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1. EIZArQrH

21NV TTapouca dITTAWUATIKA Epyacia eTTEENYEITAI O OPICUOG TWV KATEPYATIWY TOPVEUONG OTO
Aoyiouiké Autodesk CAM 1tng Inventor kai divovtal K&tola Trapadeiypata autwy. AvaAleTtal
AETTTOMEPWG O TPOTTOG TTOPANETPOTIOINONG TWV KATEPYATIWY Kal TEAIKA, £€AyeTal 0 G KWAIKAG
TToU Ba gl0axBei oTNV EPYAAEIOPNXAVI] TTPOKEIMEVOU VA TTPAYUATOTTOINBOUV Ol KATEPYATIEG.

2710 deUTEPO KepdAaio, emenyeital n Tépveuon wg KaTepyaoia atroBoAr ¢ UAIKoU Kal opiovTal
ol Baoikég katepyaoieg TOpveuong. AkoOun, TTapatiBevial KATTOIa IOTOPIKA OTOIXEIQ yia TIG
EPYOAAEIOUNXAVEG  WNOIOKAG KaBodrlynong Kair Tov TPOTO  Acitoupyiag Toug.  TéEAOG,
TTapouciadetal n dladpoun atrd Tov OXeSIOONO evog Tepaxiou o€ TTpdypaupa CAD péxpl Tnv
KATAOKEUN TOU O€ IO EpYAAEIouNXavr] yn@lakns kabodnynong, péow tTpoypduuarog CAM.

210 KegdAaio 3, avamrTUooovTal ol TTAPAPETPOI aPXIKOTTOINONG EVOG TEPAXIOU KABWG Kal OAEG
Ol KATEPYOOieG TOPVEUCNG TTOU UTTOPOUV VA TTPAYHUATOTTIOINBOUV OTO GUYKEKPIMEVO AOYIOHIKO
CAM. Apxikd, trepiypd@ovtal Ta oTAdIa TTAPAPETPOTTOINCNG TOOO TOU apPXIKOU TEPAXioU TTPOG
KATEPYOOia OGO KAl TWV KOTITIKWYV £PYOALiwY TTou Ba XpnoigotroinBouv yia TIG KATEPYATIEG.
2T OUVEXEIQ, ETTEENYOUVTAI Ol KATEPYAOieg TOPVEUONG KAl Ol TTOPAUETPOI TOUG [HIa TTPOG MId.
KaTtaAyovtag, avaAUeTal o TPOTTOG TTPOCOUO0IWONG TWV KATEPYATIWY TTOU £€XOUV OPIOTEN Kal N
e€aywyn Tou KwdIka KaBodrynong.

H dimmAwpatikn epyacia ouvexietal pe 10 Ke@aAaio 4, To oTToio TTEPIEXEI TA TTApAdEiyaTa
KATEPYOOIWV TToU TTpayuartotroifjenkav. lMNapoucidlovral avaAuTiKA ol TTOPAPETPOI TTOU
XPNOIMOTTOIRBNKAV OTTWG £TTioNg Kal 0 G KWAIKAG TToU TTPOEKUYE yia KABe KaTtepyaoia.
EmiTAéov, @aivovTal Ta aTTOTEAECUOTA TWV TTAPAdEIYUATWY OTO DOKIMIO TTOU KATEPYAOTNKE
o010 Kévipo TOpveuong CTX 301 eco Tou gpyacTtnpiou MIKpOKOTTAG Kal  KaTaoKeudaoTIKAG
Mpooopoiwong (m3) Tou MNoAuTtexveiou KpATng.

TeAikd, n OITTAWMATIKY €pyacia OAOKANPWVETAI YE TA CUMTTEPAOUOTA TTOU TTPOEKUWAY KaTd
TV ava@Aucon Tou Aoyiopikou CAM Kal TNV KaTaokeury Tou dokipiou. MapdAAnAa, toviovTal
KATToIa onueia Kal TTapdueTpol OTIG oTToieg agidel va doBei TTpooox atmmd Tov XprRoTn Tou
AOYIOUIKOU.



2. TOPNEYZH KAl EPTAAEIOMHXANEZ CNC

Katepyaaoia gival n diadikacia e Tnv otroia omrolodrmoTe UAIKG £TTECEPYACETAI KAl ETATTOIEITAI
TTPOKEINEVOU VO TTapaxBei TO TEAIKO TTPOIdV. YTTApYXoUV JIAQOPETIKEG KATEPYAOieS Kal PéBodol
katepyaoiag. O1 katepyaoieg diakpivovtal, katd DIN, o€:

* ApX€yoveg KaTEPYOQOiEC: TO UNIKO apXIKA Oev €XEl OUYKEKPIUEVO OXAMA A HOP®R, OAAG
ATTOKTA KABOPIGPEVN YEWMETPIO JETA TN Hop@oTToinon (XUTEUOT), KOVIOUETAAAOUPYIA, K.ATT.).

* AIOUOPPWOEIC: XAPAKTNPIOTIKG TOUG €ival n TTAACTIKN TTapapdép@waon Kal n dlatipnon Tng
palag Tou UAIKOU. Alakpivovtal o€ Katepyaoieg Olaudép@wong Tou CUMTTayoUug UAIKoU
(o@upnAdaTnon, éAacn, diEAaan, oAk, K.ATT.).

» Karepyaoieg dlapdpewaong Tou eTITTEdoU eAdopatog (Kaduywn, amdétunon, Babeia koidavon,
K.ATT.).

+ Komrég 1 katepyaoiec amoBoAlc UAikoUu: H upop@otroinon emTuyXAveTtal pJe ouvOuaouo
TTAQOTIKAG Trapaudépowong o€ OdIdTtunon kol atmmoBoAfy UAIKoUu (Tépveuon, OidTpnon,
epelapioua, Aciavon K.ATTE.). ZTIG KaTepyaoieg atmooAnRg UAIKOU, uévo Wia oTpwaon UAIKOU Tng
KATepyaouévng €MQAVEIAG O PIKPO i o€ PeYOoAUTEPO BABOG, avdloya pe Thv TTEPITITWON
KATEPyaoiag, ugioTatal TTAACTIKN TTapaudp@won Kal aAAayEG ) KOl JETAOXNMATIOMOUS aTnV
KPUOTOAAIK) Tou O&opr}, dpa Kal C€ OPIOMEVEG 1010TNTEG TOU G€ TIANPN avTiBeon HE TIG
KATEPYOAOIEG DIAPOPPWONG, OTTOU TETOIEG UETAPBOAEG TTPAYUATOTTOIOUVTAI OTNV OAn Wala Tou
KOMMATIOU | 0€ ONUAVTIKO JEPOG TOU.

* Emo@avelakéc KaTepyaaies: Aev em@Eépouv aAAayr OXAPATOG OTO TEUAXIO OAAG UETAROAN
OTIG 1010TNTEG TNG KATEPYAOMEVNG ETMIPAVEINS (evioxuon kal TTpocTacia). Alakpivovtal o€
BePUIKES, BEPUOXNMIKES KOI ETTIKAAUYEIG.

+ Katepyaoie¢ ouvdeong: Alakpivovial o€ PETAANOUPYIKEG OuvdEoel (OUYKOANACEIG) Kal
MNXAVIKEG OUVOEDEIG ( NAWOEIG, KOXAIWOEIG, K.ATT.).

2.1 Tépveuon

O1 katepyaoieg atToBoARG UAIKOU 1) KOTTEG, TTPOKOAOUV TTPOOBEUTIKN a@aipecn UAIKOU attd TO
TEUAXIO TTPOG KOTTH PEXP! VA dIauopPweei To €mMBuUuNTO dokiplo. H Tépveuon TTou eeTdleTal
oTnV TTapouca SITTAWMATIKI AVAKEl OTIG KATEPYQOieG KOTMNG. Mo Ouykekpipéva, TOPVEUON
KOAEiTal N Katepyaoia Katd Tnv oTroia agaipeital UAIKG atrd éva TepdxIo, ouviBweg Pe KUKAIKN
dlaToun, TO OTToi0 TTEPIOTPEPETAI YUpw atrd Tov Kevipikd GEova Tou. H Kupla Kivnon otnv
TépvEUON Eival TTEPIOTPOPIKA KAl TTPAYHOTOTTOIEITAI OTTd TNV ATPAKTO 1 AAAIWG TOOK OTnV
oTroia  TTPoCdéveTal TO TEWAXIO TIPoG KOT. H Taxutnta auth ovopddetal Taxutnta
TEPIOTPOPNG TNG ATPAKTOU. AguTepEUOUCA Kivnon OTNV TOPVEUOH Eival AUTH TOU KOTITIKOU
EpyaAciou n otoia eival PETAQOPIKA Kal ovopdletalr mTpéwon. YTdpyxouv Sidgopa €idn
TOpveuong avaloya pe Tn didragn Tou afova ToOpveuong A Tn B€on NG EMIQAVEIOG TTPOG
Katepyaoia. 210 ZxNua 2.1.1. TrapoucialovTal ol BACIKEG KATEPYATIEG TOPVEUONG.

Aidtpnon: H kartepyacia TOpveuong oTnv oTroia dnuIoupyeital Hia
T TPUTTA OTO ECWTEPIKO TOU TEPAXIOU.



Zeipwparog: H karepyacia TtOpveuong oTnv OTToid dnuioupyeiTal
4 OTTEipWHA €iTE EEWTEPIKA EITE EOWTEPIKA TOU TEPAXIOU.

L
W72

AmoéTunon: H kartepyacia TOpveEUONG OTNV OTTOIO ATTOKOTITETAI £va
rh————

Ailavoign: H katepyacia tépveuong OTnv oTToid avoiyel pia non
uTTdpyxouca TPUTTA OTO TEPAXIO.

TUAMA TOU TEPAXiOU.

Kwvikf: H kartepyacia tépveuong oOTnv OToia dnuioupyeitalr pia
OMOAR peTdBaon atrd TN DIAPETPO TOU TEPAXIOU TTPOG TNV €TTIBUPNTA
OIQUETPO, UE TO ATTOTEAECHUA VA TTPOCOUOIACEI ME KWVO.

MpowiA: H katepyaoia tépveuong oTnv OTToI0 aQaIpEiTal £€va PIKPO
" A TuAUO TOU MTTPOOTA  KOMMATIOU TOU TEMAXIOU TTPOKEINEVOU VO
rA | ¥ dnuioupynOei pia Acia eTTiQaveia

)
Tpowon

Auldkwon: H kartepyacia katd Tnv otroia dnuioupyeiTal  ia
‘auAdkwan’ oTo TePaylo

Alapnkng: H «katepyacia Ttopveuong
oTnv oTmroia N Kivnon TOU KOTITIKOU
epyaAciou gival TTapdAANAn oTov Géova
TépVEUONG.

Loy,
TopVERon

Eywipoo
10pvILon

Eykdapoia: H karepyaoia tépveuong otnv
oTToia n Kivnon TOU KOTITIKOU gpyaAcgiou
gival kaBeTn oTov dgova TOPVEUONG.




2xnua 2.1.1: BaolkEG KATEPYATieG TOPVEUONG
2.2 EpyaAgiopnxavég kal yn@iaki kabodnynon

H epyaAciounxavr) €ivalr pia gnxav Tou XPNOIKOTTOIEITal yia TNV €TTeEEpyania PETAANKWY
KOMMOTIWY, ME MIa o€ipd, ouvABwg emmavaAapBavopevwy, KOTTwy. TOpvog ovoupaleTal n
EPYAAEIOPNXAVI] TTOU €KTEAEI £pyaoieg KOTTAG ME TOpveuarn. O epyaAciounxaveég TOPVEUONG
dlakpivovTal he BAon TNV KaTeUBUVOT] TOUG O€ KABETOUG KAl PJETWTTIKOUG, OTTWG QaiveTal OTO

2xAua 2.2.1.

Kd&b6eToI
MeTwTTIKOI

ZxNMa 2.2.1: Eidn 1épvwyv pe Baon tnv KatelBuvor Toug

Me Bdon Tov TpOTTO KABOBAYNONGS TOUG OI epyaAElounXaveS dlaxwpiCovTal o€ CUUPBATIKES Kal
WYneIaka KaBodnyoupeveg. ZUPPBATIKEG EPYAAEIONNXAVEG Eival QUTEG Ol OTTOIEG KaBodnyouvTal
XEIPOKivNTa aT1Td TOV €KAOTOTE XEIPIoTH. Wnoiakd kabodnyoupeveg 1 CNC (Computerized
Numerical Control) ovopddovTal ol EpYaAEIONNXAVES OTIG OTTOIEG N KOTTH £vOG TEPaXioU yiveTal
ME TN XPAon KwdIKa oTrd nNAEKTPOVIKO UTTOAOYIOTH) TTOU €ival EVOWHATWHEVOG OTNV
epyoAeiounxav. TMépa amd T XPAON TOU nNAEKTPOVIKOU UTTOAOYIOTA TIou  Eival
EVOWMATWHEVOG  OTIG PNXavég, ol epyaAeiopunyxavég CNC  €xouv Tn duvardtnta  va
TTPOYPAMKATIOTOUV YIO TIG EMOUPNTEG KATEPYAOIEG KAl PMECW OTTOIOUBATIOTE NAEKTPOVIKOU
uttoAoyioTr, ME Tn XPAon Twv KAaTGANAwv Tpoypaupdtwy CAM  (Computer Aided
Manufacturing).

H tmpwtn epyaleiounxavry CNC kartaokeudoTtnke 1o 1949 amd tov John T. Parsons kai
avaTiTuXOnke WG KOPUATI €vOG €peuvnTIKOU TTPOYPANKOTOS OTNV  AEPOVAUTTNYIKA TTOU
TTpaydatotroiénke amdé 10 Massachusetts Institute of Technology (MIT). H Trpwtn
TreIpapaTiky) epyaAeiounxavry CNC ATtav pia @péfa pe oTOXO va XpnolyotroinBei yia tnv
KATAOKEUN €AIKWV YIa EANIKOTITEQA KAl AVOEKTIKWY €AACHATWY YIa agpooKA®n. Tnv Trepiodo

aut) ol gpyaAsiounxavég CNC  xpnoigotroiouocav  avaAoyikO TTPOYPAPUATIONO yIa  Th
6



Aeitoupyia Toug. Metd 10 1960, €€eAixBnkav og pia TTAPOPOIO POPPH WE TN CNMPEPIVH TOUG,
XPNOILOTTOIWVTAG WNPIOKEG TEXVOAoyieg. To 1976 oxediaoTikd (CAD) Kal KOTAOKEUAOTIKA
(CAM) TTpoypduuaTa evowuaTwonkav oTIG PNXAVES KE Wn@IoKkr KaBodAynon. ZTn onuepPIVA
ETTOXN Ol YNOPIOKA KOBOdNYOUUEVEG EPYOAEIOUNXAVEG EXOUV QTTEPIOPIOTEG dUVATOTNTEG KAl
TTapEXOUV HEYAAN eUKOAia Kal eueAIEia oToV XEIPIOTA Toug. H auTtopartotroinon Tng TTapaywyng
TIG KABIOTA KATAAANAEG aKOUN Kal yia hJovadeg TTapaywyng. MAEov, o1 epyaAEIopunNXaveS auTég
EXouv peYAAn Xpron Kal ekTOG TNG PapIdg Plounxaviog, PE XAPAKTNPIOTIKG TTAPAdEIYHO
YVWaoTH eTaipgia  TEXvoAoyiag, n oTroia KATAaoKEUAlel TOv OKEAETO TwV NAEKTPOVIKWV
UTTOAOYIOTWV TNG O€ epyaieiopnyavr) CNC.

2.3 Mpoypdppara Yn@Iokng oxediaong Kal KATAOKEUNG

Mpoypdupata wnoiakrig oxediaong 1 CAD (Computer Aid Design) Tpoypduuara
OvopAdovTal auTd TTOU XPNOIUOTTOIOUV AOYIOUIKO NAEKTPOVIKOU UTTOAOYIOTH TTPOKEINEVOU VO
Bonbroouv Tov XprioTn oTnv oxediaon Tou emOBupnToU Tepayiou. Ta TTpoypduuaTa auTd
EMMTPETTOUV TNV dnuioupyia oxediou ae dUO dIACTACEIG KAl TNV oXediaon POVTEAOU O€ TPEIG
dlaoTdoelg. ETTiong, TTpoc@EPOUV YPAPIKK ATTEIKOVION TwV HOVTEAWY Kal oxediwv. H oxediaon
o¢ Trpoypdupatra CAD Oivel Tnv duvaTtdtnTa OTOV XPHOTN VA TIPOCAPMOLEl Kal  va
dlagopoTrolei e eUKOAia Ta ox€dIa TOU Kal va Toug divel TIG emOuunTtég dlaoTAoelg. AKOun,
ETTITPETTOUV TNV EQPAPHOYH AVOXWYV OTA HOVTEAQ Kal ETTIAOYH OUYKEKPIMEVWV UAIKWV.

Mpoypdupata YynelokAg kataokeung A CAM trpoypdupara (Computer Aided Manufacturing)
ovoudlovTal auTd TTou CUVOEOUV TO OXEDIO TTOU TTPOKUTTITEI ATTO TO TTPOYPAuMa CAD ue tnv
epyaAeiounyavr] mou Ba katackeudoel 1o dokiyio. Ta mpoypduuata CAM PETATPETTOUV TO
OX€OI0 TTOU €xel TTPOKUWEI, PMEOW TNG €TMAOYAS KATAAANAWY KaTepyaoiwy, o€ G KWAIKA O
OTT0i0¢ €ival karavonTtdg atro Tnv epyaAsiopnyavr). Mg autov Tov TpOTTO diveTtal n duvaTtdTnTa
oToVv XpNoTNn va eTTAEEEl TIG €TIOUUNTEG KATEPYATIES VIO TNV KOTAOKEUR TOU TEPAXIOU Xwpig
atrapaitnTa va £xel yvwaon 1ou Kwdika G. To Aoyiouikd TTapdyel TOV KWOIKA ETOIMO Va 100X 0O€i
oTn Jnxavr kai va trapaxdei 1o Tepdxio. Ta mpoypdupara CAM OleuKoAUVouV Ge PEYGAO
BaBud TNV ETMIKOIVWYVIO TOU XPrOTN ME TNV €PYOAAEIOUNXAVI] KAl TTOPEXOUV QUTOMOTOTTOINGN
oTnNV TTapaywyr. Z& eTTOYEVO KEPAAQIO avaAUoVTal Ol KATEPYATIEG TOPVEUONG OTO TTPOYPANUA
Inventor CAM 1n¢ Autodesk, kKaBwg kal Ta atmmoTteAéopaTa Ta OoTToia TTapdyouv. MNapakdaTw
TTapoucialetar éva dIAypapua Pong yia Tnv KaAUtepn katavénon Tng ouvdeong Twv
TTPOYPOMPATWY UE TNV EPYAAEIOUNXAVH.



CAD
Zxebiaon Twv Tepayiwv Mpog
KATAOKELN

!

CAM
Metatporn twv
oxebiwv o G kwbika

!

CNC
Metatponm tov G
Kwdlka g Kivnon yia
TNV KATAOKELN TOU
TEpaYIOU

ZxNua 2.3.1: Aidypaupa pong



3. INVENTOR CAM

To pdéypapua TTou Ba xpnoipotroinBei oTnv TTapouca dITTAWPATIKY Epyaaia ival To Inventor
NG Autodesk. H epyaAeiounxavr Tou XpnaoldoTrolgital ival 1o kévipo Topveuong CTX 301
€C0. 270 apXIKd TTapGOupOo TOU TTPOYPAUHUATOG ETTIAEYETAI TO EIKOVIOIO TTAVW APICTEPE PE TNV
évdeicn CAM. Mo ouykekpigéva yia Tnv T1Opveucn Ookipiwv Ba yxpnoiyotroinBei 1o TUAA
Turning émmwg @aiveral oto ZyxAua 3.1. Mpiv Eekivrioel n dNAWON Twv KaTEPyaoiwy TTou Ba
TTPAYHATOTTOINBOUV OTO BOKIMIO TTPETTEI VA Yivel OAAWOT TwV KOTITIKWY EPYAALiWV KABWG Kal
NG €pyaAciounxavig Tou Ba  xpnoigotroinBolv  Kal KAToIwv  BaCIKWY  apXwyv Twv
KATEPYOQOIWV.

ZxAua 3.1: CAM Turning
3.1 BiBAI0O KN KOTITIKWYV gpYyaAgiwv
ApxIKd, vyivetar dAAwWON Twv KOTITIKWY €pyaAgiwy TTou Ba  XpnoigotroinBolv yia  TIg

Katepyaoieg. AuTd yivetal eTmAéyovTag To €ikovidio Tool Library oto TuAua Manage tou CAM,
OTTWwG Qaiveral oto 2xAua 3.1.1.

‘aga

ZxAua 3.1.1: Tool Library

MatwvTtag 1o €IKoVidIo avoiyel éva TTapdBupo, To OTToio TTapouciddeTal oTo ZxNua 3.1.2. 210
TTpéypapua uttdpyxouv non armmobnkeupéva epyaleia kalr KAmoieg PBIBAIOBNAKES. AuTEQ
TTapouciafovtal OTO ApIoTEPO KOWMATI Tou TTapaBupou. E@ooov emiAeyei pia BiBAIoBRAKn,
epavidovral OAa Ta gpyaAeia TTou gival atToBNKEUPEVA O QUTAV Kal KATTOIA XAPAKTNPIOTIKA
TOUG, OTTWG N OIAPETPOG Kal O TUTTOG TOU EPYAAEIOU. 2TO KATW APIOTEPA TURMA TOu TTapaBupou
EM@aviCeTal PI TTPOETTIOKOTTNCON TOU €PYOAEiOU Kal TOU cuykpatnti Tou. Eivalr xpAoigo va
yiveTal amré Tov XproTtn dnpioupyia Tng dIkNAG Tou BIBAIOBNAKNG e Ta dloBEéocipa epyaAgia Kal Ta
XOPAKTNEIOTIKA TOUG, TTPOKEIMEVOU VA PEVOUV aTTOBNKEUEVA Yia OAEG TIG KATEPYAOIES KAl TO
Tepdyia TTou emBupuei va katepyaoTei. Na va dnuioupynBei n BIBAIOBAKN UTTOPEI O XPOTNG
€ite va emAECel atro Ta dN amobnkeupéva epyaleia ite va Ta dnAwaoel ek véou kKaBopifovTag
OAa Ta XapakTNPIOTIKA TOUG, OTTWG AVOAUETAI TTAPAKATW.



G Tool Library O %

----- @ Holder Text contains \’ x Show Operation:
e[ By Type : i
E—]@ By Tool Material Name Number  Diameter  Corner Radius Angle Type Vendc
i @ u @0,0059" drill (#97) 0,0059" 118° Drill
u (0,0059" drill (#37) 0,0059" 118° Drill
u @0,0059" drill (#97) 0,0059" 118° Drill
u 00,0059" drill (#37) 0,0059" 1182 Drill
u @0,0059" drill (#97) 0,0059" 118° Drill
u ©0,0059" drill (#37) 0,0059" 1182 Drill
u @0,0059" drill (#97) 0,0059" 118° Drill
u ©0,0059" drill (#37) 0,0059" 1182 Drill
u @0,0059" drill (#97) 0,0059" 118° Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
u @0,15mm drill 0,15 mm 1182 Drill
II AN 1 Smamn Arill N1 mrmn 1100 il
U MNew Mill Tool ‘,—f MNew Mill Holder Mew Turn Tool I“ | Mew Library Edit oK Cancel

ZxAua 3.1.2: Tool Library 2

MNa va yiver n dnAwaon evog véou epyaAgiou, o€ auTtd To TTaPABUPO TTOU £XEI AVOIEEL, ETTIAEYETAI
10 New Turn Tool, yia kd0e véo epyaleio TOpveuong TTou dnAwvetal. MOAIG etTiIAeyei To New
Turn Tool avoiyel éva TTapdBupo, To OTTOI0 OTNV TTPWTN KAPTEAD TTEPIEXEI YEVIKEG TTANPOYPOPIES
yla TO KOTITIKO €pyaAeio OTTwg @aivetal o1o xNua 3.1.3. 310 dei KOPPAT Tou TTAPaBUpoU
TTOPOUCIACETAI TO KOTITIKO €PYAAEiO, TO OTTOI0 PETABAAAETAI aVAAOYQ PE TA XOAPAKTNPIOTIKA
1Tou &ivel 0 XProTngG.

| Tool: #1 - CNMA??? X

| General Tnsert Holder Setup Feed & Speed i i

General
Number: Coolant: Description:
1 Flood v
Compensation offset:  Material: Comment:
1= Carbide w
Turret: Vendor:
=

-

Manual tool change Product id:

Break control

oK Cancel

Zxnua 3.1.3: New Tool General
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210 Tedio Number, opieTal 0 apIBUOG TOu EPYOAEIOU TTOU XPNOIKOTTOIEITAI VIO VO ETTIAEYEI TO
KOTITIKO epyaAegio ammd Tnv epyaAsiopynxavry. AnAadr o apilBudg Tng B€ong Tmou €xel oTOV
EPYAAEIOPOPEQ TNG PNXOVAG.

2710 Tedio Coolant, opifeTal o0 TPOTTOG £yXuong KABWGS Kal TO €id0G TOU WUKTIKOU uypoU TTou
XPNOIUOTIOIEl TO OUYKEKPIUEVO epyaAeio. Or diaBéoiyeg €mAoyég o€ autd To Tredio
TTapouaialovtal oto 2xAua 3.1.4. O 16pvog TToU XPNOIYOTIOIEITaI OTAV TTapoUca SITTAWMATIKA
divel TN duvaTtdTNTA TTAPOXNSG WUKTIKOU UYPoU WE UTTEPXEINION, ETTOUEVWG O OAA TA KOTTTIKA
emAéyetal 1o flood.

AlaBEoiuec emIAoyEC

Tool: #1 - CNMT??? X
WukTikoU Yypou
General Insert Holder Setup Feed & Speed TV (Coolant)
General Disabled:
Number: Coolant: Description: ATtrevepyoTroinuévo
14 |Flood v Flood: 'Eyxuon ue
Compensation offset: Disabled 'IT)\I‘] M pUpG
225 |mist Mist: 'E
Turret: Through Tool st: V,XUOT] He
' Air YEKATUO

0% |Air Through Tool
Suction

(") Manual tool change |Flood and Mist

Flood and Through Tool

Through Tool: ‘Eyxuaon

WUKTIKOU yéoa atrd 1o

KOTITIKO epyaAEio

Air: Mapoxn aépa

Air Through Tool:

Mapoxr| aépa péoa amd

TO KOTITIKO £pyaAEio

Suction: Avappognan

Flood and Mist: 'Eyxuon
oK Cancel ME WEKATHO Kal

TANPpUpa

(7] Break control

j

Flood and Through Tool:
‘Eyxuon ye TTANUUUPA Kal
péoa atrd TO KOTITIKG £pyaAEio

ZxAua 3.1.4: Coolant
210 Tedio, Compensation offset, divetal 0 d€iKTNG yia TNV avTiIoTABUION TOU KABE epyaleiou

OTnNV KaTEPyaoia TG TOPVEUONG.
Metd, opieTtal To UAIKS Tou KABE KOTTTIKOU, 0TO TTedio Material, ammd pia Aiota meavwyv UAIKWwvV

TToU QaiveTal oto ZXAua 3.1.5.

11



Took #1 - CNMT?22 X Al0B£aiueg TTIAOYEC
General Insert Holder Setup Feed & Speed —— Y)\IKU‘)V KOTI-TIKOU

(Material)

General

Number: Coolant: Description:

15 Flood ~

HSS: XdAuBag uwnAng
TaxuTNTOg

Compensation offset:  Material: Comment:

212 -3 | Carbide v

HSS
= Ti Coated
2l Carbide

P Ceramics o
DManuaI tool change Product id:

[:] Break control

Turret: Vendor:

Ti Coated: Mg emkaAuwn
TITaviou

Carbide: Kappidio

Ceramics: Kepapikd

cancel Unspecified:

ATTpoodIOPIoTO
Zxnua 3.1.5: Tool Material

To medio Turret avo@EPETal OTOUG €PYOAEIOPOPEIC TOu KEVTPOU TOPVEUONG, TTOU OTO
OUYKEKPIPEVO KEVTPO KATEPYATIaG gival évag, oTroTe yia OAa Ta KOTITIKA TTou Ba dnAwBouv Ba
TTapaueiver 1.

21a edia Description kar Comment Ptropei va onueIwBei pia TTepypa@r Tou epyaAciou kai
KATTOI0 OXOAIO yIa TNV €UKOAIQ TOU XEIPIOTH.

210 Vendor, onueiwvetal 0 TPounBeuTAG Tou epyaAciou kal oto Product id o o€ipiakdg
aplBuodg Tou epyaleiou TTou diveTal aTTd TOV TTPOUNBEUTH, TTPOKEINEVOU va gival €UKOAN n
QvTIKATAOTAOTN TOU €pYyOAgiou o€ TTEPITITWON POOPAG.

To eikovidlo Manual tool change e@ocov eTmiAeyei, emMTPETTEl TNV XeElpokivnTn aAAayn
KOTITIKWV €PYOAEIWV O€ KEVTPO KaTEPyAoiag TTou yiveTal autéuarta n aAAayr kal 1o Break
control TTpaydaToTToIEl €AEYX0 OTO TEAOG TNG KATEPYATIAG KAl TTAPEXEI TTANPOPOPIES yIa TO av
TO KOTITIKO €x€lI OTTA0El A OXI.

Z1nv deuTEPN KAPTEAA TOUu TTaPaBUpPoU opifovTal TTANPOPOPIES YIa TIG BIGOTACEIG Kal TOV TUTTO
Tou gpyaAeiou, 6TTwg TTapouaidleTal oto 2xAua 3.1.6.
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Tool: #1 - CNMT??7? X

General Insert Holder Setup Feed & Speed

Type: Shape: Cross section:
General Turning ~  <&> C = 80deg Diamond v [EEETypeT v
Unit: Name: Tolerance:
|
| Millimeters ~ CNMT??? M v
Size (cutting edge length): Relief angle:
Custom ~ N = Odeg ~
| 10,1543 mm -2 j
Thickness:
== Custom w

Corner radius: 0,0147638 mm -5

o

Custom A

0,8128 mm 5

oK Cancel

2xnua 3.1.6: New Tool Insert

2710 Tedio Type kabopideTal 0 TUTTOG TOU KOTITIKOU £PYAAEIOU OUUPWVA UE TIG KOTEPYATIES YIa
TIG OTTOIEG XPNOIMOTTOIEITAI, OTTWG QaiveTal oTo ZxAua 3.1.7.

Tool: #1 - CNMQR?? X AlaBéoiueg emAoyéc TuTtTou
General Insert Holder Setup Feed & Speed e EDVG)\EiOU (Tvpe)
Type: Shape: Cross section:
9 <o domn i General Turning: Baoikég
Q7?2 M £ KOTEPYAOieg TOPVEUONG OTTWG N
122 {cutting edge length): Relif angle: TépVELUON TTEPIYPAUUATOG, N KWVIKA
Custom r“ﬂdeg - TOPVEUON, N TOPVEUGH TTPOCWITTOU
s Kol GANEG
Grooving: ATToTunon
.._T:;m 5 Threading: Tépveuon eEwTePIKOU

OTTEIPWHATOG
Boring: Aidtpnon

Corner radius: 0,0147638 mm -5

-

Custom

0,8128 mm -5

ZxAMa 3.1.7: Tool Type

2710 edio Shape diveral TO OXKA TOU KOTITIKOU €pyaAgiou atrd Tig €TTIAOYEG TTOU UTTAPXOUV
01a6£01uEG, o1 oTToiEG avaAuovTal oTo Xxnua 3.1.8.
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Tool: #2 - CNMT???

General Insert Holder Setup Feed & Speed

Type:

General Turning
Unit:
Inches v

Size (inscribed circle di

Custom v =

0,303701 in | &

Corner radius:

Custom ~

0,0321in -5

Shape:

Cross section:

@ C = 80deg Diamond v
© C = 80deg Diamond
5> D = 55deg Diamond
<& E = 75deg Diamond
@ M = 86deg Diamond
&\ = 35deq Diamond
5] A = 85degq Parallelogram

al

[ = 82deg Parallelogram
57 K = 55deq Parallelogram
o R = Round

S = Square

& T = Triangle

5\ W =Trigon

MR Type T v
Tolerance:
M v
Relief angle:
F— N = 0deg v
Thicknass:
P Custom v

A I

v

0,000581251 in |+

Al0Béaipeg emIAOVEC
2xAquatog Epyahgiou
(Shape)
C: Ailauév 80 poipwv
D: AlauévTi 55 poipwv
E: Alaudvti 75 poipwv
M: AlauévT 86 poipwv
V: AlaudvT 35 poipwv
A: MapaAAnAéypapupo 85
Holpwv
B: MapaAAnAdypaupo 82
Holpwv
K: NMapaAAnAdypapuo 55
MoIpwV

R: KukAIko

S: TeTpaywviko
T: Tpiywvikod
W: Tpiywviko

Cancel

Zxnua 3.1.8: Tool Shape

2710 Cross section dnAwveTtal 0 TUTTOG TG TOUAG TOU KOTITIKOU, dNAQDK ETTIAEYETQI TO OXNHO
TOU KOTITIKOU av d1aTiunBei KaBeTa 010 pEGO Tou. EIAéyeTan pia atmod TiIG S100€01uEG ETTIAOYEG
TTOU TTapoucidgovTal oto ZxAua 3.1.9.

Tool: #2 - CNMT??? X

General Insert Holder Setup Feed & Speed

Type: Shape: Cross section:
General Tuming ~  <&» C = 80deg Diamond v |[EEETypeT v~
Unit: Name: Ol Type A
Inches v CNMT?2? [l Type B
Ol Type C
[T Type F
Size (inscribed circle diameter): W] Type G
Custom v (W0 Type H
- OB Type J
0,393701 in 5 | Type M
[ Type N
[T Type Q
T Type R
.
[T Type U
Corner radius: W Type W
[THR Type X
Custom v
0,032in =

-

Cancel

2xAua 3.1.9 Tool Cross Section
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21N ouvéxela, oto Unit opifovtal ol povadeg HETpNONG TTOU XPNOIKOTTOIOUVTAl, EiTE O€ IVIOEG
cite oe millimeters. XTnv TTPOKEIYEVN TTEPITITWON YIO OAO Ta g£pyaAcia XpnolyoTrolouval
Millimeters.

210 Tredio Name ovopddetal To KABe gpyaleio kal 010 Tolerance mAEYETAI N AVTOXN TOU
epyaAciou, atrd Tig dlaBéaiueg emAoyEG TTou TTapouaidalovTal oTto ZxAua 3.1.10.

oo * AigBoiueg emioyég Avroxng KoTrmikou
General Insert Holder Setup Feed & Speed [ g e - [Tolerance]

Type: Shape: Cross section:

General Turning -@c:ﬂndeg Diamond v I TypeT v C

Unit: Name: Tolerance:

Inches v CNMT???

H

Size (inscribed circle diameter):

Custom v

—
czomEo[=
<

0,393701 in

Thickness: G

- ~=— Custom v

Corner radius: 0,000581251in -3

Custom v

0,032in &

U

2xAua 3.1.10: Tool Tolerance

‘Emrerma, kaBopifovtal ol dIGOTACEIG TOU KOTITIKOU €iTE XEIPOKIVNTA WE TNV £TMAOYA custom eiTte
ammod TIG €TMAOYEG TTOU UTTApPYOoUV OlaBéoiueg, 6TTwg TTapoucidadovTal oto Zynua 3.1.11. O
dlaoTdoelg KaBwg Kai n avioxr divovTal aTmd TOV KATAOKEUAOTH) TOU £pYaAEiou Kal QaivovTal
OTnNV OUCKEUAGia TOU KOTITIKOU ] o€ avalAtnon PE Tov oeIplokd aplBud tou gpyaieiou OTO
d1adiKTUO.

AlaoTtdosic Kotrtikou

Size (cutting edge length): Relief angle: EpvaAeiou
Custom —— N = 0deg v ]
Cutting edge length:
| SN l MRKOG TNG aiXung
Corner radius: Mwviakni
Thick QKTiVQ
ickness: . i
Relief angle: lNwvia
e =~ Custom v

METAEU TOU KOTITIKOU Kal
0,0147638 mm -3 NG ETMIPAVEIQG TTOU EXEI

Corner radius:

Custom v MOAIG KOTTEI
= Thickness: lNaxog Tou
0,8128 mm -3 .
| epyaAeiou

2xAMa 3.1.11: Tool Size
15



Z1nv KapTéAa Holder 6Trwg @aivetal oto Zxnua 3.1.12, kaBopileTal av UTTAPXEl JavéAD TTOU
OUYKPOTEI TO EpYaAEio KOTTNG.

General Insert Holder Setup Feed & Speed

Type: Style: Hand:

General Turning F = Odeg end ~ R = Right hande: ~
Unit: Name: Clamping:
Millimeters ~ D = Rigid lock

4

Cutting width:
25,4 mm

Head length: ] Shank height:
32,512 mm 2 ] — 20,32 mm -5

Overall length: g l Shank width:
127 mm 5 — 20,32 mm 5

—

[ Round shank

oK Cancel

Zxnua 3.1.12: New Tool Holder

O1wg Kal oTRV TTponyoupevn KapTéAa oTto edio Type dnAwveTal o TUTTOG TNG TOpvEUONG aTrd
TIG €mMAOyEG TTou TTapoucidlovtal oto ZxAua 3.1.13 kai oto Unit opifovtal o1 povadeg
METPNONG TTOU XpPnolgoTrolouvTal, €ite o¢ ivioeg eite o€ millimeters. ZTnv TTPOKEIPEVN
TEPITTTWON Yia 6Aa Ta epyaAgia xpnolyotroiouvTal millimeters.

AlaBéaiuec emmAoyEC
Tutrou EpyaAgiou

(Type)

| Tool: #1 - CNMT??? X

| General Insert Holder Setup Feed & Speed

| Type: Style: Hand:

l R =-5deg end, 15deq side ~  R=Right hander ~

General Turning

General Turning:
Baoikég katepyaoieg
TOpVEUONG OTTWG N
TépvEUON
TEPIYPAUHATOG, N
KWVIKI TOpVEUOTN, N
TépVELON TTPOCWTTOU
Kal GAAEG

Name: Clamping:

Grooving
Threading S =Screw lock v

Boring

| Cutting width: 4,—."—“
[ 254 mm -5

Head length: LQ Shank height:

32,512 mm -5 — 20,32 mm

] Shank width:
127 mm 53— — 20,32 mm 5

["JRound shank

Overall length:

Grooving: AméTtunon

Threading: Topveuon
OTTEIPWHATOG

Boring: Aidtpnon
16



2xnua 3.1.13: Tool Holder Type

To 1redio Style kaBopilel av uTTApPxEl JavEAa Kal N ywvia oTnv OTToia gival dePEVo To EpyaAcio
o€ auTRv, atmo TIG ETMAOYEG TTOU TTPOTEIVOVTAI, Ol OTTOIEG paivovTal oTo ZXAua 3.1.14.

AlaB€oiuec emAovéc ywviac deaiyaToc KOTITIKOU oTn pavéAa (Style)

No Holder: Agv uttdpxel paveia

Odeg side: H dvw ywvia Tou KoTITIKoU atréxel 0 poipeg atmod tnv 0e€Id TTAeupd
NG HavéAQg

15deg side: H dvw ywvia Tou KOTITIKOU atréxel 15 poipeg ammd tnv Oegid
TTAEUPd TNG PavEAQG

Odeg end: H avw ywvia Tou KOTITIKOU atréxel 0 poipeg atmd Tnv avw TTAsupd
NG HavéAag

Odeg side: H avw ywvia Tou KOTITIKOU atTéXel O poipeg atrd Tnv de€Id TTAcupd
NG MAaVEAQG
15deg end: H dvw ywvia Tou KOTITIKOU 15 poipeg atmd Tnv Gvw TTAEUPA TG

HavéAag

-5deg side: H dvw ywvia Tou KOTITIKOU OTTEXEl -5 POipeG Kal ammd TIG dUO
TIAEUPEG TNG MaVEAQG

40deg side: H dvw ywvia Ttou kKoTrmikoU atréxel 40 poipeg amd tnv Oegid
TTAEUPd TNG PavEAQG

-5deg end 15 side : H dvw ywvia Tou KOTITIKOU aTTEXEl -5 PoipeG atTd TNV Avw
TTAeUpd TNG pavéAag Kal 15 poipeg atmo Tnv deCI

5 deg end: H dvw ywvia Tou KOTITIKOU 5 WOIpEG ATTO TNV Avw TTAEUPA TNG
HavEAag

2xApa 3.1.14: Tool Holder Style
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210 1edio Hand emAéyeTal n kateuBuvon TTou SEVETAI TO EpYaAEio oTn pavéAa aTrd TIG TPEIG
etmAoyEg TTou kKaBopidovtal oTo Zxnua 3.1.15.

Hand:
R = Right hander ~
Clamping:

S =Screw lock

Shank height:

. 20,32 mm [ 2]

Shank width:

- 20,32 mm [ 3]

[CJRound shank

Hand:
L = Left handed
Clamping:

S = Screw lock  ~

Shank height:

- 20,32 mm E
Shank width:

- 20,32 mm -3

[JRound shank

Hand:

N = Neutral v
Clamping:

S = Screw lock v

Shank height:
- 2032mm[%]
Shank width:

E 20,32 mm 3

["JRound shank

ZxnuMa 3.1.15: Tool Holder Hand

Right handed: Ae€idoxeipn xpron

Left handed: ApioTepOxelpn Xprnon

Neutral: Oudétepog

AtiCel va onueiwBei o autd To onueio 0TI oTNV TTEPITITWON TTou TTIAgyei To Neutral, dnAadr o
OUOBETEPOG ] OUMMETPIKOG TPOTTIOG OeCiaTog Tou epyaleiou oTn pavéda, ol Ol1aB£aiueg
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emAoyég (Style), dev €xouv e@apuoyr. To medio Clamping ag@opd Tov TPOTTO TTOU E€ival
Oeuévo TO epyaAcio.

| Tool: #1 - CNMT???

| General Insert Holder Setup Feed & Speed

! Type:
General Turning
Unit:

Millimeters

| Cutting width:

| 25,4 mm

Head length:

32,512 mm -5

Overall length:
127 mm

ZxAua 3.1.16: Tool Holder Clamping

Style:

~ G = 0deg side

Name:

"

= 1T

-

A

20,32 mm 5
D Jshank width:
1 20,32 mm -3

Hand:
R = Right hander ~
Clamping:

M = Multiple lock ~
C = Clamp lock
D = Rigid lock

M = Multiple lock
P = Pin lock
5 = Screw lock

Shank height:

| 1

D Round shank

AlaBéaiyec eTTIAOYEC
TTPOCOECNC KOTITIKOU

(Clamping)

Clamping lock:
AcodNion pe ouogign
Rigid lock:

Multiple lock:
Aoc@dhion ue
TTOAAQTTAOUG TPATTOUG
Pin lock: Aopdhion ue
XWVEUTO TTAgINGDI
Screw lock: AcgpaAion
peE Bida

2Tn ouvéxela, opiCovTal ol dIaoTACEIG TNG PavéAAg, OTTwG TTapouciddovTal oTo 2xAua 3.1.17.

