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BeBfardvo 611 gipat o cvyypaeéag avtig g epyaciog kot 0Tt KaOe Ponbeia v omoia giya
YL TNV TPOETOLOGIO TNG Elval TANPOC OVOYVOPICUEVT) KOl OVOQEPETUL GTNV EPYACIL.
Emiong, é&xo xataypdyel Tig 6moleg myég amd TIG OmMOoieg EKova PO OESOUEV@V, 10EDV,
EIKOVOV KOl KEWEVOV, &€iTe auTég avapépoviol okpifog eite mapappoacuéves. Emumiéov,
BePaidve O6TL AT 1 EPYUCIO TPOETOYLACTNKE OO EPEVO TPOCHOTIKA, £WOKA ¢ TTtuytokn
gpyoosio, oto Tuqua Mnyovikov IIAnpogopikng kot HAektpovik®v Zuomnpdtov Tov
ALTIA.E.

H rmoapovoa epyacio amotelel mvevuatiky 10ioxtnoio tov oyt Mov(iépr Ilétpo Midtiadn
Tov TV eKmovhoe/av. 2to  mwiaiclo NG WOMTIKHG  OVOIKTHG  WPOGPocns, o
OVYYPOPEAS/ONuUIOVPYOS ekywpel oto Aedvés Havemotiuio e EAAddog ddeia yprong tov
OIKOILWDUATOS AVOTOPAYDYHS, OOVEIGUOD, TOPOVTIOGNS OTO KOIVO KOl WHPLOKHG OlGyYVONG THG
epyaoiog 01e0vag, oc NAEKTPOVIKH LOPPN KOl 0 OWOLOONTOTE UEGO, VIO OLOOKTIKOUS KOl
EPEVVTIKOVS OKOTOVG, Gvev avtalldyuatos. H avoikti mpoofoon oto mAnpes keiusvo g
epyooiag, Oev onuaivel kal’ 0l10VONTOTE TPOTO TOPOYWDPNON OIKOLWUATOV OLOVONTIKHG
I0I0KTHOLAS TOV GUYYPOPER/ONUIOVPYOD, OVTE ETITPEMEL TV GVATOPOYWYH, AVOINUOTIEDTH],
avTLYpoYy, TOANGN, EUTOPIKN YPRHOY, Olovouy, Exdoon, uetapoptwan (downloading),
ovaptnon (uploading), uetdppaocy, TPOTOTOINCY HE OTOLOVONTOTE TPOTO, TUNUOTIKG 1]
TEPUNTTIKG,  THG  EPYACIAS, XWPIC TH PHT  TPONYOVUEVH  EYYPOPI]  ODVAIVESH  TOD
OVYYPOPER/ONULOVPYOD.

H éykpon g Itoyoxng epyaciag amd to Tuqua Mnyovikov ITAnpoeopikng kot
Hlektpovikov Zvomudtov tov AtebBvovg Ilavemomuiov g EAAGdoc, dev vmodnAdvel
OTTOPALTATAOC KOL ATOd0YT] TOV OTOYEDY TOL GLYYPUQPEN, €K LEPOLG TOL TuNUATOC.



IIporoyog

H mapodoo wroywokn epyacio mpoypoatomombnke oto  AAeavopeio  Teyxvoloyuod
Exmodevtid Topopa (ATEI) ®eccarovikng, oto tunue HAektpovikne. To 6épa g
MTUYWOKNG EPYOCiog &lval «AVOALTIKOG EAEYXOC KOL TPOYPAUUATIGHOS cvoThuatog CNC
(Computer Numerical Control) yio Tp@tdTUTO TPIGIIACTOTO AVTIKEIUEVO.

Evyapiotieg

[Ipaota amd 6Aa Ba NBera Vo vYoPIETIO® VO EEXWPLOTA TPOCMOTO Y10, péEva tov TTammon
Hov kot Tov Ogio pov ot omoiot pe Tig Yvdoelg Toug Tave ota CNC Kot 6To KOTTiKd epyalieio
pe Bondnoav oty viomoinon g epyaciag. Eniong Oa nbeia va evyapiotiom v okoyévela

HOV Y10 TV TOAVTIUN OTHPIEN TOVG KO TV VOOV TOVG,.

Télog Ba N0eha va evyaploTHo® TOV EMPAETOVTIO KAONYNTH TN TTLYLOKNAG LOV EPYOGIOC TOV
kOp1o lopddavn Kiookepion yia tig moAdtipes cupfovAéc Tov kot Ty Kabodnynon tov.

AgQiépmon

Avt v mroyokn Epyoacio 06Aw0 va v aglepmcw anokielotikd otov [latépa pov o omoiog
anefince mpiv TEécoepa Ypovia. OEA® Vo TOV ELYOPIGTACH Y10, OAX OGO OV TPOGEPEPE, YU
v oTPIEN TOV KOl Y10l TNV TLGTN TOV GE EUEVAL.



Hepiinyn

O oKomOg NG TTVYIOKNG EPYACiOg €ivarl vo yivel avaALTIKOG EAeyy0G TNG Agttovpyiag Tov
CNC yw v mpn katavonon tov pe otdéyo tov mpoypaupatiopd tov CNC yuo v
ameoVIoT TPLoddoTaTOV avTikelwévoy moveo o€ MDF. Ta tov Adyo avtd m pehét
yopiletaw oe dvo empépovg woppatia, to HARDWARE xoat to SOFTWARE. %10
HARDWARE ocvuneptiopfavovior 6la to bAKA otoryelo and to omoio omotereiton To
GUOTNHO KOl LWTOPOVLE VO TO YOPIGOVUE G€ dVO0 EMMAEOV VIOKATNYOPIEC, TO UNYOVOAOYIKO
KOl TO TMAEKTPOVIKO KOUUATL XTO MAEKTPOVIKO OVIAKOLYV Ol PnUOTIKOl KIVNTHPEG, O
UIKPOEAEYKTNG, 1 TPOPOJOCIO K.T.A KOl GTO UNYOVOAOYIKO OVAKOLV OA0L TO EMUEPOVG
eEaptiuato wov ypeldloviar dote va givar Agitovpyikd to oyédlo, amd TG Pideg mov Ba
PN 0oV HEYPL TOV OKELETO KL TOV TAYKO EPYOCiag.

[N va Asttovpynoovv 6Aa ta empeépovs koppdtio oo HARDWARE npénet pe kdmoto tpdmo
va. ovvdebovy petald tovg. Avti TV amootoAn v kdvet to SOFTWARE 10 omoio
yopileton kot ovtd o tpelg vrokarnyopieg oto, CAD, CAM, kot Control Software, to omoia
owvnBoc sivan tplo Egywplotd mpoypdupoata. To CAD (Computer-aided design) eivor to
TPOYPOLLLL TTOV LG ETITPETEL VO 6YEO1ALOVIE OVTIKEIEVA dVO KOl TPUDV SOCTAGEMV, EMEITA
pe 10 CAM (Computer-aided manufacturing) 10 0omoio WETATPEMEL TO AVTIKEIUEVO 7OV
oyeodoape pe to CAD og yhwooco G Code, mov givol 1 YAOOOH TPOYPUUUOTIGHOD TOV
xpnowomoteiton otig unyavég CNC. Térloc to Control Software maipvel To peTAQPAGUEVO
apyelo mote va oTellel TO KATAAANAQ NAEKTPIKG GNUOTA, MEGH TOV WKPOEAEYKTH KOl TOV
KWVNTHp®Vv, ®GTE T0 UEGO TO omoio &yovpe emiééel (plasma, laser, amAd KomTikO) Vo KAVEL

v ene&epyacio Tov VAIKOL mov BEhovpe (E0No, aAovpivio K.T.A).



ABSTRACT

The purpose of the thesis is to make an analytical control of the operation of the CNC in order
to fully understand it with the aim of programming the CNC for the display of three-
dimensional objects on wood. For this reason, the study is divided into two separate parts,
HARDWARE and SOFTWARE. HARDWARE includes all the material elements that make
up the system and we can divide it into two additional subcategories, the mechanical and the
electronic part. The electronic includes the stepper motors, the microcontroller, the power
supply, etc. and the mechanical includes all the individual components needed to make the
design work, from the screws to be used to the frame and the workbench.

In order for all the individual pieces of HARDWARE to work, they must somehow be
connected together. This work is done by the SOFTWARE, which is also divided into three
subcategories in CAD, CAM, and Control Software, which are usually three separate
programs. CAD(Computer-aided design) is the program that allows us to design objects in
two and three dimensions, then with CAM(Computer-aided manufacturing) which converts
the object we designed with CAD into G Code language, which is the programming language
used in CNC machines. Finally, the Control Software takes the translated file in order to send
the appropriate electrical signals, through the microcontroller and the motors, so that the
medium we have chosen (plasma, laser, simple cutter) can process the material we want
(wood, aluminum) etc.)
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Kegpaiaro 1

Ocopntmikd0 Mépog, Computer Numerical
Control (CNC)

1.1. Ewoayoy

Zynua 1.1: Zyedraopds avikepévoo pe CNC [2]

Me tov 6po Mryovipoato Pneaxig Kabodiynong avapepdlocte oe unyoviiaTo to, oroio
GLVOOEVOVTAL OTO GLGTHUOTO YNPLOKNG KaBodyNong Tov Unyovoroytkov eEomAGHoD Tov
onuaiver cvetuoto aplBuntikod eiéyyov (Computer Numerical Control Systems). Ta
GUGTAUOTO OVTO YPNOILOTOVV €WIKO VIOAOYIGT] UES® TOv omoiov petafifalovton
NAEKTPOVIKA O18POPEC EVIOAEG GTOV EAEYKTI] TOL UNYOVILOTOG KOl EKTEAOVDVTOL Ol O1APOPES
LOPOEC KATEPYAGIOG. TNV TAPUKAT® g1KOVO PAEmovpE Ta Pacucd puépn evdog CNC Router wov
eléyyetat amd Evav VTOAOYIOTN.

Ta cvomquata CNC €xovv gupeia €QapLOY GTO YDOPO TOV UNYOVNUATOV KoTEPYOsiog Kot
komnc. Xtic punyoavéc CNC (Computer Numerical Control Machines) 0iec ot Aettovpyieg
eléyyoviar and évav MAektpovikd vmoioyloti. H upnyovn omotekeitoan amd 600 Poacikd
TUNHOTO: TO VAKO Kol TO AOYIGHIKO Tov eheyktn (controller) ta omoia Ppiokoviol péca otnv
epyorelopunyovny. O eleyktng (controller) extehiel mpoypoupatilOUEVES €VIOAEG Ko
eneéepydleton TIc pubpicelc mov mpémeEl vo. YIvOuv OOCTE 1 UNYOVI] VO HOG OMGEL TO
amotédecpua mov B€lovpe, otnv ovoio o eieyktng sivar évag H/Y. 'Evag CNC eleyknig
gumepLEyeL Lo, 006vn kot éva TANKTPOAOYL0, T, 07010 ATOTELODV TO KOPLO HEGO EMKOVMVING
OVALESO OTOV  YEWPLOTH KOL TO UNYEvVNnUo Kol YPNOCLUOTOlEiTal Yo TNV  @OpTOOoN
TPOYPAUUAT®V Kot TNV €10ay®YN eVTOA®V. O1 eAeYKTEG aplOunTikov eAéyyou yperdlovtal Eva
GUGTNUO, GUVIETOYUEVAOV Y10 VO TPOGOLOPILovV TIS S10GTAGELS TOV KATEPYALOUEV®Y VAIK®V,
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epyareiov kol GAA@V efoptnudtov otov ympo epyaciag tng pnyovine. To ocvommua
GUVTETAYLEV®V TTOV YPNCILOTOLEITAUL GVVAO®E EIVaL TO KOPTESLOVO GUGTNUO GUVIETUYUEVOV
TPV 0E6VOV oL TEUVOVTAL 6€ 0pn Yyovia.

‘Eva unydvnua CNC (m.y. xévipo epyoacioc) €xel Tovddylotov Tpelg d&oveg Kivnomg tav
péomv Katepyaoiog, toug X kol Y Tov avaeEépoviol oty opiioviia Kivnon Kot tov Z mov
avaeépetal oty Kabetn kivnon. Kdamoleg mo odvheteg epyoletopnyavég dlnbétovv kot
Bonbntikovg dEoveg 0mmg toug dEoveg A, B, kot I w¢ d&oveg mepiotpopnc yOpo omd Tovg
aEoveg X, Y kot Z.

Ot Kxivnoelg kat ot Sdpopeg Pondntikég epyacieg kabopilovtor pe éva cuvovaoud AéEemv og
YPOUREG KDOWKO. O KMOKOG OV YPNOUOTOLEITUL YL TNV EKTEAECT TOV KIWVINCEWOV TNG
epyaretounyavng givar o Kmowog G.

1.2. Iotopwi Avadpopun

yua 1.2: H mpotn Avtoépoatn epéla tov Parson [3]

H ovdykn ypnong pog unyoavng tkovi vo KatepyooTel HETOALO Kol YEVIKE KATO10 VAIKO g
peyddn axpifela, yevwnbnke pe v €hevon g Prounyavikig emovictaong kot o John
Wilkinson, AyyAoc Blouyavog, TV autodg mov 1o 1775 kotdeepe vo IKAVOTO|GEL QVTN TV
avaykn. Lty ovcia o Wilkinson, tav 0 avOp@mog Tov avakdAvye Tov TOpVO Pe GKOTO TNV
KOTEPYAGIO TOV KLAIVOPp®V T®V atpounyovev. Méypt v avakdioyn tov, dev Mtav
OTPOYYLAOL UE OQMOTEAEGHO TNV Ooppon aTHod KATL TOo omoio odnyovoe oe yoUNAdTEP
aOd00T TNG ATUOUNXOVIG. METd amd pepikd xpovia, cuykekpiuéva to 1818, o epevpétng Eli
Whitney dnpiovpyel ) @péla (milling machine), 1 dwtepotnTO TNG OMOialg MTOV OTL TO
gpyareio ywa v dudvoién omdv (tpumdvi) dev NTov tomobetmuévo opldvtia ot Pdorn mov
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opiotav to vAKS emelepyaciog oAAd KAOETO Kot 0O TAV®, TO OO0 TPVTAVL UTOPOVGE VOl
KivnBet unyavikd otoug AEoveg X, y Kot Z.

Hopdiinia pe v epgdpeon tov John Wilkinson €kavov tnv gueAvion TOvg Ol TPLANTESG
tawvieg M tpumntég kaptec (punched tapes 1 punchedcards). Avtég ol kdpteg 1 Tavieg
YpPNowomomonKay yioo TPAOTN QOPE OTNV KAMGTOVPAVTOLPYID. KOl GUYKEKPILEVO OTOVG
OPYOAEIOVG TTOV NTOV KOl Ol TPMTEG CLTOOTOTOUNUEVES UNYOVES TOL MG €16000 Elyav TIC
TPUTNTEG TOWVIEG TAV® OTIG 0Toieg glyav “TpumnBel” o1 evtorég g unyovie. O dvBpmmog Tov
EUMVEVCTNKE OO OVTH TNV AVAYKN KOl KOTAPEPE VO TEIGEL TNV QUEPIKOVIKY] LEPOTOPIR VL
Tov gumiotevtel, ival o John Parsons. To 1949, O Parsons katdgepe pe ™ Pondeia tov
TUMHoTog  oegpPfounyovicucdv  tov  Ivotitovtov  Teyvoloyiog g Macoyovoétng, va
tpomomooel pio epélo dote va pnv ypewdletar n avBpdmivny mapéuPacn Kotd v
dwdkacion g emeepyaciog Tov VAIKOV, Tapd HOVO Yo TNV TomobETnom TG TPLANTNG
tawioc. [Hopokdto PAEmovpe v mpdTN eleyyopevn unyovr apBuntikov gréyyov (NC), n
omoio. ypnopomombnke v v enefepyacio petdArwv. [Mapokdto yivetor pio cuvtoun
tagwvounon tov otadiov eEéMéng tov CNC:

o 1952 — Ing yevidg NC, H mpadtn eheyydpevn pnyavn NC yo eneEepyacio petdAiov
(peXé ko nAeKTPOVIKOL COAVECG)

e 1960 - 2n¢g yevidg NC, pehé kai nAekTpovikég Avyvieg aviikataotdOnkav pe tpaviictop
e 1965 — 31 yevid, OAOKANPOUEVE KUKADLLOTO

o 4nc yevidg NC — CNC (Computerized Numerical Control Machines CNC)

1.3. ITieovektiporta kol Mewovektiporta s ypnons tov CNC

ITheovekTnuoTo:

o Yvuveync ypnomn: Xe avtifeon pe N YEPOVOKTIKY epyacia, ta pnyoviuate CNC
(amokAeiovtag omoladnmoTe SuGAEITOLPYioL | TPOPANUA GUVINPNONG) HTOoPOLV Vo
AELTOVPYOVV GLVEXMG Y10 OTOLAONTOTE YPOVIKT| TEPT0O0 Y®Pig dtakomn. AvTtd avédvel
OTULOVTIKY TNV TOPAYOYIKOTNTA KO TV 0T0S0TIKOTNTA.

e  Yvuvémeln kol axpifei: Me 10 AOYIOUIKO VTOAOYIOTY, 1| OYEOIAOT OMOLOVONTOTE
mPoidvTog yperdletal va tpoypappatiotel povo pia eopd. To punydvnua CNC propel
OTN GULVEXELD VO OVOTTOPAYEL TEAEW OVTO TO GYEOL0, YO OMOLONTOTE TOGOTNTA
mapoyyeog.

o Amaimon youning wavotmrag: Ot yepiotég unyovav CNC ypeialovior vo Exovv
Myotepn ekmaidevon Kot dEI0TNTA GE GVYKPIOT UE YEWPLOTES YEPOKIVIITOV UNYAVAOV.

e  Awyotepo mpoowmnikd: Emedn 10 AOYICHIKO LTOAOYIOTH €AEYYEL TOL UNYOVI|LLOTOL,
xpedlovtor Aydtepot TeyVIKol Yo T Agltovpyio Kot TV emiPAeyr, LEIDOVOVTOS T
ouvolikd ££0da TG emyeipnonge.

o Evel&ia: To Aoyiopukd pmopel vo EXOVOTPOYPAUUOATIOTEL YPNYOopo. Kot €0KOAN Yo
TNV TApOy®YN SUPOPETIKMY oXEdi®V, EMTPENOVTOG OTIG Asttovpyieg va suuPadilovv
UE TIG METAPAAAOUEVEC OTOITNGELG TV TEAATAMV.
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o Avvatdtra: Avti 1 tEXVOAOYio XPMOILOTOLEL TNV aKPifEl TOL VTOAOYIGTH Yo VO
vrepPel TOLG MEPLOPIOUOVE TV Yepokivnteov dvvatotntev. [T mepimlokeg kot
obvvbeteg epyacieg umopolv va ektedestovy pe ) Bonbeia tov CNC.

MelovekTnuoto:

e  Koéotog: Ot unyavég CNC givar mo axpiPég Kot amaitovy HeyaAvTeP EMEVOVOT Ol
TIC UNYOVEG TTOV UTOPOVV VO AELTOVPYHGOVVY YelpoKivnTa. QTG0 HETA amd HePIKE
YPOVIO. epyaciag yivetol amdcoPecn Tov ¥pNUAT®V Tov dOONKAV Yot TNV ayopd TOV
CNC.

o Amoieln odeggotntov: Kabdg 1 (mnon 7y Yeplotés YepoKiviiTav  unyovev
UEWDVETOL, OAO KOl AlyoTepol vEor pobntég viobetovv avtég Tig de&otntes. Me
omoTéAEcO Ol véol mov Pyaivovv omnv ayopd epyaciag vo €Xovv EAAYLOTESG
SUVATOTNTEG GE UNYOVILOTO, TTOV AEITOVPYOVV YEPOKIVITA.

o  Avepyla: O oavtopotiopds UHEWOVEL TNV avaykn vy ovOpodmvo Suvopkd Kot
npocroufPavovtor Aryotepor epydtec. [TAéov n ayopd epyaciog €xel aviykn omd
e&10EIKEVUEVOLG UNYAVIKODS AOYICUIKOD KOl UINYOVOAOYOLG UNYOVIKODGS.

Onwg mapatnpodpe Tapamdve to mheovektnuato g Kotepyasiog CNC vreptepoiv
Katd moAV Tov pelovektnuatov. Omwg ocvpPaiver pe v apién kdbe véag
TEYVOLOYIOG, TPEMEL VO TPOGUPUOGTOVUE  YPHYOPO OTIG OAAAYEC Yo v
OVTIUETOTICOVE TIG VEEC TPOKANCES. Avtd Oev NTov TOTE Mo aAndwvd otov
KOTOOKEVOOTIKO KAAJ0, KOOMG O OLTOHOTIOHOG Kol 1 TPLddoToT eKTOTWOON
TPOOJEVOVV LLE TTOAD YP1YOPO pLOuo.

1.4. Eion Epyoireropnyovav

Ta pnyovipatae CNC yopilovioar oe 1tpelg Pacikég Koatnyopieg TiG omoieg avaADOLUE
TOPUKATO.

