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Anuntpiov, tov Tunuotog Movowng Teyxvoloyiog kot AKOLGTIKNAG, YL TNV
duvaTOHTNTO TOL POV £0MCE VO TPAYLOTOTOMG® TNV TTLUYLOKY Hov gpyacia. Ot
ONUOVTIKES VTTOJEIEELS Kot GCLUPBOVAES TOV pe KatehBuvay 6 Eva 6mGTO TPOTO CKEYNG
KoL TTAVE o’ OAOL WOV TTPOGEPEPAY CTUAVTIKA EQOJLAL Y10 TNV HETEMELITA (N OV,
Emiong, Oa n0eha va gvyopiomom tov Metd-Adoktopikd Epevvnt) Ap. Evdyyeio
Koaoghovpnkat pélog g TpipeAons emtpomig yio T fondeta Tov Kot Tig GVUPOVAES
TOV OTO EMCTNUOVIKO KOouudtt g epyaciag, kot tov ITomadovdn Oeddwpo,
Epyaomplakd ovvepydtn tov epyaoctnpiov Ilpocopoidoemv & Mnyovoroyik®dv
Kotaockevov —SMM, yio v mapoyn ocvppoviov omv gpyacio pov. Emiong, Oa
NnBera va gevyapiotiow tov kadnyntm Moavoin Mapafeidkn péAog TG TPYEAOVS
EMTPOTNG Y10l TIG GLUPOVAEC TOV Kot TIC VTTOOEIEELS TOL GTNV TTLYLOKT LOL EPYAGIAL.
Téhog, Ba MBeha va evyapiomom Olovg tovg kabnyntég Tunuatog Mnyoavikodv
dvowov Topov ko IepiBdArovtog, tov Avatatov Texvoroyikov Exmaidevtucod
[8pOparog Kpnmng yua tig moAdTIHES YVADGELS TOV POV TPOGEPEPAY OAQ TOL XPOVIL TMV

OTOVOMV LOV.
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IHEPIAHYH

Movtelomoinon Kol TPOGOpHOi®OoN KOTEPYUOLOG
opBoyovikig komg pe FEM-SPH peddédovg memepaopivav
oTOV ELMV

H mopovoa ntuylaxn epyacio a@opd T HEAETN TOV KATEPYOUSIDOV APAIPESTC VAIKOV
mov avdyovtal e opboywvikn komn (OrthogonalCutting) pe ) Ponbeta apuntikaov
TPOGOUOIDCE®MY Kol GLuykekpluéva, pe 1 MéBoodo twv Ilemepacuévov rtoyeimv
(FEM, FiniteElementMethod) kot ™ péBodo Ydpodvvaukng copatdiov (SPH,
SmoothParticleHydrodynamics).

>10 lo Kepdhowo mpoypatomoleitol o 160ymY | OTIS UNYOVOVPYIKEG KOTEPYUGIES
Kol TIG epyorglopmyoveg apaipeons vAkov.Xto 20 Kepdiawo, akoAovBel 1 aviivon
mg  kotepyaciog tOpvevoncomnv  opboymviky komy|. Iloapovoidlovror kot
eneEnNyobVTOl Ol YOPOUKTINPICTIKES TOPALETPOL TNG TOPVELONG, TOL YopaKTnpilovv
k60e opBoywvikn komn. Lto 30 Kepdhowo akorovbel swcaywyn otic apOuntikég
pedddovg FEM kar SPHotv kom petdAlmv Kot meptypd@etol 1 LOvIELOTOINoNGE
AOYIGHIKO  TEMEPOCUEVOV  OTOWXEIMV  AVIUTPOCSHOTEVTIKNG 0pHoywVIKNG  KOTNG
tdpvevong, KoOmMG Kot avaAvovTol To 6TAdlo VAOTOINoNG TG TPOSOUOIoNG NG
katepyaciog. Akorovbwe, oto 4°Kepdiato, yivetor  mopovsioon Kol aviiven tmv
OTOTEAECUATMOV TOV TPOGOUOIDCEMY. Ta TEAIKA CLUTEPACLATO TOPOVSLALOVTAL GTO

terevtaioSo Kepdiowo g epyocioc.
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ABSTRACT

Modelling and Simulation of Orthogonal CuttingUsing
FEM-SPH Numerical Methods

This thesis deals with the study of orthogonal cutting material removal techniques
using numerical simulations and in particular the Finite Element Method (FEM) and
the Smooth Particle Hydrodynamic (SPH) method.

After an introduction to machining and cutting machines in Chapter 1, in Chapter 2
follows the analysis of turning process on orthogonal cutting.The typical turning
parameters that characterize orthogonal cutting are presented and described. Chapter 3
introduces FEM and SPH numerical methods in metal cutting and describes a
representative case of orthogonal cuttingmodeling using a computational finite
element software.The implementation steps of the machining simulationare also
described. Then, in Chapter 4, the simulation results are presented and analyzed. The

final conclusions are presented in the last Chapter 5 of this thesis.
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KE®AAAIO 1

EIZXATQI'H

H mapovca mruylokn epyacio mpaypatedeTol Tn HEAETN TOV KOTEPYOSUDY OPOiPESNC
vAMKkoO mov avayovior o€ opBoywvikny komr (OrthogonalCutting) pe ™ Pondewa
apOUNTIKOV TPOGOUOIDCE®MY Kol cuykekpluéva, pe m MéBodo tov Tlenepacuévaov
Ytoyeiov (FEM) kot tv mpocéyyion SmoothparticleHydrodynamics (SPH). Xto
napov Kepdhoo yivetar gooywyn OTIG UNYOVOVPYIKEG KOTEPYOOIEG KOl TIC

EPYOAELOUNYOVES ALPAIPESTG VAIKOV.

1.1 Mnyovovpyikéc Katepyaoisg

Mo Vv KataoKeL] 0TOLOVINTOTE AVTIKEWEVOD, TO OTOl0 amoteAeital amd Eva 1 Kot
TEPLOCOTEPO. UEPT, Omouteital cvVOLAGUOS Katepyooidv. Ot katepyaciec eivon
duvatov va kornyoplomomBovv otig eéng [1]:

o apy£yoveg: YOTELON 1 KOVIOUETOAAOVPYiD

® g maPApOPOOG: andTUNoT, eEEAMON, K.

® e mwPoodNKN: GLYKOAAN G, ETKAAVYT, K.OL.

*  0@uipeons VAMKOV: TOPVELST), Ppallapiopo, S1ITPpNoN, TAAVICT, Asiovon, K.o.

Ta d1dgopa punyovoroyud e€opTNUHATO TOIPVOLY TNV OPYIKY] TOVS HOPPY| KOTH
Kavova pe kKotepyosiec mov 0 mepthapfPdvovv v agaipeon VAol (kKvpiog

YOTEVOT)), OPTVOVTOG LUKPT] TOCOTNTO VAKOD Yol TV TEAKT] KOTEPYOUTIaL.

H tehwkn xatepyoasio evog tepayiov elvar kvpiog m agaipeon viwov, kabmg
amodidel peyaAdTePN OlaoTaTIKN aKkpifela Kol KaADTEPN TOOTNTA TEMKNG ETLPAVELOG.
H oaeaipeon vAikov yiveton eite pe v ypnon epyoreiov yepdc (m.y. Apo, mpidvi
K.0..), €lte e ™ ypnom epyaretopnyavav (tdépvog, epaila, TAdvn, dpdmavo K.Am.). Ot
EPYOAEIOUNYOVEG TAPEXOVY TNV OLVOTOTNTO TOPAYMYNG OTADV KLAMVOPIKOV N
EMIMES®V TEPAYIOV KOl EWOIKOV OAUOPPDOCEDY, OTMG TO CTEIPOLA, 1 00OVIMOT Kot
emoedveleg oweopwv  popeav.Ztg Ewodveg 1.1 wor 1.2 mapovoidlovtar ot
Baokdtepeg Katepyaoieg pe apaipesn vAKOD.

