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EYXAPIZTIEZ
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TOU OTnV OAoKANpwon tng epyaciag, to Oeodwpo Mamadouln, Zwypado MNETpo Kat
BaoWelou Tdoo, yta tnv apéplotn BonBeld TOUG OTO KOTOOKEUAOTIKO HEPOG TNG
£pyooilog Tou Xwpig autoug &g Ba eixe mpayuatonownBei. Euxaplotw toug pidoug Kal
TOUG Yoveig pou, Lolaitepa T MNTEPA HOU YLO TN CUUTTAPACTOCN OTLG KOAEG aANG
kuplwg T SUOKOAEG oTLYMEG. H epyacia auth adlepwvetat otnv Katepiva.
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6. ZYMITEPAZMATA ..ottt e 74

NEPINHWH

H mapovoa mruxlakn epyacio amoteAel HEPOG KABOALKAG KOTAOKEUNG
OVEUOYEVVNTPLOG KABETOU dfova e 0TOXO TN XPHON O€ AoTIKO N pn TePLBAAAOV Xwpig
TIEPLOPLOMOUC. JUYKEKPLUEVA ETILKEVIPWVETOL OTNV €MAOYH, TN HOVIeAomoinon Kot
KQTOLOKEUT) TOU KAAOUTILOU TWV MTEPUYLWV TNG OLVELOYEVVATPLAG.

AOyw Ttou uPnAol KOOTOUC KOTOOKEUAC KaAourioU yla tnv XUTEUOn Twv
TTEPUYLWY TNG OVEUOYEWWNTPLAG KAl HE BAON TIG UTMAPXOUOCEC TEXVIKEG, ETAEXONKE N
KaTaoKeur KalouroU mou Paociletal otnv xprion ouvapuoloynuatoc (Assembly)
OKEAETOU. H OUYKEKPLUEVN TEXVLKN TOPEXEL TN duvaTtdTNTA MANPWONG TWV KEVWV TOU
OKEAETOU TOU GUVOPUOAOYNUATOC HE adpaveG UAKO xapunAoU KOotoug emidpEpovtag To
TEAKO AmoTEAECA.

Mo Tov UToAOYLoMO Twv OLACTACEWV TOU TTEPUYLOU TpayUOTOmOLROnKE
oVAAUON TNG AEPOSUVAULKNG OUUTEPLDOPAG TITEPUYIWY, WOTE VA ETUAEYEL N KATAANAN
YEWUETPpla TUMoOU mrepuylou. Me Baon tn UEAETN auth, €MAEXBNKE TO TPOTUTO TNG
O0EPOTOUNG KOl TpoodLopioTtnkav oL SLOCTACELG TNG OVEMOYEVVNTPLOG KOl akoAoUBwG
TOU MTEpPUYLOU.

Mo tnv Movtelomoinon TOU OUVOPUOAOYAHATOG TOU KaAouruoU Atav
anapaitntn n tpwodldotatn poviehonoinon tou Ttepuyiou oe mepBaiiov Computer
Aided Design (CAD). Ztn cuvéxela mpaypaTonoLnonke tplodlaotatn LovieAomnoinaon tou
OUVOPUOAOYAUATOG TOU OKEAETOU TOU KaAouroU ocUpdwva e TIG SLOOTACELS TOU
nitepuyiou. Apxlkd oxedldotnkayv Ta TUAUATa Tou TPodiA ToU GUVOPUOAOYNHUATOC TNG
TIAVW Kal TG KATtw AeVpAg. Emiong €ywve tplodldotatn povteAomoinon Twv amootatwy
Ol OTtoloL XPNOLUOTOLOUVTAL Yla TNV CUYKPATNON TWV EAACHATWY KoL yla TNV THPNnon
TWV anootacewv. e mMepLBAAov Assembly €ywve ocuvappoAoynon Tou OKEAETOU e
gloaywyn 68 eAaoUATWY Kal 66 amooTatwy. To AOYLOULKO TTOU XPNOLUOTIOONKE yLa Thv
TOPOUETPLIKA oxedlaon tou cuvapuoloynpoTtog Tou KalouroU eival to Autodesk
Inventor®.

Tol THAMATA TNG TAVW KOl TNG KATW MAEUPAC eLonxOnoav o€ mpoypappo KUKAWY
katepyaoiag (CAM) pe okomod tnv e€aywyn kKwdika G Kot TNV KO TwV EAACUATWY OTO
Pndlakd kabodnyoupevo keévtpo katepyaoiag tplwv afovwyv (CNC) VF1 tng etalpiog
HAAS. To mpoypauua mou xpnotgomnowenke yla tyv eéaywyr Tou Kwdka G eival to
Cambam®. lNa tnv emokonnon tou Kwdika G xpnotpomnotdnke to npodypappa Ncplot®.

ITO KOTOOKEVUOOTIKO PEPOC TNC EpYAOiag, amo pia MAAKA GAOUULVIOU KOTtnKov
68 eAdoparta taxoug 10mm ta omola katepyaotnkayv otnv epyaielopnyavrn CNC ywa va
OTOKTAOOUV TN YewpeTpia tng agpotopig NACA0015 cUpdwva peE TNV alePOSUVOLLKA
HEAETN. TEAOG KOTMNKaAv Kal 66 amootdteg amd kotho dfova oAoupviou UPNAAG
OKPIBELOG KOL EYLVE N EVWGT TOU CUVAPHOAOYHLOTOG TOU OKEAETOU TOU KaAouTtloU.

H epyacia mpaypatonolibnke oto Alatunuatikd Epyaotrpo tou T.E.I KpAtng,
tou MNapaptApatog Xaviwv, Mpocopowwoewv & Mnxavoloyikwv Kataokeuwv - SMM,
OTOV TOMEN TwWV Avavewolpwv Mnywv Evépyelog tou Tunuato¢ Quowwv MNopwv &
MepBdaArovtog.

4 | TEI KpAtng — Mapaptnuo Xaviwv Tunpa Ouotkwv Mopwv kat NeptBaiioviog



NwkoAaog Quada

SIMULAT IONS
MACHINING
MANUFACTURING

ABSTRACT

This thesis is the first part of a manufacturing project focusing to the
construction of a vertical axis wind turbine (V.A.W.T), aiming to the use in urban
environment. Specifically the project is focused in the choice, the modeling and the
construction of a mold for the V.A.W.T blades. Because of the high material cost of
the mold’s construction and according to the existing techniques, the construction is
based in the manufacturing of the assembly of its frame. With this technique the
frame’s gaps can be filled with a lower cost inert material to get the final mold with
lower cost and without loss of functionality and accuracy.

For the calculation of the blades dimensions, an aerodynamic analysis was
made. Based on this analysis the airfoil geometry was chosen and the wind turbine’s
dimensions were calculated. According to the dimensions of the wind turbine the
blades dimensions were specified.

The first step of the modeling was the 3D design of the blade in a CAD
environment. According to the 3D design of the blade, the 3D model of the mold’s
frame was designed. Initially the upper and then the lower parts of the frame’s
profile where designed. After that the spacers where designed, which are needed to
keep the profiles in a steady and in a fixed distance. In the same CAD environment
the assembly of all of the parts was constructed. The CAD software used for the
modeling is the Autodesk Inventor®. The upper and the lower parts where imported
in a CAM software to generate the G-code for the cut in the 3 axis CNC milling
machine VF1 of the HAAS company. The CAM software used for the G-code
generation was the Cambam®.

For the construction of the full assembly, 68 laminates were cut from
aluminum stock, and 66 spacers from an aluminum tube. The laminates where CNC
machined to get the shape of the chosen airfoil profile. Finally the mold’s frame was
assembled.

This thesis took place in the laboratory of Simulations Machining &
Manufacturing at the section of Renewable Energies in the Department of Natural
Recourses and Environment of the Technical Educational Institute of Crete, Branch
of Chania.
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NMPOAOIOz

H aAAoiwaon tou TepBAAAOVTOC Kol TNG TOLOTNTAG {WAC Ao TN XPHoN KAQGLKWY
TINYWV EVEPYELOC (UYPWV KAUGTHwWY, Alyvitn KATL.) €XEL WC amOTEAECUA TO evSladEpoV
TOU aVOPWTIOU yLa EVEPYELDL VO OTPAdEL TTIPOG TIG AVAVEWOLUEG LOPDEG EVEPYELAG OL
ormoieg eival GpLAKEC PG To TTEPIBAAAOV KOl OUGLAOTIKA OVEEAVTANTEC.

Ou Arueg popdeg evepyelag Baoilovtal otnv nAtakn aktwvoBolAia, pe eaipeon tn
vewBepuia kat tnv evépyela amod TG TaAippoleg. Ou PBaocllopeveg otnv nAlokn
oKktwvoPBoAla ATLeC HOpPEG eVEPYELAG Elval OVOVEWOLUESG, ULOG Kol SV TIPOKELTOL VOl
e€avtAnBouv 600 untdpxel 0 NALOG, SNAadn yLa LepLKA akopa dtoekatoppupla xpovia. H
Bopala eival nAwokr evépyelo SeOUEUPEVN OTOUC LOTOUC TwV GUTWYV HECW TNG
dwtoouvOeonG, N ALOAIKN) EKUETAAAEVUETOL TOUG OVEUOUC TIOU TIPOKOAOUVTAL amt' TN
B£puavon tou agpa evw auTEG mou Bacilovtol oto vepd ekpetallevovtal Tov KUKAO
€€ATULONG-CUUMUKVWONG TOU VEPOU Kol TNV KukAodopia tou. To evdladépov yla Tig
ATLEC HOoPdEC evEpyelag avakvnBOnke t Sekaetia Tou 1970, w¢ AMOTEAECUA KUPLWE
TWV METPEAOIKWY KPLOEWV TNG EMOXAG. ZTNV apXn ATV TTOAU aKPLBEC KAl O€ TTELPAUATIKO
0TAdd10, OAHEPA OUWG UTTOPOUV VO CUVOYWVLOTOUV TNG OUUBOTLKEG LOPDEG EVEPYELAG
Kal AapBavovtol urtoyn oToug EMiCNUOUE OXESLAOUOUC TWV OVENTTUYUEVWY KPOTWV yLa
TNV EVEPYELA. ZTNV EUPWTIALKN EVwon €lval UTIOXPEWTLKO o€ KABE KPATOG, £va TOCOCTO
TNG TOPAYOUEVNG EVEPYELAG VO TIPOEPXETAL aTtd Avavewaotpeg MnyEg Evépyelag (AME).

Y10 mpwto KeddAholo NG mapoloag €pyaciog TAPOUCLALETOL O TPOTOG
Aettoupyiag Twv avepoyevwntplwy, avadépovtal ta 6n kat Ta pepn toug kat didetat
gudoon ot aveUoyevvnTplee Kabétou afova. Ito deUtepo Kedpdahalo akoAouBei n
UEAETN TNC OLEPOSUVOLILKAC CUUTTEPLPOPAG AEPOTOUWY, TWV SUVAMEWV Ttou eMLSpoUlV o€
OQUTEG KoL TwG oL SuVAMELS auteg cupmepldepovtal. Mapouaotdletal n e§EAEN Twv
OEQPOTOUWY KOL Ol OELPEC TWV TPOTUNMWY OEPOTOMWY TNG olkoyevelag NACA kot
TpAyUaTOToLE(Tal N emAoyr) Tou Ttepuylou. AkolouBel n SlaotdacloAdynon tng
OVELLOYEVVNTPLOG KoL UE BAON AUTH TOU TttepUYiou. XTo Tpito Kedpalalo mapouaLaleTal
n tpwdldotatn  povieAomoinon TOU  TTEPUYioU kAl n  dnuioupyia  Tou
OUVAPHOAOYALOTOC TOU OKEAETOU Tou KadouroU e tn BorBeta tng uebddou Computer
Aided Design (CAD). Zto tétapto kepalatlo mapouaotdlovtal ot Sladikaoieg yéveong Tou
kwdlka G yla kdBe éva amod ta pépn pe tn Ponbewa tng uebodou Computer Aided
Manufacturing (CAM). 3to méumto kedalalo Teplypddovtal Ol KOTEPYOUOIEG TIOU
TIPOYLATOTIOLRONKAVY YLOL TNV KATOLOKEUT) TOU CUVOPUOAOYAUATOG TOU kKaAouTtoU. TEAOG,
07O £KTO KedaAalo mapatiBevral Ta CUMMEPACUATO TG Epyaciac.
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EIZATQrH

1.1 AIOAIKH ENEPTEIA

O avepog (aLloAlkn evépyela) Snuioupyeital amo tnv NAlakr oktivoBoAla, ylati n
ovopolopopdn Bfppavon tng emdpdvelag TG yng amd Tov NALO, TIPOKAAEL TN
HETOKIVNON HeYAAWVY palwv aépa amo Tn Uia teploxn otnv aAAn, dnpoupywvtag €ToL
TOUG avEpouG. Elval pa Ama popdn evépyelag, GLAtkr mpog o mePLBAAAOV, TIPAKTLKA
aveEAvtAntn, yL' aUTO KOl €lval OVAVEWGCLUN.

ATO TNV apyalotnta 0 AvBpwrog ekpeTaAAevoTav TtV SUvapn Tou avépou. H
naAalotepn avadopd elval Ta otia Twv kapaBLlwy mou xpnolponolovcayv tTnv Suvaun
TOU OVEUOU yla tnv Kivnon toug (Ewova 1). Metayevéotepa n eKUETANAEUON TOU
OVEMUOU YLVOTOV OO TOUG AVELOUUAOUG TIOU XPNOLUOTIOLOUVTAY YLoL TV AAECH OLTNPWY,
NV avtAnon vepol Kol oe AAAeC epyacieg. Emlonueg avadopég emPeBatwvouv nwg o
QVENOC E£XEL XpnoLLomolnBel wg TNy EVEPYELOC ATO TOUG apXOioug MOALG XPOVOUG.
Xwpeg 0dehayv Tov TAOUTO KoL TNV VOUTIALOKH LKAVOTNTA TOUG OTOV AVELO TIOU KLVOUOE
To oTlodopa TAola Toug aAAG KOl TOUG QVEMOMUAOUG AVTANCNG VEPOU 1 AAECNS
oLTNPWV.

2

)

Ewkova 1. Avepopulol otnv lo Kat eKPETAAAEUGN OVEUOU O LoTia TTAOLWV.

YT MEPEG HOC N Topaywyn NAEKTPLKAG EVEPYELRG amO TNV QLOALKN EVEPYELA
TIPOYLOTOTIOLELTOL LE QVEUOYEVVATPLEG. Av UTIAPXE N dSuvatotnTa, HE TNV OnUEPLVA
texvoloyla, vo KAataotel €KUETOAAEUGCLUO TO OUVOALKO QLOALKO SUVAMLKO TNC VNG,
EKTLMATAL OTL N TTOPAYOUEVN OE €va XpOVO NAEKTPLKN gvépyela Ba ATav umepdumAdoia
amo TIG avAyKeG T avBpwmnotntag oto (6lo dtaotnua. Ymoloyiletal OtL 0to 25% NG
EMLPAVELOG TNG YNC ETUKPATOUV AVEUOL PECNC £THOLOG TaXVTNTOC MAvw amnd 5.1m/sec,
og UYPog 10m mavw amnod 1o £€dadog. Otav oL AveUOoL TIVEOUV HE TOXUTNTA UEYAAUTEPN
OO QUTH TNV TN, TOTE TO ALOAKO SUVAULKO TOU TOToU Bewpeital EKUETAAEVOLUO Kal
Ol OQTTOULTOUMEVEG EYKOTOOTACEL MMOPOUV VO KATOOTOUV OLKOVOULKA PBLWOLUEG,
oUpudwva He T onuepva  Sedopéva. AMwOTE TO KOOTOC KOTOOKEUNG TWV
OVEUOYEVWNTPLWY EXEL UELWOEl onuavtika Kol pmopel va BewpnBel OTL n aloAwkn
eVEpYeLa SLavUEL TNV TIPWTN TEPLlodo wpLpoTNTAG, KoBw elval MAEOV aVTAyWVLOTLKN
TWV cUUBATIKWY HopPWV EVEPYELAG.
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1.2 ANEMOTENNHTPIEZ

Me Bdon thv ToxUTNTA MEPLOTPOPIG TOUC, Ol OVELOYEVVATPLEG KATATACOOVTAL
oe ToAUoTpodeg Kol apyootpodeg, 1 akplBEotepa avaloya HE TNV TR TG
napapétrpou A (Tip Speed Ratio) mou opiletal anod tnv efiowon 1.1:

o*R
Vw

A=

11

Omou, R n aktiva Tng MTEPWTNG, W N YWVLAKN TaxutnTa tou dpopéa Kal V,, n taxutnta
Tou avépou. Mo ouvnONng gival n katdtaén toug avaloya e TOV TPOTIO MEPLOTPOPIG
Tou SpOoUEQ TWV MTEPUYLWVY O€ QVEUOYEVVHTPLA Katakopudou kat opl{ovtiou atova. Ot
avepoyevvntpla opllovtiou afova elvat kat ot mAéov Sladedouéveg KabBwg
ETLTUYXAVETAL BEATIOTOMOINGN TNC MOPAYOUEVNG NAEKTPLKAC EVEPYELOC TOOO WC TPOC TO
BaBuo anddoong, 660 Kal WG TPOC TO KOGTOC apaywyng. Xtnv Ewova 2 napouotaletal
TPOTUTIO BOAAGGLO ALOALKO TIAPKO AVELOYEVVNTPLWVY opL{ovtiou dfova otn Aavia.

Elkova 2. OaAAoOLO ALOALKO TIAPKO AVEUOYEVVNTPLWY optl{ovTiou dfova otn Aavia.

1.2.1 AvepoyevvAtpleg opi{ovtiou afova

Ou avepoyevvntpleg opllovtiou afova elval EUPEOG YVWOTEG KAl Elval oL TILO
OUXVA XPNOLLOTIOLOUHEVEC BLOTL £xouv UYPNAO Babuo amodoong oe ox€on UE TIG
oveUOYevNTPLeG KaBEtou agova meplotpodnic. O TEePLOTPEPOUEVOC UNXOVIOUOC TOUG
Aéyetal Spopeag Kal umopel va amoteAeital and éva MrepUyLlo (LOVOMTEPOG) N Kol
nepLocotepa (MoAUMTEPOG) Onwe dpaivetat otnv Elkdva 3.
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Ewkova 3. Movomtepn, dimtepn Kal Tplmtepn avepoyevvhitpLla opt{ovtiou afova.

To mwo ocuvnBlopévo eival o Spopéag va amoteleital amo tpia mreplyla. O
OVELLOYEVVNTPLEG OUTOU TOU TUTOU WTOPEL va £XOUV ToV SPOopEA UMPOCTA QMO TOV
nUpyo, avavtn f Mow amo tov MUPYo, KATAVTN ONMwE Kol mapouctalovtal Kal otnv
Ewkova 4 aplotepd Kal d€Ld avtiotolya.

Ewkova 4. AveElOyeEVVNTPLA UE SPOPEN AVAVTN KOL KATAVTN avtioTolya.

Ma tn peylotonoinon tng anddoong mpenel to enimedo tou Spopéa va gival
mapaAAnAo otnv KkoatevBuvon Tou avEéRou. A TO OKOMO QUTO OTIC HLKPEG
OVEUOYEVVATPLEG QUTOU TOU TUTIOU, UTIAPXEL ELOLKO TttepUyLo Tou euBuypappilel tov
afova Tou SPOUEN WC TIPOG TOV AVEMO. ITLC UEYAAEC OVEUOYEVVITPLEG UTTAPXEL ELOLKOG
UNXQVLIOUOC TIOU OVOUALETOL CUOTNUO TIPOCAVATOALOMOU OMwG Kal Slakpivetal otnv
Ewova 5.
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Mrepiyia Spopéa
Dpévo
Spopéa  fewwrirpia
/ e KiBimo
L nA ouvbEoemy
KOl CUSTRAT@Y
Mhijpvn ] eMéyxou
Spopda Llompa
npooavaralopou
Mopyog
o
Livbean
pe 1o Siktuo
epehig

Ewkova 5. Baowkd pépn avepoyevvitpla optfovtiou déova.

