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Epyactipia Lvotiuara Hapayowyis I & 11

HNPOAOI'OX

To mapov epyaotnplokd @LUALASIO TEPLYpdPel TNV OAANAOVYIC TV epydoTnpi®v TOL
padnuotog  Xvotuota [Hoapayoyne I & II, katd 1 ddpkeln towv omoiwv ot gortntég Oo
YVOPIGOLV TO GNUAVTIKOTEPO GTASLO TOL GYEIOCUOD KOt TNG KOTAOKEVNG EVOG TPOIOVTOC, GE
po oelpd eMAEYUEVOV OOKNCEW®V, TOV KOAOTTOLV GYedOvV OAOKANPM TN dladikacio

TOPAYOYNG. XTOY0G TOV epyactnpiov gival:

. VO TPOGPEPOVY GTOVG POLTNTEG TPUKTIKY EUTELPIO OGOV apopd TI depyacieg
KOl TO TEYVOAOYIKA €PYOAEiDl TOL YPNOYLOTOOVVTOL GTNV TOPOYMYT| EVOG
OAOKANPOUEVOD TPOIOVTOG, Kot

. va €£01KelmBOVV e VEEC TEXVOAOYIEG KO e TNV EVvola TNG OUAOTKTG EPYNGLNG,

7OV €lval AmaPaiTNT GTO YDPO TNG TAPUYDYNG.

A. MOYPTZHX

Koabnyntig

TMHMA MHXANOAOI'ON KAI AEPONAYITHI'QN MHXANIKQN
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Epyactipia Loetijuara Hopayowyns I & I1

EIXATQI'H

To LMS Teaching / Learning Factory mapéyet éva mpayuatikd mepiBaAlov yio Toug VEOLG
UNYOVIKOUG Vo avamtuEouy Tig 0eE10TNTEG Kol TIG KAVOTNTEC TOVS, HEC® TNG GEOTS
CUULETOYNG TOVG GE€ TPOYUATIKEG Propumyovikés mpokAnoels. MEcm tng ypnong cuyxpoveov
YNOK®OV TEXVOAOYLOV KOl EPYUAEI®V, KOl GE CLUVOLACUO HE TN OYETIKY EKTOOEVTIKN
TPOGEYYLON, EMLTLYYAVETOL L0 AUGIdpOUN ETKOV@VIO Yvdong Heta&h Tov aKadnHaikoy Kot
oV Propnyovikod KAAS0V, oL £YEl G GTOXO VO ®PEANTEL apolPaia Ta 6V0 evolapeEpOUEVQ
pepm.
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Yympa 1: H extetopévn évvola tov Teaching / Learning Factory kot 1o medio epappoyng g
Propnyavikng pabnong

Ao ™ Propnyavikny mievpd, eEac@aAilovv pia GUVOEST LE TIC GUVEXMG UETOPAALOUEVES
TEYVOAOYIEG KO TNV TPEYOLCA EPELVA, TOPEXOVTOG VEES 10€eG Kol AVGES TEPO omd TN
dwdkacio ¢ mapadooctakng etopeioc. o Tov akadnuaikd ydpo, to Teaching / Learning
Factory mpoc@épet pua ypnoun oovdeon petald g Bempiog Kot tng dSNUovpyovevng yvmong
KOl TNG EVOOUATOONG TOVG GE TPAYLOTIKES TEPMTMGELS, OEGOUEVOL OTL Ol GUUUETEXOVTES
otepovvtal  oyetikng eumepioc. Télog, 710 Teaching Factory evBoppidver v
EMYEPNUOTIKOTNTA GTO TAVETIGTI L0, KOL TV KOWVOTOUIO EVIOGC TMV ETOLPELDV.

To nedio epappoync tov LMS Teaching / Learning Factory emikevipoveratl otnyv ekmoidevon
TOV VEOV UNYOVIKOV QOITNTAV, cLVOLALOVTOG TNV €Kmaidevuor kol TNV €pevva Yol TNV
avamTuEN TPOIOVIMV KOl CLOTNUATOV TaPAYWYNS. To TPOIOY oL KaTAoKELALETAL OO TOVG
omovdaoTéG TOL 2°° éTovg elval Eva TnAeKOTELOVVOUEVO AVTOKIVITO, TO OTOI0 TOVG EICAYELGE
€va o TPOMNYUEVO KUKAO OVATTTUENG TOV TPOTOVTOC KO TNG TOPOUY MY
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Epyaoctipia Lvotiuaza Hapaywyns I & 11

Yype 2: H mopoayoyn Tov TAekateuhuvOoEVOD OVTOKIVITOL 0oTEAELTAL 0O d1dpopal
0Td010, EEKIVOVTOG OO TO OYEOACUO TOV EEQPTNUATOV TOV UEXPL TNV TEAKN
GLVOPUOAGYNOT) TOV

I'ENIKA

Ta epyactipro Tov pobfpoatog Zvotyuato Hapaywyne, £€xovv cov aVIIKEILEVO TNV apyIKn
EMOPN TOV UEAAOVTIKOV UNYXOVIKOV HE TNV SdKAGio mopaymyng €vOg OAOKANP®UEVOL
pnyavoAoywov ovotpatos. H mapoaywynq &vog tétoov  mpoidvtog amotereiton  amd
SPOPETIKA 0TAdW, EEKIVOVTAG OO TOV GYESACUO TV EQPTNUAT®OV TOL PEXPL TNV TEAIKN
ocuvappordynon tov. To punyoavoroykd cOGTNUA TO 0ol0 €Yl EMAEYEL MG EPAPUOYN YL TO
axoadnuoiko érog 2024-2025, stvon éva niektpokivnto miekatevBovopevo dynua (Zymua 3).

Yympa 3: TniekatevBovopevo dynua

TMHMA MHXANOAOI'QN KAI AEPONAYITHI'QN MHXANIKQN 3



Epyactipia Loetijuara Hopayowyns I & I1

210 GYNUOTO TOV 0KkoA0VOOVY Tapovctdlovtal TPLeddoTata oYES IOV _BacLKAOY
£€0pTNRATOV TOV TNAEKOTELOVVOLEVOV OYNUOTOC:

Xyqpa 4.1: Epnpog miaicio (Nol)

Tyfqpna 4.4: Polidr (B) (No4)

Tyfpe 4.5: Tpvn eprpoc (A) (NoS) Xympe 4.6: [THpyog opiEng apopticép (Nob)

“"
™ !
T f 4

ﬂ'

‘;‘ b j“ \

Tyfpa 4.7: Iicw peydro ypovalt (No7) Zyipa 4.8: Baon kwvnriipa (No8)

Yyqpa 4.10: TIAqpvn eunpog (B) (No10)

Xypa 4.9: Baon a&ova (No9)

Yympoa 4: Tplodidotatn aneikovion TV Bacik®v eEapTUatoyv Tov ThAEKATELBVVOLEVOD
0xfHaTog
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Epyaoctipia Lvotiuaza Hapaywyns I & 11

EneEnyoeg

1. Ta eopmuoto 6To TAPATAVE GYLOTO O£V amelKovilovTatl Ty 1510 KApaKa.

2. Katd 1o gpyaoctiplo g cvvapuordynong (ASSEMBLY), o kwvnmpag, ot tpoyol, ta
apOPTICEP, N HmoTapio, 1 TNAEKaTEHOLVOT, 0 GepPorkvnTiPOS (Servo), Ta ypovalla Kot n
povada eAéyyov tayvtnrag (speed-control) Oa 60000V £Topa.

3. Ztov mivaxa 1 divovtar PBacikég dtaotdoelg v eEaptnudtov. Ot SlooTAGES aVTEG Oev
EMOPKOVV VIO TOV TANPN OYeSOGHO Kol KATOOKELN] TV kKoppatidv. Ot vrolouteg
dlaotdoelg Oo TPEMEL VoL TPOGIOPIGTOVY OO TIC OLAOES e Pdon Ta €ENG KpLThpLoL:

o Tnv cwoti) Ae1Tovpyic 10V TNAEKeTELOVVONEVOL 0YNNATOS
o Ti¢ dwecTdoslg TV 8100£61HOV TPOTOV VIOV

e Tnv KOTOOKELY] 0G0 TO SVVETOV EAAQPVTEPOD OYNIETOS — OLKOVORIQ TOV VAIKAOV
Ta vAd mov etvor dtabécipa yio v KataoKevt| tov eEapmuatov stvol ta eENg:
1. 'EAacpo adlovpviov méyovg 3 mm.

2. Mmyiéto alovpuviov dwapétpov 10 mm.

3. Mmyiéta adovpviov teTpayovikng dtatoung 15x15 mm.
4. Mmyiéto aAovUvViov TETPAYOVIKNG dtatopng 43x43 mm.
5. Mmyiéta adovpviov dtopétpov 70mm.

6. Mmyeta aptorov 15x20mm.

Ytov mapokdte mivako oamewoviCovtar OAa to e€aptUaTo TOL  TNAEKATELOLVOUEVOL
oynuotoc. [a kdBe eEdptmua divoviar to VAWK Kot 1) dlepyasio KATAGKELNG TOV, TO TANO0G
TOV eE0pTNUATOV Kot T e€Aunvo katd to omoio Ba katackevacHovv. Eniong, divovrat Kot ot
Bacikég 0100TACELS TOL TPEMEL VO, TNPNOOVV KATA TO GYEOAGULO.

Yo Awepyacio
Kortaokeun Kotaokev

E&aunvo Agdopéveg

HoocoétTa , )
l Kotaokeon Al06TAGEL

No | E€aptnpe

Komn pe

1 b Alovpivio Laser 1 Xeylepvo [Téyog 3 mm
Komn pe
Tl Laser
2 ) iy > Alovpivio - 1 Xepepvo oG 3 mm
= & / Xetpoxivnt
e Kapym
3 \ . Alovpuivio Kom ue 2 Xeepvo ITéyog 3 mm
Laser

a
- , Komn pe , ,
4 i / Alovpivio Laser 2 Xeyepvo [Téyog 3 mm

TMHMA MHXANOAOI'QN KAI AEPONAYITHI'QN MHXANIKQN 5
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Atdipetpog
5 Alovpivio CNC 2 Eapwo Pl0 &
15x15mm
Komn pe
Laser
6 Alovpivio - 1 Xepepwo | Iayog 3 mm
Xetpoxivnt
Kapym
7 Alovpivio TOPNOX | . ©a dobet
£T0o1110
E&wtepucég
8 Alovpivio C.N.C. 1 Eapwvé d0oTAcELS
43X43mm
9 ApTarOV . 2 ) ®fx do0el
£T0o1110
10 Alovpivio TOPNOZ 2 B Qa do0ei
£T01110
11 & -, XéhvBag . 3 i ©at 300z
. £T01110
N
12 : Adovpivio - 1 } QOL d00el
£T01110
N
13 - ""‘J IThaoTiko - 1 ; @fx do0el
s £tolpo
. , . ®a d060v
14 | Aocodhieieg AEdGvav XdoPag - 4 _ bromoc
15 Hspucoxr?ua XahoBog ) 4 ) ®0§ doBovv
aCQAAEIOG £tolpa
16 Podéheg Xaopog - 4 ) @q dobovv
£toupeg
17 % !" Moot - 14 ) (9(2;(13(;1)\/

TMHMA MHXANOAOI'QN KAI AEPONAYITHT'QN MHXANIKQN




Epyaoctipia Lvotiuaza Hapaywyns I & 11

’ ] ®a 50000V
18 Nrileg XdéoBog - 2 ) érolueg
M4, Méyioto
’ ) ) ) pnkog 60 mm
19 Koy\ieg XaroPog 44 (®a 5000HV
£Touec)
, ] Ba do0bodv
20 IMepoyAa XdrvBag - 50 §roya

MMivaxkag 1: Xvvontikn mapovoioor eEapmnuitmv

Koatd ™ owbpkela tov epyoommpiov, ot gountés 0o yvopicovv opiopévo omd To
ONUOVTIKOTEPA OTAOW0L TNG KOTAGKELNG €VOG HUNYOVOAOYIKOU TPOIOVTOG GE W0 GEPA
EMAEYUEVOV EPYOSTNPIOV, TOL OO0 KAADTTOVV T1] O10OTKOGI0 TOpOy®YNG.