7
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Kd&0e xatepyacio apaipeong vikoy amoteleitol and Tpia oTddo:

1) oppuxn katepyocio:meplapPdvel T0 TPMDTO «ITEPOUCUO» TOV KOLTIKOV

gpyoieiov Yoo TNV amOpdKpLVOY AYPNOT®V GTPOUAT®V VAKOD amd TnV

wponyndeica dSapdpP®OT TOL

2) Pooui Katepyooio: T0 KOTTIKO £pYOLelo eKTELEL (Ol GEIPA «TEPACUATOVY,

npoKeEVOL va d00el To emBountd oynpa 6to KatePyYalOUEVO TEUAYLO

3) KOTEPYOOiQ OTOMEPUTMOCEMS-QVIPIGHA: EiVAL TO TEMKO «TEPUCHO» TOL

KOTTIKOU £PYOAEIOV TTOV EMTVYYAVEL TIC TPOSLOYPOUPES OOCTATIKNG akpifetag

KOl TEMKNG TO10TNTOG EMUPAVELDG

1.2 Epyoleropnyovig a@uipeons vAKoOD

2my ewdva 1.3 mapovstalovtor ot 18Qopeg KATNYOPIES KATEPYOSIDV LE QPOIPEST

VAKOV.

KATEPTAZIELZ ME AQAIPEIH YAIKOY-KONHE

Komr) pE yewpeTpika
kaboprapévn popgr Tou
KOTITIKOU EQyaAEiOU

Kot ye akabdpioTn
VEWUETPIKN QOppr TOu
KOTIMKOO EpyaAgiou

Mn oupPankig
kaTEpyooieg

Topveuon
Learpnon
Boring
Ppaifamopa
Nidwion
Auhaxwon
Npévioua
Ipavadpkotr

" & ® ®

® & B @

*  Agiavon
* Honning
* Lapping
*  Yrepheiovon

HiexTpoynuikég katepyaies
Hhaextpodidfpuwaon ( EDM )
Laser, Plasma

Aéaun nhextpoviwy ( EBM )
Béapn vy ( 1BM )
Ymépmxo

Ewova 1.3 Katepyaoieg pe apaipeon vAkov-Komg

O Paockdtepes KaTEPYUOIES UE APOUIPEST] DAIKOV, Ol OVTIGTOLYEG EPYOAELOUNYOVES
TOV XPNCLOTOOVVTOL Yol TNV €KTEAECT KAOE KaTEPYUSIOG, Ol TEXVIKEG EMPAVELES

KaODC KOl 01 KIVIGELS TOV KOTTIKOV gPpyaAieion Kot tov KatepyalOpuevov Tepayiov

avtiotorya tapovsialovion otov [livaxka 1.1.
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, , Teyvikég , , , g
Korepyooia Epyaieropnyaviy Emgéveree KivnonEpyaieiov | KivnonTepayiov
Topvevon Topvog Kurxiég Metatdmion [Teprotpoon
Eninedeg
Kurikég
Oparlapiopa DOpaila Ecoyéc [Teprotpoon Metatdmion
Aviaxio
Odovtotpoyoi
Avdtpnon Aparavo Avorypo onmv [epiotpoon Axivnro
MAdvicpa ITAévn Eninedeg Mertatomion Mertatémion
. , . Emninedeg [MepioTpoen + Meratémion +
Aclavon Agwaveog Tpoxo Korhkég Metatdmion [epiotpoon

IMivakag 1.1: O1 facikdtepeg katepyasies apaipeons vAKoD

O1 ovvn0eic Tpomokatdtaéng Tmv epyoretounyavov givor [3]
»  ®CTPOG TO €I00G TNG KOTEPYAGLOG
»  ®¢ mPOG TO €100G TN TPMTELOLGOG KivVoNG

e Epyaietiounyavég pe mepiotpopikn Kivnon

g : , ®paro/ Agwvtikoi g
Topvor Opmlopmyavés | Apdmava P § - MIprvovia [pavado/
opamavo, Tpoj0i ;
KOQTES
. TEPIOTPO- | TAPUAMAOV
. . . emmédav PLoTp POAIA
optlovriot optlovrieg OKTIVOTE , QIKQ, 000VIOTOV
EMPAVELOV ;
TPOYV
10K, KOVIKOV
KOTOKOPLQQL , 000VIOTOV
. , ( Pug KOMVSpIKOV ;
KoTokOpupol | katokopugeg | Kkatoptloviie ) (]
. EMPAVELDHY
pe moMEg
0TPOKTOVC)
TEPIOTPOPIKOL | avTtypoon KaTaKOpLOQ , .
PIOTPoP 1PORTIG Pu (veL KEVIPQOV
(qRevolver) | (mavoypdpoc)
LTOHOTOL T . "
HoToL ] optlovtia 000VIOOEOV
NULONTOUATOL
OTEPOUITOV
eldwd (my. ywo
6TPOYALOPOPOVG
aoveg)
TPOYLOTIKG, (T.Y,
KOTTIKAY)

e Epyoietopnyovig pe ev0OYpopUn Tp®TELOVGO Kivnon
o Ilpovwa

" TOAMVOPOLUKA
o IMAdvec

= gYKAPOLES

" EMUNKELS

10
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" KATOKOPLPES

» ¢ mpog To Pabuod eEE101KeENGEMG

e Epyaietopnyovéc yevikng ypnoemg (topvog)

o  Epyoietopnyavég e181kng xpNnoews (Ypovalokdmng, AELoVTIKOG TPOYOGS
000VIMCEMV, K.A.)

o E&eidikevpéveg epyaretounyoveg

e Epyoietounyovéc LETAPOPAS

» oG Tpog TV axpifela Katepyasiog

o Epyaietounyavég ovvinBoug akpipeiog
e Epyoietopnyovic akpieiog

e Epyoietopnyovéc peyaing axpipeiog
e Epyoietounyavéc vyiomg akpipeiog

» ¢ mpog to Pdpog

e Epyaietiounyavég ehappéc (Bapog pukpdtepo tov 1 1dvov)
o Epyaietounyavég pésov Bapovg (Bapog petald 1 kar 10 tévmv)
o Epyaietounyavég Bapiéc (Bapog peyarvtepo tov 10 tOVOV)

» ¢ mpog o Pabud LTOUATIGHOD

o Kowég epyaretopnyoveg

o  Huowtopateg epyoletopnyavég (o1 KIVIGELS YivovTol auTOUATO)

o Avtdparteg epyoretopnyovég (01 KIVAGELS Kot 1 Tpo®odoacia yivovton
OVTOUOTEG)

11
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KE®AAAIO 2

2TV TOPOVGH TTVYLOKY EPYOCio 1 KATEPYASIO LE 0pOipeEST VAIKOL OV €MAEYONKE
va peletnBel elvar n avaivon g Katepyasiog TOPVELONG, MG TS PACIKOTEPNG Yid

avaeopd, otnv oploymviKY KoTm.

2.1 Topvevon

Eivawcatepyaciokonng UeKOPLOKIVIONTNVIEPIGTPOPIKNKIVIGN 1TNG OTPAKTOV,
omovnpocdévetakatdAiniato tepdyo TE, kodevtepedhovoatn petapopiknkivnon
mg  mpowong  (xtvmonmrov KOTLTIKOV gpyaieiov KE), exteAeitande
neKEkabopiopévngyempetpiocratamingonpetokngenoens. To  epyaieio  (Komtikn
axpn) etvar otabepd ko 1 kivion mov exterel etvan Kot pnKog ™ Kotepyalopevng
EMPAVELNG, EPOGOV 1) KON EIvat SLOUNKNG.

ZyMUATIKNTOPACTOO) ™mg KOTEPYOGIAGKALTUTTOTONLEVT
pnopentovKEtdpvevoncrapovsialovior oty Ewova 2.1(apiotepd) kot 2.1(de€1d)

avticTorya.

