTopei va yivel TTapdyovtog
Tuxaioug apIBuoUg PeTatl O kal 1 dUO POPES, HIa YIa TNV KATEUBUVON X Kal PId
yia TNV KaTeuBuvon y, Kal utToAoyifovTag TNV 1I000Uvaun 860N Twy TIHWV X Kal
y. EQv o TTapayouevog KOUPBOG TTEQPTEI JECA OTO AVTIKEIMEVO Kal EXEl ATTOCOTACN
amdé To oUvVopo MPeyaAuTepn amd 10 r(i), aAAG Kal a1md TOoug TTponyouuEva
TTapayodpevous KOPPBoug, TOTE yivetal amodekTdg. Edv Oxi, évag GANog KOUBOog
TTapdayeTal Tuxaia kal eAéyxetal. Eav dev kataoTei duvatdov va Ppedei évag
atmodekTOG KOPPOG PETA aTTd £va OUYKEKPIUEVO apIBUS TTpooTTadeiwv (0g
TTOUME, TTEVTE), TOTE TO €v AOYyW TETPAYWVO TTAPCAAEITTETAI KAl Bewpeital TO
emopevo. H péBodog auth cival emekTdoiun Kal oTig 3 OIACTACEIG, ME TN
dlagpopd OTI XpnolpoTrolgital TpiodidoTarto grid.

B Mé6odog rou Shimada (1992). AutA n u€B0BOG yeWIlEl TO ECWTEPIKO TOU TTPOG
OIAKPITOTTOINCN AVTIKEIUEVOU HE «QUOOAIDEG» OTTWG QaiveTal oTo ZxAua 4.3,
Kal Aappaver Ta kEvipa Toug oav KOpPoug. To péyeBog kABe @uoaAidag
TTpocodlopifeTal atmd TV Katavouy Oepuokpaciag TTou  avTioToIXEl OTnv
emBuunt) TTUKVOTNTO  TTAéypatog. Katommv ol Béoeig Twv  @uoaAidwv
TTpoadlopifovral aTrd TNV IKAVOTIOINON TNG 100PPOTIIAG TWV E€0WTEPIKWV
OuVAPEwWY PETOEU QUTWV.

ZxApa 4.3: MéBodog yéveong kOuPwv katd Cavendish
Féveon oToixsiwv: e autr Tn delTePn @AoN, KOPPBOI TToU yevvBnkav oTnv TTponyouuEvn
@don ouvdéovtal yia va atmmoTEAECOUV OTOIXEIO £TOI WWOTE va PNV ETTIKOAUTITOVTQI Kal va
KAAUTITETAI OAOKANPO TO Xwpio. AvagepouacTte otn pHEB0dO Tou Lee d16TI auTth ptTopei va
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odnynoel o€ TeTpatmAeupikd aToixeia. QoTdéoo, n uEBodog Tpiywvotroinong Tou Delaunay eivai
n TAéov Oladedouévn HEBODOG oUVOEONG KOUPBwWY. ZTIC €TMeENYNOEIC TTOU OKOAouBoUv,
Bewpoupe aToIXEI TTOU £XOUV KOPBOUG JOVO OTIG KOPUPEG Toug. Edv €TIBupoUuEe oTolixEia pe
evOIGPETOUG KOUBOUG, TOTE QUTOI TTPOKUTITOUV EUKOAQ ATTO TOUG YWVIOKOUG.

B MéOodogc Lee (1983). Ze autr) Tn HEBODO, €TTi TOU QVTIKEINEVOU UTTEPTIOETAI £va
TETPaAYWVIKO TTAéyua uttofdBpou (grid) Tou otroiou 1O Prjpa eival ico TTPOG TO
emMOUPNTO PEyeBOG oToIXEIWV. KaTOTTIV 01 KOUBOI TTOU TTapAxXBnoav oTnv TTponyoulEevn
@paon cuoxeTiovtal e Ta KeEAIG Tou TTAEypaTog UTTORABpoU. Ta KeEAIA Kal O1 avTioTOIXO!
KOUBOI EMOKETITOVTAI GTAAN-TTPOG-OTAAN aTTd apioTepd TTPOG Ta OegId Kal, yéoa aTnVv
idla oTAAN, atmod Ta KATW TTPOG Ta TTvw. Méoa oe €va KeAi, ol kbuPBol diatGooovTal
Katd ogipd avouoag TeTUNUEVNG X. KouBol pe tnv idia TeTunuévn X, dlatdocoovral
Katd oeipd augouoag TeTaypévng y. O KOPPBOI TTICKETTTOVTAI KATA CEIPA Kal, yIa KAOE
KOUBO, oI yeITovIKoi KOUBOoI BpiokovTal £TO1 WOTE VA DIAPNOPPUIVOUV TOUG KOUPBOUG VOGS
KAAOOXNUATIOUEVOU TETPATTAEUPOU. 2TNV TTEPITITWON AdUVAUIOS OXNMATIOMOU KOAWG
OpIoPEVOU TETPATTAEUPOU, dNUIOUPYEITAI AVTIOTOIXO TPIYWVIKO OTOIXEIO.

B Mé6odog tpiywvomroinong Delaunay. Autr cival n mAéov Oiadedouévn péBodog
YEVEONG TPIYWVWVY TTOU ouvdEéel dedopévoug KOUBoUG BIOTI PEYIOTOTTOIEI TO dBpoloua
TWV MIKPOTEPWY YWVIWV O OAa Ta Tpiywva TTou dnuioupyouvTtal. ‘ETol, ammogeuyovTal
Ta AeTITd TPiYWVO.

Mia TumiKf Tpiywvotroinon Delaunay ekivael amé éva didypappa Voronoi A Dirichlet
tessellation. 'Eva Oidypapua Voronoi evog ouvohou N onueiwv, Pi(i=1,2,...,N),
atroteAeital amd N TToAUywva (TToAuedpa oTig 3 diaoTdoelg), V; KaBéva Twv OTToiwv
EXEI KEVTPO TO onueio P; €101 WOTE O YEWHETPIKOG TOTTOG TWV CNUEIWV Tou eTITTEOOU
(tou xwpoug oTmig 3 dlooTACEIG) TOU gival TTANOIEcTEPA OTOV  KOWBO i, va
TrepiAapBavovtal atov V. Mabnuartikd, To V; (em@daveia r} 6yKog) eK@padeTal wg:

Vi={x:|x—Pi| < |X—Pj|y|aé)\aTC(j¢i}

OTTOU |...| OUPPBOAICElI TO PéTPO TOu BIaVUOUATOG £VTOG TOU Kal KABE Vi, gival éva KupTd
TTOAUYWVO (TTOAUEDPO) TTOU TTEPIBAAANETAI aTTO YpaupES (ETTiTTEDQ) TEUVOVTA KABETA TIG
YPOPUEG METAEU Pj, KaI TWV YEITOVIKWYV TOU KOPPBwv. AuTA n diaipeon Tou (81081a0TATOU
N TpiodidoTaTou) xwpou amd €va ouvoho V; kaAeital Dirichlet tessellation. Kdbe
TTOAUYwVO (TTOAUEdPO) Voronoi €xel €vav KOPPO TTou ocuvdEeTal pe autd. Meta Tn
yéveon Tou Olaypduuatog Voronoi, JTTopoUnE va  ONUIOUPYAOOUME  TPIVWVIKA
(TeTpaedpikd, oTig 3 dlIOCTACEIG) OTOIXEIO OUVOEOVTAG TO OnuEia TTOU OXETICovTal ME
yeIroviké TToAUywva (TToAUedpa) Voronoi. To ZxAua 4.4 deixvel 1o didypappa Voronoi
Kal Tnv avTigtoixouoa Ttpiywvotroinon Delaunay yia 10 kéuBoug otn diodidoTarn
TTEPITITWON.
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xAupa 4.4: Aidypappa Voronoi kal n avtiotoixouoa TpiywvoTtroinon Delaunay

H tpiywvotroinon Delaunay ptropei va yevvnBei atreubeiag amd 10 6edopévo aUvoAo
onueiwv (KOUPwWV) Xwpi¢ va eival amapaitnTn TPWTa va €xel yivel To didypauua
Voronoi, XpnoIJoTrolwvTag Tov  aAyépiBuo Tou Watson vyia 1 diodidoTarn
TpIywvoTroinan. Ze autdv Tov aAyopiBuo, éva Tpiywvo dIauop@uwVeETal Ao Tpia un-
ouveuBelokd onueia otav €vag KUKAOG TTou Trepvael atmmd autd, Kal ovopadetal
TTEPIVEYPOAUMEVOS TOU Tpiywvou, Oev TreplAapfBavel kaBohou dAAAa onueia. O
aAyopIBPOG UAOTTOIEITAI WG AKOAOUBWG. ZTnv apxn diapop@wveTal €va Tpiywvo To,
TTOU TTEPIEXEI OAOUG TOUG KOPPBOUG: PTTopEl va TTPETTEl va elocayxBouv mTITTAéOV onpEia
OTIC KOPUQEG Tou Ty. ToTE eio0@youpe KOUPBoug atmod éva dedopuévo oUVOAO, €vav TTPOG
éva, Kal Bpiockoupe Ta TPiywva £KACTO TWV OTTOIWV O TTEPIVEYPAMMEVOSG  KUKAOG
TTepIKAEiel Tov KOuPBo. Autd Ta TTOAUYwWvA, TTOU OvoudalovTal TENVOUEVA TTOAUYywvVa
(intersection polygons), amaAcigovTal. 10 ZxApa 4.5 (b), Ta TEPVOUEVA TTOAUWVUUA
OUMBOAICovTal he x OTav €vag vEog KOPPBog O elodyeTal 0T UTTAPYXOVTA TPiywva,
OTTwg oT1o ZXNua 4.5 (a), TTou yevvwvTal ammd Toug ndn eioaxbévreg kOupBoug. To
ZxNMa 4.5 (c) deixvel To amoTéAeopa PETA TNV ATTAAOIPr TWV TEUVOUEVWYV QUTWV
TToOAUYWVWY. KatoTrv, véa Tpiywva SIauop@wvovTal CUVOEOVTAG TOV VEO KOUBO HE TIG
KOPUPEG TWV TEPVOUEVWYV ETITTEOWYV, OTTWG @aiveTal oTo ZxNua 4.5 (d). TeAikd, Ta
Tpiywva TTou €ival cuvoedeuéva Pe Ta ETTITTAEOV onueEia TTou dlauopPwvouy 1o Tg,
atraAgipovtal. Auth n diadikagia PTTopeEi EUKOAQ va eTTEKTABE! yia TPIOOIAGTATN YEVEDN
TTAEYMATWY OTOIXEIWV XPNOIMOTTOIWVTOG TTEPIYEYPONUEVEG OPaipeg atrd 4 KOUBoug
avti  TTEPIYEYPAUMEVOUG  KUKAoug ammd 3 kéupBoug. Qotdéco, n  TPIodIAOTATN
TpiywvoTroinon Delaunay ptropei va TepIEXEl TTOAU AeTTTd  TETPAEdpPA, €V N
diodidoTtatn  Tpiywvotroinon Delaunay eival, pe  kdmoia  évvoia, n BEATIOTN
TPIYWVOTTOINGON yia éva 0edouévo oUVOAO onuEiwv.

ZxAua 4.5: AAy6piIBuog TpiywvoTroinong tou Watson

o MéBodog Amroouleuéng TomroAoyiag (T.D.A.)
H diodidotatn péBodog atmmoouleuéng TotroAoyiag (topology decomposition approach)
avattuxnke amd Tov Wordenweber (1984). ZUugwva Pe aQutriv Tnv TTPOCEYYIOTN, TO
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AVTIKEIYEVO TTpOOEYYiCeTal aTTd £va TTOAUYWVO KOl TO TEAEUTAIO KATOKEPUATICETAI O €va
OUVOAO HEYAAWV OTOIXEIWV OUVOLOVTAG TIG KOPUQPEG TTPOG BIANOPPWON TPIYWVWY, OTTWG
Qaivetal oto 2xnua 4.6 (a). Karotv, autd T1a PeydAa OTOIXEIO EKAETTTUVOVTAI WOTE vd
IKAVOTTOINOOUV TNV ATTAITOUMEVN TTUKVOTATA KOTAVOUAG TTAEYHATOG, OTTWG QAivETAl OTO ZXAUA
4.6 (b). To péyeBog Twv OTOIXEIWV KAl TO OXAMG Toug &ev egival duvatdv va eAeyxBouv
eEWTEPIKA BIOTI Ta heyGAQ oTOIXEIA TTPOCBIOPICovVTal OVA TOUG ATTO ThV APXIKr TOTTOAOYid Tou
QVTIKEIYEVOU, 1IBIQITEPA aTTO TNV KATAVOMN Twv Kopupwy. O1 KOPUPEG TTOU avikouv oTo idI1o
MEYAAO OTOIXEIO ITTOPOUV Va TTPoadIopIcBoUv atrd Th PéBodo TplywvoTtroinong Delaunay 1Tou
TTEPIYPAPNKE O€ TTAPATTAVW £VOTNTA.

a) (b)
ZxAMa 4.6: Mapdadeiypa peBddou TOTTOAOYIKNG aTTooUleuEng

Katd 1n diadikacia yéveong evog ouvoAou TpIywvwy atrd TIG Kopupeés, o Wordenweber
elonyaye Kal e@apuoce €TTiong Toug Aeyoupevoug TeAeoTég Euler pe Tov TPOTTO TTOU QUTOI
XPNOIUOTIOIOUVTAl OTn MovTeAoTroinon Oykwv. OTw¢ @aivetalr oto ZXAMa 4.7, TTPWTOG
epappodletar o TteAeotrig Wordenweber (1984) OP; yia va omoAegipel 1 TpUTIEG OTO
avTikeigevo. Katétmv diapgop@wvovTal Ta TRiywva atrd TIG KOPUPES Kal attoxwpifovTal atro 1o
QAVTIKEIYEVO €@apuOlovTag eTTavaANTITIKA Tov TeAeoT OP, péXpIG OTou aTTopgivouv povov 3
KOpUQPEG. TeAIKA, epapudletal o TeAeaTr g OP, yia va diapgop@uwoel To TEAEUTAIO TPiywvo.

oP,

ZxAMa 4.7: TeAeOTEG TTOU XPNOIKJOTTOIOUVTAI VIO VA SIAPNOPPWOOUV TPiywva

MOAIG TO QvTIKEiUEVO WETATPATTEl OE €éva OUVOAO HEYAAWV TPIYWVWYV, KABe Tpiywvo
eKAETITUVETAI €TOI WOTE VA UTTOKOUEI OTAV OTTAITOUMEVN TTUKVOTNTA TTAéypaTog. Ma Tnv
EKAETTTUVON PTTOPOUV va XpnolpgotroinBolv ol akdAoubeg Tpelg pEBodol TTou deixvovtal OTo
2xAua 4.8. To ZxAua 4.8 (a) dcixvel yia péBodo tTou e@apudleTal 6tav dUO AETTTG Tpiywva
OuUVaVTWVTal KATA UAKOG TNG MOKPUTEPNG TTAEUPAG Toug. AnAadr], TTpooTiBeTal évag KOUBOG
OTNV KOIVA OKJA, KOl Ta YEITOVIKA aToiXeia uttodiaipoUvTal CUVOEOVTAG TOUG KOUPBOUG TOUG HE
TOV V€O KOPBO. ZxNpa 4.8 (b), éva peydAo TpiywvIKO oToixeio uttodlalpeiTal TTPoCBETOVTOG £va
V€O KOuBO oTO KEVIpO PBdapoug Tou. OTav TO UTTOdIQIPECOUUE ME TOUG TPOTTOUG TTOU
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TEPIYPAYAPE TTAPATTAVW, UTTOPEI VA CUVAVTIOOUME AETITA Tpiywva OTTWG (aivovtal OTo
ZxAua 4.8 (c). Autd Ta Tpiywva eival AdN apkeTd pIKPG yia Tn doBcica TTukvOTATA TTAEYHATOG.

2€ QUTA TNV TIEPITITWON, MUTTOPOUME VO BEATILOOOUPE TNV TTOIOTNTO TOU TTAEYHOATOG
oTpiovrag Tn diaywvio Tou TETPATTAEUPOU TTOU SIGUOPPWVETAI ATTO TIG KOPUPES Twv OUOo
apyIKwv Tpiywvwy. Mapatnpeiote 611 To ATTOTEAECUA TNG AVAAUONG TWV TTETTEPACHEVWV
OTOIXEIWV PTTOPEI va PNV gival apKeTd akpIBEg eav uTTapyouv TTépa TTOANG AeTTTé aToIXEia.

VA Section-halving .
f{ 1 \ G \ N
\ \ B - \
.’| b \ —,
N / \\. \ V4
N\ / \\" /
\V \
(a)
/’R ~ /R
/ \ Center-divide / 1\
/ 7 S\
—_— & _\;ﬁ‘

IC)

ZxAua 4.8: MEB0BOI EKAETITUVONG TPIYWVWV

H uéBodog NG TOTTOAOYIKNAG ATTooUleugng PTTopel va €TmekTaBei otnv TPIodIAOTATN
véveon TTAéypatog. To avTikeiyevo Trpooeyyifetal ammd €va TTOAUEOPO, Kal TO TTOAUESPO
KATATEUVETAI OE TETPOAEDPIKA OTOIXEIQ TUVOEOVTAG TIG KOPUPEG TOUG. KaTtoTTv, Ta TETPAEdPIKA
oToixeia ekAeTrTuvovtal pe utrodiaipeon. Or Woo kai Thomasma (1984) mrpdteivav TeAEOTEG
TTAPATTANOIOUG PE auToUG TTou TTPOTEIiveE 0 Wordenweber yia va dIEUKOAUVEI TOV OXNUATIONO
TWV TETPOAEDOPIKWY OTOIXEiwv. AuToi o1 TeAeoTég, Tou Ogixvovial oT10 ZxAua 4.9,
XPNOIUOTIOIOUVTAI VIO TOV OXNUATIONO TETPAEDPWY WG EENG:

MpwTta, eappoletal o TEAEOTAS T3 yia va OTTAAEIWPEl TIG OTTEG TOU QVTIKEIMEVOU
ATTOTEUVOVTOG TO KATAAANAO TUAPO TOu £T01 WOTE N OTIA VA OTTOKOAU@OE, OTTWG
@aivetar oto ZxAua 4.9 (c). Znueiwaote 61 0¢ autd 1O OTAdIO Tpia TETPAEdPQ
dlapopPwvovTal oav atoTEAEoUA TTAPATTAEUPNG OI0BIKOTIAG.

Katdtiv, oI KUPTEG KOPUQEG OTIC OTToieg OTTOU OUuVAVTWVTAI TPEIG OKPEG, TTOU
KaAoUvTal convex trivalent vertices (kopu@£g), dlaxwpifovTial oTT0 TO QVTIKEIMEVO
e@appogovTag Tov TEAEOTA Ty, OTTWG eiIkoviCeTal 01O ZXAUa 4.9 (8). AuTdG O TEAEDTNG
€QAPPOCeTal ETTAVOANTITIKA WEXPIG OTOU Oev UTTAPEEl Kapia KupTh trivalent kopuen.
Edv OAeg o1 Kopu@ég TTou atropévouv dev gival convex trivalent, 161e 0 TeAeOTAG T,
EQPapUOCeTal IO VO OKAWEI éva TETPAEDPO, OTTWG eIKoviCeTal aTo ZxNua 4.9 (b). Autdg
0 TEAEOTNG TTOPEXEI TIG VEEG conveX trivalent Kopugég kal €101 0 T, epappoleTal ava.
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Auth n diadikacia cuveyifeTal HEXPIS OTOU TO AVTIKEIMEVO TTEPIOPIOBET O€ éva PHOVO TETPAEDPO.

a) Operator T, (b) Operator To (c) Operator T4
ZxApa 4.9: TeAeoTég amoouleugng yewpeTpiag oTig 3 dlIaoTdoEIg

o MéBodoc Ammooulsuéng swuerpiac (G.D.A.)

O1 yéBodol ammoouleugng yewueTpiag (geometry decomposition approaches) eutritrtouv
o¢ OUO KaTnyopieg: o€ auTtég TTou PBacifovral o€ avadpouég Kal autég TTou BacifovTtal o€
ETAVOAAWEIG. ZTN OUVEXEID €TTECNyoUdE MOvVO Tn HEBOdO avadpoung kabBoéocov auth eival
ETTEKTACIUN OTIG TPEIG OIAOTACEIG.

H péBodog avadpouikig atroouleuéng (recursive geometry decomposition method)
YEVVA TPIYWVIKA Kal TETPAKOWBIKA aToixeia oTig 2 dlaoTAoEIS e Tov akdAouBo TpoTro. Mpwra,
TO OPXIKO QVTIKEIMEVO OlalpeiTal 0 KUPTA MEPN €iTe pE TO XEPI A auTtOpaTa. AuTopaTn
ammooUleuln avTIKEINEVOU O€ KUPTA TUAMaTa TTepiypd@etal amo tov Bykat (1976). Na kabe
KUPTO TUAMA, eilcdyovTal KOPBOoI 0ToO GUVOPO Tou £TC1 WWOTE VA IKAVOTIOINCEl TNV €MOUUNTA
TTUKVOTATA TTAéyuaTog. KaTdtiv, KGBe KUPpTO TUAMA UTTOBIAIPEITAI TTPOCEYYIOTIKA OTO YEOOV
TOU «MdakpUTEpou GEovar», OTTwG @aivetar oto ZxAMa 4.10. ZTn Oouvéxela, €ioayovral
TTEPIOCOTEPOI KOUBOI KATA PAKOG TNG SIAXWPIOTIKAG YPAUMAG CUNQWVA HE TIG ATTAITHOEIS TNG
TTUKVOTNTAG TTAEYPATOG, Kal Ta SUO APICU UTTOBIaIPOUVTAl ETTAVAANTITIKA PEXPIG OTOU Yivouv
Tpiywva 1 TeTpaTmAgupa. Mepikég péBodor eravalaufdavouv Tnv utrodiaipeon HEXPIG OTOU
MEXPIGC OTOU KOTAANEEI 0€ €CAywva | OKTAYWVA Kal TTaOPAyouv TPIYWVIKA Kal TETPATTAEUPIKA
oToixeia amd autd cUPQWVa PeE TTpo-atroBnkeupéva mTpoTutta. Me autd Tov TPOTIO Eival
duvaTéV va TTAPOUE TTEPITCOTEPA TPIYWVIKA 1) TETPOTTAEUPIKA oToIxEia. To ZxAua 4.11 deiyvel
éva TTaPAdEIyua yéveong TTAEYHATOG E XPAON MIOG ETTAVOANTITIKAG HEBGDOU.