Ta Baolkd pépn amod to omoio amoteAsital pia avepoysvvAtpla opl{ovtiou
afova mapouocialovral otnv Ewkova 5. O popéag amoteAeital cuvnBwg amo duo n Tpla
TMTEPUYLA  KATOLOKEUAOUEVO. OUVNOBWCG oMo EVIOXUUEVO TOAUECTEPA. Ta TTeEPUYLA
npoodévovtal TAvVw O€ [t MARUvn elte otabepd, elte pe ™ Suvatdotnta va
meplotpEdovtal yupw omo Tto Slapnkn afova Ttoug petaBdaArlovtac to PBhAua. Ta
MtepUyLA, «OUAAOUBAvVOUVY» TOV aépa Kal LETOPEPOUV TNV LOXU TOU OTNV KEDOAN TOU
potopa. H oegpoduvapiki Twv MTEpUYIWV elval oxedov (Sla pe auti ota ptepd TwV
agpormAdvwy. O mUpyog otnpilel OAN TNV NAEKTPOUNXOVOAOYLKN gykatdotacn. Eival
ouvnBwG CWANVWTOC 1 SLKTUWTOC KAl oTtaviwg oo onALopévo okupodepa. To ocuotnua
pHeTadoong tng Kivnong, amoteAsital amd tov KUplo agova, ta £€8pova TOu Kal TO
KIBwtLo moAAamAaoLacol otpodwv, TO OMoLo MPOCAPUOLEL TNV TOXVUTNTA TIEPLOTPODNAG
ToUu Spopa atn cuyxpovn TaxUuTNTa Tng NAektpoyevvATplag. H taxltnta mepLlotpodrg
TIAPAUEVEL OTABEPH KATA TNV KOWVOVLKN AELTOUpyLa TNG LNXavAG. H NAEKTPLKN YEVVATPLA,
ouyxpovn 1 enaywylkn Ue 4 i 6 MOAoug, cuvOEeTal Ue TNV €€060 TOU TTOAAATMAQOLOOTH
HEOW €VOC eAAOTIKOU 1 USPAUALKOU GUVOECGUOU KOl UETOTPETEL TN UNXAVLKH EVEPYELA
o€ nAekTplkA Kot Bploketal cuvRBwg MAvw otov MUPYO TNG AVEUOYEVVATPLOG. YTIAPXEL
eniong To ovotnUa TESNG TOo omoio eival éva ouvnOwopévo OLOKOPpPEVO TOU
tornoBeteital otov KUpLlo Gfova 1 otov afova tng yevvntplag [1]. H akiwvntomoinon tou
Spopéa pmopet va yivel pe:
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e MetaBoAn Tou BAMATOG TOU MTEPUYLOU 1 TOU aKPOTTEPUYLOU

e Jtpodn Tou (6Lou Tou Spopta Wote va yuplosl oe SLadopeTikr kateubuvon amno
QUTHV TOU QVELOU

e AlEnon tnG aepodUVAULKNAG avTioTaong Tou TTEPUYlOU HE TNV €vepyomoinon
0lEPOTIESNC

e [1édnon tou dafova mouU mpaypoTomoleital pe SlokOPpevo TUMOU aoPAAELOC
ooTo)log mou evepyel autopata otov afova

To oloTnUA TTPOCAVATOALOMOU, OvVayKAIEL CUVEXWE TOV Afova TEePLOTPOPNG TOU
Spopca va Bploketat mapdAAnAa pe tn StevBuvon tou avépou. O NAEKTPOVLKOC TIVOKOG
Kol o mivakag eAéyyou, eivat tomoBetnuévol otn Baon Tou Upyou. To cloTnA EAEYXOU
napakoAouBel, cuvtovilel kal eEAEYXEL.

Ytnv Ewkéva 6 daivetal n ATPAKTOC MLOG OVEUOYEVWNTPLAC N omoia  elval
€EOMALOUEVN EKTOC TWV TTPoavVADEPBEVTWY LIE TO AVEUOUETPO-OVELOSELKTN TIOU PETPAEL
TV toxvTnTa Kat tn SlevBuvon Tou aVEUOU yLo Vo EAEYXEL TNV £vapén Kol SLoKoTr TG
kivnong, to alefiképauvo, TOv TivoKa EAEYXOU TNC OTPAKTOU ToU oteyalel Ta
NAEKTPOVLKA MEPN TNG QATPAKTOU O€ TEPLBAAAOV TIPOOTATEUMEVO QMO TLG KOLPLKEG
ouvOnKeg yla Héylotn aflomiotia, Tn OKAAa TpoocPacng KoL Tov amooBeothpa
neplotpodnG o omoiog e€opaluvel tnv kivnon yla va pewwbolv ta ¢optia otov mupyo
KoL TOV poTopa.

o Avepopetpo kat Avepodeikg

T
o Ahelixépauvo

e Mivakag EAEyyou atpaxTou

o Aalyypovn yewrtpla

o Thotnua achakotc nebnong
o Kipwrio Tayuthtwy
o Ixdha mpooPaong
o Anoofeompa TEpoTPod e
o r00Tnua aodasiog pEowEEEY CDRUIELIO]S
@ Mtepd vahovnudrwy (fibergla®

@ Muduveg

ElkOva 6. ATPaKTOC QVELOYEVVATPLAG opL{ovTiou agova.
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1.2.2 AvepoyevvAtpleg KaBEtou afova

OL avepoyevwnNTpleg KABeTou Gfova TepLotpodn €xouv ouvhBwWG XoUNAOTEPN
anddoon OXETIKA ME T OVEHOYEVVNATPLEG OpLlovTou dfova, yL' autd Oev eival kat
WOlaitepa  Swadedopgveg. Qotoco, TOPouclalouv  HEYOAUTEPO  OPXLTEKTOVLKO
evlladEpov, evw €lval TILO AMOTEAEOUATIKEG OTO OOTLKO TEPLBAAAOV, KABWE £Xouv T
duvatotnta va ekpeTaAAevovTal Toug aveépoug SladopeTikwy KateuBuvoswyv. OL
OVEUOYEVWNTPLEG KaTtakopudou afova meplotpodrc eivat mo abBdpuPeg Kol
ennpealovial Alyotepo amod TG avatapdselg kal Tig SOVAOELG, CUYKPLTIKA TAVTA UE TLG
avepoyevNTPLEG oplloviou dfova, emeldr) dev xpeldlovtol AVEUO OUYKEKPLUEVNG
S1evBuvong yla va teplotpadoLv.

OL avepoyevwntpleg kabstou afova amoteAlouvtal amd Ta (Sla YEPn HE TIG
avepoyevvntpla oplloviiou dafova, OPWG N YEVWATPLA KAl TO KLBWTLO TAXUTATWV
Bplokovtal oto €dadog omodte n ocuvinpnon toug eival mo €VKoAn. Xtnv Ewkdéva 7
daivovtal to pHépn MLAG avEHOYEVVATPLAC opl{ovTiou dfova (apLoTepd) o avtloTowia
HE Ta LEPN LG aveEpOYEVVATPLOG KaBETou agova (Se€Ld).

Yndpyxouv SU0 Pacikol TUTIOL KATAOKEUNG OVEUOYEVVNTPLWY KATAKOPUdOU
afova, n Savonius kat n Darrieus. H Savonius €xeL oxnua S otnv katoyn, evw n Darrieus
elvat oav kaAdaBL. Qotdoo, UTIAPXOUV KAl AVEUOYEVVATPLEG TIOU €lval CUVOUAOHOG TWV
U0 autwv tunwv (BA. Elkova 7).

MdpeTpog
i | ., = Ehiko -
=— MTEPWT
IMeTddoon f
Adperpog| | Kivnonc
fhKC [ [evenTpIc .
=l Ypog
I r@j £MKC
| |l DrepwTn i
| [l oTaBepric
|= CKTivOG
‘ ~ZTipiEn |
AL Merddoon -- » Fewurrmo
N A,
Kivnoneg } 4 §
Omiovriov dfovo KoBitou diovn

Elkova 7. Baolkd PEPN QVELOYEVVNTPLWV.
% AvepoyevvnTtpLeg KaBétou dgova tumou Darrieus

O oxebloopog TNG aveUoyeVVATPLOG KaBEtou afova Darrieus éywve amd évav
FGAAo aepovaumnyd tov George Jean Marie Darrieus to 1931. OL OVEUOYEVVATPLEG
tumou Darrieus amoteAoUvTal anmd KOUMTOMEVA TTTEPUYLA KAl AELTOUPYOUV LE TN XPHON
Twv SUVAMEWV TNG AVIWONG TIOU OoKOUVTOL MAVW ota Ttepuyla. O aplOuog twv
Ttepuyilwy pmopel va elvat 600, Oonwg mapouctaletal otnv Ewkova 8, tpia | Kot
neplocotepa. O AOYOG MOV Ta MTEPUYLAL €lval KOUTTTOUEVA €lval OL PEYAAEG KOUTTTIKEG
TAOELG TIOU TIPOKAAOUVTOL AOYW TwV GUYOKEVTPLKWY SUVAUEWV o TV Tteplotpodr]. Ot
KOUTTIKEG TAOELG MELWVOVTOL ONUOVTLKA €AV Ta TTepuyla €xouv tn popdn mou Ba
Enatpve €va xaAapo oxowi katd tnv meplotpodr) tou. Autd cupPaivel oe PeEYAAEG
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OVELLOYEVVNTPLEG. € MIKPOTEPEG, OMOU oL GUYOKEVIPIKEG Suvauelg dev eival tooo
UEYAAEC, TO TITEPUYLA €lval Katakopuda 1 €xouv Sladopec popdEG avaloya ME TIC
napaAAayEg Tou Spopéa.

Ewova 8. Avepoyevvitpla Darrieus.

To mtepuyla tomoBetolvtal oe Siataén 180 i 120 polpwv. H emloyn tou
TANBoUC Twv Ttepuyiwy MPEMEL va yivetal pe Wblaitepn mpoooxn Kabwe o Suttépuyog
OpopEag €xel €vtovn UETOPOAN TNG POTNG UE EVTOVEG QTMOKALOELG QO Tn UECH TLUN.
AvtiBeta n agpoSuvaplkr) Tou TPUTTEPUYOU Spoéa elval OXETIKA oTaBepn oe oAOKANPN
v neploxn Aettoupylag tou. Emionc n agpoduvaplk amodocon TOu TPLUITEPUYOU
Opopéa eival kotad kovova KaAUtepn amd outng tou Oumtépuyou. BeEPata eival
POodaVEG OTL 0 SLMTTEPUYOC ELVAL TILO OLKOVOULKOG.

H amodoon tng avepoyevvrtpla Darrieus eivol Kol oe oXeTkd LPnAEg
TOXUTNTEG 0€PA, OPWCE KATA TNV €KKivnon 6&v avamTtUOOETAL LKOVOTIOLNTLKY) POTI UE
QMOTEAECUA VA LNV EKKLWVEL Xwplg «BonBelar. Evag Tpomog emiAuong tou mpofAnpatog
oautou elval n eéwrtepiknp Sléyepon, dnAadn n yevvATpla va XPNOLUOTOLEITAL cav
Kwvntnpag meplotpodng tou Spopéa. MOALG 0 SPOUENG QTOKTACEL TNV KATAAANAN
ToxutnTa Teplotpodnc wote vo  apxioel va amodibel evépyela n  yevvhtpla
enavap£PETAL OTNV APXLKI TNC KATAOTOON.

AMN\oG TpOMOG €lval n tonoBetnaon otov afova MeEPLOTPOPN G EVOC ULKPpOU Spouéa
Savonius (meplypadovtal os akdAouBn mapdypado) mou xApn otn HEYAAn pomn
ekkivnong efoodalilel ekkivnon xwplc mpoPAnuata. Mia TETOl QAVEUOYEVVNTPLA
napouotaletal otnv Ewkova 9.
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Ewkova 9. Avepoyevvntpla Darrieus pe fonBntikr Savonius

MNapoaAAayn tng avepoyevvhtpla Darrieus sival n Darrieus-H (BA. Eikova 10), mou
£XEL TIAPEL TO Ovopa TNC AmO TO oXNUa TNG Tou Bupilet to H. H dadopd pe tnv
kAaoolky Darrieus eival Ta mrepuyla Ta omnoia eival kKABeta oe autAv TNV MEPLTTWON.
AOyw Twv KABeTWV MTepuyilwy n taxUTNTa MEPLOTPOPNG UMopel va eival peyaAltepn
apa n anddoon sivatl kKaAutepn. Eva GANO ONUOVTLKO TIAEOVEKTNUO Elval OTL YE TNV
owotn emloyn Ttepuylwy, Umopel va emiteuytel ekkivnon xwpilg eéwteplkn mnyn
EVEPYELOC ) TN Xprion Bondntikng Savonius.

14 | TEI KpAtng — Mapaptnuo Xaviwv Tunua Quotkwv Nopwv kat MNeptaAiovtog



NwkoAaog Quada

MANUFACTURING

Ewkova 10. Avepoyevvntpleg Darrieus tumou-H

< Avepoyevvntpleg KaBEtou dfova TUTOU Savonius

JTIC avepoyevvnTpleg kaBEtou afova TUMou Savonius, o Spopéag ovopaletal
TUTIOU S AOYW TOU OXNUATOC TNG KATOYNG TWV MTEPUYiWV. OMw¢ mopouctaletal Kal oTLg
Ewkoveg 11 kat 12. H meplotpodn tou Spopéa amo tov avepo Sev odelletal pévo otn
O6lapopd TOU CUVTEAEDTH AVTIOTAOEWG TOU KOLAOU KOl TOU KUPTOU MTepUyiou, alAd Kal
oto SLAKevo (e), Xdpn OTO OMOLo 0 A£PAG TIEPVAEL LECO ATIO QLUTO Kol AUEAVEL TNV TIEDN
oTo Tiow UEPOC TOU KUpTOU MTEPUYIOU, auédvovtag £T0L TN POT TOU OvanTtUCooETaL

YUpw oo tov aéoval.

AistiBuvon nepwotpodrc

AvEpoC
Ewkova 11. Asttoupyia avepoyevvnTpLag Savonius

O Spopcag Savonius AOyw tou OtL elval Katakopudou afovo Kol ToPouoLaleL
OUMMETpla mpooavatoAileTal autopata Katd tn SltevBuvon Tou avEéRou Kal v €xel
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CUVETIWE TNV OVAYKN Twv akplBwy dlatdéewv mpooavatoAlopol tou optl{ovtiou afova.
Eniong To mapayOUEVO UNXOVLKO €pYO LETOPEPETAL PECW TOU Katakopudou atova ar’
eubBelag oto £6adog Omou Ppiloketal kal n yevvAtpla. ETol pelwvetal To KOOTOG o€
oxéon pe tou optlovtiou Gfova Tou T Opyova PBpilokovtal otov mUPYo. INUOVTLKO
TIAEOVEKTN A €lval TO OTL EKKLVEL LOVOG TOU KaL TTOPOUGCLATEL LEYAAN pOTH EKKIVNONG KOl
Acwtoupyilag. Ta MopaAmAavw TAEOVEKTNHATA £XOUV WONoeL o pla OElpA €PEUVWV UE
OKOTIO TNV PBeATLOTOMOINGCN TOU OXESLAOUOU yla XPrion Of ULIKPEG LOXUC, KUPLwG oF
OlKLaKA TepLBAAlovTa Tapd TNV OPKETA XaunAn amodoor) toug. Xtnv Ewova 12
TIOPOUCLAlETAL Uiot TUTILKN) OQVELOYEVVATPLOL Savonius yla OWKLOKN Xprnon aAAd kot
TIAPOAAOYEG TIOU UTIOPOUV VA £XOUV OL OVEUOYEVVATPLEG QUTEG YLa XPHON OE OOTLKO
neplBaiiov [2].

Ewkova 12. Avepoyevvntpla Savonius Kal mapaAayEéG 0€ LoTLKO TEPLBAANOV.

1.3 NPOYMNOOEZEIZ KAI ENIAOIH TYNOY A/T

Me Bdon ta 600 TPOUGCLACTNKAV OTLC TTPONYOU LEVEG IOy PAPOUE UITOPOUE
A€oV, otnpwduevol ot mpolmoBéocelg mou Ba tEBoUV ywa TN XPrAon NG
OVELLOYEVVNTPLOG TIOU B0l KATAOKEUAOTEL, va Kpivouue Kot va KaBoplooupe tov TUTO
™¢. H emdoyn autry Suvatal va TpoypaTonolnfel cwoTd Kol EUKOAOTEPA £XOVTAC TA
TIAEOVEKTNUATA KOL TO HELOVEKTNUATA TWV QVeUoyevvnTplwy opt{ovtiou Kal koBEtou
afova CUYKEVTPWHEVA, OTIWC apouatalovtal otov Mivaka 1 mou akoAouB«L.

OL Baokeg mpoUToBETELG TTOU TIPEMEL VAL LkavoTtoltnBouv yla Ty €mAoyn TUTIOU
avepoyevvntplag mou Ba  koataokevaotel oto Epyaoctiplo Mpooopowwocswv &
Mnxavoloyilkwv Kataokeuwv — SMM mepthapfavouy:

= TN XPrion o€ aoTIKO TepLBAiAov

= 10 €Aéyéluo TOU HEYEBOUG yla  EPEUVNTIKOUC OKOTOUG, HETPNOEL KOl
BeAtiotomnoinon

= 000 TO OUVOTO OLKOVOULKOTEPN Kataokeur, odol Ba ulomownBei pe dia
xpnuatodotnon kot udlotapevo e€omAlopo, alld Kal epoocov Ba ameuBUveTal
OTO HUEOO TOALTN YLa OLKLOLKI) XPHON HE TIPOOLTO KOOTOG

= péyebBog¢ kavo yla TNV UAomoinon  KOaTEpyaowwv Ot  SLaTIBEUEVEG
EPYOAELOUNXAVEC
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Avepoyevvntpleg Opiovtiov Afova Avepoyevvntpleg Kabtou Afova

= YYnAn anodoon og oxEan UE TLG
OVEUOYEVVNTPLEG KaBEToU Afoval.

= Adyw Tou UPoug Tou mMUpyou
MEYAAEG TAXUTNTEG OVELWV.

= MetaBAntol Brpatog mtepuyLa
ue BEATLOTO €AeyX0 TNG ywviag
TPOGPOANG e AMOTEAECUA TNV
uéylotn duvartr eKUeTAAAEUON
NG OLOALKAG EVEPYELOG.

= Aev amnotteital pnxaviopog

T(POCAVATOALOOU WG TIPOG TOV AVEO.
XPNOLUOTIOLOUVTOL OE OLKLOKEC
edapuoyEg omou dev elval duvatn n
gykataotaon PnAov mUPYyou Kal o€
TLEPLOXEG XOLUNAOTEPOU aLOALKOU
SUVALKOU OTIWG OLOTLKEG TIEPLOYEG.
Elval KaAUTEPEG yLo TTEPLOXEG HUE LEYAAN
TUPPN. AnAadn yLa avépoug
SLopOPETIKWYV KATELBUVOEWV.
OLKOVOULKOTEPN KOTOLOKEUN.

= TO HUEYAAO MAKOG TWV LOTWV KoL
TWV MTEPUYLWV SUOKOAEVEL TNV

Melwpévn amodoaon o oxéon Ue
avepoyevvhtpla opllovtiou dfova.

petadopd mou UMopel va
Kootioel kat to 20% tou
GUVOALKOU KOGTOUG TOU
g€omALlopo.

* Anattouvial yepovol Kot eLdIka
UNXavAHOTa Yl TNV
EYKATAOTAON.

= O 006puBogAoyo twv uPniwy
oTpodwv, 0 OMOLoG MPOEPXETAL
OO TOL UNXOVLKA HEPN KaL TNV
Klvnon twv rtepuyiwy tng A/T

Nivakog 1. MAEoVEKTHATA KOl LELOVEKTHLOTO OVELOYEVVNTPLWY KABETOU Kall
oplovtiou atova.

H xpron o aotko meplBAAAOV CUVEMAYETOL AELTOUPYLO OE XOUNAAG €vtaong
QVEUOUG TNG TAfews Twv 5 pe 10 m/s, pe €vtovoug oTpoBIALlopoUg AOyw Twv gpmodiwv
TIOU CUVAVTA O AVEHOG, OTIWE KTipLa Kal AAAa eunodia. AeSoUEVOU TOU OTL N AVEYEPON
OVEUOYEVVNTPLWY HEYAAWV SLOOTACEWY, OTIWG amalLtouV oL Tou opllovtiou dfova, Sev
ETUTPETETOL OO TNV TToAgodopia Kol Twv TtPoUnmoBEcewy mou TEBNKav, eMAEXONKE N
KOTOOKEUIN OVEUOYEVVNTPLAG KaBETtou afova TOU Asltoupyel o€ XOUNAOUG Ko
SlapopeTikwy KateuBUvoswv avépous. Emiong ol OXETIKA WLIKPEG OUTOLTOELG OF
Slaotdoelg pmopolv va koAudpBoUv amd TG umodouég Tou To  Epyaotriplo
Mpocopowwoewv & Mnxavoloykwv Kataokeuwv Slabetel kot mapdAAnAa Ba uTtdpxeL n
SuvaTtoTNTA EYKATAOTAONG O TAPATOEG, 0POdEC KTLpiwv €ite oto £6adoC.

H avepoyevvrtpla mou Ba kataokevootel Ba sival Darrieus tUMou-H pog Kat
autn anoteAel To Baoiko TUTIO AVEUOYEVVNTPLWVY KABETou afova. Emiong mpoodEpeL T
duvatotnta avaBabuwong kat TPocBAkNng HLKPOTEPNG, TUMOU Savonious OMwCG
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TIOPOUCLAOTNKE  Ttapamavw Kot  Olvet  moMamAég  emloyeg  dlepelivnong
XOPOAKTNPLOTIKWY, TIoU €TLSEXOVTAL LEAETN Kal BeATLoTOMOLNON.