Cutting width:

25 mm

Head length:

32 mm

Overall length:
125 mm

2xnua 3.1.17: Tool Holder Size

Shank height:

20 mm

[:]Rnund shank

20 mm =

I}rshank width:

4 F

AlaoTdoelc yavélac

Cutting width:

2UVOAIKO TTAATOG

Head length: Mrnkog
KEQPAANG
Overall length:

2UVOAIKO UAKOG
Shank height: "Yyog

Shank width: MNMayog

O1 Tipég autég divovTal atrd Tov KATaoKeUAoTr. Av N JavéAa gival KUKAIKAG HOPPRAG ETTIAEYETAI

TO KOUTI

Round shark, otnv miyp shank width &nAwveTtal

artrevepyoTrolgital autépaTa To Shank height.

n OIAUETPOG TNG Kal
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Hand:

Clamping:

Shank height:

Shank width:

ZxAua 3.1.18: New Tool Holder Round Shank

R = Right hande:

D = Rigid lock

20 mm

20 mm

B round shank |

21nv KapTéAa Setup TTou TTapoucidletal oto 2xAua 3.1.19, oto 1edio Orientation in Turret,
opifetal 01O Kevo TeEdi0 N ywvia oTnv otroia dEveTal n PavéEAa OTOV €PYOAEIOPOPEA TOU

KEVTPOU TOPVEUONG OE HOIPEG, KOBWG Kal N ¢opd TNG ME Ta BEAN.

Tool: #1 - CNHC?77

| General Insert Holder Setup Feed & Speed

Orientation in Turret

Orientation: f
Odeg| 3| 4m =

Compensation

Compensation:

Tip ~

Spindle Rotation

© Forward (M3)
() Reverse (M4)

Zxnua 3.1.19: New Tool Setup

0K

Cancel
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EmAeypévo 10 avw BEAOG

EmAeypévo 10 KATW BEAOG

Zxnua 3.1.20: New Tool Orientation

210 Tedio Compensation kaBopileTal TO onueio avagopdsg pe BAon TO OTToI0 YiveTal n
QVTIOTABUION TOU KOTITIKOU ATTO KATTOIEG ETTIAOYEG TTOU TTapouaiddovTal oTo xnua 3.1.21.
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Compensation

Compensation:

Tip Tangent B e

TI FI Tip Tangent Tip

Tip Center

Insert Center @/
o Forward (M3)
I_I RE‘.-'EFSE |:M4] Tip Center Insert Center

AlaBéoiueg emAoYEC onugiou avTiIoTABuIoNng:

Tip: To onueio TTou atroTteAei To TEAOG TNG PUTNG TOU KOTITIKOU

Tip Center: To onueio TTOU OpIfeTal WG TO KEVTPO TNG MUTNG TOU KOTTTIKOU
Tip Tangent: To onueiou TTou N PUTN TOU KOTITIKOU EQPATITETAI OTO TEPAXIO
Insert Center: To onueio Tou opifeTal WG KEVTPO TOU KOTTTIKOU

Zxnua 3.1.21: New Tool Compensation

210 Tedio Spindle Rotation &ivetal o TPOTTOG TTEPIOTPOPAG TOU TOOK, OTTWG TTApPoUCIAleTal
oTo Zxnua 3.1.22.

AlaB€oiuec emIAoyEC @opAC

Spindle Rotation
M3: ®opd idla ye TN opd Tou poAoyiou

() Forward (M3)

aReverse (M4) M4: ®opd avrioTpopn TNG @QOPAS Tou
poAoyiou

ZxAua 3.1.22: New Tool Spindle

TéNOG, yia TN dRAWON TWV KOTITIKWV £pyaAciwv uttdpxel n kaptéha Feed & Speed TTOU
@aiveral oto 2xAua 3.1.23. 210 1Tedio Speed Kal TTIo cuyKekpiuéva oTo spindle speed opileTal
n TaxUTNTA TTEPICTPOPNG TNG ATPAKTOU PE POVAdA PETPNONG TTEPIOTPOPEG ava AeTTTO (rpm). H
emAoyr Use constant surface speed emmiTpETTEl TNV TTPOCAPUOYN TNG TaXUTNTAG avAAoya HE TN
OIGUETPO KOTTNG, €@booV cival eMAeyuévn. H emAoyn auth evepyoTroliei pia duvaTtdtnTa TNG
epyoAgiopunyxavig va au&dvel Tnv TaxuTnTa KOTHG 000 pElwveTal N SIGPETPOG TOU TEPAYIOU.
EtTopéviwg n TaxutnTa 0€ AQUTAV TNV TTEPITITWON £€apTdTal atmd 1o TTOCO ypriyopa €TmOUEi O
XEIPIOTAG VA KIVEITAI TO UAIKO OTAV OKMI TOU KOTITIKOU epyaAgiou. Epdoov evepyotroinBei n
OUYKEKPIPEVN €TTIAOYN N Taxutnta opietal w¢ Surface speed kal PeTpIETal o€ mm/min,
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onAadrn oe ToOoa XIMOOTa avd AeTTd TTPETTEl VO KIVEITAI TO KOTITIKO OTNV ETTIPAVEIN TOU
Tepaxiou. Stock diameter cival n SIGUETPOG TOU TEPAXiOU TTOU €XOUPE TTPOG Katepyaaoia. Ol
BEATIOTEG TAXUTNTEG YIa KABE KOTITIKO divovTal atrd TOV KOTAOKEUAOTH Kal €£apTwvTal aTTd TNV
EMOUPNTA KATEPYOOoia KABwWG Kal Th dUvapn TNG epyaAsiopnxavis. Agicel va onpelwBei ot av
UTTApPXEl EAAEIYPN WUKTIKOU uypoU, aduvaun cUo@IEn TOU TEPAXIOU OTO TOOK I EPYAAEIOUNXAV
ME XapnAnf evepyelakr duvaun, €ival TTPOTIMOTEPO VA UEIWVETAI N TaXUTNTA TTEPIOTPOPAG.

210 Tedio Feedrates, n emAoyf Use feed per revolution, divel Tn duvatodtnTa va PETPIETAI TO
feed €ite e mm/min dnAadn og XINOOTA TToU dlavUel TO KOTITIKO O€ £va AETITO €iTe o€ mm
onAadn o€ xIANlooTd TTou SlavUel TO KOTITIKO avd TTEPIOTPOPH. TNV TTEPITITWON TNG TOPVEUONG
gival TTpoTINOTEPO va eTTIAEyETAl TO €IKovidlo Kal va peTpiéTal To feed oe mm/rev. To BEATIOTO
feed rate civai 0,1-0,5 mm yia ekxévopion kai 0.05-0.1 yia @ivipiopa.

General Insert Holder Setup Feed & Speed e

Speed
Use constant surface speed
Spindle speed: Surface speed: Stock diameter:
500 rpm 3 |= 180 m/min -3 25 mm -5

The diameter is only used
Feedrates for calculating the grayed

i values to the left.
Use feed per revolution

Cutting feedrate: Per revolution:

508 mm/min -5 [= 1,016 mm -5
Lead-in feedrate: Per revolution:

508 mm/min 5 | = 1,016 mm -5
Lead-out feedrate: Per revolution:

508 mm/min 2 1,016 mm

-

0K Cancel

2xAua 3.1.23: New Tool Feed & Speed

3.2 Setup Mpoypdauparog

21N ouvéxela Tpayuartotrolgital To Setup, n OAAwaon dnAadr Tou TUTTOU EPYOAEIOUNXAVAG TTOU
Ba xpnoiyotoinBei Kabwg Kal KATTOIWV BACIKWY apXWwV yia TIG KaTeEPyooieg Tou Ba
akoAouBrioouv. AuTtd TTPAYUATOTTOIEITAI ATTO TUAPO Setup TTou BPIoKETAI TTAVW ApPIoTEPE OTO
Kopudat Tou CAM, 0TTwg @aivetal oto Zxnua 3.2.1.
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& Generate 9 Probe WCS &2 2D Contour . S
Toolpath Job Drilling 2D Milling = 3D Milling ~ Multi-Axis Milling ~ Turning v Part Handling

‘ Select...

Operation type:
Milling v

— <

2xnua 3.2.1: CAM Setup

EmA£yovTag TO setup, apiotepd avoiyel éva TTapdbupo TO OTTOI0 TTAPOUCIACETAlI OTO ZXAUO
3.2.2. To mapdBupo autd €xel TPEIG KAPTEAEG, TTOU avaAuovTal oTn cuvéxela. H TTpwTn agopd
TO Setup, n deUTePN APOPAG TO APXIKO TEUAXIO TTPOG KaTepyaaia fj oTok (Stock) kai n TpiTn TNV
METATPOTIA] TWV &VTOAWV TToU €£xouv 000¢i oto TTePIBAAAOV CAM o¢ KWOIKO TOV OTToio
avTiAauBaveral n epyaieiopnxavn (Post process). ZTnv TpwTn KapTéAa, oto TuAUa Machine
onAwvetal n epyalgiopnxavr TTou Ba xpnoiyotroindei. MOAIG TTIAeyei To select avoiyel éva véo
TTapPAGBupo TTou euPavidel TIG DIOBETIYEG ETTIAOYEG EpyaAEIOPNXaVWY, OTTWG OTTEIKOVICOVTAI OTO
2xnua 3.2.3. AvdAhoya pe Tnv €AoY KaTepyaoiag eugavifovral Kal ol dlabéaiyol TUTTOl
EPYOAEIOUNXAVWY TTOU UTTApPYXOUV OTo ouoTtnua. lMa Ttnv Ttépveucn utrdpyxouv OUo TUTTOI
epyaAeiounxavwy, o Tépvog (Generic Lathe) kai évag TUTTOG PNXOVAUATOG TTOU OUVOUACEl
TOopveuon kal @paildpicpa (Generic Mill Turn Lathe). Zmnv mapouca OITTAWUATIKA N
EPYAAEIOPNXAVI] TTOU XPNOILOTTOIEITAI €ival YIO ATTAR TOPVEUOT, ETTOUEVWG ETTIAEYETAI O TOPVOG
(Generic Lathe).

ID-BEH<S-+- @5 -H-8 @ Generi @ &
3D Model Sketch Annotate Inspect Tools CAM Manage Vie

Model CAM X + —

% setup : Setup2

g B

Machine A

Select...

I Setup A

Operation type:
Milling v

I Work Coordinate System (WCS) A

Orientation:

]—><
x

Model orientation %
Origin:
Stock box point v

[y Stock point b4

I Model A

R Model

[ —

ZxAua 3.2.2: CAM Setup 2
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= e % AaBéoiyeg am)\o,vac
EPYAAEIOUNXAVWV
Machine Type
I ; E‘ é Milling: ®pailapioua
Milling Turning Cutting
System ~  Search
s
Vendor Model Description
Turning: Tépveuo
as  Autodesk Generic Lathe 9 P d
is  Autodesk Generic Mill-Turn Lathe
Cutting: Kot
oK Cancel

Zxnua 3.2.3: Setup Machines

210 TUAMA Setup dnAwveTal n katepyaoia Tou Ba Tpayuarotroindei (Operation Type) kal n
TaxUTNTa TTEPIOTPOPRG Tou TOOK (Spindle). H emAoyry Tng Oecutepevioucag TaxUTNTAG
TTEPIOTPOPAG TOU TOOK APOPA KEVTPA TOPVEUONG TTOU €XOUV OUO TOOK. ZTNV TTEPITITWON TOU
Tépvou CTX 301 eco uttdpxel éva TOOK, yia auTd kai emAEyeTal To Primary Spindle.

Setup A

Operation type:

| Turning or mill/turn \/|

Millin
Cutting

AlaBEoiuec emAoyEC KATEPYQTiac

Milling: ®paildpioua

Turning or mill/turn: Tépveuon 1 pnxavég Tmou éxouv duvartdétnTta TépPvEUONG Kal
ppaiapiopatog

Cutting: Kot
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b

Setup

Operation type:

Turning or millfturn w

Spindle:

Primary spindle

Primary spindle
Secondary spindle

VVOrK Loordinate system (Wi )

AlaBéoiuec emAoyEC TaxUTNTAC TTEPICTPOPHC TOU TOOK
Primary spindle: Mpwtedouoa Taxutnta
Secondary spindle: Agutepgtouca TaxuTnTA

2xNua 3.2.4: Setup Operation Type & Spindle

210 KopudaT Work Coordinate System opiCetal n kateuBuvon Twv agévwyv (Orientation), o
TTPooavaTtoAIopdg Toug Kal N apxn toug (Origin). Ztnv 1OpvEUCN, Z opifsTal 0 dgovag TTou
gival otn d1EUBuUVOoN TOU TTPOG KOTEPYAOia TEPAYiOU Kal X 0 Afovag TTou gival KABETOG OTO
TTPOG KaTepyaaia TEPAxIo, OTTWG @aivetal oto xAua 3.2.5. Emopévwg oto 1medio Orientation
KaBopileTtal n d1EUBuvon TWV AGOVWY CUUPWVA UE TO TTAPOKATW OXAMA KAl TO TEUAXIO TTPOG
Karepyaaoia.

Turn WCS Reference

ZxAua 3.2.5: Afoveg TOPVEUONG X, Z

Al0B€o1ueg TTIAOYEG TTPOCAVATOANIGUOU agOvVWV
Model orientation: O1 &¢oveg £xouv idl10 TTPOCAVATONICHO UE AQUTO TOU POVTEAOU OTTWG E£XEI
oxedlaoTei
Select Z axis/plane & X axis: EmAéyeTal ammd Tov XEIPIOTH éva OnNUEIO | YIa ETTIQAVEIA TOU
HovTéAoU wg dEovag Z kal éva onueio A eTIQAvEIa TOU HoVTEAOU WG agovag X
Select Z axis/plane & Y axis: EmA&yeTal ammd 1oV XEIPIOTH éva OnUEIO | YIa ETTIQAVEIA TOU
HovTéAou wg dEovag Z kal éva onueio A eTTQAvela Tou HovTéAou wg agovag Y
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Select Z axis/plane & X point: EmA&yeTal ammd Tov XEIPIOTA €va OnWEio A ia TIQAVEID TOU
MOVTEAOU wg agovag Z Kal €va onpeio Tou JovtéAou wg agovag X

Select coordinate system: EmAéyovtal o1 dfoveg amd éva kabBopiopévo ouoTnPa agdvwyv
TTOU €X€l OPIOTEI KATA TN dnUIoUpPYia TOU HOVTEAOU

pJ

Work Coordinate System (WCS)

Orientation:

Model orientation

Model orientation

Select Z axis/plane & X axis
Select Z axis/plane &Y axis
Select Z axis/plane & X point
Select coordinate system

—

2xnua 3.2.6: Setup Orientation

OMloi o1 &Eoveg agou eTmAeyoUv UTTOPOUV va TTePIOTPa@ouv 180 poipeg av eTAeyei TO

@ Flp ¥ axis , , 3 , , ,
€lkovidlo . Akéun pe TO €IKOVidIO MTTOPEI va €TTIAEYE XEIpOKiVNTO
OTTO1000NTTOTE Agovag €TTIBUNET 0 XEIPIOTAG 0€ otTolodATToTE onueio. Or emAoyEéG auTég dev
cival dlaBéoipeg epdoov éxel etmiAeyei To Model orientation i To Select coordinate system, d16TI
ol doveg kKaBopiovTal auTduaTaA.

b

Work Coordinate System (WCS)

Orientation:

Select Z axis/plane & Y axis s
B 7 axis (Rotary axis)

[ ] Flip Z axis
B Y axis

Flip ¥ axis

Origin:
Selected point ~

WCS origin

ZxnuMa 3.2.7: Setup Orientation 2

210 Origin emA£yeTal TO onueio TTou Ba atroTeAETEl TNV apxr) Twv agdvwy, atrd TG dIABETIUES
eMAOYEG TTOU avaAuovTal oTo TTapakdTtw oxAua. O1 emAoyég autég Oev eival OIOBETIYEG
epooov €xel emmAeyei T0 Select coordinate system, &10TI n apxn Twv agdévwv kaBopileTal
auTtépaTa.
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Origin:

Selected point e

Stock front
Stock back
Chuck front

Selected point
Model front
Model back

Safe Z reference:

Al0Béoiueg eTTMAOVEC OPXAG TWV agOVWV
Stock front: MTpooTd TUAKA TOU TTPOG KATEPYATIQ TEUAXiOU
Stock back: Miocw TUAPA TOU TTPOG KATEPYATIa TEPAXiOU
Chuck front: MmrpooTd onpeio Tou TOOK
Selected point: Znueio TTou emAéyeTal aTTO TOV XEIPIOTA
Model front: MTpooTd Turjpua Tou TEAIKOU SOKIMIoU OTTWG €XEl OXEDIQOTEI
Model back: Miow TuApa Tou TEAIKOU dOKIHioU OTTWG €XEI OXEDIAOTEI

ZxnAua 3.2.8: Setup Origin

To 1edio Safe z xpnoiyoTToIEiTal yIa va dNAWVETAI TO ONPEIO ava@opds Kal n arméoTacn oTnyv
otToia Ba TTnyaivel To KOTITIKO epyaAeio aTov dgova z petd 1o TéEAoG KABe KaTepyaoiag. Safe z
reference eival To onueio avagopds atrd 1o oTToio Ba &ekivd n ammoéoTacn Kal divovTal ol
emAoyég TTou TTapoucidlovtal TTapakdrw. Offset dnAwvetal n amdéotaon ammd TO0 onueio
avaQOpPAg TTOU £XEI ETTIAEVEI.

Safe 7 reference:

Stock front w

Offset: 0,0281654 in

LIS

Safe Z reference:

‘ Stock front

WCS origin
Stock front

Stock back

Al0B€o1peg TTIAOYVEC onuEiOU avagopdg
WCS origin: ApxA Twv a&ovwyv O6TTWG OPIioTNKE TTaPATTAVW
Stock front: MTTpooTd TUAPA TOU TTPOG KATEPYAOIA TEPAXIOU
Stock back: lMicw TuAUa Tou TTPOG KATEPYATIa TEUOXiOU

2xAua 3.2.9: Setup Safe Z
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210 Tedio Model kaBopileTal TTOI0 KOPPATIA TOU Tepayiou AapBdavovrtar uttoyn yia Tov

uttohoyioud TG S1adpouAg TnG KotmG. EmAéyetal 10 €ikovidio B ME TO TTOVTIKI KOl OTN
OUVEXEIO ETTIAEyOVTAl TO TUAMATO TOU POVTEAOU TTou Ba An@Bouv uttown. H emAoyr spun
profile xpeialetal Kupiwg yia Ta TePdyia TTou xpeidlovral TTeEPICCOTEPA ATTO éva TTEPACUATA
TIPOKEIMEVOU va TTPOKUWEI TO TEAIKO oxAua. H emAoyn auth emiTpémmel Tn dnuioupyia evog
oxediou OUO JIAOTACEWY TTOU OTITIKOTTOIE TO TTPOQIA PEXP! va OAoKANpwBoUv Ta TTEPACUATO.
Eg@ooov emiAeyei 1o Spun profile, divetalr kai n avroxn yia 1n dnuioupyia Tou. Av embupei o
XEIPIOTAG VA YivETAI TTIO OJAAR N KOTTA TOTE TMIAEyETAI TO SMoothing.

Maodel

Model

Spun profile

Tolerance: 0,0004 in

pd

Ak

Smoothing

ZxAua 3.2.10: Setup Model

TéNog, 1o Tredio Chuck agopd 10 TOOK. Z& AuTO OPICETAI TO ONUEIO avaPOPAg aTTd TO OTTOI0
utroAoyiCeTal n arrdéoTAcn TOU PTTPOOTA ONUEIOU TOU TOOK KAl N arméoTacn autr). 1o TTedio
Offset divetal n amdéoTACN TOU PTTPOCTA GNUEIOU TOU TOOK ATTO TO ONUEI0 avaQopdAg TTOU £XEI
opioTei. AgiCel va onueiwBei 0TI agou To TEPAXIO Eival TIIOOPEVO OTO TOOK, AV €XEl ETTIAEYEI WG
onueio ava@opds 1o TTiow KOPPATI Tou POVvTEAOU 1 TOU Teaxiou, n amméoTaon auTh Ba €xel
apvnTIKA TIKA.

Chuck reference:

Stock front w
Offset: ‘-grq in |:
Chuck b

Chuck reference:

Stock front w

Stock front

- Model front -
Model back
From solid 3

AlaBéoiuec emAoyEC onpgiou avapopdg TOU TOOK
Stock front: MTTpooTa TUAUA TOU TTPOG KATEPYOTIQ TEPAXIOU
Stock back: lMiocw TUAUA Tou TTPOG KATEPYATIa TEPAXiOU
Model front: MTTpooTd TUAUA TOu TEAIKOU BOKIMIOU OTTWG £X€El oXEDIAOTET
Model back: Miow TuApa Tou TEAIKOU doKIiou OTTWG €XEl OXEDIAOTEI
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From solid: Znueio Tou aTepeOU TTOU ETTIAEYETAI ATTO TOV XEIPIOTAH
ZxAua 3.2.11: Setup Chuck

H Oeltepn kaptéAa, Ommwg €xel avagepBei, opilel kdmoia BaCIKA XOAPAKTNEIOTIKE Kal
Ol00TACEIG yIa TO apxIkd Tepdyio TTpog Katepyacoia. H akpIBAG atreikévion Tou apXIKou
TEPayiou TTpog Kartepyacia Bonbd oTov KOAUTEPO UTTOAOYIOHO KOl TTPOYPAMMOTIONO TNG
Katepyaoiag. ZTnv TOPVEUON, O OTOXOG €ival n agaipeon UAIKOU ammd TO apXIKO TEPAXIO
TTIPOKEIJEVOU VO TTPOKUWElI TO TEAIKO HOVTEAO. ETTOpEéVWG, TO apXIKO TePAxXIo Ba €xel
peyaAuTepeg diaoTdoelg amod 10 TeAIKS. ApxIikd, oTo TUAMO Stock, kabBopileTal 0 TUTTOG KAl TO
oxfua (Mode) Tou Tepayiou TTpog kartepyacia. Or diabéoiueg emAoyEg TTapoucidlovral OTo
2xNua 3.2.13 kal avaAoywg Pe TNV €mmAoyr o€ auTtd 10 TTEdIO SIAUOPPWVETAI KOl TO UTTOAOITTO
TTapdBbupo Tou stock. O1 emAoyég TTou éxouv Tnv évden Fixed agopolv Tov aucTnpd Kal
o100epd KABOPIOPO Twv dIAOTACEWYV, €vw Ol ETMAOYEG TTOU €xouv Tnv £vdeign Relative
a@opouyV TNV atrOKAION TOU apXIKOU TEPAXIOU ATTO TO HOVTENO TTOU €XEl OXEDIOOTEI.

Stock =
Mode:

Relative size box v
Stock offset mode:

Add stock to sides and top-bottom o
Side offset: 0,04 in :
Top offset: 0,04 in :
Bottom offset: 0in —
Round up to nearest: 0in —
Stock Dimensions A
Width (X): 7,08 in
Depth (Y): 25,08 in
Height (Z): 25,04 in

2xAua 3.2.12: Setup Stock
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Stock

Mode:

=

Relative size box

Fixed size box

Relative size box
Fixed size cylinder
Relative size cylinder
Fixed size tube
Relative size tube
From solid

-

Fixed/Relative Size Box
Rectangular stock

¥

Fixed/Relative Size Cylinder
Cylingrical stock

W

Fixed/ Relative Size Tube
Tubular stock

A

From Solid
Additive starting stock and
Irreguiar-shaped stock like castings

AlaB€oiuec emAovéc Mode

Fixed size box: Tepdyxio o€ oxrpNa KOUTIOU PE OTABEPEG
OIaoTAOEIG TTOU KOBOoPICovTal OTNV CUVEXEIX

Relative size box: Tepdyio o€ oxHa KOUTIOU PE OXETIKEG
OIa0TAOEIG TTOU KOBOoPIfovTal OTNV CUVEXEIX

Fixed size cylinder: Tepdyxio oe KUNVOPIKO OXAPO e OTABEPEG
d1a0TACEIG TTOU KaBopilovTal OTNV CUVEXEIX

Relative size cylinder: Teudxio o€ KUAMVOPIKO OXAMO WE
OXETIKEG BIO0TAOCEIG TTOU KABOPICoVTal OTNV CUVEXEID

Fixed size tube: Tepdyio ot oxAuMa CWAAva PeE EMITTAEOV
EOWTEPIKN dlaTtoun Kal oTabepég SlooTACEIS TTOU KabopidovTal
OTnNV OUVEXEIN
Relative size tube: Tepdyxio oe oxfua CwAAva HE ETMITTAEOV
EOWTEPIKN BIATOPN KAl OXETIKEG OIa0TACEIG TTOU KaBopifovTal
OTnV OUVEXEIQ

From solid: To otok TePdxIO ATTOKTA YEWMETPIA TTAPOUOIO UE
QAuUTH) TOU JOVTEAOU TTOU €XEI OXEDIOOTEI

ZxnMa 3.2.13: Setup Stock Mode
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210 TTAPAKATW oxrpaTa Ba avaAubei TTwg diapopeuwveTtal To TTapdbupo stock yia K& pia
atro TIg TTapatTédvw emAoyég Mode.

Mode:

Fixed size box

(] Ground stock at model arigin

Width (X):
Model position:

Center
Depth ():

Model position:

Center
Height (Z):

Model position:

Center

Round up to nearest:

|1sn mm

|s4n mm

|s4n mm

|1IZ| mm

Model position:

Center

M

Offset from right side (+X)
Offset from maodel origin

b Offset from left side i)(i

[ttt T

AlaBéoiuec emmAovéc Fixed size
box

Width: Opicetai To TAGTOG (X)
Depth: Opicetal To faBog (Y)
Height: Opiletai To Uwog (Z)
Round up to nearest: KaBopicel

TNV GTPOYYUAOTTOINGN TWV TIHWV.
Maipvel pévo BETIKEG TIUEG

AlaBéaiuec emAoyEC
TOTT00£TNONC YOVTEAOU OTO OTOK

Offset from left side:
MeTakivnon katd amrdéoTtaon
(offset) TTpog Ta apioTEPG
Center: TommoBéTnon o010 KEVTPO

Offset from right side: Metakivnon karté amoéoTtaon (offset) mpog Ta de€id
Offset from model origin: Metakivnon katé amméotacn (offset) amrd Tnv apxn Twv agdvwv

Ground stock at model origin

Ortav emAeyei 70 0TOK EeKIVAEI ATTO TNV apPXN Twv afdvwy Kal T TTapdBupo Slauop@wWVETaI
woTe va divovTal oI SIa0TACEIG OXETIKA WE TNV aPXA TWV agovwv

Graund stock at model origin

Width (X):
Offset:
Depth (Y):
Offset:
Height (Z):
Offset:

Round up to nearest:

‘1?8 mm

0,1 mm

|635 mm

1,13687e-13 mm

|635 mm

1,13687e-13 mm

|1mm

Width: OpiCetai 10 TTAGTOG
oTov agova (X)

Depth: OpiCetai 10 BA6OG
oTtov &éova (Y)

Height: OpiCeTtal T0 Uwog aToVv
acova (2)

Offset: AtréoTaon TOU

ekdoTote GEova ammod Tnv apxn
TWV agovwv

Round up to nearest: KaBopilel Tnv aTpoyyuAotroinon Twv TiHwv. Maipvel povo BETIKEG TINEG
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Mode:

Relative size box ~

Stock offset mode:

No additional stock

No additional stock
y Add stock to sides and top-bottom
i Add stock to all sides

AlaB€oiuec emAovéc Relative size box

No additional stock: To stock gival akpiBwg ioo Ye TO HOVTEAD

Add stock to sides and top-bottom: Opilel o xprioTng TNV TIPA Tou stock TTou
Ba TTpooTeBei oTa TTAAyIa (sides), TO Avw TUAuUA (top) Kal TO KATW THAPO
(bottom), Tou povTéAoU

11

Add stock to all sides: OpiCel 0 xpioTng TNV TIPK Tou stock TTou Ba TTpooTEDEi
0€ OAOUG TOoug AEOVEG Kal OTA BETIKA Kal apvnTIKA Tou KABe dgova, Tou JovTEAOU

Round up to nearest: KaBopilel Tnv oTpoyyuAotroinon Twv TIHwV. MNaipvel pévo BeTIKES TIPEG

AiaBéoiue emhoyéc Fixed size
Mode: cylinder
Fixed size cylinder ~
_ Axis: ETmAéyeTal pye 1O TTOVTIKI
e ammd TOV XPNOTN TO Onueio Tou
Diameter: |40 mm |2 | Tepaxiou pe Baon To otoio Oa
Length: | 640 mm |2/ | opioTei 0 Ggovag TTEPIOTPOPNG
Model position: Diameter: AId}JETpOg
Center v Length: Mikog
Round up to nearest: |10 mm |:

Model position:

Offset from front v

Center

Offset from back

iou
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AlaBEoiyec emAovEC TOTTOBETNONC YOVTEAOU OTO OTOK

Offset from front: Atroudkpuvon Tou OTOK aTTd TNV PTTPOCTIVE TTAEUPd TOU TEPAYiou

Center: TotmoB¢Tnon 010 KEVTPO

Offset from back: Ammoudkpuvon Tou GToK atro Tnv oIV TTAEUpd TOU Tepayiou

Round up to nearest: KaBopilel Tnv oTpoyyuAottoinon Twv TIHWV. MNaipvel pévo BETIKES TIPEG

Stock A AloBéoiueg emmAovEg Relative
size cylinder
Mode:

Axis: ETA&yeTal e TO TTOVTIKI
atré Tov XpAOoTN TO onueio Tou
#ods TeMayiou ue Baon 1o otroio Ba

Relative size cylinder w

Radial offset: ‘1 mm ‘: OpIOTEN 0 AGOVAG TTEPICTPOPNAS
= Radial offset: AKTIVIKA
Frontside offset: ‘ 0 mm ‘ = j
amoéoTaon
Exkashie [0 mm = | Frontside offset: MmpooTivi
Round up to nearest: ‘U mm ‘: aTTéoTOOoN

Backside offset: lNMiow
amréoTacn

Round up to nearest: KaBopilel Tnv oTpoyyuAottoinon Twv TIHWV. MNaipvel pévo BETIKES TIUEG

Stock P
AlaBéoiueg emmAovég Fixed size
Mode: tube
e b ¥ | Axis: EmAéyeTal Ye TO TIOVTIKI
Axis aTré TOV XPrioTN TO ONUEIO TOU
— | Tepayiou pe Baon 1o otroio Ba
Diameter: |64D mm ‘

~l'|  oploTEi 0 Agovag TTEPIOTPOPNG
= Diameter: AlGueTpog

Length: |ﬁ‘m mm ‘A Inner diameter: EowTepikA
OIGUETPOG

Length: MAkog

Inner Diameter: |U mm

Model position:

Center W

Round up to nearest: |1D mm ‘*

Model position:

| Offset from front w |

Offset from front
Offset from back
u = | TTTITT —

| -

AlaBéaipec emmAoyEc ToTTo8€TNONC YOVTEAOU OTO OTOK

Offset from front: AtToudkpuvon Tou oToK aTrd TV YTTPOCTIVA TTAEUPA TOU TEUQXiOU
Center: TotroBéTnGn 01O KEVTPO
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Offset from back: Aroydkpuvaon Tou GToK ATTo TV TIoIVH TTAEUPA TOU TEPayiou
Round up to nearest: KaBopilel Tnv aTpoyyuAoTroinan Twv TiHwv. MNMaipvel povo BETIKES TINEG

Stock

Mode:

Relative size tube

ijs

Radial offset:

Alabéaiueg emhoyég Relative
size tube

Axis: EmA&yeTal e TO TTOVTIKI

atré Tov XpAOoTN TO OonuEio Tou

TeMayiou ue Baon 1o otroio Ba

OpIOTEI 0 AEOVAG TTEPIOTPOPNG

b

‘lmm

Radial offset: AKTIVIKA

| amoéoTaon
Frontside offset: ‘” mm |3 Frontside offset: MmpooTivij
Backside offset: ‘ 0 mm | = GWOGTC.XGI‘] .
Backside offset: MMiovi
Round up to nearest: ‘U mm |: amméoTaoN

Round up to nearest:
KaBopilel Tnv

oTpoyyuAoTroinon Twv TIHWV. MNMaipvel pOvo BETIKES TINEG

Mode:

From solid

Stock solid

AlaBéaiuec emmAovéc From
solid

Stock solid: EmAéyetar pe 10
TOVTiKI aTmmé TOv XProTn TO

TUAUO  TOU  TePayiou  TTOU
TTpETTEl va AngOBei utréwn yia va dnuioupynBei To stock

ZxNua 3.2.14: Setup Stock Mode 2

To emduevo TUARMA TOU TrapaBupou aTtreikovidel TIG dlaoTdoelig Tou poviédou (Model
Dimensions) yia Tig €mmAoyég Mode TTou €xouv opioTei Fixed kai Tig dlaoTdoelg Tou stock
(Stock Dimensions) yia TIG €mAoyég TToU €xouv opioTei Relative 4 From solid. MNa 1a
TETPAYWVIKA 1 opBoywvia oXAKOTA, KaBwg Kal yia Tnv €mAoyr From solid o1 dilaoTdoeig TTou
arreikovifovTal TTapouciadovtal oTo Zxnua 3.2.15.

Fixed

Width (X):
Depth (¥):

Height (Z):

| 177,8 mm

| 635 mm

| 635 mm

Stock Dimensions

Width (X):
Depth (¥):

Height (Z):

| 179,8 mm

|637 mm

|636 mm

Width: MNAd&rog
Depth: Babog
Height: "Yyog

Relative
Width: MAdTog
Depth: Babog
Height: "Yyog

ZxNAMa 3.2.15: Setup Stock Dimensions box/from solid
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MNa Ta KUAIVOPIKA | cwAnvoeldr oxnuara ol dlacTdoelg atreikovi¢ovTal oto 2xAua 3.2.16.

Model Dimensions A

Diameter:

Length:

635,508 mm

635 mm

Diameter:

Length:

Stock Dimensions A

| 637,508 mm

|535 mm

Zxnua 3.2.16: Setup Stock Dimensions cylinder/tube

Fixed
Diameter: AIGuETPOG
Length: Mikog

Relative
Diameter: AIGueTpOg
Length: MAkog

H TteAeutaia kaptéha Post Process agopd Ttnv ovopacia tou Trpoypduuatog Tou Ba
odnuioupynBei, kKaBwg Kal kKatola oxXOAIa TTou PTTOPEi va €TTIBUUET va dwael o XpHoTng. Agicel v
VO ONPEIWBET TTWG TO OVOUA TOU TTPOYPAMUMOTOS Ba TTPETTEl va ATTOTEAEITAI ATTO AATIVIKOUG
XOPOKTAPES, apIBPOUg Kal TNV KATw TTauAa (), KaBwg 1O TTPOypaupa Ogv HTTOPEl va
avayvwpioel GAAoug xapakTrpeg. ETtiong 1o Tedio Machine WCS opiel To TTwg 0a €TTIAEYED TO
onueio undév yia Tnv epyaieiounxavh. To WCS offset opiCetal 0 1 1 av o XproTtng £mlupei va
ONAWOCEI TO TTPWTO ONUEIO WG onueio Pndév, autd avTioToiXei oTnV evioAl G54. Av o xprRoTng
emOupei va €xel TTOAATTAG onueia undév emmAéyel Tnv €vdeign Multiple WCS offsets.

Program

Program namefnumber:

28 Program
name/number:  Ovopa

|1001

| TOU TTPOYPANMUOTOG

Program comment:

Program comment:

| >xOAia Tou

Machine WCS

WCS offset:
Multiple WCS offsets
Number of instances:

WCS offset increment:

Operation order:

Preserve order

TTPOYPANHATOG

|A WCS offset: Ti opiCeTal

wg onueio yndév

|‘ Number of instances:

| = O apiBudés avtiypdewy

TOU TEPAYiOU

WCS offset increment:

Ba TTpaypaToTToIEiTAl VIO KABE avTiypagr)

2xnua 3.2.17: Setup Post Processor

O apiBudg Bnudtwy TTOU
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210 Tedio Operation order kaBopileTal n oeIPA Pe TNV oTToIa Ba TTPAYHATOTTOINBOUV OI KUKAOI
KATEPYOOIWV. ZTNV €TMAOYH TNG OeIpdg ME PAon TO gpyaAegio, TTpayParoTrololvTal ol
KATEPYOOIEG TTOU XPNOIMOTIOIOUV TO id10 £pYAAEiO TTPWTA KAl OTN CUVEXEIQ O UTTOAOITTEG.

Operation order:

Preserve order

Preserve order
Order by operation
Order by tool

AlaBéoiueg emmAovEC oeIpdc
Preserve order: Oa TpayuatorroinBolv Ye TN O€Ipd TTOU €XOUV ETTIAEYEI
Order by operation: @a TrpaypaTtotroinBouv Pe BAcn TIG ETTIHEPOUG AEITOUPYIES
Order by tool: ©a TpayuatotroinBouv pe BAcn TO EpYAAEio TTOU XPNOIKNOTTOIOUV

2xnua 3.2.18: Setup Post Processor Operation order

A@ou €£xouv oploTei OAa Ta TTAPATTAVW ETTIAEYETAI TO €IKOVIDIO TToU avaypdeel OK kal €Xel
TTPAYHOTOTTOINBEI TO Setup NG €PYOAEIOPNXAVAG, ETTOMEVWG O XPAOTNG Eival £TOIMOG va
cekivrioel TNV ONAWON Kal TOV TTPOYPAHMATIONS TwV ETTIBUPNTWY KATEPYACIWY. TO OTOK TOU
TEPaAxiou TTPOG KaTepyaoia TTAEOV TTAPOUCIAZeTal e NUIBIGPAVO KIiTPIVO OYKO YyUpw atrd TO
MOVTENO TTOU €XEl OXEDIOOTEI.

3.3 Turning Profile Roughing

Ekxovdpion otnv toépveuon (Turning Profile Roughing) ovouddetal n katepyaoia kartd Tnv
OTTOia aQaIpeiTal TO PEYAAUTEPO KOPMATI UAIKOU, TTPOKEINEVOU TO TEUAXIO VA TTPOCOUOIALEI
TTEPICOOTEPO OTO TEAIKO povTEAD. META aTTd AUTHV TNV KATEPYATia To TEPAXIO €ival KOVTA OThV
TENIKA YEWUETPIA, XwPIc va éxel akdun TIG TeAIKEG OIOOTACEIS Kal TNV TEAIKA TToI6TNTO
em@aveiag. H ekxovdpion MPTTopEi va TTpaypatotroindei 010 €§WTEPIKO | ECWTEPIKO TOU
TEPayiou kai o opifovTia r k&Betn dielBuvon koTAG. H emAoyr) autr) BpiokeTalr oTo THAMA
Turning Tou CAM, 6TTw¢ TTapouaciddetal oto Zxnua 3.3.1.

| Generic ~ @ [ Default -8 & fr = Autodesk Inventor 2020  Part1 » Search Help & Command:

Is CAM Manage View Environments GetStarted Collaborate =)~

]

2D Adaptive { 3 = =l | —y [ ¢
&G S MOy & SR)= i
@ 2D Pocket & == — — ] —
Drill Face ~ Adaptive =" Swarf Multi-Axis Contour || Profile Roughingf[Profile Finishing Groove “* Subspindle Grab 2D Profile
4 2D Contour i s
Drilling 2D Milling = 3D Milling = Multi-Axis Milling Turning = Part Handling Cutting

ZxnAMa 3.3.1: Turning Profile Roughing

AQOU €TTIAEYEI TO OUYKEKPIPEVO €EIKOVIOIO avoiyel OTO apIOTEPO KOUMATI TNG 086vng €va
TTapdBupo OTO OTTOI0 OpifovTal O AETITOMEPEIEG TNG KATEPYAOiag. & autd To TTapdBupo
UTTAPXOUV KOPTEAEG yia Ta epyaleia (Tool), Tn yewueTpia Tou Tepaxiou (Geometry), TNV akTiva
(Radii), Ta TrepdopaTa (Passes) kal Tn ouvoeon e TIG UTTOAOITTEG KaTepyaaieg (Linking).
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T5 Profile Roughing : Profile Roughingl
B Tl @ Geometry ® Radi )l Passes @ Linking
Tool: Mone 2

Tool

Coolant:

Flood ~

() use tailstock

Mode

»

Mode:

Outside profiling W
Tool Settings A
Tool orientation: | 0 deg | =
Tool clearance back: | 0 deg .,

Tool clearance front: | 0 deg

Feed & Speed

»

[Juse constant surface speed

spindle speed: | 500 rpm | =

[[Juse feed per revolution

Cutting feedrate: |4El in/min |

ZxAua 3.3.2: Turning Profile Roughing 2

210 TTpWTO TTapdBupo, autd Twv epyoleiwv, agou emmAeyei To eikovidlo Tool avoiyel n
BiBAI0BAKN TTOU BpiokovTal atroBnkeupéva OAa Ta epyaleio TTou €xouv dnAwBEl OTTWG £Xel
avaAuBei oto kepdaAaio 3.1. E@ooov dev €xouv OnAwbBei KATTOIO £pyaAcia PTTOPET va Yivel
emAoyr atrd kamola dn uttapxovta otnv BIBAICONAKN A va dnAwbei KATTOI0 VEO pyaAeio. 21N
OuvEXela, E€TMAEyeTal O TPOTTOG dIdxuong Kal To €i00¢ TOU WUKTIKOU uypoU TTOU
XPNOIYOTIOIEITAl. ZNUEIWVETAI OTI AV Yivel ETTIAOYH KOTTTIKOU gpyaAgiou TTou €xel dSnAwBei oTn
BIBAIOBAKN N €TTIAOYr TOU WUKTIKOU UypoU AVOVEWVETAI aUTOPOTA avaAoya Pe TRV €TTIAOYA
TTou €xel dwaoel 0 XpHoTng Katd Tn dAwon Tou KOTITIKOU £pyaAEiou.
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Tool: #1 - 00,0059" dril (£97) A AlaBéoipeg eTmAoyEQ

YukTikou Yypou (Coolant)
Taal Disabled:
ATtTevepyoTToinuéEvo
Coolant: ;
Flood: 'Eyxuon pe
F|.00d W n)\nppopa
Disabled Mist: ‘Eyxuon Je YeKOOUO
Nist Through Tool: ‘Eyxuon
Through toal WUKTIKOU Péoa atrd To
Air KOTITIKO £pYOAEgio
Air through tool - L
< uction Air: MNapoxn aépa
Flood and mist Air Through Tool:
Flood and through toal napoxr'] Gépa “éo-a q-n-é TO

KOTITIKO epyaAgio
Suction: Avappdéenon
Flood and Mist: ‘Eyxuon pe wekaoud kal TTANuPUpa
Flood and Through Tool: ‘Eyxuon pe TAnUPUOpa Kal p€oa atrd To KOTITIKO €pyaAEio

2xnAMa 3.3.3: Turning Profile Roughing Tool Coolant

TéNog, emAéyeTal To €iIkovidio Use Tailstock, o€ mepiTrTwon TToU yiveTal Xprion Kevipopopéa
(koukouBdayiag). O Kevipo@opEéAG XPNOIUOTTOIEITAI OTNV TTEPITITWON KATEPYAOIAG TEUAXiWV
MeEYGAOU PAKOUG Kal TTapéxel TN duvaTtdTNTA OUYKPATNONG atrd TNV avtiBeTn TTAEUpd atro
QuThv TToU OEVETAI TO TEUAXIO OTO TOOK.