Candidate spiit ine

=l B
i \
[ \

i TURTICIN (R I

TxAua 4.10: Y1rodiaipeon pe diaxwpioTikr ypauun (split line)
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ZxAua 4.11: MNapddeiypa yéveong TTAEYUATOG PE XPAON MIOG ETTAVAANTITIKAG HEBOGOOU

)

H Baoikn péBodog TTou TTEPIYPAPTNKE TTAPATTAVW MTTOPEI va €TTEKTABEI Kal OTn yéveon
TPICOIAOTATOU TTAEYMOTOG. Z€ QUTA TNV TTEPITITWAN TO QVTIKEIMEVO UTTOdIaIpEiTalI 0€ dUO UTTO-
OYKOUG HEOW €vOG dIaxwpIoTIKOU emITTEDOU, MEXPIC OTOUu OAoI OI OyKol TTEPIoPIoBoUV Of€
TeETPGEdpa. Ze avriBeon pe TN OI0OIACTATN TEPITITWON OTTOU MPTTOpPOoUV va TrapaxBolv
TeETPATTAEUPQ, Oev gival duvaTtdv va yevvnbouv TeTpaedpa pe atreudeiag Tpémo. QoTdo0, KABE
TETPAEdPO PTTOPEl Va UTTOdIaIPEDET O€¢ 4 £¢dedpa, f oToixeia brick, edv gival emBuuNTO.

73/




/ KE®AANAIO 4: MEOOAOZ TON MEMEPAXMENQN ZTOIXEIOQN \

o MéBodoc Bdoeil MAéyuarog (G.B.A.)

H péBodog Bdoel TAéypaTog (grid-based approach) TrpokUTTTEl ATTd TNV TTAPATAPNCON OTI
éva grid poiddel pe éva TTAEYPa Kal 6TI QuTO PTTOPET va ETAOXNKATIOOE 0To TEAEuTAIO UTTO TNV
TTPoUTToBeon 6T Ta KeEAIG Tou grid KaTé PAKOG TOU CUVOPOU TOU QVTIKEIMEVOU UTTOPOUV va
METOOXNMATIOTOUV € OTOIXEIQ.

H upéBodog Twv Thacker, Gonzalez kai Putland (1980) eival icwg n TpwTn OXETIKN
onuoaicuon Tou ékave Xprion TnG HeBoGdou Bacer grid. Ze auth TN PEBOSO £va AvTIKEIPEVO
ApXIKA ETTIKOAUTITETAI ATTO €va TPIYWVIKO grid Kal Ta onueia Tou grid TTOU TTEQTOUV €KTOG
avTikelévou eEaAgipovTtal, agrivoviag éva auvopo Pop@ng zigzag. To onueia Tou grid TTou
BpiokovTtal TTAvw OTO zigzag ocUVOPO PETAKIVOUVTAI TTPOG TO GUVOPO TOU AVTIKEINEVOU WOTE vd
atmroteAéoouv To TEAIKO TTAEyHa. O1 dIa@opOoTIOINCEIC AQUTAG EYKEITAI OTOV TPOTTO dlaxeipiong
Tou ouvopou. O Kikuchi (1986) etrékTelve Tn HEBODO £T01 WOTE EKTOG ATTO KUPIWG TETPATTAEUPA
va TrepINaUBAvel akOPn Kal PEPIKA Tpiywva, XPNOIMOTTOIWVTAG opBoywvikd grid, OTTwg
@aivetar oto Zxnua 4.12. ‘Eva mpoépAnua kai Twv U0 autwv PeBOdwvV eival OTI PIKPG
YEWUETPIKA XOPAKTNPIOTIKA, JE TTOAU MIKPEG OKUEG O€ OoXEON WE TO BAMA Tou grid, x&vovTal. Z€
AMeg peBOdoUg Ta onueia Tou zigzag ouvopou &gV PETAKIVOUVTAI OTO OUVOPO TOU
avTikelévou. Avt' autou, dnuioupyouvTal TPIYwVIKA OToIXEia aTnv TrEpIox METAEU zigzag Kal
OUVOPOU QVTIKEINEVOU PHEOW £VOG OAYOPIBIOU TPIYWVOTTOINONG.

xAua 4.12: XpAon opBoywvikou grid yia Tn uéBodo “grid-based”

O1 Yerry ka1 Shephard (1983) xpnoigotoinocav pia devdpITikA (quadree) avaTrapdoTaon
TOU QVTIKEIMEVOU YIa TN yéveon TTAeyuaTwy. ‘'Eva quadree cival 1o 810d1doTaTto avaAoyo Tou
octree. lMapioTd £va dI0BIACTATO AVTIKEIUEVO, Gav aAuTd TTou QaiveTal oTo ZXAUa 4.13 (a), ocav
éva oUVOAO TETPAYWVWV £KOAOTO OIAPOPETIKOU PEYEBOUG PE ETTAVOAANTITIKY UTTOdIAipEDN TNG
root square ToU TTEPIKAEiEl TO avTikeiyevo. To Zxnua 4.13 (b) oeixver 1n diadikaoia
uTTOdIIPECNG TOU QVTIKEIMEVOU, Kal TO ZXAMa 4.13 (c) deixvel TV avaTtrapdoTacn quadree
QUTAG TNG uTTodiaipeons. Ta TTAEypaTa yevvwvTal we €EAG:
Brua 1: Anuioupyeital éva root square TTou TTEPIKAEIEI TO QVTIKEIUEVO KAl UTTO-
diaipeital oe Téooepa TETApPTa (quadrants) utmoditAaciddoviag TIG TTAEUPEG TOu.
Katommv kaBe 1étapto Tagivoueital avdloya pe Tn OXETIKN O€0n Tou wg TTPOG TO
avTikeiyevo. EAv 1o TéETapTo Oev gival ouTe TTARPWG VTG AAAG oUTE Kal TTANPWS EKTOG
TOU avTiKeEINévou, TOTE autd Odiaipeital Eava. Auth n Oiadikacia utTodiaipeong
emavaAapBaveral HEXPIG OTOU IKAvVOTTOINBEI N KATavVOWN TTUKVOTNTAG TTAEYUATOG Kal TA
TéTapTa  PBpebouv  eite  MAApwg evidg  ("completely inside") avTikeigévou N
emkaAuTrTovral ("overlapping”). ‘ETol, 10 avrikeipyevo 1Tou Ba TTapIOTAVETAI ATTO TN
ouAoyr Twv TTAAPWG EVTOG KAl TWV TPOTTOTTOINUEVWY ETTIKAAUTITOMEVWY TETAPTWY Ba
Qaivetal 6TTwG o1o 2xAua 4.14 (a).
Brua 2: KaBe TpoTToTroINuéVO ETTIKAAUTITOUEVO TETAPTO DIAIPEITAI HECQ OTA TPIYWVIKA
OTOIXEia XpNOIPOTTOIWVTAG TO atrobnkeupévo TrpoTutro (prestored template) Trou
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BagoileTar oTOo OXNAMO Tou TETAPTOU. KOTOTTIV, TO «EVTEAWG EVTOG» TETAPTO ETTIONG
UTTOOIQIPEITAI WOTE VA IKAVOTIOIACEI TNV TTPOCAPHOYH TOU TTAEYMATOG HE T YEITOVIKA
TAéydaTa. Auo yeITovik@ oToixeia ovopdgovtal ouppBard (conforming) edv poipdgovral
Mia TTARPN akun (Wia oAGkAnpn €0pa oe 3-D oToixeia). To Zxnua 4.14 (b) deixvel 10
ATTOTEAECHA TNG YEVEONG TTAEYHATOG.

(a)
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IxAMa 4.13: MéBodocg ouvdeong KOUPBWY
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ZxAua 4.14: éveon TTAEypATOG PE XPron TTapdoTaong quadree

Brua 3: O1 kbéuBol Twv oToixeiwv PeTakivouvtal eAa@pwg (adjustment) érol woTe va
BeATiwoouv Ta oxAuaTa TWV TTAEYHATWY. To ZxAua 4.14 (c) deixvel TO ATTOTEAEOUA TNG
e¢oudAuvong Tou TTAéypaTog. H péBodog e¢opdAuvong avagEpeTal apyoTepa. AuTr n
MEBODBOG €xel eTTeKTABEI KO OTIG 3 BIAOTACEIG XPNOIMOTIOIWVTAG KwdIKOTToINoN octree.
Z1¢ TpeIg Ola0TAOEIG, Ta «ETMKAAUTITOMEVO» Oydoa (octants) TpotroTrolouvTal €101
WOoTE va KATaAapBavouv pévov Tov €0WTEPIKO XWPO TOU AVTIKEIMEVOU KAl KATOTTIV
dlaoTraTal  o¢  TETPAEdPA OTTWG TA TPOTTOTTOINKEVA  ETTIKAAUTITOPEVO  TETAPTA
dlaoTrwvTal o€ Tpiywva OTIG dUO dIaoTACEIG. TO TPOTTOTTOINUEVO ETTIKOAUTITOUEVO
Oydoo Trpétrel va dilaoTracBei og TeETPAEdPa TTOU IKAVOTTOIOUV TNV CUPBIBacTOTATA TOU
TAEYUOTOG PE Ta YeEITOVIKA Oydod. Oewpwvtag OAeG TIG €IOIKEG TTEPITITWOEIG, AUTO

~
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atmmaitei  éva  TepITTAOKO  aAyopiBuo. T[pdyuar, oUTe kal n  OIGoTTacn Tou
TpoTroTToINpéVou TETAPTOU OTIG OUO BIBOTACEIS Eival EUKOAO TTPOPRANUA.

O1 Jung kal Lee (1993) mrpdteivav pia véa PéEBodO, apyiCovtag atrd Tn TPIYWVIKA pida
(TeTpaedpn piCa oTmic 3 diacTdoelg) avTi TNG TETpaywvikAg pidag (KuPBikng pidag) yia va
atmo@uUyouv T SUOKOAIa TTou POAIG avagépape. e auth TN PEBodo, n TTapdoTacn quadree
€vOG OI00IA0TATOU AVTIKEIMEVOU €ival n TTPOCEYYION TOU QVTIKEIMEVOU aav OUVOAO TPIYWVWV.
Mapdpola, n avarrapdoTacn octree evog TpIodIACTATOU avTIKEIWEVOU Ba ATav €va oUvoAo
TETPAédpwV. 'ETOI PTTOpoUpE va AGBOUNE Ta TTAEYPOTA GUAAEYOVTOG TA «EVTEAWG EVTOGY Kl
KETTKOAUTITOMEVA» Tpiywva (TETPAEdPA OTIC TPEIS OIOOTACEIG) META QTG METOKIVNON TWwV
KOPUPWYV TWV  «ETTIKOAUTTITOUEVWV»  TPIYWVWY  (TETPAEdpA) OTO dApPXIKO OUVOPO TOU
avTikelévou. To ZxAua 4.15 (a) deixvel Tov TPOTTO PE TOV OTTOIO Hia TPIYWVIKN pida diacTraTal
oe TE0oEpa Tpiywva, Kal To ZXAMa 4.15 (b) deixvel TTwg pia TETPAEdPIKN pifa dIACTIATAI O€
OKTW TETPAEDPA.

A
/\\:> &—%

%\ \./ LN

ZxApa 4.15: Y1rodiaipeon Tou TPIYWVOU Kal TETpaEdpou

o MéBodoc Amreikovion<

H péBodog atreikdviong XPNOIUOTIOIEITAI OTIG TTEPIOOOTEPEG EUTTOPIKEG YEVVATPIEG
TTAéypaToG. H péBodog autr atraitei Tnv uTTodIaipecn Tou TTPOG SIOKPITOTTOINCON AVTIKEINEVOU
o€ TTEPIOYEG EIDIKNG TOTTOAOYIAG. ZTIG 2 BIACTACEIG, AUTEG O1 TIEPIOYEG EXOUV TECTEPIG TTAEUPEG:
OTIG TPEIG DIAOTACEIG, AUTEG O TTEPIOXEG €ival Hop@ng «kouTiou» (boxlike). Méoa oe kd&Be
TeEPIOXH, TO TIAéypa  TTAPAYETAl QUTOUATO  ME  ATTEIKOVION TNG TIEPIOXAG TIPOG  £va
KAVOVIKOTTOINKEVO Xwpio avagopds (éva Kavovikd Tpiywvo 1 TETPATTAEUpO OTIC OUO0
dlaoTdoelg kal éva KUBo OTIG Tpelg OIaoTAOEIG), ONUIOUPYWVTAG OIAKPITOTTOINON OTO
KQVOVIKOTTOINKEVO XWwpEio PE BAoN Tnv MBUPNTA TTUKVOTATA TTAEYUATOG, KAl ETTAVATTEIKOVION
TOU OIOKPITOTTOINUEVOU XWPEIOU TIPOG TNV apPXIKA TTEPIOX) TOU TTPAYUATIKOU QVTIKEINEVOU.
Katoiv, 1o TEAIKO TTAEYHa TTPOKUTITEl ATTO CUVEVWON TWV TTEPIOXWY TTOU BIOKPITOTTOINBNKAaV
ave¢dptnTa PeTagl Toug. OI KOIVEG TTAEUPEG TTOU HoIPAZoVTal OE YEITOVIKEG TTEPIOXEG TTPETTEI VA
€xouv Tov id10 apIBud KOPPBWYV £TOI WOTE VA IKAVOTTOIOUV TO CUMBIBACTO Tou TTAEypaTog (mesh
conformity). H atraitnon autr) ptropei va empPAnBei pe eméufaon tou Xpriotn 1 aAyopiOuiké
TNV WPA TTOU TTaPAyovTal Ta TTAEYHOTA YEITOVIKWVY TTEPIOXWV. MoAAEG péBodol artreikdviong
MTTOPOUV VO EQaPUOCOOoUV.

e BeAriwon Moidrnrac MNMAEyuaroc

\_

~
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Mepikég péEBodOI yéveong TTAEYUOTOG, KUPIWG EKEIVEG TTOU BaaifovTal OTnV TTPOCEYYIoN
KATAKEPUATIOWOU TNG TotroAoyiag, dev TTapdyouv apxIKO TTAEyUa ETTAPKES YIA TNV TTEPAITEPW
avaAuon. ‘ETol, mrpémel va akoAouBrjooupe uia Tropeia Tpiwv PnudTtwy WOTE va TO
BeATILWOOUE:

» EdQv 10 OToIXeio Trou Trapdyovral dev eival Tou €mBuuntou TUTTOU, TOTE TA
uTTOdIaIPOUE OTOV ETTIBUPNTO TUTTO.

> EQv 1a oTtoixeia dev £Xouv WeyEBN cUPBATA PE TNV €MOUPNTA KATAVOPN TTUKVOTNTAG
TIAYMOTOG, TOTE T EKAETTTUVOUIE.

> Edv 1o otoixeia Oev e€ival KahooyxnuoTiopéva, TOTE €QAPPOCOUME MIO TEXVIKA
eCopdAuvaong (moothing technique).

4.4.3 EIAH ANAAYZHZ NMEMEPAZMENQN ZTOIXEIQN

O1 duvatdTNTEG TWV TTOKETWYV TTETTEPOCUEVWY OTOIXEIWV €ival TTOAEG. EKTOG atmo TIg
TETPIMPEVEG €AAOTIKEG AVOAUCEIG, 0€ TTOAAG atrd aUTA Ta TTOKETA UTTAPXOUV OUVATOTNTEG
emiAuong TToIKIAWY GAAWV TTPORANUATWY O€ PEYAAO TUAMA TWV £EICWOEWY TTOU JIETTOUV TA
QUOIKA @aivopeva: Bepuikd, AKOUoTIKA, NAEKTPIKA, payvnTika (divopsuuata: eddy-current),
NAEKTPOPAYVNTIKA, UOPOBUVANIKA, PEUCTOUNXAVIKA, TTEPIYPA®nS dIARPwONG UAIKWY, KATT. To
oUvoAo autd Twv duvaTtoTATWV CcuvhBwg atrodideTal pye Tov Opo “Multi-Physics”, dnAadn
eTiAuoN Twv TTOIKIAWV e§lowoewv TNG PUOCIKAG.

o KaBopiouoc rou Eidouc Avaiuonc
MapdAo 1Tou dev gival duvaTov va KWOIKOTTOINOOUNE TOV TPOTTO avAAuCoNG, OTnN CUVEXEIQ
Ba dWOOUPE KATTOIEG YEVIKEG KATEUBUVOEIG.
H mAéov apyikf €mmAoyr €ival 0 KaBopIOPOG TOu QUOIKOU @QAIVOPEVOU, TO OTTOIO
KOAEITal O PEAETNTAG va TTpocouolwaoel. Na Tapddelyua, €AaoTIKr) avdAuon (elastic
analysis) 1 TpPOBAnua duvauikou (potential problem). Ta TpopAfuata duvauikou
agopouv Tnv etriAuon Twv e§lcwoewv Laplace kal Poisson TTou IETTOUV TN PUNXAVIKN
atpIBoug peuoTou, petddoon BepudTNTAG, KOK.
Mia OcUTepn €mmAoyr TTOU KOAEiTal va KAvel 0 UEAETNTAG €ival 0 KaBopioudg Tou
TTPoBAAUATOC OoaVv:
21anké mpoLAnua (static analysis), dnAadr pun-e¢aptnuévo atrd 1o Xpovo, i
Auvvauiké mpofAnua (dynamic analysis), ®nAadf xpovikd €eEaPTWHEVO.
Mapadeiypata gival n TaOAAVTWON PIOG PNXAVAG, O EPTTUCHOG KAl N XaAdpwan,
n &1adoon fixou oTov aépa A o€ AANO UECOV, KATT.
Mia GAAN kaTtdTagn agopd oTo €av TO TTPORANUA gival ypapuikd (linear) ) un-ypauuIko
(nonlinear)
Mpapuikd Aéyetal éva TTPOPANPa oTo OTT0i0 €Av dITTAaCIaoBE TO pEyeBog Twv
eCWTEPIKWYV OpAcewv (TT.X. Ouvduewyv) TOTE OITTAACIAleTal TO PEYEBOG TOU
ammoteAéopaTtog  (T1.x. MeTaTotriocwv). Ta TepiocdTeEpa  TTPORAAMATA  TNG
TTPAENG civai (A padAAov BewpouvTtal) YPauMIKA.

Mn ypauuikd Aéyetal éva TPORAnuUa oTo otroio Ogv Io0XUEl N avahoyia TTou
avagEpOnke TTponyouueva. e «EAQOTIKA» TTPOBAAUATA N HN-YPOAUMIKOTNTO
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pTTOpEl va o@eileTal oTo €AAOTOTTAAOTIKO UAIKG (material nonlinearity) 1 otnv
MeTaBaAAOuevn eTTagny METAEU OUO N TTePIcOOTEPWY CwHdTwY (geometrical
nonlinearity). Kai 0TI U0 QUTEG TTEPITITWOEIG, TO UNTPWO dUOKAPYiag dev gival
oT1afepd aAAG  gival ouvdpTnon Twv  UETATOTTIOEWV. Mn-ypOuUIKOTATEG
UTTApYOoUV Kal o€ TTPoBAApaTa duVANIKOU, TT.X. OTAV O CUVTEAEOTHG METADOONG
BepudTNTAG €ival cuvapTNoN TNG BEPUOKPATIaG.

MNa N

akoAouBa oTddia:
1° 2176010 — KaTaoKeun TNG YEWUETPIAG.

HovTeAOTTOINON MIOG KATAOKEUAG ME TTETTEPOCHEVA OTOIXEIO OIAKPIVOUME T

2° Y16310 — ETTIAOYN TOU €iB0UC TWV TTETTEPATPEVWY OTOIXEIWY KAl SIAKPITOTTOINGN
TNG YEWMETPIOG O€ TTETTEPACHEVA OTOIXEIA.

3° 216010 — OPIoUOS TWV PNXAVIKWY KAl QUOIKWY IBIOTATWY TWV UAIKWVY (UTTOPE]
Va Yivel Kal o€ TTpoNyoUpEVOo oTAdIO) Kal ETTIBOAA TWV OPIOKWY CUVONKWV.

4° 314010 — EmiAoyr| Tou TpoTToU £TAUGNG (YPAUMIKO — UN YPARMIKO HETARATIKG —
UTTOAOYIOUOG IBI0CUXVOTHTWY K.4.) Kol TTIAUGN.

5° 216310 — AvAyvwaon TwV aTTOTEAETUATWY KAl YPAPIKI avaTtapdoToor TOUG.

e Eidoc Merepaocuévwy Eroixsiwv

Ta Baoika TTeTTEpaACcéva OTOIXEIO Eival:

Avdloya e
TTOIKIAEI.

PaBdog (2 kbupol)

2Uppa — oxolvi

Aok6g (2 k6upor)

ETritredn evratikry katamovnon (3 péxpr 9 kéupor)

Eriredn Tapauopewaolakf katdoTtaon (3 péxpl 9 kéupol)
ALOVOOUMMETPIKO PE OEOVOOUUUETPIKY @OpTIoN (3 péEXP! 9 KOuBOI)
AEOVOOUUNETPIKO PE TUXaia @OpTION (TTOU aVAAUETAI O€ APHOVIKEG)
MAGKa (3 péExp! 9 kGuBoI)

MeuBpavn

KéAugog

OpBoTPOTTIKG — TTOAUCTPWHATIKO UAIKO

Tetpdedpo (3 kOpPoI)

Mpiopa (11.%. 6 KOPPOI)

E¢aedpo (8 koupBor)

10 €idog TOU TTPOBAAuaTOG, TO TTARBOG Twv PaBuwv eAeubepiag avd KOPO
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KE®AAAIO 5: MPOZOMOIQZH OEPMHZ Z2OYPHAATHZHZ OAONTQTOY
TPOXOY

51 NEPIFPA®H AIAAIKAZIAZ

2KOTTOG TNG €PYACiag QUTAG €ival n TTpooopoiwon Bepunig o@upnAdTnoNnNg akpipeiag
METWTTIKOU 080ovTwToU TpoxoUu eubtiag oddvTwong Kal n HEAETN aAvioxng Tng MATPAG
oQuUpNAGTNONG NG oTroiag Ta oxedla divovtal otnv Tapdypago 5.3.3 Tou TTapoOvTog
Ke@aAaiou.