Tnv emhoyr) aut Ba akoAouBroeL N CUYKEKPLULEVOTIOLNGN TOU QVEUOTTEPUYLOU
mou Ba Kataokeuaotel KaBw¢ amoteAel To BACIKOTEPO HEPOG TNG OVELOYEVVHTPLOG
adou kabopilel TNV agpoduvapikr) cupnepldpopd tng.
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2. POH AEPA KAl AEPOAYNAMIKH NTEPYTIQN

H Aegpoduvapikn anoteAel KAASO tNg MnXAVIKG TwWV PEUCTWY HUE OVTLKELUEVO
£PEUVAC KoL LEAETNG TOUC VOUOUG TIoU SLETIOUV TN pon Tou aépa i AAAWV aepiwv yupw
amnd Slddopa cwpata KaBwE Kal TN Kivnon autwy oTn por) ToU aEpa. ZKOTOG QUTAG TNG
UEAETNG €lval 1 €psuva Twv SUVAUEWV TIOU 0OKOUVTAL £TOL WOTE va €ival adevog
nipoPAEYLUN n Kivnon toug adetépou n KaAAitepn oxediaon kat BeAtiotomoinon Twv
neyeBwv toug mpog tov emblwkopevo okomod. H &g BeAtiotomoinon autr pnopet va
oxetiletal elte pe TNV emitevén pelwong TG avtiotaong otn Kivnon Tou owHaTocg, £ite
HE TNV €MiTEVEN HEYLOTNG AVTWONG KE EAAXLOTN omloBEAKouaa Suvan.

2.1 POH AEPA

Ta Baowa €(6n pong evog peuotol eival n otpwth Kot N tupPwdng. Katd tn
OTPWTN PON Ol YELTOVIKEG OTPWOELG TOU PEUOTOU Klvouvtal oxnuatiloviag Asieg (Oxt
anapaitnta eubeieg) ypaupég pong (Ypappn pong givatl n ypapun otnv omoia eival
€pAMTOYEVO TO AVUOHO TNG TOXUTNTAG PONG), XWwpPLC va Ttpaypatomnoleital avauén
HOKPOOKOTILKAG  KAlpakag petafy Suo  yeltovikwv otpwoswv. H otpwth pon
TIPOYLATOTIOLELTOL OTAV OL SUVAHELG CUVEKTLKOTNTAG (€€attiog TwV SLATUNTIKWY TACEWV,
6nAadn ot duvapelg TpLBwv mou odeilovtal oTnV Mapousia OTEPEWV TOLXWHATWV) glval
HeyoAUTEPEG amo TG Suvapelg adpdavelac. Ol OTPWTEC POEC ATMOTEAOUV BewpnTiKn
neplmtwon Kot oAU omdvia cupBaivouv otn duon.

Ytnv tupBwdn pon ta peuotd cwpatidla £xouv akavoviotn, oxedov tuyaia,
Slakupavopevn kivnon. H taxVtnta os KaBe onpelo Tou peuotol PUETABANAETAL UE TO
XPOVO 1000 Katd MuEyeBog, 600 kat katd StevuBuvon. H pory Katd oTpwoeLg LE AEleG
YPOUUEC PONG TIOU TapaTnPEital 0Tn oTpwTA por, dlaomatal TANPWS Kol cupBaivel
€VIOVN HAKPOOKOTILKA avauén petaly Sduo yeltovikwv otpwoewv. H tupBwdng pon
Tipaypatomnoleital otav ot Suvapelg adpdvelag eival PeEYOAUTEPEG ATO TIG SUVAMELS
OUVEKTLKOTNTOC.

ZNUOVTLIKA TIOPAPETPOG Tou KaBopilel Tn pon, €ival o aplBuog Reynolds mou
Slvetal amo tn oxéon 2.1:

VL VL

Re i v 2.1

omou, p elval n mukvotnta tou peuotou (kg/m), V elvat n péon toxvtnTta TOU
QVTLKELUEVOU OE OXEON HE TO LYPO ( m/s), L elval To XapaKTnPLOTIKO UAKOG TOU CWHATOG
(erudavela mou Tagldev el To peuoTo), U To Suvapko Lwdeg (Pass A N's/ mnkg/(m-s))

KOl V TO KIVNHOTLKO LEWoEeC (v = fad ) (m?/s) [3]. ExeL SlamiotwOel melpapatikd OtL, o€ pon
PEVOTOU PECA O KUALVOPLKO aywyod n pon €ival otpwth yla aplBuolg Reynolds katw

ano nepimou 4000, yia 2000<Re<4000 n pon eival petafatikr evw ylo aplBpoug
Reynolds peyaAutepoug and 4000 n pon peTatpenetal o TUpPwdn.
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2.2 H APXH TOY BERNOULLI ZE AEPOTOMEZ2

To mtepuyLa elval £T0L KOTAOKEUOOUEVO WOTE OTO TTAVW UEPOC TNC ETLPAVELAG N
pon aépa va €xeL HeyaAUTEPN TaxUTNTO OO OTL OTNV KATw TAgUpd. Auto cupPaivel
OL0TL 0 agpag €xel va Slavioel peyoAUtepn anodotoon otnv avw ort’ OTL oTn KATW
TIAEUPA, OMWC TopoucLAaleTalL Kal otnv Ewkova 13.

Mewopsvn wieon

Aviypevn wieoy
Ewkova 13. Por agpa tnVv emidpAVELD AEPOTOUNG.

H apxn tou Bernoulli AésL OTL N CUVOALKN eVEpyela VOC peuaTol Ot Kivnaon
Tapapével otaBepr, apa n mieon otnv mavw emipavela Tou $TePOU elval HLKPOTEPN
SL0TL N pon agpa elval TaXUTEPN EVW OTNV KATW eMLPAVELX OTIOU N pOr €lval TILo apyn, N
miieon auéavetal. Aoyw tng dwadopdg mieong Snuoupyeital pwoe dvvoun n omoia
OTIPWXVEL TO PTEPO MPOoG T MAvw. H Sduvaun autr) ovopdletal dviwon. Ta mrepuyLla
elvat agpoduvapikd oxfiuata ta onoia ival GTlayuEVA e OKOTIO VAl ETILTUYXAVOUV ThV
KaAUTEPN Suvath Avtwan e 600 To SuvaToV ALYOTEPEC TPLREC Kal avtiotaon agpa.
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2.3 TEQMETPIA AEPOTOMHZ KAl AYNAMEIZ ZE AYTH

® ©® ©

. h 40 rof—— Miéywro miryos
rive tov yeihoug F% ; ; (3 Méonxupmiiy
mpooforig : v emupicvers

S Tpuwm yopdic—
/ i
Xethog Kitte cmpiveu
rpocfoiis | @ @ | Xeihag
Kopdn | exgupis
Ocon pepwns
}- Kopmohg

Ewova 14. ewueTplol AEPOTOUNG.

Onwg moapouotdletal kat otnv Ewova 14, ta kUpLa XOPOKTNPLOTLKA €VOG

TITEPUYLOU €lval:

Vi.

Vii.

viii.

oTLypn

H kolAn emudavela mov ovopdletal xellog npoomtwong( leading edge)
akoAouBoUpevn armo pa axunen akun dtaduync (trailing edge)

iii. Hxopdn,ouvdéeL tnv akun npooPBoAng(leading edge) pe tn akun ekpuyng(trailing

edge)

Avw erudpavela(upper surface)

Kdtw emupaveia(lower surface)

H péon ypappi(H camber line),loaméxet amo tnv dvw Kat tnv KAtw emnipavela
KOTa LAKOG Tou Tttepuylou. Emiong elvat onpovtikn MapAapeTpog we avadopd ta
0EPOSUVOULKA XOPAKTNPLOTLKO TOU GTEPOU

H péylotn kuptdtnta(max camber), n 6€on tng péyLotng kuptotntag Bonbael va
kaBoplotel To oxNUa tTNG HEONG YPAUUAC. AUTEC OL TTOOOTLTEG eEKPpAlovTal UE
KAGOUO N TTOGOOTO TNG XopPon¢.

To péyloto mayog Kat n 6€on tou Bonbdesl otov KaBopLOUO TOU GXAUATOG TOU
TTepUYioU Kal ekPpAlETAL WG TTOCOOTO TOU UAKOUG TNG XOPdNG.

O KUKAOG OTNV aK TTPOGBOANG LE KEVTPO OTNV HECN YPAUUN EkPPAlEL ThV
KUPTOTNTA TNG OKUAG TIPOOTITWONG.

Avtwon Kal omioBgéAkovoa ovopalovtal ol 800 SUVAUELG TIOU EMEVEPYOUV KABE
EMAVW OTA TITEPUYLA (KOL O€ OTIOLOSATIOTE CWHLA TTOU SLEPXETAL ATIO €va PEV A

a€pa) Kot €xouv TApeL Ta cUPBOAAG Toug (L kot D) amod tig ayyAweg Aé€eig Lift kal Drag
avtiotolxa. H dvtwon €xel dtevBuvon kABetn oe auth TNG OXETIKAG TaXUTNTAG TOU
aveépou. H omioBéAkouoa €xeL tnv dla StevBuvon pe autrh TG OXETIKAG TaxUTNTAG TOU
QVEHUOU WG Ttpog Ta ttepLyLa (Relative wind).
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Avtwon _ _ syuotdioa

Sovapn

~__ Xopén

S

Muvic _‘_
TIPOCTITWON

Avepog

Ewkova 15. Avtwaon Kal onioBehkouvoa Suvaun.

Avtwon eival n duvaun mou KAVEL Eval 0EPOTTAGVO Vo TIETAEL €00 Kall TO OVOUa
T6G. H davtwon efaptdtal amd Tn ywvia mpoomtwong, 000 UKPOTEPN €ival n ywvia
TIPOOTITWONG TOOO ULKPOTEPN €lval kat n avtwon. Mabnuatikd n Suvapikr Aviwon
ekdppaletal wg:

L:%pUZACL 2.2

onou, Cl o ouvteAeotr¢ avtwong (Lift Coeficient) o omoloc meplypddetol mapakdtw, p N
TIUKVOTNTO TOU peuotou, A n emddvela Tou cwpatog kabeta otn pon, U taxltnta Tou
CWHATOC WG TPOC TO PEVOTO.

OruoBéAkovoa eivat peytotn av n StevBuvon tou peuotol eival KABeTn otnv
EMLPAVELN TIG AEPOTOUNG EVW gAGxLOTN av N dtevBuvon tou peucotoUl eival TapAAAnAn
NG OEPOTOMNG. 2 AANEC TEPUTTWOELG HoG evlladeEpel n omwoBéAkovoa (Ty.
avepoyevvnTpLo. Savonius) kot o€ AAeg O€éAoupe va TNV MELWOOUME (M.X. OTO
O.EPOTIAGVO).

To XQPAKTNPLOTLKA TNG AVIWONG KoL TNG omloBEAKouoag Teplypadovtal amno
TOUG ouvteAeoTég aviwaong Cl kat omoBEAkovoag Cd, avtiotowa. MNa tnv emloyr TUTOU
O0EPOTOUNC elval Baokd va yvwpiloupe toug ouviedeotég Cl kol Cd, kaBwg o Adyog
Cl/Cd B€houpe va gival 600 To Suvatov HeYAAUTEPOC, WOTE Va €XOUKE KOAN arnodoon. H
pnadnuotikn eplypadn twv cuvteheotwyv Cl kat Cd didetat otnv 2.3 mou akoAouBel:

Cd=1L Kol Clzé
= VA = oV2A
2 2/7 2.3

omnou, L n avtwon (N), D omioBéAkouoa (N) ,V n taxvtnta, A, (m? ) n emubdvela tou
Spopéa Kat p n MUKVOTNTA TOU PEVCTOU.
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Yto Slaypappa tng Ewkovag 16 amelkoviletal o cuvteleotnc avtwong (Cl) wg
npo¢ Tov ocuvteheotn omioBéAkouoag (Cd) tng aegpotoung Naca0015 yia Siadopoug
apOpoug Reynolds.

1.50 -
1.00 -

0.50 4

B Re=50.000
Re=100.000
0,00 - Re=200.000
, B Re=500.000
Hil l Re=1.000.000

Tuvtshsotncg Avtwoncg Cl

-1.00 <

=1.50 -

0.00 0.02 0.04 0,06  0.08 0,10 0.2 0.14

Fuvtshsotnc OmobBedkovoac Cd

Ewova 16. Mpadnuo cuvteAEOTH AVTWONG WG PO CUVTEAECTH OTILOBEAKOUOOG YL
Sdladopetikolg aplBuoug Reynolds.

H ywvia mpoofoAng i mpoonmtwong (angle of attack/incidence) sivat n ywvia mou
oxnuatiletal and tn xopdn Kol TN OXETIKA TaxUTNTO TOU avépou. H avtwon eival
anotéleocpa ™G ywviag mpoomtwong. H ywvia B ovopdletar ywvia BrApoatog
(pitch/setting angle) kot eivat n ywvia mou oxnuatiletal amd tn xopdn Kol amd to
eninedo meplotpodnc tne EAkag tng avepoyevvntplac. H ywvia pong ¢ (flow angle)
elvat to abpolopa Twv ywviwyv a (ywvia mpdomtwong) kat B onwg napouotalovial otnv
Ewova 17.

OmoBiikovoa D

Ewkova 17. Twvieg a-nmpoontwong, B-prunatog kot ¢ (=o+p).

23 | TEI KpAtng — Mapaptnuo Xaviwv Tunpa Ouotkwv Mopwv kat NeptBaiioviog



A
NwkoAaog Quada

SIMULAT IONS
MACHINING
MANUFACTURING

To meploootepa TrepUYLa Xpeldlovtal Oetiki ywvia mpdéomtwong ywo thv
napaywyn aviwong. 0co peyaAltepn eival n ywvia mpooBoAng T10oo peyalutepn elval
N QVtwon, av OMwG N ywvia yilvel OpKeTd HEYAAn, TOTE otnv MAVW EemidAavela
oxnpatilovtal otpoflAlopol kaL n Aviwon Melwvetal anotopa (stall). Ztnv Ewova 18
mapouctaletal n cupmepLbopd Tou avépou kabwg StEpxetal amod TNV emidAveLd TNG
OLEPOTOUNC VL0 SLAPOPETIKEG YwVieg poomtwonc. Onwe ¢aivetal kot otnv Ewkdva, yla
undevikn ywvia mpdomtwong n pon eival otpwti kad’ 0An tnv didpkela emadnig tou
0EPA UE TNV EMLPAVELD TNC AEPOTOWNG. XTO XEIAOG EKPUYNC UTIAPXEL Eva OnpEio Tou N
oTPpWTH pon yivetal tupBwdnc. MNa ywvia mpdontwaong ion He 5 LOLPEG TO oNUEL0 AUTO
petadépetal ehadpd mPog TNV EMLPAVELA TNG ALEPOTOMNG, EVW YLA YywVia TPOOTITWONG
lon pe 16 poipeg to onueio SlaxwpLopol TG PONC UETOPEPETAL AKOMO TIOLO UMPOOTA
otV emPAVELQ TNC AEPOTOLNG LE AMOTEAECUO va udioTaTtal péylotn avtwaon. TEAOG yLa
ywvia mpoomtwong ion pe 20 poipeg €xoupe tupPwdn pon He amotéAdeopa Tn pelwon
NG AvIwong Kat LeyaAn avénon tng omoBéAkouoag Suvapng.

Inueio Swoywpiopol

o ~l

R
TupPwéng pon
Inusio Suaywplopod

e @ T/ Hetaxwsits wzpcm:u
Meywotn n ; ;
Avtwon Ep[iI:TEpté.J pstaancrr]
. G onuslou Siaywplopol

18* S .

e ‘:—T'-u,

—
S
——__\_'—“'-._,_‘_‘1_\__\-_:"1 . -
— %

Meyadhn smupdvero

S — wpBwdouc pon
o s > —PPiboug poris
i - 5 2Ty~
Melwonaviwo e S L et
n ne et 7

AlEnon omwoBshkovoac
Ewkova 18 .Zuumnepldopd pong avépou yla Sladopeg ywvieg mpoomtwonG.

2to Sudypappa tng Ewkovag 19, amewkovilovtal n KPLOLUEG YWVIEG TIPOOTITWONG
YLOL AEPOTOMEG UEYAANG KAUTTUANG, LLKPNEG KAUTTUANG KOl CUMMETPLKAG KAUTTUANG.
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+ 1 ALpOTOUF PeydAng
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Ewova 19. Mpadnuo CUVTEAECTA GVTWONC YLO. EPOTOUEC SLOLPOPETIKNG KAUTTUANG.

2.4 TYNOI AEPOTOMQN

OL mpwteg LeAETEC agpoTOpwWV Egkivnoay to 1800. BEBata amod TOTE ATAV YVWOTO
OtL av tomoBetnBel pia eminedn emudpdveln oe ywvia wg mMpog pio por) avéuou
napayetat dvwon. Eniong €ywve tote ywwoto OTL oL KOUTUAEG eMLdAVELEG Elval TIOAU TiLO
OTTOSOTIKEG. ATIO TIG TPWTECG KATAYEYPAUUEVEG EPEUVEG OTO OXH MO TWV OEPOTOUWV ivall
tou H.F Philips, o omoilog amotunwoe 10 oXAMA TWV PTEPWV TWV TIOUALWV yLa TV
Snuioupyla. HLOG OELPAC OEPOTOMWY KOL N €PEUVA E£YLVE OE MOl OO TLC TIPWTEC
oepoolppayyec. AkohouBnoav £peuveg MOAMWY ETWV WOTE Ol OEPOTOUEC VA TTAPOUV
NV popdn mou €xouv onuepa. H Lotopkn €§EALEN TWV OlEPOTOUWY TTAPOUCLALETAL OTNV
Ewova 20.

INUOaVTKO AApa otn PeAtiwon kat €EEAEN TwV OEPOTOUWV QTOTEAECE N
eudavion g Bswplag twv aegpotopwv Joukowski. H Bewpia auth emétpede 1t
OUOTNUOTLKA KoL VeEAPTNTN HEAETN TNG EMISPOIONG TOU TIAXOUG TNG LEPOTOMNG KOL TNG
HEONG YPAUMUAG TNG TMAVW OTO OlEPOSUVOLKA XOPAKTNPLOTIKA TNG AEPOTOUNG, OTWG
auta ekppalovral pe Toug ouvteheoteg avwong Cl kat portrig Cm.

OL aepotopég xwpilovtal oe SU0 KATNYOPLEG, OTLG CUUUETPLKEG KOL OTLG WUN
OUMMETPLIKEG., Ol OUMMETPLKEG €XOUV TNV TAVW KOL TNV KOATw emiudpdavela iStec. Ot
OEPOTOUEG QUTEG €lval TIOAU SL0SESOUEVEG KOl CUXVA CUVOVTLOVTOL O EALKOTITEPA OE
oVTAleEG vepoU Kal Ot avepoyevwwnTpleg KoBétou afova. H AAANn peydAn katnyopia
OLEPOTOUWY ELVOL OL LN CUMUETPLKEC OTIOU N TIAVW UE TNV KATW EMIPAVELA TIOLKIAOUV WG
T(POG TOV OXESLAONO TOUG. H Avwon Tou EMITUYXAVETOL UE TLG AEPOTOUEG QUTEG Elval
TIOAU HeyaAn Kot TTOANEG PopEG pe UNSEVIKN Yywvia TIPoaBoAng, avaAoyo TNV AEPOTOUN.
OL Lo ouVNBELG XPAOELG TOUG gival ot aepookAdn AAAd KoL OE OVELOYEVVITPLEG.
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Ewkova 20. lotopikn €€EALEN OlEPOTOUWV.

Me Bdaon tn BBAloypadio oL TUMOL TWV OEPOTOUWY TIOU XPNOLUOTIOLOUVTOL
TIEPLOCOTEPO OE AVELIOYEVVNTPLEG OVAKOUV OTNV OlKoyEveLa potuntwyv NACA. Ta apxka
NACA (National Advisory Committee for Aeronautics) onuaivouv EBvikn ZupBouAeuTikn
Ertponn yla thv Agpovauryikn, n omoia 6pubnke to 1915 pe okomo tnv €peuva. H
NACA nopouciooce Oe€lpeg aepOTOUwWY TIou PBplokouv epapuoyEg PEXPL ONUEPA. Z€
0EPOOKAPN, AVELOYEVVNTPLEG, EALKOTITEPQ, AVTALEG VEPOU K.a.. TO OXN O TWV OLEPOTOUWY
outwv Teplypadetol amo okoAouBoupeva Pndia peta tn Aé€n NACA, to ormola
ELOAYOVTAL OE OUYKEKPLUEVEG €§LOWOELG Kol Slvouv pe akpifela Tn yeEWHETpLA TNG
OlEPOTOUNC. Emeld} amoteAoUV TNV OLKOYEVELX TWV OEPOTOMWYV TIOU £XOUV UEAETNOEl
TIEPLOCOTEPO KAl N OUumePLPOpd TOUG E€ilval N TAEOV  KATAYEYPOMUEVN OTh
BBAoypadia, n emthoyr) TOou TPOTUTOU TOU TtEpUyYiou Oa avAkeL o€ auth TNV
olkoyévela. OL oelpég Twv agpotopwv NACA meplypddovTal mapaKaTw.