Tool: #1 - P0,0059" drill (#97)

Tool

Coolant:

Flood ~

Use tailstock

ZxnMa 3.3.4: Turning Profile Roughing Tool Tailstock
210 €mOPEVO TUNPa Tou TTapaBupou (Mode), kaBopiletal 0 TPOTTOG TToU Ba TTANCIACEl TO

KOTITIKO €pyaAgio To TEPdXIO Kal av n ekXOvopIon Ba TTpayuatoTToindei eEWTEPIKA 1 E0WTEPIKA
TOU TEPAYiOU.

Mode:

Outside profiling

Outside profiling
Inside profiling
Tool setlings

AlaBéoiueg emmAoyéC KOTTAC (Mode)
Outside profiling: E§wTepIKO TURAPQ TOU TEPOXiOU
Inside profiling: EcwTepikd TUAUA TOu TEPayiou
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2ynua 3.3.5: Turning Profile Roughing Tool Mode

2710 KOuMATI Tool Settings, kaBopiletal n ywvia KOTMG Tou epyaAgiou (Tool orientation), n
ywvia TTou atréxel To Tiow PEPOG ToUu KOTTTIKOU atrd To TeUdxIo (Tool clearance back) kail 1o
MTTPpOOTd TUAMA Tou KoOTImikoU (Tool clearance front) ammd 10 Tepdxio. O KaBopIoPOS TNG
ywVviag KOTIG Tou e€pyaAegiou £Xel vOnua yia TIG EPYOAEIOUNXAVES TTOU €XOUV Tn duvaTtoTnTa
METOKIVNONG Kal oToVv Agova B. Ze k&Be GAAN TTepiTrTwoon oTto 1Tedio Tool arientation dnAwveTal
n ywvia otnv otroia gival depévo 1o KOTITIKG. 270 TTEdio Tool clearance back opietal n ywvia
eAeuBepiag TTou Ba UTTAPXE! HETAEU TOU KOTTTIKOU Kal TOU Tepaxiou. H ywvia auTrh emITRETTEl TN
oTadIoKA KAl OMAAR €i0000 TOU KOTITIKOU OTO TEUAXIO, UE OTTOTEAECHO VA AOKEITAI JIKPOTEPN
TTieon oTo gpyaleio KOTTAG. Av opIoTel auTA N ywvia T6Te KaBopileTal autdpaTa opileTal wg ion
Kal n ywvia Tool clearance front. X TTePITITWON TTOU O XEIPIOTAG ETTIOUMET DIAQOPETIKY TIPNA YIO
TNV UTTPOCTIVA ywvia €£xel Tn duvaTtdTnTa va TNV TTPOCApPUOCEl XEIPOKivNnTa.

Tool Settings A
Tool orientation: 0 deg 5
Tool clearance back: 0 deg 5
Tool clearance front: 0 deg =

ZxAua 3.3.6: Turning Profile Roughing Tool Settings

To 1redio Feed & Speed agopd Tnv amrdéaTacn TTou diavUel TO KOTITIKO epyaAgio availoya e
TNV TTEPIOTPOPN TOU TePaxiou (Feed) kal TRV TaXUTNTA TTEPICTPOPAG TOU TOOK (Speed).

TAYXUTATWYV

[ Juse constant surface speed

Spindle speed:
Spindle speed: 500 rpm D Tay0tTa
TTEPIOTPOPRG TOU
ToOK. MeTpléTal o€
Cutting feedrate: 40 infmin B TTEPIOTPOPES AV
AeTTTO

Cutting feedrate:
ATtréoTaon 1Tou diavuel To KOTITIKG o€ éva AeTTTO. MeTpIéTal o€ XINOOTA 1 iVIOEG ava AeTTTO.

[ Juse feed per revolution

2xNAMa 3.3.7: Turning Profile Roughing Feed & Speed

O1 mapatrdvw TaxuTNTEG OUVRBWG divovTal aTTd TOV KATAOKEUAOTH] YIa KAOE KOTITIKO €pyaAgio
KAl avaypa@ovTal 0T CUCKEUAOoia Tou. Eival TTpoTINOTEPO va ETTIAEYOVTAl Ol CUYKEKPIPEVEG
TaXUTNTES YIa BEATIOTEG CUVBNKEG KOTTAG Kal €AAXIOTN @Bopd Tou KOTITIKOU epyalgiou. Ol
TaXUTNTES €ival oTaBePEG KAB' OAN Tn didpKela KOTTAG UE TO OUYKEKPIPEVO epyaleio. AgiCel va
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onueEIWBEl OTI OTIG TTEPITITWOEIG TTOU UTTAPXEl EAAEIYPN WUKTIKOU UypouU, MIKPR TTiEon
TTPOCOECNG TOU TEPAXiou OTO TOOK 1 epyoAsilounxavr ME MIKPR dUvaun Ba Tpétrel va
xpnoidotroinBei pikpdTEPN TaXUTNTA TTEPIOTPOPNG (spindle speed) amd auTtv TToU opileTal.

Av 01O TTapatravw oxnpa emmAgyouv Ta ikovidia Use constant surface speed kai Use feed
per revolution, 10T TO TTAPABUPO pETATPETTETAI OTTWG QaiveTal oTo 2xAua 3.3.8. H emiAoyn
Use constant surface speed €TTIAEyeTQl O€ TTEPITITWON TTOU N €PyaAElopnyXavr €xel TN
ouvatotnTa evaAAayng Tng TaxuTnTag TTEPIOTPOQRG Tou TOOK. H Taxutnta TrepIoTPOYrG
eCapTdral Ao TNV Kivnon Tou UAIKOU OTNV OKWI TOU KOTTTIKOU €pyaAEiou.

AlaBéoiuec emmhoyE
Feed & Speed - H C, VEQ
TaXuUTNTWV

Use constant surface speed

Surface speed:
TaxutnTa pong Tou
UAIKOU OTO KOTTTIKO.
MeTpiéTal oe amméoTaon
ava AETTTO.

Maximum spindle
speed: H péyiotn
TaXUTNTA TTEPICTPOPNG.

Surface speed: ‘ 656,168 ft/min |

Ak

4|k

Maximum spindle speed: ‘ 5000 rpm |

Use feed per revolution

0,04 in |

Ak

Cutting feedrate per revolution:

MeTpIETal o€ TTEPIOTPOPES AVA AETTTO.
Cutting feedrate per revolution: ATTéoTacn 1Tou diavUel TO KOTITIKO a€ éva AeTTo. MeTpiéTal
o€ XINOOTA 1] ivioeg avd TTEPICTPOVPN.

ZxAua 3.3.8: Turning Profile Roughing Feed & Speed 2

H emduevn kKaptéAa agopd Tn yewpeTpia Tou Tepayiou (Geometry). ApxIKd, €TIAEyETaAl TO
eikovidlo ditTha oto Model yia va opioTei To povréAo TTou Ba AneBei uttdyn. ZTn ouvéxeia

3

agou eTmIAeyei TO KaBopileTal TO HOVTEAO TTOU ETTIBUMET O XPOTNG va AnYBei uTTdYN.

Model contour )4

ZxnApa 3.3.9: Turning Profile Roughing Geometry Model

‘Emreima, utrdpyouv duo Tredia, Ta otroia kaBopifouv To ptTpooTd (Front) kai 1o TTiow (Back)
TUAPO Tou Tepayiou. lMapartnpeital 6T TO PTTPOCTA TUAMO TOU TEWAXIOU ONMEIVETAI ME
TTOPTOKAAI, EVW TO TTIOW MPE TTPACIVEG YPAUUES TTOU TTapouciddouv Ta TTedia avagopds. Téoo
OTO WTTPOOTA OC0 Kal OTO TTiow TUAPA SNAWVETAI aTTd TTOI0 PHEPOG TOU TEPaxiou opieTal TO
1Tedio KABWG Kal N aTrdoTACN OTTO AUTO TO CNUEIO.
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[] Front 3

Model front v
Front offset: 0 in %
Tangential extension: 0 in %

[ ] Back A

Model back e
Back offset: 0 in %
Tangential extension: 0 in %

ZxAua 3.3.10: Turning Profile Roughing Geometry Front - Back

O1 d108€01ueg €TTIAOYEG TWV oNUEiwWV ava@opdg eival idIEG yia TO PYTTPOOTA Kal TO oW OpPIo
Tou Tepaxiou kal gaivovtal oto 2xAua 3.3.11. 21a media Front kar Back Offset dnAwveTal n
aTréoTOCN OTNV OTToid 0 XPHOTNG £MOUNET va opicel TO onuEio ava@opdg ammd 1o TUAKA Tou
TEMAXIOU TTOU £XEl ETTIAEVE.

AlaBéoiyec emAovEéC onueiou ava@opdc

Stock front: MmpooTtd TuAua TOu TTPOG KOTEPyQTia
TEPayiou

Stock back: MNMiow TuAPA TOu TTPOG KATEPYATIia TEPAXIOU

Stock Back
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Chuck front: MmrpooTd onueio Tou TOOK OTTWG AUTO EXEl
OnAwbei oTO Setup TNG €pyaAeiounxavig oTo TUAMA
Chuck

: Selection: Xnueio TTou emMAEyeTal ATTO TOV XEIPIOTA

Model front: MmpooTd Tufpa Tou TEAIKOU OKIYioU OTTWG
£Xel oxedlaoTei

Model Front

Model back: lMiow TuARua Tou TEAIKOU dOKIYiou OTTWG £XEI
oxedlooTei

Model Back

Origin (absolute): To onueio TNG apxAg Twv agdvwy OTTWG
£Xel oploTel 0TO Setup TNG epyaAciounxavrig oto TuRua Work
Coordinate System

Origin - Absolute

2xAua 3.3.11: Turning Profile Roughing Geometry Front - Back Options
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210 Tedio Tangential extension opifeTal n amdoTacn TNG EQATITOPEVNG TTPOEKTAONG TTOU
emOBupei o xeplot¢ va dnAwoel atrd 10 ptpooTtd (Front) kai 1o Tiow (Back) onueio
ava@opdg avTioToixa. H TTpoékTacn auTtr] akoAouBei Tn yEwUETpIa TOU TEPAXioU Kal €XEl WG
OTOXO VA PTTOPEi va yvwpilel 0 XpROoTNG TNV akpIPr) ToTToB€TNON Tou KOTITIKOU £pyalEiou o€
OX€On ME TN YEWMETpIa Tou Tepayiou TPog komh. 210 2yAua 3.3.12 divovial KATToIO
TTapadeiyuara €QATITOUEVNG TTPOEKTACNG OTO UTTPOCTA TUAWA TOU TEPaxiou Kal TTwg auTd
arreikovifovtal o€ autd. H TTopToKaAi ypauu dnAwvel To onueio TTou €xel OPIOTE WG ONWEIo
ava@opdg Kal N UTTAE YPAUM 0€ GUVOUQGCHO JE TNV KiTpIvn opilel TNV £QaTTTOMEVN aTTOOTACN.

MNapadeiyuata eQatrTouévng TTPOEKTAONC

E@atrtopevn Tpoéktaacn ion pe O

74

Tangent extension of 0.0

\J E@amtopevn mpoéktaon ion e 0.3

Tangent extension of 0.300

ZxAua 3.3.12: Turning Profile Roughing Geometry Tangent Extension

To TuAMa Rest Machining, epdcov evepyoTroinBei emMITPETTEI TOV KABOPIOKO TOU TEPAXIOU TTOU
EXEl ATTOUEIVEl TTPOG KaTepyaoia. H evepyotroinon autAg TNG €TTIAOYNG €xEl vonua otav
yivovTal aAAETTAAANAEG KATEPYOOIES TOU TEPAXIOU ) KOTEPYATiEG TTOU XpPEIdlovTal TTEPACHATA.
AuTA n emAoyrf opIoBETEI TO PJOVOTTATI TG KATEPYATIOG KAl ATTOTPETTEI TRV €PYAAEIOUNXAV)
atmmd AOKOTTEG DIAdPOMEG, ETTOUEVWG MEIWVEL KAl TO XPOVO Kal TOV KUKAO KOTEPYAoiag. 21O
OUYKeKPIPEVO TTESIO opileTal atrd TTou Ba opioBeTnOei kKal Ba agloAoynBei TO TEPAXIO TTOU EXEl
ATTOUEIVEI TTPOG KATEPYATIA.

" Rest Machining

Rest material source:

From previous operation(s)

From setup stock

AloB€oiueg eTIANOYEC 0pI0BETNONG OTOK
From previous operation(s): YtroAoyileTal To UNIKO TToU €XEl a@aipeBEi aTTO Ta JOVOTTATIO
TTPONYOUNEVWYV KATEPYATIWV Kal KaBopileTal TO evaTTopgivav UAIKO TTPOG KATepyaaia
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From setup stock: YmroAoyiZeTal TO UNIKO OTTwG £xel SnAwBei oTo Setup Tng
EPYOAEIOUNXAVAG Kal KaBopileTal TO EvaTTOpEivav UAIKO

2xnpa 3.3.13: Turning Profile Roughing Geometry Rest Machining

H kaptéAa Radii emTpémrel oTov XprioTn TOU TTPOYPAUMOTOS va divel KATTOIOUG QKTIVIKOUG
TTEPIOPIOPOUG OoTO TTEdIO KaTEPyaaoiag TTou Ba evepynoel n epyaAsiounyavr). H kaptéAa auTn
TTPpooapu6leTal avaloya PE TO av £XEl TTIAEYEl EEWTEPIKA 1 EOWTEPIKA TOPVEUOT OTO TTEdIO
Mode 1n¢ kaptéAag Tool, 6w TTapouacidletal oto ZxAua 3.3.14. Kail 0TI dUO TTEPITITWOEIG
ME TTOPTOKOAI €TTIONUAIVETAI N yPAMMI TTou opileTal To clearance, Ye PTTAE n ypauur TToU

opieTal n eEwTEPIKA akTiva Kal ue YaAdlio N eECWTEPIKA akTiva.

[ Clearance

Clearance offset: |D,SDDDD4 in |

Model OD ~

[] outer Radius

Outer radius offset: |D,1B in |

Model ID v

E€wrepikA TOpvEUON

Clearance: OploBeTei pEXpPI TTOU YiveTal N
ypryopn TTPocEyyion ToU KOTITIKOU OTNV
apxr Tou KABe KUKAOU KATEPYAOiag Kal
TTOU TTNYGIVEl TO KOTITIKO aQOoU TEAEIWOEI
£évav KUKAO KaTepyaolwy

| Outer Radius: OpioBetei TNV péyIoTn
Stock ID v | oKTiva TNG TTPAYMATIKAG ETTIPAVEIAG TOU
Inner radius offset: [0.03in | TEPAYiOU TTPOG KATEPYOTia
tool limit:
Contact point “ | Inner Radius: OpioBeTei TO0 P€yioTO
Distance to cut below inner radius: [0in | BABOC KOTTAC
[] Outer Radius A EowTtepikn TOpVEUCN
Maodel ID v ) i . i
outer radius offset o8 E Outel:r Radius: OpioBetei 10 péyioto Ba6og
tool limit: KoTng
Contact point v
Inner Radius: OploBeTei TNV péyioTn
[] Inner Radius A akTiva TNG TTPAYUOTIKAG ETTIPAVEIAG TOU
T . | TeEMaxiou TTpoOGg KaTEPyOTia
Tnner radius offset: |U,U3 in ‘ S o .
ctonce o cut belows ner radive: [om E Cle:'arance: Op}oeaTel MEXPI TTOU y!vaTou n
ypriyopn TTpoo€yyion TOU KOTITIKOU OTNV
[ Clearance Y apxr Tou KABe KUKAOU KaTepyaaiag Kal
sk D _ | TTou TmMyaivel To KOTITIKG a@oU TEAEIWOEI
Cemrance offct o - €vav KUKAO KATEPYAOIWV

ZxAua 3.3.14:Turning Profile Roughing Radii
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>¢ KGOe 1edio (Clearance, Inner radius, Outer radius) 8a el va KaBopioTei TO anueio
avagopdg amdé 1o otroio Ba &ekivd n atrdéoTtacn (Offset), éro1 woTte va oploBetnBei 1O
avTioToixo 1Tedio To0 oTToio Ba aTToTeAEl TO AKTIVIKO 6plo. H amrdéoTaon PiTopei va TTApEl €iTe
BeTIKEG €iTE apvNTIKEG TIMEG, OE OXEON PE TO onUEio TTou €xel €TTIAEYEl WG oNuEio avagopdg,
€101 WOTE va pubuIoTEl TO OpIo pe akpiela. Or emAoyEG o1 oTToieg divovTal gTov XProTn Yia va
opIoTeEl TO anueio avagopdg TTapouaidlovral oTa eTOPEva oxnuaTta. AgiCel va onueiwBei ot
OoTnNV TTEPITTITWON EEWTEPIKNG TOPvVEUONG, TO Oplo Tou Clearance TTPETTEl va gival PEYOAUTEPO
atmé autd Tou Inner kai Tou Outer Radius kai 6T 10 6pio Tou Outer Radius TTpéTTel va givai
MeyaAUuTepo atrd autd Tou Inner Radius.

21NV TIEPITITWON E€OWTEPIKAG TOPVEUONG IoxXUel OTI TO 6plo Tou Clearance mpétel va eivai
MIKpOTEPO aT1Td auTd Tou Inner kal Tou Outer Radius kal To 6plo Tou Outer Radius TTpétrel va
gival peyaAuTtepo atréd autd Tou Inner Radius. O1 rapatdvw ouvBAKeg gival TTPoUTTOBECEIS YIa
va dnuioupynBei £vag £yKupog KUKAOG KaTepyaaoiag.

AlaB€aiyec emAovéc onueiou

[[] Clearance A avaoood

Stock OD o St’ock OD: EEwTspm’n
OIAUETPOG TOU TEAYiOU
Model 0D TTPOG KOTTN)

| Quter radius - Model OD: E€wTepikn
Inner radius , .

Model ID | S1dpeTpog Tou povTéhou
Stock ID OTTWG €xel oxedlooTEl
::Lﬁﬁtsm Outer radius: EEwTtepikni
Diameter MEYIOTN akKTiva TOU TEPayiou

Model ID: EcwTepikn
OIGUETPOG TOU PJOVTEAOU
OTTWG £X€EI OXEDIAOTEI

Stock ID: EowTepikA SIGUETPOG TOU TEPAYXIOU TTPOG KOTTH

Selection: EmAéyeTal onueio 1 eTIQAVEIA TOU HOVTEAOU QTTO TOV XEIPIOTA

Radius: OpiCetal ouykekpipévn akTiva ato 1Tedio Offset

Diameter: OpiCetal cuykekpiyévn dIaueTpog oTo Tredio Offset

(] Quter Radius Clearance: Opietal 10 id10

b

onueio TTou £XEl OPIOTEI Kal
Radius “|| wg onueio avapopdg ato
Clearance . |
Stock OD medio Clearance
—| Model 0D -~ Stock OD: E¢wrTepiki
Inner radius , ;
Model ID J SiGueTpog Tou Tepayiou TTPOG
Stock ID KO'ITr']
Selection i
Model OD: E¢wrtepikn
Dlameter : : SIGUETPOC TOU HOVTEAOU

OTTWG £x€l oxedlaoTel
Inner radius: ECWTEPIKA PEYIOTN OKTiVA TOU TEPAXiou
Model ID: EcwTtepikr] SIGUETPOG TOU POVTEAOU OTTWG EXEI OXEDIAOTEI
Stock ID: EcwTtepikA SIAUETPOG TOU TEPAXIOU TTPOG KOTTH)
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Selection: EmAéyeTal onueio 1 TTIQAVEIA TOU HOVTEAOU QTTO TOV XEIPIOTH

Radius: Opiletal ouykekpipévn akTiva oto 1Tedio Offset, n otroia €&l WG KEVTPO TOU KUKAOU
TOV KEVTPIKO AEOVA CUPMETPIOG TOU TEPAXioU

Diameter: OpiCeTtal cuykekpiuévn dIaueTpog oTo TTedio Offset, n otToia £X€l WG KEVTPO TOU
KUKAOU TOV KEVTPIKO Aova CUMMETPIAg TOU TEPAYiou

W i 41 Clearance: Opiletal T0 idI0
oo ]| Onueio Trou £xel OPIOTEN KAl
Clearance w¢ OT]“UIO avacpopdg oTO0
Stock OD medio Clearance
Model OD . ,

Outer radius Stock OD: E¢wrtepikn

Mode 1D BIGUETPOG TOU TEHAXiOU TTPO
HETPOS Haxiou TTpos
Selection KOTIN

| | Radius | | . P
Diameter Model OD: Egwrtepikn

OIQUETPOC TOU POVTEAOU
OTTWG €xel oXedIAOTEN
Outer radius: EEwTePIKA PEYIOTN OKTIVA TOU TEUAYiIOU

Model ID: EcwTtepikr] SIGUETPOG TOU POVTEAOU OTTWG EXEI OXEDIAOTEI

Stock ID: EcwTtepikA SIGUETPOG TOU TEPAXIOU TTPOG KOTT)

Selection: EmA&yetal onueio ) em@dveia Tou JOVTEAOU aTTd TOV XEIPIOTH

Radius: OpiCetal ouykekpipgévn aktiva oto 1Tedio Offset, n otroia €&l WG KEVTPO TOU KUKAOU
TOV KEVTPIKO AEOVA CUUMETPIOG TOU TEPAXioU

Diameter: Opiletal cuykekpiuévn diaueTpog oTo Tedio Offset, n otroia £xel WG KEVTPO Tou
KUKAOU TOV KEVTPIKO AOVA CUMMPETPIAG TOU TEPaXiou

2xAua 3.3.15: Turning Profile Roughing Radii Outside

TNV TTEPITITWOT TToU €XEl ETTIAEYEI €€WTEPIKN TOPVEUOT TOU TePayiou, aTo TUAMA Inner Radius
TOU TTapPaBUpou, OTTWG @aiveTal kal oto ZXAUa 3.3.16, uttdpxel n €vdeign tool limit. AutAq n
€voeIgn oploBeTei Tov Agova x pe Baon Ta TTponyouueva Opia Trou éxouv TeBel. O1 diaBEoipeg
ETMAOYEG yIa TNV OpI0BETNON TTAPOUCIAZOVTAI OTO TTAPAKATW OXMHA.

To TuARua Distance to cut below inner radius agopd TNV atrdoTACN TTOU ETTIBUMEI O XEIPIOTAG
va KivnBei 1o KOTITIKG epyaAegio. XpnoiuoTroigital epOaov gival atrapaitnTo va EETEPAOTTEl O
KEVTPIKOG AEOVAG CUMMETPIAG. 2TNV TTEPITITWON TTOU £XEl ETTIAEYEI EOWTEPIKA TOPVEUCN TOU
Tegayiou, n €vdeign tool limit Tmapoucidletal oto TuRua Outer Radius, evw TO TUAMO
Distance to cut below inner radius mTapauével oto TUAua Inner Radius. O1 evdeitelg autég
éxouv TIG idlIEC XpNoeIg Kal TIG idleg dlabEoiueg €mAoyEG onueiou avagopdg OTTwg oTnv
eCWTEPIKNA TOPVEUDN.

47



[ ] Inner Radius #

Stock ID w
Inner radius offset: ‘ 0in | =
tool limit:
| contact point v|

CuttinE edie I

EPATITOUEVO ONWJEIO KOTTAG

ZxAua 3.3.16: Turning Profile Roughing Radii Outside Tool Limit

AlaBEoiuec emAoyEC
tool limit

Cutting edge: To 6pio
kaBopileTal atmd TNV
EOWTEPIKN OKTIVQ
(Inner radius)

Contact point:
TotroBeTei TNV AKUA
TOU KOTITIKOU OTO

H emouevn kapTéAa (Passes) agopd Tov KUKAO KaTEpyaoiag, Ta TTEPACHUATA TTOU TTPETTEl VA
KAvel TO KOTITIKO €pyaAgio kal Tov TPOTIO TTou Ba Ta KAvEl, TTPOKEIMEVOU va TTETUXEI TO
EMOUPNTO atroTéAeopa. 210 TTPWTO TUAMA Tng KapTéhag (Cycle and Direction) divovral
odnyieg atrd ToV XEIPIOTA yia Tov KUKAO Katepyaoiag (Cycle), Tnv kareuBuvon kivnong Tou
KoTITIKOU (Direction) kal To TTwg TTPETTEl VA KIVNOEi TO KOTITIKO O€ TTEPITITWON TTOU OUVAVTHOEI

auAakwoelg (Grooving).

B Tool @ Geometry ® Radi 39 Passes _# inking

x»

Cycle and Direction

Cycle:

Horizontal passes v
Direction:

Front to back v
Grooving:

Allow radial grooving e

C] Use canned cycle

B

Passes

Tolerance: |U.UUU4 in =

Maximum depth of cut: | 0,0393701 in B

-

C] Even depths of cut
B make sharp corners

[ Juse pecking

B Stock to Leave

2xAua 3.3.17: Turning Profile Roughing Passes
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210 Tedio Cycle kaBopileTal n kareuBuvaon Kivnong Tou KOTITIKOU epyaAgiou atro TIG ETTIAOYEG
TTOoU UTTApXOoUV dlaBEaiueg, OTTWG TTapouaialovTal oto Zxnua 3.3.18. Avaloya pe Tnv mmAoyn
o€ auTtd TO Tedio diapoppwvovTal Kal ol €mAoYyEG oTa emoueva duo tedia Direction kai
Grooving. AgiCel va emonuavOei 0TI TTPOKEINEVOU Va ETTIAEYOUV Ol CWOTEG OUVOARKEG KUKAOU
Katepyaoiag TPETTEl va ANYBEi uTTdYn n YEWMETPIa TOU KOTITIKOU Kal Ol AIXMEG KOTTAG TOU.

pJ

Cycle and Direction

Cycle:

Horizontal passes

Vertical passes
Back cutting

AlaBéoiyec emmAOVEC Kivnong KOTITIKOU

Horizontal passes: H kot yivetal ye opi¢évTia repdopata, amo
TO MTTPOOTA TUAMA TOU TUAKA TOU TEPAXIOU TTPOG TA TTIOW, A
avtioTpo®a.

Horizontal Passes

Vertical passes: H kot yivetal ye ka0eta TEpdopaTa, amd 10
€EWTEPIKO TUNHA TTPOG TO KEVTPO TOU TEUAYXIOU, 1) avTioTpoYa.

Vertical Passes

Back cutting: H kot yivetal ye opigévtia Tepaopata, amd 1o
oW THAPA TOU THAKA TOU TEPAXIOU TTPOG T UTTPOCTA, OTTWG
Qaivetal oTnv €IKOVA.

Back Cutting

ZxnMa 3.3.18: Turning Profile Roughing Cycle

210 Tedio Direction dnAwvetalr n kareubuvon TTou Ba kKivnBei To KOTITIKG avdAoya pe T
O1elBuvaon Kivnong TTou €xel €TIAEyei. ZTnv TTEPITITWON TToU €TTIAEyeEl TO Back cutting, n
Kateubuvon eival auoTnpd kaBopiopévn ommoTte autd 1o TTedio dev uttdpxel. Mapakdtw
TTapouaciddovTal o1 €MMAOYEG OTTWG dlauoppwvovTal yia TIG GAAEG dUO OlEuBUVOEIG KOTTNG.
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ZuvABwg otnv KABeTn dieuBuvon eTAEyeTal yia TNV €EWTEPIKN TOpveuon To Outside to inside
Kal yla TNV €0WTEPIKA TOpvVEUON To Inside to outside.

Cycle and Direction

Cycle:

Horizontal passes ~

Direction:

Front to back v

Front to back

Back to front
Both ways

[ Juse canned cycle

AlaBéaiuec emAoyEc KaTeuBuvanc oTnv opIlOVTIa Kivnon

Front to back: A6 10 PTTPOOTA TUAMA TOU TEPAYXIOU TTPOG TO
miow

Back to front: Amé 1o TTicw TUAUA TOU TEPAYioU, QuTd TTOU
OéveTal OTO TOOK TTPOG TA PTTPOCTA

Both ways: To KOTITIKO KIveEiTal Kal oTIG U0 KATEUBUVOEIG
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Cycle and Direction

Cycle:

Vertical passes e
Direction:

Inside to outside e

Outside to inside
Both ways |

AlaB€aiyec emAovEC KaTeubuvaonc KABETN Kivnon

Outside to inside: AT TO eEWTEPIKO TURMA TOU TEPAYIOU TTPOG TO
EOWTEPIKO, dNAAdH TOV KEVTPIKO AOvVa CUHMETPIAG

Inside to outside: ATTO TO €E0WTEPIKO TUAMUA TOU TEPAXIOU, TOV
KEVTPIKO GEOVA CUUMETPIAG, TTPOG TO EEWTEPIKO

Both ways: To KOTITIKO KiveiTal Kal 0TI U0 KATEUBUVOEIG

ZxAua 3.3.19: Turning Profile Roughing Direction
To 1edio Grooving a@opd TN CUUTTEPIPOPA TOU KOTITIKOU €PyaAEiou, OE TTEPITITWON TTOU

OUVOVTAOEI QUAGKWOEIG 0Ta TTEPATATA Tou. IMNa Tnv opiddvTia kal KABeTn d1elBuvon KOTTAG Ol
O10Béo1peg eTIANOYEG TTapapévouy idIEg, evw yia Tnv emmIAoyr Back cutting aAA&louv.
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Grooving:

Allow radial grooving o

Don't allow grooving
Allow radial grooving
Allow axial grooving

Allow radial and axial grooving

T e L

AlaB€oiuec emAovEc via opllOvTIa Kal KABeTn dieuBuvon

Don’t allow grooving: To KOTITIKO dev Ba el0XwWPNOTEI OTIG
QUAOKWOEIG O€ TTEPITITWON TTOU TIG GUVAVTHOEI

Allow radial grooving: To KoTrTiké Ba eiIoxwproel o€
TTEPITITWON TTOU OUVAVTHOEl AUAAKWOEIG aTOV Agova z

Allow axial grooving: To KoTITikKd Ba €loXWwpPNOoEl 0€
TTEPITITWON TTOU OUVAVTHOEI AUAAKWOEIG oToV d&ova X

Grooving:

Allow radial and axial grooving: To KoTrTiKG Ba
EIOXWPAOEI O€ TTEPITITWOTN TTOU CUVAVTACEI AQUAOKWOEIG KAl
oToug dUOo Ggoveg

Allow radial grooving e

Don't allowr grooving
Allow radial grooving

BaCck LT

AlaB€oiuec emAoyéc yvia Back cutting:

Don’t allow grooving: To KOTITIKO dev Ba €l0XwpProEl OTIG
QUAOKWOEIG O€ TTEPITITWAN TTOU TIG GUVAVTHOEI

52



Allow radial grooving: To KoTrTiké Ba eiIoxwpr o€l 0€
TTEPITITWON TTOU CUVAVTACElI AUAAKWOEIG OTOV AEova z

ZxnAua 3.3.20: Turning Profile Roughing Grooving

Eg@ooov emAeyei To Back cutting oTig €mAoOyEC Kivnong ToOu KOTITIKOU eu@avileTal éva vEO
medio T0 o1roio ovouddeTal Back cutting kal opiel KATTOIEG TTAPAPETPOUG IO OIEUKOAUVOET O
TTPOYPAPUATIONOG TNG KaTepyaoiag. O XpAoTNG UTTOPEI va CUUBOUAEUTEN Kal TOV TTpOUNOsUTA
TOU €KACTOTE KOTITIKOU yIa TN OAAWON TWV TTAPAKATW TTAPANETPWV.

Back Cutting M Aiabioiueg emAoyEg Back
cutting
Entry radius: |1 mm |2 | Entry radius: H axTiva pe
Entry linear length: |1 mm |: TNV OTTOix TO KOTITIKO B0
€10€ABgl 0TNV KOTTH WOTE va
: 20,32 i = ] ]
Bl 20,32 mm/min E SnuIoUPYNBEi OOIGHOPPN
Exit distance: |2 mm |: EMPAveia
= Entry linear length: To
Exit linear length: |1 mm |v , .
MAKOG ME TO OTI0I0O TO
Exit feedrate: |2D.32 mm/min |: KOTITIKO Ba €10éABel oTnVv

KOTT] woTe va dnuioupynbei
OMoIGUOPPN ETTIPAVEIQ
Entry feedrate: H tax0TnTa TOU KOTITIKOU KOTA TNV €£i0000 TOU OTO GNUEIO KOTTAG

Exit distance: H amdéoTtaon amd 10 1€AOG TNG ETTIPAVEIOG KOTING KATA TNV OTToia TTPETTEN VO
EEKIVIOEI va PEIVETAI N TaxUTNTA TOU KOTTTIKOU

Exit linear length: To pAkog atrd 10 TEAOG TNG ETTIPAVEIOG KOTING KATA TNV OTToia TTPETTEI va
EeKIvioel va PEIVETaI N TaxUTNTA TOU KOTTTIKOU

Exit feedrate: H taxUTnTa TOU KOTITIKOU KATG TNV £6080 TOU OTTO TO GNUEIO KOTTAG

ZxnAua 3.3.21: Turning Profile Roughing Back cutting

Movo oTnv TTEPITITWON TNG OPICOVTIAG Kivnong KOTITIKOU gU@AVICETAl £va €IKOVIOIO KATW aTTO
10 TTedio Grooving pe Tnv €vdeiEn Use canned style TTou €ite ptropei va 10 €TTIAEEEI O XPROTNG
€ite OxI. Av eTmIAeyei N €vOEIEN auTA PETATPETTEI TOV KUKAO KOTEPYQTIag TToU £XEI dnuioupynOei
oe évav a1md TOUG KaBOPIOPEVOUG KUKAOUG KOTEPYQOiag TTOU UTTAPXOuV dIaBEéaiyol OTIg
epyaAciounyxavég CNC. H emiAoyn autr peiwvel 1o PEyeBOG Tou KWAIKA TTOU dnuioupyeEiTal,
TTEPIOPICEl OUWG ONUAVTIKA TIG AETTTOUEPEIEG TNG KOTEPYAOIOG KAl OTTEVEPYOTTOIEI KATTOIO
XOPAKTNPIOTIKA Tou TTpoypdupatog CAM. ETtiong, va emonuaveei 611 auti n €mmAoyr JTTopEi
va atraitei kK&mmoieg alAayég oTtov Post Processor, dnAadf oTo TTPOYPAPMO TO OTTOIO
petatpétrel To CAD/CAM oe kwdika TTou KaTaAaBaivel n epyaieiopnyxavh. ETITTAéov 10x0el OTI
n evepyoTroinon authg TG €mAoynAg aAAdlel Tn diapodpewaon Tou emouevou TTediou (Passes),
TO OTTOI0 AVOAUETAI EKTEVWG TTAPAKATW.
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210 emoOuevo Tedio (Passes), opifovtal oI TTapdueTpol mou Ba xpnoipgotroinBolv yia va
TTPAyMaTOTTOINBOUV Ta TTEPACHATA TOU KOTITIKOU EPYAAEIOU OTN GUYKEKPIYEVN KaTepyaaia. MNa
TNV KABETN Kal opI{OVTIa Kivnon TOU KOTITIKOU TO TTapdBupo autd £xel TNV idla Jop@r, VW Yia
TNV £1MAoyr Back cutting diagépel.

Fasses 2
Tolerance: ‘D,Dl mm |:
Maximum depth of cut: ‘1 mm |:

Vertical/Horizontal Passes

Even depths of cut

Make sharp corners

@ use pecking

Pecking depth: ‘IEI mm |:
Pecking retract: ‘2 mm |:
Passes P
Tolerance: |D,Dl mm ‘:
Maximum depth of cut: |1 mm ‘:
o Even depths of cut :
e ’ Back cutting
8 use pecking
Pecking depth: |10 mm ‘:
Pecking retract: |2 mm ‘:

Tolerance: To Tmpdypauua
TIPOKEIMEVOU VO UTTOAoyioEl
TNV KUKAIK]  Kivnon  Tou
KOTITIKOU TNV YPOUUIKOTTOIE.
AnAadn, TEPaYiCel ™mv
KAUTTUAN O¢ MIKPEG  €ubBegieg
YPOUMES TTOU TTPOCOWOIAOUV
10 €mBuuntd oxnua. Oaco
TTEPICCOTEPEG KAl MIKPOTEPEG
Loose Tolerance 0.100 gival ol ypauuég TOOCO TTIO
aKPIBAG €ival n aTTeikodvion TNG
KAUTTUANG. ETTopévwg, 600 0 pikpr) TR diveTal oTo TTedio auTtd TOCO TTI0 akpIBES gival TO
atrotéAeopa. O xpAoTng, OPwG TTPETTEl va AauBdavel TTapdAAnAa uttéwn Tou 0TI 600 UIKPOTEPN
gival N TR 1600 PeyaAuTeEPOG O¢ HEYEDOG gival 0 KWAIKAG TTOU dNMUIOUPYEITAI KAl 0 XpOVOoG
UTTOAOYIOUOU TOU HPOVOTTOTIOU KOABWG Kal TTI0 PIKPES €ival Ol KIVIOEIG TOU KOTITIKOU. OTroTE

Tight Tolerance 0.001
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TpoToU €mAEEEl TNV TR Tou Tolerance, Ba TTpéTTel va utroAoyilel Kal TIg duvatdTnTeG TNG
epyaAgiounyavig TTou dIaBETel Kal av Ba pTTopei va avtatreEEABel O QUTEG TIG EVTOAEG.

Maximum depth of cut:
Eivar 10 péyioTo BdBog
KOTTNG O€ KABe TTépacua Tou
KOTITIKoU. Meydho BdaBog
KOTING a@alpEi TTEPICOOTEPO
UAMKO 0O¢ KGBe TTépaoua,
OTTou  Opwg  au&aver TNV
KATaTrévnon Tou KOTITIKOU.
Smaller 2mm cut
Even depths of cut: H
emAoynA QauTh, £QpOoOV
evepyoTroinBei, opilel TTwG TO
BaBog KOTING TTPETTEI VA gival
ico oeg kaBe Tépaoua. To
Aoyiouiké  Aaupdvel uttoywn
TN YEWWMETPIA TOU HOVTEAOU
Enabled Kal TTpooapudlel 1o PaBog
Disabled KOTTAG TTou £xel emAéEel O
XPAOTNG WOTE va €Xouv OAa
Ta TTEpAcuara 1o idio BAbog.
Make sharp corners: Av
EVEPYOTTOINOEI N CUYKEKPIPEVN

€mAoyN oev

OTPOYYUAOTTOIOUVTAI ol
Disabled - Rolled corner. Enabled - Sharp Corner. ~ ESWTEPIKEG  ywvieg  ToU

TEPAYiou

Use pecking: H

OUYKEKPIPEVN  €mAoyn, av
evepyoTToiNOei eTTITPETTEI OTO
KOTITIKO VO KIVEITAI OTASIAKA

| L. | L Kal Oxl ME MIO POVOKOMUATN

Use Pecking disabled. 18 mm Pecking Depth. Kivnon. To KOTITIKG KiveiTal
Single cut along the path. 3 mm Retract between Pecks. 600 €xel oploTei 170 BdBOG

kotn¢G (pecking depth) «kai
OTN OUVEXEID OTTOCUPETAl OTTO TO TEUAXIO. ZTIG €IKOVEG PE PaUPEG TEAEiEG onuelwvovTal Ta
onueia atmd Ta oTToia EKIVAEI KOl OE TTOI0 onUEia oTauaTtdel n Kivnon Tou KOTITIKOU. AUTOG O
TPOTTOG KOTTAG TTPOTIMATAI yIa TEPAXIQ TTOU £XOUV HOKPIA Kal guvexr atmoBoAn UAIKou, yia va
MNV KOAAGEI TO UANIKO OTO KOTTTIKO KOl SUOXEPQIVEI TIG OUVONKEG KOTTAG.
Pecking depth: H aréotaon mmou diavUel TO KOTITIKO TTPIV OTTOCUPOE.
Pecking retract: H amméotaon 1TTou a1rooUpETAl TO KOTITIKO A@OU TTPAYUATOTTOINCEl TO TIPWTO
OTAdIO KOTTNG.

ZxnAMa 3.3.22: Turning Profile Roughing Passes
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To teAeuTaio edio TG KapTEAAg ovopdadeTal Stock to Leave kal 0 XpAOTNG €XEl TN
duvatdTnTa va 1o €TMIAECEI ] OXI. AV TO €TTIAEEEI, Opidel av n KATEPYATia TTPETTEI VO APAOEI
UAIKO (stock) yia eTTOPEVEG KATEPYATIES Kal avoiyel n KapTéAa TTou Ba 60Bei TTO00 UAIKS
TTPETTEI va aTTopEivEl o€ KABe agova. O1 TINEG auTEG eival ouVABWG BETIKEG, KABWGS apvnTIKN
TIUA Ba aaipéael TTEPICOOTEPO ATTO TO ETTIBUUNTO UAIKO.

"~ Stock to Leave

¥ stock to leave: | 0,1 mm | =

Z stock to leave: | 0,1 mm | =

[ ] Extend to stock

oTO0 €§WTEPIKO TOU TEMaxiou, av EXOuue €CWTEPIKN TOPVEUOT, €iTE OTO
EOWTEPIKO QV £XOUUE ECWTEPIKI TOPVEUDT.