H oAAniovyio Tov epyacidv mov akoiovbeitol ota epyactiplo avTiKotonTpilel avtn Tov
aKolovfeital Kol GTNV TWPOYUOTIKY TOPOY®YN, HE TEAMKO GKOMO TNV KOTOOKELY KO
GLVOPUOAGYN O EVOG UNYavoAoYIkoy cuotiuatos. Ta epyactipla Oa die&oybodv kotd v
OUIPKELDL TOVL YEWEPVOD Kot TOv gaptvov e€aunvov kot yopilovtar oe dvo pépn. To
YPOVOSIAYpOLLLLe 0AANAOVYIOG TOV EPYACTNPI®V PaivETAL GTO Zynua 3.

AAAnAouyia epyactnpiwv
HA i i My o & = ”..E"
Mnxavoupyikr | w e n s
Tewohoyia e A
.~ I =y
. ﬁ@
: E _
> T
o o e
i eI
e )‘S}’* W] | Mnxavoupykn
. P Texvoloyia Il
52 n
o
L Xelpepwo E€aunvo | Eapwé E§apnvo —| i
Xpovog
Yympo 3: Awdypappo aAAniovyiog epyastnpiov
CAD: YxedlooUOG e XPTOT) VTOAOYIOTN
SPC: Yrotiotikog [owotikdg Edeyyog
VR: Ewovum paypatikdtnro
RP: Tayeila IlpwroTtuvnononon
DFA: Yxedl0oUOG YI0L GUVOPLOAOYNON
CNC: Ap1Ountikdc EAeyy0c pYOAEIOUNYOVAY
ASSEMBLY: ZuvopHoAOYNOT TOV TNAEKATEVHVLVOLEVOL OYNHATOG
SIMULATION: [Ipocopoinon
SCHEDULING: XpOVOTPOYPOULOTIGHOG

TMHMA MHXANOAOI'QN KAI AEPONAYITHI'QN MHXANIKQN 7
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IHHEPIEXOMENA EPTAXTHPIAKQN AYXKHXEQN

Xyedwaopog pe ypnon vroroyiotn (CAD)

To mp®TO EpyacTNPO CUPOPA 6TO GYEOAGHO [e T xprion voroyioth (Computer Aided
Design — CAD). Z10 gpyaoctipo avtd Ba yivelr pa yeviky, Beopntikn €160ymY | 61O
aVTIKEILEVO, KAOMG KOl TPOKTIKT EACKNOT GE Vo, EVPEWMS YPNOUYLOTOLOVUEVO AOYIGUKO
nakéto oyedlaopov, 1o CATIA. To epyastiplo Oa die&oybel oto yepuepvo eEdunvo.

P!

-
(e
I
x
s
=
=

o Lt e T

Typa 6: Xyxedoopog oyuotog oto CATIA

Ta ™y ocwoety oweéaywy tov gpyactypiov VR, kale oudoa Oa mpémel va wapoddocel ta
oxédta CAD twv eéoptnudtwv Tov THIEKATEDOVYOUEVOD OXUATOS GTOVS VDRELHVVOVS TOD
GOYKEKPIUEVOD EPYAGTNPIOD, 3 EPYACIUES WUEPES TPLY ATO TH OIESAYWYI] TOV.

Xratiotikog ‘Eleyyog Mapaymyig (SPC)

To epyaotpo Ztatiotikov EAéyyov IMoapaywyng (SPC) dwelayeton oto  yeuepvod
eEdunvo ¢ oegpvaplo kol ot eourtntég Ba yvopicovv Tov Tpdémo KaOOPIGHOL Kot
AelTovpYiog TOV aVOY®V OTIS UNYOVOAOYIKEG KOTOOKEVEG. Alveton emiong avaAvTikd
TOPASELY LA EPOPLOYNG TOV OEBVAOV TPOTOHTTOV aVOYDV, TAV® € dedopévo eEAPTNLLAL, LLE
EVEPYN GLUUETOYN TO®V QortnT®V. AKOUN, mopovctaletor 1 pebodoroyio GTATIGTIKOD
TOLOTIKOV EAEYYOV KOl YIVOVTOL TPOYHOTIKEG LETPNOELS OLLOTACEMV EVOC £E0PTNILATOG
KOl KOTAPTION TOV S0y POUUATOV EAEYYOL.

Ewovicn Ipaypatikétnta (VR)

Koatd ™ Oowdpkela g epyastnplokng Aoknons, n omoio 0e&dyetal 610 YEWEPIVO
eEdunvo, Ba mpaypatomomBel 1 GLVAPUOAOYNON KOl 1) AELTOVPYIKY TPOGOUOIMOT TOV
TNAEKATELOVVOLEVOL OYMUOTOG GE EKOVIKO TEPPAAAOV, TTPOKEEVOL Vo eAeyyDel o
oWOTOHG GYESUGUOG Kot 1) 0pOn AgtTovpyio TOV EIKOVIKOD TPMOTOTVTOL.

O éleyyoc tOL OYESIOGUOL KOU TNG AELTOVPYIOG TOL EKOVIKOV TPMOTOTVTOV TOV
Aekatevfuvopevov oyxnpotog teptrapupdavet to akdéiovba frypata:
1. Zvvappordynon oe mepPAAAOV EKOVIKNG TPOYUATIKOTNTOG TOV  EMUEPOVG
eCaptudtov omv TeAKT] 0€om GLVOPUOAOYNGONG VoL T HOPPOTOINcT TOL
OAOKANPOUEVOD EIKOVIKOD TPOTOTOHITOV TOL TNAEKATELOVVOLEVOL OYLLOTOG,

TMHMA MHXANOAOI'QN KAI AEPONAYITHT'QN MHXANIKQN
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2. Oplopdg g tepapyiog €WKOVIKNG CLUVOPUOAGYNONG ToV €EapTNUAT®OV  TOV
TAeKateLOLVOLEVOL OYNUOTOG e ToV KoBoploud oyxéoemv “parent-child’ wou
KaBOPIoUOG TOV TEPLOPICUADV KIVIONG TOV AEITOVPYIKOV UEPDY TOV EIKOVIKOD
TPOTOTOTTOV.

3. TIpoypoppatiopog g Kivnong tov eunpdcsiiov cuoTiratog d1ehBvvong kot Tov
omicbov  ocvoTNUOTOC  KIvong  TOL  EIKOVIKOD  TPOTOTVTOV TOL
TNAEKATELOVVOLLEVOL OYNILOTOG.

4. Opoudg otV ovykpovong (collision properties) o€ cLYKeKPUEVA
eEaPTNLOTO TOV TAEKATEVOVVOLEVOL OYNLLOTOG, TPOKELLEVOL VO, EAEYYXOOVV TLUYOV
GLYKPOVGELS LETAED TMV KIVOLLEVOV LEPDV.

5. 'EXeyxog tov TEAKOD €KOVIKOD TPOTOTOMOL Yoo Tr OmicT®OoN  TLUYOV
GYEJOOTIKAOV 1) AEITTOVPYIK®OV A0ODOV.

6. Ilpotdoelg Tpomomoinong To0v oYedOCUOD GUYKEKPIUEVOV €EQPTNUATOV, TOV
TOPoVGLALoVV GYEICTIKG 1| AEITOLPYIKA AGON, HEe OKOTO TNV €MITELEN NG
cuvappoAdynong kot opng Aettovpyiog tov THAEKATELOVVOUEVOL OYTLATOG GTO
TEAMKO 0TAd10 TV epyactnpiov Xvomuoata [Hapaywyns (cuvappoidynon).

e  Mn ocvpPatikég kKatepyooies komng pe Laser, Evar60gong viikov ko Hiektpoorafpwong
(LASER - AM - EDM)

To gpyactipro tov Mn Zvppatikdv MeBoddwv Katepyaoiog mepilapfdver mapovcioon
TV teYvoloyl®V komng pe Laser, EvandOeong vikov (AM) kot HAextpodidfpwong
(EDM).

To epyaostipro LASER - AM - EDM 60a 61e&aybel 610 yeipuepvd e&aunvo. Katd v
oldpkela Tov gpyactnpiov Ba wpaypatorombel elGaymYN Kot TOPOLGIOCT TG UNYOVIS
komng pe Laser Trumpf TLF 2530, tov unyavov Evondbeong viwkov FMD, SLA kot
LOM «xat g unyavng HAiektpodibdPpwong Charmilles, ol onoieg eivar dwobéoyueg oto
Epyactmpio Xvomudrov [Hopaywyns kot Avtopaticpov.

O1 portntés Oa npémer va Eyovy mapadwocel o CD oia ta cyédia Twv eéapThudTv
T0V TNAEKATEVOVYOUEVOD OYNUATOS TTOV Qo KOTACKEDAGTOVY GTY UNYAVY] KOTTHG MHE
Laser. To oyéoia Qa npémer va givar J1GOLACTATA, 0.010.6TAGL0A0YNTA, SlopOmuéva
HE faon TIS TapaTHPHeEIS TOV EYIvAY KATA TOV EAEPY0 AEITOVPYIKOTHTOS TOV
unyavieuodv oo gpyaoctipio VR kai npénel va mapadoBody tovidyiotov uia gfidoudoa
TPV TNV EKTEAEGT TOV EpyacTipiov o& uopen *.dxf etov vmevBovo Tov gpyaoctypiov.
To epyaotpio Ba deEdyetan otov ydpo tov Mnyavovpyeiov.

Yyeowaopnog yro Xovapporoynon (DFA)

To gpyactipro yedacpndg yia Zvvappordynon 0a deaybel oto yepepvo eEdunvo oe
pHopen cepvapiov Kot 6€ avtd ot eortnTég Ba £xovv TV gvkatpia vo TapaKorovdncovy
™V TEPLYPOPN Ko TNV avdAvomn g nefdoov kai tn ¥pnotodT)Td TG 6TV dtodkocio
GYEOAGLLOV KOl TOPAY®YNG TPOTdvTaV. [ TNV KaAvtepn Kotavonon g puebodoroyiag,
€xel emieyOel va Topovclaotel, LEGH eVOC TOPASEYIATOS GUVAPUOAOYNONG, LLd OO TIG
Baocwotepeg nebddovg Lyedoopov yuoo Xvvappoidynon, n pébodoc twv Boothroyd-
Dewhurst.
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Epyactipia Loetijuara Hopayowyns I & I1

AprOpnTikog Ereyyog epyareropnyavev (CNC)

To epyaotplo aplBuntikod erEyyov epyoietopnyovov deEdyetal 6to apvo eEdunvo
KoL 01 O1TNTES Bl Yvpicovv i amd Tig o oNUavVTIKEG EEAMEELS 6TV avTOpOTOTOINGN
TOV TOpAyeyKav oepyacidv. To epyactipio CNC yopiletor oe d0o pepn: oto
gpyaompo CNC I , 6mov Oa mpaypatomonbel po ewcaywyn otig  aplOuntikd
ELEYYOUEVES EPYOAELOUNYOVES, TO XOPOKTPLOTIKA TOVG KOl TOV TPOTO TPOYPOLLLOATICLOD
toug Kot Oa AdPet yopa €va ToplOEyHo TPOYPUUUOATICHOD Kol KOTAOKELNG SVO
eCapmmuatov ypnoonotdvag Evav enttpanélio CNC topvo kot pua emitpanélio CNC
epéla ko oto gpyaotinplo CNC II oto omoio Ba mpaypotomonbel 1 KATAoKELT] TOL
eCapmuoatog No 5, oe CNC tOpvo Kot 6TV GLUVEXELD 1) KATOOKELT] TOL eEapthpatog No
8 oe CNC @péloa.