ZTEAEXOG

?%_ J Afovac KE
b,/\\ / }
O N4 |
LA il b Azurepedovoa—.
S fm s ATS Kown )
2! Agutepevouca Kopia kown
- I / Y Z
Tpowon 5 eAeUBepn e

aveia KE 2
KE 2 AK“/ \ \KOpla €AeUBepn

Emedveia emeaveia KE
aropAiTrov

Ewoéva 2.1 Zynpotikn mopdoetact e KaTepyasiog Kot TUTOTOUEVT] LOPPT] TOV

KE 1t6pvevong [4]

H t6pvevon cav katepyasio ypnoipomoteitor amnd ToAd moioid, yopm OUMS 6TO
1400 p.X.eppoaviotnKov ot Tp®TOl TOPVOL TOV GTNV OPYT] KIVOOVTAY HE PVTKN OVVOUN
N He vePO GOV TOVG KATOTIVOLG VOPOHLAOVS. Me Tdpvevor katepydlovtal TepdyLo
CUUUETPIKE EK TEPIGTPOPNG LEKATA Kovova KukAkn dtotour. Katd v tdpvevon, to

KatePYalOUEVO TEUAY IO TEPIOTPEPETALYVP® amd TOV AEOVE TOV, GLYKPUTNUEVO GTOV

12
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ocQIKTNpa (T60K) ToL TOPVOL. To KOmTIKO epyareio €xel T dvvatdTTA

SloUNKNG petTakivnone, Omov to gpyoieio petakiveitar evBOypoppo Kot ToapdAinia
TPOG TOV AEOVO TOV TEUO)IOV 1 €YKAPOIOG HETOKIVIONG KOl LETOKIVEiTOL G 0pOT|
Yovio ®g TPog TOV AEOVA TOV TEUAYIOV.

Ot amoutioelg kivnong evog kotepyalOUeEVOL TEUOYIOV Y10 VO OTOKTNOEL TNV
TEMKY] TOL pope1 Ogv mepropifovionr HOVO OTNV ¥pNnomn OWUNKOV 1 €YKAPoImV
LETATOTIGEWMV TOV KOTTIKOV, OAAG KOl 0TO €100C TOV KOTTIKOV TOL YPTCLULOTOLEITAL.
To komtikd epyareio mov ypnoylomoteital oe ke mepintwon eaptdTon aPevog amd
10 €100¢ NG KOTEPYULOUEVNC EMPAVELNG KOl APETEPOL OO TO AV 1) TOPVELOT| Elval

eEMTEPIKT 1] ECOTEPIKN.

2.2 Eion Topvevonc

A. Avdioyo petotdtaEnTovdEovatdpveLong:
e  Oplovtia (oprlovtiog aEovag)

o Koataxopven (katakdpupog aZovoc)

B. Avéloya pembéon g katepyoalopevncenpdvetlog:
o Elwtepn

e FEowtepikn

I'. Avéroya pemnvapolpaiccyEonkiplockadeuTePELOVCACKIVIONG:
e Awpnkng topvevomn, pe kivnon mpoéwong mapAAANAN mpog Tov  GEova
t0pvevong, PA. Euova 2.2.
e Eykdpoia topvevon, pe xivnon npdmong kdbetn mpog tov dEova TOpPVELOT|S.,
N omoia dtakpiveTon e TN GEPA TG OE:
» Metomikn, PA. Ewova 2.3(a).
» Axtwvikh (Tépvevorn amokomng Kot TOpvevor popeng, PA. Ewova
2.3(B) xon 2.3(y)).
o Kovikn topvevon, pe mv devbuvon g Kivnong mpowong vo TEUVEL TOV

a&ova topvevong (Ewdva 2.4).

A. Ewwéctopvetvoelg (Ewova 2.5):
o Ymelpotounon (eEmTtepikn 1 E0MTEPIKN).

13
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o Topvevon pe moArdd KE, eite pe dwpoduevn npoéwon, &ite pe

drapovpevo Padog komng

Kupia kivnon Karepyalopevn
(-C) _ EMPAvela
P Karepyaopévn Kupia
b - EMQAvela K'z’g‘)’n
1 _..? l | Karepyaouévn
emQaveia
D d / Kivhon
; =g Tpowong
L [ (2
D
———KE %
Kivnon
Karepyalopevn “o TIpowang L
emoeaveia {
(a) (B)

Ewova 2.2: Awapnkng topvevoneéotepikng (o) kot esmtepikng topvevong (B) [4]

Kaeoyoopeveg
Képw xivmon . LNeavens
(-C) Kestpyeaptn e ol i L
yoves '
-8 77
p — © Karegyoldum ]
_Amesvae “x
% o1 4 !
a -X -~
‘ ‘ .
7 '
— AN | [ T Menpyaiounn
= |- \..‘ cmyavoa
Kivnon f ]
OO0 0T R Khmeon mpowong
(-x) N =X
(o) (E)
Ko
dAladl]
| "
= 3 %K
SxAua 4 Eyxapoia TOpvZuon
Kiwon {g) MzTwmxn
TPMOTNG (B) ATroxomng
) ) Mopeng

Ewova 2.3: Eykdpoto topvevon petomikn (o) amokonnc (B) kon popenic (v) [4]
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Kivnen Kipia %
Kivnen
KE
. 4] Kivnon '
TRGLITTIE {
)
TE
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Ewoéva 2.4: Koviki topvevon (o) eEmtepicn (B) ecwtepikn [4]

Kegsa sivien -C)

Kerpyoopdm
CMpaven

Horepyvolouewn
crnedrue

Agwvexng '
nvnen ’
Mpouent

(@)

L
/

L — ——— L ——
Kipio A 4

Vo —

Kenon | xe, KEy
TpOwong

)

Kupsa
wivnan KEq
TE
o,
v
—-T - - r— -
KE; | =
Komon
Wpdasong

B)

Zxnua 8: Ebixzg TopvIiog
(a) EZraporopnon
(E) Mz BirrAo KE xai Ti-
cIpolELvn TRPOWTN
') Mz SimtA0 KE xai G-
cipolpevo Babog
xomng

Ewova 2.5: Ewdikéc topvevoelg (o) onepotopmon(P) pe dumhd KE kot dapodpevn
npoéwon kot (y) pe durhd KE kot dwopovpevo Babog komng [4]

2.3 Mé0ooor Topvevong

Me Bdon v emedvelo. TOV TPOKVATEL PETE TNV KOTEPYNSio. TOL TEUO)iov,
UTTOPOVLLE VO KOTNYOPLOTOCOVLE TIG LEBOSOVE TOPVEVLOTG GE: KUKAIKT, EMITED),
OTEPOTOUNGT, EKKEVTPY], TPOQIA Kol TOPVELGN HE OVTLYPAPY. XTI GLVEXELL
aVOQEPOVTOL TTEPLYPOPIKA Ol HEBOOOL TOPVELONG KOl OmEKOVILOVTOL GYNULOTIKA
omv Ewova 2.6:

KUKAMKI TOPVELGT), Topdyel (o KoAMvopikn empavela. H kivnon g mpdémong
yiveton gite kotd v devbuvon tov AEova mEPIGTPOPNS (KUKAKN KaTd UKOG
topvevon), eite kbBeta mpog Tov a&ova (KVKAIKY eykdpoia tdpvevon). Katd v
dwdkacio ¢ aronepdtwons (ewipiopa) pe miotd epyoireio, ypnoipomoteiton
peydAn tpodwon Kot pukpég yovieg B€onc.

EMIMEON TOPVELGT, TOPAYEL O EMImeEdN empaveln KAOeTn mpog TOV AEovVa
neplotpoPns. Xwpiletor oe eykdpolo emimedn TOPVELSY, E€YKAPGLO TOPVELGN

QITOKOTNG KOl KOTE UNKOG EMTEIT TOPVELON).
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OTEPOTOUN O, YIVETOL LE TN YPNOTN €VOG €101KOL gpyaieiov, TO

omoio Onpovpyel EMKOEDELS empdveleg KoL 1| TPOMOT TOL avd 6TPoPT givar iom
He To Prpa g KOG,

EKKEVTIPN TOPVELGT, KOTO TN OLAPKEWL UG TEPIGTPOPNC TOL OVTIKEUEVOD,
petapdiier T B€on g KOYNG TOL epyareiov, avdroya pe Tn Oatoun mov Oa
maporyOet.

TOPVELON TTPOPIA. LETAPEPEL TN LOPPN TOV EPYOAEIOL TAV® GTO KOTEPYULOUEVO
Tepdyo.