2€ TIPONYOUUEVEG UEAETEG TTOU TTpaydaToTroimenkav, PA. ZnpdéAng 2012, éyive pia
TTPOCTTABEIa TTPOCONOIWONG TNG KATEPYADIAg TNG WUXPrg o@upnAAdTNONG XPNOIKMOTTOIWVTAG
WG UANIKA QoKIdiou, aloupivio Kal XOAKO. ZTnV OUYKeKPIYEVN MEAETN BewprBnke pévo 1O
QOKIUIO WG TTAPAPOPPWOCIUO KAl N UTTOAOITTN JATPA WG aTTAPAUOPPWTN KE TO AoyIoPIKO MSC
MARC. Ze peAétn avioxng mou mpayuarommoinenke, PA. Tdipitng 2013, éyive TTpwTa N
TIPOCOMOIWON TNG CoEUPNAATNONG We TO Aoyiopiké MSC MARC kai oTn Ouvéxela
XPNOIUOTIOINONKE TO TTAKETO TTETTEPACUEVWY GToIXEIwv ANSYS, 61Tou eiorxbnoav 1a @opTia
TTou OEXETAl N MATPO MOVO OTO TeAeuTaio BrPa TNG KaTepyaciag OTTou €xel OAOKANPwWOE n
KATOOKEUN TOU 0OOVTWTOU TPOoXoU Kal MEAETABNKE N OTATIKI AVTOXH O€ EKEIVO TO XPOVIKO
onueio OtTou TTapaTnEoUVTal Kal Ta MEYIOTA @opTia. Kal oTIig dUO TTapaTTavw MEAETEG N
TTPOCOMOIWON TNG CEUPNAATNONG TTPAYUATOTIOINBNKE OTO 72 TOU 0OGVTOG TOU 0d0VTWTOU
TpoxXoU Adyw CUMUETPIAG.

2TNV TTapouca MPEAETN yiveTal pia TTPOCTTABEIa PEAETNG TNG KATEPYAoiag TNG Bepung
o@upnAdTnong o€ dokipia aTTd aAoupivio £T01 WOTE va eEaxBouv XpAoIUa CUUTTEPAOUATA Yia
TNV €TIOPACN TNG BEPPOKPATIiag OTO POPTIO COUPNAATNONG Kal TN OOPTICN TNG KATPASG, AAAG
KAl v OUYKPIOEi TO aTTOoTEAEO A e auTd TNG WuXPns opupnAdtnong.

H TTpocopoiwon ™G o@upnAdTNONG ME TTETTEPACPEVA OToIXEia odnyei o€ UWnAn
TTapapdpPWaon Tou TTAEYPATOG Kal KATA ouveTTEla aduvapia etmiAuong. MNa autd 1o AGyo, n
TTpooouoiwan &yive €1dIKA oTo Aoyiouikd DEFORM 3D Adyw Twv 181QiTEpWY SUVATOTATWYV
TTOU TTPOCQPEPEI JE TNV AQUTOUATN avadnuioupyia Kal TTpocapuoyr Tou TTAEydaTog (remeshing)
TWV TIETTEPOCPEVWV OTOIXEIWY KATA Tn OIAPKEID TNG TIpooopoiwong. H Ttrpotiynon Tou
Aoyiouikou Trakétou DEFORM 3D ammd autdé tou MSC MARC éykelral oTo yeyovog 0Tl T0O
TTPWTO £XEI TO ETTTIAEOV XOPOKTNPIOTIKO OTI utTopei va trapeicdyel (interpolate) 1ig duvapelg
Kal Beppokpaacieg Tou dokidiou, o€ pia @Aon TNG KATeEpyaoiag, oTa TUAPOTA TNG WATPAG TTOU
EPXETAI OE €TTOPN WOTE VA TTPAYUATOTTOINGEI HEAETN AVTOXNAG TNG MNTPAG OTNV CUYKEKPIUEVN
@aon.

2Tn OUVEXEIO TTOPATIOEVTAI OTOIXEIO TWV AOYIOUIKWY TTAKETWY TTOU XPNOIJoTToIneénkav,
TA AvOAUTIKA OTOIXEIO TOU UTTO KATAOKEUR OdOVTWTOU Kal TNG UATPAG C@UPNAATAONG Kal
TTapoucIadeTal avaAuTIKG pia TTpogopoiwon Bepung ogupnAdrnong pe to DEFORM 3D.

\
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5.2  AOrizMmIKO

5.2.1 TENIKA

MNa Tov oxedlaoud TnNG WATPAG OQUPENAATNONG Kol TOV OPIOHO TNG CUMMETPIAg
Xpnoiyotroinenke 10 TTakéTo Aoyiopikou SOLIDWORKS, evw yia Tnv TTPOCOMPOIWoN TNG
Katepyaoiag Kail TN MEAETN aAvTOXNG TNG MATPOG XPNOIMOTTOINBNKE TO TTOKETO AOYIOMIKOU
DEFORM 3D. Kai Ta duo civar Takéta Aoyiopikou CAE (Computer Aided Engineering) trou
TEPIEXOUV  TTPOIOVTA  OXeDIOOUOU,  TTPOCOMPOIWONG,  avAAUONG KAl €TTEEEpyaAaiag
ATTOTEAECPATWY OIOQOPETIKWY dUVATOTHTWY TO KaBéva. H TTpocopoiwon kal avdAuon oxedov
TTavTa emTuyxaveral he N MéBodo Twv lNemepaopévwy Ztoixeiwv (FEM) xpnoipotroiwvTag
€101IKOUG aAyOpIBuoUG yia auTd TO OKOTTO.

5.2.2 NAKETO AOrzMIKOY DEFORM 3D (10.2)

To 1TakéTo Aoyiouikou DEFORM 3D, gival éva éva Ioxupo oUOTNUA TTPOCOU0IWoNG TTOU
oxedIdoTNKe yia va avaAucel Tnv TpiodidoTatn (3D) ponl oe diadikagies Siaudpewaong
METAAWY pe OUVBeTEG yewpeTpieg. To Deform-3D cival éva TTPAKTIKO Kal ATTOTEAEOUATIKO
epyaAcio yia Tnv TPORAewn TNG PONAG UAIKOU o€ BIOUNXAVIKEG EPYACieS DIANOPPUWOEWS XWPIG
TO KOGTOG KaIl TNV KABuoTEPNON Twy SOKIPWY TTAapaywyrg Kai KatavaAwaong.

TutikéG epapuoyES TTEpIAaBavouy:

e OQuUPNAATNON
®  UNXQVIKI KOTEPYQTia

e ¢Aaon
e JlIéAaon
e Koihavon

e 000OVTWOEIG
e QgupTTiEON

Baoiopyévo oTnv péBOdO Twv TIETTEPACUEVWY  OToIxeiwv, T0 DEFORM-3D é£xel
atrodeixBei Ol gival pia akpIBAG Kal Ioxupr) AUon o€ BIOPNXAVIKEG EQAPUOYEG YIO TTEPIOCTOTEPO
amdé duo Oekaetieg. H pnxavr) tpocouoiwong cival oe Béon va TTPoPAETTEl PeEYAANG
TTapauépPwWong Por UAIKOU Kal BEpUIKA CUPTTEPIPOPA UE HEYAAN akpifela.

H autéuartn yevvATtpia Mesh (AMG) Trapdyel £éva BeATIOTOTTOINKWEVO CUCTNUA TTAEYUATOG
OTTOU TO TOTTIKO MEYEBOG OToIxEiou PaaifeTal OTn CUYKEKPIYEVN BIadIKagia TTou avaAueTal.
AuTS dlgukoAUvel TNV BeATIWPEVN AvAAUON TWV XOPOKTNPIOTIKWY TOU Tepaxiou, dlaTnpuwvTag
TTAaPAAANAa KOAG €AeyXo TOUu OUVOAIKOU pEyEBOG TOu TTPOBAANATOS KAl TWV UTTOAOYIOTIKWV
amaitioswy. Mia TTukvéTNTa TOTTIKOU TTAEYMOTOG TTOU OpIiCeTal aTTO TOV XPrOTN TTAPEXEI OTOUG
TTPONYMEVOUG XPAOTES £va UENIKTO EAEYXO VIO VO AVTATTIOKPIBEI OTIG ATTAITACEIS TOUG.
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xnua 5.1: MNapdadelypa «£EUTTVOU» TTAEYUATOG TTETTEPACUEVWY aToIXEiwv oTo DEFORM-3D

Evw 10 DEFORM-3D TTapéxel e¢eAlyUEVES dUvATOTNTEG AvAAUCNG, N YPAQIKH DIETTAQPN XPrOTN
givar ebXpnoTn Kal EUKOAN oTnv ekuadnon. EmmimmAéov, Tapéxel BondnTikd TTpoypduuaTa yia va
Xelpiotolv TNV 3D yewpeTpia, ouptrepIAauBavopévwy  duvatotntwy  TTpdoBeong  Kal
agaipeong UAIKou. Kartepyaoieg attoBoARG UAIKOU PTTopOoUV £TTIONG va avaAuBouv, KaBwg Kal
oUvOeTEG puNXavoupyIkéG epyacieg. To DEFORM-3D cival To BgpéNo yia €va OAOKANPwWHEVO
oUCTNPO POVTEAOTTOINONG TTOU EVOWHATWVEI TNV TTAPAYWYN TTPWTWY UAWY, TN dIauopewon,
TN BEPUIKN ETTECEPYATIA, TN PNXAVOUPYIKA KATEPYOTIQ, TN HNXaAvikh ouvdeon Kal Tnv éAaon.

ZxApa 5.2: Napddeiypa wuypng diEAaons eAIKOEIdWY 0BoVTWTWY Tpoxwv cto DEFORM-3D

~
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Iyxnua 5.3: Mapdadeiypa opupnAdtnong kai JeAETNG avtoxng Tng uATpag oto DEFORM-3D

5.2.3 ZXEAIAZTIKO NAKETO SOLIDWORKS

To Aoyiopik6 SolidWorks cival éva oAokAnpwpévo Aoyiopiké CAD—CAE-CAM-Flow
TO OTI0I0 €ival TTPOCAVATONIOPEVO KUPIWG OTO TOPEQ TOU OAOKANPwUEVOU OXESIQCHOU
pnxavnudatwy kai evdeikvutal 1600 yia Siodidorara (2D) 6co kai yia rpigdiaorara (3D)
oX€010 aAAA Kal oTnv evaAAayh HeETaEU Toug. O1 duvatdTnTeg Tou AoyIOMIKOU gival TTdpa
TTOAAEG, YEPIKEG ATTO TIG OTTOIEG Eival:
"  MovteAoTroinon €£aPTNUATWY KAl CUVAPUOAOYNHATWY PE ATTOTEAEOUATIKOTNTA.
= AutéuaTtn dnuioupyia KATOOKEUAOTIKWY OXESiWV.
" [lpooopoiwon PEANOTIKAG HETADOONG KivNOoNg KAl INXAVIKWY OAANAETTIOPACEWV.
" AvdAuon memepacuévwy oroixeiwyv Ue 10 TTpooBeTo: CosmosWorks.
" [Ipooouoiwon pong psuorou e 1o TTpdoBeTo: Flow Simulation.
" [Ipooouoiwon KOThG o€ epyaAciopnyavr) CNC kai eEaywyr G-KwoIKa JE TO
TP6oBeTo: SolidCam
" 'Exel evowpatwpéva epyaleia:
® TUTTOTTOINUEVWY uNXAavOoAOoyIKwV §ApTNUATWV (POUAEPAY, TPOXOI, KOXAIEG
KTA).
® OUYKOAAROEwWV KAl JETOANIKWY KOTAOKEUWV.
® oyediaong peTaAAIKwy etmipaveiwy (Sheet Metal).

® oxediaong kaAourmiwy.

7
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ZxAMa 5.6: 2x£010 MotooukAéTag oto SOLIDWORKS

=/
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5.3 2TOIXEIA TEQMETPIAZ OAONTQTOY TPOXOY KAl MHTPAZ Z®YPHAATHZHZ

5.3.1 TENIKA

SOLIDWORKS.

2NUOVTIKA TTOPATAPNON

Mapoakdtw TTapaTtiBevral oI AVOAUTIKEG OIOOTACEIG TOU UTTO KOTAOKEUR 0O0VTWTOU
TpOXOoU, Tou apyIkoU OOKIYiou Kal TnNG PATPag opupnAdtnong ue Tn Pondeia Tou AoyiouIKoU

Ta oxédia tnc uNTpac, Tou euBoAou Kail Tou odoviwroU Tpoxou eival Eoyo eE0AokAnpou Tou

UETATTTUXIaKOU @oitnTh Kitadkn [lavayiwrn or1o 1mmAqicio ekmmovnonc tnc AmmAwuariknc tou

goyaoiac, ue Béua 2xedIousAéTn Karaokeung auvlerou KaAoutriol opupnAdrnanc oOovIwrwy

TPOXWYV gUBgiac 00OVTWONC, Ta OTToIa TTAPAXWPNTE VIA TN UEAETN avTOXAC.

5.3.2 XAPAKTHPIZTIKA OAONTQTOY TPOXOY

Mapakdtw divovTal Ta avaAuTIKA OToIXEIa TOU TPOXOU:

ApIBu6S dovTiwv N = 15 dévTia 15 dovTia
Module m=3mm 3mm
lwvia egeihiypévng, deg @ = 20° 20 deg
lwvia egeihiypévng, rad grad = 0,348889 rad 0.349 rad
“Yyog kepahng (addendum) hy =m =3mm 3mm
"Yyog mod6¢ (dedendum) h; =1,25m = 3,75 mm 3.75mm
ApXIKR DIAUETPOG D =mN = 45mm 45 mm
ESwTepikn didpeTpog D,=D+2m=m(N+2)=51mm 51 mm
AiGueTpog Baong ) modog Dy, =D, = D cos ¢ = 42,28889 mm 42.289 mm
AiGueTpog piCag D,=D-25m=m(N-25)=375mm 37.5mm
Briua apxikou KUKAou p =mn = 9,42 mm 9.42 mm
Brjpa kukAou Bdaong pb = mmcosgp = 8,852474 mm 8.852 mm
Méyxog 6OVTIE)L'J oTOV apXIKO t = mm/2 = 471 mm 471 mm
KUKAO
Méyxog Tpoxou a=10mm 10 mm

Mivakag 5.1: 2x€0€1g PeyeBwv PETWTTIKOU 000VTWTOU TPOXOU

"
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H TeAIKR) pop@r) Tou 0d0oVTWTOU TPOXOU TTOPOUCIACETAl AUECWS TTOPOKATW WE TN BorBeia
Tou oxediaoTikoU TTakéTou SOLIDWORKS:

ZxAMa 5.7: TpiodiaaTaTn ATTEIKOVION Tou 00ovTwToU TpoxoUu (SOLIDWORKS)

Y

L

& *Front @ *Left

INRLIHNE

- ~

@ *Top “Trimetric

IxAua 5.8: Aldpopeg dwelg Tou 0dovTwToU Tpoxou (SOLIDWORKS)

N °/
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H pikpOTEPN CUMMETPIO TTOU PTTOPEI va UTTAPEEI OTOV 0BOVTWTO TPOXO €ival KaTd V2
O6vTI, dnAadn éxouue cuppeTpia katd 10 1/30 Tou o0dovTWTOU TPOXOU. TN TTEPITITWON HOG
OpwWG, €TTeId N €AAXIOTN OCUPHETPIO TTOU WTTOPEl va PAG dWoel OAOKANPO TO KOAOUTTI
o@upNAATNoNg cival %2 Tou OUVOAIKOU KOAOUTTIOU N CUMMETPIA TTOU €TTIAEYOUNE va Yivel n
TTPOoOoPoiIwoN TNG BepunRg oupPNAAGTNONG gival V2 ypavdadl. AUECWGS TTAPAKATW TTAPOUCIAgeTal
TO CUMUETPIKO TUNHA TOU 0d0VTWTOU TPOXOU:

ZxAMa 5.9: ZUPPETPIKO TUAPO 000vTWTOU TpoxoU TTou Ba TTpogopoiwBei (SOLIDWORKS)

21OV TTOPOKATW TTiVAKA TTapoucIdleTal 1o eYPadO TNG EMIPAVEIAG KAl 0 OYKOG TOOO
OAOKANPOU ToUu 000VTWTOU 00 KAl TOU GUUMETPIKOU KOTd TO AUICU, GTOIXEIO atrapaitnTa yia
TOU UTTOAOYIGUO TOU apyIkoU dokiuiou TTou Ba ogupnAartnBei.

OAOKAHPOZ OAONTQTOZ TPOXOX
"Yyog ypavadiou 10 mm
EuBadd emipaveiag 1470.673 mm?
Oykog ypavalio’ (10 mm) | 14706.734 mm?

SYMMETPIA (180°)
EuBadd emdveiag 735.337 mm?
Oykog ypavadiou (10 mm) 7353.367 mm?®

Mivakag 5.2: EuBadd emedveiag kal Oykog 0AGKANpou 0dovTwToU TPOoXOoU Kal CUNMETPIOG

2/
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5.3.3 XAPAKTHPIZTIKA APXIKOY AOKIMIOY

O 6ykog Tou 0dovTwToU TpoxoU IooUTal ue 14706,734 mm?® Bdon Tou otroiou Ba yivel
KAl O UTTOAOYIONOG TwV S1aoTACEWY TOU KUAIVOPIKOU doKIyiou To oTToio Kal 6a o@upnAaTnBei.
H akTiva Tou dokipiou AapBavetal eAdxioTa IKpATEPN ATTO TNV OKTiva TTOOOG TOU TPOXoU, Iy =
18,65 mm. Kai o€ ouvduaoud pe éva OuvTeAEOTH Peiwong oykou 2.1 % TTou ugioTatal To
OOKipIo atrd TN KaTepyaoia TG oeuPNAATNONG, TO UYOS Tou KUAIVOPIKOU dokipiou Ba 1couTal
ME:
hs = 15015,576 mm?®/(17 - 18,65° mm?) = 13.74 mm

2TOV TTAPOKATW TTIVOKG CUYKEVTPWVOVTAI Ol SIA0TACEIG TOU apXIKoU SOKIiou KaBwg Kal
0 OYKOG Kal TO EMPadO TNG ETTIPAVEIAG.

AkTiva doKipiou 18.65 mm
2UVTEAEOTNG pEiwong Gykou 0.021
Oykog oAdkAnpou dokipiou | 15015,576 mm®

Oykog oupueTpiag (180°) 7507,790 mm?®
“Yyog dokipiou 13.74 mm

Mivakag 5.3: EuRadod emeaveiag kal 0ykog oAOKANpou dOKIYIoOU KAl CUUUETPIag

ApEOwG TTOPOKATW, TTapouciadeTal TO apXIKO KUAIVOPIKO SOKiulo oxedIOONEVO PE TO
oxedlaoTikd TTakéto SOLIDWORKS.

ZyxAua 5.10: TpiodidoTaTn ATTEIKOVION TOU apxikou dokipiou (SOLIDWORKS)
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5.3.4 MHTPA Z®YPHAATHZHZ OAONTQTOY TPOXOY

H pAtpa auth €xel oxediaoTei yia TNV o@upnAdTnon odovIwTwyY TPoXwv OdId@opwyv
peyeBwyv TToUu TrEpIAauBavouy apiBud odévtwy petagu 10 kal 20 kar module petagl 2 mm  Kal
4 mm. ZUYKEKPIMEVA, OI OuvOUAOUOi Twv 00OVIWTWYV TPOXWYV TIoU TrpoopileTal va
KATAOKEUAOEI N CUYKEKPIPEVN HATPA TTAPOUCIALOVTAl OTOV TTAPOKATW TTiVOKA:

AJA APIOMOZ MODULE

OAONTQN z m (mm)
1 2
2 10 3
3 4
4 2
5 15 3
6 4
7 2
8 20 3
9 4

Mivakag 5.4: Yuvduaouoi Twv UTTO KATAOKEUT 0O0VTWTWV TPOXWV

Apa, CUVOAIKA N OUYKEKPIUEVN MEAETN €XEl WG OTOXO VA WEAETAOElI TNV duvaTOTNTA
KATOOKEUNG 9 DIOPOPETIKWY 0DOVTWTWYV TPOXWYV KE TN XPNoN MIag IATPAS opupnAdTNONG.

O 0OKOTOG KOTAOKEUNG TNG MATPOG Eeival kKaBapd €PeuvnTIKOG TIPOKEIMEVOU va
OlepeuvnBei n duvatdTNTO KATOOKEUAG OBOVTWTWY TPOXWV dla@dpwv OlI00TACEWY HE TN
HEBOBO TNG opupnAdTNoNg akpifeiag €101 WoTe va PEAETNBEI N akpifela TG Katepyaaoiag o€
OUVOETEG YEWMETPIEG OIOPOPETIKOU PeEYEBOUG KABWG Kal n €TTidpacn BACIKWY TTAPAPETPWV
TWV 000OVTWTWY TPOXWwV, OTTWG €ival o apiBudg Twv odoviwv kal module oT10 QopTio
oQuUPNAATNONG Kal TO QOoPTiO TToU dEXETAI OAGKANPN N KATPA.

2TNV TTEPITITWOTN Hag Ba XPNOIUOTTOINBEI JOVO N PUATPA KATACKEURG ODOVTWTWY TPOXWV
pe dlootdoeig N = 15 6dovreg kai module m = 3 mm. H Tapouciaon Tou KaAouTtTioUu
EMTEUXONKE pe TN BonBeia Tou AoyiopikoUu Solidworks. H pyATtpa gival KAeioToU TUTTOU Kal TO
éUBOAO eival OKOAMIOTO 080VIWTAG HOPPRG evw dlaBétel Téooepelg OAKTUAIOUG yia Tnv
gloaywyn TTUpwWYV PE OKOTTO Tn oTaBepr) odriynon Toug Katd Tn SIAPKEIa TNG KaTepyaaiag. To
KEAUQOG B100£TEl avTioTOIXO TECOEPEIG TUPAEG OTTEG YIA TNV TOTTOBETNON TWV TTUPWV.

levikd, 1o did@opa eEapTAuata TnG MATPAG Oivovial OTOV TTOPAKATW TTivoKa  ME
apiBunon:

A/A EZAPTHMA
1 MnTpa
2 KéAupog
3 Baon MnATtpag
4 Bdaon KeAugoug

~
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‘EpBOAO
Avw ‘EpBoAo
4 KoxAieg ouykpdatnong 3/8”

QO IN|O| O

4 Mupol

Mivakag 5.5: ApiBunon Twyv emuépoug e€apTNUATWY TNG WATPAG OPUPNAGTNONG

O1 Téooepeig KoxAieg ouvdéouv 10 KEAUQOG pe T Baon Tou KeAUoug e diauTrepeic
OTTEG XWPIC TN XPnon TtrepikoxAiou kai gival TU0tTou HX-SHCS 0.375-24x1.875x1.875-N.
Emiong Ttéooepelg 10iou peyéBoug OTTEC €xouv oXedIaoBei TTePIUETPIKA Tng Bdong Tou
KeAUgoug yia Tn oTAPIEN TNG OANG KATACOKEUNG.