1.4.1 Topvog CNC

O topvot givar unyovég eneepyaciog HETOAA®DY TOV TEPIGTPEPOVY TO TEUAYIO EPYOCING LE
HEYAAN Ta)OTNTO Yo Vo EKTEAECOVV JLAQOpeG epyacieg Katepyasioc. H dwatepdtnTa TOL
TOPVOL givol 1o VAIKO Katepyasiog mov givarl Tonobetnpévo e oelpd pe to komtikd. Ot 1opvot
umopobv va ypnopomombovv i v moapaymyn e&aptnudtov amd cdnpovye Kol un
owdnpovys HETOAAD, TAaOTIKA Kot EOAo. Eivor pnyoviuota TOAAOTAGV ¥pNoe®V TOv
UTOPOVV VO, YPTCILOTON OO0V Y10 TNV EKTEAEST] EPYOUCIDOV OTTMG KON, Aglavon, didTpnon Kot
otpon. Awtifevtal og didpopa peyEON Kot pe o oepd amd atecovdp. Ot TOpvol vIdpYoLVV
Ao TNV oPYOLOTNTO KOl ¥PNCIUOTOI00VTAL KUPImG Yo epyacies akpifeiag. Ttnv mopokdto
elova PAETOVLLE [0 UNYOVE TOPVOD TTOL XPNOLUOTTOLEITOL Yo TNV emesepyacio LeETAAA®V.
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Zymua 1.3: Topvog CNC [4]
1.4.2 Kontiko CNC

To kontikd péco eivor tomobBetnpévo kKABETOL OTO OVTIKEIUEVO KOTNG KOl KIVEITE GE TPELS,
téooepelg N mEvie AEoves. AVToD TOV €100VG TO KOTTIKG OEV LOPPOTOIOVV EVOL OVTIKEILEVO
mapd Lovo to k6Povv. To kortikd CNC pmopovue vo, 10 ympicovpe 6€ TOALEG VITOKATYOPiES
avaAoyo HE TO KOTMTIKO UEGO 7oV ypnoipomolovue. o mapadetypa éxovpe to CNC router
OTOV YPTCLLOTOIOVUE Y10 KOTTIKO router, KOTTIKO TAAGHOTOG OTAV YPNGILOTOIOVUE TAAGLLA,
Komtikd Aéep Otav cav péco komng €xovue Aélep Kot VOPOKOT OTAV CavV HEGH KOTNG
ypnowonoteitar to vepd. Emedn oto mhdope kot oto Aélep ov Ogppokpacieg mwov
avonTOGoOoVTOL KOTG TV Komn elvar peydreg, vmépyert ocvvbog cOOTNUO amay®myng TG
BeppodTroc.

Zynpa 1.4: Ko pe laser [5]
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1.4.3 dpéla CNC

H o¢pélo sivar éva epyoreio emelepyaciog HETAAA®V OV YPNOUYLOTOLEL TEPLGTPOPIKOVS
KOQTEG Yoo TNV aaipeot avemBOunTov vVAKov. To Tepdylo epyaciog KpUTIETAL GOLYTO GTO
Kvntd Tpaméll epyaciag, yop® omd To omoio pmopel va petakwvnfel kdbeta €va
meploTpe@Opevo epyareio. H @péla ypnoyomoleital cuveEYmG Yoo TV LOPEOTOoinen &vOg
VAKOV K0Td PovAnor tov yepioth. Ot 800 kVpleg Asttovpyieg mov exteAel o epéla eivat To
opelapopo pe dym kal 1o meplpepelokd epeldpiopa. Xto epeldpicpo dyng, o XEPIoTNg
opelapel pia emimedn emedveln Tov Ppicketar o€ opdn yovia pe ) fondelo TEPIGTPOPNG TOL
KOQTN, EVO OTO TTEPLPEPELOKO Qpelapiopa, 0 KOPTNG Tomobeteital TapdAAnAa Le TO TEUAYLO
gpyaciag. XpMoLOTooUVTOL Yo JLIPOPOVE OKOTOVE Omd ONAN] KON €mG TOAVTAOKN
Stopdpemon kot ddTpnon. Adyw avthg TG eveMéiag, ot unyovég epelopiclaTog AmoTEAOVV
Baowkd otoryeio ota TEPIOCOTEPH KATACTHLATO LETAAAOVPYIOG.

OPTIMUM'

OPTIMUM

Zyua 1.5: Opéfa CNC [6]
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Kegpaiaro 2
Hardware tov CNC

¥to Hardware tov CNC mepiiapfdvovtar OAd To VAMKG TOVL YPNOUYLOTOOVVTOL, €ITE
NAEKTPOVIKA E(TE pUNyaviKd PLéEpT Yo TNV vAomoinon g unyovig CNC.

2.1. Hiektpovika Mépn

Y10 niextpovikd pépn mephapPdvovior 6ic. to kouudtio, tov CNC mov yperdlovton
NAEKTPIKN eVEPYEWD Yo Vo Agttovpynoovv. Emiong ta niektpovikd pépn yopiloviar oe dvo
VITOKATIYOPIEG GTOVG NAEKTPIKOVG KIVNTAPEG Ol OO0l EKTEAOVV TNV KivNnon mov TPEMEL Vo
KAVEL TO KOTTIKO EPYOAEIO Kal TOLG EAEYKTEG o1 omoiot kaBopilovv Tig KIVAGEIS TOV TTPETEL VoL
KGAVEL TO KOTTIKO Y10 VO EKTEAECEL COGTA LLaL SlEPYATTiaL.

2.1.1. Atpaxrtog (Spindle)

H Atpoxtog etvar amd ta Pactkdtepa HEPN UG EPYOAELOUNYOVIG, ATOTEAEITOL OO Eva HEGO
KOTNG OV OVOUALETAL TGOK TAVM GTO 0TOI0 KOLUTMOVOLV TO KOTTIKA epyaieio. Emiong n
GTPOKTOG ElVOL O TEPIGTPEPOUEVOG AEOVOG TNG UNYOVIG, EIVOL EVOL KOAVOPIKO OVTIKEILEVO TTOV
ocuvfog eivol KoTAOKELOOUEVO Omd HETOAAO, AGY® TNG OVOYNG TOL TOPOLGLALEL TO
GUYKEKPIUEVO VAIKO OE KOTOTOVNGOELG 7OV O€xeton OTav eKTEAEl SVOKOAEG KOTEPYAGIES.
Avtifétmg ta spindles mov ypnoyomolodpe Sopépovy og néyeBoc Kot oy Lo, ovaAoya TOvVTa
ue to L BEAovpe va kbvovpe. Xtnv gikova 2.1 PAémovpe ™ doun amod pia drpakto (spindle),
EVD GTNV €1KOVA 2.2 TOPATNPOVUE TN dopun VOG NAEKTPIKOD KIVTHPO.

Yymua 2.1: Atpakrog (Spindle) [7]

2.1.2. Motép Kivnong A&ovov

2.1.2.1. Hiextpucol Kivnmpeg

Apyn Asrtovpyiog NAEKTPIKOU KIVIITH PO
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O MAexTpKdg KVNTNPOG €ivol piot NAEKTPIKY UNYOVN, 1| OOl LETATPEMEL TNV MAEKTPIKN
gvépyelo oe pnyavikn. Otav évag aywydg unkovg L dwappéetor amd pedua I, evd avtdg
Bploketon péca oe payvntikd nedio B, tote mapdyetar o dvvaun F coppove pe 1o oynua
2.2 ko tov kovova Tov 0g€1ov xeptol kABeTN TPog TO pedLOL Kl TPOG TO payvnTikd medio. H
dvvaun ovtn eivol avdAoyn Tov PUNKOVG TOL ay®YoV, TNG EVTOONG TOV PEVUOTOC KOL TNG
£€VT00oMG TOL HayvnTkoD TTediov cOLE®VO LE TN OYEoT:

F =I*L*B*np6

Electric
Energy

l'--
-~

Mechanical
Energy

Zyqua 2.2: Aopy HAektpucov kuvnipa [8]

Ot MAekTplKol KWNTAPEG MOV YPNOUOTOOVVTAL ONpepo yopilovtal oe VO peydAeg
KaTnyopiec: LToug NAEKTPIKoVg Kivntipeg evarlacoopevou AC (Alternate Current) kot 6Tovg
kwvntpeg ovveyovg DC (Direct Current). Ot mAeKTpKoi KIvnTHPEG EVOAALAGGOUEVOD
pevpatog yopiloviar oe 000 VTOKATNYOPIEG GTOVG GUYYPOVOLS KOl GTOLS OGVYYPOVOUG.
Eniong vmdpyovv moAADV €100V MAEKTPIKOL KIVNTHPES, Ol OMNUAVTIKOTEPOL OU®G elvarl ot
KIVNTHPEG GLVEYOLG PEVUATOG, Ol KIVNTHPES EVOAALAGGOUEVOL PEVUATOC, Ol Pruotikol
KIVNTHPEG KOt 01 6EPPOKIVNTNPEG TTOL B0l AVOADGOVE TAPAKATO.

Kiwvntpeg cuveyovg peduatog

Iotopikd ot pMyOvEC GLVEXOVG PEVUATOC TPONYOUVIOL TOV UNXOUVAOV EVIALUGGOUEVOL
pevpotoc. H duvatotnta mov mapéyouv yio €DKOAO EAEYX0 TaXDTNTOG KOl POTNG TS €lxe
KOTOOTNOEL Yo OEKOETIEG TN HOVOOIKY EMIAOYN Y0 GUGTAUOTO MAEKTPIKNG KIvnong Tov
omoTo VGOV Y1 YopT ToVTNTA Acttovpyiag. H Asttovpyia Tov nhekTpikol Kivntipa cuveyove
pevpotoc Poaciletar oty oAAnAemiopacn 600 upayvnTikdv mediov. To mpdto medio
onuovpyeitor omd povipovg poyvhteg (diéyepon) mov Ppickovioar cvviBog otabepd
TPOCAPUOGUEVOL GTOV GTATN TNG pUnyoving. To dedTepo medio dnpovpyeital oTov dpopéa TG
UNYoviAg amd TO TEPICTPEPOUEVO TOMYUO TLUUTAVOV, TOL CULVIGTO £VOV MAEKTPOUOYVITY.
Baowd poro otn Asttovpyio TG unyavig cuveyovg pedpotog mailel o cuAléktng. O porog
TOV GULAAEKTN €ivol Vo OVTIGTPEPEL TN QOPE TOV MAEKTPIKOD PEVUOTOG TOV TLUTAVOL 600
Popég oe KABe KOKAO, £T61 MOTE VO AVTICTPEPETL 1) TOALKOTNTO TOV NAEKTPOUAYVITN TV
KOTAAANAN YPOVIKT CGTUYUN.
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Kwntpec Evalloccduevou peduotoc

H tpogodocio tv xvntnpov &voALOCCOUEVODL PEVUOTOS YIVETOL OMO HOVOPAGIKO 1|
TPIPacIKd diKTLO evolAaooouevng Taong te ovuyvotnta 50 1 60 Hz. Ot nAektpikéc punyoveg
EVOALAGGOUEVOL PEDHOTOC KOADTTOVYV £Vo, EVPVTOTO PACUO EQApUOY®V. Alokpivoviol og
TOAAG €101 PUNYAVOV EVOAAUGGOUEVOL PEVUATOG E SLOPOPETIKE YOUPAKTNPIGTIKA KoL TPOTOVS
Aerrovpyiag. Xopilovtol o€ LOVOPACIKEG, SIPOCIKES, TPLPOCIKES KOl TOAVPACIKEG, OVAAOYO
pue tov aplud TV EVOALOCCOUEVOV MUTOVOEW®Y Tacewv Tpopodocias. Emiong éyovue
SLAKPLOT GE GVYYPOVEC KOL GE AGVYYPOVEG UNYAVES OVAAOYMG LE TNV TAXDTNTO TEPIOTPOPNG
TOVG KOTA TN AEITOLPYi TOVG.

2.1.2.2. Bnuatikoi Kwntpeg

Aoun Ko apyn AELTOVPYLOS TOV BnuaTikoy Kivtnpo

O Pnuotikdg Kvnmipog 1 Kvntipog otadlok®v Priudtov eivol Evag Kvntnpog enaymyns o
omoiog Tpo@odoteitol amd £va NAEKTPOVIKO KUKAMMO, YPNOLUOTOlEl dNAadT] NMAEKTPOVIKOVS
TOAUOVG Yo TV kivnon tov. Aniadn, eivol po MAEKTPOUNYOVIKT) GLGKEVT M omoin OTOV
EVEPYOTOLEITOL TTEPIOTPEPETAL KOTA L0 GVYKEKPUEVT Yovia Prpdtov kKabe popd. Otav givol
eleyyouevoc amd vov VTOAOYIOTH] UTOPOLUE Vo, TTeTOyovue akpiPpn poOuion 0éong ot
tayvtoag. o avtd Tov Adyo ot Pnuatikol KvnTipeg YPTOLLOTOOVVTIOL Yo EPUPUOYES
erléyyov axpipeiag. Ot Pnuatikol KvnTAPEG AMOTEAOVVTOL OO VOV TEPIGTPEPOIEVO dPOLE
Kol 0md TOug 6Tabepovg MAEKTpopayVhTEG (TUAYHOTO) otov otdtn. Emiong ov Prnuotucol
KIVNTNPES YPTOULOTOLOVVTIOL GE GUVOLOCHUO LE YNOLOKA KUKADUOTH ETELON 001 YOVVTOL TTOAD
gbkoAa amd ovtd. H Aertovpyio tov Prnupoaticod xwvnmpoa Pociletor oty apyf TOL
HOYyVNTIGHOV, ONAadT OTL Ol OUOVUHOL HOyVNTIKOL TTOAOl omBohviol Kot o1 ETEPMVLUOL
payvntikot morol Elkovrat. Ot Pripatikol Kivpeg £xovv TEPIOGOTEPOVS OTAICUOVS, OLO Kot
TV OTMG EMIONG KO TOPATAVEO TOLOVS, TEGCEPELG KOl TAV®, Y10 LEYUADTEPO EAEYYO.

1a =
2b =
1b
28 »—

=

Y]
o

=]

il T

1b 1a

L 2a

-

1

Zynua 2.3: Ecotepucd Bnpatikod kvntpa [9]

YT0V¢ TOPASOGLOKOVG NAEKTPIKOVS KvnTpeg papudletar pia tdon m.y. cvveyng DC 12V 7
24V 1 aAdg evarhaoodpevn AC 220V kot o dEovag toug meplotpiépetatl. MOAG oTopaTioEL
N €QUPUOYN TNG TAoNC eKTELEiTOL EMPpaduvopevn Kivnon UExPL Vo oTopaTiosl. Avtifeta
oToVG Ppatikods KivnTpeg epapudletol téon oe Jdoykd TLAYHOTO TOV OF WIKPA
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Sokptd ypovikd Prpote. MOMG GTOHOTNCEL 1 €QPOPUOYN TNG TAONG OVTOC CTOUATAEL
akoplaio. Otav eival oTOROTNUEVOC O PNUOTIKOC KvnTHpoS KAEWMVEL Kot 0gv Kiveitan
erevbepa 6mmc 0 ovoloywog kvnmipag. H Aettovpyio tov Prpotikod kwvntipo Poacileton
otV opyn OTL Ol OUMVVLOL HAyVNTIKOT TOAOL 0T®BOVVTOL KOt O1 ETEPMVVLLOL HOYVITIKOT TTOAOL
éAkovtal. TNV TopuKAT® €KOVO PAETOLLE TNV dOU TOV PnUaTikod KvnTipo, TPOKEUEVOD
Vo KATOAGBOVLE KOADTEPO TN AELITOVPYIO TOV.

Magnet

Rotor Section

Rotor Section
Front

Endcap

Shaft

Rear
Endcap

il Stator
Bearing
Winding

Zypa 2.4: Awatopn) Brjpotikod kivntipa [10]

Eion Bnpotikav Kwwntipov
H xatackevn Tov otdtn og ola o €101 TV KivnTipev givar 1 idwa. O otdng amoteAeiton
oo aTodAve gAdopato To omoio givan 0 Kataveunuéve ot medio Tov TOAov. Xe Kabe
Ceyog 0 évag mOLoC Asttovpyel mg POPeLOg Kt 0 GALOC ¢ VOTIOC TOAOG. Ouwmg 0 dpopéag oev
glvar 1010¢ oe OAo To €i0M TV KwvnNpov. OmdTE AVOAOYR HE TNV KOTOOKELN TOV,
Stokpivovpe To TOPAKAT® €i0N PNUATIKOV KIVITHP®V:

1) Bnuotikog kivntipog LOVILOL HoryviTn

2) Bnuotikdg kvntipog LETAPANTAG LOYVNTIKAG avVTIOpOoNC

3) YPpdkdc Pripaticodg Kivntmpog

e Bnuotikdc Kivntnpoc LOVILOU LOYVATN
Ot Brpatikol Kvnmnpeg LOVILOV LOyVITY £X0VV GTOV OPOLEN VOV LOVILO LLOLYVITY.
O dpouéag givar Evag GUUTOYNG KOAVOPOG UE TUNUATO LOVILOV HoyvnTdv o {evyn
pe evairayn (Bopeloc-votiog). O dpopéag mMEPLOTPEPETAL GE GUYYPOVIGUO UE TNV
GUYVOTNTO EVOALUYNC TOV TOALDOV, ONAGOT EAEYYOVTOG TO LAYyVNTIKO TTedio TO 0moio
eQoproleTol 0T TVATYLLATO TOV GTATN.

e  Bnuotikdc Kivntipoc LETOPANTAC LOYVNTIKNAC OVTIOPAGNC
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Ot Prpotikol KivnTtpeg HETOPANTNG HLOyVNTIKNG OVTIOpOoTG KATAoKELALOVTOL UE EVal
TUAo Opopéa 1 e TOAAUTAG TUNUATO SPOLED TPOCAPLOCUEVE GTNV 110 ATPUKTO LE
Tov PoOpelo Kot Tov voTio mOAO Vo evaAldocovtal. Ta vAkd tov dpopéa Kol Tov
oTATN TOPOLGSLALOVY VYNAN HOYVITIKY SOMEPATOTNTA, DGTE VO ONLLOVPYOVV VYNAN
LOYVITIKY] POT], OKOLLOL Kot 0TV €QapUOCETOL YOUNAN NAEKTPIKN TAON.

e YPpdwoi Pnuotikoi Kivntnpeg
Ot vBpdwcol Pnuatikoi KivnTipeg cLVOLALOLY TA YOPUKTNPICTIKA TOV KIVNTHPOV
ov avapépape topondve. O dpopéag anotereital and LOVILOVG PLOYVITES GE LOPOT|
KUAIVOpOV. ZTa GKPO TGOV HOYVNTOV VTAPYOLV TUALOTO HE HOPPN 000VIWTOV
tpoy®v. E&attiag Tov evoldpesouv poyvitr to TURHOTO 0VTE LETOTPETOVTAL GE POPELO
KOl GE VOTIO TOAO EVAALAE.

ITicovekTNUOTo PNUATIKOV KIV)I TP OV

o Axpipng éheyyog 0éong (Positioning) - Agdopévov 0Tl KivodvTol 6€ aKpiPn
emovaAapfovOopEVa PUATO, VTEPEYOVY GE EPAPUOYEG TTOV OTALTOVV OKPN
kivnon, onwg 3D extunwtéc, CNC, mAateoppeg kapepog kot X, Y Plotters.

o ’'Eleyyog tayvtntog (Speed Control) - Ta oakpipff PrApoata tng kivnong
EMTPEMOVY eMionNG €EAIPETIKO EAEYYO TNG TOYLTNTOC TEPIGTPOPNG YLOoL TNV
OVTOUOTOTOINGN TNE S10SIKAGIOG KOl TI POUTOTIKY.

e Pom youning taxvtmrag (Low Speed Torque) - O kavovikoi kivntipeg DC
dgv €yovv pEYAAN pomf og yapnAég Ttayvtntes. ‘Evog Pnuotikdg kivnripog
€xel LEYIOTN PO o€ YOUNAEC TayOTNTEG, £TOL €lval ol KOAT E€TAOYN Yo
EPOPLOYEC TTOV ATOLTOVV YOUNAT] TOYVTNTO LE LEYAAT akpifeta.

MewovekTq oo Pnuotik@v Kivntipov

e  Xaunin amodoon (Low Efficiency) - e avtiBeon pe tovg xwvnmipeg DC, n
KATOVAA®OOT PEVUATOC TOL Pnuatikod Kvntipa eivar aveEaptntn amnd 10 eopTio.
Tpapdve pedpo axdpo kot dtav dev dovievovy kaboiov. EEattiag avtov, £xovy
Vv 1don vo (eoToivovtal.

o [lepropiouévn pom vyning tayvtntag (Limited High Speed Torque) - Ze yevikéc
YPOUUEG, Ol PrpatiKol KivnTipeg £X0VV IKPOTEPT] POTY| G LYNAEG TOXOTNTEG OE
oxéon pe TG YOUNAES Toayvtntes. Opiopévor Pnuoticol  Kvntipeg  elval
Beltictomompévol yio. KOADTEPN OTOS00T VYNANG TOYVTNTOC, OAAG TPEMEL VOl
ouvoLAoTOOV pe €vav KatdAinAo odnyod (driver) yw v emitevén avtng g
amddoomcC.

o  Xopig avadpaon (No Feedback) - Xe avtiBeon pe tovg oegpPoxivntipeg ot
TEPLocOTEPA PNUATIKOT KIVITNPES OEV £XOVV OAOKANPOUEVT] AVATPOPOSOTNON Yo
T Béom. Av kan peydin axpifela pmopei va emttevybel pe Agrtovpyio «OvVOIKTOV
Bpoyovy. Or meploprotikoi dwakdntee (limit switches) 1 o1 «home detectors»
TUMIKG  OTATOOVTOL YO TNV OCQAAE Kol Yoo TN Onpovpyio pog 0€omng
ovapopag.