2.4.1 Terpayndra aepotopn NACA

Ot tetpayndieg aspotopég NACA akoAouBouvtal amnod técoepa Pndia HeTA TN
Aeé€n NACA (Naca mpXX). To mpwto Yndio cupPoAiletal pe m kat ival n péyLotn Tl
™S KapmuAng(max camber) og % tng xopdnc, To déutepo Yndio cupPoriletal pe p Kat
pag Sivel tn B€on TNG MEYLOTNG KAUMUANG o€ Sékata tng xopdng amo to Xeilog
npooPBoAng.Ta duo televtaia Yndia pag divouv to PEYLOTO TAXOG TNG AEPOTOUNAG O %
™¢ xopdnc. H MAEoV yVwoTH AEPOTOLLI TNC OLKOYEVELAG AUTHG €lval n agpotour 4412, n
omoila €xeL PEyLoTo TAX0G 12% tng Xopdng, n B€on tng UEYLOTNG TIUAG TNG KAUTTUANG
(max canber) elvat to 40% tng X0pdNG Kal To PEYLOTO TMAATOC eival To 4% tng xopdnc. Nna
TNV KATOOKEUN TNG OLEPOTOUNG PwWTa opilovtal oL akpaieg TIHEG Tou X amo 0 ewg c,
OToU € To MAKOG TNG Xopdng. H kevtpukn kaumUAn (BA. Ewkéva 21 )opiletal amo Tig
TIOPOKATW EELOWOELG:

_M

Yc= . (2px—x?),0< X< p kat Yc= (1-2p)+(2px-x%), p<X<C 24

2

(1-p%
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H katavoun Tou maxoug mavw(+) Kot KATw(-) armo TNV KEVTIPLKA YPOUUN
urtohoyiletal amo tnv e€lowon:

Yt = % (0,29694/x — 0,1260x - 0,3516x> + 0, 2843%° — 0,1015x*) 2:5

TENOG yLoL TOV UTTOAOYLOMO TNG MAVW KAl TNG KATW €MLPAVELNG TNG OEPOTOUAG
xpnotyormolovvtal ot eflowoelg Xu= X —ytsind, Yu=Yc+Ytcosd vy tv mavw

empavela kot XI = X +YtSnd , Y1 =Yc—-Ytcosé yia tnv katw enudavela. Ot Seikteg u
kat / SnAwvouv TNV TAvw Kat TNV KATw emipaveLa.

Afovacgy

— Névw emuddvera Kevtpur) kapmoin

Xethog npoogfBolrg Xeihog exduyrc

i s —

e

(0,0} [ S— — Afovag X (0,C)

Ewkova 21.Kevtplkn KOUTUAN, TAVW Kal KATW ETLPAVELA AEPOTOWNG.

2.4.2 Nevrayndia agpotopl NACA

BeAtiwon twv aepotopwv 4 Yndiwv tng NACA amotédece n eudadavion twv
oEPOTOHWY 5 Pndilwv. ITIC AEPOTOUEC AUTEG N BECN TNG HEYLOTNG KUPTOTNTAC TNC LEONG
YPOUUAG LETADEPONKE KATA TO SUVATO UMPOOTA yLa va au§nOel 0 PEYLOTOG CUVTEAEDTNG
avtwong tg aegpotounc.To mpwto YPndio otav moAamiaociootel pe 0,15 Sivel tov
ouvteheotn avwong Cl, To evutepo kal to Tpito Yndio otav datpebouv pe to 2 divouv
TNV amooTaon TOU ONMELOU MEYLOTNG KOUMUANG amo to Xeilog mpooBoAng oe % tng
xopdnc¢. To tétapto Kal meunto Pndilo ekdpdlouv To HEYLOTO TAX0G 0 % TS Xopdne.Ma
napddelypa n agpotoury NACA12045 €xeL ouvteheot dvwong 0,15, To PEYLOTO TLAXOG
elval 45% tng xopdn¢ kal Bpioketal otn B€on 10% tng xopdrg armo to xelhog mpooBoAnG.
o Tov UTTOAOYLOUO TNG AEPOTOLNG TIPWTO opilovTal oL akpaieg TLUES Tou X armo 0 ewg ¢,
Omou ¢ to UNKog tNG xopdng(Ewkdva 21). H kevtplkn kapmuAn opiletal amnod tig duo
oKOAoUBeG e€lowoELC:

K1

3
Yc:?[x3—3mx2+m2(3—m)x] yla 0<x<p, Yc= Kim

6

(1-x) yla p<x<1

M'vwpifovtoag to p umoAoyilovtat ot TIHEG Tou m Kat K1 oL omoieg dpaivovrtol
avaAuTika otov Mivaka 2:
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Kevtpikn KopuruAn O£on HEyLoTNG KOUUAnG (p) M K1
210 0,5 0,0580 361,400
220 0,10 0,1260 51,640
230 0,15 0,2025 15,957
240 0,20 0,2900 6,643
250 0,25 0,3910 3,230

Nivakag 2. Tywég m kat K1 yia Stadopeg TLIEG TNG KEVTIPLKAG KAUTTUANG.

O umoAoylopog TnG Slavoung tou mayoug vivetal pe tnv (dla eéiowon mou
xpnotpomnoifnke ywa tnv tetpaidla agpotopur). O UTIOAOYLOUOG TWV CUVTETAYHEVWVY
NG Avw KAl TNG KATW eMAveLg yivetal emiong omwg otnv tetpadridla agpoTtoun.

2.4.3 E¢aynodia agpotopury NACA

'OAeg oL aepOTOUEG TToU avadEPOnKav €lval AMOTEAECUA EUTELPLKAC oXedlaong
KOl EKTETOAUEVWVY TIELPOPATWY OE AEPOSUVALLKEG onpayyeG. OL aepoTtopég 6 Yndiwv Tng
NACA amoteholV TIC MPWTEG OEPOTOUEG TIOU OXESLACTNKAY BEWPNTIKA, WOTE VO £XOUV
bedopévn katavoun nieong. H katavoun mieong eivat tétola, wote va dlatnpeital katd
T0 SuvaTtd OTPWTIA pon YUPW OO TNV OEPOTOMN, AP KoL XOUNAOG OUVTEAEOTAG
avtiotaong TG agpotounc. ETol, ol AEPOTOUEG QUTEC £XOUV TO HEYLOTO TTAXOC TOUG Alyo
TIPOG TA THOW OXETLKA LE TG OLEPOTOUEG AAAWY CELPWV LE OKOTIO TNV KaBuoTEPNON TNG
HETABOONG TNC OTPWTAC pon¢ oc tupPBwdn. MNa otabepr] T $OPTIONS TWV AEPOTOUWYV
QUTWV KATA T Xopdn, n e€lowon tng HEoNC ypappng divetal amo tn oxéon:

Ye_ _C_“[(l—f) In1— )+ Zin(%)]
c 4 Cc c ¢ ¢

2.7

Eivat pavepod ot n ekhoyn tou cuvteheotn Cli kaBopilel tn péon ypapun, aflo
b€ moapatipnong eival OTL OL TETOYUEVEG TNG MEONG YPAUUAG €lval avaloyeg tou
ouvteleotn Cli, yU auto kat cuvnbwg otn BLBAloypadia avadEpetal n LECH YPAUUN YLO
Cli povada. OL agpOTOUEG AUTHG TNC OLKOYEVELAG Xapaktnpilovtal ano 5 Yndia. Stnv
agpotoun 64-212 yia moapddelypa, To mpwto Yndio SNAWVEL OTL AVAKEL OTLG LEPOTOUES
6-Pndiwv. To déutepo Pndio kabopilel Tn BEon TNG HEYLOTNG TLECNC OAV TTOCOOTO TNC
xopdng, 1o Ttpito Yndio kabopilel tov ocuvtedeot dvwong otnv daviki ywvia
nipoomtwong kot ta duo teAeutaia Sivouv To PEYLOTO TIAXOG WG TOCOOTO TG XOPSNG.
AMEG OLKOYEVELEC OEPOTOUWY TIoU €xouv avamtuxBel amd tn NACA eival n ospa 1,
O£lp@ 16, olpd 7, TWV OMOLWV TO XOPAKTNPLOTIKA TOUC TIOLPOUCLALOVTOL CUVOTTTLKA OTOV
Mivaka 3 [4]:
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NACA NMAEONEKTHMATA MEIONEKTHMATA
4-Wnoiwv . KaAd xopaktnpLotikd 1. XapnAog péylotog
OTOKOAANONG OUVTEAEOTNG AVWONG
. Mwpn peTaTOnon Tou KEVIPOU 2. IXETIKA uPnAn
Ttiieong yla peyalo evpog avtiotaon
TAXUTATWY 3. YYnAn pormr mpoveuong
. Muwpn enidpaon tng tpaxvTnTag
5-Wnoiwv . YUNAOC UEYLOTOG GUVTEAECTNAG 1. METpLa XapaKTNPLOTIKA
avwong amokOAAnong
. XapunAn porn mpoéveuoncMikpn 2. IXeTka uPnAn
enidpacn tng TpaxvTNTAC avtiotaon
Yelpa-16 . ATtoTpémnel KopudEC YapunAwy 1. IXETIKA HIKPH Avwon
TUECEWV
. Mwpn avtiotaon og UPNAEG
TOXUTNTEG
Jelpa-6 . YYNAOC UEYLOTOG OUVTEAECTNAG 1. YYnAn avtiotaon £€w
avwong arnd tnv nepLoxn Twv
. MoAU xapnAn avtiotaon os éva BEATIoTWY cUVONKWV
ULKPO VPOC CUVONKWV Aettoupylag
Aettoupylag 2. YYnAn pormn mpoveuong
. Exel BeAtiotonownBei yia upnAég 3. METpLo XOpaKTNPLOTLKA
TaXUTNTEG amokOAAnong
4. ‘Evtovn gvawoBnoia otnv
TpaxuTnTA
Zelpa-7 . MoAU xaunAn avtiotaon o€ pkpd | 1. MeLwEVOG LEYLOTOG
€VpPOG oLVONKWV AeLToupyioag OUVTEAEOTNG AVWONG
. XaunAn pormn mpoveuong 2. YYnAn avtiotaon £w
arnd tnv nepLoxn Twv
BéATLoTWY cLUVONKWV
Aettoupylag
3. METpLo XOpaKTNPLOTLKA
QmoKOAANONG
4. Evtovn gevaloBnoia otnv

TpaxuTnTA

NMivakag 3. MAgovekTpaTo KOl LELOVEKTHAMATA OELpwV agpotopwy NACA.
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Ma TV emloyn TG AgPOTOMNS Kal cUpdwva HE 0oa avadpEpBnKay mapamavw,
UEAETNONKE n por TOU OVEMOU yUpw amd TIG OEPOTOUEC. JUUPWVA UE TNV apxn Tou
Bernoulli n mieon ot CUPMETPLKEG aEPOTOUEG elval Lo oTNV TMAVW Kal OTNV KATW
emdavela, Aoyw tou OTL N por Tou aépa sivol iSla, evw oTIC aoUUUETPEC, AOyw TNG
KQUTTUAOTNTOG, N poN Tou a€pa elval SLadOPETIKA E CUVETELD N KATAVOUN TNG TEONG
va oAAAZel. Aedopévou OTL n avepoyevvhTtpla ou Ba kataokevaotel Ba duvatal va
tomoBetnOel kKoL o aoTIKO TEPIBAANAOVY, UE AYVWOTEG KATEUBUVOELC AVEUWY, N EMLAOYN
TOU TIPOTUTIOU TIPETIEL VAL ELVOL TETOLA TIOU Va. ETULTPEMEL TN SLeaywyr CUUMEPATUATWY
ovaloya He TIG TEPLBAANOVILKEC OuvONKec Aettoupyiag. ITOXoC¢ AoUmov elval n
Sle€aywyn UETPNOEWV NG amodoong tng avepoyevwntplag o SLadOPETIKEG YWVIEG
TIPOOTITWONG TNG AEPOTOUNG WG TIPOG TOV AVEUO, WOTE va BpeBolv oL BEATIOTEG YWVIES
yla LEYLOTN amodoaon TNG aveEUOYEWWNTPLAG TTou Ba Kataokevuaotel. Mpémet va emlexBetl
AOUOV TPOTUTIO PE TIC €AAXLOTEC SUVATOV AYVWOTEC TIAPAUETPOUC EMLPPONG OTNV
aegpoduvapkn ocuumepltdopd Tou. EGOCOV OTIC CUUUETPLKEG OEPOTOMEC N KOTOVOUN
niieong eivat dla Ba xpnoluomolnOel CUUHETPLK AEPOTOUR WOTE TA CUUMEPATUATA
mou Ba mpokUPouv va eivatl aodadr). OL Lo GUVNBELC AEPOTOUES VLA OLVEUOYEVVITPLEG
tumou Darrieus sivat ot NACA0018, NACA0015 kat NACA0012 [11,12], &uotL £xouv
uPnAolg ouvieAeoTeég Aviwong yla xopnAoug oaplBuoug Reynolds. Me Bdon ta
TIOPATIAVW, N QEPOTOMN TIou eTAEXBNKe va kataockevaotel givat n NACA0015 otnv
omoia to PEyLoTo Taxog Tou Tpodil Bpioketal petafl twv AAwv dU0 TPOTUTIWY, OTIWG
nieplypadnke atnv nponyoupevn MNapaypado. Me Tov Tpdmo auto Ba sival Suvath kot
N e€aywyn CUUMEPACUATWY KOL yLa TIC AAAEG SUO aePOTOUEG, EPOOOV YIVEL OVAAUGH TNG
ouumepldopAdg TNG OVEMOYEVWNTPLAG Yyl SLadOpETIKEG YwVieG TPOOTTWOoNG ota
TtepUYLA, OE TPAYUATIKEG CUVONKEG.

2.5 AIAZTAZIOAONHZH ANEMOTENNHTPIAZ BAZH THZ MAPATQMENH2Z
ENEPTEIAZ

H evépyeLa TTOU TTOPAYETOL QIO TNV KLVNTLK EVEPYLA TOU QVEROU €lval:

1

2.8
P==p9Vv?
P

émou, V n toxUTnTatou avépou (m/s), S n emiddvelo tou Spopéa (m?) Kot p n MUKVOTNTA
Tou aépa Kg/m®

Ze bebopévn mieon kot Beppokpaocia (T=273K, P=101,3Pa), n mponyouuevn
eélowon yivetau:

Pw=0,647SV? 2.9

Mia avepoyevvntpla Sev pmopel va mapetl to 100% tng EVEPYELOC TOU QVEUOU
SLOTL LEPOC TNG EVEPYELAC OUTAC KATOVOAWVETOL 08 AANAYEG TNC TILEONG KOTA KOG TOU
TITEPUYLOU AOYW TNG YEWUETPLAG TOU. AUTEG OL AAAAYEG KATAVOUNAG TNG THLEONG LELWVOUV
TNV TaxUTNTA TOU OVEHOU, LE QTIOTEAECUO TNV EKUETAAAEUON LEPOUG TNG EVEPYELA TOU
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avépou. H pnxavikn oxug (Pm) mou pmopet va anoppodnBel and tov dvepo os pia
W6avikn avepoyevvAtpLla Sivetal amo tnv efiocwon
1 ,16
Pm== p(==)SV?
2757

2.10

Ytnv eflowon 2.10 to gpPado S, dnlwvel to eufadd cdpwaong Twv TTEPLUYIWV TNG
ovepoyevvnNTpLaG. Ma pila avepoyevwntpLlo kaBétou afova tumou n e€iowaon yivetad:
S=D*lb 2.11

Omnou S 10 guPfado ocdpwong(m?), D n Sdpetpog(m), kot b To pAKOC Twv
1
nitepuyiwv. H otabepa 2—3=0,593 TIPOEPXETOL Ao TO Oplo Tou benz. H otabepd auth

opileL OTL 10 59,3% Qo TNV EVEPYELD TOU QVEUOU UTTOPEL var SECUEUTEL oo pia lbavikn
avepoyevntpla. Omwg Kal va €XeL auto yivetal povo oe Bewpntikd enimedo. e
TIPOKTIKO emtimedo n amodoon HLag oVEUOYEVWWNTPLA Umopel va ¢taoel to 35-40%. Na
onUeLwBEeL emiong OTL N MTwon TG Mieong KATA KLAKOG TwV MTepuyiwy elval oAU pLkpn,
™G tdéewg Tou 0,2%. Apa n e§iowon 2.10 unopet va ypadtel wg €€Nng:

Pm=Cp* Pw 2.12

omnou, Cp o cuvteleotnc amodoong. O cuvieleotn¢ amodoong €aptdtal amd thv
TaxUTNTA TOU AVEUOU, TNV TOXUTNTA TEPLOTPODNAG KL OTLG TTAPAUETPOUG TWV TITEPUYLWY,
ywvia BRpatog kot ywvia mpoontwong. H ywvia BApatog otnv avepoyevvitpla tumou-H
Bploketal avapeoa otnv katevBuvon meplotpodng Kal otn xopdr tou mrepuyiou. MNa
OVEUOYEVVNTPLEG LE oTaBepr ywvia BANATOC, 0 GUVTEAEOTAG LOXVOG Elval EEOPTWIEVOG
aneuBeiag and to ouvtedeot) A (Tip speed Ratio - TSR). O cuvteleotng A eival n
TIOPAETPOC TIOU GUVEEEL TNV YWVLAKI TaxUTNTO TOU POTOPO TNEG OVELOYEVVATPLAG, UE
TNV TaXUTNTA TOU QVEUOU Kal SLVETAL OO TOV MOPOKATW HABNUATIKO TUTTO:

_O*R 2.13
Y

A

Ornou Q(rad/sec) n ywviakn taxutnta, R(m) n aktiva tou potopa kat V(m/s) n taxvtnta
TOU QVEUOU.

MLa onUOVTLKA TOPAUETPOG TNC aVEUOYEVVATPLOC Darrieus tOmou-H eival to
solidity. O ocuvteAeotig A (TSR) yila pia Tétola avepoyevhiTpLla Kupaivetal petau 2 kat 6.
O ouvteleotic A mpoodlopilel To solidity amo to ypadnua tig Etkovag 22 [5].
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Tuvteheotnc A (TSR)
Ewkova 22. Solidity wg npog ouvteheotn A (TSR).

216)0G €lval n Kataokeun avepoyevntplag Darrieus yla xapunAoUg aveéUOUG TG
Tagews Twv 5 €wg 10 m/s. Mia péon évtacn UMOPoUE va ToUpE OTL elvat ta 7 m/s. H
OVEMOYEVVHTPLO TToU Ba Kataokeuaotel B€Aoupe va mapayel pia péon toxy 500w. Edv
otnv eflowon 2.10 avtikataoctabel omou P =500w, Omou ,0:ZIJ<g/m2 (mukvotnta
agpa), V=7m/s katL n efiowon AuBel wg mpog S (EuBado) to amotéAeoua eivat
S=5n". Onwc £xet €i6n avadepBel n avepoyevvATPLA TTOU Ba KATACKEVAOTEL lval yla
aoTKO TEPLBAAAOV kol Ba TomoBeTNOEL T.X. OE TOPATOEG OTUTIWV ME QATIOTEAECHA va
elval emBupunti n opoldopopdn Katavoun Tou cuVoALKoU epBadol. EmAExBnke Aoumov n
TEPLUETPOG va LooLTal pe D =2,5m kat to UPog dl = 2m Omou To YLVOUEVO TOUG €ival
S=5n" cUudwva pe v efiowon 2.11. Stov MNivaka 4 daivetat n WoxLE ya Stddopeg
TaxUTNTEC avépou av otnv efiowon 2.10 aviikataotadel dmouv S=5n7.

ToyVutnTa AVEUOU

Mapayopevn Loxuc

U=3m/s Pw = 40w
U=5m/s Pw = 185w
U=7m/s Pw = 508w
U=8m/s Pw = 758w
U =10m/s Pw = 1480w

Mivakag 4. EVOEIKTIKN LoXUG YLO TLLEG avEpOU 3-10 m/s.