Xympa 7: CNC epéla

Ta ™y owoety oieéaywyy tov epyactypiov CNC, kabe oudda Oa npénel vo mapadwncel ta
TEYVOLOYIKG, TPOYPOUUATE VI THY KATAGKED) TWV ECAPTHUATOV TOV THAEKATEVOVYOUEVOD
OYNUATOS OTOV VEEVOVYVO TOD GUYKEKPIUEVOD EPYACTHPIOD, Hia Efidoudoo mPv amo TN
oweéaywyn tov.

Yvvappordynon (ASSEMBLY)

To epyooctplo apopd T GUVAPULOAOYNGN TV EEUPTNUATOV TOL TNAEKATELOVLVOLEVOL
oyquatog. Ot gountég Ba mpémer va @épovv  pali TOvg TO KOUUATIOL  TOL
TNAEKATELOVLVOLEVOL  OYNUOTOC TOV  KOTOGKELAGTNKOV KOTA TN  OldpKew ToV
TPONYOVUEVAV EPYUSTNPIOV KaODG emiong Kol To oY TV EEAPTNUATOV.

10
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Epyaoctipia Lvotiuaza Hapaywyns I & 11

pocopoicwen (SIMULATION)

210 £pyaCTNPLO TPOGOLOI®MOTG ol TOPOLGLAGTOHV 01 SOLVATOTNTES TNE TPOGOUOIWONG LE
xpNon vmoloyiot) (Aoyopikd Witness) 6Tov oyeS10GUO CGUGTNUATOV  TOPOYMYNS
(Design of mfg systems). To epyaoctpilo de&dyetatl 1o apvd eEAUNVo Kot HeETd omd
Aemtopepn eloaywyn otnv Oswpioa g mpocopoimwone Kabdg Kol 6TO  AOYIGUIKO
Tpocopoimong mwov Ba ypnoyorondel, kébe opdda Ba kKAnbel va extedéoel Evav apOpo
TPOGOLOIDGEMY Y10 TA TPEIS SPOPETIKOVS pOpTOovG epyacioc (workloads) kot 7y
SPOPETIKOVG GYEACHOVS TOL GLOTNLATOG TapoywyNS. H kaOe opdda Oa katadnéetl oe
£€vo, TEMKO GYXEOIOUO TOL GUGTILLOTOG TOPOYMYNG.

Xpovo-npoypoppatiopés (SCHEDULING)

210 gpyaotnpo ovtd Ba mopovclactel 0 POAOG TOV YPOVOTPOYPOUUATICHOD GTNV
Aertovpyia evog cvotiuotog moapaymyng (Operation of mfg systems). To gpyaoctiplo
deEdryetar oto gapwvo e&aunvo. IMa v gpyactnplokn doknon Oa ypnopomombel o
royopkd ypovormpoypappaticpod IMPACT. Me Bdon to oxedacpud tov GLGTHHATOG
mopay®yng mov o kataAngel n kédbe opdda cTo gpyasTtiplo TG mpocopoimong, Ha
EKTEAEGTOVV [l GEPE Amd YPOVO-TPOYPAUOTE LE SLUPOPETIKOVG KAVOVES avaBeong
(policy) yia 6edopévo opto epyaciag. Ta xpovo-mpoypdupota ovtd o cuykplBovy Kot
Ba emieyOel 10 PEATIGTO.
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Epyactipia Loetijuara Hopayowyns I & I1

ITAPAAOTEA

210 TéA0G KGO e€aunvov, kdbe opdoa Ba mapadmaost pia Teyvikn £kBeon, mov Bo apopd oTa
EPYOOTNPLOL TTOL TOPOKOAOVONGE. 1o €£®PLALO Bo avaypaeeTal 0 aplOUOg TG TEXVIKNG
éxbeong (TEXNIKH EKG®EXH 1 1 TEXNIKH EK®EXH 2), o tithog g epyaciag, m
nuepounvia Tapddoons, o apluodg e opddas Kot OA To OVOUOTO TMV HEADV TNG UE TOV
avTioToyo aplBud UNTP®OL Kot T0 £T0¢ Poitnons. To mpoOTLTO TV EEMPVAA®Y TOV TEXVIKOV
ekbécev Qaivetal 6To Zynua 8. XNV CLUVEXELNTEPLYPAPOVTOL Ta TEPLEYOUEVA TV TeYViKDY
ExBécewv:

TEXNIKH FKOEXH 1

H teyvicn éxBeom 1 Ba mapadobel 6to T€A0C TOL YEEPVOD e€apumvou Kot Ba avTioTol el oTIg
gpyaomplaxés acknoelg CAD, SPC, VR, LASER-RP-EDM «xot DFA. Avoivtkd to
nepleyopevd g o givat:

1. EEo@uiro (ue Baon 0 TpdTLTO GTO YN 8)
2. Mivakog [epreyopévov

3. Ewayoy
Ymv swoyoyn Oa yivel o ava@opd OTIC TEVIE TPOTEG EPYOSTNPLOKES OCKNGELS,
EMKEVTPOVOVTAG OTIG OVGKOAIEG Kot TOL TPOPANUATA, TO OTTOl0 TPOEKLY AV, KOOMG Kol GTOV
TPOTO LLE TOV OO0 AVTIHETOMIGTNKAY ad TNV OULAOCL.

4. Xyedwaopdg pe tn yp1on vroroyioti (CAD)
To kepdAiaio avtd Ba meprlopPdvet:
e Toa kotaokevaotikd (Siodibotata e d106TAGELS) GYEdN OA®V TmV EapTNUdTOV.

5. Zratwetikég Eleyyoc Hapaywyng (SPC)

To xepdharo owto Bo TeprhapPavet:

1. ZXranietikos Eleyyos

®  YmoAoylopdg TG HEONG TYUNG KOt TNG TLTTIKNG OmOKAONG Yo TNV OdpeTpo tav €6 (6)
onmmv tov e&aptnuatog Nol ot omoieg Ba ypnotpomomBovv yio v ompién tov micw
TAGI0V Kol TV EUTPOS WaAdLDV. e KABe opdda, Ba diveton mivakag e TIC LETPNGELG
TOL  TPOYUOTOTOINCAY OAEC Ol OUAOEC OTO OCULYKEKPUYWEVO  €EAPTNUO  TTOV
KOTOGKEDLOGAV.

e  Kotookeun 1I6TOYPOUUATOV KO TPOGEYYIGTIKOV YPUPNUAT®V Katavoung (w.y., Gauss).

o Koartaokevn doypappdtov eEAEYYOL Yo TN VTO HETPTOT O1AoTOC.

o  YVUmEPAGLLOTAL.

2. Kararaén Ioiotyrag

Koatdtaén g mowvmtag (IT International Tolerance) tov efaptiuatog  tov
mAekatevBuvopevov oxfuatog, kotd 1o tpdTuto ANSI-ISO, and Tovg GyeTIKOVS TIVOKES.
Toyov amoxiicels, and v mowOTTO MOV omatteitol, Oo mpémel va  dikaloAoynBodv
EMOPKAC.
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Epyaoctipia Lvotiuaza Hapaywyns I & 11

3.

Ewovikn Hpaypotikéotnra (VR)

To kepdAiaio avtd Ba meptlopPavet:

4.

[Teprypaoen g ypnowotntog g Ewkovikng [paypatikdtnrag otov oxedlocud tov
TNAEKOTELOVVOLEVOD OYNLATOG.

Ovtoun  meEPypa®n TG OdlKacsiog Tov  okoAlovBeitor yw TNV AEITOLPYIKN
TPOGOLOIMON TOV TNAEKATEVOVVOUEVOD OYNLLOTOG GTOV NAEKTPOVIKO VITOAOYIOTH, OTTMG
aVTH EKTEAEGTNKE GTNV £PYOCTNPLOKY Aoknon. Avapepbeite ota didpopa oTddo TG
ddkaciog avtng (optopds 1epopyiag cuVAPUOAIYNONG, TEPLOPICUDY KOl EEICMDCEMV
Kivnong, Aettovpykov A&yyov KTA.).

Ava@opd o€ TUYOV GYEOACTIKA KOl AEITOVPYIKA TPOPANLOTO TOL TTapaTnPRONKaY 6TO
UNYOVIGHO KOTA TN SLOPKELL TG TPOGOUOIMOoNG Kot OTIS TO0VES GYESUOTIKEG auTieg
TOVG,.

AvoQopa 6TIG TPOTAGELS TPOTOTOINGNG TOV GYXESIAGHOD TOV EYIVOV LE GKOTO TNV
emitevén ™G  o®OTNG  ouvapuoAdynong kot opbng  Asttovpylag  TOL
TAeKaTELOVVOLEVOL OYNUATOC.

Mn Xvpoatikég MéBodor Katepyaosiog (LASER-RP-EDM)

To kepdAiaio avtd Bo TeptlopPavet:

5.

TKOmUOTNTA  avamtuéng TeEXVIKOV Taxeiog mpwtotvmonoinons. Katnyopieg
TPOTOTLTMOV AVAAOYO LLE TN YPNOOTNTE Tovs. Kprrhpra emthoyng texvikng (SLA,
LOM, 11 FDM) kot TpoGavatoAGHod Yoo TV KOTAOKEDT KOTO0V TPOTOTVLITOL,
OKALOAOYMVTAG TNV ATAVINGT GOG.

[Teprypagn 3 dAdov texvikav Tayelag [Ipototvmonoinong (tépav twv SLA, LOM,
FDM).

Xyeorwaopog o Xvvapporoynon (DFA)

To kepdhroto avtd Ba mepthapPdvel v avdivon g Sadkaciog GLVAPUOAIYNOTS TOV
HoVTELOL TOL TnAEKaTeELOLVOUEVOL oynpoTog pe Bdorn ™ pnébodo Boothroyd-Dewhurst. H
avaivon Oo tepthappdvet:

Tnv aAiniovyio TG cuvapproAdYNoNG 1 omoio ETAEXONKE (e GYMUOTIKNY
avVaTopAcTOCT))

Attiohdynon g EMAOYNG TOV KOOKMVY XEPIGUOV Kol EIGOO0V T®V £EAPTNUATOV TOV
mAiekatevBovopevov oynuotoc. (H avaivon Ba yiver pe mpdtumo to mapddetypo o
01010 AVAPEPETAL GTNV TTAPAYPAPO 5.2.2 TOL TaPOHVTOG PLAAASIOV.)

To copumAnpopévo eOALO epyaciog.

Extiumon g amddoong tov oyedwwcpov. Eav n  amotedeopatikOTnTa TOL
oe01G OV TPOoKVYEL KAT® armd 0.60, va mpotadei duvatdg enavacyedocpog (dev
{nreiton 6e0TEPO PVLALO EPYNGING).

[Ipémel va onpelwbei 6TL Y10 10 GYEOAGUO TG GLVOPLOAGYNOTNG KOt TV GUUTANP®GT TOV
@OAOVL epyaciog eivar arapaityto uovo ta diactacioloynuéva apyeia CAD kol ol to
TPUYUOTIKE EEAPTILLOTA TOV TAEKATEVOVVOLEVOL OYNLATOG.
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Epyactipia Loetijuara Hopayowyns I & I1

TEXNIKH FKOEYH 2

H teyvum €kBeon 2 Ba moapadobei oto 1éA0g TOV gopvov e€apvov Kot o avticTolyel oTig
gpyaotnpokés aoknoelc CNC, ASSEMBLY, SIMULATION kot SCHEDULING.
AvoAvtikd to Teplexdpeva g Ha sivar:

1. EEo@uiro (ue faon 0 TpdTLTO GTO YU 8)
2. Mivakog Hepreyopévov
3. Ewayoym

Xmyv swooyoyn Bo yivel (o CUVOTTIKY TEPYPOPY] TOV TOPATOVED EPYUCTNPLUKDV
OOKNCEWMV, LLE OVOPOPES OTIS SOVCKOAMES KOt TO TPOPANLLOATA T OTTOl0 TPOEKLYAY, KAOMG
KOl GTOV TPOTO LE TOV OTTOI0 OVTIUETOTIGTNKAY OO TNV OLAOCL.