2.1.2.3 XepPoxvntnpeg

Aoun cepBoxivnTiipo

H dopn tov oepPoxvnipa eivor idto pe avty €vog PnUoTikod Kvnthipo, OTav €£YOVLUE
enayoywo kwvnmpa (brushless), pe mv dweopd 6tL 0 cepPokivnnpag eivar éva cvoTnua
KAe1GTOU Bpdyyxov (Ue avadpaot)), TPAYUO TOV CNUAIVEL TG O KIVITAPOS TPETEL VOL EXEL IO
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Babuida avadpaong. Eved o Pnuatikog eivor éva cvotnua gréyyov ovorytov Bpdyyxov. Na
avaeepbel OTL VITAPYOLVY ddPopa €101 GepPOKIVNTAPOV (ETAYOYIKOG KIVINITHPOS, KIVNTHPOG
oepdGg, KnTPag dayOpIoHoD GEPAG, CLUVEYOVG PEVIATOC K.0), OAAG EUAG UG EVOLOPEPEL
Kupiog o emaywywdg (brushless).

Stator

From tha position of the rotor, 2
rotating magnetic field is created to
efficiently generate torque

Encoder
The optical encoder atways watches the number
of rotations and the position of the shaft

Winding
Current flows in the winding to
create a rotating magnetic field
Encoder Cable
Bearing
Ball Bearing F-
Motor Cable
Shaft

This part transmits tha molor output powear
The load is driven through the transfer
mechanism (such as the coupling)

Rotor

A high-function rare arth or ather
permanent magnet is positioned
externally to the shaft

Zymua 2.5: Aopn ZepPoxvntipa [11]

O oepPokivntipog amoteAeitor amd Vo mepleilelc: otdtn kou dpopéa. H mepéMén tov
OTATN TVALYETOL GTO OKIVIITO TUNMO TOL KIVNTHPO Kal autny 1 TeptEMEn eival emiong yvwoTt
¢ meptEMén mediov kvntipo. H mepiédién tov dpopéa TOAIYETOL GTO TEPIGTPEPOUEVO TUN LA
TOV KIVNTHPO, YVOGCTO Kol O TEPLEMEN omAopov kivneipa. O Kivntpog ExEl 500 POVAEUAY
OTNV WIPOGTIVI] KOl TNV Mo TAELPA Yio va emTpénet otov dova va Kiveital erebBepa. O
KOOKoTome mepthapuPdver évav  ooOnmpa ywo TOV TPOGOIOPIGUO NG  TOXVTNTOG
TEPIOTPOPNG KOl TOV GTPOPMV TOL KWNTNpa avd AEntd. Avth eival 1 Kuplotepn d10popd
oTNV doun TOL CEePPOKIVNTAPE GE GYECT UE TOV PNUOTIKO KvnTipo, YTl o Pnuotikog
KWNTNPaAG OEV EXEL KOOIKOTOUTN Y10, VO, LETPAEL, 0POD gV EXEL GCVOTNO AVAIPOONG.

Agrrovpyia cepfoxivnTipa

Onwc avagépbnke mapomdve, o cepfoxvntipog £xel MOALE KOWE GTN OOWN| TOL WE TOV
BNuatikd KivnTipo, TPAYHO TOL OYVEL Kol Pe TNV Agttovpyio. Tov. Mécwm pog mAakETag
001 YNONG OTEAVETAL GLVIVAGHOG NAEKTPIKAOV TOAUDV, OTMG KOl GTOVS PNLUOTIKOVS KIVITPES
mov kabopilovv v @opd aAAid Kot TNV ddpoun Tov Bo TPOYUATOTOMGEL 0 dpouéas. e
avtifeon pe tov Pnuatikd KivnTtipa mov gival €ve GUGTNUO OVOLXTOV PPoyyoL Kot dev €xel
Babuida avadpaonc, otovg cepPoxvntipes £xovpe Pabuida avadpaons. Amd o aicOnTplo
T0 omoio mapaxorovdel cuvveydg ™V 0om Kol TNV QOpPa TEPIGTPOPNG TOL OpPOopéd
OTOCTEAAETOL ONU OV TEPLEYEL TNV TANpoPopia g BEong Kot g eopds oty Hovdda
odnynong tov oepPokvnmpa. ‘Emeito and v povade odnynong ovtn 1M mAnpoeopia
UETOPEPETAL OTNV KEVIPIKN HOVASH EAEYYOVL Kol UEC® KATOOL TPOYPAUUOTOS EAEYYOV
elpaocte og Béon va Epovue avd mdoo otiypn v 0éom tov Spopéa. Oco agopd TNV
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Aertovpyio Tov oePPOKIVITIHPM, HTOPOVUE VO TOVE OTL Eivol TOpOHOLN [LE TNV AEITOVPYIR TOV
Pnuotikov, aeod Pociletar omv apyf Astovpyiag TOv payvnTiopov, oniadn OTL ot
ETEPMOVVIOL LOYVITEG EAKOVTOL KO 01 OUOVUHOL aBodvTat.

Light-Receiving Element

LED
Sensor Qutput Angle |
lﬁ 011 | 45
0 001 | o
000 »| 135
100 | 180
010 » | 205
Raotor 101 B | 270
110 B | 315
111 ®» | 360°
Slit Plate

Zyua 2.6: Agttovpyioa Kwdwomomt 6éong [12]

2.1.3. Eheyktég Epyadetiopnyovig
Eleyktéc IN'evikad

Mo va pmopéoel n epyaretopnyovn va emeepydletal cmoTd OAEC TIC TANPOPOpPiEG TTOV
Aappdver kol va pog dmoEL TO omotéAecuo. Tov BEAovue, WPEMEL |E KATOWO TPOTO V.
EMKOWVOVOUV OAaL T NAEKTPOVIKA oTolXelo peTa&h TOVg Kot Vo KatevBuvouy cmatd Kot To
UNYOVIKG UEPT TNG EPYOAEIOUNYOVIC. AVTO EMITLYYAVETOL HEGH KOTAAANAW®V EAEYKTMV, Ol
omoiot givarl vevBuvol Yo TIg KIVAGELG TG UNYovAG. Andadn ot edeyktég gival éva and ta
OTULOVTIKOTEPO GTOLYElD TNG EPYOAEWOUNYOVAG Kol Ypig TNV xpnon avtov o vanipyov
cuvey®s PAaPec oV epyaretounyovn kot AGON Tave ota VAIKG oV déxovtol enelepyacia,
pe amotélecpa ot {nuég avtég va kooTifovv og ¥pOVo Kol GE XPNLU. X& £vVO, GOOTNUO OTMG
avtd mov efetalovpe €yovpe Tpeic EAEYKTEC Y vo 00N youv o®OTA TO PNUOTIKG LOTEP,
oNAadn Tovg 0dNyovg TV PNUATIKOV KIVNTHPOV KOl TNV KOPLO TAAKETO Ol oTtoia divel Tig
TANPOPOPIEG OTO NAEKTPOVIKE GTOLYEID TNG EPYOAEIOUNYOVIG, DOTE VO EKTEAEGTOVV GOOTA.

Eleyktéc Kivnmipov

H odfynon tov Pnuotikedv kivnipov Paciletal oty S10KOTTIK AEITOVPYIO T®V TUAYUATOV
Tov. ANAodN 61O PNUATIKO KIVNTAPQ TO TUALYHOTO TPOPOSOTOOVTOL OO EVOV EAEYKTY OV
evaALAGGEL S1000YIKE TOVG TAALOVE TOV GTEAVEL GE GYECT LE TOVE TOALOVG €10000v. Kdbe
TOAUOG TOV OTEAVETOL GTOV EAEYKTI, TPOKOAEL OAAAYEG GTO PEVLOTO TOV TUAYHAT®V TOV
kwntipo. o va emitevyfel avtd ypnoylomolovpe NAEKTPOVIKG GTOLXEID TTOV TEPLEYOVV
dwakomteg nuayoydv 6nog BJT, MOSFET, IGBT. Tnv odfqynon ovtdv pmopodue va. tnv
KAvovLuE giTe LE TNV XPNOT] YPOVIKDV YNOLOUKOY KUKA®UAT®OV EITE LE TNV YPNON AOYIGUIKOD
OV GVVEPYALETOL LE KATOLOV UIKPOEAEYKTI] DOTE VA TAPAYEL TOVG KATAAANAOVG TAALOVS Y10t

20



mv odnynon tev kwnmipov. [lopokdto Oa dodue pepikd mopadetypoto 0odnynong
HOVOTTOAKOD Kot dumoAkod kwnmpa. Onwg emiong kol mopodeiypota pe tn ypnon
AOYIoUIKOD GE GUVOLOCUO UE KPOEAEYKTT.

Uz ) [K ]

Synua 2.7: MovomoAkd kKokhmpo odnynong Pnpatikod kivntmpa [13]

Y10 Topamdved oYU PAETOVUE TO LOVOTOAIKO KOKA®MUO 001 ynong Pnpaticod kvntipo 600
otadiov. Emiong mapoatnpovpe 6tL vdpyel €vag aotafng TOAVSOVNTAG Yo TNV TOPAYOYY|
TETPAYOVIKOV ToAUDV. Ot modpoi mov mapdyoviar amd tnv ££odo Q tov moAvdovntn
otéhvovtal oto clock Tov petpnti/droywpioth. Metd apyilovv va evepyomolovvtal ot ££0dot
TOV. ZT0 KOKAMUO TOPUTNPOVUE OTL TO Todupakt Q2 Tov UETPNTN €lval GUVIESEUEVO LE TO
modapakt 15 wov eivar To Reset pe avtd tov 1poémo divel evioln va Eekivhoet 1 dadikacio
a6 v apyn. Exiong mapatnpodpe 6tL o1 600 ££0001 TOV UETPNTN EIVOL GUVOESEUEVOL [UE TNV
Baon tov Tpaviictop mov gival vaevBuva Yo TNV AEITOLPYIN TOV TUAMYUATOV TOV TNVIOV.
Téhog o1 diodor elvar cLVOESEUEVOL AVAGTPOPO. HE TO TLALYHOTO TOVL 7Nviov Yo va
OTOQVYOVE KATAOTPOPES OV UTOPOVV Vo TPOKANBoUV amd T avASTPOPO PELLOTH TOV
dMUovpyoHvTal 0o TIC CVTETAYWOYEG TV TNVIMV.

[] R1

‘g R g a - ~©OUTPUT éTzé
T,
L. oc
= B1 .
1 Power — oV 355 R2
|
x 2 2 5 "
" & v L
i T1=0.693*(R1+R2)*C1
=1 T2=0.693"'R2"C1
144
FREQUENCY=s ——
: (R1+2R2)"C1

o 2.8: A‘I;SlKéVlGn KUKADNATOG 0oTadn moAvdovn T [13]
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Onwg katarafaivovpe and Tic e£10MGELG 0G0 HKPOivOVLE TNV TTEPI0d0, TOGO OLEAVOLLE TNV
TaYOTNTO TEPIGTPOPNC TOL KVNTHPaA, ONANST ONUIOVPYOVVTIOL TEPLGCOTEPD, PUOTA, UE
OTOTELEG IO VO, EYOVUE HEYAADTEPO OPLOUO TOAUDV.

Baowkog eheyktc Aettovpyiog Epyaieropnyaviig

Onwc avaQEPaE TOPATAV® 1 EPYUAEIOUNYOVT OTOTEAEITOL OO TOAAG KOUUATIO T OTOio
TPETEL VO, GLVOVAGTOVY GMOOTH Y10 VO UaG dMGOLV TO amotéAecpua mov Oéhovue. Anladn
ypelOpaoTE Evav ootk EAEYKTN OTTMOG 0L NAEKTPOVIKT TAOKETA KATAAANAO GYESIAGUEVT,
®oTe vo pmopel va eAEyxel OAML TAL MAEKTPOVIKA OTOLXEI TNG EPYOAEIOUNYOVNAG, OTMG
Bnuatikovg kivntpeg, dokonteg. O gheykthg Oa mpémet va, divel EVIOAEG GTOV NAEKTPOVIKO
VTOAOYIOTH KOl Vo AQpUPavel 6mOTA EVTOAEG amd avTOV. AvTO 0 €AeYKTNG Umopel gite va
KOTOOKELOOTEL 0md KATOOV OV YvPilel TOAD KaAd omd NAEKTPOVIKA, gite va ayopaotel
£TOOG, OLOTL VIAPYOVV £TOLUEG ADGEIC OTO EUTOPLO TOV UTOPOVV VO XPTCLOTONO0VV Yid
ovTO TOV GKOTO. Mepiké amd avTé Ba TIC aVaPEPOVLLE TOPAKATE.

GRBL Controller

Mia koA kot owovouikn Avon givar o Grbl controller tov omoio Tov ¥pnoIHOTO0VUE GTNV
nopandve epyacia. Eivar omv ovcio po owovopikn kot €towun AOON UHE TNV omoid
umopovpe va eréyEovpe mAnpwg to CNC. H mhokéta GRBL dSwbéter tpeig odnyotc
Bnuatikov kvntipo A4988 1 omoiol pmopovv va petad®covy peopo 2A yuo 12V. Awbétet
vrodoyn v USB ko £xel vodoyés yuo Tovg tpetg dEoveg X,Y,Z kot yio TNV ATPoKTO, EXIONG
éxel vmodoyN v laser ko 6100€tel VITOJOYEC Yo Tor limit switches kot yio To Z probe. Télog
avtdc 0 eheykthg Oev umopel va  ypnowomombel Yo EMOYYEAUOATIKEG EPAPUOYEC,
ypnotponoteitor pdévo amd youmioteg, m omoiot dev €yovv UEYAAN eumelpio TAVEO OTIG
EPYAAELOUNYOVEC.
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Zympa 2.9: Grbl Controller [14]

MACH3

Mia axopo woAd kaAn Avor givol o edeyktig mach3, o omoiog umopel va ypnopomomOei Kot
Yo ETOYYEALOATIKEG EPAPUOYES, PBEPara givarl mo akpPdc and tov GRBL 6pmg pag divel
TEPIOCOTEPEG OVVATOTNTEG AV GTOV EAEYYO TNG EPYOAEIOUNYOVIG Ko pmopel va eAéyéel
péypt ko 6 d&ovec. Emiong o mach3 éyer miéov avtikataotabel og apketég epapuoyég amo
tov mach4. ITAéov o mach3/mach4 éyel apyicel va ypnoomoteitor 6A0 Kol TEPIGGOTEPO GE
emayyeipatikd CNC, apov €xel v dvvatdmra vo, yepiletal HEYAAQ UnNYoviUoTo Kol Vo
eréyyel peydhovg oepPokvnTipes. AnAaodr cvumepaivovpe Ot givor €vag EAEYKTNG TOL
PN OCLLOTOLEITOL TEPLGGOTEPO Y1 EMAYYEALATIKY ¥pNon. TEAOG avTd TOV EAEYKTH €lY0 GKOTO
VO {PTCYLOTOCM GTNV gpyacio, Opmg Eemepvovoe 10 TPOPAETOUEVO KOGTOC, UE ATOTEAEG L
va odNyndd otnv owovopukoteprn Avon tov GRBL Controller.
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Yynpa 2.10: Mach3 Controller [15]
2.2. Mnyyavoroyika Mépn

270 UNYOVOAOYIKA LEPT aviikovv OAa To Bactkd oToLyEln TG EPYUAEIOUNYOVIG TO OTToia dEV
dwoppéovtar amd pedua. Anradn ce aVTA OVAKOLY TO GUGTNUO UETAO0ONC TNG Kivnong, o
EPYALELOPOPENG, TO VAIKO KATAOKEVNG, 1 Tpamela epyaciog K.o.

2.2.1 Yo Kataockeong

To vAkd mov Ba ypnoiomomBel yio TNV KOTAGKELT TNG EPYOAEIOUNYOVIG Elval i omd TIg
O ONUAVTIKEG OMOPAGELS TTOV TPEMEL VO, TAPEL O KATACKEVOGTNG, TPEMEL VO AABEL LOYT| TOL
™ otifoapdmta mov yperaletar va éxel to CNC, v akouyia, TV avioyn Kot v axpifeia
mov Bo éyel To pnydvnuo. Apo gV XPNOLLOTOMCEL KOAG VAIKA, 1 gpyaAetopnyovn Oa
YoAdoel og PBaBog ypovov, OTOTE O KOTUOKELOOTNG TPEMEL VO AdPel vITOYN ToL OAEG TIC
TOPOUETPOVG TPV EEKIVIIOEL TNV KOTOOKELN. YTAPYOLUV TOAAG VAIKA 7OV HTOPOLLE VO
¥pMNoorocovpe yia v Kataokevn evog CNC. Tapaxdtm Oa avapépm PePIKE omd avTd.

Baxkehitng
O Pokeritng eivar éva VAKO TOL YPNOUOTOLEITOL OPKETE OF KOTOOKEVEG LUKPDOV

EPYAAEIOUNYOVDV, AOY® TNG OPKETE KOANG OTAOEPOTNTAG TOV TPOCPEPEL, €IVl TPOGITH M
TIUN TOV, £YEL UNYOVIKEG OVTOYEC, OVTEYXEL GE KOTATOVIOELS Kol eivat oyeTkd elappv. Eivol
oniadn €éva vikd to omoio ailet vo TO YPNOYWOTOMGOVLUE YO TNV KOTOGKELT|
OUYKEKPIUEVOV KOUUOTIOV TNG EPYOAEOUNYOVAG, OMMG TO YPNCUOTOOVUE KOl OTNV
GUYKEKPILEVT] KATUOKEVT Y10 VO EXOVUE KOAN 6TAOEPOTNTA GTOVS AEOVEG.

Alovpivio
To alovpivio givar amd to o cvyvd vAkd ta omola eneepydalovrar o CNC pnyovipoto

oG Kot €ival To HETOAAO TTOV TPOTIUAVE Ol TEPLGGATEPEG Plopunyavieg Yo TNV KOTUOKELN
Soeopwv egaptnuiatov. Kotd m CNC enegepyocio Tov aAovuiviov 0 KEVIPIKOG VITOAOYIGTIG
“tpéxel” éva mpoypoupa to omoio divel akpipeic eviodéc oto pnydvnue CNC yuo v Komn
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Kot v wapackeon eEapnudtov ond aiovpivio. To alovpivio givor po amd TG KaAOTEPES
EMAOYEC Y10 TNV KOTOOKEVLT UG EPYOAEIOUNYOVIC LUKPOV Ol0GTACEWDY, UEPIKH ATO TO
TAEOVEKTAATA TOV €lvar OTL ival ELappDd VAKO, EYEL OYETIKA KOAT oKpiPela Kol ovTEYEL GE
punyovikéc Kotamovioels. Emiong elvar éva vAikd mov ypnoiponoleitol apkeTd yio Tnyv
KOTOOKEVT] CLUYKEKPIUEVOV VAIKDOV TNG EPYUAEIOLNYOVIG, OTME TO YPNGLLOTOIOVUE Kl GTNV
GLYKEKPIUEVT epyoretopunyavn] Yo Tpdmela epyaciog.

Xidogpo (XdrvBac)

‘Eva dAAo vAIKO OV YpNGILOTOLEITOL APKETA Y10 TV KOTOOKELT UG EPYOAEIOUN YAV Elval
70 0idgpo dMAdN 0 xaAivPac. To cidepo &xel oyETU, KAAN TN, EYEL TOAD KOAN avToyn Kol
glvar oAV oTifapo. To ypnooToloVUeE KUPIMG OTOV EYOVUE UNYOVIKES KOTOUTOVIGELS OO
peydia @optio, dSNAdN €ival AmopaiTnTo Yo TNV KOTAOKEVT LEYOAMV EPYAAEIOUNYOVAV, Yo
VoL aVTEXOVV TO HEYAAO PApog TV cepPoKvnTHP®V.