ﬂ Z stock to leave: Opicel To TTO00 UAIKG Ba TTapapeivel oTov afova z.

Z Stock to Leave

Enabled Disabled

L- X stock to leave: Opilel To TT6CO UAIKO Ba TTapapueivel oTov dgova X, €iTe

Extend to stock: Otav eival evepyotroinuévn n OUYKEKPIMEVN ETTIAOYR €QAPNOCEl TO
TEPIBWPIO PIVIPIOPOTOG (TTou opileTal TTapattdvw) oTo stock kal 6yl oTo PovTédo. AuTd
onuaivel 61 n diadpouny Tou epyaAciou dev BubiCeTal kal avt' autoU ouveyilel oe eubBgia
YPOUMN, a@AvovTag £va TTEPIBWPIO @IvipiouaTog oTo stock. OTav gival armevepyoTroinuévn, T0
TTEPIBWPIO PIVIPICPATOG OpideTal HE BACN TO HOVTEAO.

2xAua 3.3.23: Turning Profile Roughing Stock to Leave
H teAeutaia kapTéAa (Linking) Tng katepyaoiog ekxovOpiong agopd Tn ouvdeon Twv

TTEPACHATWY OTNV CUYKEKPIPEVN KATEPYATIa Kal Tn B€0n TOU KOTITIKOU OTNV apxr Kai To TEAOG
mg.
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3

Linking

High feedrate mode:

Preserve rapid movement W

[ JRapid to next cutting depth

3

Approach & Retract

Approach Z:

Safe Z W
Retract Z:

Safe Z ~

[ ] override setup safe Z

b ]

Clearance

Z clearance: 0,5 mm ‘%
¥ clearance: 0,5 mm ‘%

1B Angled Entry

Retract distance: ‘1 mm ‘%‘

2xAMa 3.3.24: Turning Profile Roughing Linking

To mpwTo Tedio NG KapTéAag Linking opilel Twg Ba evwBouv Ta TTEPACPATA TOU KOTITIKOU
epyaAciou. Mo ouykekpiyéva 1o Tedio High feedrate mode kaBopilel TTOTE O YPAYOPES
KIVI|O€IG TOU KOTITIKOU epyaAgiou Ba TTpayuaTotroiouvTal wg GO (kivnon pe péyiotn péwaon) A
wg GO01 (kivnon pe uynAni Tpéwon).

x

Linking

High feedrate mode:

Preserve rapid movement v

Preserve rapid movement

Always use high feed

AlaB€oiuec emAovéc High feedrate mode

Preserve rapid movement: AlatnpouvTal OAEG OI KIVAOEIG PE PEYIOTN TTPOWON
Always use high feed: OAegg o1 KIVAGEIG P ypriyopn TTpowaon PetatpétrovTal o€ Kivrioeig GO1
ME uwnAn Tpéwaon
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]

Linking

High feedrate mode:

Preserve rapid movement W

[ Rapid to next cutting depth

Rapid to next cutting depth: E@ocov evepyotroindei iIoxUel OTI N Kivnon TOU KOTITIKOU aTTd TO
apxIké BAO0G KOTIN G 0TO TEAIKO, OTO CUYKEKPIPEVO TTEPACUA, YIVETAI HE UWNAR TTPOWON

ZxAua 3.3.25: Turning Profile Roughing Linking Options
Av emmiAeyei va un diatnpnBei n péyiotn Tpowon (Preserve rapid movement), T10Te epgaviceral
akéun éva Tedio oTo oTroio opifeTal n uwnArp TTPdwaon Tou EmMOUPEl O XPAOTNG va

XPNOIYOTTOINBEI.

To emméuevo TTedio (Approach & Retract), opidel Tn Béon Tou KOTITIKOU £pyaAgiou oTnv apxn
Kal TO TEAOG TNG KATEPYATiag.

Approach
Approach & Retract & Z To
onueio
Approach Z: 0:':\/
Safe Z ~ agova Z
Retract Z: TTOoU Ba
TOTT00ETNO
Safe Z e ¢ 10
Override setup safe Z KOTITIKO
epyaAcio
Safe Z reference: TPV TV
Setup WCS origin w apxn TS
= KATEPYOQOi
Safe Z offset: 0 mm = ac
Retract Z:
To onpeio

oTov G&ova Z 1Tou Ba ToTToBeTNOEI TO KOTITIKG £pYAAEio OTO TEAOG TNG KATEPYATIAG.

Override setup safe Z: E@déoov etmiAeyei, emMITPETTEl va €TTAvVATIPOCDIOPIOTEI TO ONUEiO
ava@opdg yia Tov UTToAoyioud Tou onueiou otov dgova Z 1Tou Ba ToTToBeTnBei TO KOTITIKG
EPYAAELIO OTO TENOG TNG KATEPYATIAG.

Safe Z reference: Eival T0 onueio avag@opdg yia Tov UTTOAOYIGHO Tou onueiou atov dgova Z
TToU Ba TOTTOBETNBEI TO KOTITIKO £PYAAEio OTO TEAOG TNG KATEPYATIAG.

Safe Z offset: OpiCel Tnv améoTtaon amd TO0 onueio ava@opds yia Tnv TOTToBETNON TOu
KOTTITIKOU epyaAciou oTo TEAOG TNG KATEPYATiag.
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Approach Z:

First toolpath point

[t 7

AlaBéoiueg emAoyéc Approach Z
Safe Z: To anueio oTo o1roio Ba TOTTOBETNBEI TO KOTITIKO TIPIV TNV ApXN TNG KATEPYQaTiag gival
TO onueio TTou €xel opIoTEl WG Safe Z 010 Setup TNG EpyaAEIopnNXavhig
First toolpath point: To onueio oTo otroio Ba TOTTOBETNOEI TO KOTITIKG TIPIV TNV apxn TNG
KATepyaoiag gival To onueio otov dEova Z TTou EEKIVA N CUYKEKPIPEVN KATEPYATIa

Retract Z:

Safe 7

Last toolpath point

AlaBéoiuec emAoyég Retract Z
Safe Z: To onueio 010 OTT0I0 B TOTTOBETNBEI TO KOTITIKO OTO TEAOG TNG KATEPYATIiAG €ival TO
onueio TTou é€xel oploTei wg Safe Z 010 Setup TNG epyaAelounxavig
Last toolpath point: To onueio oto omoio Ba TOTTOBETNOEI TO KOTITIKO OTO TEAOG TNG
KATEPYOOiag gival To onueio oTtov dfova Z TTou TEAEIWVEI N CUYKEKPIPEVN KaTepyaaia

Safe 7 reference:

Setup WCS origin

Stock front
Stock back

Alabéoiuec emAoyég Safe Z reference:

Setup WCS origin: OpiCetal n apxf Twv agévwv wg onueio ava@opdgs yia Tov UTTOAOYIoHO
Tou onueiou otov Géova Z TTou Ba TOTTOBETNOEi TO KOTITIKG €pyaAcio oTo TEAOG TNG
KATEPYOOIAG.

Stock front: Opiletal 10 PTTPOOTIVO Onpeio Tou stock wg onueio avagopds yia Tov
UTTOAOYIOUO TOU onuegiou aTov a&ova Z TTou Ba TOTTo00eTNOEI TO KOTITIKO £pyaAeio oTo TEAOG TNG
KATEPYOOIAG.

Stock back: Opiletal To TTiow onpeio Tou stock wg onuegio ava@opdg yia Tov UTTOAOYIGHO Tou
onueiou oTov dgova Z trou Ba ToTToBeTNOE TO KOTITIKO £PYAAEIO OTO TEAOG TNG KATEPYATIAG.

ZxnApa 3.3.26: Turning Profile Roughing Approach & Retract

210 medio Clearance mpoodiopileTal n amoéoTacn oTtoug agoveg X kai Z atrd Tnv oTroia Ba
TTPOCEYYioEl TO KOTITIKG £pyaAgio To TepdyIo, avahoya pe Tn d1eUBuvon KOTTAG.
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Clearance

Z clearance: 0,5 mm

4k

¥ clearance: 0,5 mm

4k

AlaB€oiuec emmAoyéc Clearance

.. R

0.0301n. Z clearance

0.090 in. Z clearance

Z clearance: H améoTtaon
oTov agova Z o€ ox€on PE TO

onpeio apxng TNG KOTING.

X clearance: H
aréoTO0N OTOV

| \
S

0.030 in. X clearance

afova X og oxéon ue
TNV TNO YAKPIVA TOUA
oTo Tepdylo.

0.0901n. X clearance

Zxnua 3.3.27: Turning Profile Roughing Clearance

To emouevo medio (Angled Entry) divel Tn duvarotnTa €mAoyng. ETTIAEyeTal av TO KOTITIKO
EIOEPXETAI PE KATTOIO Ywvia oTo TePdxlo. E@doov emiAeyei, To edio dicupuveTal kal divoval

TA OTOIXEIO yIO TNV €i0080 TOU KOTITIKOU.

" Angled Entry
Entry angle: |45 deg | =
Entry clearance: | 2mm | =
Entry feedrate: | 14,32 mm/min | =

oTToia gekivdel N Kivnon KOTTAG 0€ KABe TTépacua

Alabéoiueg emAoyég Angled
Entry
Entry angle: H ywvia pe Baon
Tov Bemikd dGfova Z pe TNV
OTToia  EICEPXETAI TO KOTITIKO
oTnNv apxn TG Katepyaaoiag.
Entry clearance: H otadiokh
atréoTaon a1rd 10 TEYAXIO OTNV

Entry feedrate: H Tax0tnta pe TNV o1r0ia TO KOTITIKO EI0EPXETAI OTNV Kivnon

2xAua 3.3.28: Turning Profile Roughing Angled Entry
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210 TeAeuTaio TTedio TNG KapTéAag (Retract), opifetal N ardOTOON OTAV OTTOIA ATTOUAKPUVETAI
TO KOTITIKO £pYOAEio a@ou TTpayuaToTToIoEl TNV KaTepyaoia (Retract distance).

3

Retract distance: 1 mm =

Zxnua 3.3.29: Turning Profile Roughing Retract

3.4 Turning Profile Finishing

dvipiopa otnv 1épveucn (Turning Profile Finishing) ovouddetal n katepyaoia KaTd Tnv oTToia
aqalpeiTal MIKPO KOUMATI UAIKOU, TTPOKEINEVOU TO TEUAXIO TTOU €XEl UTTOOTEI €KXOVOPION va
@TACElI OTNV TEAIKN TOU Pop®ry. MeTd atmd auThv TNV KATEPYATIA TO TEPAXIO ATTOKTA TNV TEAIKA
TOU YEWMETPIA, TIG TENIKEG BIAOTACEIC KAl TV TEAIKN TTOIOTNTA €mMIQAveEIas. H atrotrepdTwon
(pivipiopa), ouclaoTikd, akoAouBei Tn diadpoun TG ekxovopiong kal €meTal autng. MNa Tov
AOyo auTd TTOAAEG aTTd TIC KAPTEAES Kal TIG €TTIAOYEC €ival akpIfwg ol idleg | TTapduoies. H
emAoyn auTr BpiokeTal oTo THAPA Turning Tou CAM, 6TTWG TTapouciddetal oTo ZxNua 3.4.1.

Wi & T e TR

Adaptive Swarf Multi-Axis Contour Profile Roughing§l Profile Finishing §Groove "‘ Subspindle Grab 2D Profile

b

3D Milling = Multi-Axis Milling ~ Turning » Part Handling Cutting
Zxnua 3.4.1: Turning Profile Finishing

AQOU €TTIAEYEI TO OUYKEKPIPEVO EIKOVIOIO avoiyel OTO apIOTEPO KOPMATI TNG 08ovng éva
TTapdBupo OTO OTTOI0 OpifovTal O AETTTOUEPEIEG TNG KATEPYAOiag. & autd To TTapdBupo
UTTAPXOUV KAPTEAEG yia Ta epyaAgia (Tool), Tn yewpeTpia Tou Tepaxiou (Geometry), TNV akTiva
(Radii), Ta repdopara (Passes) kal Tn oUvoeon W TIG UTTOAOITTEG KaTepyaaieg (Linking), 0TTwg
akpIBwg kai otnv ekxoévdpion (Profile Roughing). 1o mpwTo TTapdBupo Tool, Ta media eival
aKpIBWG idIa Kal PE TIG iBIEG €TMIAOYEG OTTWG OTNV ekXOvdpion. H pdévn diagopoTroinon eivai
oTto Tredio Feed & Speed, 6TTwG TTapouciadetal 010 ZxNpa 3.4.2, 61Tou UTTApPXEl TO Lead-in
feedrate kal Lead-out feedrate. O1 uttdAoITTEG ETTIAOYEG OTIG TAXUTNTES TTAPANEVOUV Ol iDIEG.
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oBtoec smhove Feed

& Speed

[ Juse constant surface speed

L3

Lead-in federate: H
TaxUTNTA JE TNV OTTOIO
TTpoceyyilel TO KOTITIKO TO

Spindle speed: |5UU rpm |

[ Juse feed per revolution

Cutting feedrate: |IDDD mm/min |: , i
OnNMEIO KOTTNG
Lead-in feedrate: |QDD mm,/min |:
Lead-out feedrate: |IDDD mm/min |: Lead-out federate: H

TaxUTNTO WE TNV OTToia

QATTOUAKPUVETAI TO KOTITIKO OTTO TO GNMEIO KOTTNG
ZxnAua 3.4.2: Turning Profile Finishing Feed & Speed

O1 TTapatrdvw TaxuTnTEG €ival TTPOTINOTEPO va dnAwvovTal idIEG e TRV TaXUTATA KOTTAG XApIv
€E0IKOVOUNONG XPOVOU OTOV KUKAO KOTTAG. Z€ TTEPITITWAN TTOU UTTAPXEl HEYAAo BABOG KOTING
N TTPOKEINEVOU Va gival TTI0 AoPaAEiG oI ouvBnKeG KOTTAG TOTE N Taxutnta Lead-in feedrate
onAwveTal YIkpOTEPN atmmd Tnv Taxutnta KoTm¢ (Cutting feedrate). AvtioToixa, n taxutnTa
Lead-out feedrate ptropei va dnAwBei peyaAutepn atd Tnv TaxutnTa KoTTAg (Cutting feedrate),
OTavV UTTAPXEI OXETIKA XaunAR TaxutnTa KOTIAG YIa va Yivel TTIo ypriyopn £6000¢ TOU KOTTTIKOU
epyaAgiou OTav To KOTITIKO EPYAAEIO OEV OCUUMETEXEI TTIOL O€ KOTTH.

H kapTéha TTou agopd Tn yewpueTpia Tou Tepayiou (Geometry) oTnv amotrepdtwon eivai
aKpPIBWG idia e auTh TNG ekxovopiong. ETTouévwg, ol emAoyég TnG TTapoucidlovtal avaAuTIKA
oTo KegpdAaio 3.3.

H kaptéAa Radii, TTou a@opd Toug akTIVIKOUG TTEPIOPICHUOUG TOU KOTTTIKOU gpyaAeiou gival idia
ME AUTA TNG EKXOVOPIONG, ETTOPEVWG £XEI avaAuBei aTo KepdAaio 3.3.

H kaptéAa Passes Tou a@opd Ta TTEPACHATO  TTOU KAVEI TO KOTITIKO €PYAAEio yia va
TTpayudatoTroifoel TNV KOt Trapoucidletal oto 2xAua 3.4.3. Eival tapduola pe Ttnv
avTioToIXn KapTéAa oTnv ekxOvopIon.

210 TuAMa Cycle and Direction utrdpxel yévo 1o 1edio TTou opilel TNV KaTeUBuvoN Kivnong
TOu KOTITIKOU (Direction) kal 10 TTwWG TTPETTEI va KIVNOEl TO KOTITIKG O€ TTEPITITWON TTOU
ouvavTtioel auhakwoelg (Grooving). O1 €MAOYEG OTO OUYKEKPIYEVa TTEdIO TTAPAPEVOUV Ol

id1eg pe To KegpdAaio 3.3.
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B Tool @ Geometry ® Radii i Passes ' inking
Cycle and Direction A

Direction:
Front to back ~
Grooving:

Allow radial grooving e

Passes A

Tolerance: | 0,01 mm |

Compensation type:

In computer v
Mumber of stepovers: | 1 | =
Stepaver: | 7.5 mm | =

B make sharp corners
a Spring Pass

("I mo dragging

" Stock to Leave

¥ stock to leave: | 0,1 mm | =

Z stock to leave: |U,1 mm |:

ZxnMa 3.4.3: Turning Profile Finishing Passes

210 TPAMO Passes, TTou agopd Ta TTEPACUATA TTOU KAVEI TO KOTITIKO 0TV KABE KaTEpyaaia, TO
medio Tolerance mapapével 1o idlo. To Compensation Type a@opd Tov TPOTTO JE TOV OTT0I0
utroAoyiZeTal n avTioTdBuIon Tou KOTITIKOU gpyaAcgiou. O1 diaBéaipeg TIAOYEG TTapouaiddovTal

oTo 2XAua 3.4.4.

Passes ¥ AlaBéoiueg emAoyEG TUTTOU
avTiIoTaluIoNg

Tolerance: [0 mm = | i computer: £Tov
Compensation type: UTTOAOYIOTA

In computer In control: ¥Tnv

In control EpYG)\SIOUF]XGVr]

Wear Wear: 210V UTTOAOYIO T

Inverse wear OAAG uTTAPXEI N ETTIAOYA

uo_pcporroinong Kal 0TV epyaAeiopgnxavr) el0dyovtag Tnv dia@opd oT1o PEYEBOG epyaAEiou wg
apvnTiko apiBuo

Inverse wear: 210V UTTOAOYIOTH OGAAG UTTAPXEI N ETTIAOYR HOPPOTTOINCNG KAl TNV
gpyaAgiounyavn el0ayovTag Tnv diagopa oTo pEyeBog epyaieiou wg BETIKO apiBud

ZxNMa 3.4.4: Turning Profile Finishing Compensation Type
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To eméuevo 1edio Number of stepovers opilel Tov apIBuo Twv BNUATWY (TTEPACUATWYV) YIO
va yivel To @ivipiopa. E@doov dnAwBei 0 apiBudg, kaBopilstal kal TTOoa XINooTd Ba gival To
KAOe Trépacua oTo emouevo TTedio, Stepover. £1n cuvéxela, n €mAoyr) Make sharp corners,
av eTMAeyel KAVEl OTTOIECOATTIOTE YWVIiEG UTTAPXOUV OTO HOVTEAO QIXUNPES. Av Oev €TTIAEYED O
ywvieg Ba oTpoyyuAeuBouv. TéAog, To Tedio Spring Pass, agopd éva TEAIKO TTEPACHO OTO
MOVTEAO pE MNOEVIKN a@aipeon UAIKOU, TTPOKEINEVOU va TeAelotroinBei n TroidTnTa NG
ETMQEAVEIAG KAl VA apaipeBoUv TUXOV UTTOAEINPaTa UAIKOU.

L3

Number of stepovers: |1 |

L3

Stepover: |1 mm |

Make sharp corners

Spring Pass

2xnua 3.4.5: Turning Profile Finishing Stepovers

To 1eAeuTaio TTedio TTOU UTTAPXEI OTNV KOPTEAQ Passes cival autd TTou QaiveTal oTo ZXAUG
3.4.6 Kal uTTdpxel N duvatdTNTa va UNVv €TTIAeyEl atmd Tov XpAoTn. H emAoyr Tou Trediou €xel
vonua av TTPETTEl VO MEIVEL UNIKO YIa TTEPETAIPW KATEPYATIEG Kal €ival XPrOINN KUPIiwg aTnv
ekxovdpion. Epoéoov o XpAoTng emBuUEi va peivel UANIKO TTpoG KaTepyaaoia, opidel oTo tedio X
stock to leave Tm6co UAIKO va pegivel otov déova X kal oT1o 11edio Y stock to leave 1TOG0O
UAIKO va Jeivel oTov aéova Y.

" Stock to Leave

X stock to leave: | 0,1 mm | :

Z stock to leave: | 0,1 mm | :

ZxAua 3.4.6: Turning Profile Finishing Stock to Leave

H TteAeutaia kaptéAa, Linking, OTTwg kair otnv ekxovopion kabopifel Tnv oUvOEon Twv
TTEPOAOCPATWY OTNV CUYKEKPIYEVN KaTepyaoia. Ta TpwTa duo Tredia Linking kai Approach &
Retract mapapévouv akpiBwg idia kal €xouv avaAuBei oto Ke@dAaio 3.3. To TeAeuTaio tTedio,
Leads & Transitions, agopd Tov TPOTTIO PE TOV OTTOIO TO KOTITIKO €pyaAgio Ba TAnoidoel To
onueio KOTAG Kal Tov TPOTTO TTou Ba atroakpuvBei amd autd. 210 Lead-in (entry), dnAwveTal
n aktiva (radius), 1o yAkog (length) ka1 n ywvia (angle) ye T otroieg Ba TTpooeyyioel T0
Onueio KOTAG TO KOTITIKO gpyoAeio. AvTioToIXd, av ETTIAEyel  DIAQOPETIKOG  TPATTOG
ATTOUAKPUVONG TOU KOTITIKOU aTTd auTédv e Tov oTToio TTANCIAlel dnAwveTal oto TTedio Radial
extension. Av o xpriotng €mOupei va €mIAEEEl TOV iBI0 TPOTTO €TIAEYEl TO €IKOvidlo Same as
lead-in. TéAog, 10 eikovidio Allow lead to cut stock, av emmiAeyei, EMTPETTEI OTO TTPOYPAUMT
TToU B0 dnuIoupyNnBEi va agaipéoel KOPPATI TOU OTOK KATA TNV €i00d0 ] €000 TOU KOTTTIKOU
EPYAAELIOU OTO ONEIO KOTTAG.
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Leads & Transitions S

& Lead-in (entry)

Lead-in radius: |':' mm ‘ =
Linear lead-in length: | 2 mm ‘ =
Linear lead-in angle: |45 deg ‘ =

& Lead-out (exit)
[]same as lead-in

& radial extension

Lead-out radius: | 0 mm ‘ =
Linear lead-out length: | 2 mm ‘ =
Linear lead-out angle: |45 deg ‘ =

& allow lead to cut stock

2xNAMa 3.4.7: Turning Profile Finishing Linking
3.5 Turning Profile Face

H katepyaaoia t1épveucng oTnv oTToia a@aipeiTal éva JIKPO TUAKA TOU PUTTPOOTA KOUUATIOU TOU
TEPaxiou, TTPOKEINEVOU va dnpioupynBei pia Acia emTipaveld, ovoudZeTal TTPOWIA 1| TTPOCWTTO
(Face). Katroia Tepdyia Tpiv KATEPYAOTOUV PE TOPVEUGH WTTOPEI va £XOUV KOTTEI a€ TTPIOVI )
va €xouv UTTooTEl KATTola AAAN KaTepyaoia. ETTopévwg, n Katepyaoia TTPo@iA XpnoIWoTToIEiTal
yla va auénBei n TToidTNTa ETIPAVEIAG Kal TO TEPAXIO va gival £ToIPO yia Tnv Tépveuon. Otmrwg
TTapouaialetal oto ZxAua 3.5.1, n TTaparrdvw KaTEpyaaia PpioKeTal e éva €IKovidlo, OTO
TUAMA Turning Tou CAM.

Luil

=

Profile Roughing Profile Finishing Groove

e,

Turning «

ZxnApa 3.5.1: Turning Profile Face

AQoU eTTIAeyEl TO TTApATTAVW €IKOVIBIO, avoiyel OTO ApIoTEPA TUAKA TNG 080vng éva TTapdBupo
HE OIAQOpPEG KAPTEAEG, OTIC OTTOiEG OpifovTal Ol TTOPAPETPOI TNG KATEPYOOiAg. & QUTO TO
TTapdBupo uttdpxouv KApTEAEG yia Ta epyaAgia (Tool), Tn yewueTpia Tou Tepayiou (Geometry),
Tnv akTiva (Radii), Ta Tepdopata (Passes) kai T ouvdeon HE TIG UTTOAOITTEG KATEPYOQTIES
(Linking), 0TTWG Kal OTIG TTPONYOUUEVEG KATEPYATIES. TNV TTPWTN KapTEAQ, Tool, kaBopileTal
TO €pyaAcio pe 1o otToio Ba TTpayuaroTTroinBei n Karepyacia kal n TaxutnTd Tou. H KaptéAa
auTh €ival akpIBwG idla HE AUTH TOU PIVIPIOPATOG, ETTOPEVWG £xEl avaAuBei oTo KepdAaio 3.4.
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H povn diagopotroinon eivar o1 dev utrdpyxel 1o mmedio Mode TToU KaBopilel To av givai
ECWTEPIKN 1] EEWTEPIK TOPVEUDT.

Tool: #11 - turning grooving OD Grooving

Tool

Coolant:

Flood e

4k

Tool orientation: ‘ 0 deg ‘

Feed & Speed S

[ Juse constant surface speed

4k

Spindle speed: ‘ 300 rpm ‘

Use feed per revolution

Cutting feedrate per revolution: 0,127 mm ‘ S
Lead-in feedrate per revolution: 0,127 mm ‘ S
Lead-out feedrate per revolution: 0,127 mm ‘ S

2xAua 3.5.2: Turning Profile Face Tool

H de0Tepn KapTEAA TTOU agopd TN YEWMETPIa Tou Tepaxiou (Geometry), 6Tmwg Ba avaAuBei
oTo ZXAMa 3.5.3, diapoppwveTal £€T01 WOTE va AapBdavetal uTToWn JOVO TO PTTPOCTIVO TURAHA
Tou. O1 d108¢01peg €TTIAOYEG onuEiou ava@opds yia TO PTTPOCTIVO TURaA, TrapoucidlovTal
avoAuTiké oto Zxnpa 3.3.11. 210 TTedio Front offset opifetal n amdéoTacn oTnv OTToId O
XPNOoTNG €TMBOUNET va opicel TO onuEio ava@opds aTrd TO TUARHA TOU TEPAXIOU TTOU €XEI ETTIAEYEI.

Model front w

Front offset: ‘ 0 mm

ZxNAMa 3.5.3: Turning Profile Face Geometry

H kaptéAa Radii emTpémrel oTOov XPriOTN TOU TTPOYPAUMOTOS va divel KATTOIOUG AKTIVIKOUG
TTEPIOPICHOUG OTO TTEdi0 KaTepyaoiag TTou Ba evepyAoel N epyaAgiounxavr]. € QuTAv TNV
KapTéAQ, UE TTOPTOKOAI ETTIONUAIVETAI N YPaUUN TToU opideTal TO clearance, Ye PTTAE N ypaPuni
TTOU OpideTal N ECWTEPIKN aKTiva, e Aadi n akTiva 0TNV OTToia Ba ATTOMOKPUVETAI TO EPYAAEio
Kal e yaAdadio n e€wtepikn akTiva. O1 emAoyég Tou TTediou autou €xouv avaAuBei oto ZxAua
3.3.14. E10iIkOTEPQ, BiveTal TTPOCOXH OTO KOWMATI TOU OXNAMOTOG TTOU a@opd TNV £EWTEPIKA
TépvEUON, KABWG N KaTeEpyaoia agaipeong TTPOPIA gival atTd TIG TTPWTEG KATEPYATIES TTOU
AauBdvouv xwpa Kal TTpayhatoTrolEiTal o€ 6An TNV €mmQAvela Tou Tepaxiou. To tredio Retract
TTou dev avaAueTal 0To OXAMQ, OPIOBETEl TO ONUEIO, OTO OTTOIO ETTIOTPEPEI TO KOTITIKO OTO

66



TEAOG KABe KUKAOU KaTepyaoiag. Ze autd 1o 1edio, OTTWG KAl OTa UTTOAOITTA, UTTAPYXOUV
€TMAOYEG yIa TO TI Ba opIOTEl WG oNUEIo avapopdg Kal TNV atTéaTacn atmod auTo.

b

[] Clearance

Retract o
Clearance offset: |1U mm |%
[ | Retract N
Stock OD w
Retract offset: |5 mm |%
[[] Outer Radius Py
Stock OD w
Outer radius offset: | 0 mm |%
[] Inner Radius &
Stock ID w
Inner radius offset: | 0 mm |%
Distance to cut below inner radius: | 0 mm |%|

2xAMa 3.5.4: Turning Profile Face Radii

H emduevn kKapTéAa €ival auTr) TTOU a@opd Ta TTEPACHUATA TOU KOTITIKOU €PyaAEiou yia va
TIPAYHOTOTTOINCEI TNV KaTEpyaoia (Passes).

Tolerance: 0,01 mm ‘%‘

[Juse reduced feed

Compensation type:

In computer v

[ Imultiple passes

B Stock to Leave

2xAua 3.5.5: Turning Profile Face Passes

O1mwg Kai oTIg TTponyoUleveS KaTepyaaieg otnv KapTtéha autr) dnAwvetal To Tolerance, T0
otroio éxel avaAuBei oto KepdAaio 3.3. 21n ouvéxela Oivetal n €TTIAOyr) OTOV XEIPIOTH va
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emAégel 10 Use reduced feed. Av emmAeyei, 0TTwg @aivetal oto ZxAua 3.5.6, peEIWVETaI
auTtépaTa N TTPOWON TTPIV TO KOTITIKG epyaAEio pTACEl TO TEAIKO ONUEio KOTTAG.

AlaB€oiuec emAoyEC TTPOWONC

Disabled: Aev petaBdaiAeTal n Tpdéwon

Enabled: MeiwveTal n mpéwon

Disabled Enabled
No Feed Change Fead change position

2xAua 3.5.6: Turning Profile Face Use Reduced Feed

‘Emreima, oto medio Compensation type, dnAwvetal o TPOTTOG PE TOV OTTOI0 UTTOAOYIETal N
avTioTaBuIoN Tou KOTITIKOU gpyaleiou. O1 dlabBEoiueg eTTIAOYEG €ival Ol iDIEG JE TO PIVIPICHO KAl
TTapouciafovtal oto ZxNua 3.4.4. H emAoyn Multiple passes, 1Tou @aivetal 010 Zxnua 3.5.7,
givar yia va divel TN duvarétnTa TTPAYHATOTTOINONG TTEPICOOTEPWY aTTd éva TTEPACHATA,
TTPOKEINEVOU va OAOKANPwOE n emBuunT Katepyaoia. AQou eTTIAeyei atmd Tov XpAoTn, To
TTapGBupd etTekTeiveTal Kal gp@avifetal n Aoy Calculate number of stepovers. AuTi,
agopd ToV QUTOMATO UTTOAOYICHO TOUu apiBuoUu Twv TTepacudtwy Tou Ba yivouv yia va
emTeuxBei 1o €mMOBUUNTO aTTroTéAeopa. Av emmAeyei, pével yoévo 1o TTedio Stepover, OTTOU
KaBopileTal TTOoA XIANOOTA €TTIBUME O XEIPIOTAG va gival To K&Be TTépaopa. ETTouévwg, agou
TO TTPOYPAPUa YVwpilel Ta XIANooTé UAIKOU TTou Ba agpaipeBouv ouvoAikd, agou Tou doBouv Ta
XINOOTA KABe TrepdopaTog, uTttoAoyiCel TTé0Q  TTEPAOUATA  TIPETTEl va  yivouv yia va
oAokANpwOEei n karepyacia. Av dev eTIAeyEl O QUTOPOTOG UTTOAOYIONOG TOTE €KTOG aTTO TA
XINOOTA KGO TTEPAOUATOG, TTPETTEI VO OPIOTEN KAl 0 apIBPOG Twv TTepacudTwy (Number of
stepovers).

& rultiple passes

[ calculate number of stepovers

L3

Number of stepovers: |1 |

L3

Stepover: |1 mm |

[ Finishing passes

ZxAMa 3.5.7: Turning Profile Face Multiple passes

TéNog, uttdpxel n €mAoyn Finishing passes, n omoia epOoovV evepyoTTOINOEi ETMITPETTEI VO
TTPAYHOTOTTOINBEI O KABOPIOUEVOS APIOUOS TTEPACHUATWY YIA TO QIVIPIOUA TOU TEPAXIOU.
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I |
Finishing Passes disabled Finishing Passes enabled

ZxnAua 3.5.8: Turning Profile Face Finishing passes

210 TéNOG TnG KapTEAAg, uttdpyel 1o Tredio Stock to Leave. Av eivalr €mBuunté va
TTapapeivouv KATTola XINOOT& UAIKOU yia TO TEAIKO @ivipiopa, 1 €TTOPeEvVn KATEPYAOiA,
emAéyeTal To TTedio autd Kal kaBopiovTal Ta XIAlooTd UAIKOU TTou Ba TTapapeivouv oTnv
agovikr dieubuvon.

Axial stock to leave: 0,1 mm |%

2xnpa 3.5.9: Turning Profile Face Stock to Leave

H teAeutaia kaptéAa (Linking), agopd tTnv oUvOEOon TWV TTEPACUATWY OTNV GUYKEKPIPEVN
Katepyacoia. To TTpwTo TUAKA TNG KapTéAag, Linking, éxel To edio Retraction policy.

Linking #
Retraction policy:
Full retraction ~

High feedrate mode:

Preserve rapid movement w

2xnAua 3.5.10: Turning Profile Face Linking
To medio autd eival yia va OpIOTEN N ATTONAKPUVON TOU KOTITIKOU epyalgiou KaTtd Tn dIApKEIa

TOU KUKAou katepyaciag. O1 diaBéoiueg emAoyég amoudkpuvong avaAluovtal OT1o ZxAuda
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AloBéaiyeg

ETMAOYEQ
ATTOUAKPUVONC

Full
Retraction: To
KOTTTIKO
epyaAcio
QATTOMOKPUVETQI
TTAAPWG UETA
ato Kabe
TTépaapa, OnAadr aTToakpUVETAlI OTNV aTTO0TACH TToU €Xel OnNAwBEi oTo clearance atnv
kapTéAa Radii

Minimum Retraction

Full Retraction

Minimum Retraction: To KOTITIKO €pyaAEiO ATTOPAKPUVETAI OE PIA MIKPH atTooTaon YETA aTTd
KABe Tépaopa, dnNAadr aTToJaKPUVETAI OTAV ATTO0TACT TToU £XEl dNAwBEi wg Safe distance

ZxnAua 3.5.11: Turning Profile Face Retraction policy
To eméuevo 1edio TG kapTéAag eival To High federate mode. Autd kaBopilel TTOTE OI

YPHYOPES KIVAOEIG TOU KOTITIKOU gpyaAgiou Ba TrpaypaTotTolouvtal wg GO (kKivnon pe PéyioTn
TTPowaon) N wg GO1 (kivhon pe uwnAn Tpdwaon).

Retraction policy:

AlaB€aiyec emAovéc High
federate mode

i racti .
nimum refraction Preserve rapid movement:

AlatnpouvTal OAEG ol
KIVI\OEIG PE PEYIOTN TTPOWON
Preserve axial and radial

High feedrate mode:

Preserve rapid movement

Preserve rapid movement
Preserve axial and radial rapid movement

4 Preserve axial rapid movement
Preserve radial rapid movement
Preserve single axis rapid movement
Always use high feed

rapid movement:
AlatnpouvTal ol aKTIVIKEG
(op1govTIO) KOI AGOVIKEG

(kGBeTa) KIVAOEIG hE PEYIOTN TTPOWON

Preserve axial rapid movement: AlaTnpouvTal Ol AOVIKEG KIVACEIG JE PEYIOTN TTPOWOT
Preserve radial rapid movement: AiatnpouvTal ol aKTIVIKEG KIVAOEIG JE PJEYIOTN TTPOWON
Preserve single axis rapid movement: AlatnpouvTal ol Kivioeig o€ évav déova (X,Y,Z) he
MEYIOTN TTPOWON

Always use high feed: OAeg o1 Kivioeig pe ypriyopn TTpéwaon YeTaTpETTOVTal O€ Kivioeig GO1
ME uwnAn Tpéwaon

ZxnuMa 3.5.12: Turning Profile Face High federate mode

Av gmmiAeyei va pn diatnenBei n péyiotn Tpoéwaon (Preserve rapid movement), 10T eu@aviceral
akopn éva Tedio oTo OoTToio opidetal n uywnAf TTPOWON TToU ETMBUMPEI O XProTng va
XpNnoiyoTroinBei.
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2Tn ouvéxela uttapxel 1o TTedio Approach & Retract, To oTToi0 TTOpPAMEVEl iDIO PE TNV
EKXOVOPION KAl TNV ATTOTTEPATWAN Kal £€X€I avaAuBei AeTrTopepwg o010 ZxNua 3.3.26.

Téhog, 17O Tedio Leads & Transitions, eival TTapouolo pe TO avTioToixo Tedio aTnv
katepyaoia @ivipiopatog. O1 emmAoyEg Tou TTediou auTou £Xouv TTapouaciaoTei oTo ZxAua 3.4.7.
H pévn diagopd sival TTwg oTNV KaTtepyaoia dnuioupyiag opifovtal povo n ywvia (angle) kai
10 pNRKog (length), pe Ta otroia Ba TTpooeyyioel TO KOTITIKO £pyaAgio To onueio KOTTAG, 1 Ba
QATTOMOKPUVOET a1Té AUTO APOU TEAEIWOEI TO TTEPACHA.

3.6 Turning Profile Part

H kartepyacia tépveuang otnv oTroia 1o TEPAXIO ] TUAUG auToU ATTOKOTITETAI OTTO TO APXIKO
OTOK, ovopdletal amoTunon (Part). H ouykekpipévn KATepyaoia XpnoIUOTTIOIEITAI KUPiWwG OTav
Katepyadetal TEPAXIO, TO OTTOIO €ival APKETA MIKPO 1 ME YEWMETPIa TETOIQ TTOU KABIOTG
Ouokoho 1O va &ebei o1t0 TOoOK. Omwg Tapoucidletar oto ZxAua 3.6.1, n TapatTdvw
KATEPyaoia BpioKeTal o€ £va €Ikovidlo, oTo TURua Turning Tou CAM.

o 1] J.\lj _l
- = .
Profile Roughing Profile Finishing Groove

Ll

e

Turning «

2xAua 3.6.1: Turning Part

AQOoU eTTIAEYED TO TTAPATTAVW EIKOVIDIO, Avoiyel OTO ApPIOTEPA TUAKA TG 080vng éva TTapdbupo
ME OIAQPOPEG KAPTEAEG, OTIG OTTOiEG OpiCovTal Ol TTOPAMETPOI TNG KATEPYOOIAg. € QUTO TO
TTapPAdBupo UTTAPYOUV KAPTEAEG yia Ta epyaleia (Tool), Tn yewpeTpia Tou Tepaxiou (Geometry),
Tnv akTiva (Radii), Ta Tepdopata (Passes) kal T ouvdeon HE TIG UTTOAOITTEG KATEPYOTIES
(Linking), 0TTWG Kal OTIG TTPONYOUUEVEG KATEPYATIES. TNV TTPWTN KapTéAQ, Tool, kaBopileTal
TO gpyaAcio ye 1O OTTOIO B TTPayPATOTTIOINBEI N KATEPYQTia Kal n TaxutnTtd Tou. H KapTEAa
auTh gival akpIBwg idla Pe auTr TNG KATEPYOOTIag TTPOCWTTOU, ETTOUEVWG £XEI avaAuBei oTo
KepdAaio 3.4. Mg tn pévn dlagopd va €ykerral oto 611 dev opifovTtal oI Taxutnteg Lead-in
feedrate kol Lead-out feedrate.
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Tool: #11 - turning grooving OD Grooving

Tool

Coolant:

Flood e

[Juse part catcher

Feed & Speed S

[ Juse constant surface speed

Spindle speed: | 300 rpm ‘ =

Use feed per revolution

Cutting feedrate per revolution: | 0,127 mm

2xNAMa 3.6.2: Turning Part Tool

H emouevn kaptéAa, Geometry, a@opd Tn YEWMETPIA TOU TTPOG KATEPYAOIa TEPaxiou. TN
Oedopévn katepyaoia, AauBdveralr uttdywn POvo TO TTOW PEPOG TOU TEMAXioU, €pOoOV
TTPOKEITAl yia amTéTuNoN. Emopévwg, n KaptéAa dlapop@wveTal OTTWG TTAPOUCIACETal OTO
2xNua 3.6.3. 1o medio Back, kaBopisTtal TToI0 onueio Ba Anedei w¢ onueio avagopdg yia 1o
Tiow TPAMA Tou Tepayiou. Or eTMAOYEG TTAOPAUEVOUV Ol iDIEG PE TIG TTPONYOUUEVEG KATEPYOTIEG
Kal éxouv avaAuBei oto ZxAua 3.3.11. ¥10 medio Back offset, opiletal n amdéoTacn atmd 10
onueio avagopdg yia va opIoTEl TO TTIowW TUAKA TOU TEPayiou.

Model back w

Back offset: | 0 mm

I Edge Break

ZxNAuMa 3.6.3: Turning Part Geometry

To embéuevo medio, Edge Break, eival yia va 606¢ei o Tpéd1TmO¢ pe Tov OTToi0 Ba yivel n
atméTunon. Av eTAeyei, avoiyel To Tedio kail @aivovTal ol diabéaiueg emAoyég. To TuRua, Edge
break type, epoéoov emmAeyei, £xel U0 ekdoxEg. 210 ZxnNua 3.6.4, rapouacidlovTtal ol dIaPopPES
TWV €MAOYWYV, KABwG Kal n diagopd Tng €TMAOYAG i OXI Tou TTediou auTou.
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No Edge Break Chamfer the corner Fillet the corner

2xnua 3.6.4: Turning Part Edge Break

H mpwtn emAoyn ovopddletal Chamfer kal dlapop@wvel 1o TTApABUPo OTTWG QAIVETAI OTO
2xnua 3.6.5. To chamfer i Ao&dTunon, civar n TounR evog Tepaxiou ummd KATTOIO ywvia.
ETTopéVWG, €XEl WG ATTOTEAECHA VO TTPOKUTITEI MIO TTIO OJAAN OKMI) OTO GNUEIOU TTOU YiVETaI N
KOTTH.

' Edge Break A

Edge break type:

Chamfer w
Chamfer width: ‘ 1mm | =
Chamfer angle: ‘45 deg |:

AlaBéoiuec emAoyvéc Chamfer

7
—»> <

Chamfer width: OpiCetai To TTAGTOG TTOU B0 Yivel N AogdTUNON

Chamfer angle: Opiletal n ywvia 110U Ba yivel N AogdTunon

ZxApa 3.6.5: Turning Part Chamfer
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H deutepn emAoyy ovopdletal Fillet, émmwg @aivetal oto Xynua 3.6.6. To Fillet eival n
OTPOYYUAEUON TNG AKYAG OTO onueEio atrdTUNONG TOU Tepaxiou. To atToTéAeopa QuTAG TNG
EMMAOYNAG €ival Yia oTPOYYUAEUMEVN OKJN €KEN TTOU yiveTal N ammOTUNON TOU TEUOXIOU.