TéAog Ba umoloyLotel n xopdn TG aepotoung oUWV HE TG SLAOTAOELG TNG
avepoyevvhtplag. Av to eppado tou potopa S moAlamAaciaotel pe to Solidity kat To
anotéAeopa Stapebel pe Tov aplBud twv mrepuyiwy, dnAhadn to 3, divetal 1o eppado
ToU KABe mrepuyiou mou eivar 0,5mP. And tnv Ewéva 20 yia Tsr=2 to Solidity eivat 0,3.
Av 10 eppado tou mrepuyiou Sialpebel pe 1o VYOG TOU podTopa-TITEPUYIOU biveTal n
xopdn ¢=0,25m. Zupudwva LE TOUG TOPOTIAVW UTTOAOYLOHOUG OL TEALKEG SLOOTACELG
Tou Tttepuyiou NACA0015 Ba eival pinkog 2m kat xopdr) ¢ =0,25m.
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3. MONTEAOMNOIHZH ZYNAPMOAOIHMATOZ ZKEAETOY

KAAOYNIOY ANEMOMTEPYTIOY

Computer Aided Design (CAD) 1 oxedlacpog pe tn Ponbeta nAeKTpOVIKOU
UTIOAOYLOTH, ME OKOMO Tn Onuioupyia, TNV TPOomomoincn, tnv avalucn Kot thv
BeAtotomoinon evog Swodidotatou (2D) 1 evog tpodidctatou (3D) oxediou.
Xpnotpomoleital yla tnv avénon tng mopaywyLlkotntac o Blopnyavikd eninedo, avéavel
KOTA TIOAU TNV ToLOTNTA KAl TNV AEMTOUEPEL TOU oxedlou, BEATLWVEL TNV EMLKOWVWVIA
petafl twv oxedlaotwy kat gival duvatn n dnuoupyia Baong dedopévwy yla pallkn
napaywyn. To meplBaAlov Aettoupylog TETOLWY AOYLOULKWY &gV TtepLopileTal o omAd
ox€010, aAAG emektelveTal o€ UAKA, o€ Slepyaciec, SLaoTaGLOAOYNON, AVOXEC, AVTOXEG
kot AAAeg edappoyég. To CAD Bplokel edpapuoyég oe mMOANOUG TOUELG, OMwWG oTNV
OPXLTEKTOVLKA, OTNV OUTOKLVNTORLOMNXAVIA, TN VAUTINYLKH, TNV OEPOVAUTINYLKH.
ATIOTEAECE ONUOVTLKI KVNTAPLO SUVAN YO TNV EPEUVO OTNV UTIOAOYLOTLKI YEWUETPLA,
Ta ypadikd umoloylotwv (hardware kat software) kat otn Stadopikn yewpetpia. Ta
Baoikd mAeovektpata tou 3D oxedlaouou eivat:

e AkpBN¢ amelkdvion tepayiou

e  ETOTMTIKOG EAEYXOG TEMOXIOU

e (Dwrtopeailopodg

e  EUKOAN petadopd amo 3D oxédlo oe 2D ox£610 HE amELKOVIon OAWV TwWV OPEWV Kol
TWV TOUWV

e Hbuvatotnta mapapeTponoinong yla alikr mopaywyn.

Ta oNUOVTIKOTEPA AOYLOULKA TTOU XPNOLUOTIOLOUVTOL 0T BLOMNXOVLIKY Ttapaywyn eivoat
Ta:

e Autodesk Inventor

e Autodesk Mechanical Desktop
e Pro-Engineer

e SDRCI-DEAS

e Autodesk Inventor

e Solid Works

Ma TNV TTOPAUETPLKN LOVIEAOTIOINON TOU KOAOUTILOU TOU avepomntepuyiov NACA
0015 mou emAéxBnke oto mponyoupevo Kedpdhato Ba xpnotponownBel to mpdypoppa
TpLodlaotatng mapapeTPLIknG unxavoloyikn oxediaong Inventor tng etaipeioag Autodesk
[6].

To Autodesk Inventor eival MPOCAPUOCHUEVO yLa UNXAVOAOYOUG NXOVLKOUG KOTA
KUpLO AOYyw Kal adopd TNV TpLodlaotatn UnxavoloyLkn oxedioon, Tnv mpooopoiwaon Kot
KOTOLOKEUN] CUVOAPUOAOYNUATWY KOl KOTOOKEUOOTIKWY OXESIWV. Aflomolwvtag MANPWE
Vv Tplodldotatn HOvTeEAOTOLNON, ETUTPEMEL OE HUNXOVIKOUG KoL OXEOLOOTEG va
Snuioupynioouv éva Pndlakd HOoVIEAO WOTE va avalloouv Tnv Asltoupyia Kat thv
CUVAPHOYN TOU PE QAN €EQPTNUATO TIPLV KAV QUTA KATAOKEUAGTOUV. ATO TNV OTLYUN
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mou Ba dnuoupynBet to PndLakd poviero, MAEOV UMOpoUV auTopaTa va mapaxBouv
KATOOKEUOOTIKA oxedla, obnyieg ouvapuoloynong, Alote¢ UAlkwv, KoAoUTLa,
KIVNUATIKEG VAAUOELG KATL. YIIApXOUV Téooepa €6n apxelwv ta omoia dnuloupyel to
Kol TtopoucLa{ovTal OToV TIVOKA TToU alkoOAOUBEL:

Ovopa apyeiov ZUpBoAo
Tepayto (Part)
Yuvappoloynuévo (Assembly) %
Yx€6ta (Drawings) %B
Mapouaciaon (Presentation) 6)@

Nivakag 5. Apxeia Inventor.

Baolkd mpotepAuata tou oxedlaotikol maketou Autodesk Inventor eival n
TapapeTpLkn oxeblaon kat povtehonoinon. AnAadn ot SLAcTACELS TwV TERaXiwV EUKOAQ
UImopoUV val aAAG{OUV OVAAOYA LE TIC AVAYKEG TWV MNXOVIKWY KoL XWPLG 0 OXESLOOTNG
va XpelaleTal va KAVEL To 0XESLO amo TV apxn. To mpoypappa epthapBavel Vo akoua
Baolkeg edappoyEg, TNV Stress Analysis kat to Inventor Studio. H edpoapuoyr Stress
Analysis xpnolpomoleitat oto Tpoypappa TpLodidotatng poviehomoinong Autodesk
Inventor yla OTOTIKEG AVAAUOELG LOVIEAWV PECW TIEMEPACUEVWY oTolXelwv FEM (Finite
Element Method). H cuykekplpévn epapuoyn mailel mapa moAU GnUAVTIKO pOAO CTNV
oxeblaon Kal TNV HOVTEAOTIOLNGCN TWV OVTIKELMEVWY KABWE E TIG OTATIKEG AVOAUOELG TO
HOVTEAO uUmopel va SopBwBel amodelyovtog To KOOTOC Kol TOV XpOvo Tou Ba
Snuioupyoloe pla Tpayuatiky mopépBacn mpwv va eleyxBel. To Inventor Studio
XPNOLUOTIOLELTOL YLOl TNV TIAPOUGCLaon KAl TNV OIELKOVION TOU HOVTEAOU. Me Heyain
TIOWKLALQL EMAOYWV KAUEPWV KAl GWTLOUOU KoL ETILAEYOVTAC TNV EVTOAN render pmopoU e
VQ QTIELKOVICOUUE PWTOPEAALOTIKA TO HOVTEAO TTOU Kataokeudaotnke [10].

Autodesk

Ewkova 23. Koppdtia (Parts) avepoyevvAtpLag mou cuvappoloyouvtol o€ epLBaiiov
Yuvapuoloynuatog (Assembly).
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Ytov Mivaka 6 mapouctalovtal ol BaCLKEG €VIOAEG TOU TIPOYPAUUATOC TIOU
XPNOLUOMOLRONKAV YL TNV LOVIEAOTTOLNGCT TOU OKEAETOU TOU KAAOUTILOU TOU TTEPUYIOU.

Ewkovidlo | EvtoAn Mepypadn
H ouykekpwuévn evtoAny Bpioketal oe kabe meplpariov
Work epyaociag kat n Aettoupyia Tng €ivat va dnuoupyel enimeda
Plane avadopdc pe Paon, emidpdveleg, onueia 1 afoveg mou
opifovtal amnd to xpnotn.
H evtoAn extrude Bpioketal oto meplPaAlov epyaciac tng
GI dnuoupyiag tou poviéhou. Me Baon to sketch mou Ba
Extrude \ . . . .
Exhrude emhexBel dnuouvpyolvtal n adatpouvtal emlpAVELEG KoL

OTEPEA CWHATA

H ouykekpluévn evtoAn Sadpapatilel moAU onpavtikd poAo
otnv tplobldaotatn povtehomolinon kabe emidpavelog kot yU
@/ 2D autd to AGyo avoilyovtog TO TPOYPOMMQA, HOG HETADEPEL
sketch | apéowg oto 2D sketch. EmAéyovtag tnv €vtoArn auth
petadepopacte oe meplPariov dwodidotatng oxediaong .To
niepBaAlov oxeblaopou eival mapepudepég pe tov AutoCAD

Elval to meptBaiiov tplodidotatng oxediaong exoviag tig ibLeg
@/ 3D oxebov emloyég pe to 2D sketch. H peydAn dwadopd eival n

sketch | Suvatotnta oxedloong oto XWPOo Kol N Xpron TPLodLaoTatwy
onpelwv kat Spines.

Me 1tn BonBela tnG €VTOANG QUTAC UIMOpouUVv va eloaxBouv
onuela amd £va apyeio excel oe Owoblactato 1 o€
Tplobldotato mepBAAlov. Me Tnv €VIOA QUTH TAPEXETOL
HEYAAN OleukOAuvon oTtov Sloxelplot He TtV amoduyn
oxedloopol Tou KaBe onueiou EexwploTa.

Import
points

H evtoAn spline xpnolpomoleital kot o dLodLdoTato Kol o€

Tplobldotato meplBaAlov  oxediaong. H Aewtoupyla  tng
f‘\—f Spline | oUYKEKPLUEVNG EVTOANG €lval n Snuoupyia OPOAWY KOUTTUAWY
napeUPBoAng oe onueia pndevilovtac amd povn NG TV
TIAPAYWYO.

H evtoAn Circle eniong xpnowuomoleital os Stodlaotato Kalt
TpLodlaotato neptBailov oxedioong.

Me tnv PonBewa TG €VIOAAG OQUTAG MITOPOUV  va
SnuloupynBolvV KUKAOL GUYKEKPLUEVNG SLOLETPOU.

Circle

H evtoAn Line {owg €ilval kat oL Lo cUXVA XPNOLUOTIOLOULEVN
OAwV TwV evtoAwv oto CAD. Me tnv evtoAn auth eivat edpikti n
Line Snuoupyia pag armAng ypopnG CUYKEKPLUEVWY SLAOTACEWY
MEXPL Kal TepimAoko oxedla, oe Olodldotato kol o€
TpLodLaotato mepLBAaiiov.

N @

'I'E'I' Move Me tn evtoAn auth yivetal petakivnon oxedilwv

Nivakag 6. BaolKEG EVTOAEC OTO POypappa Inventor.
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3.2 MONTEAONMOIHZH NTEPYTIOY

Ma v TpLodLdoTatn LOVTIEAOTIOLNGN TOU MTEPUYIOU, amapaitntn eival n cwotn
Snuioupyia tou mpodiA tng aspotopuric NACA0015 mou emiAéxbnke. Oa akoAouBroeL n
tplodldotatn Snuloupyila Tou TTEPUYIOU KOL N HOVIEAOTOINON TOU OKEAETOU TOU
KaAouTtlol ol pdwva Pe TIG Staotadoelg mou Ba e€axBouv amod auvth.

O umoAoylopog tne Slodldotatng yewpetplag tou mpodih Tou TTEPUYiOU
npaypatonouibnke otnv otooeAida airfoiltools.com mou mapéxel éva autopato
Stadiktuako epyaleio umoloylopol mpodid pe Baon ta o6co TEPLypAdnKav othv
Napdypado 2.4 tou devtepou Kedpalaiou. Onwg napouoialetal otnv Ewkova 24. Me tn
BonBela tou Sladiktuakol autol epyaleiou emihexBnke o cuvdeopog NACA 4-Digit
Generator ywa T dnuloupyia aepotopnc NACA 4-yndilwv. ITo peVOU €L0AYWYNG
bedopévwy, yla TG TeETPaPdLEG AEPOTOUEG, OTN HEYLOTN TLUA TNG KAUTUANG (max
camber) glonx0On to Yndio 0, otn B€on TNG LEYLOTNG TLUAC TN KOUMUANG (max camber
position) gLonx6n eniong to 0 Kol 6TO MAKOE TNC AEPOTOUNG €onXON To 15. XToV aplOud
onpeiwv (number of points) emAéxBnke to 200 mou eilval kot To peyaAltepo Suvato yla
ueyoAUtepn okpifela, emiong emA€xOnke to KAeiowo Ttou xeidoug ekduyng (close
trailing edge) 610tL BéAoupe n aepotoun va kKAgivel akplBwg oto HAkog tng Xopdng mou
Ba elodyoupe. Me Tov TPOTO AUTO KATAOKEUACTNKE E GUVOAO OnUELWV To TPodiA TG
agpotourig NACA0O15.

Max Camber (% 0 First digit. 0 to 9.5 Da[ flle

NACA 4 diait airfoil snecification 4 i L

Ewkova 24. Anploupyia tng yewpetpiog tng agpotoury NACA0015.

YT CUVEXELD EYLVE N avTlypodr TwV CnUELWV Tou Ttapdxdnkav oe apxeio text.
Mo va yivel xwplopog twv Ynolwv oe ouvtetaypeveg X kat Y, xpnoLpomnolidnke to
nipoypappa Excel. 2 éva dpUAo tou Excel €ywve eloaywyn tou apyeiou text pe ta onueia
NG OEPOTOUNC KOl evepyomolBnke n emdoyn Fixed Width onwe mapouaoialetal otnv
Ewova 25.
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NwkoAaog Quada

Haome Insert Page Layout Formulas Data Review View & e — nz’ x

B = = = = g - -
J '* Calibri ’ — — X = =+ il j.‘ﬂ Insert x 7 Lﬁ
Paste B 5 U — — s i Sort & Find &
The Text Wizard has determined that your data is Delimited. ElFomat | D+ Fitter~ Select~
mu:pkmard L f If this is correct, choose Mext, or choose the data type that best describes your data. ‘ et 2L
| Al ~"A| original data type il
A B Choose the file type that best describes your data: M N o :
3 (7 Delimited - Characters such as commas or tabs separate each field. e
2 i @ leedmdth - Fields are aligned in columns with spaces between each field.
a Startimportatrow: |1 :-3_-- File origin: | 437 : OEM United States
= |
o =
7 | Preview of file C:\Users\Nikos\Desktopiptyxiakh\nacal015\naca0015. . bt
8
9
| "0,999753""0,000045"
10| "0,998013""0, 000175™
11 "0,997781""0,000403™
[ "0,996057""0,000716™ L
12
13
Y ] [ <o ]
15
0 - U . b
4 4 % | Sheetl /Sheet? _ Sheet3 . ¥d - [T4] il ] 30|
Ready | |E@m 100 =) - (+)

Ewova 25. Eloaywyn onpeiwv oto Excel.

Eneldn ta onueia mou ewonxbnoav oto Excel €xouv wg UMOSLOGTOAN TO KOMUO EVW TO
inventor avayvwpilel HOVO TNV TeAeiol PETA TO AKEPOLO MEPOG TWV OEKABIKWY, EYLVE
OVTLKOTAOTOON TNG TEAElOG pe KOPpA. Ol CUVIETAYUEVEG TWV onueiwv mou mapBbnkav
ano tnv Lotooeliba airfoiltools.com sival utohoylopéveg yla xopdr aspotoung ion pe
1mm. MNa 1o Adyo auto MoAAaMACLACTNKAY OAQ TA onUEia e Tov aplOuo 250 waote va
npokuPouv ta onuela ywa xopdrp 250mm TmOU UTOAOYIOTNKE OTO TPONYOUMEVO
Kepahato. Adou éylve aviypadn tTwv onpelwv yla xopdr 250 mm oe véo pUANO Tou
Excel (BA. Elkova 26), akohoUBNGCE N eLcaywyr] TOUC O0TO POoypapua Inventor.

nacal015. - Microsoft Excel

Home Insert Page Layout Formulas Data Review View

S | e ¥ Gy ot = AP

i = 3* Delete ~ j 3 £

I $ - % s %0 ;00 Conditional Format  Cell et . Sort & Find &
° " >0 | Formatting - a5 Table » Styles~ | [EIFomat~ | 3~ Fijter~ Select

Number e Styles Cells Editing

i . | o -l ¢ AN
Dact ;:a‘ & A
= g | B 5 D[ 8- A

Clipboard & | Fant

l 19 - &

<

=
=<
Cm]> i

249.9383 0.01125
245.7533  0.04475
2454453 0.10075
245.0143  0.17875
248461  0.2785
247.786 0.4
246.9895  0.534275
246.073  0.70625
245.0368  0.89025
243.882 1.09425
24261 13175

z 241.222  1.55925
15| 239.7193 181925

BIE B8 [wite [~ion |t (o |

iy
B

-

T Eai'Jfo?ni'cén%'fE%ﬁ?{ssheetl Ve [T41 T _ [
Ewkova 26. Inueia tng agpotoung NACA0015 yia xopdn 250 mm.

Ma v eloaywyr Twv onuelwv oto Inventor apykd €ywve avolypa véou part Kal

ETUALYETOL METPLKO oUoTnUa (metric system) o mm. Itn cuvéxela €ylve avolypa 2D
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NwkoAaog Quada

MANUFACTURING

Sketch kat pe tnv emloyn Import Points swonxdnoav ta onueio. Onwg mapouctaletol
Katl otnv Ewkdva 27, katd tnv sloaywyn epdavilovral ot emthoyeg Create Points, n omola
eudavilel povo ta onueia, n evtoAn Create Lines, n omola eVWVEL T CNUELO UE YPAUUEG
kat n Create Splines n omnoia gudavilel to onpela KoL To EVWVEL HE OUOAEG KOUTTUAEC
napeUBOANG.

@ == ’ i ) = = o3 _of 0 e T Jx b 4
Lire: f‘Ar: T Spline 2 Ellpsn @PUIWUH Project 2 Dirnension 4‘ {/ fd al @ | & —l I:_é" Ej @ =TI parameters Finish
I Rectangle = i -4 Point A Text - Geometry > % T == ﬁl@ O == e .Cé ‘ ' ‘ Sketch

Draw - Constrain - Modify Layout | Insert | Format « | Parameters =

Lok ir: ‘ 129 nacall1s

¥ ¥ e E-

e View: Master - Center Flles

|I-Qo\d\u'ers|ons
=81 (0015)
%nacaﬂﬂls

File Open Options

Impart Cptions

(%) Create points File name: ‘ nacall1s S |

O Create lines Fies of type: | Excel Files [* ls" sx) |

() Create spline Prui‘ect File: Defaul,iof Projects,..

Find i [ Options.. . J [ Cpen ”_ Cancel

Ewkova 27. Elcoywyn Twv onueiwv oto Inventor.

MNa tnv BEATIoTn SLodLdoTatn KOTOoKEUT Tou tpodiA xpnoLuomnotBnke n evtoAn
Create Points, 5nAadn emAEXTNKE N eUdAVION LOVO TWV CHUELWY WOTE N EVvwon Toug va
yiVEL mopaKkATw Ao To XproTn yLa Ty enitevén peyailtepng akpifelag. Itnv Elkova 28
daivovtal ta onpeia mou ewonxbnoav.
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@ b Erustion curve [ Files i &) & (lEE B =~ I w
. oy = O3 = [ £ o Hay x

Line A spine < Elinse & Polygon Project | Dimension @ s B B @ =" =3 parameters | Finish
T Rectangle ~ T - Paint A Text - Geometry ol ([ | (B8 Sketch

Draw « Constrain = Pattermn Modify Layout | Insert | Format | Parameters — | Exic

Ewkova 28. Epdavion onueiwv og 2D sketch.

3TN CUVEXELQ EYLVE EVWON TOU KABE onuelou Ue TNV evtoAn Spline. ApxLka yla tnv
TIAVW TIAEUPA KOl LETA YLOL TNV KATW TIAEUPA Tou GTEPOU WE MPOC TNV apX TwV afovwy
(BA. Ewova 29)

/ (&) cirds + ~fs Equation Curve [ ) Fillet = r—1 Sl v @& (T2« xEE OB f w
. : = = o= o3| = = = ]

Line I A spine < Elipse 2/ Folygen Project | Dimension 2 ALl & s 2R B B S Parameters | Finish

T Rectangle ~ T - Paint A Text - Geometry S Selb1li = Dl |- e ES Sketch

Draw « Constrain - Pattern Modify Layout | Insert | Format = | Parameters = | Exit

Ewkdva 29. Evwon Twv onueilwv pe spline.
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MANUFACTURING

AdoU kataokeudotnke to TPodih ot 2 Slaotdocslc akoAolBnoe n TtplLodlaotatn
povtelomnoinon tou mtepuyiou He Tt BonBela TG evtoAng extrude yla pnkog 2m.To
TeALKO MTepUyLo mapouaotaletal otnv Ewkova 30.

i) @ @ B iE |, f B = & é’?}
x N = 24
= E'-i Edt | Plane || E Parameters ] | Distanice: a [ Corwvert ko |
@ @ b | Form N L. b | & G & =3 [g| 57 |shestmetal

Create - Madify Fusion | Work Features | Pattern | Surface « | Parameters « | Plastic Part | Measure = | Harmess Convert

2 8

Create Biox Extrude Revolve
20 Sketch -

Sketch Primitives

() sketchiterou

E:‘u Solid Bodies(1)
T5m imw: Master
D Origin

(Pt Extrusiont

(O End of Part

ova 30. To TepUYLO 0TNV TEALKN TOu popdn.