Yynua 2.11: CNC kotackevacpévo and adovpivio, Pakeritn kot 6idepo [16]

Onwg mopaTnPOVUE OTNV TOUPATAVEO EIKOVE ¥PNCULOTO0UVTOL Kol TO TPiok LVAKG Tov
avaeépape. Aniadn avtodg mov katackevace 10 CNC wov ayopdcae, ELafe vTOYN TOV OAEG
TIG TOPAUETPOVS TTOV OVOPEPULE TOPATAV®, TPOKELUEVOL VO TETVYEL OGO KOAVTEPT OTOS00T
yivetal.
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Zynua 2.12: CNC katackevocpévo and oidepo (ydivpa) [17]

AU TORGOS

Tymua 2.13: CNC katackevacpévo amd olovpivio [18]

2.2.2 Kwosgic AEovov

‘Eva antd ta mo evdopépova Bépata e epyarstopnyavig etvat n Kvnoetg tov aovov. Ot
Prnuotcoi kvntpeg kabopiCovv v tayxdmTa Kiviiong tov a&dvov, OU®S oNUavTIKd poAo
moilel Kol TO GVOTNUO TTOL UETASIOEL TNV Kivnorm. AnAadn Yy vo TETOYOVUE UEYAAES
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TOYOTNTES Kol LeydAn axpifela yuo Tig KIVOELS TV 0EOVOV TPETEL VO EMAEEOVIE KOTAAA AL
ocvotipoto petadoone. H petakivinon tov afdvmv T EPYOAEIOUNYOVIC EXITVYXAVETAL LE TV
LETATPOTN TG TEPLOTPOPIKNG Kivnong Tov Pnpatikov kvntpov g ypoppky. Hapokdto
00 avoADo® PePIKA OTd TO. GLCTHUATO PLETAOOONG KIvNoTG.

Inévroc petddoong

AVTO TO GUOTNUA PETAGOONG OmOTEAEITOL OO Evav UAVTO, 0 0TTOI0g Eival cLUVOEEUEVOG e
EVav MAEKTPIKO KIvNTHPa OV SiveL TNV Kiviomn otovg a&oves pécm piag tpoyaiiog. H yprion
TOV 030VI®MTOV UAVTA €ivol Hiet TOAD KOATY EMAOYN Yo TNV UETAS00T TNG KivNong, HEPIKE
omd TO YOPUKTNPIOTIKA TOL TOV dlakpivouv eivarl 1 gukoAio Katd tnv tomofétnomn tov, N
EVKOMOL KOTA TNV KOTOGKELT TOV, 1 XOUNAN T TOV KOl 1 VYNAN TOYOTNTO TOV UTOPEL Vo
pog dwoel. Ta peovektiuota Tov gival 6Tl dgv €xel VYNAN akpifelo kol dgv pumopel vo
ypnoipomombel yio peydio poprtia.

0Odnydc Pidag (screw drive)

O odnyog Pidag etvar Eva GAL0 cOGTNUO LETASOONG YPOUUIKNG KIVONG, AoV UETATPEREL TV
TEPLOTPOQPIKN Kivnon g PBidag o ypappikn. Mepikd amd To TAEOVEKTNHOTO TOL ival OTL
éxel TOAD vYNAN axpifela, ToAD vVYNAN amddoon kol pmopel va avté€el peydia optia,
epooov emrégovpe kaTaAAnAeg Pideg kol Kvntpeg mov aviéyovy. Ta peloveKTHHOTO TOV
elvar O0TL dev glvan moOAD ypnyopo. Emiong vmbpyovv tomobBetnuéva povAepdv yi nv
oLYKPATNON Kot TNV acPaAn TeploTpodn Tov agova. TEhog avtd eivar To GOGTNHA PHETAOOONG
OV YPNOIULOTOONKE TN GUYKEKPIUEVN EPYaACiaL.

I'pavaly (pinion)

To ypavalt eivor €voc amd Tovg T omAoVg TPOMOVG HeTddooNg Tng Kivong, o@ov
amoteleitol amd éva ypovall dnAadn Evav 0dovTMTO TPoYO 0 0T0il0¢ Eival GUVIESEUEVOS e
Evav KIynTipo Yo vo. UTopel va mePIoTPEPETUL TOV® 6Tov dEova (Lo paya) o omoiog gival
000vT®mToG. H dvokoiia mov mapovoidlel avtd 10 cuoTNUo €ival OTL TPENEL VO DTOAOYIOTEL
owoTd M TEPIOTPOPN oL Ba KAvel To ypavall mave otnv pdya yio vo TAPOLUE TN KEYIOTN
axpifeta. XNV TopakdTo gkova PAETOVUE £va GVOTNUO LETAGOOTG KIVI|ONG TOV OOTEAEITAL
oo Lo paya Kot €vo ypavall To omoio TePIoTPEPETAL TAV® OTNV paya Le PLEYAAN aKpifetia.

Ye autv TV eikéva PAEmovpe Eva choTnua petddoong kivinong pe paya kot ypovall (Rack
and pinion), dnAad aVTO TO GVLOTNUA ATOTEAEITOL OO Evov 0d0VIWTO TPOYO, O OTOI0g
TEPIOTPEPETAL TAVMD GE VAV 000VTWOTO AEova.
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Yynua 2.14: Metddoon kivnong pe ypoaval [19]

Zymua 2.15: Metddoon kivnong pe wéavta [20]

screw-nut interface fastener  table

couplings BUIICHRY

thrust bearing 010 MU pallscrew radial ball bearing

Zynpa 2.16: Metddoon kivinong pe screw drive [21]
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2.2.3. Zvotipata OpoAns 09Mynons

To odotnua OHOANG 00NYNONC OV YPNGIUOTOLEITOL GTN GLYKEKPIUEVT] €pyacio gival m
odnynomn Pidag oe cuvepyasio pe ypavall Kot KLAVOPIKOVS YPOUUIKODS 0dNyo0S, 1| oToiot
BonBdve otnv opair odnynon, Yot TPOGPEPOVY UEYAADTEPT] GTAOEPOTNTA OTO. KIVOVUEVO
UEPM TG UNYOVIC. ALTO TO GUGTNUO 001 YNONG VoL TOAD OTOJOTIKO Kol YPNGILOTOLEITOL OE
OPKETEC EPYOAEIOUNYOVEG.

o 2.17: oo po opadng odynong pe Bida [22]

2.2.4. Konttwikd Moo

To Kotk pécsa givor €vo omd T GNUOVTIKOTEPH CTOLYEIN TNG EPYOAEIOUNYAVIG KATA TNV
enekepyacio, S1OTL 1| TOWOTNTO TOV TOPAYOUEVOV TPOTOVTOV dgv kabopiletor uovo amd v
TOWOTNTA TOV TPOTOV LADV, 0AAd kabopiletat omd TV TOtOTNTO Kol TV KATAAANAOANTO TOV
KOTTIK®MV UEC®V TOL YPNOLOTOI0UVTAL KaTd TNV eneéepyacio. [a v motdtnTa Tov TEAKOD
QTOTELEGUATOG TTOV OéYETOL EMeEepyacio onuavTikd poAo mailovv to VAKO enelepyaciog Kot
N yeoueTpio TOL KOmTTIKOV PEGOL. Emiong n emthoyn Tov KaTAAANAOL KOTTIKOD UEGOL gival
éva amd ta onuovTikotepa otoryeiat To. omoia mPEmeL vo. AGPEL VITOYT TOL O GYESNGTNG-
KOTOOKEVOGTAG TOV OVTIKEWHEVOV. Q6TOGO VTLAPYOVY TTAPO TOAAN €101 KOTTIKAOV HECHV KO
eivar advvartov va ta meprypdyoovpe oAia. [lapaxdtom Oa avaidcoovpe pepikd omd ovtd TOL
XPTCLOTOI0VVTOL KUPIMG G€ EMTAOPLOUNYAVIES.

EAkos101] konTika (Spiral cutters)

AvTd T0 KOTTIKA TTapEyovv Agio Qvipioua, Kol gival oyedlOGUEVA VO JOVAEDOVY GE TOAD
UEYOAEC TOXDTNTEG KOTEPYAGIOG e UEYAAT dtdpketa (NG, To Gmelpoeldég oynua YP1NOIUEDEL
Yo TV aeaipeon tov Svlotepoywdiov kot emiong dev avefalovv gvkoAa Oeppoxpacia.
Emiong pmopodv va ypnoipomomnBodv ce mOALL SLOQOPETIKA LVAMKA G KOTTIKA YEVIKNG
Kkatepyaoiag. TELOC 0VTA TO KOTTTIKG YPNCILOTOL0OVTAL GE TOALEC EQUPLOYEC OPelapiGHOTOG.

Yo N e v

Yynua 2.18: Edkoedn komtikod [23]
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EvOuyponna korwtika (Straight cutters)

AVTa TO, KOTTIKG LOVAG KOTTIKNG aKUNG £ouv Yovio ehikwong undév poipeg, oxedldotnray
Yl YEVIKT ¥pNON Kot yioti £xovv peydin didpkeia (oNe. Avtd To KOTTIKA €ivol 100VIKA Yo
LEYAAES TayDTNTEG TEPIOTPOPNG. Me emkdAvym KopPidiov o1l akUEG KOMNG Kol HE TN
YEOUETPIOL YEVIKNG YPNONG, UTOPOLV VO YPNOLULOTOOovV Yo omolodnmote okomd. To
KOTTIKO 00TO OTANG OKUNG OYESIGOTNKE Y10, YEVIKT KOTEPYOOiQ, OOV OomoLTEITOl UEYAAN
duapxela {ong. Mmopovv vo, Katepyaostovv euoiko VA0, cuvbeta mpoidvta EvAov, fiberglass
K.0.. Mg kopPidio oTig aKpéG KOG TapEyouy TEAEL0 Kot Aglo gvipiopa.

Yynuo 2.19: Evfdypoppo Komtikd [24]

Kontikd 101KV gpopuoywv (t-slot)

To KOTTIKA €WKV EPOPUOYDY ElvVAL KATAAANAO OCTE VO OTAOTOOVV TNV KATEPYUTIO TOV
VAKOV. AnAadn HE TNV EMAOYN TOL KATAAANAOL KOMTIKOV WEUDVETOL O YPOVOC KOTNG GE
oyéon pe tov xpdvo Tov Ba Ekave Eva GAAO KOTTIKO.

o
=

Zynpa 2.20: Kortikd Ewwav Epappoyov [25]

Kontika ne papowocsic (Flute tools)

Ta komtikd avtd eivon epyaleio pe evbeieg paPomoels. Oume této10v €160Vg KOTTIKG givarl
KOTAAANAQ Y100 LOAOKA VAIKA, O QUOTKA poAakd EOAA.

Zyua 2.21: Kontwkd pe papodoeis [26]

Kontika ne cporpiki potn (Ball nose cutters)

AvTa givarl cQapoeldég KovoHALL TOV GTNV AKPT TOLS £X0VV NUGEULPLOKY ETLPAVELN KOTNG,
emiong éyovv dmAég paPdmoeic ko otabepn oktiva (ceaipa) ove SIAUETPO KOTTIKOV.
Xpnowonotovvtal yia T oxediaon Tpiodidotatmv epappoynv (3D).

= ——=—

Zympa 2.22: Kontikd pe opatpikn pot [27]
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Kozmtikd cvumicone (Compression cutters)

Av100 TOVL €I00VC TOL KOTTTIKG €ivan WBaVIKE Yoo TNV KOT @UAR®V SITANG emévovong, emiong
etvat 1oviKa yio TNV Komn okAnpov EVAmv Kot cuvletwv tpoidoviov EAov. H yeouetpia tov
EMKOEIODV puPODCEDY TOV EMITPEMEL VO OVOTTUGOEL UEYAAEG TAXVTNTES TEPIGTPOPNG GE
GLUVOLOCUO HE TO KOADTEPO SLVOTO QVIpIoUM GE OAO TO TAYXOG TOL VAIKOV 7OV SEXETOL
enegepyaocia.

A

Zymua 2.23: Kontikd cupmieong [28]

Kontika ne Eviodwonoastn (Chipbreakers cutters)

‘Exouv peyaddtepeg tohtnTeg mEPIGTPOPNG GO TO. SLUPATIKA KOTTIKA S0 pafddoe®mv Kot
apnvouv Aeleg empdveleg topns. Emiong sivor davikd v yovipodovielés eE@tepcd Tov
VAKOV KATEPYUTIOG.

—

Zynpa 2.24: Komtikd pe Eioduaondotn [29]

Kontika yapatng (Engraving cutters)

Ta Komtikd avtd moAobviol oe Slopopetikd PeYEON kol TAGTN ovdAoyo HE TNV OoKuUN
xopaéne. Eivor kataokevacuéva amd yaivPa, avoleidmto ydAvpa, kot oxinpd uétorro. Me
TNV eMA0YN €VOG TETO0V KOTTIKOD Yl TNV XApaén YPOUUOTOCEPOV TO 100VIKO TAATOG KOTNG
mpénet va, gtvor 12% tov vYyoug tov ypappatog. Eniong avtd to kortikd givor thmov V-bit kot
70 KGO Eva €xel SLOPOPETIKEG LOlpES, avaroya Tt BEAOVLE VO KAVOVLLE.

TLy, 1/4 *ypépupo= 0.25%0.12=0.030

—_-f!P“

.

Zymua 2.26: Kontikd yapaéng V-bit 20 popav [30]

Kontika tontov V (tapered Cutters)

Ta xomtikd oynuotog V yvootd Kol g KOVIKG KOTTIKA, XPNCULOTOI0VVTIOL KUPIMG Yo vol
KOyouv Tplodtdotata 3D aviikeipeva pe KOAO amOTELEGLLA, OLPOV EYOLV TNV dSLVATOTNTA VO
KAvouv Yoviakég oyiopéc. "Exovy aypuég Kome and evolhaccoueva poyoiplo ETeVOVUEVA UE
kapBidio kot dtatiBevtar oe drdpopa pey<om.
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Zynua 2.27: Kortikd tonov V [31]

Aiokog komic (Saw Blade)

O diokog eivar dAlo onuoviikd Komtikd, ypnoomolovvtal Kupiowg ot diokol mov glval
emevovpévol pe kapPidro. Ot katepyooieg mov extelel eivar cuvNBLE KOTEC TV o€ cuvleTa
ouyKOAANpEVA EDAO. Xe ePYOAEIOUNYOVEG e TTEPIGGOTEPOVG OO TEGGEPLS AEOVES, LVILAPYEL
duvatodTTO KOTNG Sty dVIeV Kot AoEDY Top@V.

ZyMua 2.28: Alokog komng [32]

‘O)o ToL KOTTUKH TTOV AVOQEPAE TAPATAVE aviikovy otny katnyopio End mill extdg and tov
51oK0 KOG Kol Yp1GLLoTolovvTol Kuping oto enttpanilio ppeldpiopa.

Yg outn TV EKOVO TOPATNPOVUE PEPIKA OO TO. CLAVTIKOTEPO €101 KOomTIKOV pécwv End
mill mov ypnoonolobvtal e mhpo TOAAEG epapproyés. Eved oty kdto ikova Topatnpodue
TN OoUn €vOg EMKOEIB0VG KOTTIKOV KOl TO TEVTE Pacikd Tunpata mov 1o ywpilovpe. Ta
Tuipoto avtd givor o aEovag dapétpov, M OUETPOS KOMNG, TO GULVOAKO UNKOG TOL
KOTTIKOV, TO UNKOG KOTNG TOV CLACKMGEWDY Kot 1 Yyovio gAikoong. AnAadn avtd to mévte
TUNpaTe £ivol To YEMUETPIKE YOopoKTNPLOTIKG TOV KOTTKoU pag. TéLog avtd To kovovl eival
KOTOOKELOOUEVO OO oTeped KapPidto. Avtd eivar to Pacikd KPLTiple TOL TPEMEL VA
Aappdavoope vrdyn pog yuo TNV ETA0YN KOTAAANAOL KOTTIKOD.
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Kepaiaro 3
Software Tov CNC

270 MOYIOKO TNG EPYOAEIOUNYOVIS TEPIAAUPAVOVTOL TA TPOYPAULOTO TOV YPNCULOTOLEL O
VTOAOYIGTHG, OTMOC TO GYEONGTIKO, TO TPOYPUULO LETAPPAONG opyeiov oyediov 6e YADoo
G-code kot 10 TPOYPOULE EAEYYOV. XxedOV OAEG Ol EPYOAEIOUNYOVEG £YOVV EVOOUATMOUEVO
VTOAOYIOTH, TPOKEEVOD VO, EKTEAOVV OAEC TIC AglTovpyiec mov avapépape. Ioapoakdtm Oa
avOADGOLE TO TPIC TPOYPAUUATO TOV TPETEL VO XPTGLLOTOUGOVE Y10, VO VAOTOUGOVE TO
oy€dto mov Béhove, ta omoia givar o CAD, 1o CAM kai to Control software.

3.1 CAD Software

H oyedioon pe v Ponbeia vroroyiot| CAD (Computer Aided Design) sivon 1 drodkocio
YNOLKNG dNUIOVPYING TPOGOUOIMGEDYV GYESIOONG TPAYUATIKOV ayoddV Kot TPoidovimv oe
2D 7 3D pe mAnpng kAMpokao, akpifela kot 0TnTeS QUOIKNG Yo T PeATIoTONONO KOl TNV
telelomoinon tov oyediov. H oyediaon pe ) Pondeia vworoyiom) omotelel pia amd TG TO
ovyypoveg HeBOOoVC oyedioong, emiong £xel ovTIKOTAGTNOEL TIC ovUPatikés pebBddovg
oyediaong, 6mwg poAvPia, ydpokes kot dwfntec. ITAéov 6Aa avtd Ta oyédio Yivoviol GTo
AOYIGHIKO TOL VWOAOYIOTH| pHe HeyOAn oaxpifewe xor afromotic. Ov teyvoloyleg CAD
YPNOLLOTOOVVTOL Y1OL TO OYESGHO, TNV avamTuén kot v PertioTonoinon mpoidviwv ta
01010 TOAOVVTOL GUEGH GTOVE TEMKOVS ¥PNOTES 1| ALOTEAOVV TUAKO GAA®Y TpoiovTev. TEAOC
ot teyvoroyieg CAD &yovv mapa moAAG 0pEAT oty Propnyavia, pepikd and avtd ivor 0TL N
oyediaon evog TPOIdVTOG YiveTal TOAD YPIYOpO GTO AOYIGHIKO TOL LTOAOYIGTH, WITOPEL va
yivel ToAD g0KOAN TPOTOTOiNoMN KAmolov 6yediov oL gival TapOLOo LE KATOolo dALO, avTi Vo
oyedlootel amd Vv apyn, omwg Ha kavaue pe Tig cvpPatikég pebddovg. Emiong n oyxediaon
evOg TOAD mepimlokov oyediov umopel va yivel moAd mo gbvkola pe 10 Aoyiopkd CAD 1tov
vroloyioth. Mepikd amd to kahvtepa mpoypaupato CAD eivar o Autocad, to solidworks

Kot 1o Aspire.

To Aspire €ival T0 TPOYPOALLO TOL ¥PNOUYLOTOLD GE CLTH TNV EPYACIO Yo TNV oYediaon
S1odIoTOTMV KOl TPLOSIACTUT®V TPMOTOTUTIMV, £ival £vo, TOAD KOAO TPOYPOLO TO 010l
YPNOWOTOLEITOL KUPI®DG ONO EPUCITEXVEG YEWPLOTEG, OAAD Kol omd emayyeipatieg. Elvan
ebKoAO0 oV ekuddnon tov, oty ¥pNnon tov kot oty alomotia Tov. Emiong etvar éva
npdypappe to omoio VIEPEYEL o oxéon He KOmOow A0 TPOoypAupaTa, YTl pmopel va
extedécel kou CAD ot CAM Aetrtovpyieg, dnAadn pmopel vo HETOQPACEL TO OapyEio OV
éyovpe oyedldoel og popen ekdvog oe YAonooa G-code. Téhog avtd To TPOYpOaULe pog divet
™V SuvaTOTNTO VO EMAEEOVUE TO KOTTIKO OV OEAOVILE VAL XPTCLOTOUCOVLE, VO OPIGOVLE
TIG KOTAAANAEG TOPAUETPOVG TTOL OEAOVLE VOl £XEL TO KOTTIKO, VO, OOVUE TNV TPOSOUOIMON TNG
dradpopng mov Bo akoAovBnoel To KOTTIKO Kol oG divel TNV SuvatodTNTO VO SOVUE TO YPOVO
7oV ypetaleTal Yio va Yivel 0 GYESOCUOG KOl GOUPMVA, L€ OVTO LITOPOVLLE VO, TO BEATIDGOVLLE.

To Autocad sivan éva and to tpdta Aoyiopikd CAD mov KukAopopnoe GtV ayopd amd tnv
Autodesk, to omoio &xel oyvpn ENUN o€ TOAAOVG KAGSOVG. Avtd t0 mMpdHypaupue CAD
ypnowomoteitar yio dvo dactdcemv (2D) oyxédia kol tpidv dwctdoemv (3D) povtéda.
Mmropel va mapayel oyedia, datdéels eEo0mAooD, eninedo TOPUDY, TEKUNPIOOT HOVTEA®DY Kol
TOAG GAAa. Téhog avtd 1o mpdypappa eival and to mo meplntnto mov ypeldleTal vo
yvopilel kdmolog oyedlactng Kot ivatl 1 faorn mov ypetdleTor va £yl Yo va Labet kot GAia
OYEOIOOTIKA TPOYPALLLOTOL.
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To Solidworks ypnoiponoteitol cuyva amd enayyeApotieg oyednotég 3D avtikepévov. Eivar
éva LoVTEALD TTopapéTpoV Paciopévo o€ yapaktnplotikd. Ot epyodoteg cuvnbog avalntovv
vroynpiovg pe yvooelg SolidWorks emedn eivar éva moAd yvOoTO AOYIGHIKO UNYOVIKNG
oyedloong mov acyolovvior ToAlol ypNotes, kuplmg punyavikoi. Avtd to Aoywouwd CAD
TPLOOAOTAUTNG LLOVIEAOTOINGNG (PN CLOTOLEITAL EVPEWME GTOVG TOUEIC TNG UNYOVOAOYioG Kot
Tov oyedlacpov. Emiong to solidworks pog divel ) duvatdTNTO VO XPTGILOTOUGOVUE KOl
CAM Aettovpyieg pécsm tov SolidCAM.