TOpvELON AVTLYPOPNS, OmOTEAEL Hia HEBOOO, COUP®VA LLE TNV OTTOlo EAEYYOVTOG
Vv kivnon g mpdmoNg TOPAYETOL 1| LOPPN TOVL avTiKEEVOL. O €heyyog ™G
Tpowong yivetar gite pe to xéEpt (eAevOepm avirypaen), eite amd kdmolo mpdtumo,

gite pe aplOunTikd éleyyo (avtypaen NC). [5]
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Eninedn xard
WriKog Tépveuan

Ewova 2.6: Katdtaén pebodwv topvevong [6]

2.4 ApYLTEKTOVIKY] EPYUAELOUNYOVNS TOPVOL

H apytrextovikn Pacikdv TUNUATOV TG EPYOAELOUNYXOVIS TOL TOPVOL TOPOLGLALETL

oV ewova mapovstalovtar oty Ewkdva 2.7:
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Ewova 2.7: Mépn tov topvov. [3]

Ta Pacwd pépn tov t0pvov eivar:Kpefati, Kifotio tayuttov yio v kivion g
atpdktov, Kipotio mpowdoewv ywoo v kivnon tov epyarelopopeiov, Kifmrtio
Kivnoeng gpyaretopopeiov, Kevipopopéag, Took, Epyarerodémg, Eykdpoio gopeio,
‘EpPoro, Asgxbvn omoPintov, Afovag mpodcewv, ALOVoS OREPOUATOV,
Epyaieropopeio, ITovra.

Emumiéov, mépa and ta Pacikd pépn Tov TOPVOL, VTLAPYOVY Kol KATOlH dLTEPEHOVTO,
eloov onuavtikd to omoiat Bo pmwopovoav Vo YOPAKINPICTOHV Kot G Pondntikd
eCapmuota, Onme 1 avtiio TopoyNsg YukTKoD vYpov ot BEom KOmMG, 0 NAEKTPIKOG
mivaxog, To KOPoAETE, TO GVOTNUO POTICUOD KOl PUGIKE 01 GLOKEVEG GLYKPATNONG

OMMOC TEOK TPLOV KOl TEGGAP®V GlayOvVOV Kot Thotd [1].

2.5TegyviKa Yo paKTNPLETIKA TOPVOL

IMa va viomomBel (o katepyacio TOpveLONS, 6€ OTOOVONTOTE TOPVO, B TPEmeL va,
Ka0oploToLV Ol POcIKOl TOPAUETPOL KOTNG, Ol OmOoiol ££0PTMOVTOL OO T TEYVIKA
YOPOKTNPIOTIKE TOL TOpvOoL. Xtnv Ewova 2.8 moapovoidlovior to  TeXVIKA

YOPOUKTNPLOTIKA TOL TOPVOUL.
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CLAMP_
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Ewova 2.8: Teyvikd xopaxtnpioTikd TOpVov.

Ta KOpLo TEXVIKA YOPAKTNPIOTIKA TOL TOPVOL givat:

a)
b)

c)

d)

e)

f)

g)

h)

H andéotaon mov kaBopilel 1o pnéyioto unKog tov katepyalOUevou Tepayiov.
To dyog tov vontov d&ova tev kévipov and 1o kpePdrt. KabBopiler
HEYIOTNOIAUETPO TOV TPOG KOTEPYOTTO TEUAYIOV.

H péylotm obpetpoc Kot 10 UNKOG TOPVELCNG GE MEPIMTMON TOL VLIAPYEL
«YOVOTIO.

Ot didipetpot koemdvem omd 1o Tpaméll Kot To EpyareloPopeio.

To TA00¢ TV TaYLTATOV Kot 0 HEYIGTOC Kol EAAYIGTOS aplOOG GTPOPGOV.

H 1oy0¢ tov niektpoxvnnpa.

To oMkd Tov Bépog.

H &dpetpog omg g atpdxtov. Kabopiler v péyiom dduerpo tov
tepayiov movumopel va debel oto tooK Kol pmopel vo mpoeléyel and TOV
KkaBpémntn Tov TOpVOL.

H poBpovéunon tov yeprompiov kot yepootpopdiwv. IIpocsdiopilel

péylotoxpipeta katackeung tepayiov [5].

2.6I1apapeTpor KOG

v 1dpvevon o1 GVVONKEG KOTNG elval 1 TaydTNTO KOTNG TOL GYETICETON LUE TIG

OTPOPECTEPIOTPOPTG TOV KOUUATION KO TNV OAUETPO KOTNG, 1| TPOMOT Kot To BAB0C

komng. Ot tpeicavtol mapdyovieg mailovv onuavtikd poOAO TNV KatEPYOSio KOl 1

owoT K&Oe Popd EMAOYNTOVS, AMOTEAEL ATOPOALTITN YVAGCT TOL YEPIGTH EVOG TOPVOL

>mv Ewova 2.9 moapovcidlovtal ot cuvOnkeg KOmNe, ot omoieg amotelobvtal amd
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Baocwéc mapapétpovg, ot omoieg yapaktnpilovv v Kabe kotepyocio

TOPVELOTG KOl OVOADOVTOL AKOAOVOMG:

IdIKTPEG TOU Katepyaopévn
TOOK . C
f AKoTEpyaaoTn smd);xvsta Buagc
emupaveLa / 7/ KOG
j / I
o~ / lso / ‘ rd
/ | =
v i
min ol R
Nl @

) ©£on KomTLKoU
',/ TPV pLa otpodn

r~— MNpowon
o= - o
d = ALGUETPOC AKATEPYACTOU KOUUATLOU s =Mpowan
d ;= ALGQUETPOG KOTEPYATHEVOU KOUUATLOU o = BaBog Komg = d-dy

Vk = Tayutnta KomAg

Ewova2.9: ZuvOnkeg Komng

a) Taydtnre KOANG: M TEPUPEPEIOKT] TAYVTNTO TOL KOUUOATIOD TOL TOPVEVETOL.
YmoAoyiCetar pe Pdaon v dwdpetpo d (MmM) mov giye 10 KOUPATL TPV TNV

TOpVELON Kol eKQpaletan og péETpa ava Aemtd (m/min).

tds
1000

Vk=

(m/min)

Omov:
e Vi1 toybTnTo KOG 6€ m/min
e dmn S1AUETPOC TOV KOUUATION GE MM

e S0 apBudg oTpoP®V avd Aemtd (rpm)
» M toyOTNTO KOTNG Ogiyvel To TapayOUeEVO HETPA TOV UNKOVS TOV OOPATOL

ova Aemtto.

Eivon n oxetikn toura peta&d TE kot KE avagepopévn oty koupla kivon Komng.
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b)

d)
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I[poé®on: 1 LETATOMION TOV KOTTIKOV £pYAAEiOL KATA TN d1eHOLVOT

TOL VONTou dEova TOpvevoNg o€ KABe oTpopn Tov KoupaTiov. XvuPoAiletan pe
skat ekppdaleTal og YIMOGTd avd oTpoP] (MM/GTPOoen).

> 1M apdwon xopoakTnpilel To oo TOV AmOPANTOV.

Eivon n xatd ™ devbuvon tov a&ova mepiotpoeng tov TE petakivinon tov KE

vl GTPOYPT TNG OTPAKTOV.

Bd0oc komig:Eivar m amdotaon g akaTéPYaoTNg omd TNV KATEPYAGHEVT
EMPAVELD, OTOV OLTN PETPLETOL KOTA TNV axTiva. ZvpPoAileton pe TO YpApUL &

exepaletan o€ ytMootd (Mmm) Ko givor:

_d-d,
*=

(mm)

» 10 BaBog komng a yopaktnpiletl 1o TAATOG TOL ATOPANTOV.

Eivar to BdBog dieicdvong tov KE péoa oto TE.