4. Kegpaiorwo 1: AprOuntikdég éreyyos pnyovov (CNC)

To kepdAiaio avtd Bo meprapPavet:

e Avapopd ota mheovektnpota Kot petovektnuota tov CNC gpyadetopnyovoy o oyéon
LE TIG CLUPATIKEG EPYAAELOUNYAVEG.

e To teVOAOYIKAE TPOYPAULATO TOV XPNGLOTOONKAV Y10 TOV TPOYPUUUOTIGUO TV
CNC gpyaretopnyovov, konOg emiong Kot To TEXVOAOYIKA TPOYPAUUATO OA®V TOV
LEADV TNG OUAONG, TOV OPOPOVY TNV XAPAEN TOV APYIKAOV YPAUUATOV TOV OVOULOTOC
KOl TOV ETOVOUOL TOVS, TAV®O GTNV ETPAVELX TOV EEQPTILLOTOG.

5. Ke@dararo 2: Xvvapporoynon (ASSEMBLY)

To kepdAiaio avtd Ba teprropPavet:

e Yvvroun mePlypaen S OdKAGIOG GUVAPUOAOYNONG TOL  THAEKATELOBVVOUEVOL
oynuatog. Avaeepbeite oe TVYOV TPOPANUATO TOV TPOEKVLYOV KATA TNV EKTEAECT TNG
aAAnAovyiag cuvappoidynong mov datvnmbnke oto epyactiplo DFA kot otov tpdmo
LLE TOV OTO10V QTA AVTIHETOTIGONKOY.

o XopoKkINpwopog (Teptypa@ikd) NG TOWINTOS Kol TNG  AETOVPYIKOTNTOS — TOL
TNAEKATELOVVOLLEVOL OYNLLATOG.

6. Kepararo 3: IIpocopoimon (Simulation)
Ta mepreydpeva Tov KePaiaiov avTod Ba TAPOVGLGTOVY G6TO PLAAGSLO OV Bal popacOet
KOTA TNV O1PKELD TOL EPYATTNPiOov.

7. Keedlaro 4: Xpovo-ntpoypoppotiopds (Scheduling)
Ta mepeydpeva tov Keparaiov avtov Bo Topovslactohv 6To PUALLSLO oL Ba popachel
KT TNV O1dpKELN TOL EPYOTTNPIOV.

TPOIIOYX BAOGMOAOI'HXH>

Ta epyacmpia Xvomuota [Hopaywyng 30 ko 4°° eEaunvov elvar voype®TIKO 0md TO
axodnuoikd €tog 1997-98 kot cvpPdirovv ommv telkn Pabuoroyio tov pobnudtov
Yvomuata [Hapaywyng I kot I avtictoyyo.
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MANENIZTHMIO NMATPQN
TMHMA MHXANOAOI'QN KAl AEPONAYTIHITQN MHXANIKQN
EPFAZTHPIO ZYZTHMATQN NAPAIQrHz KAl AYTOMATIZMOY

EPrAZTHPIA ZYZTHMATA NAPAIQrHz
AKAAHMAIKO ETOZ 2024-2025

TEXNIKH EKOEZH 1 \

TitAog Epyaciag:

Huepopnvia NMNapddoong:

Ouada:

OVOUATETTWVUHLO A.M. Etog

ONOOBRWN =

Yympa 8: [Ipoturo EEdeuirov Teyvikov ExBéoewv
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Epyactipia Loetijuara Hopayowyns I & I1

EPT'AXTHPIO 1: ZXEAIAXMOX ME TH XPHXH YIIOAOTI'IXTH (CAD)
I'ENIKA

O oyedwaopdg pe ) Pondeta voroyot) (Computer Aided Design — CAD) opiletar wg
Onpovpyia Ko EMEEEPYACTIN YEMUETPIKAOV OVIOTNTAOV (YPOUUDV, ETIPOVEIDV, CTEPEDV) LE TN
BonBeta evoc LTOAOYIGTY, LLE GTOYO TNV TAPOYWYT) OAOKANPOUEVOV YEOUETPIKAOV LOVTEAWDV.
Ot teyvikég CAD e&eliybnkav to teAevtaio T€TOPTO TOV CUdVA oG, oav pio ave&aptnn
teyvoroyia, 1 omoia Pprike dupeon epapuoyn otn ddkacio GYeOOGHOD Kol TOPUY®mYNS
npolévtwv otn Propnyavic. Xtn dwdikacio oyedacpod pe pedddovg CAD ovvepydlovion
TPES MOPAYOVTEG: TO VIoAoYloTikd cvotnue (hardware), to Aoywouikd (software) xoi o
YPNOTNG / GYESOOTNC.

Tt

3 K % & &
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Bt 1.

[ — a1

Yympa 1.1: Zyedwopds oynpatog oto CATIA

Ta cvompota CAD ypnoiporotodvtal Kupiwg otn Aot NG YEOUETPIKNG HOVIEAOTOINONG
evog unyoavoroykov cvotiuatog. [Iépa amd avtd dpmg, amoteAovv mpobmodbeon yia éva
TA00C AAA@V GYESOTIKOV SOOIKAGIOV. TNV EMIGTHUN TOV UNYXOVIKOD UTOPOVV V.
e€ayBovv and ta cvotrata CAD minpogopieg ¥poULES Y10 TNV AVAALGT] TOV OVTIKEWEVOV
le TemEPACUEVA OTOLXELN, HeTAdoon BepuoTnTOg, AvaALON TACEWMY, SLVOUIKY] TPOCOUOIWGN
LUNYOVIGUOV KOl OL0TKOGLOV, PEVGTOOVVAUIKY OVAALGY, TPOCOUOIWGCT HE YPNON EWKOVIKNG
TPAYUATIKOTTOG, KAT.

Téooepig eivar ot Paocikég texvikég mov epopuoloviol 6Tov oxedloaopd pe v ypnon
ocvotnuatwv CAD:
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e H tpedidotarn cvpuatiky avarapdotaon (3D wireframe modeling)

¢ H empovewoxn povielomoinon (Surface Modeling)

e H oteped poviehonoinon (Solid Modeling)

TMHMA MHXANOAOI'QN KAI AEPONAYITHI'QN MHXANIKQN
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Epyactipia Loetijuara Hopayowyns I & I1

e H mopopetpikn povtehonoinon (Parametric Modeling)

B mmmres m e Ehe R S RS 8
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H 1pwodidotatn ovppatiky oavomopdotoct, oOivel TNV  amAoOVGTEPT] HOPPY  XWOPIKNG
aVOTOPAGTACTG, LE TNV HOVIEAOTOINOT HOVO TOV AKUAOV TOV OVTIGTOL®V aVTIKEWEVOY. Ta
TPLOOACTAT LOVTELD OTLLOVPYOVVTOL LE TO KOOOPIGHO onueimV Kol KOUTVADY 6T0 y®po. Ot
KOUTTOAEG OTEC EIVOL €1TE AVAAVTIKEG KOUTOAEG YEOUETPIKAOV GYNUATOV OTMG gvBeies, KOKAOL,
100, eEALelyelS KTA., gite oOvOeTEg KapmOAEG Onmg Bezier, B-Splines kTA.

Ta cvppatikd HoviéAa amattodv HKpN oYL KOl LVALN o0 TO VITOAOYIGTIKO GUGTILLA Y10 TN
onuovpyio kot enefepyosio Tovg, Yy T0 AGY0 aLTO KOU 1 GLYKEKPIUEVN] TEXVIKN
ypnoponoteital ToAd cuyva ota eumopikd tpoypappata CAD. Ta poviéha dpos avtd dgv
TEPLEYOVV TANPOPOPIES Y10 TO GYNUO TOV EMUPOVELDY, OVTE JLAPOPOTOLOVV TO ECOTEPIKO Kol
e€OTEPIKO TOV OVTIKEILEVOV. AVTO €Yl ®OC GLVETEWL TN UN EVKPVI] ONEKOVION TV
OVTIOTOWV OVTIKEUEV®V.

[ToAAéG acdpeleg TOV GUPUATIKOV HOVTEA®V EETEPVIOVVTOL UE TN XPNON TNG EMLPOUVEINKTG
povtedomoinone. Ta empavelakd Lovtéda dNUIOVPYOVVTOL GUVIEOVTOS OKUES TOV HOVIEAOV,
kaBopiopéveg amd to oyed1oTN, LE O1APOopovg THTOVS emwpaveldyv. [Tapadelypata TETOLOV
TOM@V elvar o1 minedeg KoL 01 0OTYOVUEVES EMPAVELES, O1 EMPAVELES GAPWOTG, Ol EMUPAVELEG
€K TEPLOTPOPTG KTA.

H popon avt yopikng avamapdotaong TopeEyel TANPOPOPIES KAl Y10 TIG EMPAVEIEG TOL
GLVOEOLV TIG OKUEG TOV OVTIKELEVOV, E OMOTEAEGHO VO, Elval TANPESTEPT GE GYECN LE TNV
CLPUOTIKY] avoamapdotacn. [o o AOYo avTd ¥PNCILOTOIEITOL KOl Y10 EQAPLOYES TEPO OO TN
YEOUETPIKN OVOTAPAGTACT] OVTIKEWWEVOV, OM®MG ONUovpYion TAEYUOTOS YL EQOPUOYES
TEMEPUCUEVOV GTOLYEI®V, TPOGIOPIGUO TPOYLAG KOTTIKOD £PYOAEIOL TTPOYPUUUATICOUEV®DV
epyoretopnyovov KTA. Tlapdia avtd, ) EMPAVELOKT LOVTEAOTOINGT OV TAPEYEL TANPOPOPTES
Y0l TOV OYKO TOV OVTIKELLEVOL WE OTOTEAECO TT.Y. VO UMV VTAPYEL O10POopd avapecsa 6e Eva
YEMUETPIKO ompeio mov Ppioketol LEG 6TO AVTIKEILEVO KOl 6€ KAmolo mov Ppioketon £E® amd
avTo.

H oteped povrelomoinon amotelel Ty TANPESTEPT TEYVIKT] AVATOPACTACTG OVTIKELEVOV GTO
x®po. Ta oteped poviéda onpiovpyodvtal pe dvo tpomove. O tpwtog Tpomoc (Constructive
Solid Geometry) ovagépetor otn Ypnon TPOOICTOTOV APYETVTOV (OTEPEDV  OTAOD
oYNUATOC), OTMG 0pHoydVIO TAPAAANAETITE D, KOAIVOPOL, GOAIPES KTA., TOL OTTOT0 LTTOPOVV VOl
GLVOLOGTOVV UETOEL TOVG pE ypnon TG GAyeBpag Bool (nmpd&elg petald otepedv) yuo ™
popeomoinomn g Cntovuevng yeopetpioc. O devtepog tpomog (Boundary Representation)
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AVOPEPETOL OTN YPNON S1GOACTATOV ETPAVELDOV KOOOPIGUEVODV 0td TO GYESINOTI, 1 CAPp®ON
TOV OTOLMV GTO YMOPO, KOTE UNKOG UIOC TPOYLAS, KaBopilel TOV OYKO TOV OVTIKEYULEVOU.
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Yympoa 1.2:Zvvopporoynon unyoavicpov oto CATIA

H évvola g oteped poviehomoinong mopExel apKeTd TAEOVEKTNUOTO GE GYEON HE TN
CUPUOTIKY] KOl TNV EMPAVELNKY] LOVIEAOTOINGY, OM®G: TANPY YEOUETPIKY TEPLYPOUQY],
duvaTOHTNTEG ELEYXOV TOTOLOYING, £VO TEPIOCOTEPO PLGIKO TPOTO SNUIOVPYING TPIGIACTATOV
LOVTEA®V, VLTOAOYIGUO 1W10TNTOV Owg Gykov, PApovg, pomdv odpavelns, ovTOUATN
onuovpyion TAEYUATOS Yo OVOADGN LE TEMEPAGUEVO OTOUYEIN, Kol YPNOTN OTOEI®V TOL
LOVTEAOD Y10 ouTOpOTY dnpovpyia dedopévav aptBunticod eAEyyov.