211g mopakdTo ewoveg PAEmovpe to ypaewkd mepPdriiov twv CAD mpoypappdtov mov
OVOPEPOLLE TAPOTAV®.

X souDwoRs e BN View insn ool Photoview 360 Wingow Help - a8 Assaredy Patteens SLOASM * B - D - 2. _EM x

Assembly | Layout | Sketcn | Evahuate | Rencer Toals | SOLIDWORKS Add-ins
* @ assembiy Patters
@ ER[¢[E
(4 Mirror Components 3
o’ % =

Saeg 2 Set O

neEds

sclate selected composent
[EISEREN] Model | 36 Views | Motion Stady 1

Zymua 3.1: Tpaewd teppdirov Solidworks [33]

S
2D Wireframe:
Unsaved View

Modify =

Model  Layoutl  Layou2 + MODEL LE- - EE- LA -+ %P =

Yynuoa 3.2: Tpagucd tepBarlov Autocad [34]
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Zymua 3.3: Tpaeucd mepifdriov tov Aspire

Yy ewdva 3.3 PAEmovpe €va oyédto oto Tpdypappe CAD tov Aspire.

3.2 CAM Software

AoV 0 oYedOGTNG OAOKANPAGCEL TNV GYESINOT TOV AVTIKENEVOL TTov BEAel pe v Pondeia
VIOAOYLOTH, TPEMEL HETA VO aoyoAndel pe v Kataokevn tov. e va mepdoovpe oty
KOTOOKEDLT] TOVL OVTIKEWWEVOL TPEMEL WPE KAMO0 TPOMO Vo oTeilovpe TV €koévVo Tov
oyxedldoape otov mpOypappe eAEYyov. Avtd pmopel va emitevybel pe v ypnoyomoinon
kémowov wpoypduparog CAM (Computer Aided Manufacturing), SnAadn Kotacokevy pe TNV
Bonbelo vmoloyiot. e avtd TO TPOYPAUUO OIVOUUE TO GYE0I0 7OV KAVOUE KOl OVTO
VTOAOYI(EL COUQ®VA LE TIG TOPUUETPOVG TTOL TO £YOVUE ODCEL TNV TPOCGOLOIMOT TNG Kivnong
nov Ba akoAOVONGEL TO KOTTTIKO Y10 VoL EKTEAECEL TNV dlepyacia. ANAadn To KOTTKO epyaieio
oKOAOVOEL KATO1EC GLYKEKPILEVES EVTOAEG Y1a VO YIVEL 1] 6YESI0OT, AVTEG Ol EVIOAEC TPEMEL VO
UITOPOVV Vo, S1oaGTOVV amd TO UNYAVIILO Y10, VO, TIG EKTEAECEL, OUMG TO UNYavN o umopel va
KATaAGPEL HOVO TNV YADGGO PNYXOVIG, GPO AUTEC Ol EVIOAEC TPEMEL VO EIVOL YPOUUEVES GE
yAdoooa pnyovng G-code. Avti 1 YA®GoO ¥pNGLUOTOLEITOL KVPIOE 0 UNYavEG Ol OTOIEC
eléyyovtal amd €vav VTOAOYIoT Kol aKoAoLvBOUV GuYKEKPIUEVES EVTOAEG. AVTEC Ol EVIOALG
Aéve 6710 KOTTIKO pe TL TavTnTe Bo kivnOel, og T1 abog kot o€ o katevBvvon. H yAdooa
punxavng G-code éyetl Kamoleg SLOKOAIEG OMMOG OAEG Ol YADGGES TPOYPUULATICLOD, OUMG M
YVOOT ALTAG TNG YADooG givatl Eva ToAD onuavTiko epyaieio yia évav punyovikd o omoiog o
Umopel vo. KATavoel TIg KIVAGEIS TOL KOTTIKOD Kol v TIg 0AAGlEL PEATIOTOTOIOVTOC TNV
kataokevn Tov. IHapaxdro Oa dodpe kKanoleg Pacikég eviores Tng YAdooag G-code.
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YA
Example: |

GO1 X5Y12 |F200

1 I

Linear Motion Feed rate

1
|
|
|
I
1
|
l
Set end position :
1

If units = G20 - Feed rate is in/min |

If units = G21 - Feed rate is mm/min I

GO1 - Linear Interpolation

End Position

(0,0)

' Start Position

(5,12)

Tymua 3.4: Avdhvon Zvvietoypévav [35]

G Code Function

[cop | Positioning at rapid travel;
@02 |Circular interpolation clockwise;

[G04  |Oween
[G18___|SelectZ Xplane: |
(G20 limperialunits; |
[G27 __ |Reference return check: |
(G20 |Move to a location through reference point:

e | TP et e o il Lntties S
2 O s it
(Ga2__[Cutter compensation right, |
N T T T
(G50 [Maximum RPM (Lathey, |
I [ T e |
G5 [setpatum: |

G Code Function

Gs8_ |setDatum; |
G700 Finish cycle (Latha);

G72__|Rougn facing cycle (Lathe); |
G75__|OD groove pecking cycie (Lathe); |
G76__ | Screw cutting cycle (Lathe), |
G81 _ |Ddoyde:

CEER ESHEy S —
oI e oT et DR S
92 | Screw thread cutting cycle (Lathe:]
Go5 |Per revolution feed; |
| ConnTa TR R e

[ei=]=] Feed per revolution (Lathe);

Yynua 3.5: Bacwkég eviodés g yYAoooag G-code [36]

Extég amd v yAdoco G-code, 1 omoio ¥p1OILOTOLEITAL VIO TOV EAEYYXO TOV KIVIGEWDV TNG
EPYOLEIOUNYAVIG, XPTOWLOTOIOVUE KOl TNV YA®oco M-code, m omoia ypnoiponoleitol yio
S1aQopec EVIOLEG, KVPIMS Yo TNV Agttovpyio TOL TPOYPAULOTOG.
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M-code Meaning

MO Program stop

M1 Optional program stop

M2 Program end

M3/4 Rotate spindle clockwise/counterclckwise
M5 Stop spindle rotation

M6 Tool change (by two macros)
M7 Mist coolant on

M8 Flood coolant on

M9 All coolant off

M30 Program end and Rewind

M47 Repeat program from first line
M48 Enable speed and feed override
M49 Disable speed and feed override
M98 Call subroutine

M99 Return from subroutine/repeat

Zynua 3.6: Baowkég eviodés g YAdcoag M-code [37]

AL mopadsrypa ypauuévo og yawooo G-code:

GO01 X247.951560 Y11.817060 Z-1.000000 F400

Aivovpe gvtodn otV gpyaietounyovn vo kivnlel mavo oe pia evbeia ypouurn, Eekvaviog
amo Ty 0éom mov Ppicketan ot cuvtetaypéveg X247.951560 Y11.817060 Z-1.000000 pe
pLOuod tpopodociog 400 mm/min.
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Block Description Purpose

% Start of program. Start
00001 (PROJECT1) Program number (Program Name). Program
(T1 0.25 END MILL) Tool description for operator.

N1 G17 G20 G40 G49 G80 G90 Safety block to ensure machine is in safe mode.

N2 T1 M6 Load Tool #1. Change
N3 $9200 M3 Spindle Speed 9200 RPM, On CW. Tool
N4 G54 Use Fixture Offset #1. Move
N5 M8 Coolant On. To
N6 GO0 X-0.025 Y-0.275 Rapid above part. Position
N7 G43 Z1. H1 Rapid to safe plane, use Tool Length Offset #1.

N8 Z0.1 Rapid to feed plane.

N9 GO1 Z-0.1 F18. Line move to cutting depth at 18 IPM.

N10 G41 Y0.1 D1 F36. CDC Left, Lead in line, Dia. Offset #1, 36 IPM. Machine
N11Y2.025 Line move. Contour
N12 X2.025 Line move.

N13 Y-0.025 Line move.

N14 X-0.025 Line move.

N15 G40 X-0.4 Turn CDC off with lead-out move.

N16 GO0O Z1. Rapid to safe plane.

N17 M5 Spindle Off. Change
N18 M9 Coolant Off. Tool
(T2 0.25 DRILL) Tool description for operator.

N19 T2 M6 Load Tool #2.

N20 S3820 M3 Spindle Speed 3820 RPM, On CW.

N21 M8 Coolant On. Move
N22 X1. Y1. Rapid above hole. To
N23 G43 Z1. H2 Rapid to safe plane, use Tool Length Offset 2. Position
N24 Z0.25 Rapid to feed plane.

N25 G98 G81 Z-0.325 R0O.1 F12. Drill hole (canned) cycle, Depth Z-.325, F12. Drill
N26 G80 Cancel drill cycle. Hole
N27 Z1. Rapid to safe plane.

N28 M5 Spindle Off. End
N29 M9 Coolant Off. Program
N30 G91 G28 Z0 Return to machine Home position in Z.

N31 G91 G28 X0 YO Return to machine Home position in XY.

N32 G90 Reset to absolute positioning mode (for safety).

N33 M30 Reset program to beginning.

% End Program.

Zypa 3.7: TIpoypappa ypapupévo og yadooa G-Code [38]

Ye ovtn Vv ewova PAEmovpe évo mapdoetypo ypouuévo oe yAdwooo G-code kol otnv
TOPOUKATO KOV PAETOLE Eva TPOYpappa Ypapuévo oe G-code Kot oVOADOVUE TIG EVTIOAES
TOV.

Onwg kotarafaivovpe omd 10 TOPUTAVED TOPASEIYUN Kol omd TIG TOPATOVED EIKOVEC M
ekpdOnon g yAdooag G-code dev eivar 1650 g0koAN. O TPOYPULUATIOTHG TPENEL VO YPAYEL
TOAMAEG YPOUUES KAOSIKO YIOL VO UTOPEGEL 1] EPYOAELOUNYOVY] VO EKTEAEGEL OAEC QLTEG TIG
KIVNAOELG, EMioNG av KATO0 6010 givar ToAD Tepinmioko Oa damovioel Tapa TOAAEC LEPEG Yol
Vo YpAYEL TO TPOYPaUL, Eva GAAO TPOPANLUA Elval OTL O TPOYPUUUATICTNG UTOPEL VO KAVEL
Kémolo AdBog 6To TPOYPAULE, LE ATOTELECHO VA YAGEL TTOAD XPOVO Yo va TO PBpel Kot va To
Eavaypdwyel cwotd. I'ia va 1o amogvyovpe avtd dnuovpynonke to Aoyopkd CAM. Me tov
0po CAM (Computer aided manufacturing) avo@epOpaoTe 6TV KOTAGKEDT] AVTIKEUEVOV UE
mv Ponbein vmoroyot. Otav oyxeddlovpe évo  ovrikeipevo mpémer petd vo  TO
KOTOOKEVACOLE, OU®G avtd dev umopel vo yiver kotevdeiov, yoati o €leyKTig NG
gpyaretopnyavig oev pmopet va dafdacel amevbeiog Eva oy€d10 Kot va 10 KOYEL, TPENEL VA TO
petappacovpe oe yhowoca G-code. Avtf tnv doVAEd pmopel va TNV KAVEL £va TPOYPOLLL
CAM, vrdpyovv mpoypaupoto mov pumopovv va ektehécovv CAD ko CAM Aettovpyieg,
OTMC TO Aspire 1oL YPNGILOTOIOVUE CTNV TOPATAV® gpyacia. H dovAield tov mpoypdppatog
CAM eivar va pog dei&el v mpocopoinon g Pértiog dadpoung mov Ba akoiovdncel to
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KOTTIKO €PYOAEID COUPOVA LE TIC TOPULETPOVS TOV DAMKOV KUl TOV JICTACEDY TOV EXOVLE
opicel, MOTE VO PNV KATOOTPOPEL TO KOMTIKO epyoreio Kot 1o VAKO mov Oa dextel
eneéepyacio kol 060 yivetor vo punv (opicovue v epyorelopnyovny. MOAG Teleldosl 1
mpocopoimon maipvovpe Eva apyeio oe popen G-code, £meta oTéEAVOLUE 0LTO TO OPYELD GTO
TPOYPOLLE EAEYYOV TNG EPYOUAELOUNYAVIS Y10 VO KOTACKEVAGEL TO GYEd10 mov Bélovpe. Me
AMya Adylo. umopovpe vo wovpe 6t 1o CAM givar évo AOYIOUIKO TTOV UETAPPALEL TIG KIVIGELS
OV TPEMEL VO KAVEL TO KOTTIKO GTNV avTIoTOY(N YAMGGO 7OV WUmopel vo avtiinebdesi m
EPYOAELOUNYOVY.

Mepikd moAd yvmotd mpoypdupotoa CAM eivor to Aspire, to Solidcam koi to Mastercam.
2T1C TOPOKATO EIKOVES PAETOVLE TO YPAPIKO TEPIBAAALOV ALTAOV TOV TPOYPOUUATOV KOL TNV
TPpocopoimon tng dtadpoung mov Ba akoAovdnGovV Ta KOTTIKA epyareio.
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e 3.8: Tpapkd mepipdrrov tov Solidcam [39]
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Tymua 3.9: Tpagikd nepidrrov tov Mastercam [40]
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Symua 3.10: I'pagucd mepifdriov tov Aspire

Yy ewovo 3.10 PAémovpe TV TPocouoimen TG KIVIoNG TOL KOTTIKOD GTO TTPOYPOLLUOL
CAM 1ov Aspire.

3.3 Control Software

Otav tedeimoel 1 eneéepyacio tov CAM kot Bydhovpe to oyédo og popen G-code npémel e
KGO0V TPOTO Vo GTEIAOVUE OVTOV TOV KMOIKO GTNV EPYOAEIOUNYAVI YO VO, UTOPEGEL VL
Eexwvnoet 1 emelepyacio. Avtiv TNV S0VAELL TNV AVOAOUPAVEL TO TPOYPALLL ELEYYOV, OTMOG
eMioNg eAEYYEL Kol OAEC TIC KIVIOELS TNG EPYOAEIOUNYOVIG YLl VO LTOPEGOLLE VO EAEYEOVUE
OAEC TIG TOPAUETPOVG, OTTWG TIG CTPOPEG TOV KOMTIKOV, TNV TUYVTNTO KIVoNG TG OTPAKTOV,
ta limit switches, 6lovg tovg G&oveg kivmong kai OtL GALO €yovpe GUVOEIEUEVO OTNV
KeEVIPIKN TAAKETO eAEYYov. 'Evo onuoavtikd kopupdtt mov mpénel vo. TpocEEove givol To
KOUUATL TNG EMAOYNG TOV AOYIOUIKOD 7oL Oa YPNOUOTOCOVUE, YIOTL COUP®VL HE TNV
KEVIPIKT] TAOKETOL TTOL E£YOVHE KOl TOVG HIKPOEAEYKTEC TOL YPNCIUUOTOLOVUE TPEMEL VO
EMALEOVLE TO TPOYPOLLLO EAEYYOL OV Eivol GLUPOTO HE AVTA, OTOTE EVO KPLTNPLO EMAOYNG
Aoylopukol edéyyov givar n cvpuPatotnta. Ot TEPICCOTEPOL KATOOKEVUOTES EPYUAEIO U OVAOV
€Youv Ta O1KG TOVG AOYIoUIKG EAEYYOV TO. omoia Ta divouv pe v ayopd tov CNC agod ta
EYOUV EYKOTECTNUEVO OTNV KEVIPIKN HOVAda eAEYYOL. Mepikd mTOAD YVOGTA TPOYPAULOTO
eléyyov etvar to PlanetCNC, 1o Mach3, to GRBL kot mtoAAd GALa.

Ye autnv v gpyacio ypnoonold to GRBL, 6uwmg o kaAdtepo kal To TO YVOGTO gival To
Mach3 g ArtSoft o omoio ypnoponoteitarl amd apKeToVC YOUTIOTEC €OM KO APKETA YPOVIQL,
OLMG TO YPNOOTOOVY Kol apketol emayyeiuaties. Eniong to Mach3 ypnouonoigitor €06
KOl OPKETA YPOVIK KUPIMG amd YOUTIOTES, OULMG AOY®D TV TEPIOPICUDY TOV TOPOVGiale OTMS
n éddeym B0pag USB odnynoe omnv dnuiovpyla evog véou Aoyiopikov eréyyov tov Mach4.

To GRBL otv ovoia givol éva DAKo-A0YIGHUKO TO 0Toio €xel PEGH TOVL €VaV E0MTEPIKA
EYKATECTNUEVO KMOIKO TO OTOI0 EMITPEMEL OTIV YAMGGCO UNYXOVIAG VO EXKOIVOVIGEL UE TO
hardware g ovokevig, T0 omolo TPEmMEL VO givol CLYKEKPIUEVO Yl va pmopel va
emcowvaovioetl. Eniong 1o GRBL pog mapéyet apketd vynAn anddoon, pe xounAd KO6GTOG Yo
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€leyy0o Kwvnoewv pe v Topdriinin Bvpa USB mov dwebétel. Mog mapéyet v duvatodtnta vo
eléyEovpe TANP®G TIG GTPOPEG TOL KIVIITNPA KOl OAOVLE TOVG AEOVEG e LEYAAN akpiPela.

2T TOPUKATO EKOVEG TTAPUTNPOVUE TO YPAPIKO TEPIPAALOV OVTOV TV TPOYPUUUATOV
eréyyOvL.

[TI—— C:\Users\petros\Downloads\Aspire designs\PAOK3D\Finish PAOK.gcode  PlanetCNC [][][]
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Zyqua 3.11: Tpagicd mepiPdiiov tov PlanetCNC
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7 s16000M3 In queve
8 GOX-4298Y-5853021000 In queve
12-6798F10160 In aueu -
Check mode [] Autoscrol Open Reset Send Pause Abort 40

ymua 3.12: Tpagucd mepifdrriov tov GRBL

Yy ewdva 3.12 BAEmovpe TNV HOPOT TTOL EXEL TO GYEJIO HOG GTO TPOYPAUN EAEYYOV TTOV GE
avt Vv mepintwon eivar to GRBL. Onwg mopatnpovue PAémovpe v TPOGOUOI®ON TOV
KWvoewv oL 0 KAVEL TO KOTTIKO Kol TIG EVIOAES TTOV YPNGLLOTOLEL Y10 VO TPOYLOTOTOIGEL
aVTO TO GYEJ0.

41



@ Mach3 ONC Demo
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Zyqua 3.13: Tpagikd mepipdiiov Tov Mach3
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Zymua 3.14: Tpagucd mepifariov tov Mach4 [41]

Ouog v vo Lmop€coLE VoL EAEYEOVLE TNV EPYOAEIOUNYAVT KOL VO CUYYPOVICOVUE Kol VoL
EVEPYOTIOINGOVIE OAOL TOL LEPT TNG OTMG TOVG TEPUATIKOVE OLOKOTTES TOVG auctntnpeg, v
atpakTo Ko OAd to vwoAowma pépn ypnopomolovpe GRBL pvbuicelg. v ovcio &xouvv
ONUIOVPYNCEL GLYKEKPIUEVES PLOUICELS LE TIC OTOiEG EAEYXOUV TIS KIVNGELG TNG UNYOVNIG,
ONAad” OTEAVOLV EVIOAN OTNV KEVIPIKN TAOKETA VO TPOYHOTOTOMGEL GLTH TNV Kivnon.
Hopokdto avarbovpe avtég Tic Pacikég puOUicelg TOv XPTGIULOTOIOVLE.