TayvTnte TPOoMGEMS:N GLVOAKY ULETOTOMION TOV £PYOAEIOL TAPAAANAL TPOGC
Tov vontd a&ova tov og évo Aentd. XvpPoAileton pe 1o S ko exkepaleton og
mm/min. A@ov g pia oTpoPn 10 epyalreio petotomiletar katd v TpdmoN S, 6€
éva Aemtd, Oa petaxivndel cuvolikd kotd S-N. Aniaodn:
S =s-n(mm/min)

Xpovog katepyasiog'Eotw Ot topveveton koppdtt pe pnkog |, pe mpoémon
s(mm/otpoen) kot N (otpogéc/min). To konTikd gpyaieio Tov TOpVOL, TOV G€ pia
oTpoPn mpoywpel kaTd S, o€ NOTPOPEG o010 Aemtd Oa mpoywpnoel Kotd
S=s-n(toydmro mpomdoemg). Av t(min) o ypdvog tOpvevong ywo pnkog |, M
petatomon oe thentd Oa ivor:

[=t-S=>Il=t-s'n=>t=1/(s'n) (min)

2. Te@UeETPlO KOTTIKAOV EPYULELOV TOPVOL

H yeopetpia tov KE mov ypnoyonoteiton yio v katepyacio g T0pVELONG

kaBopiletor amd TIC KOMTIKEG ywvieg ko em@dvele Tov gpyoieiov. Znv Ewodva

2.100 dwakpivovron ot Pacikég empdveleg Tov KE:
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Emgaoveio, arofinronv, mdveo ommv omoio. olcBaivel 1o andpfinto

KoTd TNV Kivnon Tov.

ElebOspn empdvero kbpiag kdyns, eivar M em@dveln mov oavtikpiler v
KOTEPYOUGLLEVT] EMLPAVELQL.

Eled0epn empaveia devtepedovoag koyng, eivar n emedvelo mov avtikpilel v
KatepYalOUEVT EMPAVELL.

Kopio xoyn, eivor m oaxpn mOL TWPOKVATEL OMWO TNV TOUN TNG EMLPAVELNG
amoPANTOL Kot TG EAEVOEPNG EMPAVELNG KOPLOS KOYNG

Aevtepedovoo, kown, €ivol n OKUN TOV TPOKVTTEL OO TNV TOUN TNG EMPAVELNG
amoPANTOL Kot TG EAEVOEPNG EMPAVELNG OEVTEPEHOVLGAG KOYNG

1TAdto¢ areAéyouvg epyaieiov

Yyog ateléyoug epyaleion

Emeaveia Kivnon
GT!OSMYYOU npéwonq
Kopia xoyn
/
/
AeuTEPEUOUOA  Agutepelouoa EA:O?tpn
Koyn Em@aveia gEmigaveia

eAeuBepeiag

Ewova 2.10:Empdveleg Kontikov gpyaieiov.

Kotd v mpaypatoroinon tng Komig kot agol vmofécovpe OTL TO KOMTIKO

epyoaieio Kveiton pe tayvtnta v o€ oxéon Le 10 otabepd KatepyalOUEVO TEUAYLO, TO

VMKO 1ov KOPeTON OO TO TEUAYLO0, ONUOLPYEITOL AOY® TNG CLVEXOVG TAUCTIKNG

Tapapdpe®oNg Tov cuuPaivel akpBdS umpoctd otn piTn Tov Kontikov. H mAactikn

ToPAUOPP®OT OPEILETOL OTIG OATUNTIKEG OVVALELS TOV OLGKOVVTOL. XTI GUVEYELD TO

amoPfAnto mOL YEVVIETOL KIVEITOL TOV® OTNV  ETQAVEWL TOV KOMTIKOV KO

OmOpHOKPOVETOL.  AVTIOET®G, 1 TEMKN TOPOYOUEVY] EMQEAVEIL TOV  TEROYIOL
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MACHINING

onuovpyeitor and ™ ocvveyn OBpadon Tov VAKOD. XVVERMOG, OTOV TO

VAKO ToV TEpayiov mepva TV LOVN STUNGEMS, EPEAKVETAL.

Ewéva 2.11: T'eopetpio g kOyne [3]

H xotepyacio pe agaipeon vAkol umopei va mpocopowmbel pe v €i60d0 pog
KOTTIKNG CONVOG 6€ £vol Katepyalopevo tepdyto, 6mmg epeaviCeton otnv Ewkova 1.10,

OOV TOPATNPOVVTOL KOL TO KUPLOL YEDMUETPIKA XAPAKTNPIGTIKA TG KOWYNG:

hi:  méyoc amapapdpemTov amoPfAntov
h,:  méoc mapapopeopévon amofAntov
V. TopOTNTO KOG

a. yovio elevbepiog

p: yovia koyng

y.  yovia omofATov

>mv Ewova 2.11 eivor a&loonueioto vo avagepbei 6t1 10 mhyoc h, Tov

TOPOUOPPOUEVOL ATTOPANTOL givarl peyaAdtepo amd to Tayog hy mov avtioTolyEl 610
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ATOPOUOPPOTO ATOPANTO KO OVTO OPEILETOL OTN GLVEYN TAUCTIKN

Tapapopemor). TELog, dlaKpivovTol ol TPELS YOPAKTNPIOTIKEG YmVieg Komng (a,p,y) Yo

1 onoieg woyvel n oyxéon [7]

a+p+y= 90°.
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Kepdaiawo 3-AprOuntikég pebooor
FEM ko SPH ywoe v 0pOBoymvikikonn

3.1 ApuOuntikéc pébooor FEM ko SPH otnv Ko

H xonf petdhiov elvar pio amd T1c wo ovvnoelg Popnyavikés Kotepyaciec.
[ToAvap1Bpeg mopaueTpotl OIS o1 Yovieg epyaieimv, 1 OKTIVO TOVKOTTTIKOD AKPOL, Ol
1010TTEC TOV DMK®OV, 01 cLVONKES TPIPNS, M ToyvINTA, TO PAOOG KOTCKOL 1] YVMOT
TOV BEATIOTOV TIUOV TOVG gival {oTIKNg onpociag yo v Kotepyooio avty [8,9].
Qo61660, 01 TEWPAUOTIKEG OOKIUES Y10, TOV TPOGIOPIGHO TOV SVVAUE®Y KOTNG, TNG
@Bopac TV epyareiwv Kot TG TPIPNG, TNG LOPPOAOYINS TOV QTOPANTOV-TGUT KOl TNG
EMPOAVEIOKNG aKepodTNTAG gfvor damavnpég Kot xpovoPopeg kot avtdg eivor o Adyog
YL TOV Omoi0 TOAAEG TTAPAUETPOL TNG dradkaciag eEakolovBovv va emiéyovtal pe
kpunpe mov  Pacilovtolr o€ EUMEIPIKEG YVAOOEIS. XZUVETMG, Ol  oplOuntiKeg
TPOCOUOIDGELS TV JASIKOCIDV KOTNG EIVOl omapaitnTe Yo TNV GMGTH ETAOYT TOV
VAKOU gpYOAEIOV KOl TNG YEMUETPLOG, Yo T PEATIGTONOINGT TOV TAPAUETPOV KOG
Kot v wpoPreyn TG Svvopkng omdkpong Ttov LAKOD Tepoiov Kotd TNV

KaTEPYOOiaL.

Ot mpocopoldoEl KOMNG HETAAA®V gival ypnyopo OSUVOUIKE [N YPOUUKE
TpoPAnuatTa, OTMG 01 EKPNEELS, Ol O1EIGOVGELS, Ol GUYKPOVGEIGKAL Ol SOKIUES TTAOOTG
7oL €MAVOVTOL VITOAOYIOTIKG pe TN PonBeia explicit apOuntikov puebddwv.H FEM
(finiteelementmethod), xow m SPH (smoothparticlehydrodynamics), eivar ot &vo
AVTPOCMOTEVTIKEG HEBoOOL mov  ypnowonowvvior ot PiprAoypapio yo 1
LLOVTEAOTTOINGT Kol TPOGOUOIMOT] TV GLUVEYDOV HOKPOGKOTIK®OV TOALIAGTOTOV
npofAnudtov. Xty FEM, 1o mopopop@dcilo mAEYHE GUVOEETOL LE TO VAIKO TOL
tepoyiov kot mopapopemvetor poali tov [10-12].H pébodoc SPH dev yperdletan
TAEYHOL Ko TO TAEYHO TOV povtélov opileton amd €vav aplipd copatidiov mov

TPOcavVOTOALOVTaL GE GUYKEKPIUEVT 0mOGTAGT TO VoL amd To GAlo [13,14].