H unATpa kail 1o £RoAo oXedIGaTNKAY £XOVTAG WG 00NYy0, VIO TNV YEWMETPIa TWV 0OOVTWOEWY,

TOV 000VTWTO TPOXO TTOU TTAPOUCIACTNKE TTPONYOUMEVWG. AJECWS TTAPAKATW TTOPATIBETAI N
TPIoSIACTATN TOUA TNG KATPAG.

xApa 5.11: Tpiodidotarn Tour pATPAG (N = 15 6dovteg, m = 3 mm) (SOLIDWORKS)

ApéOwG TTAPAKATW TTOPATIOETAI N KATOWn Kal n Tpoéown OE TOMN TNG MATPOG
o@upPNAATNONG KE TIG BaCIKEG BIOOTAOEIG.

N 2
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ZxApa 5.12: Karoyn kal mpéown o€ tour) unRtpag (N = 15 6dovteg, m = 3 mm) (SOLIDWORKS)
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TéNOG, auEowG TTaPAKATW TTapaTiOeTal pia TPICSIGOTATN PEAAIOTIKA ATTEIKOVION TNG OTO
Solidworks.

IxApa 5.13: TpiodidoTtatn peaAioTikn atreikovion uATpag (N = 15 6dovreg, m = 3 mm)
(SOLIDWORKS)

"
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54  YAIKA & ZYNOHKEZ KATEPIrAZIAZ

5.4.1 YAIKO AOKIMIOY

MNa TIG TTPOCOUOIWCEIG XPNOIKMOTTOINONKE TO Kpdpa aloupiviou 6061-T6 TTou evdeikvuTal
yia Bepunfy opupnAdTnong Adyw TnG PeYAANng IkavoTnTag ogupnAaciag (forgeability) TTou €xel.
2T0 TTOPAKATW oxAMa TTapaTtifevial OEKa XAPOAKTNEIOTIKA KPAMOTA OAOUMIVIOU HE TNV
IKavoTNTa 0PUPNAACiag Toug o€ dIAPOPES BEPUOKPOTIEG.

Forging temperature, °F

700 750 800 850 300
T I I I

Alloy 6061//

ey
E
> 2025
o
8 4103
Ly
2 /,,..—
.5 A/
° 2014
(i
7010, 7075, 2618

7049, 7050 ‘\ p—"

4 5083
I
3/ 315 400 425 450 475 500

Forging temperature, °C

ZxApa 5.14: IkavoTnTa opupnAaciog Kal dIdpopes BepPoKPaTies dIaPOpwV KpapdTwy aAoupiviou

OT11Ww¢ TTapaTNEOUNE Kal atrd TO TTApATTAvw OXAMA, N IKavoTnTa o@upnAaciag augdavetal
ME TNV augnon Tng Bepuokpaciag, evw yia To €MAEXOEV Kpdua (6061-T6) TToU TTAPOUCIALEl
TNV MEYOAUTEPN IKAVOTNTA N OpACTIKATEPN TrEpIoX Oo@QuPNAATNONG eival PETAU Twv
Beppokpaaiwy 430 °C kai 480 °C.

Ta TARPN XapakTnPIOTIKA TwVv UAIKOU 6061-T6 TTapouciddovial oTo «TTapdptnua A»
NG epyaciag Kai emMAEXONKE attd TN BIBAIOBNAKN TOU TTOKETOU TTETTEPACHEVWY OTOIXEIWV TTOU
xpnoipotroiénke (DEFORM 3D).

~
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5.4.2 YAIKO MHTPAZ & TPOIMNOZ KATAZKEYHZ

To UAIKO KaTaOoKEUNG OAWY TWV TUNUATWY TNG WATPAG EKTOG TWV KOXAIWY CUCPIENG Eival
epyaAcioxaAuBag AISI H-13 T1rou evdeikvuTtal yia ThV KATOOKEUN €PYOAEIWV Kal PNTPWV
KATEPYOOIWYV BIapop@waons 0TTwg o@upnAdtnon, €Aacn, diEAacon K.T.A.

APEOWG TTOPAKATW TTAPOUCIAZOVTAl Ol PNXAVIKEG Kal QUOIKEG 1010TNTEG TOOO TOU
dokKiuiou, 600 Kal Tou KaAoUTTIoU o1 0TToieg EAAPONnoav atrd peAéTn diEAaonG idiwv UAIKWV.

Properties Workpiece (6061 Al alloy) Tooling (H-13 tool steel)
Density (kg/m”) 2690 7760

Young’s modulus (N/mmz) 69,000 210,000

Poisson’s ratio 0.293 0.30

Coefficient of thermal expansion (1/°C) 23.6 x 1076 10.4 x 1075 (100°C)

11.5 x 1076 (200°C)
28.4 x 1076 (425°C)
28.7 x 107° (540°C)

Specific heat (N/mm? °C) 2.39 5.6

Thermal conductivity (W/m°C) 180 28.6 (215°C)
28.4 (350°C)
28.4 (475°C)

28.7 (605°C)

Heat transfer coefficient between workpiece and die/liner/stem (N/°C s mm) 4.0 4.0
Heat transfer coefficient between die-container and air (N/°C s mm) 0.10 0.10
Emissivity 0.05 0.15

Mivakag 5.6: Mnxavikég Kal QUOIKEG 1I016TNTEC TOU OOKIUIOU Kal Tou KAaAouTTIoU

Ta TARPN XapakTNPEIoTIKA TwV UAIKOU AISI H-13 tmapoucidfovtal 6To «TTapdpTnua A»
NG €pyaciag Kai emMAEXONKE attd Tn BIBAIOBNAKN TOU TTOKETOU TTETTEPACHEVWY OTOIXEIWY TTOU
xpnoiyotroiénke (DEFORM 3D).

H karaokeur OAwv Twv TUNPATWY TNG MATPAG £XOUV KATAOKEUOOOEI O KEVTPO
katepyaoiwv CNC pe T Xpron KaTepyacoiwy atmmoBoAAg UAIKOU Kal CUYKEKPIMEVA @peCApIoHa
(milling), TtOpveuon (turning), &idtpnon (drilling) kai oTreipotéunon (thread-cutting).
Mpokelpyévou va eEac@aAioTouv uPnASTEPES TTIECEIG DIAUOPPWONG Kal EAAXIOTOTTOINONG TNG
ENAOTIKAG TTApaUOPOWONG, META TNV KOTTA TwV TUNUATWY TTPAYUATOTTOINONKE Bagn Kal
eTTava@opd TTpokKeIévou va emmiTeuxBei okAfpuvon oe 100 HRC.

N o
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5.4.3 ZYNOHKEZ KATEPrAZIAZ

MpayuaTtotroi®nke o@upnAATNON akpiBeiag oe diapopeg BepUoKpaaieg Tou SOKIUIoU Ol
OTTOIEG TTAPOUCIAOVTal OTOV AKOAOUBO TTiVaKA.

OEPMOKPAZIA EIAOE OEPMOKPAZIA
A/A AOKIMIOY S OYPHAATHEHS KAAOYNIOY
(T6) (TK)
1 20 OC unxpr']
2 100°C o@upnAdTNON
3 200°C Hpiegp”n
4 300°C ogupnAdtnon
20°C
5
6
7
8

Mivakag 5.7: MNapouaiaon Bepuokpaciwy Kai €I0WY oeuUPNAATNONG

Omwg tapatnpoupe emmAEXONkav 8 OIOQPOPETIKEG Beppokpacics OOKIYioU aTTd TIG
OTT0iEG 01 BUO TTPWTEG AVTIOTOIXOUV O€ PUXPH 0@UPNAGTNON Kal 01 UTTOAOITTEG £E1 avTIoTOIXOUV
o€ Bepun opupnAaTnon AapBdavovtag uttéyn Pog 6T To onuEio TAENS Tou UAIKOU pag eival Ty,
= 620°C. OTIoTE £XOUE:

e  Yuxpri opupnAamon: T<0,3-T,, > T<0,3-620°C > T<186°C
e OcgpurpopupnAdmon: T>0,5-T,, > T>0,5-620°C > T>310°C
e Huibepun opupnAdmon: 0,3 - T,<T<0,5-T,, > 186°C<T<310°C

H taxutnTa Tou euBoAou o@upnAdTnong emAEXBnke 15 mm/sec n oTroia avTtaTToKPIVETal
0¢ TIPAYUATIKEG OUVBNKEG OQUPNAAGTNONG yia va AneBei utmdown o BepPUOKPACIAKOS
TTaPAYoVTaG Kal N €TTidpacn Tou.

O ouvteAeoT G TPIBAG TTOU XPNOILOTTOINONKE OTIC TTPOCOPOIWCEIS gival Y = 0.3 PeTagU
dokigiou kal pATPAG Kal g = 0.12 petagly Twv TUNUATWY TNG MUATPAG CUPPWVA UE
ETMIOTAMOVIKEG HEAETEG TTOU €XOUV Yivel o€ TTapOpoIa BépaTa pe Ta idla UAIKA.

Oowv agopd Tnv TOTTOBETNON TWV PNTPWV CEUPNAATNONG TTAvw OTnv TTPécd, TO
KEAUQOG Twv uNTpwV BéveTal oTnv TPATTECa TNG EPYOAEIONNXAVHG vy TO Avw TUAMO Tou
eMPBOAoU ToTTOBETEITON OTO €UPBOAO TNG TTPECAG.

TEéNOG, KATA TNV KATEPYAOia xpnoiuoTroindnke Aitravon, n otoia pe TNV TpaxutnTa TWV
ETMIPAVEIWV PO EdWOE TOV OUVTEAEDTI) TPIBAG TTOU XPNOIUOTTOINONKE.

~
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5.5 TAPAAEIrMA NMPOZOMOIQZHZ ©OEPMHZ Z®YPHAATHZHZ AKPIBEIAZ ME TO
AOTIZMIKO NAKETO DEFORM 3D

Apéowg  TTopokdTw TrapaTiBevial Ta  BAPOTA TNG  TTPOCOMPOIWONG TNG  Bepung
oQUPNAATNONG aKPIBEIOG. ZUYKEKPIMEVA, OTN  OUVEXEID TTEPIYPA@PETAI  AVOAUTIKA HIa
TTPOCOUOIWaN BEPUNG OPUPNAGTNONG ME Ta AN@BEVTa atToTeAéouaTa.

5.5.1 AHMIOYPIIA ZYMMETPIAZ KAl EZAIrQrd reQMETPIAZ AMNO TO
SOLIDWORKS

O1wg avagEépaue Kal TTapatravw, oTo OOKIUIO €X0UpE EAAXIOTN CUPMPETPIO KATd 72 BOVTI
TOU TPOXoU, dnAadn katd 12° evwy OTO KAAOUTI TNG O@UPNAATNONG €XOUME €AAXIOTN
ouppeTpia 180°. Tia autd Tov AGyo, €TTAéyoupe OTO DOKIMIO va £XOUHE CUMMETPIa Katd 180°
yIO VO TTPAYHUATOTTOINCOUE ETTEITA TN JEAETN AVTOXNG OTN UATPA.

2UYKeKpIMéva, n dladikacia dnuIoupyiag TNG OCUMPMPETPIKNAG YEWMETPIAG YivVETAl OTO
TEPIBAAOV TOUu OXedIaoTIKoU Trakétou SOLIDWORKS  xpnoigotroiwvtag oAOkAnpn tnv
YEWMETPIO KAl OTTOKOTITWVTAG TRV MICH XPNOIJOTTOIWVTOG TNV EVTOAN:

Assembly 2 Assembly Features = Extruded Cut

Apéowg TTapakdTw TTapatiBeTal N dladIKagia dNUIoUPYIOG TNG CUMPMETPIKAG YEWMETPIAG
o1o SOLIDWORKS.

~

xAMa 5.15: Anuioupyia cupPETPIKAG yewueTpiag (SOLIDWORKS)

21N ouvéxela, ato TepIBAAAov Tou SOLIDWORKS, atmoBnkelouue Tn YEWMETpIa o€
Hopon STL mTpokeiyévou va Tnv eicdyouue oto DEFORM 3D pe Tnv akoAouBia evioAwv:

File 2 Save As = STL

°/
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ApEOWG TTAPAKATW TTapaATiBeTal TO TTAPABUPO ETTIAOYWV yIa TNV PopPry apxeiwv STL
OTO OTTOIO ETTIAEYOUE:

e povada pétpnong: mm,
e TrOI6TNTA AVAAUCNG: KOAR
e oUOTNUA CUVTETAYMEVWY: TTPOKOBOPIOUEVO

File Format { Search Options
IGES 5.3 Output as
STEP (®) Binary Unit:
ACIS
Parasolid Resolution
VRML (C) Coarse Deviation
IFC (@ Fine
STL () Custom Tolerance:  0,16270465mm
VDA
TIF/PSD/IPG Angle
ECRW/EPRT/EASM
POF

[#]Show STL info before fle saving ~ Tolerance: | 10.00000deg
Preview

Triangles: File size:

[[]Do not translate STL output data to positive space
[[]save all companents of an assembly in a single file

Chedk for interferences

Cutput coordinate system: default —

XxAua 5.16: Mapdbupo emAoywv popeng apxeiwv STL (SOLIDWORKS)

Edw agicer va TrTapaTtnpocoupue 611 étav amobnkevouue o€ pop®f STL, atrobnkeleTal TO
KGBe TuAPa TNG ouvapuoAoynuévng HUATPAG EeEXWPIOTA, aAAd CUP@WvVa PE TO OUCTNPO
OUVTETAYUEVWY TTOU €XOUME Opicel o€ OAOKANPN TNV OUVOPUOYH. ZTnV TTEPITTTWON HOG TO
onueio (0,0,0) eivar oTo péoov TnG Baong Tou doKIpiou.
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O1 UTTOAOITTEG HOPYPEG APXEIWY YEWMETPIAG TTOU PTTOPOUNE va giogdyoupe oto DEFORM
3D @aivovTal 0To TTOPAKATW OXAUA Kal Aatrd TIG OTTOIEG TTAPATNPOUME OTI JOVO N Pop®r STL
gival guppartr) ye To SOLIDWORKS.

All available formats (*.key *.KEY *.db *.DB *.stl *.5TL *. .pda *.PDA *.nas *.NAS *.unv *.UNV *.igs *.
Keywaord Files (*.key *.KEY)

Database Files (*.db *.0E)

STL Files (*.stl *.5TL)

AMGGED Files (*.geo *.GED)

PATRARN Files (*.pda *.PDA)

MASTRAM Files (*.nas *.MNAS)

IDEAS Files (*.unv *.UMNV)

2D IGES Files (*.igs *.1G5)

IxApa 5.17: Mop@EG apxeiwv YEWMETPIAg TTou PTTopouyv va gicaxBouv (DEFORM 3D)

XPNCIYOTTOIWVTAG TNV aKoAouBia evToAwv:
File 2 Import 2 IGES

EIOAYOUUE TNV YEWWUETPIO TNG MATPOG KAl TOUu €PPOAoU TTou €xoupe ONMIOUPYHOEl OTO
oxedlaoTIKO TTakéETo SOLIDWORKS. 2Tn Ouvéxela, a@aipOUME TIG TTEPITTEG ETTIPAVEIEG Kl
KAMUTTUAEG yIa va TTAPOUME POVO QUTEG TTOU POG evOIOQEPOUV, WOTTOU TTAIPVOUUE TEAIKA TO
TTAPAKATW OXAMA, OTTOU ITTOPOUHE Va dIaKPIVOUUE TN WATPA opupNnAdTNONG Kal TO €UPoAO o€
OUMMETPIa evoG dovTIOU.

5.5.2 AHMIOYPIIA NEAZ NPOZOMOIQZHZ 2TO DEFORM 3D

2Tn ouvéxela OnuioupyoUue dia véa TTpogopoiwon oTo TEPIBAAAOV TOU TTAKETOU
TTETTEPATPEVWY OTOIXEIWY DEFORM 3D XpnOIPOTToIWVTAG TNV akoAouBia evTOAWV:

File = New Problem

ATTO TO TTOPGOUPO ETTIAOYWV TTOU EP@AVICETaI ETTIAEYOULE:

e Eidog mpopAnuaTog: Deform-3D preprocessor
e XUOTNUa pgovadwv: Sl

Omwg mapatnpolpe oto TapdBbupo emmAoywy, UTTApXouv TTpokaBopiopévol TUTTOI
TTpoBANMATWY TToU pTTopEi va €mmAUcel To DEFORM 3D 10U TrepIAQUBAVOUV €KTOG TWV
AANwv:

e Alapuopewoaon (forming)

¢ AvdAuon avroxng uniTpag (Die stress analysis)
o Kotrég (Cutting)

e ’'EAaon (Rolling)

"
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Problem Type

{+ Deform-30 preprocessor

—Guided templates
= Forming " Muttiple Operations

= Machining [Cutting] " Inverse heat transfer wizard
i~ Die stress analysis " Heat treatment wizard

{~ Shape roling " Cogging wizard

" Ring rolling = Preform wizard

ZxAua 5.18: MNapdbupo emAoywv véou TTpoAfuatog (DEFORM 3D)

5.5.3 EIZArQrd reQMETPIAZ ZTO DEFORM 3D KAI OPIZMOZ EIAOYZ
TMHMATQN

21N Oouvéxela, €iodyoupe éva-éva Ta TUAMOTA TNG MATPAG Kal Ta ovOUAJoulEe yia va
MTTOpOUME va Ta €TTECEPYAOTOUNE OTn ouvéxela. Etriong opifoupe 10 dokKipio (Billet) wg
TTOPANOPPWOIHO (plastic) kal 6Aa Ta UTTOAOITTA TURHOTA WG aTTapapopewTta (Rigid).

2
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fz] DEFORM SIMULATION
-l N] STATIC_15_3 Step -1
£+ (D) Billet 15_3 E ALUMINUM-6061[500-900F (2604
i @B Mesh - Elem 113100
E| Die
! L (DGeo- Poly 1628
Die Base
{ =([DGeo-Poly 136
=+-g=3 [PDie] Punch
-1 Geo - Poly 1440
E| Upper Punch
i *(DGeo- Poly 796
- Shell
¢ (OGeo- Poly 1388
-0 Shell Base
{ “()Geo- Paly 876
Guide Right
- (1 Geo - Poly 140
Guide Left
: [1Geo - Poly 140
g Sorew Left
i *(DGeo-Poly 1310
=i~ Screw Right
! OGeo- Poly 1310
-0 Screw Back
i %(DGeo- Poly 2422
Press Up
i = ([DGeo - Poly 140
(-3 Press Down
[1Geo - Poly 140

ZxAua 5.19: MapdBupo opiouol ovoudTwyY Kail TUTToU TUNUATWY TnG uATPag (DEFORM 3D)

Txnua 5.20: M'ewpeTpia TTou €xel eicayBei amd SOLIDWORKS kai €xel eregepyaoTei oto DEFORM 3D

2
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5.5.4 AHMIOYPIIA MAErMATOZ NEMEPAZMENQN ZTOIXEIQN

Ta memmepaouéva oToixeia xpnoiuotroiei To DEFORM 3D cival TeTpaedpikd. ETIAEyoupe
XEIpoKivnTn dnuioupyia TTAéypatog OTO OOKiPIo OTToU opifoupe WG MEYEBOG QKNG TOu
TTeTTEPacpévou oToixeiou (min element size) civar: 0,5 mm.Ettiong opioupe wg avaloyia
MEYEBOUG TWV TTETTEPACUEVWYV OTOIXEIWYV (Size ratio) ico pe: 1, TTpokeIévou OAa Ta OToIXEIa va

£xouv 1o id10 péyebog.

Object

E‘g

General

&
Geometry

&
Mesh

=

—

Movement

o
#i-

Bdry. Cnd.

Froperties

&

Advanced

|(1) Bilet 15_3
Mesh Type
" Brick mesh
Tocls | Detailed Settings lHemesh Criteria
Type
{(* System Setup " User Defined
General Weighting Factors Mesh Window ] Coating ]
Type MNumber of Elements |?€:?£
£ Relative Size Ratio |1
Blement Size
{* Min Elemert Size |05 mm
" Max Blement Size |05 mm
o' Absolute

=

[~ Finerintemal mesh

Surface Mesh Solid Mesh Default Setting Show Mesh |

ZxApa 5.21: MapdBupo eTmIAOYWY 0pIoUOU TTETTEPATHEVWY OToIXEiwV (DEFORM 3D)

21N ouvéxela dnuioupyouue emm@avelokd TTAéyua (Surface Mesh) kal oTn cuvéxeia
oupTrayég TTAéyua (Solid Mesh) kai TTaipvoupe TEAIKG TO TTOPAKATW OXAMa OTTOU dlakpivovTal

KaBapd& Ta TETPAEDPIKA TTETTEPACHEVA OTOIXEIO TTOU dnuIoupyrBnKav.
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S

L x

ZxAMa 5.22: NMAEyua TETPAEDPIKWYV TTETTEPACUEVWY oTolxeiwv (DEFORM 3D)

O apiBudg Twv TTETTEPACHUEVWY OTOIXEIWV gival 115648, evid 0 apiBuog Twv KOUBwWYV TTou
éxouv dnuioupynOei eivar 24780.