$0=10 (step pulse, usec)

$1=25 (step idle delay, msec)

$2=0 (step port invert mask:00000000)
$3=6 (dir port invert mask:00000110)
$4=0 (step enable invert, bool)

$5=0 (limit pins invert, bool)

$6=0 (probe pin invert, bool)

$10=3 (status report mask:00000011)



$11=0.020 (junction deviation, mm)
$12=0.002 (arc tolerance, mm)
$13=0 (report inches, bool)

$20=0 (soft limits, bool)

$21=0 (hard limits, bool)

$22=0 (homing cycle, bool)

$23=1 (homing dir invert mask:00000001)
$24=50.000 (homing feed, mm/min)
$25=635.000 (homing seek, mm/min)
$26=250 (homing debounce, msec)
$27=1.000 (homing pull-off, mm)
$100=314.961 (x, step/mm)
$101=314.961 (y, step/mm)
$102=314.961 (z, step/mm)
$110=635.000 (x max rate, mm/min)
$111=635.000 (y max rate, mm/min)
$112=635.000 (z max rate, mm/min)
$120=50.000 (x accel, mm/sec”2)
$121=50.000 (y accel, mm/sec’2)
$122=50.000 (z accel, mm/sec2)
$130=225.000 (x max travel, mm)
$131=125.000 (y max travel, mm)
$132=170.000 (z max travel, mm)
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Kepdaiaro 4

Avoioutikog ‘Eieyyoc xor  Ilpoypoppotiopnog
ovotnotoc CNC ywo mp@TOTVZTO TPLGOLACTATA
3D avTiKeipeva

W

e,

4.1. OsopnTiké Mépog
4.1.1. Tleprypagn tov vAKdV Tov CNC

‘O)eg o1 epyaretopnyovég CNC omotehobvTan and TOAAG VAKE, OU®C 1| KAOE epyalelopnyovn
TMEPLEYEL  OLOPOPETIKGL  YOPOKTNPIOTIKA VAIK®V, OovolOYyog He To TU Bélovpe  va
enefepyootoope. H  empdvein tov CNC  router mov  YpNOIUOTOOVME  glval
300mmx180mmx45mm.

e autn Vv evdtra B0 TEPTYPAYOVUE TO DAIKE TOV Y¥PNGIUOTOIOVE Kol B0 avaQEPOVLLE Ta
YOPOKTNPIOTIKA TOL KAOe VAoV, Ta vAkd mov ypnoyomolovpe givor évae DC spindle to
omoio otnv ovoia eivor évag DC miextpikdg kwvntipog 24V e ToyOTNTO GTPOQ®V
Aertovpyiag 10.000rpm (revolution per minute). XpnotUonoloOUE TPEIS PNUATIKOVS KV TIHPES
YL Tovg TpELS GEoveg o1 omoiol umopohv va pag ddcovy pevpa Kivinong 2A yuw téon 12V ot
omoiotl £xovv Tpelg 0dnNyovs Pnuatikod potép A4988. Emiong yia v mpootacia tov CNC
YPTCULOTOOVUE TEPUATIKOVG OLOKOTTES Y10 UnVv Yohdoovpe 1o tpanéll epyaciag. 'Eva dAlo
VAMKO givol 1 TAokéta eAéyyov mhve otnv omoia cuvOELovTOL Ol Prpatikol KivnTipes, M
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dtpoxtoc, To limit switches kot to Offliner. Ankadr| og avtVv TV TAoKETO GUVOEOVTOL KOt
glvar tomofetnuévo Olo. TO MAEKTPOVIKG OTOXElD TNG epyorelopnyavig. Avtd sivol ta
NAEKTPOVIKA GTOTXELD TNG EPYAAELOUNYOVIG.

Laser Spindle Stepmotor

DC 24V

uspB

Power Button
Reset
X-limit
limit
limit

J'{Proble
‘h Velimi

Offline Ctrl

i
4
"

ymua 4.1: TThaxéta eléyyov GRBL [42]

Ta unyoavoloywd ototyeior oLTAG TNG EPYAAEIOUNYXOVIG ival OAa To GToyyEin To. omoin dev
dlappéovior omd pevpa, To VAKE wov amotehovv T doun tov CNC mov og autiv Vv
TEPIMTO®ON YPNOIUOTOLOVUE TOV POKEATN Yo Vo TETOYOVUE KAADTEPT GTUHEPOTNTO GTOLG
aEoveg Kot emedn etvar ELaepd VAIKO, TOV YOAVPO ETEWDN Elval GYETIKA OTNVO VAIKO, oTIapd
KOL OVTEYEL OE UNYOVIKEC KOTOMTOVIOELS KOl TO OAOVUIVIO €MEN €ivor glappd LAKO Kot
omvo pog Pondael vo methyovpe peyaAddtepn gukoAin katd TNV Kivnomn tov Tpomellon
gpyaciag, Onwg PAETOLLLE YPNCLLOTOIOVUE TPIC OLPOPETIKA VAIKE Y10, VO, EKUETAAAELTOVLLE
0Aeg TIg duvaTdTNTEG TOL KAOE VAKOD TPOKEUEVOL VO TETOYOVUE OGO KOADTEPO UNYAVILOL
yiveton pe yapnAd kootog. ‘Eva dhio otoyeio eivor 1o cvotnua petddoong kivnong otovg
a&oveg mov o€ VTN TNV TepinTmon Eyovpe v odnynon Pidag (Ball screw) n omoio exteAel
TEPIOTPOPIKT Kivnon TAve oe €va ToSIUAol Kot ouTh 1 KIvoT UETUTPETETOL GE YPOLLIKT.
Eniong ypnoyomotodpe KoAMvopikohs YPOUULKOVG 001 yoUs Yo VO TTETOYOVUE KOADTEPN
otabepdtnrTa KoTd TNV Acttovpyia TG epyaretopnyovig. Téhog éxovpe Tomobetnoetl fideg Kot
o61oVg Tpelg dEoveg, Yo va pmopésovpe va teppoticovpe to limit switches, onAadn éyovpe
tomoBeTroel €1 Bideg kot Yo TOvg €61 TEPUATIKOVS OLOKOTTES.
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Ball Screw End Support
t t D

Yynpa 4.2: Metddoon kivnong pe Pida [43]

4.1.2. lleprypaon tov Kontikdv pécwv tov CNC

Ta kontikd péso 1 aAM®G KOVODALD TOV 0GYOAOVUOCTE GE GUTN TNV EPYOCIH AVIKOVY GTIV
katnyopioa End mill ywati aoyolodpoocte pe emuponélio ppeldpiopa. Emiong ta kovévia
avéioyo pe tov oplBud tov aviakdcewv (flutes) mov £yovv daxpivoviar og dimtepa,
TpimTEPO, TETPATTEPO 1 KL UE TEPLGGOTEPQ TTEPE oTavVIOTEPA. O APOUOG TOV AVAUKDCEDY
(flutes) mov Bélovpe va €xel 10 KOMTIKO HOG EMIAEYETOL CUUO®VA HE TO VAIKO mov Oa
eMEEEPYAGTOVUE KOL OVALOYO UE TIC SUVOTOTNTEG TTOV EXEL 1] EPYOAEIOUNYOVT. AV emAEEOVUE
éva Komtkd pe moAlég aviakdoels (flutes) Bo pog ddoet éva VMK pe téheto Qwipiopa,
dnAadn to vAkd mov Ba dexbel emelepyacia Ba yivelt moAd Agio. Télog 1 yovia elikoong Tov
€xel avto 10 KomTkd givon 30 poipeg.

4 Fhaes
e (Orpgrall Lenglh —— wi Ballnose

2 Flutes
wi Ballnoss

Toal s Cufler
e —— |
(.

T —p|  Flite
Length

Synua 4.3: Kovdvar Ball Nose [44]
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g outn Vv €Kova PAémovpe ta Pacucd pépr evog kovovAalov Ball Nose, mapatnpodpe o1t
éxel ovo aviokmoelg (flutes), emiong wdtt dAXo mov TPEmEL VO AVOQEPOLUE givor OTL M
dtapeTpog tov dEova dgv gival TAvTa 1010 Ue TNV SIIUETPO KOTNG, ALTO €EAPTATAL TTAVTO Ol
t0 R mov &yovpe. o mapdderypa Exovpe £va kovdvll pe dEova 3.175mm Kot SIAUETPO KOTNG
1.8mm, dnAaod” dev €yovv idta S1dpeTpo. AvTo 1oYVEL KOt Y10 Ta. GAAG KOTTTIKA OgV Elval LOVO
v avt6. Ta xomtikd End mill propodv va kd6youv TAevpikd 6To VAIKO, Vo TO Yopa&ovy Kot
va 10 Tpumoovy. Ot mapdyovieg mov kaBopilovv mowd xomtikdé End mill zmpémer va
YPTOLOTOGoVUE Eivan TpmTOV To péyedog mov Bélovpe va kdyouvpe .. xapaén, 2D, 3D
Kol devTEPOV TO LAKO oL Ba emelepyaotovpe. Emiong kdti GAAo mov npémel va mpocéEovpe
glvat 011 to Pabog komng dev mpémel ToTE Vo, Eemepdoel TO UNKOG TV avioknoemv (flutes)
TOV KOTTIKOV, Y1t ovtd Ba £xel cav amoTéAecpa va punv yivel cootd 1 Ko, Oa povpicetl To
VAMKO Tov Kk6Povpe, Ba (oprtotel 1 epYOAAEIOUNYOVT KOL TO KOTTIKO KOl LIAPYEL TOAvOTITA
KOO Kot VO OTLAGEL.

YMKG KOTTIKQV

To VMKE OV YPNGILOTOIOVVTAL YO TIV KATOOKELT TV KOTTIK®V Hog €lval To kapPidto kot
to HSS (High speed steel), evd éva dAho moAd Kol VAIKO €lval To SlopdvTt TO 0Toio deV TO
YPNOUYLOTOLOVUE, YTl TO, KOVODAL TOV TEPLEXOLV SLAUAVTL €lvar TOAD axpifd. O ydivPoag
vynAng toxvmrag (HSS) éxel pikpotepo kdotog 0md to KapPidio, mapéyel Kok avioyn ot
@Bopd kar pmopet va ypnoipomombei yio to ppeldpiopo TOAADY VAK®V, 6Twg A0, HETOAAN
K.o. Ta kovdoMa pe emkdioyrn kopPidiov sivar mo akpfd and ta HSS, aAld mapéyovv
KOADTEPT] AKOUYI0 KOl LTOPOVY Vo, AEITOVPYHGOoLY 300 £mG TPEIC POPES YPNYOPOTEP OO TAL
HSS. Eivon emiong e&opetikd avBektikd otn Oeppotmra, kobiotdvtag to KOTAAANAO Yo
enekepyacio okAnpoOTEP®V VAIKOV. TEAOG évag TPOTOC Y10, va whpovpe emg 25% ypnyopdtepo
arotéleoua glvar va ypnoiponotoovpe Kovovul pe TiAIN (vitpidio adovpviov Titaviov).

Eion xontik®v

Yg vt TV gpyacio ypnolponomoape 1eccipmv oV kovovie End mill. H emloyn tov
KOTTIKGOV yivetal Kabe @opd cOuemva pe to uéyebog mov 0El® vo KOYm, VM T0 LAIKO TTov
k6Pw eivor MDF. [Mopokdto ywpilovpe o€ katnyopleg To KOTTIKE TOV YPTCLLOTOUCOLLE:

Kontiké voduepo 1: I'pagpida xdpaéng (Engraving) (20° 0.1mm)

To cvykekpluévo KOVOUAL £xEL KOVIKO GKPO ¥PNGLULOTTOLEITAL Y10 TO GYESIOUO YpouudTov. H
ypopida ypnowwomomdnke vy T xapagn Tov oyediov mwavew oto MDF, dnladn
YPNOWOTOMGOUE TNV  ypapida Yy Tov oyedoopud pog ddotaong Ot ypaeideg
YPNOYOTOL0VVTOL KUPIMG Yo Vo yapd&ovpe Thve ce €va DAIKO dgv ypnolomoleitat yuo va
koyovpe. H ypagida mov ypnoonoinca €yl 1o €£Ng YEOUETPIKA YOPOUKTNPIOTIKA: YOVio
eMkwong 20°, €yel éva flute, n dduetpog tov dEova eivar 3.175mm, 1 SLAUETPOC KOTNG
yxapaéng eivar 0.1mm, to unKog Komng eivor 15mm, 10 cuvolkd puniKoc eivon 28mm ko givorn
KOTAGKELOSUEV Ao XAAvPa vymAng tayvTntag HSS.
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Zyua 4.4: Tpaeida ybpaing

Komtikd voduepo 2: Roughing End mill (30° 3mm)

AT T0 KOVOUAL TO YPNOLUOTOIOVLE Y10 VO OPULPEGOVLE YPIYOPO LEYOAT TOGOTNTO VAIKOD.
O oyedlao oG TOVE EMITPETEL EAAYIOTOVG MG KOOOLOL KPASAGHOVG, ALY OPNVEL TO TPOYD
tereiopa (pwipopa). Eniong avtd 1o kovodAt 1o ypnoiponomoape yio 3D oyedlacud oty
emhoyn Roughing, v vo kével 10 ox€d10 a@UPAOVTIOG UEYEAN TOcOTNTA LAKOD OTW®G
embvpovoape, OUMC OV UITOPEL VO KAVEL TEAELD TNV AETTOUEPELN, VIO GVTO YPTOLLOTOIOVUE
0AA0 KOTTIKO HETA. AVTO TO KOVOUAL €xel Ta €ENC YEMUETPIKA YOPOKTINPIOTIKA: YOVia
elikoong 30°, &gl 6o flutes, n ddpetpog Tov dEova givor 3.175mm, €xel SIAUETPOG KOTNG
a6 0.8-3mm, £yd YPNOYOTOLD TO KOTTIKO OV £XEL SIGUETPO KOTNG 3mm, TO UNKOG KOTNG
givarl 12mm, 10 GLVOAIKO UNKOC gival 37mm Kot £ival KATAGKELOOUEVO amd KapPidio.

PERAC S

SyAua 4.5: Kovaoa End mill
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Komtuco vovpuepo 3: Ball End mill (30° 2mm)

Av10 T KOVOOAL glval pia ypagida TNV omoia TNV TPOYLGO Y10, VO, GTPOYYLAEY® TIC AKPES KOl
va yiver Ball, éyst otpoyyviepévec dxpeg Kol YPNOCLOTOIEITAL YL TO GYEOGUO
Tpedidotatov oxnuitov. Eueic ypnowyomolodue avtd to KOVOLAL Yoo T0 oxedlacpud 3D
OVTIKEWEVOVY, TO Ypnolomolovpe petd to mpoypappa Roughing oto 3D Finish, yu va
UTopEcOVUE VO, TETVUYOLUE TNV Aemtopépswd tov 3D oyedacpod. Ta yeoperpikd

YOPOKTNPIOTIKA 0VTOD TOL KOTTIKOV givol ta €€Ng: Yyovia edikmong 30°, &yl 6vo flutes m
duapetpog tov d&ova givar 3.175mm, £xel SIAUETPO KOG 2mm, TO UiKog KOG givar 12mm,
TO GLVOAIKO UNKOC eivol 23mm Kot €ival KoTaoKEVUOUEVO amd YOAVBo VYNANG TaXDTNTOG
HSS.

ymua 4.6: Kovdvatl Ball End mill

Kotk vodpuepo 4: Kontikd tomov V-Bit (tapered) (60° 0.1mm)

To ocvykekpyévo KOVOUAL €x€l KOVIKO GKPO ypnollomoleitor yio komég Pvbiong ko
¥PTOLLOTOIOVVTOL KVUPIMG Yo TNV ENEEEPYACIO YOVIOK®Y YPOUUAT®V. Avtd T0 KOVOOAL TO
YPTOLOTOMGAUE Yio Vo Kdvovpe pe Aemtouépela to 3D oyédio kot givar avikd yio 1o
oyedtacpo 3D ypoppdtov. Ta YEOUETPIKA YOPOKTNPIGTIKA AVTOD TOV KOTTIKOV gival to e5NG:
yovia eiikoong 60°, &gel dvo flutes n dwdpetpog tov GEova eivar 6.35mm, €xer ddpetpo
Komf\g 22mm, 10 PNKOG KOmng etvor 18mm, 10 cvvolkd pnkog eivar 47mm Ko givon
KOTOOKELAGUEVO Ao XAAvPa vymAng tayvTntag HSS.
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Yynpa 4.7: Kovéoi torov V-bit

4.1.3. Avaivon tov apoypoppdtov CAD kor CAM

To mpdypappe TOV ¥PNGUOTOLOVUE Y10 TOV GYEOIAGUO KOl TNV KOTACKEVT] TV OVTIKEUEV®V
glvar 10 Aspire. Avtd 10 mpodypoppa €xel To mAsovéktnua va dwbéter CAD xar CAM
Aoyopkd. Elvar éva amd to KOADTEPO TPOYPAUUOTO TOL YPNOLUOTOLEITOL amd UePIKODS
EMOYYEAUATIEG XEIPIOTEG, QAL KVPIWG YpMoIHoToteital and youriotes. To Aspire gival to id10
apoypappa pe to Todd ArtCam g Autodesk. Me to Aoyiopikd CAD mov d100étel pmopodpe
va oyedidoovpe aviikeipeva 2D, 2,5D kair 3D. Emiong avtd eivar évo mpdypappo
TOPAUETPOV, TAPaKATO Ba SOVUE TIC TAPAUETPOVS TOV XPNGLOTOIOVUE Y10 TOV CXESUGHO
OVTIKELUEVOV.

Aoyiopukd CAD

210 drawing vrdpyovv OAa Ta otoryeia mov ypnoorolovvral oto CAD (computer aided
design) yio ToV oYES0CUO OVTIKEWWEVOV GTNV TAPOKATO €KOvVo PAEmovUE TV KaTnyopio
create vectors pe tnv omoio oyedialovue to davdcpato wov Bélovpe. o va oyxedidcovpe
€va aoTéPL TOMODETOVE TO AGTEPL GTIV EMPAVELN EPYACING KOl 0pilOvUE TIC SIUGTACELS TTOV
Bélovpe va éyet.
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Mo 4.8: Zyedraopdg dovhopuatog

AoV oyedidcovpe avtd Tov BEAovLE Kot opicove TiG S10GTAGELG Tov BEAOVLE Vo €XEL, LETA
TPEMEL VO ONIOVpYNoovpe povtédo vy tqv 3D amewkdvion, mnyaivovpe oto modeling
moTaue TNV €mAoyn create a shape from vector outlines kol petd oto profile shape
SoAéyovpe T popoen mov BEAovpe va €xel to oyédo pag. Emiong opifovpe to yiAlootd mov
0élovpe va éxel ) Baon dyoug (Base Height) tov oyediov pog kot TEA0G a@ov emAEEOVUE TIG
TOPOUETPOLG TTOL BEAOVUE VO €xEL TO GYED0 HOG, TOTAUE TO apply yio vo dnuiovpynOei to
povtédo pag oty 3D aneikdvion. Avtég ivor pHepikéc amd TIC SadIKaGieg TOV EKTEAOVLE Yid,
v onovpyia gvog oyxediov CAD, HOMG OAOKANPOGOLUE OVTA TNYOIVOVUE GTO AOYIGUIKO
CAM yuw vo cuveyicovpe.
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Zyua 4.9: Anpovpyio poviélov
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Zynua 4.10: Amewdvion oyediov og popen 2D kot 3D

Yrdpyovv mapa TOAD TEYVIKEC OV UTOPOVUE VO YPTCULOTO|GOVUE Y10 TOV GYEOUGLO
avtikeyévov oto mpdypappe CAD. T mopdderypo umopodue vo €106 YOLUE Uio oA
poToypagio amd To internet va TNV eneEepyacTOVIE KOUUATL KOUUATL KOL VO TNV KAVOULLE GE
popen 3D. Avtég etvan pepikéc omd Ti¢ Pacikég Texvikég Tov Tpoypdupatoc CAD.