H FEM epopudletar cuvnbog oty Kom petddiov pe Paorn tnv Lagrangian
npocéyyion [10-12]. To mAéyua menepacuéveOy GTOLEIOV TPOCUPTATAL GTO TELAYLO
€PYNCIOG KO TO VO TAPALOPPDVOVTOL, EVA 1 ETIAOYN ETPOAVELDY TOPAKOAOVONONG
KOl 1 EPOPUOYT OPLOIK®OV cLVONKAOV umopohv €dKoAa vo Tpoypotomonfodv. Avti N

npocéyylon eival ypriown yw mpoPAnpate Omov cvuPoivouy CYETIKA YOUNAES
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otpePrioeig (distortions) ko peydeg mapapopemocels. EmmAéov,

Olafétel To TAEOVEKTNUA Va. LoVTEAOTOLEL TNV €EEMEN TOV TOUT OO TO aPYIKO GTAI0
oe o otabepn popon. To oyNua TOL TOWT AVOTTOCCETOL KOTA TN OldpKEWL TNG
avaALoNG MG CLVAPTNOT TNG JAOIKAGING PLGIKNG TOPAULOPPOCNG, TOV TOPUUETPOV
KOTEPYOOIOG KOl TOV WO0THTOV TOV VMK®V. O GYNUITIGUOS TOUT TPAYIATOTOLEITOL
HEC® TNG TAACTIKNG TOPAUOPPMOONG TV GTOXEIMV UE BAon Ta kplTnpla. S1aPpmong
(erosion). 'Evo. petovéktnua tnguefddov eivar m amdAelo. otabepdtnrag Kotd ™)
dugpkela TG ADONG, OTAV GLVAVTATOL TTOAD HEYOAN TAPOUOPPMOOT T®V GTOLXEI®V.
Qo1060, 01 OTPERADGELS LYNAOD GTOLEIOL UTOPOLV VO OVTIUETOMIGTOOV HE TNV

ovyvn Beitioon tov FE mAéypartoc.

H mpocéyyion SPH dev ypnoyomotel aptBuntikd mAEypa Yo ToV VTOAOYICUO TOV
YOPIKOV TOPAYDY®V. XPNCULOTODVTOG VT TN HEB0S0, UTOopEl Vo AVTILETOTIGTOVV
TPOPANUOTE OV OEOPOVV TS okpoaieg oLVONKES @OPTIONG KOl TIG UEYAAES
TOPALOPPOGELS. XNV Tpocéyyton SPH, o vrmoloyiotucdg topéng opiletan and Evav
apBpd copatdiov, mov arotelodv To TANIGIo 0oV o1 dtevbiveels e&lsoppomovvTan
Kot 670V 01 310TNTEG TV LAMK®V Kot ot pHeTafAntég katdotaons npoceyyilovtat. Ta
copotidle tomofetodviol GE O GUYKEKPLUEVN OMOCTOCT TO €vo om0  TO
dAro(mokvonto copatdiov). Kdabe ocopatidio olinlemdpd pe Olo to GAAa
ocwpotidla mov Ppickovrol ce pia dedopévn amdcTacn amd ovtd. Lvvidmg avtn M

andotaon Oewpeiton 6Tt €fvon 2h [14], dmov h givon to pnrog eEopdAvvong.
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3.2  Movtehomoinen  oto  mTPOYpPOPpO
nenepaocnévay etoryeiov LS-DYNA

Ewova 3.1 To komrtiké gpyaireio

Ewova 3.2 To tepdyro

To kontikd epyodreio €xel yovia kiiong 0°, yovia avoiypatog 7° (Ewova 3.1). Ou
dwaotdoelg tov tepayiov eivan 3,0 x 0,5 x 0,08 mm(ewova 3.2). To dkapunto epyoleio
komng povtedomoteitan pe 10400 e&oedpikd oteped otoryeia, evd To TeEpd Lo pe 22500
couatiow ta omoia £xovv opotdpopen omdctacn 0.02 mm petald tovg [12]. To
gpyoleio tomobeteitan og KoTokOpLEN amdotoon, mov dnimveror og f —(feed)
TPOPOOOGin amd TV Gve EMPAVELD TOL Tepa)iov gpyacioc, cOLeva pe To BABOC

KomnN¢ mov opiletan oe kdBe Tpocopoimon.

Oocov agopd TIC apykés Kor oplakéc ovvOnkec, m kivinon Tov epyaieiov

emPdiieton oy devbvvon X ovppwvo pe v toxdtra komng. Oleg ot

27



Epyaotnplo MNpocopolwoswv &
MnyxavoAoykwv Kataokeuwv-SMM

SMLILATIONS
MACHINING
MANUFACTURING

LETOTOTIGELS KO O TEPIGTPOPES TNG KATM EMPAVELNG KOL TNG APLGTEPNG

TAELPAC TOV TeEpyiov epyaciag meplopilovtol TANP®G Kol Ol peTatomioelg (ot
devbuvon Z) oty eumpochia Kot 6NV Tiom TAEVPA TOL VoL ETIONG TEPLOPIGUEVEG.
H oMnAenidpaon SPH petad tov vAkod Tov tepoyiov kot tov gpyaAieiov
vAomoteiton pe ) Pondeta Tov adlydpBuov avtduatng emaEnc enipovelmy [12]. Oleg
ot aplOuNTIKéG TPosouoldoels ekteAovvtan o 4-tupnvo. CPU Intel® Core ™ 17-3820
ue eneEepyaot 3,6 GHz ko 32 GB pviung RAM pe ypdvovg Avong g tééng tov
10 wpov.

H vioBétnon evdg katdAANAOVELNGTO-TANGTIKOD LOVTEAOD DAK®VY Y10 TO TELAYLO
epyaciog elval amapoitnn yuoo TV oKpiPE TOV TPOGOUOIDGEDY TV SEPYACIDOV
KOTNG petdAiov aveEdptnta and v oplfuntiky péBodo mov ypnotipomoteitat. To
povtélo vAkov mov emlé€ape otn pelétn pag eivor to J-C (Johnson-Cook), éva
KaBapd eUmEPIKO, TO 0010 AapPAVEL VTOYT TNV EMLOPAUGCT] TG TAACTIKNG TAONG, TOVL
pvOuob katamdvnong kot g Beppokpaciog. To povréro vikav J-C givar og Béom va
TPOPAEYEL TN SLVOUIKT UNYOVIKT] CUUTEPLPOPE TOV VAIKGV VO SIAPOPES GLVONKESG
@OpTIong Kot glval éva amd ta mo cvvnOiouéva ot Piproypaeia, e povtéia FEM.
H tdom dwppong exkppdleton oc:

T —T,

é
— n m
o, =(A+Be")(1+ Cln—g.o)(l - —T)

omov € gival n 1000HVOUN TAACTIKATOPAUOPP®ST, € &ivar 0 pLOUOC TAUGTIKNG
napauép(poocng,:% gtval 0 puOUOS TapAROPP®ONG avapopds (xwpic povades), A eivar

N Taon amoddoong (dappong), B etvar  otabepd oxinpuvong, C eivar  evosOncio
pvOuov mopapdpemong, n eivor o exBétng okAnpuvvong, m  eivoro  ekBETNG
Bepukovsoftening, Ty eivon 1 Beppokpacio TENG tov Tepayiov epyaciog kot Tr 1
Bepuokpacio dopatiov. Ot otabepés tov vAkav A, B, C, n, m mpocdiopiloviot
Bproypapcd omd  TEWPAUOTIKE OTOTEAEGUOTO, €VO O PLOUOG KATOTOVIONG
E9AVTITPOCHOTEVEL TOV VYNAOGTEPOPLOUO TAPAUOPPMOOTG Yol TOV 0010 Ol EMOPAGELS

TOL PLOLOY TOPAUOPP®ONG GTNV TAGT dlappong ival apeAntéeg [12].

To povtého vikav J-C mepihopPdvel emiong éva povtédo pnéng (fracture) mov
AapPaver vedéyn ™V TOPNVOOT, TNV AVATTLEN Kol T GLVEVOON KEVMOV G £vol
e0MAaoTO0 VAMKO o€ VvYNnAovg puBupovg mopapdpewonc. Opilert ™V TAAGTIKY

Tapapdpe®oN Katd TV Evapén g PAGPNS arnd T oyéon:
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—([D + DyexpD pH1+Dl éH1+D T_TT])
& = 1 2€Xp 30VM 4"8.0 STm_Tr

omov Dj, Dy, D3, Dy xou Ds elvar ot mapQueTpol omotuyiog TOL VLAIKOV Kot
ovmnVonMises taon. H priién tov vAkov ovufaivel 6tav n mapdauetpog PAGPng D
eBdoel v TN 1:

Ag
D —2;.