' Edge Break

Edge break type:
Fillet N

Fillet radius: ‘ 1 mm | =

AiaB€oiuec emAovéc Fillet

Fillet radius: OpiCeTal n akTiva TTOU Ba yivel n aTpoyyUuAeuon

. \l

2xAua 3.6.6: Turning Part Fillet

H eméuevn kaptéha, Radii, e€ivar autiy otnv omoia  kaBopiovial Ta Opia oTo TTEdIO
KATEPYOOIiag TTOU Ba eveEPYNOEI N EPYOAEIOPNNXAVE. ZTNV CUYKEKPIKEVN KATEPYOOIa N KAPTEAQ
TTapapével n idla Ye TNV avTioToixn TNG Katepyaciag TTpo@ih. ETTopévwg, €xel avaAuBei
AemrTodepwg o010 2XAua 3.3.14 kai yia 1o 1Tedio Retract oto 2xAjua 3.5.4. Aivetal éugacn oTo
THAMO TwV OXNUATWY TToU agopd Tnv eEwTepiky TOpveuon, OIOTI N ATTOTUNON YiveTal o€
OAOGKANPO TO TUMHA TOU OTOK.

H kaptéAa Passes, agopd Ta TTEPACUATA TOU KOTITIKOU €PYAAEIOU yIa va TTPAYUOTOTTOINCE!
TNV Katepyaoia ammdétunong kai trapoucidletal oto 2xAua 3.6.7. To mpwTto TTeEdio NG
KapTEAQG aANGlel BIaudp@waon avaAoya e To TToleg atrd TIG DIaBECIPEG TTIAOYEG Ba eTTIAEEEI O
XEIPIOTAG TNG epyaAeiopnyxavig. To Tolerance, apauével 1o idlo 6TTWG oTa avTioToixa TTEdia
TWV TTPONYOUMEVWYV KATEPYAOIWY TToU €xel avaAuBei oto Zynpa 3.3.22. To Transfer stock,
EMAEYETAl AV O XEIPIOTAG TNG epyaAeiopnxavig €mOupei va aAAdgel tTnv TTpoodeon Tou
TEpaxiou TTPOG ammOTUNON. AUTA N €MIAOYA TTPOTEIVETAI OTAV XPNOIKOTTOIEITAI EPYAAEIONNXOVA
TTOU TTapEXEl TN duvaToTNTa va OeOEi TO TEPAXIO OE DIAPOPETIKO TOOK.
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Passes A

Tolerance:

0,01 mm |

LIS

[ ] Transfer stock
[ Juse pecking
[Juse reduced feed and speed

(] Allow rapid retract

Compensation type:

In computer w
[ Make sharp corners

[ JFinishing passes

1B Stock to Leave

2xNpa 3.6.7: Turning Part Passes

H emAoyn Use pecking, epdoov evepyoTToindei, TTPAYHATOTIOIEI TV ATTOTUNON KE TTOANATTAG
TEPAOUATA KAl ETTEKTEIVEI TO TTAPAOUPO WOTE va PTTOPOUV va doBoUv o1 TTAPAPETPOI TNG
KOTTAG. Ta TTEPACPATA AUTA TTPAYPATOTTOIOUV TNV ATTOTUNON OTAdIOKA. TO KOTITIKO £pyaAEio
d1€100Uel aTO UAIKG 600 €xel oploTei OTo TTEdi0 Pecking depth kai oTn OUVEXEI ATTOPOKPUVETAI
000 opietal oTto Tedio Pecking retract. H diadikacia auth emavoAaufdveral 60eg PopES
XPEIOOTEI PEXPI VA TTPAYPOTOTTOINGEI N aTrdéTUNON. ZTNV ammoTUNON €ival TTOAU onuavTikd va
yivovTtal TTOAaTAG Trepdopara, WoTe va atToQeuxBei va xpnoipotroindei peyaAutepo Badog
KOTTAG yIa €va gpyaAeio atrd autd TTou TTpoTEiveTal atmd Tov KataokeuaoTr). To Pecking €xel
avoAuBei AsTTTopepWG Kal 0TO ZxNpa 3.3.22.

b Use pecking disabled: Atrevepyotroinuévn €mmAoyr) TTOAATTAWY

TTEPACHATWV

=

| L

Use Pecking disabled.
Single cut along the path.

Use pecking enabled: Evepyotroinuévn emAoynf TToAQTTAWY
L TTEPATUATWY

18 mm Pecking Depth.
3 mm Retract between Pecks.
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AlaB€oiuec emAoyéc Pecking

Pecking  depth: Bd&Bog
KOTTNG TOU KAOE TTEPACHATOC
Pecking retract: AmooTaon
TTou Oa aTTopoKpuvBel TO
KOTITIKO €pyoAgio PETA aTTd

g Use peckin
p g

Pecking depth: |1D mm

A

»

Pecking retract: |2 mm

KGOe TTEpacua
2xnua 3.6.8: Turning Part Passes Use Pecking

H emAoyn, Use reduced feed and speed, emTpétrel TNV Xprion MeElwpévNg TTPOWONG Kal
TaXUTNTAG TTEPIOTPOPNG TOU TOOK. Av gvepyotroindei eTTekTeiveTal 10 TTaApdBupo, OTTWG

@aiveral oto ZxAua 3.6.9.

Use reduced feed and speed disabled: Amevepyotroinuévn n xprion
MEIWNEVNG TTPOWONG Kal TaXUTNTAG TTEPICTPOPNG TOU TOOK.

Disabled
No Feed Change

Use reduced feed and speed enabled: Evepyomoimnuévn n xprion
MEIWMEVNG TTPOWONG KAl TaXUTNTAG TTEPICTPOPNG TOU TOOK.

Enabled
Feed change position

AiaBéoiuec emAoyéc Use reduced feed and speed enabled

Reduced parting feed and
speed radius: H akTiva 6110U
Ba &ekivAoel va epapuoleTal
n peiwon otnv TPéwaon Kai
TNV TaxUTNTA

Reduced feed: Opicetal n

B use reduced feed and speed

LIS

Reduced parting feed and speed radius: ‘ 10 mm |

0,03175 mm |

LIS

Reduced feed:

LIS

Reduced spindle speed: ‘ 73 rpm |

MEIWpPEVN TTPOWON
Reduced spindle speed: Opiletal n geiwpévn TaxUTNTA TTEPICTPOPHG TOU TOOK

2xnua 3.6.9: Turning Part Passes Use reduced feed and speed
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H emrépevn emidoyr], 6TTwg @aivetal oto ZxNpa 3.6.7, €ival 1o Allow rapid retract. AutA n
emAoyf 6tav evepyoTroinBei EMITPETTEI OTNV EPYAAEIOUNXAVI] VO TTPAYMATOTTOIE TIG KIVAOEIG
retract, dnAadr TNV ATTOPAKPUVON TOU KOTITIKOU €pyaAgiou atmd To OnuEio KOTING, WG KIVAOEIG
pE MEyIoTN TaxuTnTa KOTNG (GO). OTav gival atmevepyoTroinuéV, Ol KIVAOEIG QUTEG yivovTal e
Tn 6edouévn TaxUuTnTa KOTTAG.

To medio Compensation type, €ival autdé OTO OTTOi0 OpIfeTal O TPOTTOG TTOU YIiVETAl N
avTIoTABION TOU KOTITIKOU €PYAAgiou Kal oI €TMAOYEG TOU TTAPAMNEVOUV iBIEG PE QUTEC TTOU
avoAuovTal oTo 2xnua 3.4.4.

H emAoy Make sharp corners, avaykadel To KOTITIKO €pyaAEio va KAvEl TIG ywvieg TTou Ba
TTPOKUWOUV ATTO TNV AatTOTUNON AIXHNPES Kal OXI OTPOYYUAOTTOINUEVEG.

Make sharp corners disabled: Amevepyotroinuévn n €mAoyn
AIXMNPWY YWVIWV

Unchecked - Rolled Corner

Make sharp corners enabled: Evepyommoinuévn n emAoyRA
AIXMNPWY YWVIWV

Checked - SharpCorner

ZxAua 3.6.10: Turning Part Passes Make sharp corners

H teAeutaia emidoyn €ival To Finishing passes. E@bdoov evepyotroinBei autr) n €mAoyn Oivel
TNV duvaTOTNTA dNUIOUPYIOG TEAIKWY TTEPACHATWY QIVIQIOUATOG OTNV ATTOTUNON.

@ Finishing passes AlaBéoiuec emAoyéc Finishing
Stepover: ‘1 rmm |: asses

Stepover: To péyioto Bé6og
KOTTNG K&BE TTEPACHATOC
Rough stock to leave:
XIAIOOTA TOU OTOK TTOU Ba

Rough stock to leave: ‘ & mm |

LIS

0,127 mm |

LIS

Finish feedrate:

TTOPOMEIVOUV YIA ETTOPEVESG KATEPYATIEG
Finish feedrate: H rpéwon yia Ta Tepdopara QIvipiogaTog

2xnua 3.6.11: Turning Part Passes Finishing Passes
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To TteAeutaio Tmedio TG kapTéAag €ivar 1o Stock to Leave. Av o0 XepIOTAG TNG
epyaAciopnyxavng oev emOupEl va TTAPOUEIVEL KATTOI0O OTOK OTO TEUAXIO VYIA ETTOPEVEG
KATEPYOOIeG, N E€MAOY TTapapével atroeTTIAeyuévn. Av €TTIAEyEi, avoiyel To TTapdBupo TTou
TTapouoiadetal oto ZxNua 3.6.12, otmrou opiletal Té6oa XIAooTd UANIKOU Ba TTapapgivouv
agovikd, oto edio Axial stock to leave.

" Stock to Leave

Axial stock to leave: |IZI,1 mm =

ZxAMa 3.6.12: Turning Part Passes Stock To Leave

H TteAeutaia kaptéAa, Linking, eivar auti TTou opifel TTwg Ba yivel n ouvdeon Twv
TTEPACHATWY KAl TWV KUKAWV KOTTAG OTNV CUYKEKPIYEVN KaTepyaaia. AuTh eival idia pe tnv
avTioToIXn KapTéAa oTnVv KaTepyacia dnuioupyiag Tpo®iA. H puévn diagopotroinon cival TTwg
OTO TTPWTO TUAMaA, uttdpxel uévo 1o Tedio High feedrate mode. O1 emAoyéc autoU Tou
mrediou gival ol idleg Kal €xouv avaAuBei oto ZxAua 3.5.12. To emoéuevo 1edio, cival idlo Je TIg
TTPONYOUMEVEG KATEPYATIES KAl £XEI TTAPOUCIAOTEI 0TO 2XAUa 3.3.26.

3.7 Turning Thread

H kartepyacia dnuioupyiag otreipwuatog i Thread, utmmdpyxel oTo €IKOVIOIO TOU TUAMATOG
Turning Tou CAM 6mmwg @aivetar oto 2xAua 3.7.1. Ymdpxel n duvatdtnta dnuioupyiog
OTTEIPWHATOG TOOO OTO €CWTEPIKO TUAMA TOu Tepaxiou (eEwTeplkr TOpveEUon), 600 Kal OTO
EOWTEPIKO (EOWTEPIKN TOpveuon). To oTreipwpa atmoTeAel pia €AIKOEId] QUAGKWON Kal
ouvavtdral ouviBwg oe Bideg kal TTagiuddia. H dnuioupyia OTTEIpWHATOGS €ival K TTOAUTTAOKN
KATEPYOOiaA TTOU QTTAITEI KOAN yVWON TwWV KOTITIKWVY £PYOAEIWV KAl TwV TTPOdIaYPAPUWY TOUG,
TTPOKEIUEVOU VA ETTITEUXBEI TO ETIBUUNTO OTTEIpWA.

_ )| [—y
) )= =

Profile Roughing Profile Finishing Groove i1

‘

il

.

Turning -
2xAMa 3.7.1: Turning Thread

AQoU eTTIAEyEl TO TTapaTTAVW €IKOVIDIO, avoiyel OTO ApIOTEPA TUAKA TNG 08dvng éva TTapdBbupo
pe Ol1apopeg KAPTEAEG, OTIG OTToieg opifovTal Ol TTAPAUETPOI TNG KATEPYOOiag. & autd TO
TTapdBupo uttdpxouv KApTEAEG yia Ta epyaAgia (Tool), Tn yewueTpia Tou Tepayiou (Geometry),
Tnv akTiva (Radii), Ta Tepdopata (Passes) kai T ouvdeon HE TIG UTTOAOITTEG KATEPYOQTIES
(Linking), OTTwG Kol OTIG TTPONYOUMEVEG KATEPYAOIEG. TNV TTPWTN KOPTEAQ, Tool, kaBopileTal
TO €pyaAeio pe 1o omoio Ba Trpayuarotroindei n karepyaaoia, 1o €id0g TNG TOPVEUONG Kal N
TaXUTNTA Tou. H KapTéAa €ival TTapOoIa JE TRV AVTIOTOIXN TWV TTPONYOUHEVWYV KATEPYAOIWV
OTTWG PaiveTal oTo ZXAUA 3.7.2. 310 TTPWTO TTEDIO, ETTIAEYETAI TO KOTITIKO EPYAAEIO YE TO OTTOIO
Ba Tpayuartotroindei n katepyacia (Tool), Kabwg Kal 0 TPATTOG €KXUONG TOU WUKTIKOU uypou
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(Coolant). O1 emAoy€g €KXuONG WUKTIKOU UypoU TTAPAREVOUV Ol iBIEG Kal €XOUV avaAuBei oTo
2xnua 3.3.3. To deutepo Tredio (Mode & Direction), cival auté 6tTou opideTal TO €idOG TNG
TépveUONG. 210 Mode, uttdpyouv U0 dIabBEoIueg ETTIAOYEG. Av yiveTal dnuioupyia E0WTEPIKOU
oTreipwpaTtog mmAEyeTal To Inside threading, av yiveTal dnuioupyia eEWTEPIKOU OTTEIPWHUATOG
emAéyeTar To Outside threading. MNapartnpeitar 611 n €mAoy TG dnuioupyiag eEwTePIKOU
otreipwuartog divel Tnv duvaTtdtnTa va €mMAEEEl O XPAOTNG AV UTTAPXEI KEVTPOYOpPEaS i OxI
(Use tailstock) oto mapdBupo Tool. Téhog, oto Tredio Feed & Speed, kaBopiletal n
TaxUTNTO TTEPICTPOPNG TOU TOOK 0TO Spindle speed.

Tool: #11 - turning grooving OD Grooving

Tool
Coolant:

Flood w
Mode & Direction #
Mode:

Inside threading w
Feed & Speed A
Spindle speed: ‘ 300 rpm |:

>xAua 3.7.2: Turning Thread Tool

To deUTepO TTAPABUPO gival AuTd TTOU aYopPd TNV YEWUETPIa Tou Tepaxiou (Geometry). OtTwg
TTapouciddetal oto Zxnua 3.7.3, 010 apyIko 1edio eTMAEyETAl TO OitrAa 1o Thread faces
Kal ETTIAEyoVTal E TOV KEPOOPA, OTTO TO TEUAXIO TTOU €XEI OXEDIQOTEI, Ol ETTIPAVEIEG OTIG OTTOIEG
Ba OnuioupynBouv oTrelpwpara. To emépevo Tedio, Confinement, emAéyetal yia va
OnNAwBOoUV TuxOV TTEPIOPIOPOI OTNV dnuioupyia OTTEIPWHATOG. AQOU €TTIAEyEl avoiyel TO
TTapdbupo, 6TTwg eaivetal oTo ZxNua 3.7.3 Kal kaBopiovTal oI TTAPAPETPOI TWV TTEPIOPITHWV.
2710 Tedio Frontside stock offset, dnAwvetal n ardéoTacn amd 10 anueio TTou €xel ONAwWOEI
WG UTTPOCTIVO TURUA TOu TePaxiou, evw oTo Backside stock offset dnAwvetal n aréoTaon
atmd 1o onueio TTou €xel dNAwBEl wg TTicw TUAMA Tou Tepayiou. E@doov opifovtal auTég ol
ATTO0TACEIG, TWwPA n dnuioupyia oTTelpwPaTog Ba yivel pévo avdueoa oTiG dUO QUTEG
atmmooTdoelg. MNpémer va doB¢i TTpocoxr otn OAAwON NG TTiow atréoTaong. Av opioTei BETIKN
TIUA 0€ auTr] TNV aTdéOTAON TOTE TO OPIO TTPOEKTEIVETAI TTPOG TNV TTIOW PEPIA TOU TEUAYiOU.
TéNog, n emhoyr} Apply back from front, av emiAeyei, n améoTacn ammd 10 TTiOW ONUEio
opiceTal TTAéoV aTTO TO PTTPOCTIVO OnEio.
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Geometry A

Thread faces

' Confinement A
Frontside stock offset: ‘ 0 mm | =
Backside stock offset: ‘ 3 mm | =

[] Apply back from front

ZxAua 3.7.3: Turning Thread Geometry

H eméuevn kaptéAa, Radii, €ival autr TTou dnAwvovTal Ol GKTIVIKOi TTEPIOPICHOI yia TNV
Katepyaoia dnuioupyiag OTTEIPWHATOG. TNV OUYKEKPIYEVN KATEPYOOid, auThi n KapTéAa
TTepIEXEl ovo To Tredio Clearance. To 1redio auTtd, oploBeTei PEXPI TTOU YiveTal N ypriyopn
TTPOCEYYION TOU KOTITIKOU OTnV apXf Tou KABe KUKAOU KATEPYOOiag Kal TTOU TTnyaivel TO
KOTITIKO a@pOU TEAEIWOEI £vav KUKAO KaTepyaolwy. O1 eMAOYEG yia va d0Bei TO OUYKEKPIPEVO
oplio €xouv avaAubei oto Zxnua 3.3.5. £10 edio Clearance offset, opifetal n ardéoTacn Tou
Ba kKaBopIoTei TO OPIO ATTO TO ONUEIO AVAPOPAG TTOU EXEI ETTIAEVEI.

[] Clearance
Stock 0D e
Clearance offset: |1D mm =

ZxNAMa 3.7.4: Turning Thread Radii

H kapTtéAa, Passes, agopd Ta TTEPACUATA TOU KOTITIKOU £PYAAEIOU yia va TTpayUOTOTTOINCEI
TNV KaTEPyaoia dnuioupyiag oTTeipwuaTog Kal Trapoucialetal oto 2xAua 3.6.5. To Tolerance,
TTapapével To id10 OTTwg oTa avtioToixa Tedia TWV TTPONYOUNEVWY KOTEPYATIWY TTOU £XEI
avaAuBei oto ZxNua 3.3.22.
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Passes A

Tolerance: |Urﬂl mm

Threading hand:

Right handed ~
Thread depth: |1 mm ‘ S
Mumber of stepdowns: | 5 ‘ =
Thread pitch: | 1 mm ‘ =

& oo multiple threads

Mumber of threads: | 2 ‘ S
Infeed mode:

Constant infeed w
Infeed angle: |U deg ‘ =

B Fade thread end
aSpring Pass

[ Juse cycle

2xnuMa 3.7.5: Turning Thread Passes

To 1edio Threading hand, €xer dUo emAoyég kal €ival yia Tnv @opd Tng Onuioupyiag
OTTEIPWHATOG, OTTWG TTapouaiadeTal oTo ZxNua 3.7.6.

\_Tf AlaBéoiyec emmAovéc Threading hand

Right handed: Aggidxeipn @opd

Left handed: ApioTepdxelpn gopd

Right handed Left handed

2xAua 3.7.6: Turning Thread Passes Threading hand

210 Tedio Thread depth, opiletal To €mBuunTd BABOG yia Tn dnuioupyia oTreipwpaTog. To
BaBog oTrelpwpuaTtog uttoAoyietal av diaipebei n dlagopd TG PEYIOTNG WE TNV €AAXIOTN
Oi1GueTpo dia duo. Z1o medio Number of stepdowns, Zto medio Thread pitch, dnAwvetal n
amoéoTaon PETagU Tou KABe oTTEIpwuaTog atrd To €Topevo. H emAoyry Do multiple threads,
EMAEYETAI AV O XPHOTNG EMOUMEI va TTPAYUATOTIOINCEl TTEPIOCCOTEPA ATTO £va OTTEIPWUATA.
MOAIg emmiAeyei, ep@avifeTal atd KATw €va Tedio To otroio ovopdletar Number of threads
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010U dNAWVETAI O OPIBUOG TWV OTTEIPWHATWY TTOU ETTIBUNEI VO TTPAYUATOTIOINCEI O XPROTNG.
To TmapakdaTw 1edio cival To Infeed mode. Ze autd opideTal 0 TPOTTOG TTOU Ba €I0XWPNOEI TO
KOTITIKO €pyaAgio oTo Tepdyxio Kal Ba ekivijoel n dnuioupyia otreipwuatog. YTTApXouv TPEig
O1aBéo1peg emmAoyég TTou Ba avaAuBouv oTo ZxNnpa 3.7.7. Eival TTpoTINOTEPO Va ETTIAEYETAI VA
peliwveral 1o BdBog kotAg e kdBe mépacua (Reduced feed), 81611 amogelyeTal va
onuioupynBbouv peydAeg OuvAuEIS KOTTAG Kal HEYAAOG pubBuodg agaipeong UAIKOU 0600
augavovTal Ta TTEPACHATA. TNV TTPWTN KAl TV TEAEUTaia €TAoyA ed@avideTal akdun éva
medio 10 Infeed angle, 61Tou dnAwveTal n ywvia uttd TNV OTToId B EICXWPAOEI TO KOTITIKO
EPYAAEIO yIa va EeKIVAOEl N dNIoUpYia OTTEIPWHATOG.

AlaB€oiuec emAovéc Infeed mode

Constant infeed: Z1a0ep0 Kal ouvexEG BABOG KOTTAG

Constant Equal Plunges

Alternate flanking: To B&Bog KOTIAG PEIWVETAI KAl EVAAAGOOETAI
n OeCIOXEIPN UE TNV APIOTEPOXEIPN EI0XWPENCT TOU KOTITIKOU

Alternating side feed

e

Reduced infeed: To BaB0g KOTING MEIWVETAI JE KABE TTEPAC A

Reduced Set To 29.5 Degrees

2xAua 3.7.7: Turning Thread Passes Infeed mode

H eméuevn emAoyny Fade thread end, €mA£yeTal TTPOKEINEVOU TO OTTEIPWUG OTO TEAEUTAIO
onueio Tou Tepaxiou va EeBwpidoel olyd oiyd. To Spring Pass, evepyoTrolgital yia va yivel
U0 POPEG TO TEAIKO TTEPACHA YIA TO QIVIPIOPA TOU Tepaxiou, £T01 WOTE va agaipebouv Tuxov
UTTOAEIMUaTa UNIKOU Kal va TTPOKUWEI éva TTIO akpIBEG otreipwua. H teAeutaia emmAoyn, Use
cycle, emAéyetal yia va e€axOei n KaTepyaoia dnUIOUPYiIag OTTEIPWHPATOG AV £TOINOG KUKAOG
Katepyaoiag ammd autoug TToU UTTAPXOUV aTToBnKeUpEvol OTIG €pyaAglounxaveS. AuTth n
ETTIAOYI MEIWVEI TOV KWOIKA TTOU Ba TTPOKUWEI VIO TNV OUYKEKPIPEVN KATEPYATia KAl EEOQaVilel
Tnv £mAoyA Fade thread end.

TéNog, n kapTéAa Linking, ival auth TTou opidel TTwg Ba yivel N ouvOEan TWV TTEPATHATWY KOl
TWV KUKAWV KOTTAG OTNV OUYKEKPIYEVN KaTepyaoia. AuTH €ival TTapOUoIa UE TIG AVTIOTOIXEG
KOPTEAEG OTIG TTPONYOUNEVEG KaTEpyaoieg. Mia diagopoTroinon gival TTwg 0TO TTPWTO TUAUA,
uTTapXel povo 1o Tredio Retraction policy. O1 emAoyég autou Tou Trediou givar ol idieg Kal
é¢xouv avaAubei oto Zynua 3.5.11. To emopevo Tmedio, €ival idl0 PE TIG TTPONYOUMPEVEG
KATEPYOATIEG KAl £XEI TTAPOUCIaoTEi 0To ZXAUA 3.3.26.
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Linking 2

Retraction policy:

Full retraction ~

Approach & Retract 2

Approach Z:
Safe Z o

Retract Z:
Safe 7 ~

(] override setup safe Z

2xAua 3.7.8: Turning Thread Linking

3.8 Turning Groove & Single Groove
3.8.1 Turning Groove

H kartepyacia dnuioupyiag aulakwoewv  Groove, UTTAPXEl OTO €IKOVIOIO TOU TUAMATOG
Turning Tou CAM OTTwG @aivetal oto 2xAua 3.8.1.1. Ymdpxel n duvardtnta dnuioupyiag
QUAOKWOEWV TOCO OTO €EWTEPIKO TUNAMAO Tou Tepaxiou (e€wTepikr TOpveuan), 600 Kal OTO
EOWTEPIKO (eo0WTEPIKN TOpvEUON). AUNGKwON gival pia BaBid eooxr TTou dnuioupyeEiTal TNV
EOWTEPIKN 1 EEWTEPIKN ETTIPAVEIA TOU TEPAXIOU.

Profile Roughing Profile FinishingjGroove

im“

Turning «

ZxAua 3.8.1.1: Turning Groove

AQoU eTTIAEyEl TO TTApATTAVW EIKOVIDIO, Avoiyel OTO ApIOTEPA TUAKA TNG 080vng éva TTapdBbupo
HE OIAQOpPEG KAPTEAEG, OTIC OTTOiEG OpiCovTal Ol TTOPAUETPOI TNG KATEPYOOIAg. & QUTO TO
TTapdBbupo uTTdpyouV KaPTEAES yia Ta epyaleia (Tool), Tn yewueTpia Tou Tepaxiou (Geometry),
Tnv akTiva (Radii), Ta mTepdopata (Passes) kai T ouvdeon HE TIG UTTOAOITTEG KATEPYOQTIES
(Linking), OTTWG KaI OTIG TTPONYOUPEVEG KATEPYOATIEG.

210 TTpWTOo TTEdio NG KapTéAag Tool, émmwg Tmapoucidletal oto 2xAua 3.8.1.2, emAEyeTal TO
KOTITIKO €pyaAgio TTou Ba yxpnoigotroinBei otnv katepyacia (Tool), o TpATTOG €KXuong TOU
WUKTIKOU uypou (Coolant) kal To av Ba xpnoigotroinBei kevipogopéag i ox1 (Use tailstock).
Auté TOo TTEdio TNG KApPTEAAG eival idI0 PE TO AVTIOTOIXO OTNV KOTEPYAoia e€KXOVOPIONG,
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eTTopéVWG €xel avaAuBei AeTrtopepwg oTta Zxnuata 3.3.3. kai 3.3.4. To emopevo medio, Mode
& Direction, agopd 1o €idog TG TOpveuong (Mode), Tnv katelBuvor| Tng (Direction) kai Tov
TTpooavaTtoAioud Tou KOTITIKoU epyaleiou (Tool orientation). Ommwg éxel emonuavBei oTo
TTponyouuevo Ke@AAaio, oto TTedio Mode yia Tn dnuioupyia €EWTEPIKWY OQUAAKWOEWV
emAéyeTal To Outside grooving, evw yia Tn dnuioupyia eocwTepIKwyY TO Inside grooving. Ol
OlaBéoipeg emhoyég Tou Trediou Direction €xouv avaAuBei oto ZyxAua 3.3.19. Na 1n
dnuioupyia aulakwoewyv, Oivetal HeyoAUTEPN TIPOCOX] OTO KOMUATI TTOU avoAuel Tnv
KateuBbuvon KOTTAG oTnv K&BeTn SielBuvan, S10TI 0 AUAAKWOEIG dnuioupyouvTal KABETa oTNV
EM@AveEIa TOU TePayiou. To Tredio yia Tov TTpooavaTtoAiopud TOU KOTITIKOU epyaAgiou EXel
vonua av o Tépvog TTou xpnoiuotroisital 81a0£Tel Kivnon oTtov B agova kail ymmopei va aAAGEel n
ywvia Tou KOTITIKOU gpyaAegiou. TE€Aog, To Tmedio Feed & Speed eival idlo pe 10 avrioToixo
TTedi0 OTNV KATEPYATIa ATTOTTEPATWONG, TTOU £XEl TTApouaiacTei oTo ZxAua 3.4.2.

Tool: #11 - turning grooving OD Grooving

Tool

Coolant:

Flood e

[Juse tailstock

Mode & Direction S

Mode:
Qutside grooving ~
Direction:

Front to back e

Tool orientation: |IZI deg ‘

Feed & Speed S

[ Juse constant surface speed

Spindle speed: |3U':' rpm ‘ =

Use feed per revolution

Cutting feedrate per revolution: | 0,127 mm ‘

Lead-in feedrate per revolution: | 0,127 mm

Lead-out feedrate per revolution: | 0,127 mm ‘

2xnua 3.8.1.2: Turning Groove Tool

H emopevn kaptéAa gival autr TToU a@opd ThV YEWUETPIO TOU TTPOG KATEPYAOia TEPAXiou
(Geometry). To mpwrto 1edio TG KapTéAag, Model, TTapéxel Tn duvatdTNTa €TMIAOYAS TOU R
OxI. Av etmiAeyei, TO TTApABUPO ETTEKTEIVETAI KOI O XEIPIOTAG ETTIAEYEI T Kal Pe ToV KEPoOPA
TOU KAveEl KAIK OTA TUAUOTA TOU MPOVTEAOU TTou e€mBupei va Anpbouv umtéywn yia Tnv
katepyaoia. Av dev emAéCel autd To TTaPABupo TOTE Ba An@Oei uTTOWN 0AGKANPO TO POVTEAO.
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Z1a eméueva media dnAwvetal TO onueio ava@opdg yia 1o utrpooTivo (Front) kai 1o TTiow
(Back) TuApa Tou Tepayxiou. O1 DI00£01UEG ETTIAOYEG QUTWV TWYV CUEIWY EXOUV TTEPIYPAYPEI OTO
2xnua 3.3.11. 21n ouvéxela kalr ota duo Tedia kabopileTal N aréaTaon TTou Ba opIoTOUV TO
MTTPOOTIVO Kal TO TTiow onpeio, ota 1edia Front offset kai Back offset avriotoixa. Agou
oAokANpwOei auth) n OAAwGN gugaviovtal 0To JOVTEAO PE TTOPTOKOAI XpwHa To TTEdio OTTOU
EXEl OPIOTEI TO UTTPOOTIVO ONEio Kal e Aadi xpwa To TTEdio TTou £X€El OPIOTEN TO TTIoCW onpeio
Tou povTtédou. To TeAeuTaio Tmedio TNG KapTéAag (Rest Machining), agou etTiAeyei, divel TV
duvaToTnTa va opIoTel 0 KABOPIOKOG TOU TEPAYIOU TTOU €XEl ATTOMEIVEI TTPOG KaTepyacoia. H
EVEPYOTTOINON QUTAG TNG ETTIAOYAG £XEl VONUA OTaV YivovTal AAAETTAAANAEG KATEPYOOieG TOU
Tepaxiou 1} KaTepyaaieg TTou XpeladovTal TTepAcpaTa. Auth N €MAOYA OpPIOBETEI TO POVOTTATI
TNG KATEPYAOIAg Kal OTTOTPETTEI TNV €PYOAEIOUNXAvVr] ATTO AOKOTTEG OIQOPOMES, ETTOMEVWG
MEIWVEI Kal TO XpOVO Kal ToV KUKAO KaTepyaoiag. To medio autd €xel avaAuBei oto Zxnua

w
w
=
w

3

/ Model

Model contour

[] Front

>

Stock front e

Front offset: | 0 mm ‘

4k

>

[]Back

Model back e

Back offset: |U mm ‘

4k

>

"« Rest Machining

Rest material source:

From previous operation(s) ~

2xAua 3.8.1.3: Turning Groove Geometry

H kapTtéAa Radii, €ival akpIfwg idia Pe TNV avTioToixn TG KATepyaoiag dnuioupyiag TTPoiA,
eTTopévwg €xel avaAuBei ota Zxnuata 3.5.4 kai 3.3.14.

H kaptéAa Passes, agopd Tov KUKAO KaTEPyaAaiag, Ta TTEPACUATA TTOU TTPETTEI VA KAVEl TO
KOTITIKO €PYOAEIO Kal TOV TPOTTO TTOU Ba Ta KAVEIL, TTPOKEINEVOU va €TTITEUXOEi TO €mBUUNTO
ammotéAeopa. To TpwTo 1Tedio TG KapTéAag, To Tolerance, éxel avaAubei oto Zynua 3.3.22.
To emopevo medio, Use reduced feedrate, a@ou etmmiAeyei, TTapéxel 1 duvatotnTa va
XpnoiyotroinBei  peiwpévn TPOWON OTa  TTEPACPOTA  €KXOVOpIoNG, KaTd Tn  dnuioupyia
auAhokwoewyv. OTav emmAeyei, T0 TapdBupo erekTeiveTal kal oto TTedio Reduced feedrate
OnAwveTal n TIPA TNG PeElwpévng TTPowaong Tou Ba xpnoipotroinBei. To Allow rapid retract,
OTav evepyoTToIiNBEi EMITPETTEI OTNV EPYAAEIOUNXAVA VA TTPAYUATOTTOIEI TIG KIVACEIG retract,
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OnAadr TNV ATTOUAKPUVON TOU KOTITIKOU €pyaAgiou ATTO TO ONMEIO KOTTAG, WG KIVIOEIG UE
MEyIoTn TaxuTnTa KOTTAG (GO0). OTtav gival atrevepyoTroinuévn, Ol KIVAOEIG QUTEG YivovTal JE TN
dedopévn TaxUTNTA KOTTAG.

Passes "

Tolerance: |D.Dl mm |

LIS

Use reduced feedrate

LIS

Reduced feed: |D.031?5 mrm |

(] Allow rapid retract

Up/down direction:

Up and down w

L3

Pass overlap: |D mm |

Compensation type:

In computer A

Backoff distance: |1 mm |

LIS

@ Finishing passes

Mumber of stepovers: |1 |:
Stepover: |1 mm |:
Finish feedrate: |U-12? mm |:

Repeat finishing pass

2xNApa 3.8.1.4: Turning Groove Passes

To medio Up/down direction, kaBopilel Tnv kateuBuvon Pe TV oTToia Ba TTpayuaToTToIin8olv
Ta TEAIKA TTEPACHATA QIVIQIOPATOSG OTNV dnuioupyia auhakwoewyv. O1 dIoBEoIueg TTIAOYEG TOU
mediou TTapouaoidfovTal oto Zxnua 3.8.1.5. Agicel va onpueiwBei 0TI yia va UTTAPXEI CUVEXEG Kal
OMOIOUOPYPO ATTOTEAECUA OTN dnUIoUPYIa AUACGKWOEWV gival TTPOTINOTEPO va eTTIAEyeTal TO Up
and down.

Up/down direction:

Up and down

Only down
Only up

TF

AlaB€oiuec emAovéc Up/down direction

Up and Down: To koTmikd €pyaAgio TrpaypoToTrolei KO TG00
€I0EPXOPEVO  OTO Onueio  dnuioupyiag TG AUAGKwoNG Oco  Kal
ecepxoOuevo atrd autd

Up and Down
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Only Down: To KOTITIKO €pyaAgio TTPAYUATOTTOIEI KOTTH €I0EPXOMEVO
OTO Onueio dnuioupyiag TNG AUAGKWONG

Only Down

Only Up: To koTrTiké epyaAgio TTPAYHOTOTTOIEI KOTTH £6EPXOMEVO ATTO TO
onueio dnuioupyiag TNG AUAGKWONG

Only Up

2xnua 3.8.1.5: Turning Groove Passes Up/down direction

210 Tmedio Pass overlap, opifetar n amoécTacn oTnv otroia €mMOuUPEl O XprioTng va
ETMKAAUTITOVTAlI Ta TTEPACMATA TOU KOTITIKOU €pyaAeiou oTnv Onuioupyia auAAKWOEWY,
TTPOKEIMEVOU VA PNV UTTAPXOUV UTTOAEiPuaTa UAIKOU. To 1Tedio autd €xel 1ID1aiTepn onuaacia
6tav emAgyetal To Only Up 3 To Only Down yia va dnuioupynBei opoidpop@n auAdkwaon.

To medio Compensation type, €ival autdé OTO OTTOiI0 OpifeTal O TPOTTOG TTOU YiveTal N
avTIoOTABUION TOU KOTITIKOU €PYAAEioU Kal OI €TTIAOYEG TOU TTOPANEVOUV iBIEG PE QUTEG TTOU
avaAuovTal oTo ZXNua 3.4.4.

210 Backoff distance, dnAwvetal n emBuunTtr ardCTACN OTNV OTToia Ba ATTOUOKPUVOE TO
epyaAgio dnuioupyiog AUAAKWOEWY aTTO TO OTOK TTPOTOU EEKIVIOEI TNV Kivnon aTToudKpuvong,
retract.

TéNog, av yivel KNK oTnv €mAoyf Finishing passes, 10 TTopdBupo ETTEKTEIVETAI, OTTWG
@aivetal oto Zxnua 3.8.1.4 kail yivovral TITTAEOV TTEPACUATA PIVIPIOPATOG GTNV dnuioupyia
auAakwoewyv. To 1edio autd eival TTAPOMOIO PE TO QVTIOTOIXO OTNV ATTOTUNOCN TTOU €XEl
TTapouciaoTei oto 2xAua 3.6.11. O1 diagopég gival 6T aTn dnPIoUPYia AUAGKWOEWY UTTAPXEI
éva emmmAéov TTedio, 0TO oTToi0 OpifeTal 0 apIBUOS Twv TTepacpdTwy (Number of stepovers)
MEXPI va emTeuxBei To BABOG TNG TEAIKAG auAdkwong. 1o Stepover, dnAwWveETal TO TTOCO
UAIKO Ba TTapapeivel yia eropeva repdopata. H teAeutaia emAoyr, Repeat finishing pass,
gival idla he autr) Tou Spring pass, dnAadr kKavel éva €MITTA(OV TTEPACHUA XWPIG apaipeon
UAIKOU yia va KOTTOUV TUXOV UTTOAEiUMaTa UAIKOU.

To emopevo medio ovoudletal Roughing Passes kai pytropei va evepyotroinBei i 6x1. Epdéocov
emAeyei, T0 TapdBupo dlapopewveTal 6TTwg oto 2xAua 3.8.1.6. O xpAOTNG evepPyOTTOIEl TO
OUYKEKPIPEVO TTapdBupo OTav BEAEl va dnAwael o id10g TIG TTAPAPETPOUS yIa Ta TTEpAoUATA
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ekxovdpiong otnv dnuioupyia auAakwoewyv. Av Ogv evepyoTToinBei, oI TTAPAPETPOI Kal TA
TTEPACUATA UTToAOYiCovTal auTOUaTa aTrd TO TTPOYPAUMKA avaAoya Pe TO OEDOUEVO TTAGTOG TG
auAdkwong.

"« Roughing Passes

Groaving pattern:

Full stepdown w

L3

Maximum grooving stepover: 4 mm

Roughing clearing pass

B use pecking
Pecking depth: |1D mm |:
Pecking retract: |2 mm |:

2xnua 3.8.1.6: Turning Groove Passes Roughing Passes

H emAoyr Tou Grooving pattern, kaBopilel Tov TpOTTO PE TOV OTTOI0 Ba Yyivel n dnuioupyia
auAakwoewv. O1 dlabéaiueg emAoyEg Tou TTediou auTtou avaAuovTal oTo 2xnua 3.8.1.7.

AlaBéaiuec emmAoyéc Grooving pattern

Groaving pattern:

Full stepdown

Partial stepdown
Sideways with partial stepdown

ULUUTHITIOCrEdr i Oidss

Full Stepdown: Agaipei 10 6Ao TO0 UAIKO pe dielBuvaon KABeTn oTnv
ETTIPAVEIQ TOU TEPAYXIOU PEXPI TO WEYIOTO PBABOG KOTTHG TTOU €XEl OPIOTEL
TIpIV ouveyioel opidvTia TNV Kivnon yia Tnv €TiTeUén Tou €mOuunToU
TIAATOUG QUAGKWONG

Full Stepdown

Partial Stepdown: Agaipei éva KOPudT UAIKOU pe d1euBuvon KABeTn
oTnVv €mM@Avela Tou Tepaxiou pExPl TO BABOG KOTINAG TTOU €XEl OPIOTEI
TIpIV ouveyxioel opIfovTia Tnv Kivnon yia TNV €TTiTEUEN Tou €mMOUPNTOU
TAGTOUG auAdkwong. EtmravoAauBdver autr tn diadikacia péxpl va
@T1do¢el To TEAIKO BAB0Gg TNG auAdkwong

Partial Stepdown
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Sideways With Partial Stepdown: A@aipgi éva KOPPATI UANIKOU pE
O1evBuvon opifévTia oTnV €MIQAVEIQ TOU TEPaxiou PEXPI TO €mMOuUUNTO
TIAATOG QUAGKWONG TTPIV oUveEXioEl KABETA TNV Kivnon UEXPI TO OPICHEVO
Babog komnc. EmmavaAaupaver autr 1n diadikacia péxpl va eTaoel To
TeAIKO BAB0OG TG auAdkwong

Sideways With
Partial Stepdown

2xAua 3.8.1.7: Turning Groove Passes Grooving pattern

2€ KATTOIO UAIKA €ival TTPOTIHOTEPN N XPrOoN TOU TEAEUTAIOU TPOTTOU dNUIOUPYIAG QUAAKWOEWY
Kabwg aufavel Tn didpkela {wAG TOU KOTITIKOU €pyaAgiou Kal €mmTuyxdvel dnuioupyia
KaAUTePNG emiQAvelag. ETTiong oTnv TePIiTITwon TTou To TTAATOG TNG AUAGKWONG €ival apKeTA
MEYOAUTEPO O€ OXEON ME TO PABOC TNG, N OUYKEKPIUEVN ETTIAOYN MEIWVEI TOV XPOVO
katepyaoiag. AgiCel va emonuavoei TTwg av emAeyei autdg o TpOTTOG aTnVv KapTéAa Tool Tng
KATEPyaoiag autng, oto Tedio Direction pétrel va etTiAeyei To Both Ways.