Aoyioukdé CAM

Y10 hoywouikd6 CAM (computer aided manufacturing) emiléyovpe to €idn TOV KOTTIKOV
pécwv mov Oo ypnowomomoovue Yo 0 kibe oyédlo ko opilovpe TIC KOTAAANAEG
TOPAPETPOVS TOL TPEMEL VO, TPEMEL VO €YOVV TA KOMTIKG péca. Emiong PAémovpe v
TPOGOLOI®moTN NG SdpoUnG mov Bo aKoAOVONGEL TO KOMTIKO UECO Y10, VO EKTEAEGTEL M
depyacio. AQov oAoKANP®GOLUE TN oYedioon Tov avTikelévoy oto CAD mnyaivovue oto
royopkd CAM, motdape tnv emhoyn Toolpaths mov pag epeoavifetor mave de&id, petd
emAgyoupe To material setup yio va, SNADOCOLLE TIG O10GTAGELS TOV VAKOV pog, oto thickness
dNAmvovpe t0 hXog TOL VAIKOD Mg, oto XY Datum dniodvovpe t 0éon avagopdg mov
Bélovpe va EeKIvioeL TO KOTTIKO oG, 610 Z-Zero dnimvovpe 1o material surface, SnAadr| 0Tt
eneepyaldpoote 10 VAKO mOve oty emipdveln Tov. Xto model position in material
emAéyovpe to Gap above model yo vo dnAdcovpe 10 Tdc0 kevO Ba €xel To KOmMTKO PEGO
oand v empdveln Tov VAKov mov emeEepyaldpacte. Avt v dadikacio MNAWONG TV
Sl0OTACEMY TOV DAMKOV TPENEL VO, TV KAVOVUE TAVTO GTNV apy.
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Synua 4.11: Optopdg TapapéTpoy LAKOV

Mo tov oyedaopd piag didotaong mnyaivoope omv emhoyn 2D Profile Toolpath ot
opifovpe oto start Depth to apykd Pabog mov €yovue kot oto cutting Depth opilovpe to
Ba&Boc komMg mov B&Aovpe vo kOyovue. Metd oto tool emAéyovpe 10 péco Komng mov Oa
XPTOULOTO GOV LE OVAAOYO TAVTO LE TO GYESIO TTOL EYOVUE. XTO passes EMAEYOVUE TO TOGES
popég BEAovpe va mEPACEL TO KOTTIKO UG TAvm amd 1o oxédlo enefepyaciog Kot Tt Babog

Komng N xopatng Ba éxel oe kAbe mépacpa. 1o machine vectors emA£yovpe TOV TPOTO
KivNnong tov KomTiKol UG, ONAadn TO KOTTIKO pmopel va Kiveitoar eEOTEPIKE TOV VAIKOD UE
3eE100TPOPN POPE, ECOTEPIKA TOL VAIKOV UE APIGTEPOGTPOPT Popd kol TéAog Umopel va
KIveltol Tave oty ypoupr Tov VAkov pe eopd de&loatpoen. Téhog Tatdpue to calculate yio

va. S0VE TNV TPOCOUOIoT TNG dadpoung mov Bo. akoAovONGEL TO KOTTIKO PEGO.
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Zymua 4.13: TIpocopoiwon kivnong KonTikov

Mo tov oyedwopd 800 1N pdv dwwotdoewv mnyoivovpe oto 3D Roughing kot oto tool
EMAEYOVLE TO KOTTIKO LEGO OV BEAOVE VA, YPNOLLOTOGOVUE Kot 0piloVE TIC SIUOTACELS
Tov. Zto diameter opilovpe TNV SIAUETPO KOTNG OV £)EL TO KOTTIKO pog, oto flutes opilovpe
TOV opOUd TOV TTEPVYDOCEMY TOL £XEl TO KOVOUAL, oto pass depth dnAdvoupe 10 Pdbog
mepdopatog Tov BElove va £xel Kol To stepover gival to Pua, onAadr eitvat 1 ToydTTO UE
v omoia Ba kdvel mEpacUa T0 KOTTIKO pag, 0G0 HEYOALTEPO stepover PdAovpe 1060 TO
ypyopa Bo BELEL va, eKTEAEGEL TNV KIVIOT TO KOTTIKO, AL EVOEYETOL VA UMV £YOVUE KOAD
amotélecpa aua kwvnbel mwodd ypnyopa. Zto spindle speed opilovpe v TOoyLTNTO TOL
0élovpe va kveitar 1 atpoktog (spindle) Tov CNC, dpmg ovtd KabopileTor cOUP®VO e TIG
dUVaTOTNTEG TOL €YEL M ATPUKTOG TNG EPYOAEOUNYOVAG MaG. Xto machining limit boundary
eMAEYOVUE TOV TPOTO e Tov omoio BEAovue va yivetal ) enelepyasio Tov VAKOV. Xto model
boundary emiAéyovue va yivel emefepyacio poOvo oty emedaveln. tov oyediov pHag, G610
material boundary emAéyovpe va yivel eneEepyacio og OAN TNV EXPAVELN TOL VAIKOV LG, GTO
selected vector diaAéyovpe va yivel emeEepyacio HOVO GTO S1AVUGUA OV €ivol KUKAMUEVO.
Y10 boundary offset emiAéyovpe v petatdmion opiov, oto machining allowance opilovpue Tig
SIOTACELG TNG UNYAVIKNG KaTepyaoiag. Xto roughing strategy emdéyovpe to mog BEAovE Va
Kwveltor 1 gpyoietopunyavr, OnAadn emMAEYOVE Vo OOVAEVEL OVA YPOUUY KOTE HKOG TOV
a&ova X.
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Synua 4.14: Oplopdg mapapétpov komng oto Roughing

Mo vo oloxAnpaocovpe to oyédlo matdue oto 3D Finishing Toolpath ywr va kdvovue
KOADTEPA TNV AEMTOUEPEI OV €Yl TO OYEO0 poG. AnAadr| Kotd KAmolov TpOmo Ue TO
Roughing Bdalovpe kdmolo @apdd KomTikd Yo va. TAPOVUE TO XOVIPE Kol VO, KAVOLUE TV
doun tov oyediov pag ko petd pe to Finishing kdvovpe v Aemtouépela Tov oyediov. Xt0
3D Finishing Toolpath emiAéyovpe 6mmg kot 6to 3D Roughing to xontikd péso mov BEAovpe
vo ypnouomocovpe Kot opifovpe TG dlaotdoelg tov. Xto Area machine strategy
emAEyovue TOV TPOTO HE TOV omoio OfAovpe va Kwveitor 1 epyoielopnyovn, oniadn
EMAEYOVUE VO, SOVAEDEL AV Ypoupun Katd unkog tov a&ova X. Metd motdpe oto calculate kot
BAémovpe TNV Tpocopoimon TG Sadpoung mov Ha akoAovHGEL TO KOTTIKO HEGO KOl 0OV TO
tpéEovpe PAémovpe TOo TEMKO OMOTEAEGUO NG Tpooopoimons. Télog €va Ao TOAD
ONUAVTIKO EPYOLEI0 OV S1oBETEL QVTO TO AOYIGUIKO €lvart OTL pwopel va pog dei&el Tov ¥povo
mov Ba Kavel N epyaArelopunyavi vo ekTeAEécel TV dadikacio Koms. Opmg avtdc o xpodvog
OV poG Oelyvel dev gival mhvto cmoTdg, Yot eEaPTATAL Amd TIG SVVATOTNTEG OV EXEL TO
spindle g ka0e epyareounyovig. o my. av oto Aoywopukd CAM opicovpe 10 speed
spindle va tpé€el pe tayvnta 16000 rpm ko 1 epyaretopnyavn Hog pmopel va tpéEet péypt
10000 rpm &ival AoyKO va unv eKTeAETEL 1) O1001KAGI0 LEGO GE AVTO TO YPOVIKO S1ACTN LA
Kot gvvoegitan 0Tl Bo kdvel meplocdTEPO XPOVO, Yioti Oev Pmopel va TPEEEL e TOGO UEYAAN
TovTNTO.
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Symua 4.15: Oplopog mapapétpev komng oto Finishing

4.1.4. Avaivon tov mpoypapportog EALyyov

To mpoypappo EAEYXOV Elval amapaiTnTO Y10 VO, OAOKANPAOCOVUE TN S10SIKAGI0 KOTOGKEVNG,
vyl péc® avutod tov Aoyicpkov petafipdlovpe o Tpodypappa mov mpape and 1o CAM
otV gpyarstounyovn o€ popen G-code. Emiong péow tov mpoypappatog eEAEYX0L UITOPOOUE
va gléyEovpe Oleg T oTOyEl TNG EPYOAEOUNYOVIG, OTWC TNV TaXVTNTA Kiviiong Tng
atpdktov, to limit switches, Toug GEoveg kivnong kot 6Tt GAAO €XOVUE GLVOESEUEVO GTNV
KEVIPIKN TAaKETO eAéyyov. H emhoyn Ttov mpoypdppotog eléyyov kabopiletar omd
ouppatdTNTO TOL EYEL HE TNV KEVIPIKN TAOKETOL €AEYYOov. Xg QLT TNV €pyooia
ypnowonotovpe to GRBL controller yiati avtd to mpdypappa givol coufatd He TNV KEVIPIKA
TAOKETO TNG EPYOAEIOUNYOVAG. ZE OLTH TNV €KOVA PAETOLUE TO YPaPIKO mEPPAALOV TOV
GRBL.

[ STAR 3D Finish 1.gcode - Grblcontrol (Candle) - a x

File Service Help

G-code program State.
- g Work coordinates:
0 0 0
85| % | Machie coordnates
: : 0 0 0
Status: Not connected
Control
QK12
[
B %[0/ a
~ Spnde
Speed: 1000 @
o0
— Jog
~ -
X: 44.169 ... 43.400 00:00:00 / 00:02:54
Y:-37.378 ... 45.422 Buffer: 0/0/0
2 8,000 ..5.000 Vetices: 4689 || € || Q|| >
87.569 / 82.800 / 13.000 FPS: 57
v v
# Command State Response a
1 il In queue Step: 10
Feed: 1000
2 617 In queve
Keyboard control
3 an In queve =
Console
4 G90 In queue
Serial port error 1: No such fie
5 6075.000 In queve or drrectory
6 GOX0000Y0.000 In queve
7 S16000M3 In queue
8 GOX-26.436Y-37.378Z1.000 In queue
9 GIZ-8000F5080 In aueue v
Check mode [ Autoscrol Open Reset Send Pause Abort 4 @

Symua 4.16: I'paeucod nepifariov tov GRBL
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To ypapwd mepPdAlov avtd TOVL TPOYPAUUATOS Eival TOAD TPOCITO, OTMG PAEmovpe
€LGAYOVUE TO TTPOYPapp Tov BEhovue va emeéepyactodue to omoio gival oe popen G-code
KO LLOG OEyVEL OAEG TIC EVTOAEC IOV TTPETEL VAL EKTELEGTOUV 0td TNV gpyaietounyovn. Eniong
BAémovpe otovg dEoveg X Y Z v emeavelo Tov KOAOTTEL T0 0)éd10 pog. [Tave de&id oto
GRBL PAémovpe tnv emthoyn state mov pog Ogiyvel TIC GUVTETAYUEVEG EKTEAEGT|G TNG EPYOGTOG
OUUPMOVO, UE TIC OLVIETAYUEVESG TOL pnyavhiunotos. Eve pe 1o Control eléyyouvpe Tig
Aettovpyieg TG epyaAElOpNyOVIG, LE TNV emAoy] Home kdvoupe reset Tnv epyaigiopnyovi
teppatifovv ta limit switches kot épyetarl 1 epyoAelopunyovy oty apykn g 0éon. Me v
emioyn Zero XY undeviovpe tovg dEoveg XY ko pe v emdoyn Zero Y undeviCovpe tov
Z, Yo, Vo UTOPEGEL TO UMYV Vo EEKIVIOEL GMGTA A0 TO KEVIPO TOL VAWKOVD. Mg tnv
emhoyn Reset kdvoupe emavexkivion v epyoleopnyovy] O6tav KAEWMOOEL KOU UE TNV
emoyn Unlock EexAelddvovpe TNV €PYOAEIOUNYOVT TOL KAEWOMVEL OTAV TEPUOTIOEL KATO10G
TEPUATIKOG dtakonTng. Lo spindle speed opilovpe v TayvTTO Kiviiong TG OTPAKTOL, LE TOL
Beldkio kvodpe OAeg toug GEoveg otnv katevBuvon mov B€lovpe Kol otV €MAOYY| step
opifovpe 10 Ppa kivnong tov aovav.

Ouwg yio vo. WtopEGOVE VO EKUETOAALELTOOUE OAEG TIG dUVATOTNTEG EAEYYOV TOL £XEL TO
Aoyopikd GRBL ypnopomolodpe kamoleg Pacikég pvuioeis. [opakdtom avaivovus OAeg TIG
Baocwég puBuicelc Tov pmopovEe v XPCLULOTOIOVLE.

$0=10 (step pulse, usec)

$1=25 (step idle delay, msec)

$2=0 (step port invert mask:00000000)
$3=6 (dir port invert mask:00000110)
$4=0 (step enable invert, bool)

$5=0 (limit pins invert, bool)

$6=0 (probe pin invert, bool)

$10=3 (status report mask:00000011)
$11=0.020 (junction deviation, mm)
$12=0.002 (arc tolerance, mm)
$13=0 (report inches, bool)

$20=0 (soft limits, bool)

$21=0 (hard limits, bool)

$22=0 (homing cycle, bool)

$23=1 (homing dir invert mask:00000001)
$24=50.000 (homing feed, mm/min)
$25=635.000 (homing seek, mm/min)
$26=250 (homing debounce, msec)
$27=1.000 (homing pull-off, mm)
$100=314.961 (x, step/mm)
$101=314.961 (y, step/mm)
$102=314.961 (z, step/mm)
$110=635.000 (x max rate, mm/min)
$111=635.000 (y max rate, mm/min)
$112=635.000 (z max rate, mm/min)
$120=50.000 (x accel, mm/sec”2)
$121=50.000 (y accel, mm/sec”2)
$122=50.000 (z accel, mm/sec”"2)
$130=225.000 (x max travel, mm)
$131=125.000 (y max travel, mm)
$132=170.000 (z max travel, mm)
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O1 puBuicelg mov ¥PEAGTNKE VO P CLULOTOM M EVOL O1 TOPAKATM:
$21=1 evepyonoinca ta limit switches

$22=1 gvepyomoinoa v Aertovpyioa Home

$3=2 Me avt Vv pOBion €xava avtiotpoen tov a&ova Y

$23=7 Mg avt v pOduion ékava avTioTpoen OA®V TV aEOVmV Kot £QEPE TO UNYOVNLLOL
otV B€om mov NOer, Y10 Vo LTOPEC® VO KAVM reset Ty Pnyavi.

4.2. llpoypoppotiotikd Mépog
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2y£010 3: Tyedaonog Acteplon
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Ready X: 25.5479 Y: 27.77% W:85.595 H:81.406 S:2

Yo 4.19: Zyédwo 3 o CAD popoen
2y€d10 4: Tnua Mav(iépt

4 Aspire 10512 - {Zamueco[TPC]} - MANZIERI] - X
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Mo 4.20: Xxédo 4 oe CAD popon

TéNog 610 GYedOTIKO TPOYPALLO opilovpe GTNV apy TIG SUGTACELS TOV £YEL TO VAKO TOV
0o ypnoomomcovpe, OUMG TPETEL VO AAPOVLE VTTOYN LG TIG GUVOAIKES SLOIGTAGELG TOL £)EL
o CNC kot tov tepuatiKoVs dtokomtes mov gival tomofetnuévol e OAOVG TovG GEOVES, Ot
omoiol meplopilovy TV EMPAVELR TOL UTOPOVUE Vo ypnoiporotoovpe. H epyodetopnyavn
mov ypnoponmolovpe €xet daotdoelg 300x180x45mm Spmg AOY® TOV TEPUATIKAOV S10KOTTMOV

neplopilovtat ot S106TACELS TOV UTOPOVLE VO YPNGILOTOMGOVE. XTO TEPLGGOTEPA GYEIL OL
daotdoelg mov ypnotuonow® givar 250x100x16mm.
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4.2.2. Emloyn KonTiK®OV Mécmv

"o 10 oy€dwo 1 ypnoponoinoa to:
Komtukd voduepo 1: I'pagida yapaéne (Engraving)

e 0UTN TNV MEPIMTOON XPNCHOTOL® TNV Ypapida ydpaing yroti oyeddlw oe o didoTaon,
GTNV 0VGi0 Yopdoo® To oYédlo mve oto MDF. Xtnv mopokdto €wova PAémovue to
YEDUETPIKA YOPOAKTNPIOTIKA TNG YPOPIOAS.

Tool Database
Material ~ MDF v~ (4 oOnline (& Machine  Desktop v @
=--}J! Imperial Tools ~ [ V-Bit (20.0° - 3.175 mm)
=-1}! End Mills
- End Mill (1/87)
- [ End Mill (3 mm) Notes
—1-1l! BallNose
-~ Ball Nose (1/8
~ | BallNose (1/47 Tool Type V-Bit b
=1l V‘:Bits. Geometry
-~ V-Bit (90.0° - 3 mm)
@ v-Bit (90.0°- 1/27) L ki -
¥ V-Bit (20.0° - 3.175 mm) Diameter (D) 3.175  |mm
. End Mill (1/87) =
$ Vit (90.0°- 1 1/47) Induded Angle (A) | 20 + |degrees
=-}|! Form Tools
~@p Ogee - 1/4"Rads 1 1/4"C B =
. Fi
% Roundover - 3/8"Rad 17( flo. £tz I 1 &
=-}i! Engraving Cutting P: ters
§ Engraving (20.0%, Tip 0.0 Pass Depth 1 mm
=111l Metric Tools -
il ; 0.127 4 ="
111 End Mills Final Pass Stepover | | mm ‘ =
A End Mill (2.5 mm) Clearance Pass Stepover | 1.27 | mm \ 40 %
i End Mill (6 mm) Feeds and Speeds
—1-1l! Ball Nose
: I 10000
! BallNose (1.5 mm) e fp-m
Ball Nose (3 mm) Feed Units mm/sec « | Chip Load | 0.36 | mm
! Ball Nose (6 mm)
S J4 v-Bits FesdRate mmjsec
¥ V-Bit (60.0° -6 mm) Plunge Rate | 40 | mm/sec
¥ V-Bit (90.0° - 12 mm)
@ V-Bit (90.0° - 32 mm) Tool Humber 1 =
© End Mill (2.5 mm) o
. St Bl £ € e . R ey
@ | B |8 ® Select Close

Zypo 4.21: T'e@peTpikd yopakTpioTikd Ypapidoog

o 10 oy€d1o 2 ypnouonoinca 600 KOTTIKE TO:
Komtikd voduepo 2: Roughing End mill ko to Kozntikd vovpepo 3: Ball End mill

Ye vt ™V mepinTmon mov oyedlm oe TPEIG SOGTAGELS YPNOIUOTOINGH dVO KOVOVALX,
npwta ypnoiponoinoa to Roughing End mill ywa to mpdypappa 3D Roughing, yioti n0gka va
aQUPECH UEYAAT TOGOTNTA LAKOD YPNYOPd, OMOTE EMPEME VA YPNCULOTOO® £VO KOVOUAL
pe peydAn dwapetpo komng. Metd yio to mpdypapupe 3D Finish ypnoiponoinca to kovovit
Ball End mill, ywti 0gha va metdyo tnv Aemtopépewr. tov 3D oyediocpod. Omnwmg
TOPUTNPOVUE OO TIC TAPUKAT®O €kdvee To kKovovAl Roughing End mill to €yw Pdaier va
dovhevel pe tayvnta 80%, yioti 0EAm vo a@apécel HEYAAN TOoHTNTA VAIKOD YOPIc LeYOAn
akpipela Ko EEpovpe OTL AMdy® NG HEYAANC SLOUETPOL KOTNG OV €XEL, Umopel Vo avtéEel og
vyniécg tayutnteg Asttovpyioc. Evod 1o kovévAr Ball End mill to éBaia va SovAéyer pe
tovTnTa 20%, Yol 06Am va tetdyw tnv tédela Aemtopépeta tov 3D oyediocpo?.
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Tool Database

Material  MDF ~ [  Online @ Machine  Desktop ~
=}l Imperial Tools (4 End Mill (3 mm)
=141 End Mills
@ End Mmill (1.2 mm)
# End Mil (3 mm) Notes
=1-1}! BallNose
-~ Ball Nose (1/87)
# Ball Nose (1/49 Tool Type End Mill o
=141 v-Bits :
@ V-Bit (90.0° - 3 mm) Geo
@ VBit (90.0° - 1/27) Units: mm i
@ VBit (20.0°-3.175 mm) Diameter
Qi et ameter () [z Jom
@ V-Bit (90.0° - 1 1/47)
=1-1l! Form Tools ¥
@ Ogee - 1/4"Rads 1 1/4°C =7 \
@ Roundover - 3/8"Rad 1°[ T E X 4
=-]}1 Engraving Cutting F ers o
# Engraving (20.0%, Tip 0.0 Pass Depth 2 mm
=1}l Metric Tools o
©1-1]1 End Mills Spa [22 | mm  [s0 =
~ [ End Mill 2mm)
B End Mil (6 mm) Feeds and Speeds
=1-1i! Ball Nose
|} Ball Nose (2 mm) Spindle Speed bifzs
- Ball Nose (3 mm) Fead Units | mm/sec ~ | Chipload |0.18 mm
1 Ball Nose (& mm) )
£ 41 v-Bits EES L mmjsec
@ V-Bit (60.0° -6 mm) Plunge *]
W V-Bit (90.0° - 12 mm) Rat= |-4u— s
W V-Bit (90.0° - 32 mm) Tool Number 1 =
End Mill (2.5 mm)
- [P S T - Remove Apply
@ | (e I | (i} Select Close
Yynpa 4.22: Kovddi Roughing End mill
Tool Database
Material 4 Online (& Machine  Desktop ~
=-}{I Imperial Tools (7 Ball Nose (2 mm)
=1} End Mills
- i End Mill (1.2 mm)
# End mill (3 mm) Notes
=1-1}! Ball Nose
4 Ball Nose (1/89
- || Ball Nose (1/4%) Tool Type Ball Nose ~
=111 v-Bits Geometry
@ V-Bit (90.0°-3mm)
@ v-Bit (90.0° - 1/29) Sl |mm e
~ @ V-Bit (20.0° - 3.175 mm) Diameter (D) _2 —
7 End Mill (1/87) -
@ V-Bit (90.0°- 1 1/47) \
=1-1l! Form Tools
@ Ogee - 1/4"Rads 1 1/4"C =1
@@ Roundover - 3/8"Rad 1"[ o bhtes E |
=1} Engraving Cutting ers ko
® Engraving (20.0%, Tip 0.0 Pass Depth 1 mm
=1l Metric Tools =
111 End Mills Stepover (04 Jmm [2 (e
B End Mill (2 mm)
# End mil (s mm) Feeds and Speeds
=1-1l! Ball Nose
- | Ball Nose (2 mm) SOl Seeed Lt
Ball Nose (3 mm) Feed Units nches/iw: ~ | ChiplLoad |0.003 inches
! Ball Nose (6 mm) .
=111 V-Bits Feed Rate inches/min
-~ V-Bit (60.0° - 6 mm) Plunge Rate 40 inches/min
& V-Bit (90.0° - 12 mm) y [7
@ V-Bit (90.0° - 32 mm) Tool Number 1 =
End Mill (2.5 mm)
. [ — . = e
@ B (3 Select Close

Zynupa 4.23: Kovéol Ball End mill

"o 10 oy£dwo 3 ypnoonoinca ta idlo KOTTIKA pe To oy€d10 2 TO:

Kotk vodpepo 2: Roughing End mill kot to Kontikd vovpepo 3: Ball End mill

Xpnoonoinca idto KOTTIKH e TO TPOTYOVUEVO GYEJIO Y10, TOVGS i010V¢ aKPBMOG AOYOUG.

o 10 6y£d10 4 ypnoonoinca 600 KOTTIKE TNV TPDTY TEPITTOOT TO:
Komtukd voduepo 2: Roughing End mill ko to Komtikd voopepo 4: Kontikd tonov V-Bit.
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Opwg oty devtepn mepintwon oOtav emeepydotnike OAN TNV EMPAVEWD TOL VLAIKOV
ypnowomoinca to Komtikd vovuepo 2: Roughing End mill kot to Komtikd vovuepo 3: Ball
End mill yio vo pmopéow vo metdym mo kKohd teheiopo (Qviplopo) oTnv ETPAVELN TOV
VAKOV.

g auTi TNV TEPITT®ON OV GYEdINCcA O TPELG O1UGTACELS XPNOIUOTOINGa 0TS Kol TPV 600
KovOLALL, mpdTa ypnotonoinoca 1o Roughing End mill yuu to mpdypappa 3D Roughing,
YTl N0EX0 Vo aQUPES® PEYAAT TOGOTNTO VAIKOD YPNYOPH, OTOTE EXPETE VAL YPT|CLLOTOUCMO
éva KovOOAL pe peydin duapetpo komng. Metd v to mpoypappa 3D Finish ypnoiponoinca to
KovOUAL TOTov V-Bit, yioti 0eha va metuym v Aemtouépeto Tmv 3D ypappdtov. Avto to
KOVOOAL €Yl peyaAvTepn SapeTpo d&ova omd To, GAAL KOVOUALD TOV XPTGILOTOINGA, Yo Vo
UTOPEGM VA TO YPNOWOTOWo® OGAAaEN TO TGOK 1Tng aTpdktov mov Mrav 3.175mm
¥PNoonoinca T6oK pe OldueTpo 6.35mm. Onwg eldape Kol TPONYOLUEVMOG TO KOVOOAL
Roughing End mill to éyw Bdier va dovievet pe toyvtnta 80%, yioti 0EAo va apaipécet
UEYOAN TOGOTNTO VAIKOD ywpig peyddn oxpifeia kot EEpovpe OTL AdY® NG MEYOANG
SLUETPOL KOTNG OV €xel, pmopel va avié€el o vynAég tayvtnteg Aettovpyiog. Evd to
KovoOAl Tomov V-Bit to éBola va doviéyel pe taydnta 20%, ywti Béhe vo meTux® TV
téAeto Aemtopépeta v 3D ypopudtov.