H mapopetpikn povtelomoinon emutpénel oto ypnotn vo emepfPoivel oto HOVTEAQ TOL
oyed1dlel, aAAALovVTaG TIG SUGTAGELS TOVG. XTNV TOPAUETPIKT LOVTEAOTOINGT Ol SlOGTAGELS
TOL oYEO1LOUEVOL EEOPTNLATOG CLVOEOVTOL LEG® LOOMUATIKOV EKQPPACEDV. XTNV TEPITTMOT)
OAAOYNG LG O1AGTAONG, O1 EKQPACELS OVTEG ETITPETOVV TV OLTOLATY AVAVE®SON OAOV TV
EUTAEKOUEVOV OlOGTACE®V KOl TNV o0TOUATN avadnuovpyio tov povrédlov. ‘Etot yiveton
ePIKTN 1M Onovpyion evog “evédiktov povtédov”. TToAdd cvotiuoata CAD mpooeépouvv
TEPLOPICUEVEG OLVATOTNTEG TAPAUETPIKOD GYEOACLOV G€ 000 draothoels. [TANpn TapapeTpikn
oyxedlaon oe Tpelg doTdcelg mapEyovy kdmola eEeAtypéva mpoypappota CAD, dmwg to
CATIA ,to0 Pro/Engineer, to IDEAS, to Solidworks, to Mechanical Desktop, k..

O oyedwopdg pe vroroyiom (CAD) amotelel €va cVyypovo epyoAeio ota yéplo TV
UNYOVIKOV UE OKOTO TNV €mMitevén tov PBEATIGTOV OMOTEAECUOTOC GTO GYEOOGUO KOl TNV
napoywyn evog mpoidvtog. Ot peydheg dSuvatdTNTEG ONOVPYING KOl ETEEEPYACTIOG YPUPIKMV
OV TAPEYOLV Ol VTOAOYIOTEG, EMITPEMOVV GTOVG CYEOIOCTEG VO OLUUOPPOVOLV KOl VO
a&10A0Y0HV TIG 10€€C TOVG TOAD YPNYOPO, KO Le PEYAAT gveMEla.

XeO0ONOG

Ta CAD/CAE cvotipoto ¥pneUYLOTO00VTOL CYLEPO GE £VOL EVPOS EQAPLLOYDY TOV APOPOVV
0710 oYedlopd €vOg TPoidvioc. Ot epaployES ovTEG TEPIAAUPAVOLY OO TN YEMUETPIKN
LOVTEALOTTOINGM KO TNV HEAETT TN UNYOVIKNG Kot BEPUIKTG GUUTEPLPOPAS EVOS UINYAVOAOYIKOD
GLGTNLLOTOG, LEXPL TO GYESUGHO TNG GO TIKNG TOV KoL TNV LEAETN TNG AEITOLPYIKOTNTAS TOV.
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Tewuetpixn povreiomoinon

Amotelel v TpoTopykn xpnon tov cvotnudtov CAD. Enétpeye otovg oyedlootéc, va
eyKataleiyouv oTadloKd TIC Topadoctokeés ueBodovg omuovpyiog Kot d0pBmong
KOTOGKEVOOTIKMOV oYedimV e T0 ¥épt o€ xapti. Ot péBodot avtoi fjtav ypovodpot, Kot dev
£0vay E0KOAQL TN OLVATOTNTO EKTIUNGCNG TNG TPLOOIACTATIG LOPPNG TOV ovTiKeEEVoL. H
YEOUETPIKN povtedomoinon pe ) ypnon CAD, divel onpepa 6to oyedlaotr ) duvatdTnTo
va onpovpyel kot va enegepydletarl ypryopao, EVEAKTO Kot [e akpifeta T yeoueTpioevog
OVTIKEEVOD, EVO TOPAAANAA £XEL 0aPT aicOnon TG TPIEOAGTATNG LOPPNG TOV.

Avalvon ue memepaouévo. aroryeio. (Finite - Element Analysis)

H pébodog avt ivar pio bVTOAOYIGTIKN TEXVIKY Y10 TV OOKPLTOTOINOoT £VOG GLGIKOD
wpoPAuatog oe pikpoTepa OepeAidon Tupata. Kdabe tunpo tov mpofAnuotog avarldeton
EMADOVTOG TO GYETIKO LOOMUATIKO TPOPANLA, KO GT) CUVEXELD Ol EMUEPOVG AVCELS KAOE
OTOLYELMOOVS TUHOTOS GLuVOLALoVTAL, HEGA Ao o dtadtkacia “cuvappoidynong”, yio
Vo dMGOVV T1 ADGN 6TO GLVOAKO TPOPAN AL

H pébodog avtn ypnoytonotel 1o Tp1oddcTaTO YEMUETPIKO LOVIEAO EVOG UNYAVOAOYIKOV
eEaptuatog mov e€dyetar and €va cvotnuo CAD. Xt ocuvvéyewn, 1 yeopetpio tov
OVTIKEYLEVOL SLOKPLITOTOLEITOL GE GTOLXEUMOELS, OMAES YEMUETPIKES OVTOTNTEG (OMUtovpyia
TPIGOACTATOY TAEYUATOG). & kOBe Mo omd ovTéC, WITOPOLV OTN GLVEXEW VO
TPOGIOPIGTOVV UE PAoN TIC eEMTEPIKES EMOPACELS, HEYEON OO TAPULOPOAOCELS Kot
Oepurokpacies. Me tov tpdémo avtd pmopel va mpocsdiopiobel 1 unyovikn Ko Oepuikn
GUUTEPUPOPE TOV AVTIKELEVOD 0GOONTOTE TOADTAOKT Kol av givat 1 yeoUETPia TOV.

Yympoa 1.3: Avélvon oe nenepacuévo otoryeia (Finite - Element Analysis)

Ilpooouoiwaon (functional simulation)

Ta 1prodidotata yeoUeTpikd HOVIEAD mov mapdyovior amd €va cvotnua CAD,
YPNOLOTOLOVVTOL CTUEPO KOL YO TNV AEITOVPYIKY| Tpocopoimon o€ H/Y tov mpoidvtog
mov oyeddlel évag unyovikds. Me 1 ypnon katdAAniov texvikov  Ewkovikng
[paypoatuwcotntog (Virtual Reality — VR), ta yeopetpikd poviéda Tov eTUEPOLS TUNUATOV
eVOG UNYAVIKOU GLGTNHOTOS UTOPOVV KAT apynV Vo GuvaproAoynfodv eiKovikd oTov
VTOAOYIOTH. XT1 GUVEXEWL O GYeSOOTAG €XEL TN SLVATOTNTO VO LOVIEAOTOWGEL TN
Aertovpyio KoL T GUUTEPLPOPA TOL TPOTOVTOC, KO VO, AAANAOETIOPACEL [LE TO LOVTEAO TOL
GLGTNLOTOG ALTOV GOV VO, T|TOV TPOLY LOLTLKO.
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Me tov tpOmo avTd PUTOPOVV VO EVIOTIGTOVV AEITOVPYIKE TPOPANUATO TOL TPOTOVTOG, Kot
va 010p0wOoVV amd TN PACT GYESOGHLOD AKOWM, TTOAD TPV KOTOUGKEVOOGTEL KATO10 PUGIKO
TPOTOTLTO.

Hoapayoyn

[Tépa amd ™ @dom oxedlaouoh €VOG UNYOVOALOYIKOD GLGTHUOTOS, 1 TANPOQOPIc. TOL
wapdyetar and o cvotnuata CAD, ypnoyonoteital ofjpuepa Kot 611 GACT TOPAy®YNS TOL.
AVO oNUOVTIKEG SL0OIKOGIES TTOL EVTACCOVTINL GE QLT TN PACT KOl 0TI OToiec Ppioket Apeon
epappoyn to CAD, givor n Tayeia [Tpwtotvromoinon kot to Computer Aided Manufacturing
(CAM).

o Toyeia Ilpwrtotvororoinon (Rapid Prototyping)

Ta oteped yeoperpikd poviéha mov mapdyovior ond T cvotyuoata  CAD
ypnopomroovvror onuepa amd texvikés Tayeiog Ilpwtotvmonoinong, vy v ypnyopn
KOTOOKELY, HE TPOCHETIKEG HEBOOOVE, QUOIKAOV TPOTOTOTOV  UNYAVOAOYIKAOV
eCapmubrov. Ta TpoToTLTTO ALTA YPNCIUEHOVY MG EMOTTIKA, Y10 EKTIUNCT TNG PUVGIKNG
LOPONS TOV UNYAVOAOYIKAOV £EapTnUdTOV Kot 010pBmon Tuxdv oyedlacTiKOV AoV, ¢
AELTOVPYIKA Y10 EAEYYO GE TOAVTAOKOVLG UNYAVIGHOVS (CUVAPHOY®V, AEITOVPYIKOTNTOG
KATL.) KOl ©OG TEYVIKA TO OOl YPNOLOTOIOVVTIOL GAUESH 1) EUUECO Y10 TNV KOTOGKELT
KaAoVTIOV (tooling).

o Computer Aided Manufacturing (CAM)

Ta apyeio CAD ypnoyomotovvtol ETicng 6Ty mopoyyn TEAMKOV eEpTNUATOV HEG® TOV
Computer Aided Manufacturing. To yeopetpikd apyeio CAD evdg  avtikeévon
ypPNopomoleiton gov dedoUEVO €16000V amd cvotuato CAM, pe to omoia mpocdiopileTan
N OTOLTOVUEVN TPOYLE TOVL KOMTIKOV EPYOAEIOL Yl TNV KOTOOKELY] TOV OVTIGTOL(OV
eCapmuatoc. H mAektpovikr] ot 7wAnpo@opic  TPOQOOOTEITOL GE  AVTOUOTESG
epyoretopnyovég (Computer Numerical Control — CNC) odnyodpeveg and H/Y, o1 omoieg
KaTaokeLAlovv o’ gvbeiog To oYEdAGUEVO EEAPTNLLAL.

O¢pén

H dwdwacio oyxedlacpod kot mopaywyng evog mpoidoviog He Tn ¥PNom  MAEKTPOVIKOD
vroroyiot (CAD/CAM/CAE) a&loloyeiton ot cuvéyela og Tpog TiG TOPAUETPOVS: XPOVO,
gveMéia, TOOTNTO KOt KOGTOG, £TGL OGTE VO TPOGOOPIGTOVV TA OQEAT amd TN XPNoN TNG.

e  Xpovog

O xpovog o omoiog amatteitan yio vo oed1aoTeEl AETTOUEPDOC VoL TPoidV pe pebddovg CAD
KoL TEMK®G Vo dnpovpyndet 1o elkovikd Tov TPOTOTVTO, TO 0Toi0 Pmopel TOAD €OKOAM VoL
S1opBmBel péypt va mAnpol Tic Tpodiaypapeg oxedlacoD Kot Agttovpyiog, Eival cap®g To
Myoc am’ 10 ¥p6évo mov amarteitor ywo vo mopaybel ko va agohoynfel éva puoikd
TPOTOTLTO. XTO YPOVO Yo TNV TOPAY®Y TOL PULOIKOV TPOTOTLTOL Bo TPémer va
oLoumePANEBEl EKTOG TV AAL®V, 0 XPOVOG KATAGKEVTG KAAOLTIDV, OTAV TPOKELTOL Y10l VEO
TPoidv, 0 xpovog mapayyeiiog tov egaptnudtov, kabng emiong Kot o ypoévog mov Oa
ypeoTel Yo va d1opBmBel To TPOTOV KOl VO KATAGKEVOOTEL EK VEOV, 0V O&V £IvOl OMOOEKTO.

o  Fovcliio

H egveléio iomg elvar T0 onpovtikOTEPO TAEOVEKTNLA TNG OOIKAGIOG OYXEOUGHOD e
vrohoyiot]. OAeg ot amartovpeves dtodikacies (YEOUETPIKN povteAomoinon,  eKTipnon
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LNYOVIKNG Kot OEpIIKNG GUUTEPLPOPAC, EKTIUNON AELTOVPYIOG KTA.) EKTEAOVVTOL LE YPTION
TOV EIKOVIKOV TPOTOTOLITOL OGEG POPES EIVAL OTAPALTNTO, TOAD YPIYOPO., EXITPETOVTAG £TCL
v a&loAdynon eVOAAUKTIKOV ADGE®V Kol TOV €OKOAO TPOCIIOPIGUO TOV BEATIGTOL
oXEO10GLLOV.

e [lowotnto

H motomta tov telkol mpoidvtog etvar vynAn, pog Kot divetor n duvaTdTnTo TG EDKOANG
KOl YPNYOPNS OVIXVELONG YEMUETPIKAV, OoONTIKOV Kol AEToLpyiKdv Aabdv. O
oYeOIOTNG, umopel va emepPaivel TOAD VKON OGEC POPES Eival OTTAPAITTO GTO EIKOVIKO
LOVTEAO, LLE AMOTEALECLA TPV PTAGEL TO TPOIOV 0TI PACT TOPAYMOYNS, VO £XEL VTTOGTEL OAEC
TIG OMOLTOVUEVES BEATIOCELS.

e Koorog

To k66TOG TOPAYWOYNG TPOPUVDSG UELDVETOL KAONDS LEWDVETAL O YPOVOG GYESIAGLOD TOL
poidvtoc. Me v ewovikn [lpwtotumonoinom tov avIIKEWEVOD, HEIOVETOL 1] OVAYKN
(PUGIKOV TPOTOTLTMV KOt £TGL LEUDVETOL TO KOGTOG AOY® TNG OIKOVOUIOG TWV VAIKOV.