2tnv emAoyy tou Full Stepdown, uttdpxel éva TTapdBupo amd KATw TTou OovouddeTal
Maximum grooving stepover. 210 Tedio auTd opideTal To PEYIOTO BABOG KOTTHG OTO OTTOI0
Ba kataAnRgel To KOTITIKG £pyaleio TTpIv JETAKIVNOET opIOVTIa yIa TNV ETTITEUEN TOU ETTIBUUNTOU
TTAATOUG QUAGKWONG.

Znig emAoyég Partial Stepdown kair Sideways With Partial Stepdown, utmrdpxouv duUo
TTapdBupa aTrd KATw TTou ovopdlovTtal Maximum grooving stepover kai Maximum groove
stepdown. Z10 TTpWTO TTEDIO OpPIfeTaN TO PEYIOTO BABOG KOTIG, TO OTTOI0 Ba gival Kal TO TEAIKO
BaBog TNG auAdkwaong, evw oTo deUTEPO TTEDIO dNAWVETAI TO PEYIOTO BABOG KOTTHG OTO OTTOI0
MTTOPEI va KIvnBei To epyaleio ae kABe TTEpaoua.

H eméuevn emAoyn, Roughing clearing pass, divel Tn duvatdTnTa GTOV XPAOTN, EPOGOV TNV
EMAEEEl, va TTPAYUATOTIOINCEI £va TTITTAEOV TTEPACHA YIO VA AQaIPEBOUV TUXOV OKWPEG TTOU
éxouv OnuioupynBei. H emAoyr] autr €ivalr XPpAOIUN yia va atmmoQeuxBei n agaipeon
TTEPIOCOOTEPOU UAIKOU aTTd TO AVANEVOUEVO OTA TTPONYOUNEVA TTEPACUATA.

H emAoyh Use Pecking, emtpémel oTto KOTTIKO va Kiveitalr oTadiakd Kol OXI ME Mia
MovokOuuaTn Kivnon. To KOTITIKO KiveiTal 600 éxel opioTei To BABog kotAG (Pecking depth)
KAl OTrn OUVEXEIQ atTooUpEeTal atmd To TePAxIo 600 €xel opioTei oto Pecking retract. "Exel
avaAuBei o1o Zxua 3.3.22.

To 1redio Stock to Leave, €xel vonua va €TTIAEYEl, av TTPETTEI va UEIVEI UNIKO yIa TTEPETAIPW
katepyaoie. E@doov 0 xproTng embuuei va ueivel UAIKO TTpOG KaTepyacoia, opifel oTo 1Tedio
Radial stock to leave 1600 UAIKO va peivel akTIVIKA Kal oTo 1Tedio Axial stock to leave 1méoo
UAIKO va peivel afoviKa OTO OTOK.
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' Stock to Leave

Radial stock to leave: ‘ 0.1 mm ‘

Axial stock to leave: ‘ -0.3 mm ‘

ZxnAua 3.8.1.8: Turning Groove Passes Stock To Leave

To TeAeuTaio TTedio TNG KapTEAag Passes, cival To Smoothing. H AoyikA Tou Tolerance éxel
avoAuBei oto Zynua 3.3.22. 310 Smoothing tolerance dnAwvetal n akpiBeia TTou eMOUPET O
XEIPIOTAG va XpNOoIKoTToINOEi yia TNV dnuIoupyia KAPTTUAWVY.

4k

Smoothing tolerance: 0.01 mm ‘

Zxnua 3.8.1.9: Turning Groove Passes Smoothing

H TteAeutaia kaptéha (Linking), €ivai auty mou opifel TTwg Ba yivel n ouvdeon Twv
TEPACHATWY KAl TwV KUKAWV KOTTAG OTNV CUYKEKPIYEVN KaTepyaoia. To TTPwTO TTEdI0 TNG
kaptéAag (Linking) €ival idlo pe To avtioToIXO TNG KAPTEAAG OTNV KOTEPyaoia dnuioupyiog
TIPOWIA, eTTONEVWG €xel TTapoucaiaoTei oTta Zynuarta 3.5.11 kai 3.5.12. H emAoyn Pull away
before retract, TTapéxel Tn duvaTdTNTA TO KOTITIKO VA ATTOMAKPUVOEI, KATA pIa OXETIKA MIKPN
ammoéoTaon, a1rd TO ONUEIO KOTTAG TTPIV Yivel N TTARPNG attopdkpuvon. H pikpr) atréotaon otnv
oTroia Ba atrouakpuvBei To KOTITIKO gpyaAcio £xel doBei oto Backoff distance. Z1o medio
Safe distance opifetal n eAdxioTn aTdOTOCH TTOU Ba £X€EI TO EPYAAEIO aTTO TNV £MIQAVEIQ TOU
TEpaxiou Katd Tnv SIAPKEID KIVACEWY ATTOUAKPUVONG.

Linking ]
Retraction policy:

Minimum retraction ~
High feedrate mode:

Preserve rapid movement ~

(] Pull away before retract

Safe distance: |2 mm

4|k

ZxApa 3.8.1.10: Turning Groove Linking

To emouevo Tredio, Approach & Retract, eival akpifwg T0 idl0 PE Ta avTioToIXO TWV
TIPONYOUNEVWY KATEPYOOIWY Kal £XEl avaAuBei oto ZxAua 3.3.26.

To teAeuTaio 1edio, Leads & Transitions, €ival TTAOPOPOIO PE TO AVTIOTOIXO OTNV KATEPYATia
QIVIPIOUOTOG, ETTOMEVWG €XEl TTapouaiaoTei 0To ZxAua 3.4.7. O1 dlapopég ival, OTTWGS @aiveTal
atrd 1o 2xAua 3.8.1.11, n apxikn €mAoyr 1Tou divetal otov Xpriotn (Use fixed lead direction)
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kai Ta 1edia Lead-in extension kai Lead-out extension. H emAoy Use fixed lead
direction, 6tav evepyotroinBei kaBopidel TNV KUpIa disUBuvoN Kivnong TOU KOTITIKOU £pyaAgiou
oUpoewva Pe 1o onueio 0 Tou Twy agdvwy, O6TTwG £xel opioTei ammd Tov xprioTtn. OTav civai
arrevepyotroinuévn n Kupla dielBuvon Tou KOTITIKOU epyaAgiou kaBopileTal atrd T0 EKACTOTE
pepovwuévo Trépacpa. ZT1a Tredia Lead-in extension kai Lead-out extension, opiletal n
TTPOEKTAON TNG Kivnong Tou KOTITIKOU €PYAAEiou KaBWG €I0EPXETAI KOl £CEPXETAI, QVTIOTOIXA,
OTO TO onueio KOTAG Kal atmo autd. Ta 1edia autd KabioTouv TTIO OPOAL TNV €10XWENON Kal
EKXWPNON TOU EpYaAEiou OTO ONWEIO KOTTAG.

Leads & Transitions S

[l use fixed lead direction

Lead-in (entry)

Lead-in radius: |D mm =
Linear lead-in length: | 2 mm | =
Lead-in extension: |D mm |:
Linear lead-in angle: |45 deg 5

Lead-out (exit)

[ ] same as lead-in

Lead-out extension: |D mm |:
Lead-out radius: | 0 mm =
Linear lead-out length: | 2 mm =
Linear lead-out angle: |45 deg =

ZxAua 3.8.1.11: Turning Groove Linking Leads & Transitions
3.8.2  Turning Single Groove

Omtwg avaeépbnke OTO TTPONYOUMEVO KEQAAAIO, QUAdKwOoN cival pia BaBid €ocoxr TTou
OnUIoUPYEITal OTNV €0WTEPIKA N EEWTEPIKA €MIQAvEIa Tou Tepgayiou. H kartepyaoia Groove,
TTOU avOaAUBNKE TTPONYOUNEVWG, XPNOIYOTIoIEiTal OTav O XEIPIOTHG B¢éAel va dnuIoupyRoEl
TTEPIOOOTEPEG OTTO MIA QUAOKWOEIG OTO TEPAXIO TTPOg Katepyaoia. Otav xpeialetar n
onuioupyia piog auAdkwong gival TTPOTIMOTEPO va eTTIAEyeTal N KaTepyaoia Single Groove,
TTou BpiokeTal oTo €IKOVIdIO TTOU TTapoucidleTal oto Zyua 3.8.2.1. 210 onueio Turning Tou
CAM, emAéyeTal pye 1O TTOVTIKI TO Turning, To TTAPAOUPO ETTEKTEIVETONI KOl ETTIAEYETAI TO
gIkovidlo. H katepyaoia piag auhdkwaong PTTopEi va yivel kai he Tig dUo €mmAoyEG. MpoTipdTal n
OeuTepn OIOTI TTOPOAO TTOU €xel OXEDOV TIG idIa TTAPAUETPOUG WE TNV TIPWTN, €ival TTo
ATTAOTTOINUEVN.

91



)= ==

Profile Roughing Profile Finishing Groove

U’I

'L'ﬂ Single Groove I

_J Chamfer

{1 Turning

2xnua 3.8.2.1: Turning Single Groove

AQOU eTTIAEYEI TO TTAPATTAVW EIKOVIDIO, AVOiyEl OTO APIOTEPA TUAPA TG 086vng éva TTapdbupo
He OlIaQopeg KAPTEAEG, OTIC OTToiEG OpifovTal Ol TTOPAUETPOI TNG KATEPYOOIAG. € QUTO TO
TTapGBupo UTTAp)oUV KAPTEAES yia Ta epyaleia (Tool), Tn yewpeTpia Tou Tepayiou (Geometry),
Tnv akTiva (Radii), Ta mTepdopata (Passes) kal T ouvdeon He TIG UTTOAOITTEG KATEPYOTIES
(Linking), 6TTwg Kai OTIG TTPONYOUMEVES KATEPYATIEG.

H kapTéAa Tool, eival TTapoéuoia ye Tnv avTioToixn otnv Katepyaoia Groove. O TTapdueTpoi
NG €xouv avaAuBei mpiv 10 ZxAua 3.8.1.2. H pévn diagopd civar oto 1medio Mode &
Direction, 6tmou &ev uttdpxel 10 Tedio Direction, KaBwg dnuioupyeital Pia JOVO aUAdKwOn,
ETTOMEVWG OeV UTTAPXEl vOnua va diveTal n KaTelBuvaon Kivnong Tou KOTITIKOU EpyaAgiou aTnv
Katepyaaoia.

H kaptéha Geometry, €ival autr] TTOU a@Opd Tn YEWMETPIO TOU TEuaxiou. ZTnv €TmAoyn
Groove positions, sm)\évaﬁu TO Kal JE TOV KEPOOPA YiveTal KAIK OTA £TTBUUNTA TUAPATO
TOU PovTéAou TTou Ba An@Bouv uttdéwn yia Tnv dnuioupyia TG auAdkwong. 1o Tedio Groove
side alignment, opiletal o TPOTTOG TTOU Ba Yivel N euBUyPAPPIoN TOU KOTITIKOU £pyaAgiou OTO
onueio Tmou Ba Kkotrei N auAdkwon. AnAadh, €mAEyeTal TTOU Ba TOTTOBETNOEi TO KOTITIKO
epyaAcio e oxéon YE TNV AUAGKWGON TTou TTPOKEITAI va dnuioupynoel. 1o 1Tedio Groove tip
alignment, mpoodiopileTal av To KOTITIKO gpyaAeio Ba uttepBei 1 dx1 TNV dedopévn OKTIVIKA
ammoéoTaon.

Geometry A

Groove positions

Groove side alignment:

Middle b

Groove tip alignment:

Tip e
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AlaB€oiuec emAovéc Groove side alignment

Groove side alignment: i i
| B v| Back: To koTrmikd gpyaleio

Back EKTEIVETQI TTPOG TO TTIOW
_ MEPOG TOU OTOK TOU Tepayiou
Frant

Middle: To KoTITIKO epyaAgio

EUBUYPAUMICETAI OTO KEVTPO TNG ETTIAEYUEVNG QUAAKWONG
Front: To KOTITIKO £pYOAEIO EKTEIVETQI TTPOG TO PTTPOCTIVO PEPOG TOU GTOK TOU TEPAXIOU

AlaB€oiuec emAoyéc Groove tip alignment

Groove tip alignment:

Cut-through: H akpur Tou

AL ] ugh: B
b bl sonvn

utTEPREi TN dedopEVN OKTIVIKA
aTmoéoTaon

Tip: H akur Tou KOTITIKOU £pyaAgiou Ba aTapatroel JOAIG pTAcEl TN O€OOUEVN AKTIVIKI)
améoTaon

2xAua 3.8.2.2: Turning Single Groove Geometry

H kaptéha Radii, emTpETEl OTOV XPNOTN TOU TTPOYPAUMATOS va Oivel KATTOIOUG QKTIVIKOUG
TTEPIOPIOUOUG OTO TTEdIO KATEPYATiag TTou Ba evepynoel n epyaleiounyavr). H kKapTéAa auth
TTPOCAPUOZETal AVAAOYa HE TO av £XEl ETTIAEYEI EEWTEPIKNA ) ECWTEPIKN TOPVEUON OTO TTEDIO
Mode 1ng kaptéhag Tool. H kapTéAa auth cival aokpifwg idla Pe Tnv avtioToixn TNg
Katepyaoiag Groove emmopévwg éxel avaAubei ota ZxAuata 3.5.4 kai 3.3.14, 1600 yia TNV
ECWTEPIKI OCO KAl yIa TNV EEWTEPIKA dNUIOUPYIa QUAAKWOEWV.

H kapTtéAa Passes, agopd Tov KUKAO KATEPYAOiag, Ta TTEPACUATA TTOU TTPETTElI VA KAVEI TO
KOTITIKO €PYOAEio Kal Tov TPOTTO TToUu Ba Ta KAVEI, TIPOKEINEVOU VA ETTITEUXOEI TO €mMBOUPNTO
ammoté\eopa. To TpwTo TTedio TNG KapTEAAG, To Tolerance, éxel avaAubei oto 2yxAua 3.3.22. H
emAoyn Use pecking, epocov evepyotroinBei, Tpayuartotrolei TNV auAdkwaon Pe TTOAAATTAG
TEPACHOTA KAl ETTEKTEIVEI TO TTAPABUPO WOTE va UTTOPoUV va &0Bouv oI TTapPAPETPOl TNG
KOTTNG. Ta TTepAoUATA QUTA TTPAYUATOTTOIOUV TNV QUAGKWON OoTadIaKd. To KOTITIKO €pyaAEio
O1e160Uel 0TO UAIKO 600 €xel opioTei oTo TTedio Pecking depth kal 6Tn cuvéxel atropakpUveTal
600 opiCstal oto Tedio Pecking retract. H diadikacia auth emavalauBdveral 60€G QOPES
XPEIAOTEI PEXPI VO TTPAYUATOTTOINDEI N AUuAdGKwWaON. ZTNV dnuioupyia aQUAGKWOEWV gival TTOAU
onMavTIKG va yivovtal TTOAOTTAG TTEPACHATA, WOTE VA ATTOPEUXOEi va XpnoiPoTToindei
peyaAUTepo BABOG KOTIG yia £va epyaAgio amd autd TTOU TTPOTEIVETAI ATTO TOV KATAOKEUAGTH.
To Pecking €xer avaAuBei Aemrtopepwg kail ota ZxAuara 3.3.22 kai 3.6.8. H emAoyr) Dwell
before retract, étav emAeyei, kKaBuoTepei TNV Kivnon Tou KOTITIKOU €pyaAgiou, 6tav autd
@TAvel 01O TeEAIKO onueio KoM . H kaBuaTtépnon autr) KabioTd akivnTo 1o KOTITIKG £PYaAEio
yia 1a deutepdAeTTTa TToU divovTtal oto Tredio Dwelling period, evw To TOOK ouveyiel va
TTEPIOTPEPETAI. AUTH N ETTIAOYA XPNOIMOTTOIEITAI VIO VA ATTOPEUXOET N dnuIoUpyia AKPWY OTAV
auAdkwon ammo Tuxov UAIkG TTou €xel arroueivel. H emAoyry Allow rapid retract, étav
EvePYOTTOINOEi EMTPETTEI OTAV EPYAAEIOUNXAVA VA TTPAYHATOTIOIE TIG KIVAOEIG retract, SnAadn
TV ATTOUAKPUVON TOU KOTITIKOU €PYOAEiOU ATTO TO ONUEIO KOTINAG, WG KIVACEIG YE WEYIOTN
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Taxutnta kot (GO0). Otav civalr atrevepyoTroinuévn, Ol KIVAOEIG QUTEG yivovTal PE T
Oedopévn Taxutnta KoTtAG. TEAog, TO TTedio Stock to Leave, €xel vonua va €mIAgyei, av
TIPETTEl va peivel UNIKOG yia TTEpETaipw KaTepyaoies. E@daov o xpAoTng emBuuei va peivel UNIKS
TTPOG KaTepyaaoia, opilel oto Tedio Radial stock to leave 600 UNKO va pegivel akTIVIKA OTO

OTOK.
Passes
Tolerance: |U,Ul mm
B use pecking
Pecking depth: |1U mm
Pecking retract: |2 mm

B oweell before retract

Dwelling period: |U s

B sllow rapid retract

3

" Stock to Leave

Radial stock to leave: | 0,1 mm

3

Zxnua 3.8.2.3: Turning Single Groove Passes

TéNog, n kapTéAa Linking, ival autr TTou opilel TTwG Ba yivel N oUvOEan TWV TTEPACUATWYV Kal
TWV KUKAWV KOTTNG OTNV OUYKEKPIYEVN KaTEPyaaia. AuTr] €ival idla Pe TRV avTioToIXn KAPTEAQ
OTnNV KATepyaoia dnuioupyiag oTTeEIpWPATWY. ZT0 TTPWTO TUAKA, oTo TTedio Retraction policy,
ol €TMIAoYEG €xouv avaAuBei oto Zxnua 3.5.11. To emépevo edio, Approach & Retract, givai
idl0 e TIG TTPONYOUNEVEG KATEPYATIES KAl £XEI TTAPOUCIOOTEI 0To ZXNua 3.3.26.

Linking

High feedrate mode:

Preserve rapid movement

b

Approach & Retract

Approach Z:
Safe Z

Retract Z:
Safe Z

[ ] override setup safe Z

b

ZxAua 3.8.2.4: Turning Single Groove Linking
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3.9 Turning Chamfer

H kartepyacia Chamfer A Aofdétunon, €ival n TouR €vog Tepaxiou uttd KATTOIA ywvia.
ETTopéVWG, €XEl WG ATTOTEAECHA VO TTPOKUTITEI MIA TTIO OJAAN OKMI) OTO CNUEIOU TTOU YiVETAI N
KOTM). H OuyKekpiuévn KaTEpyaoia XPNOIMOTTOIEITAl yia va  yivouv 1O OMAAEG Kal
OTPOYYUAEUEVEG Ol AKHEG TTOU UTTAPXOUV OTNV E0WTEPIKA 1 ECWTEPIKNA ETTIPAVEIQ TOU TEPAXIOU.
2710 onueio Turning Tou CAM, €TIAEyeTal PE TO TTOVTIKI TO Turning, To TTAPABUPO ETTEKTEIVETAI
Kal ETMAEyETAI TO €IKOVidIO, TTOU QaiveTal oTo ZxAua 3.9.1.

wyy|f) [—
{

Profile Roughing Profile Finishing Groove ]

=

L0l

P,

] Single Groove

_J Chamfer I

{1 Turning

2xAua 3.9.1: Turning Chamfer

AQOU eTTIAEYEI TO TTAPATTAVW EIKOVIDIO, AvOiyel OTO APIOTEPA TUAKA TG 086vng éva TTapdBupo
pE OI1d@QopeC KAPTEAEG, OTIC OTTOIEG opifovTal oI TTAPAPETPOI TNG KATEPYATIag. 2€ QuTO TO
TTapdBupo uttdpxouv KapTEAES yia Ta epyaAgia (Tool), Tn yewpeTpia Tou Tepayiou (Geometry),
Tnv akTiva (Radii), Ta mTepdopata (Passes) kal T ouvdeon HE TIG UTTOAOITTEG KATEPYOTIES
(Linking), 6TTWG Kal OTIG TTPONYOUNEVEG KATEPYOTIEG.

21NV kapTtéAa Tool divovTal ol TTANPOPOPIES yIa TO KOTITIKG pyaAcio TTou Ba xpnoipoTToinBei,
TNV TaXUTNTQ KOTTAG Kai Tnv 8i1elBuvon kivnong. H kaptéAa autr, €ival TTapoyola Pe TV
avtioToixn otnv Katepyacia Groove. O1 TTApPAUETPOi TG €XOuv avaAuBei TTpIiv TO ZxNua
3.8.1.2. H povn dlagopd civar 61 dev uttdpxel 1o Tedio Direction oto onueio Mode &
Direction.
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Tool: #12 - CNCA?03? CNMT Right Hand

Tool

Coolant:

Flood ~

[ use tailstock

Mode & Direction A

Mode:

Outside chamfering W

Tool orientation: |D deg | E

Feed & Speed A

[Juse constant surface speed

Spindle speed: |3DIJ rpm

Use feed per revolution

Cutting feedrate per revolution: | 0,1 mm

Lead-in feedrate per revolution: | 0,1 mm | =

Lead-out feedrate per revolution: | 0,1 mm | =

2xAua 3.9.2: Turning Chamfer Tool
H emmopevn KapTéAa apopd TNV YEWUETPIA Tou Tepaxiou TTpog Kotrh, (Geometry). H kapTtéAa

auTh diapopewveTal 6TTwG TTapoucidleTtal oto ZXAUa 3.9.3. O XEIPIOTAG ETTIAEYEI TO B oro
medio Chamfers kai Kavel KAIK OTIG OKJEG TOU TEPOXIOU TTou TTIBUMET va 0TPOYYUAEUBOUV.

Chamfers

2xAua 3.9.3: Turning Chamfer Geometry

H kaptéha Radii, emTpétmel oTOV XPNOTH TOU TTPOYPAUMOTOS va Oivel KATTOIOUG OKTIVIKOUG
TTEPIOPIOPOUG O0TO TTEdIO KaTEPYaOiag TTou Ba evepynoel n epyaAsiounyavr). H kaptéAa auTn
TTpocapudleTal avaAoya PE TO av EXEl ETTIAEYEI ECWTEPIKNA A EOWTEPIKN TOPvEUON OTO TTEDIO
Mode Ttng kaptéhag Tool. H kaptéha auth eival akpiBwg idla pe TNV avrioToixn Tng
Karepyaoiag Groove emmopévwg €xel avaAubei ota ZxAuata 3.5.4 kai 3.3.14, 1600 yia TV
ECWTEPIKI OCO KAl yIA TNV EEWTEPIKNA OTPOYYUAEUCH TWV OKHWV.

H kaptéha Passes, a@opd Ta TrepdopaTa  Kal  TIG TTAPOUETPOUG TOUG, Tou  Ba
TIPAYHOTOTTOINCEI TO KOTITIKO £pyaAgio PéXpl va oAokANpwOEi n katepyacia. To TpwTo TTEdIO
NG KaptéAag, 1o Tolerance, éxel avaAubei oto Zxnua 3.3.22. H emAoyry Multiple passes
givar yia va divel Tn duvatdTnTa TTPAYHOTOTTOINCNG TTEPICCOTEPWY aTTd éva TTEPACHATA,
TIPOKEINEVOU va OAOKANPpwOEi n €mBuuNTA KaTepyaoia. Apou eTTIAeyei atmd Tov XpAoTn, TO
TTapGBupd eTTeKTEIVETON Kal P@avifeTal To TTedio Stepover, 6mTou kaBopileTal TTéCQ XIAIOOTA
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emMOUNEl 0 XEIPIOTAG va gival To KABe TTéEpaopa. H emAoyr) Reverse chamfer pass, €ivalr av o
XPAOTNG €mMOUUEl va avTIoOTpEWEl TNV KATEUBUVON TTPAYUATOTTIOINONG TNG KATEPYATIaG. 2TO
medio Chamfer width, opiCetar To TTAATOG TTOU Ba yivel n AogdéTunon. 10 1edio Chamfer
extension, emAéyetar n améotacn Tou Ba kKivnBei TO KOTTIKGO epyalEio  agou
TIPAYMOTOTIOINCEI TNV OTPOYYUAEUGCH, TTPOKEILEVOU va €xEl KOAUTEPN TTOIOTNTA N E€MIQAVEIQ
KOTTNG Kal va agaipeBouv Tuxov uttoAgippata uAikou. 210 medio Chamfer angle, kaBopileTai
N ywvia utré Tnv otroia Ba yivel n Ao&dTunon

Passes A

Tolerance: |D,Dl mm |:

& wultiple passes

[JReverse chamfer pass

Stepover: |1 mm |:
Chamfer width: |1 mm E
Chamfer extension: |1 mm IE
Chamfer angle: |45 deg E

ZxAua 3.9.4: Turning Chamfer Passes

H TteAeutaia kaptéAa, (Linking), e€ivar autry TTou opilel TTwg Ba yivel n ouvdeon Twv
TTEPACHATWY KAl TwV KUKAWV KOTTAG OTNV CUYKEKPIYMEVN KaTEpyaoia. To TTpwTo TTEdI0 TNG
kaptéAag (Linking) eival idlo pe 1O avtioToIXO TNG KAPTEAAG OTNV KATEPyaoia dnuioupyiag
TIPOQIA, e€TTOPEVWG €xel TTapouaiaoTel ota 2yxnuara 3.5.11 kai 3.5.12. To deutepo TrEdIO,
Approach & Retract, €ivail idlo pe TIG TTPONYOUPEVEG KOTEPYATIEG KAI £XEI TTAPOUCIACTEI OTO

2xAua 3.3.26.

Linking ]

Retraction policy:

| Full retraction R |

High feedrate mode:

Preserve rapid movement ~
Approach & Retract !
Approach Z:

Safe 7 R
Retract Z:

Safe 7 R

Override setup safe Z
Safe Z reference:

Setup WCS arigin ~

Safe 7 offset: | 0 mm

2xnua 3.9.5: Turning Chamfer Linking
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3.10 Toolpath

A@oU oxedlaoTei TO TEPAXIO KAl OPIOTOUV Ol TTAPAUETPOI TWV KOTEPYATIWY TOU MEVEI va
METATPATTOUV O0Q €xouv KabBoplioTei o G KwdIKA, Tov oTroio Ba ptropei va diaBdoel n
EPyYaAEIounyavr], TTPOKEINEVOU va TTPAYMATOTTOINCEl TIG KOTTEG. OTwg QaiveTal oTo ZXNua
3.10.1, uttdpxel EexwploTo TUAMa oto CAM yia auth Tn diadikaaia.

‘_\—;rt,t) D Post Process
E Setup Sheet
Q}' Generate

Toolpath

2xAua 3.10.1: Toolpath
270 TTEdI0 AUTO UTTAPYOUV TEOOEPIG DIAPOPETIKES ETTIAOYEG.
3.10.1 Simulate

H TpwTtn €mAoyn, 1o Simulate, TTapéxel oTov XpAOTN TOU AOYIOMIKOU Trn duvaTdTNTA VA KAVEI
TTPOCOMOIWON TWV KATEPYOAOIWV Kal TnNG d1adpourg TTou Ba TTPAYUATOTTOINCEl TO KOTITIKO
epyaAcio. O xpAOTNG UTTOPEI va ETTIAECEI €iTE PIA KATEPYATTA €iTE TTOAEG TTPOKEIMEVOU VA YiVEl
TTPoCOoMoiwaN. AQou eTIAEEE], avoiyel OTO apIOTEPO TUAMA TNG 086vNG £va véo TTapdbupo ue
TPEIG KAPTEAEG VIO VO OPIOTOUV Ol ETTIAOYEG THG TTPOCOUOIWONG.

H mpwtn koptéAa ovoupdletal Display kai a@opd Tnv ammeikdévion Koatd tn didpKeia NG
TTpocopoiwong. H kaptéAa auTr repi€xel Tpia Tedia TTou UTTAPXEl N duvaTdTNTA Va ETTIAEyOUV
i 6x1. To TpwTo Tedio opiel TNV ateikdvion Tou KOTITIKOU gpyaAgiou (Tool), To dedTtepo TNV
ateikdvion Tng dIadpouNG Tou KOTITIKOU gpyaAgiou (Toolpath) kal To TpiTO TO GTOK, ONAQdK TO
Tepdyxio Tpog Kot (Stock). O xeipiothg emAéyel oo TTedia emOuuEel TTPog atTelkévion Kal
ETTEKTEIVOVTAI Ol AVTIOTOIXEG KAPTEAEG.
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: w Tool

B show shaft
B show holder

B show transparent

/ Toolpath

B show points

B show axes

Toolpath mode:
All toolpath

b

/ Stock

Mode:
Standard

Colorization:

Operation
& show transparent
(] stop on collision

Show part comparison

Mumber of intervals: |5

Interval: |Dr1

b

LIS

LIS

ATTOUEVEI EN@AVICETAl YE dIAgavn own

AloBéoipeg emAoyég Tool
Show shaft: Evepyotroigital n
aTrelkévIon Tou agova Tou epyaAciou
KOTTAG
Show holder: Evepyotroigital n
aTTEIKGVION TOU TEPAXIOU OUYKPATNONG
TOU gpyaA€iou KOTTAG
Show transparent: To KOTITIKO
epyalcio, o agovag kai n pavéia
OUYKPATNONG eu@aviovTal pe didgpavn
oyn

AlaBéoiueg emAoyéc Toolpath

Show points: Evepyotroigital n
aTreIkOVION JE HAUPEG KOUKIBEG, TWV
onueiwv TTou aAAGCel N TaxuTnTa R N
Kivnon oTnVv KOTTA
Show axes: EvepyoTrolcital n
arreikévion Twy afévwy X, Y, Z
Toolpath mode: EmiAéyeTal 0 TPOTTOG
armreikéviong Tng d10dpounig

AloBéoiyeg emAoyEg Stock
Mode: KaBopileTal o TpOTTOG
TTPAYUATOTTOINONG TWV KATEPYATIWY
Colorization: KaBopiletal o
XPWHMOTIONOG TOU OTOK KATA TN SIAPKEIN
TWV KATEPYAOIWV
Show transparent: To oToK TTOU

Stop on collision: H TTpocopoiwon otapard autépata étav UTTdpEel oUyKpouaon
Show part comparison: EvepyoTrolgital n atreikovion NG oUyKpIong Tou oToK (TTpdoivo
XPWUA) YE TO onuEia TTPOG apaipean (MTTAE XPWHA) KAl TO TEAIKO TEPMAXIO (AONMi XPWHQ)

2xAua 3.10.1.1: Display

2710 2¥Aua 3.10.1.2 avaAvovTal ol €TTIAoYEG oTo TTedio Toolpath mode.

Toolpath mode:

AlaBéaipec eTIAoVEC

All toolpath

Toolpath before position
Toolpath after position
Toolpath for operation
Tail

Toolpath mode
All toolpath: AtreikoviCovTtai
OAeg o1 BIadpPOEG TOU
KOTTTIKOU gpyaAgiou

Toolpath before position:

AtreikovifovTtal ol dIadPONES TOU KOTITIKOU epyaAgiou KATA Tn dIAPKEIA TTOU TTPAYUATOTTOIEITAI

n Kot
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Toolpath after position: Atreikoviovtal ol dIadPOPESG TOU KOTITIKOU EPYAAEioU TTPIV
TTPAYHOTOTTOINBEI N KOTTR KAl 0T CUVEXEIa e¢agavidovTtal

Toolpath for operation: Atreikovi(ovTal o1 d100POHES TOU KOTITIKOU £PYaAgiou POVO yia TV
OUYKEKPIPEVN KATEPYQOTIa TTOU TTPAYUATOTTOIEITAI

Tail: AtreikovifovTtal o1 dIadpopéS Tou KOTITIKOU epyaleiou kKaBwg KOBel kal e€agavifovTal oTn
ouvéxeia

2xAua 3.10.1.2: Toolpath mode

2710 2¥xNua 3.10.1.3 avaAvovTal ol €mmAoyEg oTo Tredio Mode.

Mode: AlaBéoiuec emAoyéc Mode
Standard ~| Standard: MpoemAoyn
xis o) ATTEIKOVIONG TTOU UTTOOTNPICE!
= O100IA0TATEG KOl TTOAUAGOVIKEG

KATEPYQATIES
Fast: 'priyopn atreikévion yia PeydAes diadpopég TTou dev UTTOOTNPICEI TTOAUOEOVIKEG
KATEPYOAOIES

2xAua 3.10.1.3: Mode

2710 2XAua 3.10.1.4 avaAuvovTail ol emAoyEG oTo Tedio Colorization.

Colorization: AIGB{:O‘IUEC E'ITI)\OVéC

[ operation v | Colorization
Use material Use material: To oToK
Operation , ,
Tool ATTEIKOVICETAI JE TO XPWHA TOU

UAIKOU TTOU OpiceTal oTO TTEdIO
TTOU gu@avideTal
Operation: To OTOK QTTEIKOVICETAI ME XPWHOA avAAOYO WPE TNV KATEPyaAoia TTou
TTPAYUATOTTOIEITAl
Tool: To oTOK aTtreIkoviCeTal he TO idI0 XPWHA YIA TIG KATEPYATIEG TTOU XPNOIKMOTTOIOUV TO idI0
epyaAcio, KGBe epyaheio £xel Kal Eva Xpwua

ZxAua 3.10.1.4: Colorization

H &eutepn kapTéAq, Info, TTapExel TTANPOPOPIEG OXETIKA PE TNV Kivnon TOU KOTITIKOU €pyaAcgiou
yla Tnv eKAOTOTE Katepyaaia Tou TpaypatoTtroigital. To medio Position, agopd Tn B€on Tou
KOTITIKOU €pyaAgiou TNV KABE OTIYUA Kal TIG TTApAPETPOUS Kivnang Tou. To tedio Operation,
divel TTANPOYOPIEG YIO TNV KATEPYAOIA TTOU TTPAYMATOTIOIEITAl, TO KOTITIKO €pyaAgio TTOU
XPNOIMOTIOIEITAI KOl TIG TTAPAPETPOUG Tou. To Tredio Machine, TTapéxel TTANPoYopieg yia Toug
dgoveg oToug otroioug yivetal n katepyaoia. TéAog, To Tedio Verification, agopd Tov Oyko
TOU OPXIKOU Kal TEAIKOU TePaxiou Kal TV UTTapén f OXI CUYKPOUCEWV.
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AuBcoieq emhoye Position

X position: 0 mm
Y position: 0 mm
Z position: 80 mm
Spindle speed: 400 rpm CW
Feedrate: Rapid
Movement: Rapid
Operation A
Description: Drilll
Type: Drill
Tool: #3 - @amm drill
Work offset: #0
Setup: Setupl
Time: 0:00:00 (0,0%) New tool

Time: Xpdvog KaTepyaoiag
Machine #
Description: 3-axis
Tilt: 0,0o00°
Turn: 0,000°
Verification A

Detected collisions:

Volume:

Start volume:

Distance:

Start volume: Oykog apxikou Tepayxiou
Distance: AmréaTaon

Zxnpa 3.10.1.5: Info

1
208,468 cm~3 (88,0%)
339,292 cm”~3

Unavailable

X position: @¢éon otov X
agova

Y position: @¢on otov Y
agova

Z position: ©¢éon otov Z
agova

Spindle speed: Taxutnta
TTEPIOTPOPAG TOOK

Feedrate: NMpbéwaon
Movement: Kivnon KoTrTikou

AloBéoipeg emAoyEG Operation
Description: Ovouacia
KOTTTIKOU

Type: Eidog kotrTiKoU

Tool: TU1Tog KOTITIKOU

Work offset: MNedio avagpopdg
TTOU XPNOoIMoTIOoIEITAl

Setup: Setup katepyaoiag

AloBéoipeg emAoyEg Machine
Description: MNepiypaen
agovwy karepyaoiag (21 3
agoveg)

Tilt: KAion katepyaoiag
Turn: ZTpoQr| KaTEPYATIiag

Al0Béoiueg emAOVEC
Verification
Detected collisions:
2 UYKPOUOEIG TTOU
EVTOTTIOTNKAV
Volume: Oykog TeAIKoU
TEPayiou

H teAeuTtaia kapTtéAa, Statistics, TTapéxel TTANPo@opies yia OAES TIG KATEPYATIESG TTOU £XOUV

ETTIAEYEI yIQ TTPOCOMOIWGN.
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[ A Al0Béoipeg emIAOVEC
Statistics
Machining time: 0:00:00  Machining time: ZuvoAikég
128426 m|  XPOVOG KaTEPYQTiag
Machining distance:
2UvoAIKr atréoTacn TTou
Tool changes: 3| OlavUeTal aTTO TA KOTITIKA
epyaAcia

Machining distance:

Operations: 5

Operations: ApiBubg Katepyaoiwv
Tool changes: ANay£G KOTITIKWY EpYaAEiwV

ZxAua 3.10.1.6: Statistics

TéNog, katd Tn dIAPKEID TG TTPOCOUOIWONG EUPAVICETAlI OTNV 080vN Tou UTTOAOYIOTA N UTTépa
TTou Trapoucidletal oto 2ynua 3.10.1.7 TTou eAéyxel Tnv TTopEiad TNG TTPOCOMOIWONG.
Etmegnyouvtal o1 €mAoyég pévo yia Tn dia KaTeuBuvaorn. ZTnv UTTPOoTA KateuBuvon, ol
EMAOYEG €ival o1 id1EG aTTAG TTPOXWPAEI N TTPOCOWOIWGN OTNV ETTOPEVN GAON.

RO}’ &K > 0 o

IR EmoTpoer oTnv £vapén Twy KATEPYOAOIWV

O} EmioTpopr) oTnv TTponyouUlEvVn KATEPyaAaia
K

HH Madon

EmmioTpo@r otnv Tponydupevn @Aon KATepyaoiag

[> ‘Evapén

()

Me Tnv pETAKivNON TOU KUKAOU TTPOG Ta OEEIG augdveTal
n Tax0TNTA AvATTOPAYWYHGS TNG TTPOCON0IWONG

2xnua 3.10.1.7: EmAoyEG TTpOCON0IWONG

3.10.2 Generate

H emAoyl Generate, mmapéxel otov XpAOTR Tn OuvatoétnTa va EmavaTTpoodlopicel TV
YEWMETpia TTOU Ba An@Bei uttdWn OTIG ETTIAEYMEVEG KATEPYAOIEG, OE TTEPITITWON TTOU
TTPAYHATOTTOINOEI KATTOIO GAAQYA OTNV YEWMETPIa Tou Tepayiou. Otav o xpriotng oxedidlel 10
TEUAXIO TTOU €TTIOUMEI KAl OTn oUvEXEIa KaBopidel TIG TTOPAUETPOUG KOl TIG KOTEPYQTIEG ME TIG
oTToieg Ba TMTEUXOEI TO ATTOTEAETUA TTOU €XEI OXEDIQOTEI, TOTE N YEWMETPIA TOU TEPAXIOU TTPOG
Katepyaoia Tpiv TNV évapgn K&Be katepyaoiag, Aappaveral utrdoywn autopata. Av OPwG yivel
KAtmmola aAAayr] OoTnV YEWMETPIO TOU Tepaxiou, TOTE TIPETTEI v TTPOCOPUOCTEI €K VEOU N
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YEWMETPIa TTOU Ba An@Bei uTTOWN yIa TIG KATEPYATieG TTOU eTTnpedlovTal attd TNV aAAayr auTh.
O1 katepyaoieg TTOU TTPETTEI VA ETTAVATIPOCAPUOUCTOUV gU@aviovTal OTTWG QAivETAl OTO
2xnua 3.10.2.1.

-3 [T12] Facet

T [T12] Profile Roughing1
_s [T12] Chamfer

-4 [T11] Single Groove3
rf’ [T3] DrillT [Chip breaking]

[}~ +_ [ o

2xnua 3.10.2.1: Katepyaoieg Tpog Generate

Eival atmmapaitnto va yivel To Generate OTIG KATEPYATIEG TTOU £XOUV TNV TTAPATTAVW HOPYN
TTPOKEINEVOU VO MUTTOPECEl va TTapaxBei 0 KwAIKAG yia Tnv Tpayuarotroinon Toug. Otav ol
KATEPYOQOIEG £XOUV TNV HOPQr TTou TTapoucidletal oto 2xAua 3.10.2.2, T01e gival £TOINES yia
va JeTaTpatrolv o€ G KWAIKA.