3.2 MONTEAONOIHZH TMHMATQN (PARTS) ZYNAPMOAOITHMATOZ

MNa tnv &nuloupyla TOU OCUVOPUOAOYNUATOG Tou KalourmoUu Ba
povtelomnownBolv eAdopata ta omoia Ba meplEYouv TO ULOO TTPOdIA TNG AEPOTOUNG
NACAO0015 ylo To MAVW Kol ylo To KATW UEPOC avTioTolXa. To UAIKO TWV EAACHATWYV
elval alovpivio maxoug 10mm. Ta eAdopata Oa tonmoBetnBolv oe amootacn HeTafy
TOUG WOTE va umdpxel n Suvatotnta TANPWONG TWV KEVWV UE adpaveg UAKO. lNa tn
OWOTH THPNON TWV AMOCTACEWY KABE TUAMATOC TOU cuvappoloyriatog Ba ¢tiaxtolv
amootate mou Ba  «BnAukwoouvy» ot eldkd SlapopPWUEVEG UTIOSOXEC TWV
eAQoUATWY.

Onwg avadepBnke oto mponyoupevo KedAAalo To HAKOG Tou KAaBe mrepuyiou
TNG QVEUOYEVVATPLOG TIPEMEL val €lval 6U0 HETPA, HE OMOTEAECUOA TO HAKOG TOU
OUVAPHOAOYHMOTOC TOU KaAouTilol Tou Ba KATAOKEUAOTEL va €XEL TEAKO HKog SUo
puETpa. Mo va eruteuxBel autd Ba dnuwoupynBouv 34 eAdopata maxoug 10mm Onwg
eldn avadepbnke. Ouwg pe ta BnAukwpata-matolpeg mou Ba dnuioupynBolv, 2mm
oo T pla mAgupd Kat 2mm oo tnv GAAN yla ebappoyr Twy amooTaTwy, TO MTAX0C TWV
EAQOUATWY WG TPOG TO OUVOALKO MNKOG TAéov Bewpeitat 6mm. O aplBuog twv
anootatwyv mou Ba xpnowdorownBel yia 34 gldopota eival 33 AMOCTATEG UNKOUG
54,4mm.
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Me tnv evtoAn line dnuoupynBnke to S16SLACTATO OXESLO TOU EAGCUOTOC TOU
npodiA ¢ agpotounnc NACAOO15 pe TIC amootdoel acdalelag Kol CUYKEKPLUEVA TO
mavw PEpog kKataAappavel 300mm x 32mm Kol To KATw HEPog 300mm x 45mm. O

KUKAOL €xouv SLAUETPO 14mm TIoU elval Kal N €E0WTEPLKA SLAPETPOC TWV ANMOCTATWY
(Ewcova 31).

Tvpe a keyword or phrase

@ Circle = !\_j nl Equation Curve D Fillet = = |‘—“
)

Line

" o
f‘nrc Splne > Ellipse =7 Palygon

Livies & <8 F & ~HE f f
// ‘/ = 5“ | @ 0@3 7:‘ [*}ﬂ Eﬁ% EI = % Param:::-ers Finish
I Rectangle ~ ¥ 4 Foint A Text - Geometry fo ! | (O S

[0 I+

Project Dimension

Draw = Constrain Patbern
x

T &4

Tm Wiew: Master

2] sketchi
(DEnd of Part

va 31. Avw kal katw ripodiA eAacpatog agpotoung NACAO015.

3TN CUVEXELX EYLVE avTlypadr) TOU KATW UEPOUG TOU EAACUATOG OE £va KalvoUpylo part
Kal LLE TNV evtoAn Move tonoBetrnBnke ato KEVTpo Twv afovwy (BA Elkova 32).

e

7~ Equ
< Elipse =7 Polygon
—4— point Seometry T

4

ers
Draw ~

Kova 32. MpodiA Tou KATW PEPOUG TOU EAACHATOG.
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Me tnv evtoAn Extrude 1o ox€dlo €ylve tpLodlaotato kot 500nke maxog 10mm
onw¢ nmapouotaletal otnv Ewova 33.

e

|

Wodfy -

Work Features | Pattern | Surface » | Parameters w | Plastic Part | Measure » | Harness | Convart

Create = Fusion

E-' Solid Bodiesi 1)
TZ- Yiew: Master
D Qrigin

m Extrusionl

@ End of Part:

Ewova 33. Katw €Aacpa.

Me tnv evtoAn Cut dnuloupynbnke matoupa UTTOSOXNG TWV AmooTaTwyY, Baboug
2mm OTLC UMPOCTA Kal OTLG Tiiow TpuTeg (Etkova 34).

or phrase
e -
5 2| g L =5 &
&
Create Box Extrude Rewvolve % % @ Surface Distance E: Conwvert
2D Sketch ™ N & [Eh bl s

Sketch Create -

Primitives

Extrude : Extrusion3

shape |More |

Extents

B ] erofi

e (8]
B | sotas =
: B E

=t i

oul

P

Ewova 34. Xprjon tng evioAng cut yia tnv dnpoupylia matoupag.
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[ (7]
H @0 @00 @ @2 E 29 f B =k gy
i [ = IRl = [c.4
Create Box | Extrude Revolve & 2 Hole  Fillet FIN= = Edit | Plane ® -] 2 | E]E Parameters | 28 | Distance il [9] Conwert to
20 Sketch ™ - & [ (2 L, | Form - L. Bla &1 e & 3 (I 5@ | sheet Metal
Sketch imitives Creste Modify - Fusion | Work Features | Pattern | Surface = | Parameters ~ | Plastic Part | Measure = | Harness | Convert
=
Madel = 2]
v ¢

3 solid Bodies(1}
T View: Master
[l origin

(Pt Extrusiont
(P Extrusionz.
(Pt Extrusiona
(3 End of Part

Ewova 35. Katw gAacpa rpodiA.

H 6o Sladikaoia eKTeAEOTNKE yla TOo MAVW €Aaocpa kol to 3D amotéAeoua
mapouctaletal otnv Elkdva 36.

EN ICER CEE R T R
] & = B A2 S (o4
Create Box | Extrude Revnlva BB e e =] Edit Plane | & B 2R e | | pistance 11| 1] | corerra
20 sketch T 9 i} @& @ G| Form - 1= (r] & =, & B ] 33 | sheet metal
Sketch imitives Create = Modify - Fusion | Wark Features | Pattern | Surface | Parameters w | Plastic Part | Measure = | Harmess | Convert
¥ #
up

3 solid Bodies(1)
T View: Master
-l ovigin

[ Extrusion:

[T Extrusionz
(3 End of Part

CERETTICTE e T
Kova 36. Avw éAacopa rpodiA.

To teAeutaio tepaylo (Part) mou oxeblAOTNKE €lvol OL ATTOOTATEG, OMOU N €EWTEPLKN
Stapetpoc eival 20mm svw n sowtepkn 14mm. e 2D sketch &nuioupynBnkav dvo
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A Equation Curve [ Fillet = =] [I - B e B\~ [ f «
> Ellipse = Palygan | = = | s —2|E| 85 B | =y =

Project | Parameters | Finish

—§= Paint A Texr - Geometry S [l [= Criml=| || (58 Sketch

Draw - Skt MiadiFy Layout | Insert | Format = | Parameters = | Exit

Ewkova 37. 2D sketch amootatn.

Me tnv evtoAn extrude 660OnKe TO UNKOG TWV AMOCTATWY TOU £lvat 54,4mm Omwg
urntohoyiotnke mapanavw (PA. Ewova 38).

= BRYTvdcEr @ wr & en L Bl DS &
| i g b = <4
i =4 - e
Create Biox Extrude Revolee % Q Hole  Fillet @ O e Plane &= @ [ﬂ * Parameters 8 - | Diskance: il M Convert to
20 Sketch ” N & | (& Ok, | Form ™ Rl bla | & & & =3 g |3 | sheet Metal
Sketch Primitives Create - ) = Modify - Fusion Work Features | Pattern | Surface = | Parameters w | Plastic Part | Measure = | Harness Convert
x
Maod 7]
v

apostates

[0 5alid Bodies(1)
e iew: Master
D Crigin

(T Extrusiont

L [E2] skatchi
(D End of Part

28l + |, kelaupiipt | Par
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Ewova 38. TeAkn popdn Tou amootatn.

3.3 AHMIOYPIIA ZYNAPMOAOIHMATOZ (ASSEMBLY) ZKEAETOY

To teAkd otadlo TNG HovteAomolnong Tou OKEAETOU TOU KAAouTiloU E€ival n
ouvappoAoynon tou os meptBailov Assembly. H dtadikaoia autr yivetal oe SUo uépn,
TN CUVOPHUOAOYNCN TOU TAVW UEPOUC TOU OKEAETOU KAl TV GUVOPUOAOYNON TOU KATW
UEpOUC TOU okeAetou, oe dUO Sladopetikd Assembly. e tpito Assembly ta 6uo
Koppatia Ba evwBbouv Kal n teAkn popdn tou okeAetol Ba eival €tolun. Ma tnv opdn
OUVAPHOAOYNON TOU KATW HUEPOUC TOU OKEAETOU, OPXLKA €lonxOn ot véo meplBaAlov
Assembly To kAtw péEPoG Tou eAacpatog (BA. Elkova 39).

Assemble esign

Ci? gpaen £% peplace = 1 icapy I:F ':2 %E .fr LTL : B" @ E: %?’ S %

< [Z Make Layout ;
Place  Create DO COPY i Constrain- Assemmble | BileF Parameters | Crests | Plane Cable and | Tube.and | Convert ta
- HE mirror 5 shrinkirap - = Substitutes = Harness Pipe weldment

Component Position Productivity | Wark Features Begin Corwvert -

Eﬂ

x

¥

2 p Assembly View @

73 Assembly1

(&2 representations
[ origin

55 down: 1

Ewkova 39. Katw pépog tou eAdcpatog oe eptBarlov Assembly.

2Tn oUVEXELa eLoNXBON Kal Evag amootatng oto (Slo meptBariov assembly. Me tnv
EVTOAN constrain £€ywe OUVOPUOAOYNON TOU QMOOTATN HE TO TAVW EAOOUO KOl
OUYKeEKPLUEVA €LoNXON otnv ratoupa. (BA. Ewkova 40 ).
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[@& Cﬁ; £ Replace = T icopy QE jﬂ %E f EL @ @ i: %ﬁ‘ S %’

ot Make L. 4 |
Place Create BE cony % i Coniskrain | Assemble | Blef  Parameters | Create  Plane | Cableand | Tube and | Convert to
" E|E Mirrar @3 Shrinkirap = OG Materials Substitutes -

Component

i~ wWeldment

Harness Pipe

Fosition Manage « iPartfibssembly | Productivity | Work Features

Begin « Convert «

Place Constraint

Assembly }Hﬁ" Transitional | Constraint Set |

Type Selections
ERE] al)

Cffset: Salution

¥ 6o’

Co (o J Coom ] [
MName

| |

Limits |

[ Use Offset as Resting Position

[ Mazimurn

[ =

[ Minimurn

 Ewoéva 40. Xp r']-or]' 'rri‘q EVTOANG constrain.
Me tov (610 TpoTo ToMoBETHBNKE KAl 0 SEUTEPOG AMOOTATNG OTO EAACUAL.

Assemble D 3 el

M v Ei a O
iy @f S S @ N W Rg L | W @ (@ E S M

Flace  Create Caonstrain Assermble

| Eillof  Parameters | = Create Flane Cable and | Tube and | Corwert ta

8 miror [l shrinkerap Gy | Materials i Substitutes ” - L. Harness Pipe “Weldment

Camponent Position Manage - iPartfinssembly | Productivity work Features Begin - Convert -
—  x
N rassembleview - @

5 Assemblyl

[&g| Representations
F origin
(55 down: 1

(=) apostates:1
() apostates: 2

= =] A[ kaloupi.ict | Partl | apostates.pt | Assemblvi &

Ewkova 41. KAtw Ao CUVOPUOAOYNUEVO HE SUO OMOCTATEC.

TENog €yve eloaywyn Tou SgUTEPOU EAACUATOC KL E TNV EVTIOAN constrain €ywve
CUVAPHOAOYNCN TOU EAACHATOC auToU 0Toug SUO QTTOOTATEC OL OTtoioL EGAPHOCAV OTLC
TATOUPEG OMWCE Kol OTO MPWTo. XTtnv Elkova 42 mopouctaletol To cuvapuoAdynua
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_@5 28 Pattern £ Replace
BE copy [ Make Layout

o B Gl Rg £, | B | a3 2 W S

Place  Create Constrain fssemble = | Bl of Parameters | Create | Plane | Cable and | Tube and | Convert to
N HE rirror [ Shrinkwrap ~ G | Materials Substitutes & Harness Pipe | Weldment
Component Pasition Manage - iPartfinssembly | Productivicy | work Features Begin Comvert «

*

Model ~ Lzl

N e assemblyview - @

Assembly1
Representations
1 origin
(55 dowin: 1
() down:2
(1) apostates:1
() apostates:2

33| = | psarckekalojam | Partl | Assemblyl =

Ewkova 42. Juvapuoloynua (Assembly) eAaopATwy Kol AmooTaTwy.

Me tnv i6la Stadikaoio evwbnkav Kal T UTTOAOLTIO EAGCHOTO KOl OTTOCTATEG.
Jtnv Ewkdva 43 paivetal To KATW UEPOG TOU OKEAETOU TOU KAAOUTILOU KaTA TNV SLAPKELD
NG dnuioupylag Tou.

[%i Ei* 22 pattern &% Replace -~ 1 iCopy [% * o, %E _fr m
+ 1=l

Place  Create

B 2N XK
BB copy  FEE ke Layout Constrain Assemble | Bilof  Parameters | = Create Pl E2 e arrd | Tubg ond | commert o

BE mirror o shrickwrap -+ Gy | Materials B - Substitutes T Harness Pipe weldment.
Componient

T “aassembly view -
B3 Assembly4.iam ~
- [z Representations

w1 [ crigin

H— (55 down: 1

#— () down:2

- (7] apostates:1
- () apostates: 2
£ (] down:3

#— () down:4

#- () down:5

t- () down:6

H- (=) down: 7

7 (] down:3

Position iPartjiissambly | Productivicy

Manage ~ Work Features

Begin Corvert -

H— (] down: 10
#— () down: 11
#— () down: 12

- () apostates: 3
#— () apostates:4
t- () apostates:S
i () apostates:é
o () apostates:7
- () apostates:&
¥ () apostates:a
7 (] apostates:10
o () apostates: 11
s ] annskates: E

B
B
£
e
B
B
B
e
e
e
B
B
- () down:9
E
£
B
B
B
£
e
&
B
B
£
e
IE

wkova 43. Aladikaoio cuvappoAdynongG ToU KATW HEPOUE TOU CUVOPUOAOYNUATOC.
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To TEAIKO KATW HEPOG TOU OKEAETOU TOU KOAOUTILOU Ttapouataletal otnv Ewkova
44 kaw nepthappavel 100 parts cuVOALKA.

Ascemble

g I C?* 3.8 Pattern 5 Replace in IZ% %:I M- f g - %‘3‘ g
= EiS| X > =
BE copy 5 Make Layout ) | -
Place fram _ Create | Constrain: Assemble Eill of  Parameters = Create | Flane | Cableand | Tubeand | Convert to
Cantent Center EE miror 5 shrinkerap - @y | Materials B Substitutes - L. Harness Pipe weldment

Component Fosition Manage - iPartfisssembly | Productivity | Work Features Begin - Corvert =

¥ passembly view

45 downteliko.iam
- [E2] Representations
- ] origin
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H i6la dadikaoia ebapuooTNKE yLa TO TAVW UEPOG TOU OTtoloU To TEALKO assembly
napouotaletal otnv Ewkodva 45.
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Ewkova 45. TeAKO mAvw PEPOC TOU GUVAPOAOYHUATOC.
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4. TENEZH KQAIKA A KONMH TMHMATQN NPO®IA (PARTS)
IKEAETOY 2YNAPMOAOIHMATOZ (ASSEMBLY) KAAOYNIOY
ANEMOITENNHTPIAZ - CAM

Computer Aided Manufacturing (CAM) elval ta Aoyloptka (rf ko ot pEBodot) mou
Xpnolgomolouvtal ywo. T dnuioupyila TPOYpapUATWY KUKAWV Katepyaciag o€
epyoaAelopnyaveg CNC. € MEPUTTWOELG TTOU N YEWUETpla evog axebiou, pog Katepyaoia
O6ev eilval moAumAokn o kwdikag (G-code) elodyetal oto pnxavnuo ansubeiag,
TIANKTPOAOYWVTOG OTOV TIVOKA EAEYXOU TOU HUNXQAVAUOTOG TG KOTAAANAEG EVTOAEG. Z€
TIEPUTTWOEL OUWE UNXAVOAOYIKWVY oxedlwv cUVOETNC YEWUETPLAG OMWE KaAoUTia Kot
UATPEG, 1 oxeblwv pe TTOAUTIAOKEG UNXOLVOAOYLKEG QAT OELG, T Aoylopikd CAM eival
omopalTNTA Yyl va ovamapdyouv e amoAutn akpifela Kal toxuTnTa Toug KUKAOUG
Katepyaoiag.

Z€ YEVIKEG YPOMMEG N avamTuén Twv Aoylopkwy CAM €xel katavepnBel oe duo
Baolkég Katnyopies: (o) Ta cuothpoato CAM to omoia xpnolponoloUvTal yla cUVOETEC
YEWUETPLKEG KOTOOKEVEG KOL OL OAyOpLOpOL TTOU XPNOLLOTOLoUVTAL Ao To cUoTNUa,
6ivouv uPnAng axpifelag SLodpouég Kal BEATIOTOUC XPOVOUG KOTEPYOOLOC, WOTE Vol
UTTAPXEL HEyLoTn akpiBela komng kot dtapkela {wng tou epyaleiou kat (B) n deutepn
katnyopia ocuotnudtwv CAM XpnoLPOTOLE(TAL Yyl TNV Topoywyr OmAoUCTEPWY
VEWUETPIKWY OTOLXElwV OmMoU  amatteitol auvtopotornoinon 1N oAAMWC  Heyain
enavaAndudtnta oe mapeudepeic Sladikaocieqg onwg Swdtpnon ue  TEooEpA
Sladopetika peyeOn tpumaviwv [9]. Xtnv Ewkova 48 moapouocialetol UE TPAGCLVEG
YPOUUEC N Sladpoun Tou KAaBe KoTTikou epyalsiou onwg dounOnke oe meplBaAlov CAM
yla éva tuyaio tepdyLo.

{2 CamBam+ morning glory

File View Edit Draw Machining Script  Plugins  Toels Toolkit Help

O = & Units Inches M EEREORE 0BG EE

D b | Sen]

&L momin g_glory
-7 Layers

et O

- {F Headstock

i =Bl Polyiine {509)
&£ InsetEngraving
457 BackgroundEngraving

Holding Tabs &) Manual
= Tool

Tool Diameter @02

Tool Number i

|Ewkév
a 48. KUkAog katepyaaiag og meptBaiiov Cambam.
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4.1 AIA2YNAEZH EPTAAEIOMHXANQN CNC ME AOTIZMIKA CAM

To Aoylopka CAM eival tkava va €dyouv Kwdika G og popdrn avayvwpion
oo TNV EKACTOTE XPNOLUOTIOLOUUEVN KevTplkr povada emefepyociac (MCU) puog
epyalelopnyavng Yndlakou ehéyxou (CNC). To mio onpavtikd otn dnupoupyia pLog
Stadpoung tpoxlag (tool path generation) kol evog MPOYPAUUATOC KOTNG €ival n
oKepALOTNTA TwV Se60uEVWY. O UTIOAOYLOTIKA Ttapayopevoc Kwdlkag G Ba mpenel va
elvat akpBng kot kKatdAAnAog yla kabe tumo epyadelopnyxavig CNC exwplota. Autd
onuaivel o0tL o kKwoLka¢ G mou mapayetal ano £va cvotnuo CAM 6e Ba mpémel va
XPELAleTaL TEPALTEPW TPOTOTOLAOELG, PeAtiotonoinon n  emnefepyacia  pEOow
TapamAnolwv Aoyloptkwy amnaé kat ekdoBel. AuTOG 0 OTOXOG EMLTUYXAVETOL LECW EVOG
TIOAU KaAQ SopnNUEVOU TIPOYPAUMATLOTIKOU Udouc oe eminedo xpriong CAM kol €vog
0pOa pubuLopévou Lelyoug Tpo- Kal HETA- emesepyaotn (pre- and post- processor) yia
KABe pnxavr CNC Eexwplota.