OAHTI'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY

» Kb ouada etvor eievBepn Vo TPOTOTLANGEL GTOV GLVOAIKO GYeSOCUO  TOV
TNAEKATELOVVOUEVOL OYNIATOG apKeL va AAPBEL LITOYN TG TOL TEPLOPIGHOVS TOV SUGTACEMV
tov [Tivaxka 1.1 kot v pHopen Kot TS S0CTAGELS KATOU®Y TUTOTOMUEVOV EEAPTNUATOV TO
omoio. B ypnowomomBodv yw TNV TEAIKY] GLVAPUOADYNGN TOL TNAEKATELOLVOLEVOL
oynuotog, ta omoia B doBovv £rotpa ko Ba kabopicovv oe €va Pabud v popen Kot TIC
dwotdoelg Tv vtoloinwv egapmudtov. Xtov [ivaka 1.1 mapatiBevion to koTocKELAGTIKA
o010 TV EaPTNUATOV TOL B 50000V ETOLLO GTIG OUADES Y10 TNV TEAMKT GLVOPUOAGYNON
TOV TNAEKOTEVOVVOLEVOL OYNOTOG.

» Katd tov oXEOGLLO OPIoUEVOV EEAPTNUATOV, KAOE opdda Bo mpémetl va AaPel vITOYV NG
Kol TUXOV KOTEPYOGIES OV TPEMEL VAL YIVOUV T KOUUATIOL LETA TNV KOTOOKELT TOVG, T.).
oTpavTCapIo L.

» I'a ™V 6ot d1ECaywyn Tov gpyactypiov VR, kdls opdoa Oa mpémel va wopadmosl ta cyédia
CAD twv eéaptnudtmy Tov THIEKATEVOVYOUEVOD OYHATOS 6TOVS VEELOVVOVS TOV GVOYKEKPIUEVOD
EPYacTHPion, 3 EPYACIUES NUEPES TTPIY ATTO TH O1EEAYWYH TOD.
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EPT'AXTHPIO 2: XTATIXTIKOX EAEI'XOX ITAPAT'QI'HX (SPC)

I'ENIKA

O éheyy0¢ TOV TOPAYOYIKOV JEPYAUCIOV OTOTEAEL KPIGIHLO epyareio Yoo T SlaGPAALoT Kot
dwpKn PeAdtioon g moOTNTAS TV Tapayouevev mpotdovimv. ‘Evag amd tovg Pactkovg
oTOYOVG €lval 0 £YKOPOG EVIOTIGUOG U1 GUUUOPPOUEVOV LE TIG TPOILUYPOUPES TOPAYOUEVOV
eCaptnudtov. O €heyyoc KoTd TN Topayyikn dlepyacia (in-process control) cuvemdyeton tnv
Mym S10pBOTIKOV gvepyeldv Yoo TV e€AAelyYN TOV a1tV TTov TiBevtatl vIeHBLVEG Yo TIG
OTOKMGELS, ATOCKOTMVTOS 6T cuveyn Pertiwon Tng moldtntoc.

O Xrototikog ‘EAeyyog IMapaymyng (Statistical Process Control-SPC) agopd ot ypnon
TEYVIKOV OTATIOTIKNG YO TNV WHETPNOY Kol avAAVLON OTOKAICE®V KOTE TNV  TOPOymYT.
Xpnowonoteitor Kupiwg katd v mopaymyn mpoidvtov/eaptnudtov  (manufacturing
processes) Pe oKOmd TNV EAEYYO KOl TNV TOPOKOAOVON O™ NG TOWOTNTOS TOV TOPAYOUEVOV
TPOTOVTOV KOl TNV O1ATHPNGT TV SAOIKAGUDV TOPAYMYNG GE EMIMESN TETOLN TTOV VO, 001 YOVV
0T0VG 6THYOVE TOL oyedtaopov. O Xtatiotikog [Tototikdg Edeyyoc (Statistical Quality Control)
OVOQEPETOL OTNV YPNON TEYVIKAOV OTATICTIKNG Y TN PeAtioon g modttog Tmv
Jddkac1OV mapaywyns kot copmeprappavel SPC oe cuvdvacud pe GAAEG TEXVIKEG OTMC
oyxedlacud mepopdtov (experimental design), avdAvon dvvordmrag mapaywyns (process
capability analysis), K.4.

Optopéva omd ta Pacikodtepa peyédn mov propovv va ekeyyBoiv pe xprion SPC eivar ot avoyéc
(tolerances), to teleimpa emipdavelag (surface finish), ot BAaPeg (defects), k.6. Xta mAaictla Tov
epyaotnpiov SPC Ba d00¢el éppacmn otov ELeyy0 TV OVOYDV.

Yx£01 VOOV KOl TOWOTNTOS

Koatd ™ obpkela TV KOTOOGKEVACTIKOV OEPYACIAOV EIvol OVATOQELKT] 1 EUOAVION
OTOKAICEDV GE JLIPOP YOPUKTNPIOTIKA TOV EEAPTNUATOV OTMG OGTACEL, TOLOTNTO
EMPAVELNG, K.(., € GYEON e aVTE OV £Y0VV KOBOPIGTEL KOTA TN SLAPKELN TOV GYEOIAUGLOV.
To e0pog TV amokAice®mV aVTAOV (el GUECN GYECN LE TNV TOWOTNTO TOV TOPAYOUEVOV
TPOIOVIWV OV TPEMEL VAL EIvail OGO TO dLVOTOV T VYNAN.

Ot amokAiocelg, ot omoieg Oa pmopovoav va 0plotodv Kot oV LeTaffoAés (variations), 01 OTOLES
TPOKLIITOVV KOATA TNV TOPOY®YY] WITOPEL VO OQPEIAOVIOL GE GULGTNUATIKG CEAAUATO, Yol
napadetypa oe eOopd tov epyareion, G SOVICELS TOV UNYAVAOV 1) GE TUYOI0 COAALOTA, OGS
oc@dApoto Tov opsihovtal otov avBpomvo mtapdyovra. Katd tov Ishikawa, n petaforn v
omoio Tapovstdlel £vo YOPAKTNPICTIKO TOL TOPAYOUEVOV eE0PTAIATOS, EEAPTATAL OO TOVG
akoiovBoug 4 mapdyovteg (Zynua 2.1).

Tnv avBpdmivn epyacio (man)
Tig unyavéc (machine)

To vAkd (material)

Tn depyasio (method, process)

Eivar povepo, Aappdvovtag v’ Oyn Toug Topandve Topdyovies, 0Tt OAEG Ol TOPAYOYIKES
SladKaGies EVEXYOVV KATO10 GOAALA, TO 0TTO10 EMPOPHVEL TO TEAMKO TPOTOV Kol SLOUOPPDVEL
v o0 Td Tov. Eva and ta facikdtepa yopaktnploTikd TV Tpoidvtov/eEaptnUdtoy mTov
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amotedel Kot POCIKY] TOPAUETPO TNG TOWOTNTOG TOLG €ivol M amortovpevn axkpifela TV
SO TACEWMY TOVG.

Man Machine
Cause ——> Cause
Cause Cause
» | Variation

Cause ————— Cause ———

Cause —— Cause
Method Material
(Process)

Yyqpo 2.1: Auypoppo Ishikawa

Onwg kot yioo Oho T0L YOPAKTNPIOTIKG EVOG £E0PTALOTOG, £TGL KO Yo TIG O100TACELS gival
AVATOPEVKTN 1 OTOKAIGT) TOVG LE KATOL0 €0pOG amd TS OVOUACTIKES TES. [ To Adyo avtd
KO TPOKEUEVOD VO EAEYYETOL 1] TTOPAYDYN ATOSEKTAOV 1 U1 OTOSEKTMV EEAPTNUATOV, KOTA TN
dugpkela Tov oyedlacHov mpoidviwv kabopilovtar yioo kébe eEdpnuo ot avoyxés amd Tig
OVOUOOTIKEG S10oTAGELS. To €0POC TV OvOYDV, TO 0moilo drapépet Yo kdbe eEapTna Kot yo
KGOe dudoTaon avaAoyo pe TN XPNON TOL €EOPTAUOTOS Kol TNV embuount moldtnra,
kaBopiletar £T61 OOTE Va €ivat Suvati 1 GLVAPHOAOYNON TOV EEAPTNUATOV YOl TNV TOPAYMYN
TOV TEAKOU TPOIOVTOC. AV 1 amdKAoN TV d00TACE®MY Katd TV moapaywyn eivor ion M
pkpotepn amod TIc TpoPAendeveS avoyég TOTE TO e€apTna Bewpeitar amodekTod evd av givorl
peyoAvtepn tOTE TO EEAPTNUO BEmpeitan pn amodekTo.

Ot avoyég mpocdiopilovror Kupimg KT TO 6TAO10 TOV GYEJAGHOV AL, OAAXYES LTOPOVV VO
yivouv kol Kotd 10 6TAd10 ™G Tapay®yns. O kabopiopds TV avoydv Katd T GAcT TOL
oXEOOGLOV 1 TNG TOPAY®YNS yiveton pe Pdon optopévous Tapdyovies, ol KuploTEPOL TV
omoi®mV TaPOVGIALOVTOL GTOV TAPUKAT® TIVOKAL.

Daon Xyeoroopov ®aon Hopaymyng
[podiaypapég yp1ong Tov Tpoidvtog Kootog mapaymyng
Zyedwaotikol 6TOYOL Emoyn| dwadicaciog
[IpokvmTovceg d106TAGEL Emoyn epyoreiov
[Tpocappoyn kot Aettovpyio Ikavota Te)VIKOD
EAoyrotomoinon anokiicewv AvvatoTNTO GLVOPHOAOYNONG
Ikavomoinon meAdn Mn amodextd mpoidvta

Mivakag 2.1: Kvupidtepot mapdyovteg LETAPOANG 0vOY®V KOTA T1 pAGT] TOV GYESACHOV KOt
™G TOPAYOYNG

Emedn ot avoyég amotelobv onuavtikd Topdyovio Kotd 10 oXedlacGo Kol TV Topoywyn £XEl
onuovpynBet £va debBvég cvuoTnua avoydv To omoio akolovbeital. To cuoTnuaTeptlapupavet
18 mowotteg avoyov (ITO1, ITO, IT1,........ , IT16 | amhovotepa 01, 0, 1, ....., 16). Me avtég
TIG TOLOTNTEG KAAVTTOVTOL OAEG Ol OLVOTEG OMALTNOELS TOV UNYOVOVPYIKDOV KOTAGKEVDV, OTd
TIG MyOdTEPO aKPPElG KATAOKEVLES PEYPL TIG KATAGKELES VYioTng axpiPeiog. Xtov [Mivakag?2.2
dtvovtal o1 EAAYLOTEG OTOOEKTEG TOLOTNTES OVOYMV Y10 TIC CLUPOTIKES KOTEPYOTIES, EVD OTOV
[Tivakag 2.3 divovtat ot avoyég o€ m, Y10, TIG TUTOTOINUEVEG dl0oTAGELS amd 1 mm €wg 500
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mm Kot yw OAeC TG TOLOTNTES, oVuemva pe t0 debvég ovommuo ISO (International
Standardization Organization).