-] [T12] Face1

i [T12] Profile Roughing1
_ [T12] Chamfer1

-J4] [T11] Single Groove3
@ [T3] Drill1 [Chip breaking]

T +_ [

2xAMa 3.10.2.2: Katepyaoieg petd 1o Generate
3.10.3 Setup Sheet

H emAoyn Setup Sheet emtpétrel agTov Xpriotn va e€ayel Eva QUANO, €ite oav HTML €ite pe n
pMop®r) Sheet oto Excel, 010 otmoio Ba trepiEéxovTal OAEG o1 TTANPOPOPIES YIO TNV KATEPYOTIa
TOU TePayiou Kal To TEAIKO ATTOTEAECHA TTOU TTPOKUTITEL. AQOU 0 XPNoTng €mmAECEl TO Setup
Sheet, avoiyel éva TTapdBupo oTO OTT0IO KaAgiTal va €TTIAEEEI TOV PAKEAO OTTOU Ba aTTOBNKEUTEI
TO QUAAO TTOU Ba dnuioupyndei. 2Tn Ouvéxela, apou To atroBnkeloel, TO QUAAO avoiyel
autépaTa otov TTPoeTAeyuévo Internet Browser. E@ocov emBupei, o XpAoTng UTTopEi va
EKTUTTWOEI TO QUANO. 210 2xnua 3.10.3.1, rapouciadetal €va Setup Sheet. 10 @UAAO, GTO
THAPO Setup uTTdpxouv TTANPOPOPIES YIa TIG SIOOTACEIS TOU APXIKOU Kal TEAIKOU Tepayiou,
KoBWG Kal TNV HeEYaAUTEPN Kal MIKPOTEPN aTmOoTaon OToug Afoves. 10 TuAPa Total,
TTapPEXOVTAl TTANPOPOPIEG OTTWG 0 CUVOAIKOS apiBudg TWV KATEPYATIWY, TWV EPYAALIWV TTOU
XPNOIMOTTOIOUVTAI, N TaXUTNTA, N TTPOWOCN Kal 0 GUVOAIKOG XpOVOG KATEPYQTIag TOU TEPAXIOU.
210 edio Tools, @aivovtal OAeG o1 TTAPAPETPOI TWV EPYOAEIWV Kal Twv PavéAwv TTou Ba
XpnoigotroinBouv. TéAog, oTo TUAMa Operations TTapoucidlovral OAEG ol TTApAPETPOI YIa TNV
KGBe KaTEPYQOia.
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Joe DESCRIPTION: Setup1

Document Paru: C:\Users\TINA\OneDrive\Eyypaga\lnventor\Content Center Files\Turning

ex.ipt

Setup Sheet for Program 1001

Setup

WCS: #0

STock:
DX: 60mm
DY: 60mm
DZ: 120mm

ParT:
DX: 60mm
DY: 60mm
DZ: 89mm

Stock Lower in WCS #0:
X: -30mm
Y: -30mm
Z:-120mm

Stock Upper IN WCS #0:
: 30mm
Y: 30mm
Z: 0mm

Total

Numeer OF OperaTIONS: 5
Numser OF Tools: 3

Toous: T3 T11 T12

Maximum Z: 80mm

Minimum Z: -40mm

Maximum Feeorate: 38. Tmm/min
Maximum SeinoLe Speeo: 5000rpm
CutTing Distance: 433.05mm
Rapip Distance: 846.21mm
Esmimatep CycLe Time: 15m:3s

Tools

T3D3L3
Tyee: drill LIVE
DiameTer: Smm
Tip AnsLE: 118°
LencTH: 62Zmm
Frutes: 1

Minimuma Z: -11mm

Maximum Feen: 24mm/min
Maxium SpinpLE Speeo: 400rpm
Cutning Distance: 16.11mm
RaPiD DisTance: 232.64mm
EsTiMaTED CvoLE Time: 435 (4.8%)

HoLpoer: WENDEL
Propuct: 309.15.16.K

T11 DO

Tyre: groove turning
InserT: Square

WioTH: 3mm

Nose rabius: 0. 3mm
CompensaTion: Tip
Descripmion: OD Grooving

Minimum Z: -40mm

Maximum Feen: 38.Tmm/min

Maxium SpinpLe Speen: 5000rpm
Cutming Distance: 62mm

Rapip Distance: 80mm

Estimateo Cvcie Time: 1m:39s (10.9%)

Hovoer: External Left

T12D0

Tvre: general turning
InserT: ISO C 80deg
Ebce LengTH: 8.27mm
Nose rapius: 0. 4mm
Cross secTion: A

ToLerance: C

Reuer: N Odeg

Comrensation: Tip tangent
Descrirmion: CNMT Right Hand

Minimum Z: -27_ 82mm

Maximum Feen: 30mm/min

Maximum SpinoLe Speeo: 5000rpm
CutTing Distance: 354 94mm

RapiD Distance: 523 57mm

EsTimatep Cvore Tme: 11m:56s (79.3%)

Hovoer: ISO L Left
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Operations

Operation 1/5
DescripTion: Facel
STRaTEGY: Tuming Face
WCS: #0

ToLerance: 0.01mm

Mexamum Z: 5mm

Minmum Z: -1mm

Mexamum SPinDLE SPEED: 300rpm
FEeDRATE PER Rev: 0.1mm
Cutning DisTance: 37.98mm
Rapip DisTance: 63.15mm

EsTimaTeD CvoLE TIME: 1TMI175 (8 5%)

CooLanT: Flood

T12 DO

Tvpe: general turning

InserT: |SO C 80deg

EDGE LENGTH: 9.27mm

NosE Rabius: 0.4mm

CROSS SEGTION: A

ToLERANGE: C

Reuer: N Odeg

CompensaTion: Tip tangent
DescriPTIon: CNIMT Right Hand

Operation 2/5

DescrirTion: Profile Roughing1
WCS: #0

ToLerance: 0.01mm

MAXIMUM STEFGVER: Tmm

Maximum Z: Smim

Minimum Z: -26_1mm

MaximumM SFINDLE SPEED: 300rpm
FEeDRATE PER Rev: 0.1mm
CuTTing DisTancE: 306.37mMm
RapID DisTance: 308.67mm

EsTiMaTED CvcLE TIME: 10mM:16S (63.3%)

CooLanT: Flood

T12 DO

Tvee: general tuming

InserT: SO C 80deg

EDGE LENGTH: 9.27mm

NosE Rabius: 0.4mm

CROSS SECTION: A

ToLERANCE: C

Reuer: N Odeg

CompensaTion: Tip tangent
DescripTion: CNMT Right Hand

Operation 3/5

DescripTion: Chamiert
STraTEGY: TUMINg Chamfer
WCS: #0

ToLerance: 0.01mm

Maximum Z: 5mm

Minmum Z: -27 82mm

MaxiMumM SFINDLE SPEED: 300rpm
FeepraTE PER Rev: 0.1mm
CuTTinG DisTance: 10.59mm
RaPiD DisTance: 151.75mm
EsTIMATED CYCLE TIME: 235 (2.5%)
CooLant: Flood

T2D00

Tvre: general tuming

InserT: SO C 80deg

EDGE LENGTH: 9.27mm

Nosk raoius: 0.4mm

CROSS SECTION: A

ToLeraNCE: C

Reuer: N Odeg

Compensation: Tip tangent
DescripTion: CNIMT Right Hand

Operation 4/5

DescrIFTION: Single Groove3
STRATEGY: TUIMIng Groove
WCS: #0

ToLerance: 0.01mm

STocK TO LEave: Omm

Maximum Z: 5mm

Minimum Z: -40mm

Maoamum SeinoLe Speeo: 300rpm
FeepraTE PER Rev: 0.127mm
CuTTING DISTANCE: 62mim

Rapip Distance: 90mm

EsTIMATED CycLeE TIME: Tm:39s (10.9%)

CooLanT: Flood

T11 D0

TvyrE: groove turning
INSERT: Square

WioTH: 3mm

NosE Rapius: 0.3mm
ComPENSATION: TIp
DescripTion: OD Grooving

Operation 5/5
DescriFTion: Drill
StrateGY: Drilling
WCS: #0

ToLerance: 0.01mm

Maximum Z: 80mm

Mirimum Z: -11mm

MaximumM SFINDLE SPEED: 400rpm
MexaMum FEEDRATE: 24mmi/min
CuTTing DisTance: 16.11mm
RapPiD DisTancE: 232.64mm
EsTIMATED CvCLE TIME: 435 (4.8%)
CooLant: Off

T3 D3 L3
Tvee: drill LIVE
DiAmETER: GMim
TiP ANGLE: 118°
LENGTH: B2mMm
FruTes: 1

2xAua 3.10.3.1: Setup Sheet

3.10.4 Post Process

H emAoynl Post Process, €ival 10 TEAIKO O0TAdIO TTPIV TNV €l0aywyh Tou G KWAIKA TToU €XEl
TTapaxBei oTnv epyaAeiounxavr), TTPOKEIYEVOU va KOTTEN TO TeEpAxIo. OTTwg €xel avapepbei o€
TTPONYOUUEVO KEPAAQIO, POSt process eival n PETATPOTTH TWV EVTOAWV TTou €xouv 00B¢i oTo
mepIBAAAov CAM oe kwdika Tov otroio avTiIAapBdaveral n epyaAeiounyavr). Post processor
gival 0 JETAQPAOTAG TTOU Ba XPNOIMOTTOINBEN yIa va YETATPATTOUV oI KaTepyaoiec CAM og G
KWOIKA. 2TO OUYKEKPIMEVO TTEPIBAAAOV UTTAPXOUV OPKETOI POSt processors 1ndn TTEPACHEVOI,
apKei 0 XpAoTNG va eTMAELEl auTOV TTOU TaIPIAdEl KAAUTEPA OTIG KATEPYOOTiEG TTOU ETTIOUEL va

TTpaydatotroifoel. Ymdpxel Opwg Kal n duvatdtnta va €ioayxBei oto TTPOYpaAUUa KATTOI0G
€EWTEPIKOG HETAPPAOTNG, av 01 dIaBEaIuol OV KAAUTITOUV TIG AVAYKEG TOU XPHOTN.
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Configuration Folder

C:/Users/TINA/Downloads

Setup

Post Configuration

Enter search text All ~  All vendors
|  Siemens Turning / siemens turning w Open config
Output folder NC extension
C:\Users\TINA\AppData\Local\Inventor CAM\nc Open folder .mpf
Program Settings
Program name or number Property Value
1001 Max spindle speed 5000

Program comment

Unit

Document unit w

[ JReorder to minimize tool changes

@ open NC file in editor

| Search for posts in our Autodesk HSM post library

Separate words with space
Sequence number increment
Start sequence number
Show notes

Use sequence numbers
Write machine

Write tool list

G53 home position X

G53 home position Z

Safe retract stvle

Yes

1

10

Mo

Yes

Mo

No

100

200

Both X then Z

Fost

Cancel

Al0Béoiueg emAOVEC
Post Process

Configuration
Folder: EmAéyetal o
QAKEAOG TTOU TTEPIEXEI
TOV post processor
Post Configuration:
EmAéyeTal o
£MOUPNTOG post
processor
Output Folder:
EmmAéyeTal 0 pAakeAOG
TToU Ba aTTOBNKEUTEI O
G kwdIkag TTou Ba
TTapaxOei
Program name or
number: To dIakpITIKO
évopa i apiBuég Tou
TTPOYPAUUATOG TTOU
EQaviCeTal oTNV apxn
TOU KWOIKA

Program comment:

ZxOAIa TTou Ba gu@avioTouv GTOV KWOIKA av To £TTIBUMET 0 XpAoTNg

Unit: H povada pétpnong tmou Ba e€axOei o Kwdikag

Reorder to minimize tool changes: H €mmAoyr| Tou avakatatdooel TIG KATEPYQOTIEG £TO1 LVOTE
Ol KOTEPYOQOTIEG TTOU XPNOIJOTTOIOUV TO id10 KOTITIKO va yivovTal gadi yia va eAaxioTotroin8ouv
Ol aAAQYEG KOTTTIKWYV EPYAAEiwV

Open NC file in editor: H emAoyr Tou avoiyel Tov KWOIKa TToU €xel TTapaxei ae véo
TTapdBupo £T01 WOTE O XPNOTNG VO TTPAYHOTOTTOINCEI ETTIOUUNTEG OAAAYEG

2xAMa 3.10.4.1: Post Process
AQoU oAokAnpwBei n dRAwon TTapauéTpwy, 0 XpHoTtng emmAéyel 1o TTedio Post kai TOTE
TTapdyeral 0 G kwdikag Tou Ba doBei aTnv epyaieiopnyavr. O xprioTng amobnkelel o€ yia

PopPNTH CUOKEUA aTTOBAKEUONG TO APXEIO TTOU TTPOKUTITEI KAl TO €I0AYEI OTNV EPYOAEIONNXAVA
yia va TTapayxBei To mBuunTd TEPdXIO.
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2 ouvéxela TnG eTe¢Aynong Tou Aoyiopikou Inventor CAM tng Autodesk yia Tnv topveuon Ba
KATOOKEUOOTE €va OOKiWIo pe TN xprion KAammolwv atmd TIS KATEPYAOTieg TTou avaAuBnkav aTo
Ke@dAaio 3. To dokiulo TTou €xel oxediaoTei Tapouaialetal oto Zxnua 4.1. O1 karepyaaieg
TTou Ba xpnoiyotroinBoUlv yia TNV KATOOKEUR TOU TTOPAKATW TEPAXIoU eival n Katepyagia
agaipeong po@iA (Face), n ekxoévopion (Profile Roughing), n auAdkwon (Single Groove),
n Ao&détunon (Chamfer) kai n dnuioupyia ot (Drill).

ZxAMa 4.1: AoKiyio TTpOG KATOOKEUN

4.1 Tool Library

Apxikd, dnAwvovtal Ta KOTITIKA €pyaAgia Kal ol pavéAeg TTou Ba xpnoipgotroinBouv yia TIg
karepyaoieg atnv BIBAIOBNKN epyaAciwv Tou AoyiopikoU. Oa xpnoigotroinbouv Tpia KOTITIKG
epyaAicia. ‘Eva gpyaleio ekxdvopiong, éva epyaAcio yia Tn dnuioupyia QUAGKWOEWY Kal éva
Tputravi. Avoiyel n BIBAICBNKN epyalgiwv OTTwG éxel uTTodEIXOEi 0TO KedAaio 3.1, emAgyeTal
ammd Tov Xprnotn n OAAwaon véou KOTITIKOU gpyaAgiou kal ol TTapdueTpol TTou Ba dnAwBouv
OivovTal atrd Tov KATaOKEUOOTH, TOOO yIa TO KOTITIKO €pyaAgio 600 Kal yia TN HavéAa TTou TO
ouyKpaTei. To KOTITIKO epyaAcio TTou Ba dnAwBei TTpwTo €ival autd pe kwdikd Sandvik CNMG
PM 4225 1rou TTpayuaTtoTtrolei ekxovopion. O1 TTapdueTpoi yia Tnv dnAwon Tou KOTITIKOU
epyaAciou oe OAEG TIG KAPTEAEG TTapouaiadovTal oTo ZXAua 4.1.1.
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Took #12 - CNCA?03? CNMT Right Hand

General Insert Holder Setup Feed & Speed

Number; Coolant:

12/2]  Flood v

Compensation offset:  Material:

0/2]  TicCoated v

Turret:
ofz]
[ Manual tool change

("] Break control

Description:
CNMT Right Hand

Comment:

Vendor:

Product id:

Cancel

Tool: #12 - CNCA1204? CNMT Right Hand

General Insert Holder Setup Feed & Speed

Type: Shape:

General Turning @ C = 80deg Diamond
Unit: Name:

Millimeters ~ CNCA1204?

Cross section:

Size (cutting edge length):

Custom e

12,895 mm [ 2]

Corner radius:

Custom v

0,704 mm |3

Took #12 - CNCA?03? CNMT Right Hand

General Insert Holder Setup Feed & Speed

Type: Style:

General Turning ~ L = -5deg side (both)
Unit: Name;

Millimeters w

Cutting width:

Head length:

Overall length:

_ wsomf———

~ [T Type A A4
Tolerance:
C ~
Relief angle:
r N = 0Odeg ~
Thickness:

= 04 = 4,76mm ~

Hand:

~ L = Left handed
Clamping:
D =Rigid lock

Shank height:

ZﬂmmE

Shank width:

ZﬂmmE

["JRound shank

OK

Cancel

OK

Cancel
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{ Tool: #12 - CNCA?037 CNMT Right Hand X

: General Insert Holder Setup Feed & Speed
|
1

Orientation:

Ddeg[2| 4= I =

Orientation in Turret

Compensation

Compensation:

Tip Tangent ~

Spindle Rotation

() Forward (M3)

O Reverse (M4)

\ 0K Cancel

Tool: #12 - CNCA?03? CNMT Right Hand X

General Insert Holder Setup Feed & Speed

Speed
["Juse constant surface speed

Spindle speed: Surface speed: Stock diameter:

300 rpm E 8 200 m/min z‘ 25 mm E

The diameter is only used
for calculating the grayed
values to the left.

Feedrates

8 use feed per revalution

Cutting feedrate: Per revolution:

30 mm/min |3 ]= 0,1 mm 2]
Lead-in feedrate: Per revolution:

30 mm/min 3 ]= 0,1 mm %
Lead-out feedrate: Per revolution:

30 mm/min |3 ]= 0,1 mm 2

oK Cancel

ZxNMa 4.1.1: AAAwaon KOTITIKOU EKXOVOPIoNG
‘Etreira dnAwveTal TO KOTITIKO pE KwdIKG Sandvik TF1125, TTou TpayuaToTrolei Tn dnuioupyia

auAakwoewyv. O1 TTapdueTpoi yia TRV dNAWON TOU KOTITIKOU £PYAAEiOU O€ OAEG TIG KAPTEAEG
TTapoucidfovral oTo ZxAua 4.1.2.
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Tool: #11 - turning grooving OD Grooving

General Insert Holder Setup Feed & Speed

Number: Coolant: Description:

11 E‘ Flood ~ 0D Grooving

Compensation offset: ~ Material:

Comment:
0 E‘ Ti Coated v
Turret: vendor:
_ H
(") Manual tool change Product id:
[ Break control

oK Cancel
Tool: #11 - turning grooving OD Grooving
General Insert Holder Setup Feed & Speed
Type: Shape:
Grooving = g Square &
Unit: Mame:
Millimeters o
Corner radius:
Groove width:
— 3 mm E
Width:
— 3mm %
Thickness:
L.__F 4,3321 mm -3
oK Cancel
Tool: #11 - turning grooving OD Grooving X
General Insert Holder Setup Feed & Speed
Type: Style: Hand:
Grooving v External Grooving w L = Left handed -
Unit: Name: Clamping:
Millimeters v C = cClamp lock ~
Cutting width:
25 mm z‘
Head length: Shank height:
25 mm %
Overall length: Shank width:
r 25 mm 3
[CJ Round shank
0K Cancel
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| Tool: #11 - turning grooving OD Grooving X
General Insert Holder Setup  Feed & Speed

Orientation in Turret

Orientation: f
0deg -5 & =
Compensation
Compensation:

Tip ™

Spindle Rotation

() Forward (M3)

O Reverse (M4)

oK Cancel
Tool: #11 - turning grooving OD Grooving X

General Insert Holder Setup Feed & Speed

Speed
["Juse constant surface speed
Spindle speed: Surface speed: Stock diameter:
300 rpm -5 |= 200 m/min 5 25 mm 5

The diameter is only used
Feedrates for calculating the grayed

. values to the left.
Use feed per revolution

Cutting feedrate: Per revolution:

38,1 mm/min 5 = 0,127 mm -5
Lead-in feedrate: Per revolution:

38,1 mm/min 5 = 0,127 mm -5
Lead-out feedrate: Per revolution:

38,1 mm/min 3 |= 0,127 mm 5

0K Cancel

ZxAua 4.1.2: ABAwoN KOTITIKOU QUAGKWOEWYV

TéNog, opiCovralr o1 TTapdueTpol yia 10 TpuTt@vi TTou Ba xpnoiyotroinBei Kabwg kal Tov
ouykpatntl Tou. EmAéyetal ammd ta AdN uttdpxovTa epyaAeia 1o Tputtdvi 6MmM Kol Ba
aAAaxBouv KATToIEG aTTd TIG TTAPANETPOUG TOU. TO OUYKEKPIYEVO TPUTTAVI €XEl KwdIKG Werko
HSS 6.0mm. ETeidn yia To0 OUYKEKPIPEVO TPUTTAVI OEV UTTHPXAV AKPIBEIG TTANPOQYOPIES YIa TIG
Ol00TACEIG, O ATTAPAITNTEG TTAPAUETPOI METPRBNKAV TOCO yia TOo TPUTTAvi 600 Kal yia Tov
OUYKPOTNTA Kal @aivovTal oTo Xxfiua 4.1.3.
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Tool: #3 - @6mm drill

General Cutter Shaft

Holder Holder Geometry Feed & Speed

Number:

Coolant:

32| Disabled v

Length offset:

1S
Diameter offset:

1S
Turret:

S
() Manual tool change
() Break control

B uive tool

Material:

Description:

Unspecified o

Comment:

Vendor:

Product id:

oK Cancel

Tool: #3 - @6mm drill

General Cutter Shaft Holder Holder Geometry Feed & Speed

Type:
Drill

Tip angle:
118 deg %J

Diameter:

6mm [£] ]:

Unit:

Millimeters NA

Shoulder length:

55 mm

Flute length:
50 mm

Shaft diameter:

6 mm

Body length:
62 mm
Overall length:
93 mm Lij

oK Cancel

Tool: #3 - @6mm drill

General Cutter Shaft Holder Holder Geometry Feed & Speed

# Height  Lower Dia...  Upper Dia...

Segment height:

3,5mm -3

Upper diameter:
6mm (2]
Lower diameter:
6mm (2]
Add Segment

Remove Segment

Remove All

oK Cancel
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Tool: #3 - @6mm dirill X

i General Cutter Shaft Holder Holder Geometry Feed & Speed — o
Holder description:
Select...
Holder comment:
Holder vendor:
Holder product ID:
Holder library:
Turning ex
oK Cancel
Tool: #3 - @6mm drill X
: General Cutter Shaft Holder Holder Geometry Feed & Speed
# Height  Upper Dia...  Lower Dia... Segment height:
jA
1 153 68 68 hd
2 47 57 57 Upper diameter:
3 11 57 50 -
-
4 8,15 50 44,15
5 14,5 44,15 35 Lower diameter:
=
T |
Add Segment
Remove Segment
Remaove All
Copy & Edit
oK Cancel
Tool: #3 - @6mm drill X

General Cutter Shaft Holder Holder Geometry Feed & Speed

Spindle speed: Surface speed: Number of flutes: Thread pitch:

400 rpm [ 3] = 7,53082 mymin [ ] 1B omm 2]

Ramp spindle speed:

400 1pm % |
 Feedrates | Vertical Feedrates

Cutting feedrate: Feed per tooth: Plunge feedrate: Feed per revolution:

0 mm/min z‘ = 0 mm z| 24 mm/min H =
Lead-in feedrate: Retract feedrate:

0 mm/min z‘ 1000 mm/min E
Lead-out feedrate: -ln

0 mm/min z‘

O Clockwise

Ramp feedrate:
0 mm/min 3 () Counter-Clockwise

oK Cancel

2xAua 4.1.3: AnAwon Tputraviou
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A@oU oAokAnpwOei N dNAwon Twv KOTITIKWV gpyaAgiwv emAéyeTal To OK kai n BIBAIOBAKN pE
Ta epyaAcia gival EToiun.

4.2 Setup

2e1pd €xel To Setup, n ORAwon dnNAadrA Tou TUTTOU epyaAlsiopnyavrg TTou Ba xpnoigoTroindei
KaBwg¢ Kal KATTOIWY BACIKWY apXWy yia TIG KAaTepyaaoieg TTou Ba akoAouBricouv. AuTté yiveral
EMAEYOVTOG TO €IKOVIDIO, OTTWG €xel avaAuBei oTo Ke@dAalo 3.2. ApxIKA, OTNV TTpWTN KAPTEAQ,
EMAEYETAI N EpyaAEloOPnXavVA TTOU Ba XPeNOoIUOTToINBE yia TIG KATEPYAOieg TTaTtwvTag 1o Select
oTo Tredio Machine. 1o TTapdbupo TTou avoiyel, emAEyeTal To Generic Lathe armé 1o TTEdio
Turning, 6TTWG @aivetal oTo xNua 4.2.1.

| Machines X

Milling Cutting

System ~  Search

Machine Type

=2

Vendor Model Description

52 Autodesk Generic Lathe

58 Autodesk Generic Mill-Turn Lathe

oK Cancel

2xAua 4.2.1: Setup Machine

21n ouvéxela, oto Tredio Setup, kaBopifovtal To €idog Katepyaaiag (Turning or mill/turn) kai n
TaxUTNTa TTEPICTPOPNG TOU TOOK (Primary spindle).

Setup ES
Operation type:

Turning or mill/turn w
Spindle:
| Primary spindle e

2xnua 4.2.2: Setup

210 €mopevo Tedio, ETMAEYETAI va oploTel n KateubBuvon Twv agdévwy X kal Z, KaBwg Kal To
onueio avagopds Toug yia va oploTei To TTedio ava@opds. O xprioTng eTTIAEYEI UE TOV KEPOOPQ
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TNV KaTEUBUVON TWV agOVWY WOTE va eITEUXOEi TO TTESIO AvaPOPAg OTTWG TTAPOUCIAETAl OTO
2xnua 4.2.3. H owot kateubuvon Twv afdvwyv oto Setup cival TTOAU onuavtiki oTnv
TOpVEUON.

Work Coordinate System (WCS) A

Orientation:

Select Z axis/plane & X axis 4

7 axis (Rotary axis) ®
() Flip Z axis

e Xaxis

[ Flip X axis

Origin:

Stock front v

SxAua 4.2.3: Setup WCS

210 TTedio Safe Z, dnAwveTtal w¢g onueio ava@opdg yia TV améoTaon ac@aAgiog otov Z
dafova, To PTTPOOTA TUAMA Tou Tepayxiou Kai opietal n amméoTacn 5Smm. MMapatnpeital oT
ePoaviceTal To edio Safe Z pe PTTAE Xpwua oTo OXESIAOUEVO TEUAXIO.

I?\

Safe Z reference: 3
7 f— i 9
Stock front e 2 ‘_i‘.
Offset: 5mm =

2xnua 4.2.4: Setup Safe Z

AKOun, oto medio Model, emAéyeTal ye Tov KEPOOPA TO HOVTEAO TTOU Ba An@OBei uTTdYwn yia Tov
uTTOAOYIOUO TNG BIOBPOUNAG OTIGC KATEPYADIEG. ZTNV TTPOKEIPNEVN TTEPITITWON ETTIAEYETAI OAO TO
TeEpdyxIo TTou €xel oxedlaoTei. TEAOG, opifeTal TO ONUEIO ava@opdg TOU TOOK, OTTWG PaiveTal
oT0 ZXAUa 4.2.5.
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Model A

[z Model b4

(] Spun profile

Chuck A

Chuck reference:

Madel back ~

Offset: |'10 mm |%|

2xnua 4.2.5: Setup Model & Chuck

21NV €TTOUEVN KAPTEAQ, TTEPIYPAPOVTAI O APXIKEG DIOOTACEIS TOU TEPAXIOU TTPOG KOTT KAl
TTAPOUCIACOVTAI E KITPIVO XPWHA YUPW aTTO TO JOVTEAO TTOU €XEl oxedlaoTel. To TENAXIO TToU
Ba TpoodeBei 0TO CUYKEKPIPEVO TTAPAdEIyua €xel apyIkr O1aueTpo 60mm kai uikog 120mm.

»

Stock

Mode:

Fixed size cylinder Y

[ continue rest machining

Diameter: | 60 mm |%|
Length: | 120 mm |%

Model position:

Offset from front v
Offset: | 1mm |%|
Round up to nearest: | 10 mm |%|

Model Dimensions

Diameter: |60 mm |

Length: |89 mm |

ZxNua 4.2.6: Setup Stock

21nv TeAeuTaia KapTéAa, SNAWVETAI TO OVOUA TOU TTPOYPAUUATOG TTou Ba TTapaxdei kal Tuxov
oxXoNa o6mmwg aivetar oto 2xAua 4.2.7. Télog emAéyetal 10 OK kal 10 Setup éxel
OAOKANPWOEI.

Program A

Program name/number:
| 1001 |

Program comment:

Machine WCS A

WCS offset: o =

() Multiple WCS offsets

2xAMa 4.2.7: Setup Program
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4.3 Face

H mpwTn katepyacoia mmou Ba yivel oto Tepdyxio gival auth NG agaipeong TPoPiA. To apxikd
OTOK TTapoucIdleTal oto 2xNua 4.3.1. Emopévwg, yia Tn dnuioupyia eTIQAVEING KAAUTEPNG
TToI16TNTAG €ival XPAOIMO va agaipedei To TTPOCWTTO TOu.

Zxnua 4.3.1: Apxikoé Tepdyio

EmAéyetal n katepyaocia Face, 6mmwg €xel uttodeixBei oto KepdAaio 3.5 kai opifovtal ol
TTOPAUETPOI TNG. ZTNV TTPWTN KapTéAa (Tool), o XpAoTng ETAEYEl TO EPYOAEIO TTOU EXEI
onAwaoel otnv BIBANIOBNAKN WG epyaAcio ekxovdpIong Kal opifel Tov TPOTTO €KXUoNng Tou
WUKTIKOU uypou. AKOuN, kabopilel Tnv TaxutnTa Kivnong tou ToOOK. Av €xel oploTel oTaBepn
TaxUTNTa KivnONg TOU TOOK YIO TO KOTITIKO €pyaAcio, TOTE evnuepwveTal autopata. Ol
TTapdueTpol TNG KapTéAag TTapoucidlovTtal oTo ZxAua 4.3.2.
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Tool: #12 - CNCA?03? CNMT Right Hand

Tool

Coolant:

Flood v
Tool orientation: | 0 deg |%
Feed & Speed A

["Juse constant surface speed

Spindle speed: |3UU pm |%|

8 use feed per revolution

Cutting feedrate per revolution: | 0,1 mm |%|
Lead-in feedrate per revolution: | 0,1 mm |%
Lead-out feedrate per revolution: | 0,1 mm |%

2xnua 4.3.2: Face Tool

2Tnv emmopevn kapTéha (Geometry), dnNAWVETAlI TO MPTTPOOTA TUAMA TOU TEPaxiou Kal
ONMEIWVETAI JE JIA TTOPTOKOAT YPAMUNR, OTTWG TTPOKUTITEN Kal aTTd To 2XAua 4.3.3.

Model front ~

Front offset: 0 mm ||

-

Zxnua 4.3.3: Face Geometry

21NV kKapTéAa Radii, kaBopifovTal KATTOIOI AKTIVIKOi TTEPIOPICHOI yIa TO TTEDI0 KATEPYATIAg TTOU
Ba evepynoel N epyaAEIoOuNXavh. Z€ AUTAV TNV KOPTEAQ, YE TTOPTOKAAI ETTICNUAIVETAI N YPAUMNA
TToU opifeTal To clearance, pe UTTAE N yPOUMN TTOU OpifeTal N €OWTEPIKA aKTiva, PE Aadi n
OKTiva oTnv oTroia Ba aTmmopaKkpUVeETal TO €PYOAEio Kal PE yaAddio n €§wTepikn akTiva. Ol
TTEPIOPICHOI aQUTOI TTapouciddovTal oTo 2xnua 4.3.4.
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Clearance: 45 mm

[] Clearance A
Retract Retract: 35 mm
Clearance offset: ‘ 10 mm
[] Retract
Stock OD
Retract offset: ‘ 5 mm
[[] outer Radius
Stock OD
Outer radius offset: ‘ 0mm
[[] nner Radius
Stock ID
Inner radius offset: ‘n mm
Distance to cut below inner radius: ‘ 0 mm

Zxnua 4.3.4: Face Radii

H kaptéha Passes dev Ba trapoucidoel 1010iTEPEG PETABOAEG, KOBWG OTNV OCUYKEKPIYEVN
Katepyacia Ba éxoupe povo éva TTEpacua Kal Oev €mMOUPOUUE va TTAPAMEIVEI OTOK YO
ETTOMEVEG KATEPYOATIEG, ETTONEVWG Oev Ba eTTIAEyEi 0TO Stock to Leave.

Tolerance: 0,01 mm |%|

[ Juse reduced feed

Compensation type:

In computer -

() Multiple passes

[l Stock to Leave

Zxnua 4.3.5: Face Passes
H TteAeutaia kapTtéha (Linking) yia Tnv olvdeon Me TIGC UTTONOITTEG KaTepyaoieg Oa

dlapopPwbei 6TTWG @aivetal oTo xNua 4.3.6. AQoU OAOKANPwOEi Kal n TTaPAUETPOTTOINCN
auThg TNG KapTéAag, emAéyetal To OK kal n katepyacoia Face €xel opioTei.
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b4

Linking
Retraction policy:
Full retraction ~

High feedrate mode:

Preserve rapid movement ~

b4

Approach & Retract
Approach Z:

Safe Z ~
Retract Z:

Safe Z w

[T override setup safe Z

»

Leads & Transitions

Lead-in (entry)

Linear lead-in length: ‘ 2mm

Linear lead-in angle: ‘45 deg

Lead-out (exit)

Same as lead-in

2xnua 4.3.6: Face Linking

MeTA TNV TTAPAUETPOTTIOINCN TNG KATEPYATIAG, €AEYXETAI AV N YEWMETPIO TOU TEPAXiOU TTOU
TIPETTEI VO AngOEi uTTOWN €ival CWOTA opIoUEVN, OTTWG UTTOdEIKVUETAI 0TO Ke@dAaio 3.10.2. Av
Oev ¢ival ocwoTd oplohévn emIAéyeTal To Generate. 2Tn Ouveéxeld e€ival Xpnoigo va
TTPAYHMOTOTTOIEITAI TTPOCOMOIWGN TNG KaTepyaoiag péow Tou Simulation yia va gAeyxBei n
dladpoun Tou KOTITIKOU £pyaAgiou Kal va atmmo@euxBouv Tuxov AdBn kal cuykpouoelg. Epdoov
€XOUV OAOKANPwOEi o1 TTapaTTdvw EVEPYEIEG Kal O XPAOTNG eival BERaiog OTI dev UTTAPXEI
Katmola oUykpouon 1 KATTola aoToxia Tpoxwpdel oto Post Process. 210 mTapdbupo TTou
avoiyel emAEyeTal 0 Post processor Siemens Turning, 6TTwg @aiveral oto Zxnua 4.3.7 kai
oTn ouvéExela 1o Post. H gpyalelounyxav TTou XPNOIKOTTOIEITAI OTO CUYKEKPIPMEVO TTAPAdEIYUO
gival To ké€vtpo Tépveuong CTX 301 eco kai To AoylopIKO TnG gival To Sinumerik 840d Turning.
O Post processor yia To0 CUYKEKPIPMEVO AoyIOUIKO &ev uTTdpxel oTnV BIBAIOBNKN, OTTOTE yia OAEG
TIG KaTepyaaoieg Ba xpnoigotroinBei autdg TToU ava@EéPBNKE TTI0 TTAVW HE KATTOIEG MIKPEG
MeTaTPOTTEG. AoU Yyivel To Post Process kal ammoBnkeuTei To apyeio Ye 10 €mBuuntd Gvopa
avoiyel pia kapTéAa he Tov G KwdIKa TTou £Xel TTapaxBei yia Tnv katepyacoia. H mTapamdvw
OladIkaoia TTPAYHATOTTOIEITAI VIO OAEG TIG KATEPYATIEG.
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Post Process X

Configuration Folder
C:/Users/TINA/Downloads Setup
Post Configuration
Enter search text All ~ | All vendors =
Siemens Turning / siemens turning ~ 0Open config
Output folder NC extension
C:\Users\TINA\AppData\Local\Inventor CAMYnc Open folder .mpf
Program Settings
Program name or number Property Value
1001 Max spindle speed 5000
Separate words with space Yes
Pragram comment )
Sequence number increment 1
Start sequence number 10
Show notes No
Unit
Use sequence numbers Yes
Document unit e Write machine No
Write tool list No
C] Reorder to minimize tool changes 653 home position X 100
Open NC file in editor 653 home position 200
Safe retract stvle Both X then 7
Search for posts in our Autndesk HSM post librar Post Cancel

2xnua 4.3.7: Face Post Process

O G KWwdIKAG TToU TTAPAYETAI VIO TNV KATEPYOOIA aQaipeong TTPOCWTTOU TTAPOUCIAZETAl OTO
2xnua 4.3.8. Adyw Ttng diagopdg Tou Post processor oTov KWOIKA TToU TrapdyeTal
TPETTEI va a@aipe@olv OAeg o1 evioAég G53. H peTaTpoTrr) oTov KWOIKa UTTOPEi va yivel gite
OTO TTAPGBUPO TTOU €XEI AVOIEEl €iTE OTNV EPYOAEIOUNXAVI] a@oU €xeEl I0ax0€ei 0 KWOIKAG. ZTO
TTapadelyya autd emAéyeTal va yivel oTo TTapdBupo TTou avoiyel. O TeEAIKOG G KWOIKOG
aTToBnKeUETAI O€ PIa YOPNTA OUCKEUN atmoBrikeuong USB kal eI0GyeTal 0TNV EPYAAEIOUNXAVH.

; ®_N 1001 MPF
N10 G90 G94 G18
N1l G71

N12 LIMS=5000
N13 G53 GO X200.
N14 G53 GO 2200.

; Facel

N15 T12 D1

N16 G90 G95 G18
N17 G54

N18 M8

N19 G97 S300 M4
N20 GO X90. Z5.
N21 GO Z20.414

N22 X70.

N23 Gl X62.828 F0.1
N24 X60. Z-1.

N25 X-0.794

N26 X2.035 Z0.414
N27 GO X90.

N28 Z5.

W O N LA LN

NANRNNKRKBRHENREBRENRBRRNERRRNRM
WNKOL®®N LA WNKKDO

N29 M9
N30 G53 GO X200.
N31 G53 GO Z200.
N32 M30

NN NNN
® N o U &

2xNua 4.3.8: Face G Code

W O N LA W NN

NN KN NNNRBRBRBRBRBBRBRBRBRBR
L &a WN KN O VNN Uha WN KO

; %_N_1001_MPF
N10 G90 G94 G18
N11 G71

N12 LIMS=5000

; Facel

N15 T12 D1

N16 G90 G95 G18
N17 G54

N18 M8

N19 G97 S300 M4
N20 GO X90. Z5.
N21 GO Z0.414
N22 X70.

N23 Gl X62.828 F0.1
N24 X60. Z-1.

N25 X-0.794

N26 X2.035 Z0.414
N27 GO X90.

N28 Z5.

N29 M9

N32 M30
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ZTOV TOPVO a@OU avoitel TO apxeio pével va dnAwBEei To apxIKO TEUAXIO TTPOG KATEPYATIA.
AnAwvetal péow NG €TMIAOYAG Various, eTTIAEYETAI O KUAIVOPOG Kal opifovTal n SIGUETPOG Kal
ol 8100TACEIG TTOU £XEl TTPOCOEDEI TO TEUAXIO OTO TOOK. ETTopévwg oTnv deUTEPN YPAUML TOU
TTPOYPAUUATOG TTOU QopTWONKE gugavicetal n evioAr; WORKPIECE e TIG TTApAPETPOUG TNG.
TéANog, yiveTal akOun Hia opd TTPOoCOouoiwan, autr TN opd aTnv epyalciounxavr. Av otnv
TIpooopoiwan Oev TTPOKUTITEl KATTOIO OQ@AAUA O KWOIKOG EKTEAEITAI KOl TTPOKUTITEI TO
ATTOTEAECUA TTOU QaiveTal oTO ZXNua 4.3.9.

ZxNua 4.3.9: Face TeAIKO Tepdyxio
4.4 Profile Roughing

H eduevn katepyaoia Tmou Ba yivel aTo TePdxIO gival n ekxOvOpIon TTPOKEINEVOU va TTapaxOei
TO povrého TTou €xel oxediaotei. EmAEyeTal n katepyaocia Profile Roughing, 6mmwg éxel
utrodelxOei oto KepdAaio 3.3 kal opifovTal o1 TTapdueTpoi TnG. TNV TTPwTn KapTéAa (Tool), o
XPAOTNG £TIAéyel TO gpyaleio TTou €xel dnAwoel oTnv PIBAIOBNAKN W epyaAcio ekxdvdpiong,
opicel Tov TPOTTO €KXUONG TOU WUKTIKOU UypOoU Kal €TTIAEYEI av YIVETAI XPrON KEVTPOYOopPEa 1
Ox1. Akoun, kaBopidel Tnv TaxUTNTa Kivnong Tou TOOK. Av €xel opioTei oTaBepr) TaXUTNTA
Kivnong Tou TOOK yIa TO KOTITIKO €pYaAEio, TOTE evnuepwveTal autopaTa. Ettiong, dnAwvel 6T
TTPOKEITAI yia €EWTEPIKN TOpveuon. O1 TTOPAUETPOI TNG KAPTEAAG TTApOUCIAlovTal OTO ZXNUA
4.4.1.
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Tool: #12 - CNCA?03? CNMT Right Hand

Tool

Coolant:

Flood v

() use tailstock

Mode A

Mode:

Outside profiling w

Tool Settings

Tool orientation: | 0 deg |%|
Tool clearance back: | 0 deg |%
Tool clearance front: | 0 deg |%|
Feed & Speed A

[ use constant surface speed

Spindle speed: | 300 rpm |%|

{8 use feed per revolution

Cutting feedrate per revolution: | 0,1 mm |EI|

2xnua 4.4.1: Profile Roughing Tool

2TnVv emmouevn kapTéAa (Geometry), SNAWVETAI TO PITTPOCTA KaI TO TTOW THAMA TOU TEPAXiOU
TA OTTOI0 ONPEIVOVTAI PIE TTOPTOKOAI KAl Aadi ypappr avTioToixa, 6TTwg TTPOKUTITEl KAI OTTO TO
2XNua 4.4.2. Znueivetal 0Tl SNAWVETAI N YEWMETPIA TOU Tepayiou TTou Ba An@Bei utTdwn yia
TN CUYKeEKPIYEVN KaTepyaoia. MNa autd dSNAWVETAI WG TTIOW TUAHA TOU TEYAXIOU TO onuEio TTpIv
Tn dnuioupyia TNG AUAGKWONG.

[ Front I
Selection ~
Front reference b4
Front offset: | omm |%
Tangential extension: | 0 mm |%
[]Back A
Selection w
[3  Back reference %
Back offset: | 0mm |%|
tool limit:
Contact point ~
Tangential extension: | 0mm |%

B Rest Machining

ZxAua 4.4.2: Profile Roughing Geometry

Z1nv KapTéAa Radii, kaBopidovTal KATTOIOI AKTIVIKOI TTEPIOPICHOI YIa TO TTEdI0 KATEPYATIaG TTOU
Ba evepynoel N EpYOAEIOUNXaVR. Z€ QUTAV TNV KAPTEAQ, YE TTOPTOKAAI ETTICNUAIVETAI N YPOAUMNA
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TTOU opideTal To clearance, e UTTAE N YPAUMN TTOU OPIETAI N ECWTEPIKN AKTIVA KAl JE YAAALIO
N e€wTepIkr akTiva. O1 TTEpIopIoOi auToi TrTapouaiddovTal 0To ZxNua 4.4.3.

»

[ Clearance

Clearance: 40 mm

Stock 0D ~

Clearance offset: | 10 mm ‘

[] Outer Radius

Stock OD w

Outer radius offset: | 0 mm ‘

[] Inner Radius A

Stock ID v

Inner radius offset: | 0mm

tool limit:

Contact point o

Distance to cut below inner radius: | 0mm ‘

Zxnua 4.4.3: Profile Roughing Radii

H kapTtéAa Passes diapopeuvetal 6TTwg @aivetal oto ZXAUA 4.4.4. STnv eKXOVOpPION €TTEION
TTPAYUATOTIOIEITAI a@aipeon MEYAANG TToodTNTAG UAIKOU egival €mBuuntd Ta TTOAAATTAG
TEPACHATA HPE MIKPOTEPO BABOGC KOTAG. ZTO0 TTAPAdelyHa autd TO MPEYIOTO BABOG KOTMAG
opifetal 1mm, emopévwg utroAoyifovtal autéupara Tta Trepdopara Tmou Ba yivouv yia va
TTapaxBei 10 aTmmoTéAEOUa OTTWG €xel oxedlaoTei. ETmiong emAéyeTal va TTapapeivel Pia
TTooOTNTA UAIKOU OTO OTOK VIO TO QIVIDIOMA. 2TO OUYKEKPIMEVO Trapddelyua Oogv Ba
TTOPOUCIACTEI N KATEPYATia TOU @IVIPIOPATOG.