OL npo-enefepyaoTtéC (pre- processors) sivol apyxeia ota omoia €xouv SnAwBel
Baowkad otolxeia tng Kotepyaoiog mou eruteAel n pnxoavr, APXIKEG TIUEG PAOLKWV
TIOPOUETPWY TNG, OTOLXELD KAl Opla ylot TO TIOPAYOUEVO TIPOYPOUMO.  KOTAG,
uToOoTNPLIOMEVOL KWOLKEG G KoL OVTLOTOIXLON TOUG UE KLVAOELG KoL TPOXLEG, OL OTIOLEG
avayvwpllovtol amo toug eAeyKTEC Kol petadpaoteg (controllers and compilers) twv
€KAoTOTE €pyoAelopnxavwy. OL HeTA- €emMe§epynoTtéG (post- processors) TPAKTIKA
OomoTEAOUV E0WTEPIKA OpXEla Twv Tpoypappdtwy CAM Kal £(0UV va KAVOUV HE ThV
vAomoinon Twv KWVHOEWV TIOU QVTLOTOLXOUV OTO TIPOYPOAUATIOUEVO aAYOpLOUO KOTNG,
o€ popdn kwdika G yLa uAomoinon amnod tnv ekactote pnxavn [9].

To CAM TpOYPA A TIOU XPNOLUOTIOLNONKE YLlol TV EKITOVNGHN TNC CUYKEKPLUEVNG
TITuxLaknG epyooiag eivat to CAMBAM [7] to omoio emutpénel ite tov oxedlooud
duodlaoTtatwy Kal TPLOSLACTATWY HOVIEAWV UE OKOTO TNV €faywyn TPOYPAUUATWY
katepyaoiag yia CNC epyalelopnyaveég oe G Kwdika, elte TNV elcaywyr] duodlaotatwyv
Kat tplodlaotatwyv povieAwv CAD mdAl pe okomd tnv efaywyn TPOYPAUUATWY
katepyaoiag yia CNC spyalelopnyovég o G Kwdiko. Oswpeital Kuplapxo AoyLouLkod
SnUIoUPYLOC  KOTEPYOOLWV  KOTIAG, LKAVO  yld  OmOSOTIKO  TIPOYPOAHUUATIOUO
epyalelopnyavwy aplBuntikol eAéyxou (CNC). Ztnv nepimtwon autn dgv Atav duvatn n
gfaywyn tou Kwoka G ¥elpokivnta SLOTL N KOTH TNG YEWUETPLOC TWV TEHAXIWV glval
nieptmAokn. Mo To Adyo auto xpnotuomnolifnke to mpoypaupo Cambam, 6To onoio éylve
gloaywyn Tou povtélou armno to Autodesk Inventor.

To mpoypappa Ncplot [8] elvat to apéowg €MOPEVO TPOYPAUUA  TIOU
XPNOoLUOTOoLNONKe. To MPOYPALLO AUTO VAKEL TNV KOThYopla TwV HETA-EMEEEPYATTWY
Twv Tpoypappdtwv CAM kal emutpenel enefepyaoia, popdomnoinon kat emaAnbevon
Tou Kwdka G. O XelpLotig NG epyaletopnyavng CNC ouoLlaoTikd eAEYXEL OE QUTO TN
Stadpour Tou Komtikol e€pyaleiov yla Tuxwv odalpata Kal SLopOBwoelg Tou TeEAKoU
Kwdka G.

4.2 AIAAIKAZIA TENEZHZ KQAIKA G

H Snuoupyla Tou KwSIKA G QTALTELTAL YLO TNV KOTIH TwV EAACUATWY Tou TipodiA otnv
epyoAetopnyavry CNC. H dwadikaoia ekivnos pe e€aywyn tou S51061A0TATOU OVTEAOU
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(sketch katw eAdopatog) amod to Autodesk Inventor, pe tnv akdloudn Stadkaoia OMwg
daivetal otnv Ewkova 49, file>export—->export to DWG file.

% Copy | Extend [34 Stretch | {35 Make Components | ] Points | €3 Centerline
Sp\t & Offset EJ(mat Block .A(AD

T -
@ Exportthe file in i W‘EGE file format such as
BMP, JPEG, PNG, er TIFF.
Eom

PDF

E i » ﬁj Expart tne filz In PDF fig format. = o
€A Format J

g SAlECs o % Export the file in another CAD file format

esl e ] suchas

d PRO-E or STEP,

BE‘W‘ " Export to DWG ‘ A

Export the file into DWG file format.

2 Manage r
‘ ) Export to DWF
Expart the file into DWF file format.
] s
+—| [IProperties

¢ Send DWF

Run the default emsil application with the
l Vauit Server ¥ DWF fie attached in it
e
P

L[]
: : J || | [ ]
i [ e e
I EEE e, E
kova 49. E€aywyn DWG kdtw eAdopatog amo to Inventor.

To npoypappa Cambam avayvwpilel apxeia tng popdrg DXF, kat yla 1o Adyw
ouTo adol ta apxeia Tou Inventor e€nxbnoav os popdpry DWG, petatpannkav os DXF
pe tn BonBela tou Autocad. ITn CcUVEXELQ £YLVE €L00ywyr) Tou okapldnpotog (Sketch)
TOU KAtw tepayiov oto Cambam, énwg mpouaotdletal otnv Ewkova 50.

B Camtom: Pz T T T L T s =i

| Fle View Edt Draw Machining Scipt Plugine Tooks Toolkt Help

D& | nits nches -8 A BEEE0RE saEE@E
D) Drewing |~ sysem |

& Transformation
Transform Idertity

Ewkova 50. Katw MEPOC TOU eAAOOTOC OTwG epdaviletal oto Cambam.
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To mpoypappa Stafalel tnv KABs ypappun Tou okapldAUaTog EEXWPLOTA, EVW
TIPETEL VO TO avayvwplosl cav £va cwpa wote n Stadpoun mou Ba akoAouBrnoeL To
epyaldeio va eival n cwotr). Onote €ywve enthoyr 6Aou tou oxedlou Kot Sl KAK mavw
oto oxE6L0—> edit-> join - gudaviotike 1o Join tolerance oto omnoio £L0nxOn o aplOPOG
0,01 Kal oL YPaUMEG TOU oKapldRUATOG avayvwpilovtal AoV we eva oxnua (Ewova
51).

" CamBams Part2 e r
Fie View Edt Draw Machining Script Plugins Tools Toold
0@ B Units Inches ~ s BEEE
D) Drawing |/ System |

EHEF 0

nsformation
Transform Idertity

T — | LK O
va 51. Evwon Twv evtoAwv Tou okapldAHaToG TOU KATW EAACUATOG.

ZTn CUVEXELA EYLVE ETLAOYN TNG EVTOANG profile, kalL otov mivaka rou epdaviletal
glonxbnoav oL MaPAPETPOL YLa TNV KOTtH TwV MAaKwV otnv CNC gpyaletopnyavn.

T CamBam-+ porz

File View Edit Draw

achining  Script  Plugins  Tools  Tool

P

0O & W& Units Inches T A BEEBRED BaEEOaAE
D) Drawing | o System |
]Erpanz

EvtoAn profile

. Nivakag eLoaywyng
K TAPAHETPWY

Clearance Plane a1
Depth Increment @3
Final Depth Increment )

Stock Surface:

ptions
tom MOP Focter
Custom MOP Header
Start Point
Velocity Mode

e

Lead In Move
Lead Out Move

va 52. Mivakag eL.oaywyng mMopapeTPwyY KOMmNAC.
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OL mapadpetpol mou elonyxBnoav eivat to Babog komng (depth increment) to
ornoio puBuileL To mMO6co UALKO Ba adalpéoel os KAOs SLadpopr) TO KOMTIKO €pyaleio
otnv epyaletopnyavr) CNC, teAko BaBog komng (target depth), n mpoéwon (cut feed rate)
TIou puBuileTaL avahoya pe To UALKO KoTthg, Tto £idog ppelapiopatog (milling direction)
puBuiletat va eivat opoppomo (climb), n taxltnta mEPLOTPOdAG TOU KOTTLKOU
epyaleiou (Spindle speed), to mdxog komAg (cut width), tov apBuo epyaieiov (tool
number) mou &nAwvel To epyaleio mou Ba xpnoipomownBel kol TNV SLAUETPO TOU
epyaleiouv (tool diameter). OL TWWEG Twv TAPAUETPWY TOU €lofxBnoav ywa tn
OUYKEKPLUEVN KOTIN dallvovTal OTOV TAPOKATW TIVAKA.

Napapetpot Twég
BaBocg komnc (depth increment) 3mm
TeAwko BaBog komng(target depth) -10.5mm
Mpowon(cut feed rate) 368mm/min
Opelaplopa (Milling direction) opopporo (Climb)
Taxutnta neplotpodng(Spindle speed) 1700rpm
Maxog komn¢(Cut width) 20mm
ApBuo¢ epyaleiou(tool number) 2
Awdpetpog epyadeiou(tool diameter) 20mm

Nivakag 7. TUEG TAPAUETPWY KOTIAG.

Mo va oplotel n Stadpoun mou Ba akoAouBRoEL TO KOTITLKO epyaleio emAEyeTal
N evtoAn generate tool path 6nwc napoucidletal otnv Elkdéva 53. H dadikacia autn
elvat n Swadkaocia yéveong tng SLadpopng Tou KOmTKoU epyaleiou kal Umopel va
SLOPKEDEL OO PEPLKA SEUTEPOAETITA £WC KOl TTOAU TIEPLOGOTEPO, AVAAOYQ LE TO TTOGO
miepiimAokn €ival n Stadpopr] Tou epyaleiou.
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Set machining origin
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OutFile
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Copy Ctri+C
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Nesting ftems
5 Tool Rename
Tool Diameter
Tool Library
Tool Number
Tool Profile

Ewkov
a 53. Xpron t¢ evtoAng Tool path generation.

H Sladpoprn tou KomtikoU epyaAeiou dpaivetal otnv napakdatw Ewkova 54.

ElComton: parz T T S . R = I
Fle View FEdit Draw Machining Script Plugins Tools Toolkit Help
O & E Units Millimeters  ~ o A BEEEEuEE
D) Drawng |/ System |

EHE@ Patl P
BIGEE

Lezd In Move

Lezd Out Move
I

i
Side Profile
& Opticns
Collision Detection
Corner Overcut
Cut Ordering
Willing Direction
Opimisation Mode
Roughing / Finishing
£ Spindle Centrol
Spindle Dirsction

Spindle Range 7
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= Sten Over =
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Tool Diameter [oF] ’
Tool Number ®2 E LKO

va 54. Aladpopr| Tou KomTLkoU epyaAeiou.

TéNog yla tnv dnuoupyia Tou G kwdka amd to mpoypappa Cambam égywve
gmAoyn tng evtoAng produce G code. O kKwdikag G amoBnkeVeTAL O ApPXELO KELPEVOU
*.nc 6nwg mapouotaletal otnv Ewkova 55.
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| Part3.Partl [Profile1] - Notepad T e | ) ]

File Edit Format View Help

% -
( Part3 4/1/2013 11:27:17 AM )
T2 : E
G21 G90 G64 G40
(T2 : 20.0)
T2 M6
G43 H2
GO0 x0 yO0
MO3 51700

GO0 Z3.0
{ profilel )
G17

MO3 51700

GOl F300.0 x-10.0

G0l z-3.0

GO1L F368.0 ¥32.0

G02 x0.0 v42.0 110.0 10.0

GOl x25.0

GO2 ¥34.B895 ¥33.445 10.0 J1-10.0

GO1 x35.038 v33.327

G601 x35.044 v33.322

GOL X35.112 ¥33.268

GO1 x35.234 v33.174

601 %35.38 v33.066

GO3 X¥35.91 ¥32.704 I6.383 1B.779
GO1 x36.136 v32.562

GO1 x36.272 ¥32.478

GO1 X36.383 v32.411

GO1 x36.426 v32.386

G02 %36.484 v32.351 1-5.114 1-8.593
GO3 X36.487 ¥32.349 I0.078 10.13
GO2 x36.632 v32.265 I1-4.95 1-8.6B9
G02 %36.651 v32.254 I-4.B67 1-8.736
GO1 X36.981 ¥32.069

G02 x36.983 v32.068 I-4.B87 1-8.725
G03 %37.209 v31.946 14.055 17.236

" Ewoév
a 55. G kwdikag.

Me to mpoypappa ncplot éylve dvolypa Tou apxeiou ou mepLEXeL ToV G KWELKA, OTWE
daivetal otnv Ewkova 56 kat gudaviotnke n dopn tou kwdwka. Me tnv  evtoAn play to
TPOYPOUUA TPEXEL TOV KwdlKa Kal gpdaviletal n Stadpoprn mou akoAouBel To KOTTLKO
epyaleio oe O6An tn Sudpkela tnG KomAG. O XELPLOTAG elval og BEon va eviomioel Tuxov Aabn
katd tnv dlapketa Komng. H teAkn dtadpopr) tou epyaleiouv daivetal otnv Elkdva 57, 6mou
TO TIPOYPAUUA EXEL TPEEEL OAEC TIG EVTOAEG TOU KWOLKAL.

| SRR e g ., R P
{iL] File Edit Fomat Tools Setup Calc View Draw DNC Window Help -a>
[ o ERNE R r 2

| Elreisp oo L= HH.I!E&“HJ[J\@@!, !H’J!E%ﬁ?émsnx?uﬁ!

# |Tool 2 *  Part2.Partl [Profile1].nc

X115.472, Y36.506,Z-3.0
T2 F368.0 $1700

E US D G MDDl TarT

el e @)!;Ammm — 1 E&ﬁ&ﬂﬁgﬂ!éﬁ“ — |

Ewkova 56. Entiokomnnon dtadpopng Tou KOmTikoU epyaAeiou.
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M98 DXF UBS !

£ Tool 2
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X310.0, Y45.0,Z3.0
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AN AR AL AR 2 Ewév

o 57. Atadpopr) KomtikoU epyaAelou yla 0Ao Tov Kwdika G.
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5. KATEPrAzZIA NPO®IA ZKEAETOY KAAOYNIOY

5.1 APIOMHTIKOZ EAEFXOZz EPTAAEIOMHXANQN

O olyxpovog aplOUNTLKOG £AEYXOG TWV gPYyaAElOUNXaVWY Eekivnoe Katd TN
SLApKELD TOU TIOAEUOU E TOUG IATIWVEG OTIOU N AUEPLKOVLKA TIOAEMLKN aepoTtopia elxe
€COUPETIKA pEYAAEG amwAElEG. H Taxelo mapaywyr Kol €MOKEUN ogpookadwv Kal
OVTOAANOKTIKWY OTAONKE TPOYUATIKA HEYAAO TPOPANUA Kol odnyoloe ocuxva Ot
EAATTWHATIKA Kal eTkivéuva TepdyLa. AKOMA, Ol OMALTACELG TNG Blopnxoviag yla o
ouvBeta Tepdxla dev umopouacav vo kaAudBolv amd ta cuppaTika pnxovoupylo. Ewg
to 1949 n £€éAEn ATav opyn OUWG €KELVN TN XPOVLA avoTEBNKE oTto TEXVOAOYLKO
Ivotitovto ™G Maoaxouc€tng n  omootoAy  avamtuéng  AUTOUATOTOLNHEVWV
gpyoaAstopnyavwyv. O John Pearson kat n opdda Tou, ATOV OL TPWTOL TToU TtpoadLoploav
TG OPXEG AETOUPYLOG TWV UNXOVWV aUTWV. ZKEDPTNKAV OTL XPELATETAL NAEKTPOVLKOG
UTIOAOYLOTAG, Yyl va mipooblopilel TG Stadpopég tou Komrtikol epyadeiou. AuTEG oL
KLVNOELG EMPEME va amoBnkeUovtol oTto POVo HECO eKelvng Tng emoxng dnAadn otig
Slatpntég kaptes. Emiong n unxavn Ba €npene va KATEXEL Eva LECW AVAYVWONG, WOTE
va daBalel avtopata TG KAPTEG aUTES. TEAOG KpiBnke amapaitntn n Umapén uLag
KEVTPLKNG povadag eAéyxou, wote va kaBodnyel Toug oepPokvitipeg ou Ba Kvovoav
TOUG KOXALEG kivnong twv pnxavwv. To 1952 KATAOKEUAOTNKE N TPWTN YPndLokn
epyalelopnyavn, pia katakopudn dpelopnxaviy. H oykwdelg auth dppelopnxavn eixe
O\t TOL TTAPATIAVW XAPAKTNPLOTIKA KoL EKTEAOUCE TAUTOXPOVEG KoL AVEEAPTNTEC KLVIOELG
oe tpeic afovec katepyooiog. To 1954 dpyloe va xtiletal n mpwtn cUUPOALKA YAwooa
TIPOYPAUUATIONOU  KOL OVOUAOTNKE «Autopatog MNpoypappatiopnog Epyaleiwv»
(Automatically Programmed Tool). Mepléypade He OXETIK €ukoAia tn Hopdr Tou
katepyoalopevou Tepaxiou kat TG odnyleg mpog T pNxavrn, yla Vo T0 KOTO.OKEUAOEL.
Apyodtepa n etatpia Bendix ayopace tnv matévia amno tov Pearson kot KataokeUAoE TNV
TPWTN  eumoplky  Ynolaka koabodnyoluevn epyalstopnyovr. Etol  dapxloe n
OQUTOMATOTOINCN OAWV TWV KNXOVOUPYLKWY KOTAOKEVWVY KAl N avamtuén avtiotolywv
NC epyoAetopnyxavwyv. H e€EAEN TwV pUKpoUTIOAOYLOTWY 08AYNOE 0T METABOON ATO TLG
NC otig CNC gpyaAelOUNXOVEG KOL N AVATITUEN TWV aoBnTAPWY KoL TwV CUCTNUATWY
outopatou eAéyxou otig avtiotolxeg DNC.
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5.2 EPFTAAEIOMHXANH CNC HAAS VF-1

—AAAS

wKova 58. EpyaAetopnyavr) CNC Haas VF-1

KaBopLloTikr) onpaocio oTLg MapaUETPOUC TIPOYPAUMATIOHOU KaBodnynong twy
CNC gpyalelopnyovwy €X0UV TO KATAOKEUOOTLKA XOPAKTNPLOTIKA TOUG. OL TEXVLKEG TOUG
Aerttopépeleg (hardware specifications) mpoodlopilouv TIg duvatotnteg Asttoupyiog
TOUG, Apa KAl TOV TPOTO TPOYPAUUATIONOU aUuTwV yla Tnv Pndlakad kabodnyolpevn
emBu Nt Katepyaoia mou Ba uhomotnBei. H epyaietopnyavn VF-1 tng etaipeiag HAAS
elval éva kabeto kévipo katepyooiac He Kivnon otoug Tpelg afoveg X, Y, Z kot ival
KOTQ TtapayyeALO TPOTIOTOLNUEVN WOTE VO ETUTUYXAVEL aKpiBela Katepyaciag Tafewg
tou 1um. KOpla TEXVIKA XOPAKTINPLOTIKA TNG MNXOVAG OIOTEAOUV Ta MNKN TwV
Stadpopwv NG He VPO Ta 514mm otov opllovilo atova X, ta 410mm otov agova Y,
Kot ta 510mm otov kaBeto oto emimedo-XY, dfova Z. H tpamnelo KoTEPYOOLOC TIOU
ektelel kwvroelg oto eninedo XY (BA.Ewkova 59).

H tpanela katepyaoiog Slabetel edikouc odnyol¢ (aUAAKES) CUYKPATNONG
OTOUG omoioug maktwvovtal (§é€vovtal) Ta mpog Katepyooia koppartia. ¥tnv Etkova 59,
napouolaletal n Tpanela katepyaciag pe dtaotaocelg 660mm x 355mm otoug afoveg X
Kot Y avtiotolya. H kivnon tng tpamnelag yivetol pe ogpPOKLVNTHPEG TTOU HETAKLVOUV TLG
opllovtieg Kal kaBeteg yAlotpeg mou Slakpivovtal otnv idta Elkova. H tpamela £xel
TPELG XOPAKTNPLOTIKEG AUAAKEG CUYKPATNONG, SLOOTACEWY 16mm TIoU XpNOLUEUOUV yla
TNV TOoMoBETNON ELGLKWY CUCTNUATWY GUYKPATNONG KAl TIAKTWONG TWV TIPOG KATEPYATLa
tepayiwv. H ocuvbuaopévn kivnon otoug A&OVEG, TTOU TIPOKUTITEL OO TNV Kivnon tng
kaBe yAlotpag, yivetal pe akpifela mou ¢tavel to 1um. H woxvg tng VF1 elval tng
Ta€ewg Twv 20HP kat n toxvTnTa Kivhong Twv yAlotpwv ¢tdavel ta 25,4m/sec.
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Ewkova 59. Tpamnela katepyaoiag tng epyaetopnyovng CNC.

H dlaouvdeon tnNg UNXavng LE TOUG KWVOUG TTOU PEPOUV TO KOTITLKA EPYAAELQ
TIPOYLOTOTIOLELTAL ATTO TNV ATPAKTO N OToLa TEPLOTPEDEL Ye TaXUTNTEG TTou KaBopllel o
XPNotnG. H meplotpodn TNG OTPAKTOU KUHALVETAL oo 5 £wg 7500 meplotpodég To AEmTo
(rpm). O kwvog mMpooapuoleTal oTNY ATPAKTO UE MVEUUATIKO cUOTNUA ouykpdatnong. H
ATPAKTOG pmopel va KivnBel povo katd tov afova Z pall pe oAOkAnpo to cuotnpa
Klvnonc tng (kwntipag). tnv Ewkova 60 MapouoLaleTal TO UNXAVOAOYLIKO OXESLO TOUNG
TNG ATPAKTOU, OTNV OTtoLa SLAKPIVETAL TPOCAPUOCHEVOC KWVOC.