Katepyooioa Kol  Elayictn Amodekt

IHowtnta Avoyng
Topvipiopa 7
DOpelépiopa 7
MAaviopa 8
Adtpnon 7
Eninedn Asiavon 6-7
Kvlwdpikn Agioven 6-7

Mivaxag 2.2: Avvotdmreg akpiBeiag TMV KATEPYUSIDV KOTNG

YTOTIOTIKOG £AEYY0S TNG TAPAYOYNS
Me Bdon ta mwponyodueva Kot e oKOTO TNV SGOAAoN NG TOOTNTOS TOV TOPAYOUEVOV
eCapuatov ivorl amopaitntog o cuveyng EAEYX0G TG TaPAY®YNS, O 0T0i0g Umopel va yivet

® Y10 T0 GOVOLO TV TAPAYOUEVOV EEAPTNUATOV 1|
® vyl £va delypo TOV GLVOAOL XPNGILOTOIDOVTAG LEBOIOVG CTATIGTIKNG Kot
AapBavovtag CLUTEPACUOTO Y10l TO GOVOAO TNG TOPAYWOYNG

O €heyyog TOL GLVOLOL NG TAPAYWOYNG ATOTEAEL La Wtaitepa xpovoPfopa dtadtkacio, 1 owoia
emPapOiveL TO KOGTOS TNG MOPAYMOYNG KOl GE PEPIKES TEPWMMTMGES OTAV 1) TOPOUYWYN &ivar
HEYAAN lval KO TPOKTIKMG LOVVOTT.

"o Tovg Adyovg avTovg, 1| KOADTEPT TPOKTIKN Yo TOV EAEYYO TNG TOLOTNTOG TG TOPOYWYNG
glvar n xpron tov Xtatiotikov EAéyyov g [apaymyng. O éheyyoc oe avtr v mepintwon
yiveton pe ogrypatoinyio Kot ypron pedod®vV oTaTIOTIKIG Yo TNV €nelepyncia TOV
0£O0IEVOV KOL T1] A1) COUTTEPUOUATOV Y10, TO GUVOALO TNG TAP Y OYNG.

H vlomoinon tov Xratiotikov EAEyyov emtuyybveton eite pe:
o Tn Mébodo twv Metafintawv, cOppova pe v omoia yivetot 1 LETPNOT OPIGUEVOV
YOPOAKTNPIOTIKOV Kol LEYEDDV, OO GTNV TEPITTMOT TV S100TAGE®V, EITE e
o Tn Mébodo twv IoiotnTewv, cOpemva Le TV omoio yiveton kabe popd n KoToypoen
™G amovciog N Tapovsiag EVOS YOPOKTIPLGTIKOV.

IMa v gpnon 1ov Zrtatiotikov EAéyyov eivan amapaitntog o KaBopiopoc twv mopokiTe
peyebmv:

- O I1inBvouog (Population): Eivar 0 cuvoAikdg aptBpodg Tov TopoyOUeEvVOV KOUUOTIOV
0€ 0L TOPAYOYIKNG O10d01KaGia.

- To detyuo. (Sample): Eival 1o pépog tov mAnbucpon, 1o oroio petpeitor yio tov EAeyyo
™m¢ mapaymyns. To péyebog tov delypotog (sample size) mpémet va eivon yvmoTo.
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Epyactipra Xvetiuara Hapaywyns I & 11

Mo mpoéTLTTO KM, EAEYKTNPES KO OpYOVOL
AIAXTAXH HETPMONG Meydheg avoyég
(oe mm) ["a cvvappoyég (Ot Yoo GuVapLOYEG)
And |'Eog | ITO1 [ITO |[IT1 |IT2 |IT3 |IT4 |ITS |(ITeé |[IT7 |IT8 |IT9 |IT10 |IT11 |IT12 |IT13 |IT14 |IT15 |[IT16
3 0.3 0.5 0.8 1.2 2.0 3 4 6 10 13 25 40 75 100 140 259 409 600
3 6 0.4 0.6 1.0 1.5 2.5 4 5 8 12 14 30 48 89 120 180 300 480 750
6 10 0.4 0.6 1.0 1.5 2.5 4 6 9 15 22 30 58 90 150 220 340 580 900
10 18 0.5 0.8 1.2 2.0 3.0 5 8 11 18 27 43 70 110 180 270 430 700 1100
18 30 0.6 1.0 1.5 2.5 4.0 6 9 13 21 33 52 84 130 210 330 520 810 1300
30 50 0.6 1.0 1.5 2.5 4.0 7 11 16 25 39 62 100 160 250 390 620 1000 | 1500
50 80 0.8 1.2 2.0 3.0 5.0 8 13 19 30 40 74 120 190 300 460 740 1200 | 1900
80 120 1.0 1.5 2.5 4.0 6.0 10 15 22 35 54 87 140 220 350 510 570 1400 | 2200
120 180 1.2 2.0 35 5.0 8.0 12 18 25 40 63 100 160 200 400 630 1000 | 1600 | 2500
180 250 2.0 3.0 4.5 7.0 10.0 14 20 29 46 72 115 185 250 460 720 1150 | 1850 | 2800
250 315 2.5 1.0 6.0 8.0 12.0 16 23 32 52 81 130 210 320 520 810 1300 | 2100 | 3200
315 400 3.0 5.0 7.0 9.0 13.0 18 25 36 57 89 140 230 360 570 890 1400 | 2300 | 3600
400 500 4.0 6.0 8.0 10.0 15.0 20 27 40 63 97 155 250 400 630 970 1550 2500 | 4000
IMivaxag 2.3: Avoyég noottov katd ISO (ce um)
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Epyactipia Lvotquara IHapayowyis I & 11

Ytov Xtotiotikd ‘EAeyyo ivat cuyvi 1 xpnon Se1yLdtmv, o TNV EKTIUNOoT TG KOTOVOUNG TOV
mAnBvopov. H pétpnon tov dedopévov kabe detypotoc, cuviBmg 4 1 5 petpnoelg, £xel évav
1éco Opo detyporoc X , o tomiky amdkhion Selypatog s, kot pio weptoyr dtakvpavens, R,
omoio elval 1 O10POPA OVALESO TNV LEYOADTEPT KO TNV UIKPOTEPT) LETPTOT] TOV OETYUATOC.

Opdoeg amd PeTPNOELS SELYUATOV EXOVV EMIONG YOPOKTNPIOTIKA KOTOVOUNG. Agdopévon OTL
K@Oe delypa £yl po TEPLOYN SLUKVUAVOTG, 1] OLASN EYEL EVOV LEGO OPO TEPLOY DV SLUKVLLOVOTG
R, opota €xetl évav péco 6po TLTIK®V OTOKAICEMV JEIYUATMOV 5 Kot EVOV LEGO OPO TV LECHV
opov TV oetypudtov X . H kotavoun tov p€owmv 0pmv £YEL L TUTIKT ATOKAoN LEC®Y OpwV

deiypnatog, s-. Ta ypnowyonotodusve copPora avapépoviot otov Hivaka 2.4.

Agdopéva TAnOvopov Xopfora
Mécog 6poc mAnBucpov 1)
Tomikn ardokAion TANOvouon o
Agdopéva delyparog

Méacog 6pog deiypatoc X
Tomi amdkAion detypatog S
Ebvpog detypatog R
MéyeBog detypotog N
Opaoeg 6e00uEVOV OEIYRATOS

Mécog 0poc pesmv Opav ;
Mécog 6pog evpmv 1{
Méac0g 6poc TVTIKAOV amoKAIGEMV =
Tomikn andKAion pécwv Opwv gx

Mivaxog 2.4: ZouPoia ototioTikod EAEYYOV

Hoepddésvypa: Mo tov ELeyyo TG KOTAGKELNG EVOG KLAIVOPOL e OVOUACTIKT Otdpetpo D =74
mm, pe v uéBodo v PeTofAnTdV, akolovbeitor n €€ng dadkacio:

AopBdaveton detypo 5 kodivopov (N =5). Metpiétor n StAUETPOG TOVG Kot KATOTY VIToAOYileTon
n péon ipn tov petpnocmv. H napanave dwdikocio eravoiappavetar 25 gopéc. Ao Tig
LEeTPNGELG LToAoYileTon 1 péom T TS Tepoyng dtakvpavens (R):

125

R=_3pg

g o Ri omov (2.1
J:

Rj:(DmaX—Dmin)j ,(j=1,2,...25)

g: 1 emavaAnyEeLS TG dadkaciog (OnA. 25)
Ov derypotonmrikég petpnoels oidovion otov Ilivaka 2.5. Me Bdaon Tic Téc awtée,
KOTOOKEVALETOL TO OAYPOLLLO GUYVOTHTOV HE GTOXO TNV TPOGEYYIoN TNG KOTOVOUNG, TNV

omoio. akolovBel o cvykekpévog TAnbuouds (Zynpa 2.2). Katd kavova 1 Kotovoun ot
elvan kavovikn kotavoun (Gauss).
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Epyactipia Loetijuara Hopayowyns I & 11

ApOpodg Merpnioeig
Agiyparog

1 74.030 74.002 74.019 73.992  74.008
2 73.995 73.992 74.001 74.011 74.004
3 73.988  74.024 74.021 74.005 74.002
4 74.002  73.996 73993 74.015 74.009
5 73.992  74.007 74.015 73989 74.014
6 74.009 73.994 73997 73985 73.993
7 73.995 74.006 73.994 74.000 74.005
8 73.985 74.003 73993 74.015 73.988
9 74.008 73.995 74.009 74.005 74.004
10 73.998  74.000 73.990 74.007 73.995
11 73.994 73998 73.994 73995 73.990
12 74.004  74.000 74.007 74.000 73.996
13 73.983  74.002 73998 73997 74.012
14 74.006  73.967 73.994 74.000 73.984
15 74.012  74.014 73.998 73.999  74.007
16 74.000 73984 74.005 73.998 73.996
17 73.994  74.012 73986 74.005 74.007
18 74.006 74.010 74.018 74.003  74.000
19 73.984 74.002 74.003 74.005 73.997
20 74.000 74.010 74.013 74.020  74.003
21 73.988  74.001 74.009 74.005 73.996
22 74.004 73999 73.990 74.006 74.009
23 74.010 73989 73.990 74.009 74.014
24 74.015  74.008 73.993 74.000 74.010
25 73.982 73984 73995 74.017 74.013

IMivakag 2.5: Amoteléopata petpnoewv 25 derypdtmv

i
T T

Fraguercy

...
a
rTrivrrTTd

Tasen

P39
71475 |
1
1

Yympo 2.2:

N /|

<

Ti550
71555 =

g

TAL0G

AlqypapLpo. GuvoTHTOV
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Epyactipia Lvotquara IHapayowyis I & 11

Yroveio XTUTIOTIKNG

H xatovopn mbavotrag (probability distribution), eivat éva pabnpoticd poviélo mov Guvoset
éva uéyebog pe v mbovotnta vo £xel oLTO Ul Oplopévn T, Mia Katavopr| umopet va
etvat: Xvveyng (continuous) 1 Awakpiry (discrete), OTmg eaiverol oto Zynua 2.3.

f(x)