5.5.5 OPIZMOZz YAIKOY

To UAIKG TTOU XPNOIPOTTOINONKE YIA TIG TIPOCOUOIWOEIG ETTIAEXONKE aTTd TNV I0TOoEAIDA:
www.matweb.com kai givai:
e Kpdua ahoupiviou 6061-T6

To UANIKO emmIAEXBNKe atTd TN BIBAIOBAKN UAIKWY Tou DEFORM 3D XpNnOIUOTTOIWVTAG TIG
TTAPAKATW TTOPAPETPOUG:

o Kartnyopia: AAoupivio
e 2U00TNUG povadwyv: Sl
* Eqappoyn: Oeppn apapopewon

Ta UNKO e€ival 100TpOTTO pE TTAQOTIKEG KOl €AOOTIKEG I1IBIOTNTEG, €VW TO METPO
€EAAOTIKOTNTAG KAl 0 apIBPAg Poisson, diveTal auéowg TTapaKATW:

e Kpdua Aloupiviou (Al 6061-T6)
MéTtpo eAaoTIKOTNTAG: 68,9 GPa
Ap1Buog Poisson: 0,33

ApEOWG TTAPAKATW QaiveTal OpIOPOG Tou UAIKOU TTou €yive atmd Tn PiIBAIOBAKN Tou
DEFORM 3D.
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Category Material label Load
% | | ALUMINUM-5052[70-900F (20-480C)] A Cancel |
S—— ALUMINUM-5056[500-850F (240-440C)]
il ALUMINUM-5082[500-850F (240-440C)]
o locs siod ALUMINUM-5082[70-S00F(20-480C)] |
Stg s ALUMINUM-5454[460-500F(240-480C)]
Stoel_st_Brtent ﬁLUM::UM MM[MFQ] |
Superalloy <
Titanium 1
T°°'—Mate"a'_|ﬂ ALUMINUM- ?ﬂ?&[-tmraaﬂFczm&m:}] |
LI.—I b AL LIRATRIL IR TATRITREA ANANCI AN EREAT LI
Filters Descriptions
—Material Standard =
All - Electric pemittivity:
I _I Mo data
-~ Source Grain: Mo model
{* System i User
Fracture: Mommalized Coclroft & Latham
— Units -
& sl " English Eo Standard N
— ﬁéuﬁrglﬁhiumdsm [500-300F(260-480C)] i|
U Cold Forming DIN AlMg{3.3535)
O Heat Treatment Ll
Hat Forming Al |
O MWachining Comments
L] Not specified Battelle Technical Report No_ 16, i’
Movember 1582, Experimental Fow
Stre_sts._ Data Page B-11 ILI
4 | "

ZyxAua 5.23: EmAoyn Tou AAoupiviou 6061-T6 wg UAIKG atrd Tn BIBAI0BRAKN uAikwv (DEFORM 3D)

Ta TTAAPN XapPOKTNPIOTIKA TWV UAIKOU 6061-T6 TTapoucidfovTal oTo «TTapdpTnua A» Tng
epyaociag.
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5.5.6 OPIZMOZ TQN ZTOIXEIQN TOY MONTEAOY

‘Emreima, opioupe Ta dIAQOpa GTOIKEIQ TTOU aTTAPTICOUV TO JOVTEAO TTPOCOHOIWGONG Kal
Ta oTTOiq €ival:
o To mapauopewaiuo cwua (Plastic)
o Aokiuio (Billet)
e Ta amapapopewta cwuata (Rigid)
o Mntpa (Die)
Bdaon MAT1pag (Die Base)
‘EpBoAo (Punch)
Avw TuAua EpBoiou (Upper Punch)
KéAupog (Shell)
Bdaon KeAugoug (Shell Base)
Odnyoi (Guides)
KoxAieg (Screws)
Avw lMpéoa (Press Up)
o Kartw lNMpéoa (Press Down)
o Ol emQAveEIEG GUUMETPIOG
o H ouppeTpia epapudletal o€ OAA TA CWHATA EKTOG ATTO TOV £va KOYXAIO KAl TOUG
QU0 00NyoUg TToU deV TEPVOVTAI ATTO TNV ETTIQAVEIN CUNPETPIAG.

O O 0 0O O 0 O O

MNa Tov opIoPS TOU TTAPANOPPUWOIHOU CWHATOG OPICOUE TIG £EMG TTAPAUETPOUG OTO
pevou etmAoywy Tou DEFORM 3D:

e TUmOG cwpatog: MNMAacoTikoG (Plastic)
e Ogpuokpacia: 480 °C (0TO OUYKEKPIPEVO TTAPADEIYUA TTPOTOUOIWANG)
e YAIKO: Ahoupivio 6061-T6

Object |(1) Billet 3
2 (= Import Object ..
General
O Object Name |Bi||et Change
Geometry
22 ] " Rigid
= {» Plastic
H Ob]E'.'Ct T‘_,']:IE {~ Elastic
Movement
41 " Porous
+-l
Bary. Cnd. " Hasto-Plastic [ Standard £
A 0 .
ropetes | Tomeee [0 ¢ Ao
@ Material |.'—._'_".‘ NUM-6061[500-300F(260-480C)] |j @ =
Advanced
[ Primary Die

ZxApa 5.24: EmAoyég Tou TTapapopewoiyou cwuartog (DEFORM 3D)
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MNa Tov 0pICUO TWV ATTOPAUOPPUWTWY CWHATWY OPICOUE TIG £EMG TTAPAPETPOUG GTO
pevou emAoywyv Tou DEFORM 3D:

e TumoG cwuatog: Atrapaudépewto (Rigid)

e Ogpuokpaaia: 20°C

e Taxurnta: 15 mm/sec oTov agova -Z (TaxutnTa opi¢oUpE JOVO OTA CWHATA TTOU
KivouvTal, dnAadr oT1o £€uBoAo, To Avw TUAUA Tou UBOAOU Kal TO Avw TUAMA TNG
TTPECAG)

Object |4 Punch =

2 (= Import Object...
General

- Object Name |Punch Change
Geometny

& {o" Rigid
Mesh (" Plastic
E Object Type |~ Hastic
Movement
+H " Porous
Bdry. Cnd. (" Blasto-Plastic | Standard J

M .
Properties Temperature |z~ | C  Assign temperature...

@ Material | | j 8 =
Advanced

[w Primary Die

ZxAua 5.25: EmAoyég evog atrapapdpewTou owuatog (€uBoio) (DEFORM 3D)

Object  |{4) Punch =
2 ¢ | Rotation |
General e
- (*+ Speed " Hammer (" Mechanical press  Sliding die
Geometry
5 ~ Force ™ Screw press (™ Hydraulic press ™ Path
Mesh
H Direction
Movemert |~ x Y cz Come |0 0 E
pomi
i
Bay Cnd. |© "X € =Y @ -Z Curent stroke [ 0 o mm
Properti
m;les Specifications
i+ i " i
Advanced Defined User Routine
Defined
{* Constant " Function of time
™ Function of stroke ™ Proportional to speed of other object
Constant value |15 mm.sec

ZxAMa 5.26: EmiAoyr TaxdTNTag TOU ATTAPAPOpPWTOU CWHATOS (€upBoAo) (DEFORM 3D)
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5.5.7 OPIZMOZ EMA®HZ METAZY TQN ZTOIXEIQN

2Tn Oouvéxela opifouhe TNV ETTAQN  METAEU TOU  TTAPAMOPPUWOCIKMOU KOl TwV
ATTAPANOPPWTWY OTOIXEIWV Tou PovTéAou pag. ‘ETol, peTalu Twv aToixeiwv opifoupe eTTagn
(Touching), n otroia peTagy TWV ATTAPAUOPPWTWY CWHATWY HE TO TTAPAUOPPWOIHO £XEI KAl
évav ouvteAeoTn TPIBAG, O OTTOIOG £XEI TTPOAVOPEPDEI KAl OTN OUYKEKPIPEVN TTPOCOUOIWaN
Traipvel TRV TIWA W = 0.3 vy 0 OUVTEAEOTAG PETAPOPAG BeppdTnTag 4 N/sec/mm/C.

| Stick I Relation{Master-Slave) | Sep. | Friction I Interface Heat
(2) Die - (1) Billet YES Shear0.3 4
(2) Die Base - (1) Billet YES  Shear0.3 4
(158} Punch Help - (1} Billet YES  Shear0.3 4

| B

;‘f Edit... | Apply to other relations |

Initialize |

Restore mesh &
[~ Sticking condition contact BCC

Slave | 1-Billet

ZxAua 5.27: Opiopog Twy eTTa@wy PeTagu Twv oToixeiwv (DEFORM 3D)

Deformation IThenﬂaI | Heating I Friction Window |TooIWear I Rigid Contact | Close |

Contact method

’71'3' Penalty {~ Conforming coupling Advanced... |
Separation
{* Separable Criteria ISysiem Diefault j I[:l

" Mon-Separable

 Fict
— Type
¥ Shear " Coulomb i Hybrid

—WValue

(v Constant |03

£~ Function Ifl_Tlme}

[~ User Rtn. |1

lbf L4
= |

ZxApa 5.28: Opiopdg Tou ouvTeAeoTn TPIBAG HeTagU Twv oToixeiwv (DEFORM 3D)
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Deformation | Themnal IHeating |Fridior| Window |Tnol Wear | Rigid Contact | Close |

Heat Transfer Coefficient ( N/sec/mm./C)

* Constant |4 _vl
= Function If:_Tlrne] j ﬂ
[~ User Rin. |‘| ﬁ’

IxAMa 5.29: OpIiouOG TOU CUVTEAEDTH PETOPOPAG BepUOTNTAG METAEU TwV aToixeiwv (DEFORM 3D)

5.5.8 EMANAMPOZAIOPIZMOZ NAErMATOZ (REMESHING)

O1mwg éxoupe TTpoava@EéPEl, onuavTtikd TTAeovékTnua Tou DEFORM 3D civar n
emavadnuioupyia TAEypaTog (Remeshing). ZTn katepyacia g o@upnAdtnong, autd 1o
XOPOKTNPIOTIKO €ival amTapaitnTo PIOG Kal €XOUNE JEYAAN TTApanOpPwaon Twv oToixEiwy. Ol
emAoyég Tou Remeshing emAéxOnkav €101 WOTE va EVEPYOTIOIEITAI N avadnuioupyia
TIAEYMOTOG OTAV UTTAPXE! JEYAAN TTAPAUOPPWON OTA TTETTEPACUEVA OTOIXEIO KABWG Kal oTav

UTTAPXEI EI0XWPENOT KATTOIWV TTETTEPACTHEVWY OTA ATTAPANOPPWTA TOIXWHATA.

@a xpnoipotroiooupe 3-D global remeshing pe TeTpaedpIkG TTETTEPACUEVA TTOIXEIQ.
‘Exel amodeixBei 611 n dnuioupyia TTAEYMOTOG PE TETPAEOPIKA TTETTEPACHUEVA OTOIXEIO €ival TTIO

AaKPIBAG Kal TTI0 ypriyopn TNV £TTIAUCH, 0€ OX£0N P GAAA TTAEyuaTa.

Object |{1} Billet
g—,} Mesh Type
o | @ Teiabedaimes] € cnes
O

Geometry  Tools | Detailed Settings | Remesh Crteria |

&
Mesh General | Remeshing Method |

=
Movement {* Global Remeshing " Local Remeshing
+
Bdr;.%nd. —Intemal Elements
Size Control
Properties % Average of Neighbors
@ {~ Scaling Factor
Advanced I =
1.2
[~ Skip Blements With Good Shape
[~ Skip good surface element

ZxAua 5.30: Opioudg Tou TUTTOU Remeshing (DEFORM 3D)

2T ouVvEXEIa OPICOUNE WG KPITAPIO ETTAVOdNUIoUPYIaG Tou TTAEyUaToG OTaV N aKUr €vOg

TIETTEPACUEVOU OTOIXEIOU EIOXWPEACEI OTO ATTAPAUOPPWTO CWHA KATA éva TTO000TO.

H
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améoTaon €ioXwpnong Aaupdveral dIaQOPETIKA Kal EEQPTATAI ATTO TO AV N ATmOoTACN E€ival
apvnTik 1 BETIKA. ZTnNV TIEPITITWON HAG €XOUME E€TTIAECEI OXETIKA aTTOOTACN E€1I0XWPENONG
(Relative Interference Depth) 0.7. Autoé onuaivel 6Tav, PETA ATt EAEyXO TOU TTPOYPANPATOG,
av KATTolo TTETTEPACUEVO OTOoIXEio €10€ABElI TTAvw atrd 10 70% pEoa OTa ATTAPANOPPWTA
TolXWwaTa evepyoTrolgital To remeshing. H Ty auth gival TTpoTeIvOPEVN atTd TO TTPOYPAUMG
KAl JETG ATTO DOKIUEG Divel oTaBEPOTTOINUEVA ATTOTEAEOUATA.

Object  |(1) Billet =
=2 Mesh Type
General " Brick mesh
O
Geomety  Tools | Detailed Settings | Remesh Criteria ]
&
Mash General l Remeshing Method
H Inteference Depth
M it
u:uvelnl'le " Absolute e Relative
M -
Bely. Cnd. 107
Properties
@ Maximum Stroke Increment |D mm
Advanced Maximum Time Increment |D sEC
Maximum Step Increment |D il

xApa 5.31: Opiopdg NG evepyoTroinong Tou Remeshing (DEFORM 3D)
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5.5.9 OPIZMOZz THZ AIEPT AZIAZ

2Tn ouvéxela, Ba opicoupE TIG ETTIAOYEG EAEYXOU TNG TTPOCOMOIWONG TOU PMOVTEAOU HAG,
XPNOIMOTIOIVTAG TNV aKOAOUBIa EVTOAWV:

Input 2 Simulation Controls

A@ouU dwooupe dvoua oTnV TTPOCcopoiwaon Kal oTnv diadikacia TTaipvoupe 1o akéAoubo
TTapABbupo ETTIAOYWV:

~Mame and Number
Simulation Title: = English
|DEFORM SIMULATION
Operation Mame:
[STATIC

— Type
+ Lagrangian Incremertal ¢ ALE Rolling

(" Steady-State Machining (~ Ring-Ralling
Operation Mumber: |1

Mesh Number: 1

(" Steady-State Extrusion  ( ALE Bdrusion

—Mode
v Deformation

[v Heat Transfer
[~ Transformation
[~ Grain

[~ Heating Im

[~ DCiffusion

Xyxnua 5.32: Mapdbupo emAoywv Tng diepyaciag (DEFORM 3D)

OpiCoupe TIG €ENG TTOPAUETPOUG OTO PEVOU eTTIAOYWY Tou DEFORM 3D:

e 2U0TNUA Povadwv: S
e TUTog emiAuong: Lagrangian Incremental (xpnOIMOTIOIEITOI O€ TTEPITITWOEIG
OIaPOPYWONG Kal BEpUIKWYV TTPORANUETWY)
e TUTTOI TTPOCOMOIWONG
o TlNapaudpepwon
o MeTtagopd BepudTnTOg

21N ouvéxela, opiCoupe TIG ETTIAOYEG TNG uTTOBeong OpPTIoNg, OTTOU BIAKPIVOUNE TOV
XPOvo @oépTIoNG, oTToiog 1I00UTal e 0,25 sec, 600G XpOvog XpeladeTal yia KaTéABel TO oo
3.74 mm, cUu@wva Pe TNV TaxuTnTa PPOAoOU TTou €xouue opioel Kal IcouTal ue 15 mm/sec. O
XpPOvog autdg utrodiaipeital o€ 50 Bruara (Steps) Twv 0.005 sec 10 €va. Emiong, oTig
€TMAOYEG opioupe wg Baoikn PATPG TO £UOAO.
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General | Advanced 1 Advanced 2 |

Starting Step Mumber

Mumber of Simulation Steps

Step Increment to Save

Primary Die
— Solution Step Definition
= With Die Displacement

| Constant j ID

f+ With Time Increment

|Constant =] |0.005

ZxApa 5.33: NMapdbupo emAoywyv Pnudtwy Tng diepyaciag (DEFORM 3D)

Process Parameters I Die Distance I Stopping Plane

—General

Process Duration |0.249362

Primary Die Displacement X |D Y ID

—Advanced
Min Velocity of Primary Die X [0 Yo

Process Conditions Max Load of Primary Die X [0 Yo

Max Strain in any element ID
Advanced

@ Control Fles

ZxApa 5.34: NMapdBupo emAoywyv TeppaTtiopyou g diepyaciag (DEFORM 3D)

AQoU oAokAnpwaoape OAeS TIG aTTapaiTnTEG PpUBUioeIg TNG avaAuong, dnuioupyoUlE TO
apxeio 6edouEVWYV TNG TTPOCOUOIWONG XPNOIMOTIOIWVTAG TNV AKOAOUBIa EVTOAWV:

Input = Database Generator

>
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5.5.10 EKTEAEZH THZ NPOZOMOIQZHZ

~

2Tn Oouvéxela, a@ou éxel onuioupynBei n PBaon &edopévwv TNG TTPOCOPOIWGONG
TTPOXWPOUNE OTNV £TTIAUCTK TNG XPNOIUOTTOIWVTAG TNV aKoAouBia evTOAwWV:

Simulator 2 Run

Katd 1n didpkeia g emiAuong Pitopoupe va BAETToupe TNV €EEMIEN TNG ME YPOYIKO
TTEPIBAAANOV XPNOIMOTTOIWVTAG TNV aKOAOUBia EVTOAWV:

Simulator 2 Simulation Graphics

Etriong, katd Tn didpkeia TnG €TTAUCNG PTTopoUpE va PBAETTOUlE TNV €€EAIEN TNS BrAMa —
Briua atrdé TO CUVEXOUEVA QVAVEWOCIUO ONUEIWUATAPIO TOU TTPOYPANPATOG OTTOU PTTOPOULE
EKTOG TWV AAAWYV VA EAEYXOUE:

e TOV XPOVO £TTIAUCNG TOU KGBE BriuaTog
e TOV APIBUO TWV ETTIPEPOUG BNUATWY TTOU XPEIAOTNKAV
e TNV gvepyoTroinon TG avadnuioupyiag TTAEYHOTOG

MeTd TNV oAokANpwaon TNG €TTiAUCNG TO TTPOYPAUMA PG divel Eva TTEPIANTITIKO TTIVOKO
OTOV OTT0i0 TTapouacIadovTal:

e 0 OPIOUOS TWV BNUdTWY TTOU XPEIAOTNKAV

e 0 OPIOUSGS TWV TTAEYUATWY TTOU dNIoupyHBnkKav
e 0 XPOVOG TTPOCOHOIWONG TOU KABE BruaTog

e I UETATOTTION TOU EUPOAOU o€ KABE Brpa

1 1Oj
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5.5.11 AH¥YH AMNMOTEAEZMATQN

Metd v emTuxn emiAuon Tou povTéAou, Traipvoupe Ta ¢nToUpEva ATTOTEAECUOTA
XPNOIUOTIOIWVTAG TNV akoAoubia eVTOAWV:

Post processor - DEFORM 3D Post

€101, TO TIPOYPAPUa pag odnyei oTo TEPIBAAAOV €U@AVIONG TWV ATTOTEAEOUATWY TNG
TTPOCONOIWONG TToU TTEPIAAUBAVOUV:

e looduvapeg Tdoelg Tou dokidiou kKatd Von Mises

e O¢ppokpaaoia Tou dokiyiou

e ®oprio opupnAdTnong TTou déxeTal To EUBOAO, N UATPA Kal n BAon TG NATPAG
e MeTaBoAn Tou éykou Tou dokidiou Katd TN o@uUPNAATNON

Apéows TTapakdTw Ba TTAPOUCIACOUE TA ATTOTEAETHATA TWYV ICOBUVANWY TAOEWV KOTA
Von Mises og N/mm? (MPa) yia PeTaTtoTmion Tou epuBoAou katd 0,5 mm TIEPITIoU, EVW TTAVW
apIoTEPG TTAPOUCIAZETAI KAl TO QOPTIO opUPNAGTNONG Tou euBOAou o€ N.

IZOAYNAMEZ TAZEIZ AOKIMIOY KATA VON MISES

Stress - Effective (MPa)

0.000_.0

0.000 Min
Z 0.000 Max

.

X

ZxAMa 5.35: looduvaun t1adon katd Von Mises yia yetatémmon 0 mm (DEFORM 3D)

N 1“/
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Stress - Effective (MPa)

21.3
21.3 Min

Z 558 Max
¥

IxAMa 5.36: loodUvaun 1aon katd Von Mises yia yerarétmion 0,525 mm (DEFORM 3D)

Stress - Effective (MPa)

19.8
19.8 Min

Z  58.1 Max

¥

ZxAMa 5.37: looduvaun t1adon katd Von Mises yia yeratémon 1,02 mm (DEFORM 3D)
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runenre

Stress - Effective (MPa)

(1.54  5.44e+04

oLl

23.8

23.8 Min
Z  60.5 Max
=

ZxAMa 5.38: looduvaun T1adon katd Von Mises yia yeratémon 1,54 mm (DEFORM 3D)

Stress - Effective (MPa)

o)

4‘4-‘7‘

=

AN WA
SR

)L.
Pav
= 20.7
B 3 20.7 Min
' 61.5 Max
i

ZxAMa 5.39: looduvaun t1adon katd Von Mises yia yeratémon 2,05 mm (DEFORM 3D)

=




ZxAMa 5.40: looduvaun T1adon katd Von Mises yia yeratétmon 2,50 mm (DEFORM 3D)

ZxAMa 5.41: looduvaun T1adon katd Von Mises yia yeratémon 3,04 mm (DEFORM 3D)
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“runenr

Stress - Effective (MPa)

2.50  6e+04

|

AN
X
s

1.2
11.2 Min

80.6 Max

Stress - Effective (MPa)

3.04 . 7.04e+04

=
Z
5

AR S
A

25.8
25.8 Min

62.4 Max

N

Y
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[=Punch He|

» Stress - Effective (MPa)
(355 _1.01e+05)] ;

DR
AT
L"ﬁiﬁﬁ“‘ \

B
NS
VA%
LRSI DO

h‘
%

28.8
28.8 Min

74.8 Max

ZxAMa 5.42; loodUvaun T1adon katd Von Mises yia yeratémon 3,55 mm (DEFORM 3D)

Stress - Effective (MPa)

N

(N

SO R
SIS
AN
RSN A
S

AN
WYY

!
)

VY

33.1
33.1 Min

Z  91.3 Max

ZxAMa 5.43: looduvaun T1adon katd Von Mises yia yeratémon 3,74 mm (DEFORM 3D)

115/



/ KE®AANAIO 5: MTPOXOMOIQZH ©OEPMHZ 2®YPHAATHZHX OAONTQTOY TPOXOY \

Apéowg TTapakaTw Ba TTapPoUCIACOoUPE Ta aTroTEAéopATa TNG Oepuokpaciag Tou
dokipiou og BaBuoug keaiou (°C) yia peTaTdTioNn Tou guBoAou Katd 0,5 mm Trepitrou, evw
TTAVW apPIoTEPA TTAPOUCIACETAI KAl TO POPTIO oQUPNAATNONG TOou £UPROAOU o€ N.