Tool Database
Material  MDF v [#| online @& Machine  Desktop v |3
=]}l Imperial Tools o [4 V-Bit (60.0° - 6.35 mm)
=1l End Mills
-~ End Mil (1.2 mm)
§ End Mil (3mm) Notes
—-1Jl Ball Nose
- Ball Nose (1/87
~ 1| Ball Nose (1/4) Tool Type Vit <5
=-Jil V-Bits Geometry
-~ V-Bit (90.0° - 3 mm)
@ V-Bit (90.0°- 1/27) Units ol -
@ VBit (20.0°- 3.175 mm) Diameter () 6.35 —
End Mill (1/8%) 50 -
@ VBit (90.0°- 1 1/47) Incuded Angle (A) | ) depees
-1-1}! Form Tools
~@ Ogee - 1/4"Rads 1 1/4°C B =
. Fh
% Roundover - 3/8"Rad 1°[ fo. Eites I-—l z
=-}|! Engraving Cutting P ters
® Engraving (20.0°, Tip 0.0 Pass Depth 1.2 mm
=-1}! Metric Tools =
HEm : 0.127 2 + =%
111 End Mills Final Pass Stepover | | mm ‘ =
A End Mill (2 mm) Clearance Pass Stepover | 1.27 | mm ‘ 20 | %
- i End Mill (6 mm) Feeds and Speeds
-I-1}! Ball Nose
: I 10000
f_3 Ball Nose (2 mm) Spindle Speed r.p.m
* Ball Nose (3 mm) Eeed Units inchesmin « | Chip Load |0>006 |inches
! Ball Nose (6 mm)
=111 V-Bits Feed Rate inches/min
¥ V-Bit (60.0° - 6 mm) Plunge Rate | 40 | inches/min
$ V-8it (90.0° - 12 mm)
@ V-Bit (90.0° - 32 mm) Tool Number 1 =
© End Mill (2.5 mm)
= Erd Al 1 € e = Remuve Aaﬁy
@ | B d ] Select Close

Zynpa 4.24: Kovodi tomov V-Bit

4.2.3. ATOTEAEGPATA TPOGOROLAGEDY

e autn TNV evOTNTa Bo SOVE TA AMOTEAECUATO TNG TPOGOLOIMONG TOL KAOE oYediov
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I[No 10 oyédwo 1 €yovue opicel 10 méyog tov MDF va givar 16mm, yopda&ope péypt 2mm
Baboc pe 600 mepdopata, kavoue 1mm Pabog oe kdbe népacpa.

210 TPOYPULLL TPOCOUOIMOTG EMAEYOVUE TOV TpOTTO oL Ba yivel n oyediaon. [Inyaivovpe
oto Toolpaths otnv emioyr] Machining Limit Boundary kot emthéyovpe to Selected Vector
vy vo, emeepyactovpe PHOVo 1o ddvuopo Tov oyediov. Eved duo emiéEovpe to material
Boundary 0o emnefepyactovpe OAn TV EMEAVEW TOL £XOVLE OPIGEL PE OMOTEAEGUA 1|
EPYOLELOUNYAVT] VO XPELOOTEL TEPIGGATEPO YPOVO Y10 VO OAOKATPDGEL TNV d1AOIKOTIAL.
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o 4.25: Anotélecpa tpocopoinong oyediov 1

[No 10 oyédo 2 éxovpe opicel to mhyog tov MDF va givar 16mm tpéyovpue mpdTo T0O
wpoypoupe 3D Roughing ot PAEmovpe OTL dnuovpysitar To ONUO TOV GYESIOV, UETA
tpéyovpe to 3D Finish kot maipvovpe pe Aentopépela to 3D onua pe BdBog komqg 6mm. To
BaBog Komng mov BEAoLLE Vo Exel TO oxEd10 TO opilovpe KABE Popd gpElG OTOV ONADVOLLE TIG

S10GTAGELG TOV DAIKOD TOL YPTGLOTO0VE 6To material Setup otnv emhoyn Modeling Plane
Z.
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Job Dimensions
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Zynpa 4.26: Amotéhecpa 3D Roughing oyediov 2
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Zynua 4.27: Amotéhecpa 3D Finish oyediov 2

o to oyédo 3 éyovue opicel to mhxog tov MDF va givor 8mm ce ovtd 0 GYEd0
ypnowonotovpe mo Aentd MDF yw va pmopécovpe va mdpovpe povo 10 xS0 TOL
acTEPLOD, TPEYOLUE TTPOTO TO TPOYpappo 3D Roughing kot maipvovpe téccepa aoTéplo. e
SL0QOPETIKEG SLOOTACELS UNKOLS, VWYOLG Kot TAATOLS, HeTd Tpéyovpe to 3D Finish ko
maipvovpe o teAKO 3D oxédo pe cvvolkd Pabog xomng 8mm kot PAEmovpe OTL Exel
Eexopioel To 3D oy£310 TOV 0GTEPLOV OO TO VTOAOITO LAKO.
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ynpa 4.28: Amotéheopa 3D Roughing oyediov 3
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Yynua 4.29: Anotéheopa 3D Finish oyediov 3

[epintwon 1

o 1o oyéd10 4 €yovpe opicel 10 mlyog tov MDF va givar 16mm tpéyovpe mpdTo T0
wpoypoupe 3D Roughing ywo va agaipéocovue ypriyopa to LVAKO kot vo, dnuiovpynOel
TPOYEPA TO GYEd0, petd tpéyovue to 3D Finish kot maipvovpe pe peyddn Aemtopépeia 1o
onua o€ popen 3D pe cuvoiko Babog Komg 7mm.
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Job Dimensions
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Depth [2): 8.0 mm
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Zynpa 4.30: Amotédecpa 3D Roughing oyediov 4
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Ready

Zynpa 4.31: Amotérecpa 3D Finish oyediov 4

[epintmwon 2

lNo 10 oyédo 4 ypnowomoinco évav GAlov tpémo emeepyaciog, ypPNOWOTOiNco oTo
Machining Limit Boundary v emAoyr] Material Boundary, avtd onpaivet 6Tt emAéyovpe va
eneEePYAGTOVUE OAN TNV EMLPAVELD, TOV VAIKOVD IOV £XOVUE OPICEL, OTMG AVOPEPUIE KOL TPLV.
Aniadn dev alidlovpe to oyédlo aAldalovue povo tpomo enelepyociog Tov oyxediov.
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Depth [Z): 8.0 mm

Ready

ynpa 4.32: Amotédecpa 3D Roughing oyediov 4

Onwg mapatnpodpe oe avtd T0 OYES0 €xel yivel emelepyacio e OAN TNV EMPAVELL TOL
VAMKOV pe UEYOAN AEmTOUEPED. KO TO TEAKO amotéiecpo tov 3D Finish eivoar moiv
SL0QOPETIKO OO TO TPOTYOVLEVO TIOV glyape otV TepinTmon 1.
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Modeling Bz 2 / 2DView ) 3DView @ Layer1~

BOo0%SAHE
PEdanan

Transform Objects.

FEdEH

Edit Objects
R Re R B92% 4 g
Array Objects

b ot o8 8

Tl

-[¥] M Component 2
L-[71 " Component 1

Ready.

Zynua 4.33: Amotéhecpa 3D Finish oyediov 4

4.2.4. Anoteréopata Tov CNC

Xe avtn v evotnto Ba cvykpivovue to amoteléopata oyedioong tov CNC pe ta
OTOTELEGLLOTA TOV TPOGOUOIDGEWDY TOV EIOAUE TOPATAV®.

lNo 10 oyédo 1 PBAémovpe 011 omotédecua €ival TOAD TOPOUOLO LE TO OMOTELECUO TNG
mpocopoinong Kot o Pfabog Komng elval OTmg To opicale 6TV TPOGOUOIMGN 2mm.

Zynua 4.34: Anotéheopo oyediov 1

"o 1o oy€d10 2 mapatnpodpe OTL T0 amoTéAecpa ival apkeTd KaAd kol To Pabog komng eival
OTm¢ mepEVapLE bmm.
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Zynua 4.35: Arotédecpo 3D Finish

lo to oyédw 3 mapatnpovpe 6Tt 0 Pabog komng givar péxpt 7mm OTaV TPEYOLUE TO
wpoypoupae 3D Roughing kot 6tav tpé&ovpe to 3D Finish 1o fabog komg @Tavel uéypt Smm,
OT®G E10MLE KOL GTNV TPOCOUOIMOT], Yi0 VO LTOPEGOVLE VO TO KOWOLLE OAO KOl VO TAPOVE
Hovo 10 aGTEPL.

ynua 4.36: Amotéheopo 3D Roughing
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Zynua 4.37: Anotéreopa 3D Finish

[No 10 oy€610 4 mapotnpovpe OTL TaipvoLUE TO 1010 AMOTEAEGHO e OVTO TTOV THPAUE GTNV

npocopoinon yia to Tpoypaupa 3D Roughing kat yio to mpodypappa 3D Finish kot to teAiko
BaBoc xomng etvar 7mm. Emiong mapoatnpovpe 6T 0 YpAppate apkeTd KoAd og popon 3D
Kol Eyovv Vyog 4mm Onwg ta elyape opicel oto Tpodypoppo CAD.

- ‘:'n? -
o gl
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Téhog Y1 10 oyédo 4 dtav emréyovpe vo enelepyocTOOE OAN TNV EMPAVELN TOV VAIKOV
PAémovpe 0T TO amoTéEAEGHLO. Elval TOAD KAAO. e aVTO TO GYESLO YPNCIUOTOINGO LEYOADTEPT
empavele. MDF cg oyéon pe ovtiv mov optoa 0Tt Ha ¥pNCYOTOMC® Y10 VO, HTOPEC® V.
Tovico tov dapopd tov MDF mov déxOnke enelepyacia kol avtod mov dev 6€xOnKe yia va

dovpe 10 OG0 Aelo @wipiopo ékave 1o komtikd Ball End mill méve omv empdvela tov
VAKOV.

Yynua 4.39: Amotérecpa 3D Finish

4.2.5. Audpkero 0A0KMPOONS TOV G6YEdi0V

To wpoypappa Aspire oto Aoyiopikd CAM pog divel Tnv duvaToTNTA VO SOVUE TOV YPOVO TOV
Ba ypelaotel to CNC yu va ekteréost 10 kdBe mpdypappa mov Bo tov ddcovpe. [a
TopAdEYHO PAETOVE OTNV TOPAKAT® €1KOVO 0Tl Yo Vo ektelécel To CNC 1o mpoypappa 3D
Roughing Ba ypelaotel 3 Aentd xor 11 devtepdrenta, evd yia to npodypoppo 3D Finish Oa
ypewotel 9 Aemtd ko 43 devtepdrenta. Opmg avtoi ot ypdvol mov pag divel kdbe popd
eEaptmvral and to Scale Factor mov gival o mopdyovtag KAipaKAG, 68 aUTH TNV TEPITTOOT| TO
Scale Factor &xet tnv Tyun 2.

¢ Aspire 10512 - {Zamueco[TPC]} - [STAR]

- 8 X
File Edit Model Toolpaths View Gadgets Help Version 10.515 Available! = & X
Drawing #r® 2D View)) 3D View & Layer 1~ )i Toolpaths M7 = 75
File Operations i H
B =T () Toolpaths Summary ‘ &
SRS Total machining time: 00:12:54
Csteye 1 DRouging 1 oozt
Cedox 1 30 Finish 1 00:09:43
2HNS®
T @ Re T 22
Y &

Transform Objects. -
E m @ :D ﬂ ¢ rmsﬂmaxzsb&edm‘m.
RepdRate [100.0 |[mmsec v
L) o Scale Factor [ 20
R Ro R 29 2% & l
Q@ e R& Notes
CVsroRe
Q2 >3
Offset and Layout
B 5 of B8 55 —
[ Toolpaths 4=
¥ § 3D Roughing 1
L)
Job Dimensians
Width (X): 100.0 mm
Height [¥]): 100.0 mm
Depth [2): 8.0 mm
Orving (SR TR

Ready.

Yynpa 4.40: Awdprelo eKTELEGNG TPOYPAUUATOV
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Onwg mapatnpovpe otnv TopakdTo giKova 0tov dwcovpe oto Scale Factor v Ty 4
PAémovpe 6TL aAralovv ot ypdvol diepyaciog Tov mpoypauudtov yo. to 3D Roughing Oa
ypewotel 6 Aemtd ko 20 devteporenta, eva yio to 3D Finish Oa ypelaotel 19 Aemtd kot 25
devtepdienta. Eniong avtd mov moapatipnoa dtav Etpeya tpoypappata oto CNC ftov 0Tt ot
xpévol mov ékave 10 CNC vo exterécel Tig digpyocieg NTav ot ypdvol Tov oG £0vE 1
npocopoimon ywo Scale Factor=4.

¢ Aspire 10512 - {Zamueco[TPC]) - [STAR]

|
Q
@ X

syiedioo | X

File Edit Model Toolpaths View Gadgets Help

Draving Ry e @ Layer1~ A % E Bl [  Teolpaths

=
5

(D Toolpaths Summary
Totol machimng tme: 0012595

B 30 Roughing 1 00:06:20
1 30 Finish 1 00:19:25

Time estmates based on ....
RepdRate [100.0 |[mmsec v

Scale Factor [ 4

Motes.

Toolpaths s

9] % 3D Roughing 1
ER D Finish 1

Drawing /Modeling Clipart /Layers
Ready

Sympo 4.41: Adpkelo eKTEAEONG TPOYPAUUATOV

Télog évag aAlog mapdyovtog mov oAAGCEL TNV TOYLTNTO EMEEEPYOCING TOV TPOYPALLOATOS
eivar 1 toydrTa mov Bo opicovue va Exel TO KOMTIKO Yo TOPAdEyUa Gpa BAAOVUE TO
Komtikd va dovievetl pe stepover 40% oto 3D Roughing kot 20% oto 3D Finish pe Scale
Factor=2 0a yperootel yio vo OAOKANPOGEL TNV dladkasion Tovg ¥pdvovg mov PAETOLLE TNV
TOPUKATO EIKOVA, EVO (o ddcovpe oto stepover v Tt 80% ywo to Roughing kon tnv
Tiun 20% ywo to Finish pe Scale Factor=2 o ektedéoel T mpoyplppata ypnyopotepa OTmg
PAémovpe oto oynua 4.43. Ouwg ToAAEG opéc dtav aAlalovpe To stepover Kol T0 dMCOVUE
peyOAn Ty to komtikd Bo mhel vo TpéEEl MO ypNyopo, LE OTMOTEAECHO OE TOAAEG
MEPUTTAOCELG TOV TO KOTTIKO OV UTOPEL VO LITOGTNPIEEL TOGO VYNAEG TOYVTNTEG VO UNV Yivel
KaAG 1 oxediaom.

4 Aspire 10512 (z TPC]) - (STAR]

File Edit Model lpaths  View Gadgets Help

Drawing L @ Layer1- A 9% B Bl B Teolpaths M@

suldiooL | x

. (D Toolpaths Summary
=
Total machinng time: 001152

B 30Roughing 1 00:04:59
7 30 Finish 1 00:09:43

Time estmates based on ...
RepdRate [100.0 |[mmjsec v

ScaleFactor [20_|

Motes.

Close.

Toolpaths 4+

(%] 7 3D Roughing 1
EAR 5D Finish 1

Drawing /Modeling | Clipart /Layers
Ready

Zymua 4.42: Alipketo eKTEAEGNG TPOYPAUUATOV
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Yynua 4.43: Awdprelo eKTELEGNS TPOYPAUUATOV
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Kepdiaro 5

5.1. Avokolriec KaTd TNV vVAOTTOINOY

O1 onuovtikdtePEg SUVGKOMEG TOV AVIIHETOTIGO, 6TV LAOTOINGT VTG TG epyociag fTav N
gbpeon tov katdAniov mpoypauudtov (CAD, CAM, Control Software) mpokeipévov va
EKUETOAAEVTD OAEG TIG OLUVATOTNTEG NG €PYOAEOuNnyovinG. Mo GAAN dvckoAia mov
OVTILETOTICO OTNV apyN NTAV 1 €0peoT Tov KotdAAniov CNC mov émpene vo ayopdom, MOTE
va vrdpyel copPatotnto petoEd TOL AoyloUkov control software pe v mAekTpovikn
mhokéta Tov CNC. Téhog éva dAho TpOPANUO TOV OVIILETOMIOO NTAV 1) €KUAONoN Kot 1
KATOVONOT TOV TPOYPAUUOTOC Aspire 6€ GUVOLAGLO LE TOV YXEPIOUO TNG EPYOAELOUNYOVIG
CNC.

5.2. MehrovTikég ferTiooElg

Ot PEMLOVTIKEG PEATIDGELS TOV UTOPOVUE VO KAVOLUE GE LTV TNV EPYOAEIOUNYOVY €ivat
OPKETEG, OAAG amortovv peydAn damdvn ypnudtwov. H mpodtn Peltioon mov pumopodpe va
Kévovpe glvar va ayopdoovpe pio dtpakto (spindle) n omoia £xet tnv dvvaTdtNTa VO Kiveitol
pe tayvtnta 20.000 rpm, ®GTE VO, LTOPEGOVLE VO VDAOTOMGOVLE TO GYESL0 HOG YPNYOPOTEPQL.
Téhog o GAAN Pektioon mov pmopovue vo, kdvovpe eivar va oAAdEovpe TNV TAOKETA
eréyyov GRBL mov €xer m epyaietopnyovi Kot vo Tomofetroovpe pior TAOKETO EAEYYXOL
Mach3 mov xpnGUYOToIEiTOL O EMOYYEAUOTIKA, OUW®G ALTO amOLTEL KOl TNV XPNOULOTOinon
TOV AoYIoUIKOV EAEYYov Mach3.

5.3. Zvunepdopato

Telewwvovtag v €pevva Kol TOV TPOYPUUUOTICUO TNG EPYOUAEIOUNYOVIG, HUTOPOVUE Vol
KOTOANEOVIE GTO GUUTEPOUCHO OTL Y10 VL 00YOANDEL KATO10G e AVTO TO OVTIKEIUEVO KOl VO
EeKIVNOEL LIE TOV OYEJCUO KOl TOV TPOYPUUUOTIGUO EVOG TETOLOL UNYoviLaTog o Tpémet va
aPLEPDOEL APKETO ¥POVO GTNV avalNTNon TANPOPOPIOV TOV TOPEYOVINL LEGH OLOVKTIOV,
wote vo, eMALEEL TO KATAAANAO unydvnpo mov ypetaletal ovaroyo LE TIG KATEPYAGiEg OV
0éLel va KAVEL, TPOKEIUEVOL VO, ATOPVYEL TV AGKOTT| GTATAATN YPTLATOV.
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