Cycle and Direction A
Cycle:

Horizontal passes ~
Direction:

Front to back ~
Grooving:

Allow radial greoving ~

["Juse canned cycle

Passes E

Tolerance: |0,01 mm |

Maximum depth of cut: |]. mm |

[ Even depths of cut

"I make sharp corners

[ o dragging

[T use pecking

"vStock to Leave ES
X stock to leave: | 0,1 mm | =
Z stock to leave: | 0,1 mm | S

[ extend to stock

2xAua 4.4.4: Profile Roughing Passes
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H teleutaia kaptéha (Linking) yia Tnv ouvdeon pe TIG UTTOAOITTEG KaATEPyaoieg Oa
dlapopPwbei 6TTWG @aivetal 010 ZXNua 4.4.5. A@oU oAoKANpwOEi Kal n TTaPAUETPOTTOINGN
auTng TnNG KapTéAag, emAéyetal To OK kai n katepyaoia Profile Roughing €xel opioTei.

Linking A

High feedrate mode:

Preserve rapid movement v

") Rapid to next cutting depth

Approach & Retract A
Approach Z:
Safe Z e
Retract Z:
Safe Z ~

() override setup safe Z

Clearance A

Z clearance: |0.5 mm

X clearance: |0.5 mm |:

B ~ngled Entry

Retract

4r

Retract distance: | 1 mm |

2xnua 4.4.5: Profile Roughing Linking

MeTd TV TTOPAPETPOTTOINCN TNG KATEPYATIAG, TTPAYUATOTTOIEITAI N dIAdIKOTia TTOU avaAUBnKe
oto Kepdhaio 4.3, agoU opiotnke n katepyacia Face. O KwdIKkAg TTOU TTPOKUTITEI
TTaPOUCIAgeTal 0TO 2XNUa 4.4.6 TTPIV KOl HETA TIG ATTAPAITNTEG PETATPOTTEG.
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1 ; % N 1001 MPF 1/; % N 1001 MPF
2 N10 G90 G94 G18 2 N10 G90 G94 G18

3 N11 G71 3 N11 G71

4 N12 LIMS=5000 : N12 LIMS=5000

5 N13 G53 GO X200. e

6 |N14 G53 GO 2200. 7|; Profile Roughingl
7 8 N15 T12 D1

8 ; Profile Roughingl 9 N16 G90 G95 G18

9 N15 Ti12 D1 10 N17 G54

10 N16 GO0 G95 G18 11 N18 M8

11 N17 G54 12 N19 G97 S300 M4

12 N18 M8 13 N20 GO X80. Z5.

[
[

N21 GO Z2-0.5

N22 X60.

N23 Gl X58. FO.1
N24 Z-25.9

N25 X59.206

N26 G3 X60. Z-26.098 K-0.497
N27 Gl X62. Z-25.098
N28 GO Z-0.5

N29 X58.

N30 Gl X56. FO.1
N31 Z-25.9

N32 X58B.

N33 X60. Z-24.9
N34 GO Z-0.5

N35 X56.

N36 Gl X54. FO.1
N37 Z-25.9

N38 X56.

N39 X58. Z-24.9
N40 GO Z-0.5

N4l X54.

13 N19 G97 S300 M4

14 N20 GO X80. Z5.

15 N21 GO Z-0.5

16 N22 X60.

17 N23 Gl X58. F0.1

18 N24 Z-25.9

19 N25 X59.206

20 N26 G3 X60. Z-26.098 K-0.497
21 N27 Gl X62. Z-25.098
22 N28 GO Z-0.5

23 N29 X58.

24 N30 G1 X56. FO.1

25 N31 Z-25.9

26 N32 X58.

27 N33 X60. Z-24.9

28 N34 GO Z-0.5

29 N35 X56.

30 N36 Gl X54. F0.1

31 N37 Z2-25.9

WWwwwwhNNMNMNNRONNRUONNNNKRRERRR
B WwhROWLDN LA WNKOWLDN® W

35 N41 X54.
32 N38 X56. 36 N42 G1 X52. F0.1
33 N39 X58. Zz-24.9 37 [N43 2-25.9
34 N40 GO Z-0.5 38 N44 X54.

35 N41 X54.

36 N42 G1 X52. FO0.1
37 N43 Z-25.9

38 N44 X54.

39 N45 X56. Z-24.9
40 N46 GO Z-0.5

41 N47 X52.

42 N48 G1 X50. FO0.1
43 N49 Z-16.098

44 N50 G3 X50.2 Z-16.397 I-0.397 K-0.299
45 N51 G1 Z-25.9
46 N52 X52.

N45 X56. Z-24.9

N46 GO Z-0.5

N47 X52.

N48 G1 X50. FO.1

N49 Z-16.098

N50 G3 X50.2 Z-16.397 I-0.397 K-0.299
N51 Gl Z-25.9

N52 X52.

N53 X54. Z-24.9

N54 GO Z-0.5

B A B A B A b A W
@ N A Wk RO W

49 N55 X50.
47 N53 X54. Z-24.9 50 N56 Gl X48. F0.1
48 N54 GO Z-0.5 51 N57 Z-15.9
45 N55 X50. ;

52 N58 X49.206

50 N56 Gl X48. FO0.1

51 N57 Z-15.9

52 N58 X49.206

53 N59 G3 X50. Z-16.098 K-0.497

N59 G3 X50. Z-16.098 K-0.497
N60 G1 X52. Z-15.098
N61 GO z-0.5

i L
b s W

54 N60 G1 X52. Z-15.098 56 N62 X48.

55 N61 GO Z-0.5 57 |[N63 Gl X46. F0.1
56 N62 X48. 58 N64 Z-15.9

57 N63 Gl X46. FO0.1 59 |N65 X48.

58 N64 Z-15.9
59 N65 X48.
60 N66 X50. Z2-14.9

N66 X50. Z-14.9
N67 GO z-0.5

)
23

61 N67 GO Z-0.5 62 N68 X46.

62 N68 X46. 63 |[N69 Gl X44. FO0.1
63 N69 G1 X44. F0.1 64 N70 Z-15.9

64 N70 Z-15.9 65 N71 X46.

65 N71 X46. 66 N72 X48. Z-14.9
66 N72 X48. Z-14.9 7 N73 GO 7-0.5

67 N73 GO Z-0.5
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100

Zxnua 4.4.6: Profile Roughing G Code

N74 X44.

N75 Gl X42. FO.1

N76 Z-15.9

N77 X44.

N78 X46. Z-14.9

N79 GO Z-0.5

N80 X42.

N81 Gl X40. FO.1

NB2 Z-6.098

N83 G3 X40.2 Z-6.397 I-0.397 K-0.299
N84 Gl Z-15.9

N85 X42.

N86 X44. Z-14.9

N87 GO Z-0.5

NB88 X40.

N89 Gl X38. FO.1

N90 Z-5.9

N91 X39.206

N92 G3 X40. Z-6.098 K-0.497
N93 Gl X42. Z-5.098

N94 GO Z-0.5

N95 X38.

N96 Gl X36. FO.1

N97 Z-5.9

N98 X38.

N99 X40. Z-4.9

N100 GO Z-0.5

N101 X36.

N102 Gl X34. FO.1

N103 z-5.9

N104 X36.

N105 X38. Z-4.9

N106 GO Z-0.5

N107 X34.

N108 Gl X32. FO.1

N109 Z-5.9

N110 X34.

N111l X36. Z-4.9

N112 GO z-0.5

N113 X32.

N114 Gl X30. FO.1

N115 z-5.353

N116 G3 X30.155 Z-5.9 I-5.397 K-1.044
N117 Gl X32.

N118 X34. Z-4.9

N119 GO Z-0.5

N120 X30.

N121 Gl X28. FO.1

N122 Z-3.098

N123 G3 X30. Z-5.353 I-4.397 K-3.299
N124 Gl X32. Z-4.353

N125 GO Z-0.5

N126 X28.

N127 Gl X26. FO.1

N128 Z-2.075

N129 G3 X28. Z-3.098 I-3.397 K-4.322
N130 Gl X30. Z-2.098

N131 GO 2-0.5

N132 X26.

N133 Gl X24. FO.1

N134 z-1.45

N135 G3 X26. Z-2.075 I-2.397 K-4.947
N136 Gl X28. Z-1.075

N137 GO Z-0.5

N138 X24.

N139 Gl X22.686 FO.1

N140 Z-1.183

N141 G3 X24. Z-1.45 I-1.74 K-5.214
N142 G1 X26. 2-0.45

N143 GO Z-0.5

N144 X22.686

N145 G1 X21.373 F0.1

N146 Z-1.008

N147 G3 X22.686 Z-1.183 I-1.083 K-5.389
N148 G1 X24.686 Z-0.183

N149 GO X80.

N150 Z5.

N151 M9
N152 G53 GO X200.
N153 G53 GO Z200.
N154 M30

N74 X44.

N75 G1 X42. F0.1

N76 Z-15.9

N77 X44.

N78 X46. Z-14.9

N79 G0 2-0.5

N80 X42.

N81 Gl X40. F0.1

N82 Z-6.098

N83 G3 X40.2 Z-6.397 I-0.397 K-0.299
N84 Gl Z-15.9

N85 X42.

N86 X44. Z-14.9

N87 G0 Z-0.5

N88 X40.

N89 Gl X38. F0.1

N90 Z-5.9

N91 X39.206

N92 G3 X40. Z-6.098 K-0.497
N93 Gl X42. Z-5.098

N94 GO 2-0.5
N95 X38.

N96 Gl X36. FO.1
N97 Z-5.9

N98 X38.

N99 X40. Z-4.9

N100 GO Z-0.5
N101 X36.

N102 G1 X34. FO.1
N103 Z-5.9
N104 X36.
N105 X38. Z-4
N106 GO Z-0.5
N107 X34.

N108 Gl X32. FO0.1

N109 Z-5.9

N110 X34.

N111l X36. Z-4.9

N112 GO Z-0.5

N113 X32.

N114 Gl X30. FO.1

N115 Z-5.353

N116 G3 X30.155 Z-5.9 I-5.397 K-1.044
N117 Gl X32.

N118 X34. Z-4.9

N119 GO z-0.5

N120 X30.

N121 Gl X28. FO.1

N122 Z-3.098

N123 G3 X30. Z-5.353 I-4.397 K-3.299
N124 Gl X32. Z-4.353

N125 GO 2Z-0.5

N126 X28.

N127 Gl X26. FO.1

N128 Z-2.075

N129 G3 X28. Z-3.098 I-3.397 K-4.322
N130 Gl X30. Z-2.098

N131 GO Z-0.5

N132 X26.

N133 G1 X24. FO.1

N134 Z-1.45

N135 G3 X26. Z-2.075 I-2.397 K-4.947
N136 Gl X28. Z-1.075

N137 GO z-0.5

N138 X24.

N139 Gl X22.686 F0.1

N140 Z-1.183

N141 G3 X24. Z-1.45 I-1.74 K-5.214
N142 Gl X26. Z-0.45

N143 GO Z-0.5

N144 X22.686

N145 Gl X21.373 F0.1

N146 Z-1.008

N147 G3 X22.686 Z-1.183 I-1.083 K-5.389
N148 G1 X24.686 2-0.183

N149 GO X80.

N150 Z5.

N151 M9

N154 M30
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ZTOV TOPVO a@OU avoitel To apyxeio pével va dnAwBei To apyikd TePdyIo TTPOG KaATEPYATia.
AnAwvetal péow NG €TmAOYRG Various, €TIAEYETAl O KUAIVOPOG Kal opifovTal N SIAUETPOG Kal
o1 8100TACEIG TTOU £XEl TTPOOOEDEl TO TEUAXIO OTO TOOK. ETTopévwg oTnv deUTEPN YPAUUNA TOU
TTPOYPAUMATOG TTOU QopTWONKE gu@avicetal n evioAr; WORKPIECE e TIG TTApAPETPOUG TNG.
TéANog, yiveTal akOun uIa @opd TTPOCOoUOoIwanN, auTr TN opd OoTnv epyaleiounxavl. Av atnv
TIpooopoiwan Oev TTPOKUTITEl KATTOIO OQ@AAUA O KWOIKOG EKTEAEITAI KOl TTPOKUTITEI TO
ATTOTEAECA TTOU QaiveTal OTO ZXNUa 4.4.7.

ZxNua 4.4.7: Profile Roughing TeAikd Tepdyio
4.5 Chamfer

H emouevn katepyaoia mou Oa yivel oto Tepdyio €ival n AogdTunon. H kartepyaoia auth
TIPAYHOATOTTOIEITAI VIO VA YiVOUV TTIO OPOAEG Ol OKUEG TOU TEUAYIOU TTOU £XOUV TTPOKUWEI OTNV
eCwTePIKA €mM@AveIa Tou Tepayiou. EmAéyeTal n katepyaaia Chamfer, 0TTwg €xel uTTOdEIXOET
o1o Ke@dAaio 3.9 kai opifovTtal oI TTapAUETPOi TNG. TNV TTPwTn KaptéAa (Tool), o xpnoTtng
eMAEyel TO epyaleio TTou €xel dnAwaoel otnv BIBAIOBRKN WG epyaleio ekxovdpiong, opilel Tov
TPOTTO €KXUONG TOU WUKTIKOU UypouU Kai TTIAEYEI v yiveTal Xprion KEVIPOQopEa 1 Oxl. AKOMN,
KaBopilel TNV TaxuTnTa Kivnong Tou TOOK. Av €xel opIoTei oTaBepn TaxUTNTA Kivnong Tou TOOK
yld TO KOTITIKO gpyaAgio, TOTE evnuepwveTal autéuaTa. Etriong, dnAwvel 611 TTpokeITal yia
eCwTePIKA TOpveuan. O1 TTapAUETPOI TNG KOPTEAQG TTapouaidlovTal oTo 2xAua 4.5.1.
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Tool: #12 - CNCA?03? CNMT Right Hand

Tool

Coolant:

Flood ~

[:] Use tailstock

Made & Direction A

Mode:

Outside chamfering v

Tool orientation: | 0 deg |%|

Feed & Speed A

["Juse constant surface speed

Spindle speed: |300 rpm |%|

8 use feed per revolution

Cutting feedrate per revolution: | 0,1 mm |%
Lead-in feedrate per revolution: | 0,1 mm |%
Lead-out feedrate per revolution: | 0,1 mm |%|

Zxnua 4.5.1: Chamfer Tool

Z1nv emmopevn kaptéAha (Geometry), dnAWVETAl N YEWUETPIA Tou Tepaxiou TTou Ba AngOei
uttéWn YIa TN OUYKEKPIPEVN KaTEPyaoia. ETTOPEVWG ETTIAEyOVTAl UE TOV KEPOOPA Ol YWVIES
TIPOG OTPOYYUAEUON, OI OTTOIEG ONUEIWVOVTAl PE PTTAE XpWUA, OTTWG @aiveTal OTo ZXAuUA
4.5.2.

Chamfers b4

2xAua 4.5.2: Chamfer Geometry

21nv kKapTéAa Radii, kaBopifovTal KATTOIOI AKTIVIKOi TTEPIOPICHOI yIa TO TTEQI0 KATEPYATIAg TTOU
Ba evepynoel N epyaAEIounNXavh. Z€ auThv TNV KAPTEAQ, UE TTOPTOKAAI ETTICNUAIVETAI N YPAUUA
TTOU opifeTal TO clearance, pe YTTAE n ypAuMr TTOU opideTal n €OWTEPIKN akTiva, pe Aadi n
akTiva gTnv otroia 8a atropakpUveTal TO €pyaAcio kal pe yaAddio n eCwrepikr aktiva. Ol
TTEPIOPICHOI aUTOI TTapouaciddovTal oTo 2xnua 4.5.3.
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—— A
[[] Clearance E3 Clearance: 40 mm Retract: 40 mm

Stock OD R4
Clearance offset: | 10 mm |%|
[] Retract
Clearance ~
Retract offset: | 0 mm |%
[] Outer Radius A
Stock OD ~
Outer radius offset: | 0 mm |%
[] Inner Radius a
Stock ID ~
Inner radius offset: | 0 mm |%

ZxAua 4.5.3: Chamfer Radii

H kaptéAa Passes cival autr) otnv otroia opifovTal ol d1a0TAoEI§ Kal n ywvia Tou Chamfer.
2TV TIPOKEIYEVN TIEPITITWON  €ival  PIKP N ywvid Kal ol  OIaCTACEIG, ETTOPEVWG
TIPAYHOATOTTOIEITAI £va TTEPACHA O€ KABE ywvia.

Tolerance: 0,01 mm |%|

[ Muttiple passes

["JReverse chamfer pass

Chamfer width: ‘ 1mm |%
Chamfer extension: ‘ 1 mm |%
Chamfer angle: ‘45 deg |%|

Zxnua 4.5.4: Chamfer Passes
H teAeutaia kaptéha (Linking) yia Tnv ouvdeon pe TIG UTTOAOITTEG KaTEPyaoieg Ba

dlapopPwbei 6TTWG @aiveTal 010 XNua 4.5.5. AQoUu oAokANpwOEi Kal n TTaPAUETPOTTOINCN
auThg TNG KapTéAag, emAéyetal To OK kai n katepyaoia Chamfer éxel oploTei.
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Linking
Retraction policy:
Full retraction

High feedrate mode:

Preserve rapid movement

Approach & Retract
Approach Z:
Safe Z

Retract Z:
Safe Z

["Joverride setup safe Z

2xnua 4.5.5: Chamfer Linking

MeTd TNV TTOPAPETPOTTOINON TNG KATEPYATIAG, TTPAYUOATOTTOIEITAI N dIAdIKACIA TTOU avaAUBNKE
oto Kepdhaio 4.3, agou opiotnke n katepyacia Face. O kwdIKAG TTOU TTPOKUTITE
TTOPOUCIAgeTal OTO 2XNUa 4.5.6 TTPIV KOl HETA TIG ATTAPAITNTEG PETATPOTTEG.

; % N _1001_MPF
N10 G90 G94 G18
N1l G71

N12 LIMS=5000
N13 G53 GO X200.
N14 G53 GO z200.

; Chamferl

N15 T12 D1

10 N16 G90 G95 G18

11 N17 G54

1z N18 M8

13 N19 G97 S300 M4

14 N20 GO X80. Z5.

15 N21 GO Z-5.293

16 N22 X36.353

17 N23 G1 Z-5.409 FO0.1
18 N24 X41.182 Z-7.823
19 N25 GO X80.

20 N26 Z-15.293

21 N27 X46.353

22 N28 Gl Z-15.409 FO.1
23 N29 X51.182 Z-17.823
24 N30 GO X80.

25 N31 Z-25.293

26 N32 X56.353

27 N33 G1 Z-25.409 F0.1
28 N34 X61.182 Z-27.823
29 N35 GO XBO.

30 N36 Z5.

W B ow o b oA N R

32 N37 M9
33 N38 G53 GO X200.
34 N39 G53 GO Z200.
35 N40 M30

2xnua 4.5.6: Chamfer G Code

W om o oA W R R

10
11
12
13
14
15
16
17
i8
19
20
21
22
23
24
25
26
27
28
29
3o
31
32
£z

; % N _1001_MPF
N10 G90 G94 G18
N1l G71

N12 LIMS=5000

; Chamferl

N15 T12 D1

N16 G90 G95 G18

N17 G54

N18 M8

N19 G97 S300 M4

N20 GO X80. Z5.

N21 GO Z-5.293

N22 X36.353

N23 Gl Z-5.409 FO.1
N24 X41.182 Z-7.823
N25 GO X80.

N26 Z-15.293

N27 X46.353

N28 G1 Z-15.409 F0.1
N29 X51.182 Z-17.823
N30 GO X80.

N31 Z-25.293

N32 X56.353

N33 G1 Z-25.409 F0.1
N34 X61.182 Z-27.823
N35 GO X80.

N36 Z5.

N37 M9

N40 M30
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ZTOV TOPVO a@OU avoitel To apyxeio pével va dnAwBei To apyikd TePdyIo TTPOG KaATEPYATia.
AnAwvetal péow NG €TmAOYRG Various, €TIAEYETAl O KUAIVOPOG Kal opifovTal N SIAUETPOG Kal
o1 8100TACEIG TTOU £XEl TTPOOOEDEl TO TEUAXIO OTO TOOK. ETTopévwg oTnv deUTEPN YPAUUNA TOU
TTPOYPAUMATOG TTOU QopTWONKE gu@avicetal n evioAr; WORKPIECE e TIG TTApAPETPOUG TNG.
TéANog, yiveTal akOun uIa @opd TTPOCOoUOoIwanN, auTr TN opd OoTnv epyaleiounxavl. Av atnv
TIpooopoiwan Oev TTPOKUTITEl KATTOIO OQ@AAUA O KWOIKOG EKTEAEITAI KOl TTPOKUTITEI TO
ATTOTEAECA TTOU QaiveTal 0TO ZXNUa 4.5.7.

Zxnua 4.5.7: Chamfer TeAikd Tepdxio
4.6 Single Groove

H emduevn kartepyacia tou Ba yivel oto TePdyio civar n dnuioupyia auAdkwong. Oa
xpnoipotroinBei n karepyacia Single Groove, 6TTwg €xel uttodeIxOei 0TO KedAaio 3.8.2 kal Ba
opIoTOUV OI TTAPAPETPOI TNG. ZTNV TTPWTN KapTEAA (Tool), 0 XpAOoTNG €TTIAEYEl TO EpyalEio TTou
éxel Onhwaoel otnv BIBAIOBNAKN w¢ egpyalgio dnuioupyiag aulakwoewyv, opidel Tov TPOTTO
€KXUONG TOU WUKTIKOU UuypouU Kal €TIAEyEl av yiveTalr XpAon Kevipo@opéa n Oxi. AkoOun,
KaBopilel TNV TaxuTnTa Kivnong Tou TOOK. Av éxel opioTei oTaBepr TaxUTNTA Kivnong Tou TOOK
yla TO KOTITIKO €PYOAEio, TOTE evnuUEPWVETAl auTopaTa. Emriong, dnAwvel o1 TTPOKEITAl YIO
eCwTepIKA dnuioupyia auhdkwaong. O1 TTapdueTpol TNG KapTéAag TTapouacidfovTtal oTo ZXAua
4.6.1.
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Tool: #11 - turning grooving OD Grooving

Tool

Coolant:

Flood w

() use tailstock

Mode & Direction ®
Mode:

Outside grooving A4
Feed & Speed %

["J use constant surface speed

Spindle speed: | 300 rpm |

Use feed per revolution

Cutting feedrate per revolution: | 0,127 mm | =
Lead-in feedrate per revolution: | 0,127 mm | =
Lead-out feedrate per revolution: | 0,127 mm | =

Zxnua 4.6.1: Single Groove Tool

Z1nv emmopevn kaptéAha (Geometry), dnAWVETAI N YEWUETPIO Tou Tepaxiou TTou Ba AngOei
UTTOWnN YIO TN OUYKEKPIYEVN KaTepyaoia. ETTopévwg €TTIAEyETOI PE TOV KEPOOPO TO ONUEIO
dnuioupyiag TNG AUAAGKWONG, KABWGS Kal 0 TPOTTOG dnuIoupyiag TnG, OTTWG PAiVETAl OTO ZXNUA
4.6.2.

Geometry A

Groove positions ®

Groove side alignment:
Front ~
Groove tip alignment:

Tip w

2xNua 4.6.2: Single Groove Geometry

21NV kKapTéAa Radii, kaBopifovTal KATTOI0I OKTIVIKOi TTEPIOPICHOI YIa TO TTEQI0 KATEPYQTIAG TTOU
Ba evepynoel N EpYOAEIONNXAVT]. Z€ QUTAV TNV KAPTEAQ, HE TTOPTOKAAI ETTICNPAIVETAI N YPAPUA
TToU opifeTal TO clearance, pe PTTAE n ypAuMr TTOU opideTal n €OWTEPIKN akTiva, pe Aadi n
aKTiva gTnv oTroia 8a atropakpUveTal TO €pyaAcio kal pe yaAddio n eCwrepikr aktiva. Ol
TTEPIOPICHOI QUTOI TTapouciddovTal oTo 2xnua 4.6.3.
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»

[] Clearance o
Stock OD R4
Clearance offset: |1D mm |: Outer: 30 mm
[] Retract
Clearance v
Retract offset: | 0 mm | 2

[] Outer Radius

Stock OD R4

Outer radius offset: | 0 mm

] Inner Radius

Radius ~

Inner radius offset: | 25 mm | 2

2xnua 4.6.3: Single Groove Radii

H kaptéha Passes Odiapgopeuwvetal O6TTwg @aivetal o010 ZXAUa 4.6.4. 2Tnv dnuioupyia
QUAOKWOEWYV €TTEIBN TTPAYUATOTTOIEITAI a@aipeon UAIKOU oe peydAo PABog KoTng, eival
TTPOTIUOTEPA TO TTOANATIAG TTEpAOMATA. ZTO TTAPAdeElyMa autd TO MEYIOTO BABOG KOTNG
opigeTal Tmm Kal N aTTORAKPUVON TOU KOTTTIKOU OTa 4mm, ETTOUEVWG UTTOAoYiovTal auTéuaTa
Ta TTEPACATA TTou Ba yivouv yia va TTapaxOei To ammoTéAeopa OTTwG €XEl OXEDIAOTEI.

Tolerance: | 0,01 mm |:
B Use pecking

Pecking depth: | 1 mm |:
Pecking retract: |4‘ mm |:

[ ] owell before retract

[ Allow rapid retract

Il Stock to Leave

2xNua 4.6.4: Single Groove Passes
H teAeutaia kaptéha (Linking) yia Tnv ouvdeon pe TIG UTTOAOITTEG KaTEPyaoieg Oa

Olapopewoei OTTWG @aivetal 010 ZXAUa 4.6.5. Aol oAOKANPwOEi Kal N TTAPAPETPOTTOINCN
QUTAG TNG KapTéAag, emAgyeTal To OK kal n katepyaaia Single Groove €xel OpIOTEi.
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Linking

High feedrate mode:

Preserve rapid movement

Approach & Retract
Approach Z:
Safe Z

Retract Z:
Safe Z

C] Override setup safe Z

2xnAua 4.6.5: Single Groove Linking

MeTd TNV TTOPAUETPOTTOINCN THG KATEPYATiag, TTpaypaToTToIEiTal N dladikaoia TTou avaAuBnke
oto Kepdhaio 4.3, agou opiotnke n katepyacia Face. O kwdIKAG TTOU TTPOKUTITEI
TTaPOUCIAgeTal OTO ZXNUa 4.6.6 TTPIV KAl HETA TIG ATTAPAITNTEG PETATPOTTEG.

; % N 1001 MPF
N10 G90 G94 G18

N1l G71

N12 LIMS=5000

N13 G53 GO X200.
N14 G53 GO Z200.

; Single Groove3
N15 T11l D1

10 N16 G90 G95 G18
11 N17 G54

12 N18 M8

13 N19 G97 S300 M4
14 N20 GO X80. Z5.
15 N21 GO Z-40.

16 N22 Gl X58. F0.127
17 N23 X66.

18 N24 X56.

19 N25 X64.

20 N26 X54.

21 |[N27 X62.

22 N28 X52.

23 |[N29 X60.

24 N30 X50.

25 [N31 X80.

26 N32 GO Z5.

W om o~ o bnols W N R

28 N33 M9
29 N34 G53 GO X200.
30 N35 G53 GO Z200.
31 N36 M30

>xua 4.6.6: Single Groove G Code

Wwom o oy ol W Nk

LU ST S VI S I S A T - L = O
W om ol Ww kRS W Doy ool W N RO

; % _N_100 l_MPFi
N10 G90 G994 G18

N1l G71

N12 LIMS=5000

; Single Groove3
N15 T11 D1

N16 G90 GS5 Gl18
N17 G54

N18 M8

N19 G97 sS300 M4
N20 GO X80. Z5.
N21 GO Z-40.

N22 G1 X58. F0.127
N23 X66.

N24 X56.

N25 X64.

N26 X54.

N27 X62.

N28 X52.

N29 X60.

N30 X50.

N31 X80.

N32 GO Z5.

N33 MO

N36 M30
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ZTOV TOPVO a@OU avoitel TO apxeio pével va dnAwBEei To apxIKO TENAXIO TTPOG KATEPYATIA.
AnAwvetal péow NG €TMIAOYAG Various, €TTIAEYETAI O KUAIVOPOG Kal opifovTal N SIAUETPOG Kal
ol 8100TACEIG TTOoU £XEl TTPOCOEDEl TO TEUAXIO OTO TOOK. ETTONéVvWwG oTnv delTEPN YPAUUN TOU
TIPOYPAUUATOG TTOU QOoPTWONKE ep@avi¢etal n evioAf WORKPIECE pe TIG TTAPAUETPOUG TNG.
TéANog, yiveTal akOun uIa @opd TTPOCOoUOoIwanN, auTr TN opd OoTnv epyaleiounxavl. Av atnv
TIpooopoiwan Oev TTPOKUTITEl KATTOIO OQ@AAUA O KWOIKOG EKTEAEITAI KOl TTPOKUTITEI TO
QATTOTEAECA TTOU QaiveTal OTO ZXNUa 4.6.7.

2xAua 4.6.7: Single Groove TeAIKO TEPAYIO

4.7 Drill

H teAeuTaia katepyaaoia Tou Ba yivel 1o TeEPdyIo gival n dnuioupyia oTmG. Oa xpnoipoTTroinoei
n karepyaoia Drill. H ouykekpiuévn Katepyaoia dev €xel avaAuBei oTnv TTapolca SITTAWPATIK,
KaBwg €xel TTapouciooTel AeTTTopEPWG oTnv dIMAwaTIKY gpyacia  «Paifdpiopa 2.5 agdvwyv
pe TN BonBeia Aoyicuikou CAD/CAM» Tou Eudiyyehou @goxdpn. ZTnv TTpwTn KaptéAa (Tool),
0 XPNoTng €tmAéyel To epyalcio TTou €xel OnAwaoel otnv BIBAIOBAKN w¢ epyaAeio dnuioupyiag
OTTWV Kal Opifel TOV TPOTTO £€KXUONG TOU WUKTIKOU uypou. AkOun, kaBopiel Tnv TtaxutnTa
Kivnong Tou TOOK Kal TOU KOTITIKOU gpyaAgiou. Av éxel oploTei oTaBepr) Taxutnta Kivnong Tou
TOOK YIO TO KOTITIKO €PYOAEi0, TOTE evnuePWVETal auTopara. O1 TTapdueTpol TNG KAPTEAAG
Trapoucidagovtal oTo Zxnua 4.7.1.
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Tool: #3 - @emm drill A

Tool

Coolant:

Disabled ~
Feed & Speed #
Spindle speed: |4UU rpm |%

: 7,53982 m/min []
Surface speed: ' =
Plunge feedrate: | 24 mm/min |%|
Feed per revolution: 0,06 mm |%
Retract feedrate: | 1000 mm/min |%|

2xNAua 4.7.1: Drill Tool

21NV €mmopevn KapTéAa (Geometry), ONAWVETAI N YEWHETPIO TOU TEPayiou TTou Ba Ang@OEei
uTTOYnN VIO T OUYKEKPIUEVN KaTepyaoia. EmTouévwg emAEyeETal YE TOV KEPOOPA TO ONUEIO
dnuiIoupyiag TNG OTTNG, OTTWG PaAiveTal 0TO 2XAUa 4.7.2.

Geometry

Selection mode:

Selected faces
Hole faces
(] select same diameter
[[J Auto-merge hole segments

[CJorder by depth
Order:

Optimize order

[CJReverse order

W Tool Orientation
Zxnua 4.7.2: Drill Geometry

21nv KopTéAa Heights, kaBopifovTal KATTOIOI OKTIVIKOI TTEPIOPICHOI yia TO TTEdI0 KATEPYATIiag
TTou Ba evepynoel n epyaAeiounxavr). Z& autiv TNV KApTéEAQ, PE TTOPTOKOAI ETTIONUAIVETAI N
ypapur Trou opietal To clearance height, ye puTrAE n ypapur Tou opifeTal TO KATWTEPO UYOG,
pe Aadi To UWog oTo OTToI0 Ba ATTOPOKPUVETAI TO €pyaAEgio, ue TTPACIVO TO UWog OTToU TO
TPUTTAVI EEKIVAEI TNV Kivnon WE Tnv oTToia Ba TTpooeyyioel To onueio KOTTAG Kal he YaAAlio 1o
avwTePO UWog. O TrEpIoPICHOI auToi TrTapouaiadovTal 0To 2xAua 4.7.3.
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[ Clearance Height A

Retract height ~

Clearance height offset: | 10 mm ‘ =

[[] Retract Height A

Stock top ~

Retract height offset: | 70 mm ‘ 2

[[] Feed Height A

Top height R

Feed height offset: | 5mm

[] Top Height A

Hole top ~

Top offset: | 0 mm ‘ =

[] Bottom Height A

Hole bottom ~

Bottom offset: | 0 mm ‘ S

("] orill tip through bottom

2xnua 4.7.3: Drill Heights

21nv TeAeuTaia kapTéAa (Cycle) emAEyeTal o KUKAOG d1aTpnong TTou Ba TTpaypaToTToindei. 10
OUYKEKPIPEVO TTAPAdEIYHa eTTIAEyETal O KUKAOG Chip breaking - partial retract. O KUKAOG auTog
TTPAYUATOTTOIEF TTOANATTAEG EI0KWPNOEIG KAl OTTOUOKPUVOEIG TOU KOTTTIKOU EPYOAEIOU WWOTE VO
UTTAPXEl KAAUTEPOG KABAPIOPOG TNG OTTNG aTTd UTTOAEIMUATA TOU OTOK. AQOU OAOKANPwWOE Kal
N TTOPAUETPOTTOINON AUTAG TNG KapTEAag, emIAEyeTal To OK Kai n katepyaaia Drill £xe1 opIoTEi.

Cycle A
Cycle type:

Chip breaking - partial retract ~
Pecking depth: |1.5 mm |:
Pecking depth reduction: |3 mm |:
Minimum pecking depth: |1.5 mm |:
Accumulated pecking depth: |2 mm |:
Chip break distance: | 0,12 mm | =
[ ] owell before retract
Dwelling period: |U = |:

Zxnua 4.7.4: Drill Cycle

MeTd TNV TTAPAPETPOTTOINCN TNG KATEPYATiag, TTpaypaToTrolgiTal N diadikaoia TTou avaAuBbnke
oto Kepdhaio 4.3, agoUu opiotnke n karepyacia Face. O Kwdikag TTOU TTPOKUTITEI
TTapoucIddeTal oTo 2XAua 4.7.5 TTpIv Kal HETA TIG ATTOPAITNTEG JETATPOTTEG.
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1 ; % N 1001 MPF 1 ; % N _1001_MPF

2 N10 G90 G94 G18 2 N10 G90 G94 Gl8

3 N11 G71 3 N11 G71

4 N12 LIMS=5000 4 N12 LIMS=5000

5 N13 G53 GO X200. 5

6 N14 G53 GO Z200. 6 ; Drilll

; 7 N15 T3 D1

e ; Drilll s N16 G90 G94 G18

s N15 T3 D1 9 N17 G54

10 N16 G90 G94 G18 10 N18 G57 S400 M3

| 11 N19 GO XO. Z80.

12 N18 G97 S400 M3 i 20 F24.

13 N19 GO X0. Z80. gzl G0 270.

14 N20 F24. 14 |N22 24.

15 N21 GO 270. 15 /N23 21.

16 N22 74, 16 N24 Gl Z-2.5 F24.
17 N25 GO Z-2.38

17 N23 21. 18 |N26 Gl z-4. F24.

18 N24 Gl Z-2.5 F24. 19 N27 GO Z-3.88

19 N25 GO 2-2.38 20 N28 Gl z-5.5 F24.

20 N26 Gl Z-4. F24. 21 N29 GO 270

21 N27 GO Z-3.88 22 N30 Z-3.5

22 |N28 Gl z-5.5 F24. 23 |N31 Gl z-7. F24.

23 N25 GO Z70. 24 N32 GO Z-6.88

24 N30 Z-3.5 25 N33 G1 2Z-8.5 F24.

25 N31 G1 Z-7. F24. 26 N34 GO Z-8.38

26 N32 GO Z-6.88 27 N35 G1 Z-10. F24.

27 N33 Gl Z-8.5 F24. 28 N36 GO Z70

28 N34 GO Z-8.38 29 N37 Z-8.

29 [N35 G1 Z-10. F24. 30 N38 Gl 2z-11. F24.

30 N36 GO Z70 31 N39 GO 270.

31 N37 Z-8. 32 N40 Z80.

32 N38 Gl Z-11. F24. 33

33 N39 GO Z70. 34 N43 M30

34 N40 ZB8O0.

35

36 N41 G53 GO X200.
37 N42 G53 GO Z200.
38 N43 M30

2xAua 4.7.5: Drill G Code

210V TO6pVO a@oU avoitel To apxeio pével va dnAwBei To apxIkd TEPAXIO TTPOG KATEPYATia.
AnAwvetal péow NG €TmAOYAG Various, €TTIAEYETAI O KUAIVOPOG Kal opifovTal N SIAUETPOG Kal
o1 BIA0TACEIG TTOU £X€l TTPOODEDEI TO TEUAXIO OTO TOOK. ETTopévwg atnv deUTEPN YPAPUN TOU
TIPOYPAPMATOG TTOU QopPTWONKE gp@avi¢etal n evioAl WORKPIECE pe TIG TTApaUETPOUG TNG.
TNV TIPOKEIPEVN KATEPYOTia €TTIAEYETAI VO XPNOIPOTTOINGEi N XelpoKivnTn €KXUGN WUKTIKOU
uypoU oTTd Ta KOUMTTIA TNG €PYOAEIONNXAVAG, YIa TO AOYyo auTd ATTEVEPYOTTOIEITAI N €KXUON
WUKTIKOU uypou oTnv dnAwaon tng Katepyacoiag. TEAOG, yiveral akdun pia @opd TTPoCcouoiwaon,
auTr T @opd aTnv epyaAelounxavh. Av oTnv TTPOCONOIWanN dev TTPOKUTITEI KATTOI0O OQAAUA O
KWOIKAG EKTEAEITAI KAI TTPOKUTTITEI TO ATTOTEAECUA TTOU QaiveTal 0TO ZXNua 4.7.6.
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2xNua 4.7.6: Drill G TeNiké Tepdyio

210 ZXAuUa 4.7.7 TTapouciddeTal TO TEAIKO TEUAXIO OTTWG €XEl TTPOKUWEl PETA aTTd OAEG TIG
KATEPYAOTiEG.

2XAMa 4.7.7: TeNké Tepdyio
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5.  ZYNOWH

KataAfyovtag, Bacikdég OKOTTOG TnG TTapoUoag JITTAWMATIKAG €pyaciag ATav n avaAuTikh
TTapouaciacn Kal €TegAynon TG d1adIKaciag TTAPANETPOTTIOINONG KATEPYATIWY OTO AOYIOUIKO
Autodesk Inventor CAM yia tnv 1opveucn. H diadikacia autr) €mTPETTEI GTOV XPAOTN TOu
AoylouIKoU va opilel TIG TTIBUPNTEG KATEPYATIESG yIa TO TEPAXIO TTOU €xel oxedlaoTei. AKOuN,
TTapEXEl TN duvATOTNTA OTOV XPROTN VA TTAPAKOAOUBEI o€ TTPOCOUOIWaN TIG KATEPYATIiEG TTOU
éxel OnAwaoel, Kabwg Kal TNV Kivnon kal d1adpounf Twv KOTITIKWY epyaAciwv. TENOG, HECW TOU
OUYKEKPIPEVOU AOYIOUIKOU O XPNOTNG METATPETTEI TIG KATEPYATIEG TTOU £XEl opioel o€ G KWOIKA
yId va UTTOPECEN VA TIG EI0AYEl ATTEUBEIOG OTNV EpYaAEIONNXaAvN YIa TV TTPAYUATOTTOINCH TOUG.
MNa tv KaAdtepn katavonon tng diadikagiag TTapaueTpotTroinong, oto TeAeutaio Ke@dAaio
TTaPaATIBEVTAl TTAPADEIYHATA KATTOIWY KATEPYAOIWY, OTTWG aAuTéG opioTnkav oTo Autodesk
Inventor CAM. Ta mrapadeiypata autd uAotroiénkav oto kévipo topveuong CTX 301 eco,
TTou BpiokeTal oTto epyacTAplio MikpokoTrfig kal KataokeuaoTikAg MNMpooouoiwong (m3) Tou
MoAuTexveiou KpATNG.

Mapakdtw, TTapoucidfovtal Ta CUPTTEPAOUATA TToUu AAPONKav KATA TNV €KTTOVNON TG
TTapouoag OITTAWMATIKAG epyaciag. ApxIKd, 0 XproTnG Tou AOYIOMIKOU gival XPAOIMNO Va €XEI
KATTOIO yvwon XEIPIOUOU KEVTPOU TOPVEUONG 1 EPYOAEIONNXAVWY YEVIKOTEPA, TTPOTOU
xpnoigotroifoel  K&tmolio  Aoyiopikdé CAM. ‘Etrema, eival CwTIKAG onuaciog n owoTh
apylkoTroinon 1600 Tou Tepayiou (Stock) 6co kal Tou Setup kai TNG BIBAIOOAKNG epyalgiwv
TOU TTPOYPANPATOG. Ma TNV OwoTh GPXIKOTToINON Kal TNV £TiTeuén Tou KAaAUTEPOU duvaTou
QATTOTEAEOPATOC TTPETTEI VA AN@BOoUV UTTOWN oI TTAPAUETPOI TWV KATAOKEUAOTWY YIA TO KOTITIKG
epyaAcia. ZTn ouvéxela, agifel va 000¢i TTpoocoxn oTnv Oeipd TTAPAPETPOTTOINGNG Kal
TTPAYHOTOTTOINONG TWV KATEPYQOIWY, TTPOKEIPEVOU va TTapaxBei To emBuuntd TEUAXIO YE TNV
BEATIOTN TTOIOTNTO ETMIQAVEIAG. ZUPTTANPWHATIKA, TIPETTEl va onueiwBel n onuacia Tng
€mAOYAG Tou KAatdAAnAou Post processor 1 N owaoTr PETaTpoTr Tou G KWOIKA £T01 WOTE va
dlaBadcetal opBA atrd TNV EpyaAEIOPNXavh.

TeNKA, n MO ONUAVTIKA TTAPAUETPOG YIA TNV CWOTH XPHon Tou AoYICUIKOU gival n xprnon
KOTAAANAWY ouvOnNKWwyv KOTTAG yia OAEG TIG KaTepyaaieg. Auth CUPBAAAEl TOOO OTNV ETTITEUEN
TOU KaAUTEpOU OuvatoU aTTOTEAEOUATOG OCO0 KAl OTNV OOQAAEID TOU XEIPIOTH NG

EPYAAEIOUNXAVIG.
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