H

-

|
BAX

Elkova 60. Tor aTpAKTou HE KWVO.
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H gpyoAelopnyavn sivol cuppati pe Kwvoug katnyopliag ISO 40. H katnyopia
autn elval n o dtadedouévn kat MEPAAUPBAVEL KWVOUG TIOU GEPOUV CUGTOALKOUG
odwktrpeg (collets), Took yla Tpumavia Kat Kwvoug yia dpelokedalec. MNa tnv enitevén
Twv SladPopwyv KATEPYAOLWY HE eVAAAAYEC KOMTIKWV epyoAeiwv n VF1 Sabétel
epyadelodopéa () pUAo) amobeong epyadeiwv mou pmnopel va unootnpiel 20 kwvoug
UE Tl avtioTolyo KOTTikA gpyaleia mou Ba xpnowuomolnBolv Katd tn SLAPKELD VOC
TIPOYPAUUATIOUEVOU KUKAOU Katepyaoiag. O puAog tng VF1 kat ol B¢oelg evanobeong
outou mapouoialovtal otnv Eltkova 61.

Ewkova
61. O pvAog kal ol BEoelg evamoBeong tng epyaielopnyavng CNC VF1.

Tov eykédalo NG epyalelopnyavng amoteAel o mivakag xewplopol (control
panel) mou mopoucwdletoal otnv Ewkdéva 62. Méow autol TPAYUATOMOLETAL N
EMIKOWVWVIA TOU XelpLoT PeE T pnxavh. To panel amoteAeitat amo LCD oBo6vn kat
oAb aplOuUNTKO MAnKTPoAoyLo[13].

Ewkova 62. MNivakag xelpLtopol tg epyaietopnyavng CNC VF1.
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5.1 NPOETOIMAZIA KATEPTAZIQN

H mpwtn Katepyaoia yLo TNV KATAOKEUH TOU GUVOPUOAOYILOTOC TOU KAAOUTILOU
Atav n komn 34 eA0CUATWV Yyld TO TMAVW MEPOC Kol 34 yla TO KATW MEPOC TOU
CUVAPUOAOYAUOTOC TOU KAAOUTILOU avTioTolya. Ao pio TAGKA aAOUHLViOU SLooTAoEWVY
Im x Im x 10mm komnkav 24 sAdopata Stactacswv 300mm x 32mm x 10mm kot 34
ghaopata Slaotacswv 300mm x 45mm x 10mm. H komn €ywe pe Slokompiovo
epaplooUEVO Og TPATIE]L YLA KOTI HEYOAWY AVIIKELUEVWY UE HEYAAN oTaBepdTnTa Kal
oakpiBela. Xtnv Elkova 63 mapouotaletal n Sladlkaolo KOG TwV EAACUATWVY.

B Fw

ova 63. Komn Twv eAaopdtwy aloupviou oto Stokompiovo.

To mAvw KoL Ta KATW EAACUATA UETA TNV KOTtH paivovtal otnv napakatw Ekova 64.
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Ewkova 64. NAvw Kot KATW EAACLOTA TIPLV TNV ELOOYWYH TOUG OTNV EPYOAELOUNXOVN.

H emopevn kotepyooia adopd tn dnuloupyia tTwv amootatwyv. Ol amooTATES
OUYKPOTOUV TO GUVAPUOAOYNUO otaBepd kot puBuilouv tnv amootaon HETall Twv
ehaopatwy. Ano koidoug agoveg alouuviou uPnAng akpiBelag ecwTtePLKAG SLaUETPOU
14mm, efwteplkng Slapétpou 20mm Kol CUVOALKOU MNKOUG 8m EYLVE KOMN TwV
amootatwy. JUpdwva pe to Tplodlaoctato povteho (CAD) To UARKOC Tou KABE amootdtn
TPENEL va lval 54,4mm. e SLOKOTPLOVo £YLVE N KOTN) 66 QIMOCTATWY TIOU XPELACTNKOV
yla TV CUVAPUOAOYNON TOU OKEAETOU TOU CUVAPUOAOYHUOTOG Tou KaAouTtloU. Emetta
yla thv Aslavon twv emdpavelwy XpNoLUOMOLNONKE TOPVOG OMWE TMOPOUCLALETOL TNV
Elkova 65 befLa.
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Elkova 65. Ko kat Astlavon enupavelag
OMOOTATWY UE SLOKOTPLOVO Kal TOpVO

Ma tv otnpEn Twv SoKLiwy otV TPATE(Q CUYKPATNONG TNG EPYAAELOUNXAVAG
CNC elval moAU onuavtiki n dnuloupyla pnxaviopol cuykpdtnong tTwv dokipiwv . O
UNXOVLOUOG QUTOG OMOCKOTIEL 0TV aodpaAn otrnplen Twv dokipiwv katd tnv Slepyacia
NG KOMNG XwPLG kivouvo Talaviwoewyv Kol anwAelag akpifelag. H kevipikn 16€a Atav n
OUYKPATNON TwV SOKLUIWY TAVW o€ MAAKO HE 00POAr CUYKPATNGN TNG MAAKAG TTAVW
otnv tpanela Kotepyaoiag.

XpnowuomnonOnke mAAka aloupwviou pe duvatotnta cuykpatnong &uvo
EAQOUATWY. H OUYKPATNON TWV EAACUATWY EYWVE HE TECOEPLS TPUTIEG OTIELPWHLATOG
M10. Ot Vo Tavw TPUTEG LOOTMEXOUV AnO TNV TIAVW TAEUPA TNG TAGKOC KAl N
QOOTACoN TWV KEVTPWYV TOoUug otov dagova X eivatl 270mm, cUudwva e TO TPLoSLAoTATO
povtélo CAD twv eAaopdtwy. Ol KATw TPUTIEC LOATEXOUV Ao TNV KATW TIAEUPA TNC
MAQKAG Kal n Metafl TOug amootacn eival emiong 270mm. Ita 68 eAdcuoata
SnuioupynBnkav amd Ouo Olaumepeic omég 1lmm TO KEVIPO TWV ONMolwv
npoodlopiotnke oUUdwWvVA PE TO HOVIEAD yLo. TN OTHPLEN TWV EAACUATWY TIAVW OTNV
mAaka pe Bidec M10.H otrplén tng mAdkog mavw otnv tpanela KATEPYOoLlac EYVE e 9
Bideg oL omoleg ouykpatnOnkav pe odLyktnpeg tumou T, mou epapudlouv KatdAAnAa
otnv tpamnela katepyooiag onwg paiveral otnv Ewkova 66.
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5.2 EIZATQIH G-CODE 2TH CNC KAl MHAENIZMOI TEMAXIQN

Edooov ohokAnpwBnke n dadikacia dnuioupylag G-kwdlka Twv EAACUATWY
oo to mpoypappo Cambam, ol KWOLKES amoBnkevTNKav o popdn KELWEVOU *.nc, OTwG
neplypadnke oto Kepddawo 4. Mo va avayvwplotolv oL KWOLKEG oo TV
gpyoAslopnyavn £ywve amobrkeuon os popdn *.txt kot swonxdbnoav oe autn HECW TNG
USB BUpoac tng pnxovng. Mo tnv stoaywyn tou kKwdwka atn CNC éywve:

Exklvnon pnxavng amno tov Keviplko Stakomtn ON/OFF.

Evepyomnoinon tou Power On.

Anevepyonoinon twv Alarms

Evepyomnoinon tng evtoAng Power Up/Restart.

‘Exovtag tonoBetrost to USB stick otnv umodoxr tng Unxavng erAEYETaAL N

€vToAn List Program - Device - USB Device - Enter = Directory - Select

Program.

e [ilvetal avayvwon Tou KwdLlka amo tn cuokeun anobnkeuong USB kal oxtL péow
NG LVAKNG TNG EPYAAELOUNXOVIE AOYW XWPNTIKOTNTOG.

e 'EAgyXOC MPOYPAUUATOG KE TN BonBela TwV YpadLKWY TNG UNXAVAC

evepyonolwvtag duo popeg Tnv evtoAn: Setting Graph = Cycle Start ywa thv

anoduyn opaipatwy (BA. Ewova 67) [9].

65 | TEI KpAtng — Mapaptnuo Xaviwv Tunua Quotkwv Nopwv kat MNeptaAiovtog



NwkoAaog Quada

SIMULAT IONS
MACHINING
MANUFACTURING

FEED vinn o Avina
TOOL LR wn
100l LIFK 10

Ewkova 67. Mpoemiokonnon G-kwdika.

Mo tov UNSEVIoUO TwV EAACUATWY XpnolpomotnOnke petpntikn dudtan (Taster)
n omoio £€xeL T Hopdn HETPNTIKOU poloylol Kal £PapUoOlel OTOV KWVO TNG
epyalelopnyavng adol mpwta €xeL evepyomolwnBel n evtoAn Orient Spindle, mou
OKLVNTOTIOLEL TNV ATpakTo. KUpla XopaktnploTtikd tou Taster givol To poAdL, To omoio
SlaBétel akpifeta 0,01 mm kat n odaipa oto Akpo tng akidag pe Stapetpo 4 mm. To
odaipiblo Epxetal oe enadn pe ta MPog UNSEVIOUO TERAXLa Kal €xeL dtadpoun 4 mm
TPOC OAEG TIG kateuBuvoelc. H apyn Asttoupyiag tou Taster gival amAn Kat mapdAAnAa
okpBnG. To odapidlo £pxetal oe emadn HE TO TEUAXLO HE T Ponbela TG €VTOAAG
HAND JOG kat petakiveital éwg 6tou to poAdL Seifel 0, SnAadn €wg otou Stavuoel 2
mm. Tote o afovog otov omolo yivetal n pHetatomnion £xel pndeviotel. Me tov TPOTO
ouTtd KoBoplleTal ouCLAOTIKA yLa TN UNXOVH TO TOTUKO CUCTNHO CUVTETAYUEVWY TOU
tepayiov. H dStadikaoia pndeviopou mpaypatomnoleital wg eEAG:

e TomoBeteital to Taster 0TV ATPOKTO TNG EPYAAELOUNXAVAG KAL EVEPYOTIOLELTAL N
evtoArf HAND JOG.

e EmAéyetal n KAlpaka urtodlaipeong yla TNV Kivnon tou Z d€ova Kal e Th
BonBeLa tou joystick Tou controller To odatpidio Tou peTpnTKOL PépeTal o€
enadn He |ia armo TG TAEUPEC TOU Tepa)iou.

e Evepyornoleital U0 popég n evioAr) OFFSET mpokelpévou va epdavIoTEL To

pevou undeviopol tepaxiwy.

EmAéyetal o€ molo kwdika G Ba arnoBnkeutel 0 pndeviouoe.
Ertdéyetal o afovag (X, Y N Z) mpog undeviouo.

e Evepyomoleitat n evtoA PART ZERO SET kat pndeviletal o kaBe afovag

Eexwplota.
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Jtnv Elkdva 68 mopouctaletal o pndeviopog tou X LY Kat Z afova yla Thv KOmn Tou
nipodiA.

Ewkova 68. Mndeviopog atovwy X,Y,Z

Ma tov UNdeviopo Twy epyaleiwv eTUAEXBNKe pla dopd n evtoAn OFFSET yla va
gpudoaviotel to avtiotolxo pevou. lNa tn Stadikaoia auth, Baoctki polnoBeon ival n
TOMODOETNON TWV KOMTIKWY EPYOAELWV OTOUCG KATAAANAOUG KWVOUG GUYKPATNONG KOl O
£\EYXOG TOU TPOKAOOPLOUEVOU HMNAKOUC TouG. TomoBetwvtog to KABe epyadeio otnv
ATPAKTO, EMIAEYETAL ATIO TO HEVOU, TO QVTLIOTOLXO VOUUEPO TOU epyaAsiou Kot odnyeital
ue tn BonBeia tng evtoAng HAND JOG, katd tov afova Z, otnv enidpavela tou Tepaxiou
Oomou Kal opiletol to onueio undev, pe TNV eviohn TOOL OFFSET MEASURE. H
Stadwkaoia pndeviopol tou duttepou KOVOUAIOU KOBOATIOU yla TNV KOT) Tou TipodiA
daivetal otnv Elkéva 69.
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ova 69. Mnbdeviopog dimtepou kovSuAlou.

5.3 WHOIAKA KAOOAHTOYMENH KATEPTAZIA EAAZMATQN

To epyaleio ou xpnoLpomnoltidnke yla tnv kKatepyaoia tou podiA eival dimtepo
KovOUAL koBaAtiou Slapétpou 20mm, KOTAAANAO yla KOTir) HOAQKOU UALKOU OMwG TO
aAoupivio. O KUKAOG Katepyaoiag Eekvael evepyomolwvtag thv evtoAn Cycle Start. Na
Tov otadlakod €Aeyxo KOTRG emAéyetal n evtoAn Single Block, pe tnv omoia 0 kwdkag
ekteAeltaL ava ypoppn. It Ewkoveg 70 kat 71 mapouotdovial OTLYHLOTUTIA OO TOV
KUKAO katepyoaoiag Twv mpodil twv eAacpdtwy.

Elkova . MeTtwTiko Pppeldplopa EAACUATOC.
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o < -
Ewkova 71. Mepipepelako ¢ppeldplopo EAACUATOC.

Ytnv Ewkova 72 daivovral Kot to SU0 eEAdopaTo KOUPEVA oUUdWVA LE TO TIPODIA TNG
oegpotopung Naca0015.

Ewkova 72. TeAwka tepdyLo popid NACA0015.

MNa tn O&nuwoupyla matoUpog Kal Twv SOUMEPWY OMwWV  UAomolnonke
ouykpatnon twv SoKlpiwv Ue duo Ppoupketeg kaBwe oL Bideg mapesuparlovtal otnv
katepyaoia (BA. Eikova 73). To epyaAeio mou XpnolpomolnOnke nrav eva tetpadtepo
kovOUAL koBaAtiou Slapétpou 14mm mou napouaotaletal otnv Elkdva 74.
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Ewkova 73. Juykpatnon eAaopatwy yla Snoupyla matovpag Kal omrc.

e s 3 . (g LN :‘\\

ova 74 Anuoupyia matolpag Kot SLopmePoUg omngG.

5.4 2YNAPMOAOIHZH ZKEAETOY KAAOYNIOY

To TEAKO OTASLO TNC KOTOOKEUNG TOU OKEAETOU TOU KOAOUTILOU ammoTeAsl n
OUVAPUOAGYNOT) Tou. ApXLKA €YLVE GUVAPUOAOYNCN TOU TTAVW UEPOUG KOL OTN CUVEXELA
Tou KAtw. Xtnv Ewova 75 mapoucidletal n cuvapuoloynon 2 eAacpatwv kat dUo
QMOOTATWY, HETA TNV Katepyooia toug. Me tnv (dla ¢plocodia olokAnpwbnkav Ta
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CUVAPHOAOYHALOTO TOU VW KOL KATW TUAMUATOC TOU OKEAETOU OnMw¢ mapouatalovral
otnv Ewkova 76.

Ewkova 75 TuvappoAoynon 6Uo eAaouATwy Kal SU0 amooTatwy

bt
it

o 76. ZuvoppOAOYAMATA AVW KAl KATW TUNUATWY OKEAETOU KOAOUTILOU.

H ouykpatnon 6Awv Twv Koupatiwy Petafd toug uAomolndnke pe xprnon vtilag
unkoug 2,20m n ornola MEPACTNKE AMO TLG OMEC TWV OTOCTATWY KAl CUYKPOTNONKE UE
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naglpadla onwe ¢aivetal otnv Ewkova 77. H teAkn popdn toug mapouctlaletal otnv
Ewkova 78.

Elkova 78. Avw Kol KATW TUA IO CUVOPUOAOYAUATOC OKEAETOU KAAOUTILOU.

H évwor) toug napouctaletal otnv lkova 79 omou kat Stakpivetal MAEov To podiA g
aepotopnc NACAOO15.
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Ewkova 79. MANpeg cuvapUoAoynpa oKEAETOU KAAOUTILOU.
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6. ZYMIMEPAZMATA

H mapoloa mtuxlaky epyaciot  amoteAel MEPOG  OALKNG  KATAOKEUNG
OVEMLOYEVVNTPLOG KABETOU Gfova PE OTOXO TN XPron OE OOTLKO 1 KN mepLBAaAlov xwplg
TIEPLOPLOMOUG. ZUYKEKPLUEVA ETILKEVTPWONKE oTnV €mAoyn, tn povtelomoinon kat tnv
KOTOOKEUN TOU KOAOUTILOU TWV TTIEPUYIWV TNG QVEUOYEVWATPLOC. O TUMOG TNG
avepoyevvntpLag kabétou dfova mou emAéxOnke eival Darrieus - H, o omolog eivat kot
oL TiLo amodOoTIKOG OTNV KATnyopia Twv avepoyevwntplwy Kabétou dfova. ZUpdwva pe
™ BBAoypadia av yivel emidoyr) Tou KOTAAANAOU TPOTUTIOU OEPOTOMNG HWIMOPEL va
erutevxOel ekkivnon xwplg tnv xpAon e§wTtePLKNG TNYAG EVEPYELAG LE TNV aAAayh TwV
YWVLWV TTPOCTITWONG 1 LE TNV TPOCcOnKN HKPNG Savonious Kot AAAEG ueBodoug.

llaa TOV UTIOAOYLOHO TWwV OLOOTACEWV TOU TITEPUYIOU TpOyUOTOMOLHONKE
ovAAUON TNG AEPOSUVAULKNG OUUTEPLDOPAG TITEPUYIWY, WOTE VA ETUAEYEL N KATAANAN
yeEwUETpla tUTOU mTepuyiou. Me Bdon tn MEAETN auth, €MAEXONKE TO TPOTUTIO TNG
aepotopnc NACA0O015 n omola £€xel uPNAO CUVTEAEDTI) AVTWONG YLa XOUNAOUC OVELOUG
Kol AOYO TNC CUMMETPLAG TNG, TLC ALYOTEPEG AYVWOTEG TMOPAUETPOUC EMLPPONG OTNV
agpoSuvaplk TNG oupmeplpopd kol  Tpoodlopiotnkav oL SLACTACELS  TNG
OVELLOYEVVNTPLAG Kol aKOAOUB WG Tou TeEpUYiou.

Aoyw Ttou uPnAol KOOTOUG KOTOOKEUNG KOAOUTILOU ylot TtV XUTEUON TWV
TITEPUYLWY TNG QVEUOYEVVATPLAG KoL LE BAON TLG UTIAPXOUOEG TEXVLKEG, ETUAEXONKE N
KATaOoKeUr KalouroU mou Paociletal otnv xprion ouvapuohoynuatoc (Assembly)
OKEAETOU. H OUYKEKPLUEVN TEXVLKN TIOPEXEL TN duvaTdTNTA MARPWONG TWV KEVWV TOU
OKEAETOU TOU GUVOPUOAOYNUATOC HE adpaveG UAKO xapunAoU KOotoug emidpépovtag To
TEAKO amotéAeopo o SlaoTatikn akpifela Kal moldtnTa enipavelog. H Kevipkn o€a
Baoclotnke oOTNV KOATOOKEUN €EAQCOMATWY TOU TIPOdIA TNG OVEHOYEVVATPLOG KO
OTTOOTATWY YLaL TN CUVOPUOAOYNGN TOU OKEAETOU TOU KOAOUTILOU.

Apxlka  €ywve  TplodlAoTATN  MOVIEAOTIOINON  TWV  KOMUOTIWY  TOU
OUVAPHOAOYHUOTOC OTO TIPOYPOLUO TPLOOLACTOTNG TIOPOUETPIKAG HNXOVOAOYLKAG
oxedlaong Inventor tng Autodesk. Ztn ocuvéxela €ylwve €l00ywyn TWV HOVIEAWV TWV
ehaopdatwyv oe cvotnua CAM yia tnv gfaywyn Tou KWOWKA-G yla thv Pndlakn
kaBodnynon twv amopaitntwv katepyoaolwv otnv gpyoAeopnyxovy CNC VF1 tng
etalpiag HAAS.

YAOTOLAONKE N KATAOKEUN TWV €AOOCUATWY TOU TPodiA TNG aAEPOTOUNG
NACAQ0015 kat mpaypotomnoltidnke 10 KaBOAKO ocuvappoAdynua Tou OKEAETOU TOU
KOAOUTILOU €mITUXiol Kol ME HEYAAn okpifela. H epyocia mpaypatonowiBnke oto
Awotunuatikd  Epyaotipto tou T.Ed Kpntng, Tou Mapaptipato¢  Xaviwv,
Mpocopolwoewv & Mnxavoloylkwv Kataokeuwv - SMM, oTov Topéa Twv AVaVEWOLULWY
Mnywv Evépyelag tou Tuipatog Guokwv Nopwv & MeptBailovtog.
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