3.3 TIelpopoTIKEGUETPNOES KOl 1OOTNTES VMKEOV
OpBoymviknig komc Tov AISI 1045 pe CVD

EnléyOnke va pehetnOein opboyovia perétn komng yéivPa AISI 1045 pe midkeg
kapPdiov CVD TCMT16T308-M5, Babuov TP2501 g SecoTools. [Mapdiinio pe

TIG TPOGOUOLDGELS VAOTOMOMNKOV TEWPAUOTIKES LETPT|CELS KOTY|G.

Hepopatikny ko AISI 1045 pe CVD

‘Evag yaAOpdwvog koAwvdpog AISI 1045 mpoetopdletor yuoo v mopoymynq €vog
YOAVBOVOLV coAnva Ttayovg 3 mm, Tov pmopel va otnprydel KatdAinia ce coppotikd
16pvo, OTmg mapovctdletor oty Ewova 3.3. To kontikd gpyareio €xel yovia kiiong
0° ko1 yovio avoiypoatog 7° pe oayunpo dxpo. o v TEWPOUOTIKY HETPNON TOV
dvvapewv pvBuileton 1 TovTa Komng ota 300 m/min, to PdBoc Komng eivan
otafepd kot M tpoodocia avd mepiotpoen puuiletoan oe f = 0,2 mm. Ot duvdpuelg
KomNg petpavot pe ) Pondeta evog tomov Kistler duvapdperpov tomov 9257BA 3
CLUVIGTOGMY TOL GLVOJEVETOL OMO TO TPOYPOUUUO OTOKINGONG OEOOUEVODV  TNG
KistlerDynoWare yia v mapakoAovOnon kot kotaypoer] Tov onuatov ovvauns. To
EVOOUATOUEVO KOADOO oLVIEETOL HE TN Hovado eA&yyov TOmov 5233A1 Omwmg
eatvetor oto oynuatikd ddypappe ota 0egld g ewovag 3.3. Me 1 Bonbeto avng
™G mEWPapaTIKnG poduong, ov dvvauelg komg (cutting) kar wOncewg (thrust)

petplovvtan va £xovv Tig Tipég 620 ko 390 N/mm, avrtictoyo.
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Force measurement experimental setup Schematic diagram of the acquisition equipment

9257BA

Ewdva 3.3 Ilepopoticoset-up pétpnong Suvapemy Kot oYNHATIKO S1éypapio Tov
eEoMMo 00 amOKTNONG OEOOUEVDV

Dvoikég Ko pnyavikeg 1010t TEG VAMKOV-TIapapetpor povréiov

Ot puowkég 1010t TEg TOL YOAVPOWOoL Tepayiov AISI 1045 kor tov epyoireiov
kapPdiov (CVD) mov emdéynke yia 1o meipapa mapatiBevior otov Ilivaxa 3.1. To
HovtéAo VAIKOL J-C Ko ot TapApeETpOL AmoTuyiag Tov Tepoyiov epyaciog topatiBevtot

otovg [Tivaxeg 3.2 kot 3.3 avrtictouya.

IMivakag 3.1 Mnyavikég kot puoikég 11otteg Tov AISI 1045 kot CVD [11].

IowtnTo Tepdyro  Epyaleio
Tukvomra [kg/m?] 7800 14400
Métpo Elaotikdtntog 210 625
[GPa]
Aobyog Poisson [-] 0.30 0.20
Ewwm Oegppdmra [J/kgK] 462 153
OepLIKT AyOYOTNTO 40.2 54,4
[W/mK]
Ynueio ™éng [K] 1730 -
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Mivaxoeg 3.2 IMapdpetpor poviélov vikov Johnson-Cook tov AISI 1045 [15,16].

, A [MPa B nl- Cl- m [-
Hapapspor MPa B " ] ]
Set 1 values 553 600 0.234 0.013 1.0
Set 2 values 996.1 0.168 0.097

Mivaxoeg 3.3 IMapdpetpor actoyiog Johnson-Cook tov AISI 1045 [16].

Mapaperpor D1 [-] D2 [-] D3 [-] D4 [-] D5 [-]
Values 0.06 3.31 -1.96 0.0018 0.58
Ot BepuopmyoVIKES Kot QUOIKES OIOTNTES Y10 TO EPYOAEIO KOl TO TEUAYLO EPYUCIOG

Aappdvovton amd to [11] kot ypnoyorotovvion 6vVo opades mopanéTpwv vAkov JC
[15,16] pe xon xopig v mapdpuetpo g téong dappong A. Ot TapAUETPOL AGTOYI0G
JC Baocilovtar otn pehétn tov Duanetal. [16].
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Kepdaiaro 4-ITapovoiaon
OTTOTEAEG ATV

AVO opddeg mapapéTpov VAKov tov povtédov J-C [15,16] ypnoipomolovvtarl pe
(Setl) ko yopig (Set 2) T TapdueTpog TG Téong dappong A, kabmg Kot £vo. GUVOAO
TIUOV Y10 TIG EMAEYUEVEG TOPOUETPOVS aoToyiog Tov J-C. Agdopévov 6t N axpipng
T ToL ovvieAeoT TPPNG dev eival yvwortr, OoKIUALOVTOL SLOPOPETIKES TUUES
TpIfMc,oopeova pe ™ PiPproypaeia, yioo kabe poviélo mpooopoimong: 0.27 [16],
0.45 [17] xon 0.64 [18]. Ot mPOCEYYIOTIKEG WHEGEG TWWEG TOV JUVAUEMV KOTNG
(cuttingforce) kou ®Onong (thrustforce) oe oyéon pe v TP pe ypfon TV
mopapétpov J-C Set 1 kot 2 anewkoviCoviar otnvEWdvoed. 1, yo toyvnta komng 300
m/min kot tpéwomn (pvOuod tpoodosciog) 0,2 mm /rev. AVTEG Ot TIES GLYKpPiIvovTaL
LE TIG TMEWPAPATIKES TIUES HEONG TIUNG TOV OLVAUE®V KOMNG Kot ®ONoNS, ot omoieg

petpnOnkav va etvar 620 kot 390 N/mm avtictotya.

Johnson-Cook Set 1 Johnson-Cook Set 2
600 - m Experimental
u=0.27
500 - p=0.45
400 | € He0.54
£
300 | &
(]
=
200 | ©°
100 -
ro— 0
Cutting Thrust Cutting Thrust

Ewova 4.1Z0yKpion TV TEPOUATIKOV PE aplOUNTIKE amoTEAEGLOTO TOV SVVALE®DY
KOTNG Kol ONCEMS Y100 S10POPETIKES TIUES TPPNC.

Otav ayvoeitor n mapdupetpog A (Set 2), epeaviovior vynAdtepeg HECEG TIUEG
oovaune. o avtyv 1t mepintwon, otav n Tl TpPng €xer opiotel oe 0,45,
nopatnpeitol  KoAn  ovppovie  petad  MEPOUOTIKOV Kol aplOpmTiK®v
amoteAecpudTmv. Ot TPOGOUOIDCELS TTOL LAOTOMONKAY YpNoipomowdvTos To Set 1 oe

oVYKPION UE TIS aplOunTIKEC TPOoGEYYIoES XPNOILOTOIDOVTAS TOo Set 2, odnyovv oe
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YOLNAOTEPEG TILES Y10 TIC OLVALELS KOTG Kot ®Onomng, og m0cootd 20%

Kot 25% oavtictoryo.