OEPMOKPAZIA AOKIMIOY

Temperature (C)

0.000 .0

480 Min
- 480 Max

-

IxApa 5.44; Ogpuokpaaia yia yeratémon 0 mm (DEFORM 3D)
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Temperature (C)

0.525 . 4.64e+04

v 7
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VAVAWZAVAY - = s I\ In

z 481 Max

L

ZxAMa 5.45: O¢puokpaacia yia petatéton 0,525 mm (DEFORM 3D)

Temperature (C)

1.02.517e+04

WAV

PAVATAY Eyats

AKX

SO
| 2753

s 443
SN

ATAYATAVAVAY

SIS

e 443 Min
Z 480 Max

¥

ZxAMa 5.46: O¢puokpaacia yia petarotmion 1,02 mm (DEFORM 3D)
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runenre

Temperature (C)

54  5.44e+04

RS
A

437
437 Min

z 478 Max

ZxAMa 5.47: O¢puokpaacia yia petarotion 1,54 mm (DEFORM 3D)

Temperature (C)

SIS % Vi STAVAVAY
RSSES A e
SR SO K
Nl Moy i

v ViV
SPSSESA
e

432 Min
475 Max

ZxAMa 5.48: O¢puokpaacia yia petarotion 2,05 mm (DEFORM 3D)
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“runenr

Temperature (C)

2,50 _ 6e+04)|

|

AR
A

VAVAVAVAYEL)
== KR A
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SR N
FeSKINAAT

s

429
JIREE L ] 429 Min
' : 472 Max

5 RS
SR % PER
i

ZxAMa 5.49: O¢puokpaacia yia petarotrion 2,50 mm (DEFORM 3D)

Temperature (C)

3.04 . 7.04e+04

KD
S

[/
SO
S

e _ 426 Min
S e 468 Max

ZxAMa 5.50: O¢puokpaacia yia petarotion 3,04 mm (DEFORM 3D)
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[=Punch He|

Temperature (C)

3.55 _1.01e+05)|

LAk
VAV

ey,

423
423 Min

463 Max

ZxAMa 5.51: O¢puokpaacia yia petarotrion 3,55 mm (DEFORM 3D)

Temperature (C)

Y
%

/
e

v

L
A

AN
wﬂ%lﬁ'
i
LVAN

422 Min
462 Max

ZxAMa 5.52: O¢puokpaacia yia petaroton 3,74 mm (DEFORM 3D)
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2Tn OUVEXEIA, XPNOIMOTIOIWVTAG TNV EVTOANR:
Tools 2 Graph

MTTOpOUME va uTtoAoyiocouue Tn dUvaun Tou déxeTal To €UPoAo Katd Tov afova Z atmd n
TTAPAUOPPWON TOU KUAIVOPIKOU SOKI[ioU.

ep

3.74  2.42e+05
=" | ! W
507e+004 | - i ML W— - .
0 R I T I | | I T e

Z

0.000 0.785 1.57 2.36 3.14 3.93

Stroke (mm) )\

X

TxApa 5.53: Auvaun gupoAou katd Tov dova Z
Mapatnpouue OTI oTa TeAeuTaia PripaTa TG TTPOCOMOIWONG TTOPATNPEITAI PEYAAN
augnon Tou @opTiou Pe Kopupwon ota 242 KN oTo TeAeuTaio Brua.

MepioodTepa CUPTTEPACUATA KOI OUYKPIOEIG METALU Twv dlaypauudTwy OAwWV Twv
TIPOCONOIWCEWV Ba TTpayHaToTToINB0UV OTO KEPAAQIO 7 TNG £pyaciag.

=
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KE®AAAIO 6: MEAETH ANTOXHZ MHTPAZ ZOYPHAATHZHZ

6.1 NEPIFPA®H AIAAIKAZIAZ

210 TUAMO autd TNG epyaciag Ba TrpaypaTotroinBei n PeAETN AvTOXNG TNG MATPOG
opupPNAATNONG HE TO TTaKETO TTETTEpacUEVWY oToixeiwv DEFORM 3D. Zuykekpiyéva 6a
XpnoiyotroinBei 1o TeEAeuTaio  Briua TNG QVTIOTOIXNG TTPOCOMOIWONG 0PUPNAGTNONG OTTOU
eM@avifovral Kal Ta PeyaAlTepa gopTia atmd 1o dokKiulo TTpog TN WATPA opupnAdrnong. Ommwg
éxoupe Tpoava@épel To DEFORM 3D éxel Tn duvatdtnta va mapeiodyel (interpolate) Tig
QuVAEIG Tou BOKIWIoU, OE JIa @ACH TNG KATEPYATIag, OTA TUANATA TNG MATPAG TTOU £PXETAI OE
ETTAPA WOTE VA TTPAYHATOTTOINBEI HEAETN AVTOXNAG TNG MNTPAG OTNV CUYKEKPIYEVN @Aon.

6.2 NMAPAAEIrMA MEAETHZ ANTOXHZ

Apéowg TTapakdTtw TrapatiBevialr Ta BAgata TNG MEAETNG avTOXAG TNG MATPOG
OQUPNAATNONG. ZUYKEKPIMEVA, OTN CUVEXEID TTEPIYPAPETAI AVAAUTIKA pIa MEAETN aAVTOXAG
HATPAG BepPnG opuPNAATNONG KE Ta An@BEVTa atToTEAETUATA.

6.2.1 AHMIOYPI'IA NEAZ MEAETHZ ANTOXHZ 2TO DEFORM 3D

MNa va Onuioupyhooude MIa véa MEAETN avToxnG OTO TIEPIBAAAOV TOU TTAKETOU
TTETTEPACUEVWY OTOIXEIWV DEFORM 3D XpnOIMOTIOIOUME TNV aKOAOUBia EVTOAWY:

File = New Problem

ATTO TO TTAPABUPO ETTIAOYWV TTOU EPQPAVICETAI ETTIAEYOUE:

e Eidog mpopAnuaTog: Deform-3D preprocessor
e 200TNUa povadwv: Sl

O1wg Taparnpouue oTo TTapdBupo eTAOYWY, UTTAPXOUV TTPOKOBOoPICHEVOI TUTTOI
TTPoBANUATWY TTOU WTTOPEl va emAUcel TOo DEFORM 3D T1ou TrepIAAPBAvVOUV €KTOG TWV
AANwv:

o Alauépowaon (forming)

¢ AvdAuon avroxng uniTpag (Die stress analysis)
e Korrég (Cutting)

e ’'EAaon (Rolling)

Agv emAEyoupe avaAuon avToxng UATPAG, AAAd yevikd TTPOBANUA YIO VA OPICOUME EUEIG
atoé TNV apxnh 1o TTPORANUA cUPPWVA JE TIG DIKEG AG AVAYKEG.

1 22/
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Problem Type

{+ Deform-30 preprocessor
—(Guided templates
{~ Forming = Multiple Operations

{~ Machining [Cutting] " Inverse heat transfer wizard
{~ Die stress anatysis " Heat treatment wizard
i~ Shape rolling {~ Coaging wizard

= Ring rolling = Preform wizard

ZyxAua 6.1: NMapdBupo emAoywv véou TTpofArjuarog (DEFORM 3D)

6.2.2 EIZArQrH THz BAZHZ AEAOMENQN THZ ANTIZTOIXHZ MPOZOMOIQZHZ

~

21n ouvéxela, eiodyoupe TN BAaon dedopévwy atrd TNV avTioTolXn TTPOCONOIWaN BEpUNG
o@uUPNAATNONG TTOU TTPAYHOTOTTOINCOUE VWPITEPA XPNOIUOTTOIWVTAG TNV OKOAOUBIa EVIOAWV:

File = Import Database
Kal €MAEyoupe TN Baon Oedopévwyv TTOU €XOUUE BNPIOUPYROEI OTN TTPOCOPOIWaoN. ATTO TO
TTaPABupo TToU gP@avifeTal ETTIAEYOUNE TO TEAEUTAIO BriUa TNG TTPOCOUOIWGONG KAl EICAYOULE
TO PovTéAo OTO TTPOPBANUA TNG PEAETNG avTioxng. Mapatnpouue OTI TO POVTEAO TTOU EXEl

eloaxBei eival otn @daon 61rou 10 SOKiUIo £XEI ouUPNAATNBEi PEXPI TO TeEAEuTaiO OTADIO.

2Tn OUVEXEID OQaIpoUPE TO OOKIYIO KOl a@AVOUMPE Ta UTTOAOITTA PEPN TNG PNATPAG
o@upnAdTnong Ta otroia Kal Ba eAeyxBoUV yia avtox € OTATIKI) KATATTIOVNON.

210 TTAPAKATW OXAMATA @AivovTal TO TTAPATTAVW BriUATA TTOU AVOQEPALE.
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Operat] Step | Mesh{ Dim [ Ver = | 0K
40 1000
4110 1000 Concel |
1000
1000
1000

41

DS EELEEERELS
[ FE I FL U PR [ FL N UL [ FL N VL [ FL N VL [ S VL [ LR L )

XxAua 6.2: MNapdBbupo emAoyng Bnudtwy Tpocopoiwong (DEFORM 3D)

Txnua 6.3: MewpeTpia TeAeutaiou oTadiou opupnAdTnong pe 1o dokiuio (DEFORM 3D)
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Step 52 (-53)

IxAMa 6.4: M'ewpeTpia TeAeuTaiou oTadiou cpupnAdTNONg Xwpig To dokiyio (DEFORM 3D)

6.2.3 AHMIOYPIIA MAErTMATOZ NEMEPAZMENQN ZTOIXEIQN

Ta memmepacpéva oToixeia xpnoigotrolei To DEFORM 3D cival TeTpagdpikd. ETAéyoupe
XElpokivntn dnuioupyia TAEypatog oTo OokKiuio O1Tou opifoupe w¢g PEYEBOG OKPAG TOu
TeTEPACUEVOU  aToixeiou (min element size) eivar: 0,5 4 1 mm avdAoya pe TNV
TTOAUTTAOKOTNTA TNG YEWMETPIAG. ETTiong opioupe wg avaloyia PeyEBOUG TWV TTETTEPACHEVWV
oToIXeiwv (size ratio) ioo pe: 2.

AnuioupyoUpe TTAEyUQ TTETTEPACHUEVWY O€ OAQ T TPAKOTA TNG PATPOG agou BewpouvTal
OAa w¢ TTapapop@waolha. Ta povadikd amapauopewTa oToIXEia Tou PovTéAou Pag gival To
Avw Kal KATw TUAMA TNG TTPE0AG.

2TOV TTOPAKATW TTiVOKO TTapaTiOevTal avaAuTIKd OAa Ta TTAPAPOPPWOIKA THAKATA TNG
MATPOG ME TO HEYEBOG OKUAG TTOU €xel €TTIAEyEl, TNV avaloyia pey€éBoug, Tov apiBud Twv
TTETTEPACUEVWYV OTOIXEIWV Kal TOV ApIBPO Twv KOPPBwWV.

N =
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TMHMA EAAXIZTH AKMH ANAAOTIIA APIOMOZ APIOMOZ
A/A MHTPAS NEMNEPAZMENOY MEFEQOYZ NEMNEPAZMENQN KOMBON
ITOIXEIOY ZTOIXEIQN
1 MnTpa (Die) 0,5 mm 2 313302 66814
o | Baon Mntpag 1 mm 75080 16795
(Die Base)
‘EpBoAO
3 (Punch) 0,5 mm 2 126884 28195
Avw TPAMA
4 EpBoAou 1 mm 2 80549 17897
(Upper Punch)
KéAugpog
5 (Shell 1 mm 2 203347 44356
Baon
6 KeAUgoug 1 mm 2 316765 69006
(Shell Base)
7 KoxAiag 0,5 mm 2 44129 9787
(Screw)
Odnyog
8 (Guide) 0,5 mm 2 39616 8657

Mivakag 6.1: 1816TNTEG TTAEYpATOG TUNUATWY ThG uATPag (DEFORM 3D)

21N ouvéxela TrapatiBevial OAa Ta €MPEPOUG TTAEYHATA TwV TUNMATWY TNG MATPAG
o@upnAATNONG.

ZxAMa 6.5: NMAEyua emepacuévwy oToixeiwv TnG purnTpag (DEFORM 3D)
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ZxAua 6.6: NMAéypa Temepacpévwy aToixEiwyv NG Baong uiTpag (DEFORM 3D)

xnua 6.7: MNA&ypa TTeTEpacPéVWY aTolxEiwv Tou eudiou (DEFORM 3D)

=Y




KE®AANAIO 6: MEAETH ANTOXHZ MHTPAZ ZOYPHAATHZHX \

ZxAua 6.8: MAéypa TTeETTEPACPEVWY OTOIXEIWY TOU Avw TURPaTog Tou epRoAou (DEFORM 3D)

IxAMa 6.9: MAEyua Temepacuévwy oToIxXEiwv Tou KeEAUpoug (DEFORM 3D)
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ZyxAua 6.10: MAéypa TTeTTEPACPEVWY OToIXEIWV TNG Baong keAUoug (DEFORM 3D)

ZxAMa 6.11: NMAEypa TTeTTEPACPEVWY OToIXEIWY Tou KoxAia (DEFORM 3D)
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ZxAMa 6.12: NMAEypa TTETTEPACUEVWY OTOIXEIWY Tou 0dnyou (DEFORM 3D)

IxAMa 6.13: TMAéypa TTeTTEpaguéVWY oToIxEiwv 0AOKANpNnG uATpag (DEFORM 3D)
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ZxAMa 6.14: NMAEypa TeTEPATUEVWY OTOIXEIWV OAOKANPNG uATPpag (DEFORM 3D)
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IyxAua 6.15: MAéypa TeTepacuévwy oToixeiwv oAOkAnpng uATpag (DEFORM 3D)

6.2.4 OPIZMOZ YAIKOY

To UAIKG TTOU XPNOIPOTTOINBNKE YIA TIG TIPOCOUOIWOEIG ETTIAEXONKE atTd TNV I0TOOEAIDA:
www.matweb.com kai givaui:
o EpyaAeioxdAuBag AISI H-13

To uAIkS eTmIAéxBNKe atTd TN BIBAI0BriKN UAIKwY Tou DEFORM 3D XpnOIYOTTOIWVTAG TIG
TTAPOKATW TTOPAUETPOUG:

o Katnyopia: YAIKO untpwv
e 200TNUG povadwy: Sl
* Eg@appoyn: Oepun TTapauopewaon

Ta UANKG cival 100TPOTTO e TTIAAOTIKEG Kal €AAOTIKEG 1010TATEG, €VW TO WPETPO

eAaoTIKOTNTAG KOl 0 apIBudg Poisson, divetal auéowg TTapaKAaTw:

o EpyaAcioxaAuBag (AISI H-13)
Métpo eAaoTikOTNTAG: 210 GPa

132j
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ApIBu6g Poisson:
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0,30

APEOWG TTAPAKATW QaivETAl OPICPOG TOu UAIKOU TTou €yive atmd tn PiIBAIOBAKN Tou

DEFORM 3D.

Aluminum

BetaMaterials
ie_material

Other

Stainless_steel

Steel

Steel_at_Extent:

Superalloy

Titanium —

Tool_Material ™
1| | 3

Fitters

Carbide(15%Cobalt)
Carbide(159%Cobalt)
Carbide(24%Cobalt).std
JIS-5KIN

JIS-5KDE1

—Meaterial Standard

[ Al

—Source

{* System

= User

—Units

& 5

" English

Mame: AISI-H-13

Flow stress: Fow Stress:
Strain: 0-04
Strain Rate: 250 - 506
Temperature: 821.17 - 558.85

Application

[ Cold Forming
O Heat Treatment
Hat Forming
O Machining

O Met specified

al

AlSIFH-13
JIS-5KDE1

Xyxnua 6.16: EmAoyn Tou epyaAsioxdAuBa AlSI H-13 wg uAikd ato Tn BIBAI0BRAKN uAikwy (DEFORM
3D)

Ta TTAAPN XapaKTNPIOTIKA TWV UAIKOU AlSI H-13 TTapouaciddovTtal 0To «TTapapTnua A»

NG Epyaciag.
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6.2.5 OPIZMOZ TQN ZTOIXEIQN TOY MONTEAOY

‘Emreima, opioupe Ta dIAQOpa GTOIKEIQ TTOU aTTAPTICOUV TO JOVTEAO TTPOCOHOIWGONG Kal
Ta oTTOiq €ival:
o To mapauopewaiuo cwua (Plastic)
o Mntpa (Die)
Bdaon MAT1pag (Die Base)
‘EppBoAo (Punch)
Avw TuAua EpBoiou (Upper Punch)
KéAupog (Shell)
Bdaon KeAugoug (Shell Base)
Odnyoi (Guides)
o Koxhieg (Screws)
o Ta amapapopewTta cwuata (Rigid)
o Avw lNMpéoa (Press Up)
o Kartw Mpéoa (Press Down)
o  O1 emMQAVEIEG CUNMETPIAG
o H oupueTpia epapudletal o€ OAQ TA CWHPATA EKTOG ATTO TOV £va KOXAIQ KAl TOUG
OUO0 0dnNyoug TTou dev TEUVOVTAI ATTO TNV ETTIPAVEIA CUMUETPIAG.

0 O O 0 O O

Mo Tov opIoHS TOU TTAPANOPPUWOCIIOU CWHATOS OPICOUE TIG £EMG TTAPAUETPOUG OTO
pevou etmAoywy Tou DEFORM 3D:

e Tutrog cwuatog: MAaoTIké (Plastic)
e Ocgpuokpaaia: 20°C
e YAKO: EpyaAcioxdAuBag AlISI H-13

Object |(2) Die 2
2 = Import Object...
General
O Object Name |Die e
Geometry

&R Rigid

Mesh Plastic

Movement

it Porous
+H

Bdry. Cnd.

EE
&

F'ropn;‘ties Temperature |2: |C Assign temperature...
€ Matera  [AISHH3 |jﬂg

Advanced
[~ Primary Die

~
~

E Object Type | (¥ Hastic
~
~

Elasto-Plastic | Standard J

xAMa 6.17: EmmAoyég evog TTapauop@waolpou cwuatog (uAtpa) (DEFORM 3D)
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MNa Tov 0pICUO TWV ATTOPAUOPPUWTWY CWHATWY OPICOUE TIG £EMG TTAPAPETPOUG GTO
pevou emAoywyv Tou DEFORM 3D:

e TumoG cwuatog: Atrapaudépewto (Rigid)
e Ogpuokpaaia: 20°C

Object (12) Press Up 2

2 = Import Object...
General

- Object Name |Press Up Change

Geometry

&
Mesh

Rigid
Plastic

(s
~
H Object Type | ¢~ i
Movement :
~
~

e

Bdry. Cnd.

Propetes  Toperie [ [efie e |
€ Maeia | | -] ﬂ g

Advanced
[~ Primary Die

Blasto-Plastic | Standard J

Xyxnua 6.18: ETAoYEG EVOG aTTAPANOPPWTOU CWHATOG (Gvw TUARKa TNG TTpécag) (DEFORM 3D)

6.2.6 EIZANQrH AYNAMEQN MNMOY AEXONTAI TA TOIXQMATA THZ MHTPAZ AlO
TO NAPAMOP®QMENO AOKIMIO

2TN CUVEXEIA EI0AYOUE TIG DUVANEIG TTOU DEXOVTAI TA TOIXWHATA TNG PATPAG aTTO TO
dokiulo oTo TeAeuTaio oTddIo TNG oPUPNAGTNONG. 'ETOI XpNOIMOTTOIOUKE TNV akoAouBia
EVTOAWV:

Boundary Condition = Force =2 Interpolate

Kal eTMAéyoue TO TeEAEUTaIO BANA TNG TTPOCOPOIWONG yia To dokipio (billet) atrd To oToio
BéAoupe va £¢ayoupe TIG DUVAEIG.

Ta TUAMATA TNG MATPAG GOUPNAAGTNONG TTOU €PXOVTAI O€ AUECN £TTAPNA ME TO SOKIiUIO Kal
déxovTal Gueca YopTia gival:

e nunTpa (die)
e 710 €uPoAo (punch)

e npdaon g uATPag (die base)

ApEowWG TTAPAKATW TTAPATIOEVTAI OI EI0aXOEVTEG DUVANEIG OTA TPIa TUAPOTA TG MATPAG
TTOU €pYOVTaI O AUEDN £TTAQPR PE TO BOKIUIO.

~
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Force - Total force (N)

0.000
0.000 Min

z 513 Max

ZxAupa 6.19: Eicaywyn duvdpewv ata Toixwuara g uATpag (DEFORM 3D)

Force - Total force (N)

0.000
0.000 Min

z 758 Max

ZxApa 6.20: Eicaywyn duvduewy oTta Toixwuata Tou euéAou (DEFORM 3D)

N >
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Force - Total force (N)

0.000
0.000 Min

z 1900 Max

xnua 6.21: Eicaywyn duvapewy oTa TolXwPaTa NG Baong eppodiou (DEFORM 3D)

6.2.7 OPIZMOZ EMA®HZ METAZY TQN ZTOIXEIQN

~

2TN CUVEXEIQ OPICOUNE TNV ETTAQPR METAEU TwV OTOIXEIWV TOU HovTEAOU pag. ‘ETol, JeTagu
TWV oToIXeiwv opifoupe era@r (Touching) ye ouvteAeoTn TPIRNAG, O OTTOIOG £XEI TTPOAVOPEPOET
KOl OTN OUYKEKPIYEVN TTPOCOMOIWaON Traipvel TRV Ty Y = 0,12 Kal €ival o TTPOTEIVOPEVOG VIO
XOAUBBIVEG UNTPEG dlapdpPwaong. TENOG, OPIKTH) Guvappoyn opicaue JETAEU Twv 0dnywv Kal
TOU KEAUQOUG KABWG Kal PETALU TWV KOXAIWV oUOQIENG Kal Tou KEAUPOUG Kal TG BAong Tou
KEAUPOUG.