Ymv  Ewoéva  4.2napovctdloviol  avIIPOCMOTEVTIKG  OMOTEAEGUOTO  TOV
tdoewvVonMises, Ol TAQOCTIKEG TAGELG KOl Ol Kotavoués Oepuokpoacioc yio
TAOPIOUNTIKG OTOTEAEGUOTO YPNOIUOTOIOVTOG TIG TapapnéTpovg tov JC Set 1 kot 2
v tayvtnTa komng 300 m/min, wpdwon 0,2 mm/rev Kot ylorn ypovikn otrypr 0.15
ms. [apoamnpeitar kot TaAL OTL Yo TIG TPOGOUOIDGCELS HE TO HOVTEAO VAIKOL JC Tov
Set 2, ot vmOAOYIOUEVEG TAGELS, Ol TMOPOUOPPAOCELS Kol Ol Beppokpacieg eivon
VYNAOTEPEG GE GLYKPLOT] LLE TIC TPOCOLOUDCELS TOL EKTEAOVVTAL YPTCLOTOUDVTOG TO
Set 1 evd ot TWEG TOLG CLUPOVOVV UE TO OMOTEAEGLOTO TPOCOMOIMONG 7OV

Bpébnkav ot Piproypapia [13].

Evdewktikd yioo 1o povtého mov Aapfdver vmdyn tig Tiég tov JCSet 2 givon 1.85
GPaywa v péytotn VonMisestaon, 1,9 yio v péyiotn mAacTiKn Topapopemaon Kot
650 °Cyio ™ péyiotn Oeppokpacio, evd ol avTioTOr(ES TIMEG Y10 TO LOVTEAO WE TIG
Tipég JCtov Setlot avtictoyyeg sivar 1.17GPa yo v péyiot VonMises téon, 1,8
Y10 TV Péylotn TAacTiky mapapdpemon kot 550 °C yia ) péytot Oeppoxpacia,

Von Mises stress (GPa) Plastic Strain Temperature °C

—
-

)
7]
Q
-

J-C Set 2

Ewova 4.2Taceic VonMises, TAAGTIKEG TAGELS Kol amoteléopata, Ogppokpaciog oe t = 0,15
ms, Yo wopapétpovs J-C Set 1 kot 2, v taydta komng 300 m/min ko tpdwon 0,2 mm /
rev.

21 ouvvéxeld mopoLclAlovTol EVOEIKTIKA OTOTEAEGLOTA KOTOVOUNG TAACTIKMV
TOPAUOPPDOCEMY OTIG E1KOVES 4.3-4.6, katavoung Oepuokpacioc otig swkdveg 4.7-4.9

Kot Kotovoung VonMises téoewv otic ewkdvee 4.10-4.12 vy 1o devtepoSet2
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TopapeTpov v poviédov JC yia otabepn tiuf tpdmwong 0.15 mm/rev

mv 101 ypovikny otrypn 0.18 ms yio petaforriopevn taydmro and 300-1500 m/sec
Kot y1o. cuvteAeotn) TIPS pe tun 0.45.

Ewova 4.3Kotovour, TAQGTIKOV Topapoppocsmvyle mpowon 0.15 mm/revkot
TovTnTa Komhg 300 m/sec tn ypoviknotiyur 0.18 ms.

Ewéva 4.4 Koatavoun mAaoTikK®V mopapopeocemy yo. tpoéwon 0.15 mm/reviot
tayvTnTo komng 500 m/sec  ypovikn otryun 0.18 ms.
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Ewoéva 4.5 Katavoun mAactik®v Topapopeocemv yio tpoéwon 0.15 mm/revio
tayvtnto korng 1000 m/sec ) ypovikn otryunr 0.18 ms.

Ewova 4.6 Kotavoun miootikov mopapopemcemv yoo tpoémon 0.15 mm/revion
tayvtnTo korng 1500 m/sec ) ypovikn otryur 0.18 ms.

[Mopatnpodpe Aowmdv, ocOueove pHe TO TOPOTAVE® omoteAéopota  [TAaoTikng
Mapapdpewong(EffectivePlasticStrain), o6t ™ ypoviky otyun t=0.18sec, ywo
otafepn mpdéwon 0.15rev/imm, kot yio. S1pOPETIKEG TOYVTNTEG KOTNG, Ol UEYIOTES
TIEG TAOGTIKNG TOPOUOPPOONS UETAPAALOVTOUTOPOLGIALOVTAG o HKpY] avénon.
Emopévac, yuroydmra xomng 300m/sec éyovpe EPS(max)= 1.15. T tayvtnta
kom¢ 500m/sec éyovue EPS(max)= 1.2. T taydnto komng 1000m/sec éxovpe
EPS(max)= 1.4 kot téAog yia ToydTnTo komng 1500m/sec £xovpe EPS(max)= 1.4.

35



Epyaotnplo MNpocopolwoswv &
MnyxavoAoykwv Kataokeuwv-SMM

SMLILATIONS
MACHINING

Ewévad.7Oeppokpaciaky Katavoun yo poéworn 0.15 mm/revkor toydtnra Komng
300 m/sectn ypovikn otrypn 0.18 ms.

Ewévaod.80epuokpaciakt katavoun v poéoworn 0.15 mm/revkor toydtnta Komng
1000 m/sec t ypovikn otrypn 0.18 ms.
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Ewéva 4.90¢ppokpaciokn katovoun yio tpdéwon 0.15 mm/rev kot toydtnto Kommg
1500 m/sec t ypovikn otrypn 0.18 ms.

[Mopatnpodpe Aomdv, cOUEOVE HE TO TOPATAVED ATOTEAECUATO OEPUOKPOCIOKNG
Kotavourg, o0tt yia otabepn ypovikn otiypn t=0.18m/s kor otabepn mpdmon
0,15mm/rev, Kot Yo OWPOPETIKEG TIUES TOYVTNTOS KOMNG, Ol UEYIGTEG TUUEG
O¢eppoxpaciakng Katavoung petapdirovior. Emopévmg, yio toyvtto kommg 300
m/sec &govpe T(max)=400°C, ywa toydnto komig 1000m/s éxovue T(max)=500°C
Ko TEAOC Y1 TopyvTnTo Komng 1500m/sec éyovpe T(max)=470°C.

Ewéva 4.10Katavoun VonMises tdoemv yia tpéwon 0.15 mm/rev toydtnra Komg
300 m/sec ™ ypovikn otrypn 0.18 ms.
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Ewova 4.11 Katovoun VonMises tacewv yio mpéwon 0.15 mm/rev tayd o Komng
500 m/sec t ypovikr| otiypn 0.18 ms

Koatavoun VonMises tacewv yio tpowon 0.15 mm/rev toyvtnto komng
1000 m/sec ™ ypovikn otrypn 0.18 ms.

[Mopatnpodpe Aowmdv, oOLUPOVO HE To Topomdve omotedécpoto  Koatavoung
VonMises tacemv, 01t Yo otabepn ypovikn otryun t=0.18m/s kot otabepn mpdwon
0,15mm/rev, kot ywo Sl0QOPETIKEG TIMES TOYLTNTOG KOMNG, Ol UEYIOTEG TUUEC
Katavoung VonMises tdoemv upetafdriiovtal. Emopévmg, yioo taydtnta Komng
300m/sec éyovue EffectiveStress=1.15GPa, yia taydtnto komfg 500m/sec, éxovue
ES=1.161GPa kot télog yio toydtnta komng 1000m/sec £yovpe ES=1.14GPa.
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Kepdiaro S-Xounepaocnota
Ia v mpocopoiwon opboymvikng Komng, oe Katepyacio toépvevong pe FEM-
SPHuovtéloeEetdotnkoy mepmtdoelg pe Tipég tovmrag and 300-1500 m/minkon
ywo. Tpoéwon 0,15 kot 0.2 mm/rev. EmiéyOnkov 600 opddeg mapapétpmyv VAKOD ToV
povtédov J-C pe (Setl) xor yopig (Set 2) ) mopdueTpog g TaoNG dlappons A,
KaBmOG Kot Eva GUVOAD TIUDV Y10 TIC EMAEYUEVES TOPaUETpovg piéng tov J-C, evd
EMALYONKOV Kol TPELS OlPOPETIKEG TIUEG YL TO GLVIEAESTH TPPNC amd TN
Broypapia. Ewdwodtepa, mapatnprinke ot yoo toayvtnta komng 300 m/minyia
npowon 0,2 mm /rev kot yroo Ty Tping 0,45 mopatnpeitor KoAn copemvio Heta&y
TEWPAUATIKOV KOt aplOuntikdv  amotelecpdtov.l'evikd amodewkvoetar 0Tl 0

ouvovaopog FEM-SPHeivat kKatdAAnAog Yo vo TpOGOUOUDGEL TIG KOTEG LETAAAMV.
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