6.2.8 OPIZMOZ THZ AIEPTAZIAZ

2Tn ouvéxela, Ba opiooupe TIG ETTIAOYEG EAEYXOU TNG TTPOCOMOIWAONG TOU POVTEAOU pag,
XPNOIMOTIOIWVTAG TNV AKOAOUBIO EVTOAWV:

Input 2 Simulation Controls

A@ouU dwooupe dvoua oTnV TTPOCOPoIWaoN Kal oTnv diadikacia TTaipvoupe To akOAouBo
TTapdbupo €TTIAOYWV:
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— Name and Number
Simulation Title: " English
[DEFORM SIMULATION
Operation Name:
[STRESS_PUNCH_6061_480
Operation Number: [1 =]
Mesh Number:  [11 3]

—Type
{« Lagrangian Incremertal  ALE Rolling

(" Steady-State Machining ( Ring-Rolling
(" Steady-State Extrusion  ( ALE Bxtrusion

—Mode
v Deformation
[~ Heat Transfer
[~ Transformation
I~ Grain

[~ Heating Im

[~ Diffusion

IyxAua 6.22: MNapdBupo emAoywv Tng diepyaciag (DEFORM 3D)

OpiCoupe TIG €ENG TTOPAUETPOUG OTO PEVOU eTTIAOYWY Tou DEFORM 3D:

e 2UOTNUa povadwv: Sl
o Tumrog emmiAuong: Lagrangian Incremental (xpnOIMOTIOIEITAI O€ TTEPITITWOEIG
OIaPOPYWONG Kal BEpUIKWYV TTPORANUETWY)
e TUTTOI TTPOCOMOIWONG
o [Mapaudépewon

21N OUuVéXEIa, OpICOUNE TIG ETTIAOYEG TG UTTOBEOoNG QOPTIONG, OTTOU BIAKPIVOUUE TOV
XPOVO QOPTIONG, OTTOI0G IcoUTAl JE 1 Sec 0 OTToI0g €ival APKETOGS yia va eAeyxBei n avroxn TG
pATPag. Emiong emAéyoupe 10 TTPOBANUO va emAUBEl o¢ éva Brpa Tou 1 sec. T€Aog, OTIg
emAoyég opioupe wg Bacikr uATPa 10 EUROAO.

~
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General | Advanced 1 Advanced 2 |

Starting Step Mumber I—‘l

Mumber of Simulation Steps I‘l

Step Increment to Save I'I

Primary Die I 4 -Punch
— Solution Step Definition
= With Die Displacement

| Constant j IE

f+ With Time Increment

I Constant LI I'I

ZxAua 6.23: NMapdbupo emAoywyv Pnudtwy Tng diepyaciag (DEFORM 3D)
A@OU OAOKANPWOANE OAEG TIG aTTAPAITNTEG PUBUICEIS TNG avaAuong, dnUIOUPYOUUE TO
apxeio 0eDOUEVWV TNG PEAETNG AVTOXAG XPNOIUOTTOIWVTAG TNV aKoAoUBia eVTOAWV:

Input > Database Generator

6.2.9 EKTEAEZH THZ MEAETHZ ANTOXHZ

2Tn ouvéxela, agou €xel dnuioupynBei n Bdaon dedopévwyv TNG HPEAETNG QVTIOXNG
TIPOXWPEOUUE OTNV ETTIAUCT TNG XPNOIMOTTOIWVTAG TNV aKOAOUBia EVTOAWV:

Simulator 2 Run
Katd tn didpkeia TG emiAuong ptropoupe va BAETTOUPE TNV €6EAIEN TNG BAMA — BrAPa

atmd TO CUVEXOMEVA AVOVEWOIUO CNUEIWPOTAPIO TOU TTPOYPAUHATOS OTTOU UTTOPOUNE EKTOG
TWV GAAWV va EAEYXOUNE TOV OPIBUO TWV ETTIHEPOUG BNPATWY TTOU XPEIACTNKAV.

=
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6.2.10 AHYH AMOTEAEZMATQN

Metd v emTuxn emiAuon Tou povTéAou, Traipvoupe Ta ¢nToUpEva ATTOTEAECUOTA
XPNOIMOTIOIWVTAG TNV AKOAOUBIa EVTOAWV:

Post processor - DEFORM 3D Post

€101, TO TTPOYPAMMO Hag odnyei aTo TTEPIBAAAOV EUPAVIONG TWV OTTOTEAECUATWY TNG MEAETNG
QVTOXNG TTOU TTEPIAANBAVOUV:

e looduvapeg Tdoeig katd Von Mises yia 10 K0 TuRua TnG MATPAG

Apéows TTapakdTw Ba TTAPOUCIACOUE TA ATTOTEAETHATA TWV ICOBUVANWY TAOEWV KOTA

Von Mises og N/mm? (MPa) yia k&GO TuApa TNG PATPAG EKTAC TWV 0dNYWY Kal TwV KOXAIDV
TTO0U BEv £Xouv TTPORANPA AVTOXNAG.

Stress - Effective (MPa)

0.000
2.65 Min

Z 1340 Max

-

ZxAMa 6.24: looduvaueg Taoeig katd Von Mises trou déxetal 1o £uBoAo (DEFORM 3D)

Y
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Stress - Effective (MPa)

0.000
0.440 Min

368 Max

ZxAMa 6.25:; looduvapeg Taoelg katd Von Mises Tou 0€xeTal To Avw TURMA Tou eupoAou (DEFORM
3D)

Stress - Effective (MPa)

0.000
0.202 Min

Z Y‘I 030 Max

KX

IxAMa 6.26: looduvaueg Taoeig kard Von Mises trou déxetal n uriTpa (DEFORM 3D)
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Stress - Effective (MPa)

0.000
0.291 Min

Z 231 Max

LYy

ZxApa 6.27: looduvaueg Taoeig katd Von Mises trou déxetal To k€EAu@og (DEFORM 3D)

Stress - Effective (MPa)

0.000
9.73 Min
z 462 Max
Y
v x

ZxAua 6.28: looduvapeg Taoelg kard Von Mises tmou &é€xetal n Baon g untpag (DEFORM 3D)
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Stress - Effective (MPa)

0.000
0.326 Min
z 388 Max
Y
AV

ZxAua 6.29: looduvapeg Tdoeig katd Von Mises 1rou déxeTal n Baon Tou keAUgpoug (DEFORM 3D)

Mapatnpoupe 6T TA TUAMATA TG WATPAG TTOU KATATTOVOUVTAIl TTEPICOOTEPO Eival TO
€uBoAo kal n uATpa étrou gu@aviCetal Taon 1030 MPa kai 1340 MPa avrioTtoixa. Aedopévou
Ouwg o1 T0 6plo dlappong Tou epyaleioxdAuBa AlSI H-13 ttou €xoupe emmAECel givar 1990
MPa BAémToupe OTI €ipooTe o€ EMTPETITA OpIa PE TOV EAAXIOTO OUVTEAEOTH AOQOAEiag TNG
MATPAG o@upnAATNONG va gival 1,49 .

MepioodTepa CUPTTEPACUATA KOI OUYKPIOEIS METOEU OAWV Twv PEAETWV avToxng Oa
TTpayHaToTToinNBolv 0To KEPAAQIO 7 TNG Epyaaciag.
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KE®PAANAIO 7: ZYTKENTPQZH AMNOTEAEZMATON - ZYMMNEPAZMATA \

7.1

2YTKENTPQZH ANOTEAEZMATQN NMPOZOMOIQZEQN

APEOWGS TTAPAKATW TTAPOUCIACOVTAl TA OTTOTEAEOUATA OAWY TWV TTPOCOUOICEWY (8)
TTOU TTPAYMOTOTTOINBNKAvV Kal agopolv Ta oToixeia katd tnv emiAlucn (xpdvog, BAuara,
ap1Buog remeshings), Tnv p€yiotn 1Icoduvaun Tdon katd Von Mises, Tn Bepuokpacia Kal TO
@opTio o@upnAdTNong Tou eu@avifovial 0To TeAeuTaio PAPO TNG TTPOCOMOIWONG KAl TN

duvapn Tou eufdAou kab' O6An Tn SIAPKEI TNG KATEPYOTIOG 0€ oUVAPTNON HME TOV XPOVO.

7.1.1 ZYTKENTPQTIKA ZTOIXEIA EMIAYZHZ

Ta Baoikd oToixeia katd Tnv emiAuon OAwv Twv PoOvTéEAwv TTapoucidalovial OTov

TTAPAKATW TTVOKA:

Sy XPONOZ
AIA G’EAPC“,",SQ,P:& ‘A EMIAYZHE | BHMATA | REMESHES
o) (SEC)
1 20 8012 52 11
2 100 9018 53 12
3 200 8745 52 10
4 300 8818 53 12
5 400 8456 51 11
6 430 9745 52 10
7 480 9322 52 12
8 500 8325 52 9

Mivakag 7.1: Baoikd agToixeia Katd TNV €TAUCH TWV TTPOCOUOIWTEWV

7.1.2 XYTKENTPQTIKA ANNOTEAEZMATA

Ta ouykevTpwTIKG aTToTEAéOHOTA aTTd TRV £TTIAUCH OAWYV TWV POVTEAWY TTapouaiadovTal

OTOV TTOPAKATW TTivVaKA:

APXIKH METIZTO METIZTH MEFIZTO
a/a | @EPMOKPAZIA | ®OPTIO KATA | ©OEPMOKPAZIA ®OPTIO
AOKIMIOY VON MISES AOKIMIOY ZOYPHAATHZIHE
4 (MPa) (’C) (kN)
1 20 340 149 973
2 100 294 202 914
3 200 215 263 666
4 300 150 323 448
5 400 108 397 322
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6 430 99,6 382 242
7 480 91,3 462 276
8 500 85,1 481 197

Mivakag 7.2: MéyioTeg Ta0€IG, BEPpUOKPOTIEG KAl opTia aQuPNAATNONG OAWV TWV TTPOCOUOIWCEWY

7.1.3 OOPTIO ZOYPHAATHZHZ ZYNAPTHZEI THZ METATOMNIZHZ

Ta dlaypdupaTa  TOU QOPTiou cOUPNAATNONG CUVOPTACEI TNG METATOTTIONG OAWV TWV
MOVTEAWV TTaPOUCIACoVTal OTOV TTAPAKATW TTiVAKA:

(3.74 9 .73e+05

2.04e+005

0.000 0.785 1.57 2.36 3.14

Stroke (mm) /‘\ v

IXAMa 7.1: AIdypappa TG dUvaung Tou euBGAoU cuvapTAoEl TN YeTatdtmiong (Ts = 20 °C)

N v
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2
374 9.14e+05
1924005 [ ]
0 / L | L AN I N [ Lo
z
0.000 0.785 157 2.36 3.14 3.93
Stroke (mm) )\
X Y N
IXAMa 7.2: Aidypappa Tng duvaung Tou uBoAou ouvapTioel Tng petatomong (Ts = 100 °C)
2
374 6.66e+05
14es005 |  — 7
0 [ | | | | | i ]
Z
0.000 0.785 157 2.36 3.4 3.93
Stroke (mm) Y

IxAMa 7.3: AIdypayua Tng dUvaung Tou uRBOAOU CUVOPTAOEI TNG YETATATTIONG (T = 200 °C)

v
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2
3,74 4.48e+05
gdfer00d L L ]
0 | | | | | | I | | ' | | | | | | | | | I | | | | i
z
0.000 0.785 1,57 2.36 3.14 3.93
Stroke (mm) J\ v

IXAMa 7.4: AIdypapua Tng dUvaung Tou uBOAOU GUVOPTAOE! TNG YETATATTIONG (T = 300 °C)

ap

374 3.22e+05

B ; i
677e+004 | S — 7
0 ! | | | ! | O |
Z

0.000 0.785 1.57 2.36 3.14 3.93

Stroke (mm) )\

Y

IXAMa 7.5: AIdypapua TN dUvaung Tou uBOAOU CUVOPTAOE! TNG YETATATTIONG (T3 = 400 °C)

Y
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en
3.74  2.76e+05
4“‘)
579e+004 [ — ]
0 | | | | | | 1 | | ' | | | | | | | | | I | | | I i
Z
0.000 0.785 iR57, 2.36 3.14 3.93
Stroke (mm) J\
X Y

IXAMa 7.6: AIdypapua Tng dUvaung Tou uBOAOU GuUVOPTAOE! TNG YETATATTIONG (T = 430 °C)

2
374 2.42e+05
- i
so7ze+004 [  — ]
0 | | I | ' | 1 | | | | | | | | | | | | | | | | I i
z
0.000 0.785 1.57 2.36 3.14 3.93
Stroke (mm) /‘\
X s

IXAMa 7.7: AIdypapua TN dUvaung Tou uBOAOU CUVOPTAOEI TNG YETATATTIONG (T3 = 480 °C)

Y
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3.74 . 1.97e+05

4.13e+004

0.000 0.785 1.57 2.36 3.14

Stroke (mm) )\ v

IxAMa 7.8: AIdypayua Tng dUvaung Tou uBOAOU GUVOPTAOE! TNG YETATATTIONG (T = 500 °C)

ZUPTTEPACHOTA TTAVW OTA CUYKEVTPWTIKA ATTOTEAEOUATA OAWV TWV TTPOCOUOIWCEWV
TTapaTiBevTal oTnV TTAPAYPA@O 7.3 TOU TTAPOVTOG KE@aAQiou.

7.2 2YITKENTPQZH ANMOTEAEZMATQN MEAETQN ANTOXHZ

APEOWGS TTOPAKATW TTapouaidlovTal Ta aTTOTEAETHATA OAWV Twv PEAETWV avToxig (8)
TTOU TTPAYUATOTTOINONKAV KAl apOopPoUV Ta GTOIXEI KATA TNV €TTIAUCN (XPOVOG, UTTORRAKATA) Kal
TNV PEYIOTN 100d0vaun Taon katd Von Mises k&8s TuAuaTog.

7.2.1 ZYTKENTPQTIKA ZTOIXEIA ENIAYZHZ

Ta PBaoikd oToixeia katd Tnv emiAuon OAwv Twv POVTEAWV TTapouciadovTal OTov
TTOPOAKATW TTiVOKQA:

APXIKH
A/A OEPMOKPAZIA E):'IPIIC\);‘JZOHZZ Yno
AOKIMIOY BHMATA
) (SEC)
1 20 1578 11
2 100 1524 11
3 200 1627 11

v
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4 300 1524 11
5 400 1543 11
6 430 1480 11
7 480 1470 11
8 500 1440 11

Mivakag 7.3: Baoikd oToixeia Katd TNV €TTAUCGN TwV PHEAETWY AVTOXAG

7.2.2 XYTKENTPQTIKA ANOTEAEZMATA

Ta ouykevTpwTiKé atroTeAéopaTa atrd TRV eTTIAUGH OAWYV Twv POVTEAWY TTapouaialovTal
OTOV TTAPAKATW TTIVOKA:

MHTPA BAZH MHTPAX | EMBOAO ANQ TMHMA KEAY®OZ BAZH
AIA (DIE) (DIE BASE) (PUNCH) EMBOAOY (SHELL) KEAYOOYZ
(MPa) (MPa) (MPa) (UPPER PUNCH) (MPa) (SHELL BASE)
(MPa) (MPa)
1 3960 1900 5270 1510 917 1580
2 3810 1760 4970 1390 885 1470
3 2690 1290 3690 1010 631 1080
4 1770 876 2450 681 429 730
5 1360 618 1710 502 309 521
6 1130 536 1450 427 263 449
7 1030 462 1340 368 231 388
8 808 380 1050 298 186 318

2UNTTEPAOUATO TTAVW OTA CUYKEVTPWTIKA ATTOTEAECUATA OAWV TWV PEAETWV AVTOXNG
TTapaTiBevTal TNV TTAPAypPa®o 7.3 Tou TTaPOVTOG KEQAAQiou.

Mivakag 7.4: MéyioTeg TAOEIG TWV ETTIUEPOUG TUNUATWY ThG WATPAG
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7.3 2YMIMNEPAZMATA

~

APéOWG TTOPAKATW TTOPATIBEVTAI TO CUUTTEPACKATA TTOU TTPOKUTITOUV META TNV
OAOKAAPWON TWV TIPOCOPOIWOEWY KOl TWV MEAETWYV QVTOXAG KAl TNV CUYKEVTPWON TWV
ATTOTEAECUATWV:

7.3.1 ZYMIMNEPAZMATA EMI TQN NMPOZOMOIQZEQN

Baoi{ouevol otov Tivaka 7.1 OTou ouykevipwBnkav OAa Ta Bacikd oToixEia Twv
TTPOCOMOIWOEWY KATA TN dIdpKeIa TNG £TTIAUCNG TOUG TTapATNPOUNE 6Tl n dloKUpavon Twv
XPOvwyv eTTiAuong Twyv povTéAwy Kupaivetal amd 8012 sec éwg 9745 sec. Ta BAPaTa TTOU
TTPAYHATOTTOINBNKAY YIa va €TTIAUBOUV Ta JOVTEAQ gival 52 KaTd HECO 6po v O APIBUOGS TwV
remeshings tTou TTpayuarotroiidnkayv eivai 12.

ATé TOV TTivaKa 7.2 OTTOU CUYKEVTPWONKAV TO HEYIOTO PopTio KaTtd Von Mises Tou
OOoKIdiou Kal To PEYIOTO QopTio apuUPNAATNONG Tou eUROAOU TTAPATNPOUNE CGTAdIAKN MEIWON
Kal Twv dU0 600 augdveTal N apxIkr BepUoKpaaia Tou dOKIYioU OTTWG €ival QUOIKO, apolu 600
AugAvoule TN BepPOKPATIa PEIWVETAI N AVTIOTOON TOU UAIKOU Kal SIANOP@QUVETAI TTIO EUKOAQ.
Apéowg TTapakdaTw TTapouaialovTal Ta diaypduparta HeTaBoAng TNG YEyioTng Tdong kKatd Von
Mises Tou OOKIJioU KAl TOUu MEYIOTOU @OpPTiou Oo@UPNAGTNONG TOu €PPBOAOU TNG MATPOG
OuvapTNOEl TNG GPXIKNG BEPUOKPATiag Tou SOKIWIou.

METABOAH METZTHZ TAZHZ AOKIMIOY ZYNAPTHXZEI THZ
APXIKHZ OEPMOKPAZIAZ AOKIMIOY

400

350

w
o
o

MEFXTH TAZH AOKIMIOY (MPa)
S
o

y = -0.5426x + 337.68"
50

0 100 200 300 400 500
APXIKH OEPMOKPAZIA AOKIMIQY (°C)

IxApa 7.9: Aidypappa JETABOAAG TNG PEYIOTNG TAONG TOU SOKIUIOU CUVAPTACEI TNG APXIKNG
Bepuokpaaiag dokipiou

600
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METABOAH ®OPTIOY ZOYPHAATHZHZ YYNAPTHZEI THZ APXIKHX
OEPMOKPAZIAZ AOKIMIOY

1200

1000

800

600

400

®OPTIO ZOYPHAATHEZHZ (kN)
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y =-1.6883x + 1017.6 ™
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ZxAua 7.10: Aidypappa peTaBoAAG @opTiou o@uUPNAATNONG CUVAPTACE! TNG APXIKAS Bepuokpaaiag
dokiuiou

AT’ 6T TTapaTnPoOUNE atrd To oXAMA 7.9 UTTOPOUNE VA TTPOCONOIWCOUME TNV KAWTIUAN
METABOANG TNG MEYIOTNG TAONG Tou OOKIYioOU CuvapTACcEl TNG GPXIKAG Bepuokpaciag Tou
OOoKIdiou JE pIa ypauuIkA e€iowon: y =-0,5426 - x + 337,68 Ye ApKETA KAAR TTPOCEYYION.

Emiong, Baoiféuevol oto oxXAMa 7.9 PTTOPOUNE VA TTPOCOUOIWCOUKE TNV KAUTTUAN
METABOANG TOU PEYIOTOU POPTIOU OPUPNAATNONG CUVAPTHOEI TNG APXIKAG BEpuokpaaiag Tou
QOKIUioU PE pIa YPaUUIKA €giocwon: y =-1,6883 - x + 1017,6 pe apkeTA KAAR TTPOCEYYION.

TéNog, atrd Ta diaypdupara TG duvaung Tou euROAOU CuUVaAPTHOEI TNG HETATOTTIONG TNG
TTapaypdeou 7.1.3 TTaparnpouue TNV OpacTIK augnon Tou @opTiou o@upnAdTtnong ota
TEAEUTOIO BAMATA TWV TTPOCOUOIWOEWY OTTOU KAl TO UAIKO KAAUTITEI OAN TNV €mMQAVEIA TNG
MATPAG EPXETAI OE ETTAQN UE OAN TNV ETTIQAVEIA TWV TOIXWHUATWY TNG WMATPOG.
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7.3.2 ZYMIMNEPAZMATA EMI TQN MEAETQN ANTOXHZ

Baoi{ouevol otov Tivaka 7.3 OTTOU ouykevipwBnkav 6Aa Ta Bacikd oToIXeia Twv
MEAETWV avToxng Katd Tn dIdpKela TNG £TTIAUONG TOug TTapATNEOUNE OTI n dlakuuavon Twv
XPOvVwYV eTTiAUONG Twv POVTEAWY KupaiveTal ammd 1440 sec £€wg 1627 sec evw Ta UTTORAMATA
TTOU TTPAYMATOTTOINBNKAY Yia va TTIAUBOUV Ta PovTéEAa gival 11.

Emriong, Baoidéuevol otov Tivaka 7.4 KAToOKEUAZOUUE TOV TTAPAKATW TTivaka OTTou
TTapouaciadovTal N PEYIOTN TAoN OAOKANPNG TNG KATPAG OPUPNAATNONG, TO OpIo dIAPPONG Tou
UAIKOU Kal 0 EAAXIOTOG OUVTEAEOTAG ac@aAgiag TNG UATPAG.

APXIKH MEFIZTH TAZH OPIO AIAPPOHZ EAAXIETOE
an | OEPMOKPAZIA OAOKAHPHZ THZ TOY YAIKOY SYNTEAESTHE
AOKIMIOY MHTPAZ (AISI H-13) AZOAAEIAZ
(°C) (Mpa) (Mpa)
1 20 5270 1990
2 100 4970 1990
3 200 3690 1990
4 300 2450 1990
5 400 1710 1990
6 430 1450 1990
7 480 1340 1990
8 500 1050 1990

Nivakag 7.5: Méyiotn 160N 0AGKANPNG TNG KNATPAG Kal EAAXIOTOG GUVTEAECTAG ao@aAgiag

ATTO TOV TTAPATTAVW TTIVAKA TTAPATNPOUKE OTI CUP@PWVA HE TO UAIKO TTOU £XOUME €TTIAECE
yia Ta TuAPaTa TG pATpag (AISI H-13) yia va avTégel otn Bepury opupnAdtnon Ba Trpétrel va
OeppavOei To Ookipio TouAdyioTov oToug 400 °C. Emiong, mapatnpolue Ot OTIG
TTPOTEIVOUEVEG BepuoKpaaieg apupnAdTnong Tou UAIKOU Tou &okipiou (6061-T6) o1 oTroieg
KupaivovTal atrd 430 °C éwg 480 °C n piTpa oUPNAGTNONG AVTEXEI UE GUVTEAEDTH) AOQOAEIag
ato 1,37 €wg 1,49 TTou gival apKETA IKAVOTTOINTIKOG.

Emiong, amd Tov Trivaka 7.4 é1Tou cuykevTpwlnkav To PEyIoTo gopTio Katd Von Mises
OAwvV Twv TUNUATWY TNG MATPAG TTAPATNEOUUE OTAdIOKN MHEIWOoN Twv TIMWV Toug 600
au&avetal n apxikh Bepuokpacia Tou dokiyiou OTTWGS gival QUOIKO, apou 600 AUEAVOUNE TN
BepuOKpaTia PEIWVOVTAl TA QOPTIO TTOU dEXOVTAI TA TOIXWHATA TNG MATPAG aTTd TO OKIMIO.
Apéowg TTapakdTw TTapoucidletal To diaypdupaTa JETABOANG TNG MEYIOTNG Tdong Katd Von
Mises OAwV Twv TUNPATWY TNG KIATPAG CUVAPTHOEI TNG ApXIKNG Bepuokpaaciag Tou doKIdiou.
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METABOAH METIXTHXZ TAZHEZ TMHMATQN MHTPAZ ZYNAPTHZEI
THZ APXIKHZ OEPMOKPAZIAX AOKIMIOY
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ZxAMa 7.11;: Aidypaupa JETABOAAG TNG MEYIOTNG TAONG TWV THNPATWY TNG WATPAG CUVAPTAOEI TNG
apxIKAG Bepuokpaaiag dokipiou

7.4 NMAPATHPHZEIZ

2TN OUYKEKPIPEVN epyaaia £yIve pia TTPOOTTABEIO TTPOCOUOIWONG Bepuig oeUPNAATNONG
OKpIBEIOG OTNV KOTOOKEUH OBOVIWTWY TPOXWV €ubgiag o0doviwong. Xpnoiyotroinénkav
dIdpopes Beppokpacies yia To Jokidio ol oTroieg Kupaivovtav améd 20 °C éwg 500 °C. H
Beppokpaaia TG PATPOS ANeBnke oTaBepry otoug 20 °C evwd n TaxUTNTa TOou €UBOAOU
eMAEXONKE oTa 15 mm/min.

Ta TepIo0dTEPA  OTOIXEIQ TWV TIPOCOUOIWOEWY, OTIWG Ol OUVTEAEOTEG  TPIPAG,
OUVTEAEOTEG aywyng BepudTnTag, n TaxuTnTa Tou €uROAOU Kal Ta UAIKG Tou DOKIPiou Kal Twv
TUNMATWY  TNG  MATPOG  e€AN@Bnoav  amd  emoTnuovikd 4&pbpa, oTa oToia  gixav
TTPAYHOTOTTOINOEI TTAPONOIEG PEAETEG KATEPYATIWY OIOUOPPWONG.

TéNog, og AdN oxediaopévn uATPA cPUPNAATNONG TTPAYUATOTTOINONKE UEAETN AVTOXNG
OTIg duvdapelg TTou dExeTal atrd 1O OOKIUIO KOTA TNV Katepyaoia. Mpiv TRV KATAOKEUR TNG
MATPAG IO TETOIO WEAETN eival atmapaitnTn yia TNV TTARPN Kal owoTh diacTacioAdynon Tng
HATPAG, EAEYXO TWV KOXAIWV OUYKPATNONG KAl ETTIAOYI TWV KATAAANAWY UAIKWV.

To mpdypappa TTOU XPNOIPOTTOINBNKE TOCO yIa TIG TIPOCOUOIWOEIG 00O Kal yia TNV
MEAETN avToxng cival To DEFORM 3D T1r0U €ival KOTAAANAO yIa KATEPYATIES dDIAUOPPWONG.
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NMAPAPTHMA A: IAIOTHTEZ YAIKQN

NA.1 XAAYBAZ AISI H-13 (YAIKO MHTPAXL)

AlSI Type H13 Hot Work Tool Steel

Categories: Metal Ferous Metal: Tool Steel: Hot Work Steel

Material
Notes:

High hardenability, excellent wear resistance and hot toughness H13 has good thermal shock resistance and will tolerate some water cooling in service
Nitriding will improve hardnass, but can diminish shock resistance if hardened layer is too thick. Electroslag Remelted (ESR) H13 has greater homogenaity

and an exceptionally fine structure. resulting in improved machinabilty, polishability and high temperature tensile strength

Applications: hot wark applications: pressure die casting tools, extrusion tools, forging dies. hot shear blades, stamping dies, piastic molds. ESR H13 is
great for aluminum die-casting tools and plastic mold tools requiring 2 very high polish

Weldability: Pre and Post-heating recommended, can be welded with oxy-acetylene, inert shielded gas and shielded metal arc: Filler should be similar to the

base metal

Key Words:
Vendors:

Physical Properties
Density

Mechanical Properties
Hardness. Rockwell C

Tensile Strength, Ultimate
Tensile Strength, Yield
Elongation at Braak
Modulus of Elasticity
Bulk Modulus

Poissans Ratio
Machinability

Shear Modulus

Thermal Properties
CTE. linear il

Specific Heat Capacity

Thermal Conductivity (k]

Processing Properties
Processing Tempsrature

Annealing Temparature

Metric
7.80 glec

Metric
28 - 30
31-33
39 -41
45 - 47
49-51
51-53
51-53

£2-54

1990 MPa
1650 MPa
90 %
210 GPa
140 GPa
0.30

50 %
810 GPa

Metric

11.0 prvm-"C
@Termpecsturs 250 -850 °C
11.5 pm/m-°C

@& Temperature 26 0 - 2057
124 pm/m-°C

@ Temperature 25.0 - 544 °C
0460 Jig=C

QTeamperaiur= 0000 - 100 °C
24 3Wim-K

ETemparature 215 °C

24.3 WimK

@Temperatute &7

244 WimK
& Temperature 350

247 Wim-K
&Temparature 505 °C

Metric

540 - 650 °C
995 - 1040 °C
845-300°C

English
0.282 Ib/in®

English
28-30
31-33
38-4
45-47
49- 51
51-53
51-53

§2-54

289000 psi
235000 psi
9.0 %
30500 ksi
20300 ksi
030

50 %
11700 ksi

English

6.1 yinfin-"F
@Temperature 77.0 - 203 °F
£.39 pin/in-"F
QTcmperature 77.0 - 401 %
689 pinfin-*F

72 - 1000 °F
0 110 BTUAb-"F
QTemperature 32.0 - 212 °F
169 BTU-inthr-1*-*F
@Temperalure 418 °F

168 BTU-ivhr-ft2-"F
@Temperaiur= 887 °F

169 BTU-nthri*-"F
@Temperature 662 °F

171 BTU-infhr-ft*-"F

ZTemperature 1720 °F

@ Tempersturs 7

English
1000 - 1200 °F
1820 - 1900 °F
1550 - 1650 °F

UNS T20B13, ASTIM A681, FED QQ-T-570, BS 4659 BH13, BS 4659 H13, BS EN ISO 4357 -2000 X40CrMoV5-1, Werkstoff 1 2344
No vendors are listed for this material. Please click here if you are a supglier and would like information on how to add your listing to this material.

Comments

Comments
air or oil quenched and temperad st 705°C (1300°F)
air or oil quenched and temperad &t 675°C (1250°F)
air or oil quenched and temperad at 650°C (1200°F).
ai or ol quenched and tempersd at 620°C (1150°F).
air or oil quenched and temperad at 595°C (1100°F)
air or oil quenched and tempered at 565°C (1050°F)

air quenched from 1025°C (1875°F) or oil quenched from 1010°C

(1850°F) with no temper, or tempered for 1 hour at 315°C (600°F),
425°C (800°F). and 480°C (300°F)

air or oil quenched and tempered a1 510°C (950°F) and 540°C (1000°
F).

at HRC = 55 (ar or ol quenched from 995-1025°C )
at HRC = 55 {air or ol quenched from 995-1025°C )
at HRGC = 55 {air or oil quenched from 995-1025°C )

Typcal for steel.

Calculated

Based on 1% carban steel as 100% machinability
Estimated from elastic modulus

Comments

Comments
Tempering Temperature
Hardening Temperature

=
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Component Elements Properties
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Descriptive Properties

Metric English Comments
Carbon, C 0.32-040 % 0.32-040%
Chromium, Cr 513-525% 513-525%
Iron, Fe >=09095 % >=93095% 8s remainder
Molybdenum, Mo 133-14% 133-14%
Silicon. S 1.0% 1.0%
Vanadium, V 10% 10%

Annealing Temperature
Stress Relisving Temperature

Referances for this datasheet.

850 - 870°C for 4 hours

600 - 650°C for 2 hours (approx.)

fumace cool 20°C per hour max
coal in still air, always stress relief before hardening.

engineering calculat

Marrrcb.

Some of the values displayed sbove mey have baen convartad from thair original units and’or roundac in order to display the informaban in a conssient formet. Users raguiring mors preose cats for saentfic or

ions can click on the peoperty valus to s=e the odiginal v lue s well 23w conversions 16 sguivelent units. We adrise thal you only use the origine| value or one of its rew convensions in your
cal culstions to minimize reunding eame. We alse sk that you wefar 1o MRtWen's tarms of uie regarding this infarmstion. Click b

o view 21l the propany values for this deiadnest = they were ociginally entssed into
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NMA.2 KPAMA AAOYMINIOY 6061-T6 (YAIKO AOKIMIOY)

Aluminum 6061-T6; 6061-T651

Physical Properties
Density

Mechanical Properties
Hardness, Brinell
Hardness, Knoop
Hardness, Rockwell A
Hardness Hockwell B
Hardness, Vickers
Tensile Strength, Ultimate

Tensile Strength, Yield

Composition Notes:
Comgosition information provided by the Aluminum Association and is not for design.

Key Words:  alG061, UNS A96061; ISO AlMg1SiCu; Aluminium 6061-T6, AD-33 (Russia); AAB061-TE; 6061T6, UNS A36061; 1SO Alg1SiCu; Aluminium 6061-T651, AD-
33 (Russia); AABD6T-TES

Vendors: Click here to view all available suppliers for this material,

Metric
270 glce

Metric

95

120

40

60

107

310 MPa

24.0 MPa
QTemperature 371 °C

32.0 MPa
QTemperoture 316 °

51.0 MPa
QTaemparsture 250 'C

131 MPa
@Tempersture 204 °C

234 MPa
Q@Temperature 149 °C

290 MPa

@Temperature 100

310 MPa

Q ' emperahire 24 (0 °
324 MPa
LTemperature -26.0 'C
338 MPa
QTemperature 80.0°C
» 414 MPa
276 MPa
12.0 MPa

@ Strain 0,200 %

emperature 371 7
19.0 MPa
@Strein 0.200 %

Tamparature 316 'C

Tempearature 204 °C

214 MPa

@Strain 0200 %

Temperature 149 °C
262 MPa

& Stron 0.200 %
emperoture 100 °C
276 MPa

g Stram 0.200 %
Temperatire 24

Data points with the AA note have been provided by the Aluminum Association, Inc. and are NOT FOR DESIGN

Please click herz f you are a supplier and would Iike information on how to add your listing to this matenial.

English
0.0975 Ib/in®

English

95

120

40

60
107

45000 psi

3480 psi
@T=mperaiur= 700 °F
4640 psi1
@Temperature 507 °F
7400 psi
@Tampearseture SO0 °F
19000 psi
@Temperaiurs 338 °F
33900 psi
@Temperatur= 300 °F
42100 psi
arperatur= 212 °
45000 psi
QTemperature 752 °F
47000 psi
QTamparature -13.4 °F
49000 psi
@Terperature - 112 °F
60000 psi
@Terparatur= 321 °F
40000 psi

1740 psi

n 0200 %
emperaturs 700 *F
2760 psi

QStran ¢200 %
Tampearsturs 601 °F
4930 psi

@£Srain 0200 %,

Tamperalurs S00 °F

31000 psi
2:Sirain

2001%

smperoture 212 °F
40000 psi
&Stran 0.200 %

Temperature 75.2 °F

Categories: Metal: Nonferrous Metal Aluminum Alloy: 6000 Series Aluminum Alloy
Material General 6061 charactenistics and uses' Excellent joining charactenstics, good acceptance of apphed coatings. Combines relatively high strength, good
Notes: workablity, and high resistance to corrosion; widely available The T8 and T3 tempsrs offer better chipping characteristics over the T6 temper

Applications: Aircratt fittings, camera lens mounts, couplings, marines fittings and hardware, electrical fittings and connectors, decorative or misc hardware.
hinge pins, magneto parts, brake pistons, hydraulic pistons, appliance fittings, valves and valve parts; bike frames

Comments
AA; Typical

Comments

AA: Typical; 500 g load; 10 mm ball
Converted from Brinell Hardness Value
Converted from Brnell Hardness Value
Camverted from Brnell Hardness Valus
Corverted from Brinell Hardness Value
AA; Typical

AA Typical
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Modulus of Elasticity

Paissons Ratio
Fatigue Strength

Fracture Toughness

Machinability
Shear Modulus
Shear Strength

Electrical Resistivity

Thermal Properties
CTE, linear [

Thermal Conductiuity
Melting Point

Solidus
Liguidus

Solution Temperature
Aging Tempearature

Elongation at Braak Im|

Electrical Properties

Specific Heat Capacity

Processing Properties

Notched Tensile Strength

Ultimate Beanng Strength
Bearing Yield Strength

Aluminum, Al
Chromium, Cr

Comp El nts

Pre
Hr

L

283 MPa
@Strain 9.200 %
Temperature -28.0 °'C
290 MPa
@ strain 0.200%
Tempearatore 200 'C
324 MPa
d® Strain 0.200 %
Tamperaiure -196 'C
17 %
ETemperature 25 0 °C
17 %
QTemperature 24 0 ¢
18 %
@Temperature -0 0 *(
18 %
QTempersture 100 'C
20 %
@Tampsralure 149 °C
2%
QTemperature 198 °0
28 %
QTemperature 204 °
60 %
QTomperature 260 °C
85%
QTamparsture 316 'C
95 %
@Temperature 371 'C
12%
@Thickness | 58 mm
17 %

@Oemeter 127 mm

68.9 GPa

324 MPa

607 MPa
386 MPs

033
96.5 MPa

@4 o Cycles 5.00=+3

29.0 MPa-m’
50 %

26.0 GPa

207 MF=

Metric
0.0000033% ohm-cm

ETempaiaiure 200 °C

Metric

23 6 pmim-"C
PLTemparalure 20.0 - 100 'C
25.2 ymém-"C
@T=mperature 200 - 300 *2
0.896 Jig-°C

167 Viim-K

582 -651.7°C

582 °C
651.7°C

Metric
529 °C
160 °C
177 °C

Metric
958-98.6%
0.040-0.35 %

MAPAPTHMA A: IAIOTHTEZ YAIKQN \

41000 psi
LStran €200 %,
Tomperature -13.4 °F
42100 psi
fWStran 0 200 %,
Temparaturs -112 °F
47000 psi
QStrain 0200 %,
emparaiure -321°F
17 %
Temperature -168.4 °F
17 %
QTemperature Pl
18 %
@Temperoture <112 °F
18 %
@Tamparsiure 212 °F
20 %
@Temperature 300 °F
2%
@Temperature 321 °F
28 %
@Temperotre 399 °F
60 %
@Temperature S00 *F
85 %
@Temparaiurs €071 °F
95 %%
@Temperalurs 700 °F
12% Al Typical
@Thickness 0.0825 in
dE% A Typical
Qlrameter 1 500 n

10000 ksi

o

a

AA Typical, Average of tension and compression. Compression
modulus s about 2% greater than iensile modulus.
2.5 em vadih x 0 16 cm thick side-notched specimen, K: =17

86000 psi Edge distance/pin diameter = 2.0
56000 psi Edge distance/pin diameter =2 0

033 Estimated from trends in similar Al alloys
14000 psi completaly reversed stress. RR Moore machine/specimean

cles S 10e+3
26.4 ksi-n¥z K\c: TL onentation.
50 % 0-100 Scale of Aluminum Alloys

3770 ksi Estimated from similar Al alloys.
30000 psi AA; Typical

47000 psi

English Comments
000000399 ohm-cm AA Typical

@Temperature 65.0°F

English Comments
13.1 yinfin-F AA: Typical, average over range

QTarperature 85.0 - 212 °F

14.0 yinfin-"F
QTerperature 830 - 572 °F
0.214 BTUNb-"F

1160 BTU-in/hr-f%-°F AA; Typical at 7T°F

1080 - 1205 °F AA: Typical range based on typical composition far wrought products

1/4 inch thicknass or graater; Eutectic melting can be completely

eliminated by homaogenization

1080 °F AA; Typical
1205 °F AL Typical
English Comments
985 °F
320 °F Rolled or drawn products: hold at temperaturs for 18 hr
350 °F Extrusions or forgings: hold at temperature for 8 hr
English Comments
953 -986 % As remainder

0.040 - 0.35 %

=
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Copper, Cu
Iron, Fe
Magnesium, Mg
Manganese. Mn
Other, each
Other, 1otal
Silicon, Si
Titanum, Ty
Zinc, Zn

References for this datasheet.

D15-040%
<=070%
080-12%
==0.15%
<= 0.050 %
<=015%
0.40-0.80 %
==0.15%
==0.25%

015-040 %
<=070%
080-12%
<= 015 %
<= 050 %
<=015%
040 -0.80 %
<=0.15%
<=026%

MAPAPTHMA A: IAIOTHTEZ YAIKQN \

Matirab.

Some cf the values dizplayed above may have been convartac from their original units and/or roundad in order to display the informabon in a consstent farmat. Usars reguiring mors preose cats for scientic or
engin=ering calculations can click on the property valus to s=e the original vslue 3s well 33 v convenicons fo squiva lect units. We advise that you only use the original val ue o ooe of its rew conversions in your
cal culstions to minimize reuncing eeod. We also sk that you wefar 1o MafWes's terms of wee regarding this informstion. CHok nes o view 81l the propenty valuss for tis daiashes! &6 they wee ofiginally entssed into
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NMAPAPTHMA B: AOIMNZMIKO & XAPAKTHPIZTIKA H/Y

nB.1 AOrIzMIKO

To AoOyIOPIKO TTOU XPNOIUOTTOINBNKE yia TRV OAOKARPWON TNG £pyaciag TTeplypd@eTal

APECWG TTAPAKATW:

+ Juyypaoni spyaciac:
Microsoft Word 2013

+ FEmeéspyaaia dSedouévwyv:
Microsoft Excel 2013

+ SxedlaoTikG makéro:
SolidWorks 2013

+ [lakéro memepaouévwy oToIXEIWV:
Deform 3D 10.2

NnB.2 XAPAKTHPIZTIKA H/Y

Ta XapoKTNPEIOTIKGE TOU NAEKTPOVIKOU UTTOAQOYIOTH TTOU  XPNOIUOTTOINBNKE yia va

EKTEAECTOUV OI TTPOCONOIWCEIG Eival:

+ Emeéapyaaric:
Intel Core i3-2370M 2.40 GHz

+ Mvriun RAM:
4 GB 1333 MHz

+ Kdpra yoaQiKwy:
Intel HD Graphics 4000

"
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NMAPAPTHMA I': BIBAIOTPA®IA

Nr.1  EAAHNIKH BIBAIOTPA®IA

10.

11.

12.

A.MavwAdKog, ZnPEIWOEI§ Tou paBruartog: Karepyaoieg |, «Z@upnAdtnon (forging)»

A.MavwAdkog, Znueiwoelg  Tou  poBnuarog: Kartepyaoieg |, «EAaTTWOUATO
opupnAdtnong (forging defects)»

A.l.MdpaAn, Katepyaoieg Twv YAIKwv |, 'Ekdoon EBvikou Metoopiou MoAuTtexveiou,
ABriva 1998.

A.l.MdapaAn, Texvoloyia Twv Katepyaoiwv Twv YAIKwv: Mn ZuuBaTikég Katepyaaoieg,
ABriva 2000.

M. MMowapag, MéBodor MovteAottoinong NG Z@QuUPNAATNONG OOOVTWTWY TPOXWY,
METATTTUXIOKN €pyaaia, ABriva 2007.

KwoTtémmouAog O. N., Odoviwaoeig kal MeiwTthpeg Z1pogwy, Ekddoeig Zupewv, AdBrva,
1991.

MpoBaTidng X., Aviwviddng 1., YtrohoyioTikéG MéBodol oTig Kataokeuég, EkdOOEIg
E.M.IM., ABrva 2004.

Anuntpiou B., H MéBodog Coons otnv Kataokeur) lMAeypdTtwy, MeTtatruxiakn
Epyaoia, AMNMEZ «ZuotAuata AutopaTiopoU» (emBAETTwWY kab. A. Kavapaxog),
E.M.IM., ABrva, 2000.

Anuntpiou B., TllpocapuooTikd [emepaocuéva ZToixeia kai  uvagrn [MAEypara,
AidakTopikn AloTpIfry (emBAéTTwy kab. A. Kavdpaxog), E.M.1., ABrjva, AlyoucTtog
2004.

MiATIadoug A., MéBodol ZeupnAdTnong odoviwTwy Tpoxwy, AImAwuatikn Epyaoia,
E.M.I., ABriva 2012
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