_—

a b X
Yvveync Katavoun

P{Xi}

Awokprriy Katavoun
P{X = Xi}= P{Xi}

Yympo 2.3: Zoveyng Kot Alokpity Katovoun

Onog avaeépnie Kot TponyouHEvms 1 KATOVOUN, 1) OTtold £YEL EVOLAPEPOV GTOV EAEYXO TNG
TopaymYNS, etvor n Katavour Gauss (1] KOVOVIKT KOTOVOUY), ETEWN TPOooeYYilel TNV KOTOVOUN
TOAAMDV TOGOTNTMV TPOKTIKOV EVOLAPEPOVTOS (0TS UETPNOEWV UKOVS, PAPOVG ko) Kot
enedN] amoterel Op1o AAL®VY kaTavoumy. To gvpog ¢ Bewpoduevng amdrkiong, AapPovouevo
®G TOAATAGGLO TNG TUTIKNG ATOKAIONG G, TNG KOVOVIKNG KOTAVOUNG Le péon Tiun L (Zynuo
2.4), anewkovilel Kot To T0600Td TOV TANBVoLOY, Tov Ppicketor péoa ota TpoKaboplGUEVA
opio.
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Epyactipia Loetijuara Hopayowyns I & 11

34.1%| 34.1%

-30 —20 -10 0 lo 20 30

Yympoa 2.4: Katoavoun Gauss

[Mo v kavovikn Katavoun, 1 GuvapTNoT TVKVOTNTAG TBAVOTNTOG 6idETAN Omd TNV aKdAoLON
oyéon:

omov

X, TUYOO TPAYLOTIKNY peTafAnTy,

H, HECT TLUY TNG KOTAVOUNG

o, TumiKy andkAon (6, Sracmopd)

H mBavotmra g petafAntg X va givar pikpotepn 1| ion amd kdmowa T a, 6ideTon omd v
oyxéon:

P{xSa}zF{a}:jf(x)dx (2.3)

onov f(x), N cuvdptnon mokvoétntog e TlavotTog facel g oxéong (2.1).

H péon myun detypartog evog mAnbucpod o omoiog axoAovdel v kavovikn Kotavoun
vroloyiletar amd v akOlovdn oyéon:

= 1 .
X = EZ?’ﬂXz (2.4)

EVD 1 TUTTIKN AOKALGT) TOV delypatog,

N

= L3l X 29

i=1

o6mov N, 1o péyebog Tov delypartog Kot
X; M 1 TopaTnpnomn Tov Oetypatog
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Epyactipia Lvotquara IHapayowyis I & 11
00 10 péyebog Tov deiypotog TAncldlel Tov TANOVGHY, TOGO 0 PEGOG OPOC TOL detypoTog X

KOL 1 TUTIKY omOKALOT S, TPOoceYYilovv Tov HEGO OPO WL KOl TNV TUMIKN OTOKAION G NG
KOTOLVOUTC.

H apBuntucn tipun ™ tomikng amdxiiong kabopilel v Hopen TG KOUTUANG TG KOVOVIKNG
KaTovoung (Zymua 2.5).

o=1

- = =5=0.56

©
T

n > 9 ®
T T

Gaussian PDF

'S
T

-2 -1.5 -1 -0.5 0 0.5 1 1.5
Random Variables

Xympa 2.5: Mopeéc KavoviKNg KOTOVOUNG

Tomue Kavovikn Katavopn (Standard Normal Distribution) ovopdleton 1 Kavovikn
Katavoun pe péon tun p=0 kot dtacmopd 6>=1, dnradn N (u, 62) =N (0, 1).

Edv n toyaio petafAnt x akoAovBel v Kovovikn Koatavopr|, ToOte 1 Tuyoio petafant z,
omov z=(X-lL)/c, aKoAoVOEL TV TLTIKY| KOVOVIKT KOTovOu.

H mbBavotra g petafAntmg z va sivon pikpdtepn 1 ion amd Kamwota Tun o, divetan amd
oxéon

Pz<a}= ﬁ f exp(—%zzjdz =0 (a) (2.6)

00

omov @ n ocvvéptnon xatoavoung g Tvmumg Kavovumg Kotavoung, tpég mg omoiag
dtdovtan otov Iivaxa 2.6.

H pétpnon tov cuvdrov evog mAnBuopol dev eivat Thvtote duvat), 0ALAG OVTE Kol omapoaitnT.
Mo tov okomd avtd ypnoipomnoteiton N dstypotonyio. [Ipovmdbeon yuo v delaywyn
derypotoAnyiog stvor n mapadoyn, 6t o TANBLVGUAOC aKOAOVOEL TNV TLTTIKY] KAVOVIKT) KOTOVOUT).
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Epyactipia Loetijuara Hopayowyns I & 11

s

Areas under the Standard
Normal Curve from 0 to z

z 0 1 2 3 4 5 6 7 8 9

0.0 .0000 .0040 .0080 .0120 .0160 .0199 .0239 .0279 .0319 .0359
0.1 .0398 .0438 .0478 .0517 .0557 .0596 .0636 .0675 .0714 .0754
0.2 .0793 .0832 .0871 .0910 .0948 .0987 .1026 .1064 .1103 1141
0.3 1179 1217 1255 1293 1331 1368 .1406 .1443 .1480 1517
0.4 1554 1591 1628 .1664 .1700 1736 1722 .1808 1844 1879
0.5 1915 .1950 .1985 2019 2054 .2088 2123 2157 2190 2224
0.6 2258 2291 2324 2357 2389 2422 2454 .2486 2518 .2549
0.7 .2580 2612 2642 2673 2704 2734 2764 2794 2823 2852
0.8 .2881 2910 2939 2967 2996 3023 3051 3078 3106 3133
0.9 3159 3186 3212 3238 3264 .3289 3315 .3340 3365 .3389
1.0 3413 .3438 3461 .3485 .3508 3531 3554 3577 .3599 3621
1.1 3643 .3665 .3686 .3708 3729 .3749 3770 3790 3810 .3830
1.2 .3849 3869 .3888 .3907 3925 .3944 3962 .3980 .3997 4015
1.3 4032 4049 4066 4082 4099 4115 4131 4147 4162 4177
1.4 4192 4207 4222 4236 4251 4265 4279 4292 4306 4319
1.5 4332 4345 4357 4370 4382 4394 .4406 4418 4429 4441
1.6 4452 4463 4474 4484 4495 4505 4515 4525 4535 4545
1.7 4554 4564 4573 4582 4591 4599 4608 4616 4625 4633
1.8 4641 4649 4656 4664 4671 4678 4686 4693 4699 4706
1.9 4713 4719 4726 4732 4738 4744 4750 4756 4761 4767
2.0 AT772 4778 4783 4788 4793 4798 4803 4808 4812 4817
2.1 4821 4826 4830 4834 4838 4842 4846 4850 4854 4857
22 4861 4864 4868 4871 4875 4878 4881 4884 4887 4890
23 4893 4896 4898 4901 4904 4906 4909 4911 4913 4916
24 4918 4920 4922 4925 4927 4929 4931 4932 4934 4936
2.5 4938 .4940 4941 4943 4945 4946 4948 4949 4951 4952
2.6 4953 4955 4956 4957 4959 4960 4961 4962 4963 4964
2.7 4965 4966 4967 4968 4969 4970 4971 4972 4973 4974
2.8 4974 4975 4976 4977 4977 4978 4979 4979 4980 4981
2.9 4981 4982 4982 4983 4984 4984 4985 4985 4986 4980
3.0 4987 4987 4987 4988 4988 4989 4989 4989 4990 4990
3.1 4990 4991 4991 4991 4992 4992 4992 4992 4993 4993
32 4993 4993 4994 4994 4994 4994 4994 4995 4995 4995
33 4995 4995 4995 4996 4996 4996 4996 4996 4996 4997
34 4997 4997 4997 4997 4997 4997 4997 4997 4997 4998
3.5 4998 4998 4998 4998 4998 4998 4998 4998 4998 4998
3.6 4998 4998 4999 4999 4999 4999 4999 4999 4999 4999
3.7 4999 4999 4999 4999 4999 4999 4999 4999 4999 4999
3.8 4999 4999 4999 4999 4999 4999 4999 4999 4999 4999
3.9 .5000 .5000 .5000 .5000 .5000 .5000 .5000 .5000 .5000 .5000

MMivakag 2.6: Tlivokog TIHOV KOVOVIKNG KOTOVOUNG
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Epyactipia Lvotquara IHapayowyis I & 11

Awypappata ErEyyov

Mo mv enifreyn kol Tov €Aeyy0 TOV TOPAYOUEVOV TPOIOVI®MV KOl KOT' EMEKTOCT TOV
TOPAYOYIKOV dadikactov pe ™ ypnon SPC, ypnoiwomotovvtal dtoypdpupato eAEYYov, T
omoia divouv oTolyEln Y10 TOL CLGTNUATIKA Kot Tuyoio. GEAANATO, G OAN TN OLIPKELL TNG

TOPAYDYTG.

Ta daypappota ELEYYOL YeVIKA amoteAovVTal amo o keviptkt| ypapuun (Center line) ko and
dvo opua, ta omoia ovopdloviot Opla eAéyyov (Control Limits —CL) kot opiCovv o mepoyn
OTNV OTOo10L 1] TAPAYMYIKN O10OTKAGT0L £YEL AMOOEKTN GLUTEPLPOPA.

‘Avo opro eréyyov (Upper Control Limit-UCL)

Kevtpua ypopun (Center Line)

Kdatm opro eréyyov (Lower Control Limit-UCL)

Xypa 2.6: T'evikn popoen dtaypoplpldtov eEAEYYoL

Ta 6pra eELéyyov tiBevion cuvnBwg 6e amdcTaon 36 (0: TVTIKT ATOKALOT)) TAVM Kol KAT® omd
mv péon Ty g oepyasioc. [a ) dnuovpyia tov daypappdtov eréyyov kabopileTon
apyd to péyebog 1o omoio Oa perpnBet (m.y. kpiown didotacn), o Tpdnog e Tov omoio Oa
yiver n detypatonyio (m.y. avd opa, Bapdia kAm.) ko T0 mANO0¢ kdbe derypatoAnyiog
(vmoopddag). o kébe voopdda mAROoVS N, 0 uEGog X, Hmopel va vToAoyoTel omd TV Gyéon

X, :l(X +X2+...+Xn)=l 5

X . 2.7
Iyl nj=1 / (27)

omov n = mANn0og voopddag, X ; = péon Tun g vroopdadog I

Avaypappato ehéyyov X kar R

To Saypépporta X (X-bar) kat R vt ot yopoktnpioTikdTepol TOTOL SLoyPAUUATOV EAEYYOV
Ko ypnoipomotovvrar cuvidog pali. To X Siéypoppo eAéyyst Tnv péon Tiun e depyasiog,
evd to R ddypoppa edéyyet v dtaomopd 1 v dtakvpavon g depyaciog. Mo aAioyn
oIV péon T TG diepyaciag 0o eavel 6to X didrypopipo aAAE 6yt 6To avtictotyo R. Opoiwg,
po oAAayr oty dtakOpoven oev @aivetar 6to X dudypappo, Opmg ivor epugavig oto R
LAY POLLLLOL.

Mo v avartuén tov StaypoppudTomy X ot R givar ATOPOLTNTO KATOPYV VO VITOAOYIGTOOV M
KEVIPIKY] YPOUUN Kot Ta Oplor EAEYYOL:
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Epyactipia Loetijuara Hopayowyns I & 11

Awaypappa X-bar

H xevrpikn ypopun evog storypappatog X tifeton 610 ohiKd péco (grand mean) to omoio
vroAoYyileton amd TN oYéon
§:$(X1+Xz + Xzt +X,) :g 9% (2.8)

Omnov
g = oMKk6G aplOpog vToopddwv

Aivovtal o1 TapaKaTom e£I6MOELS Y10 TOV VTOAOYIGHO TOV Ve Kot KAT® opimv eAEyyov Yia To
X dwyphppotos

Ave 6p1o eAEyyov Stoypaupotog X

UCL. =X+ 4, R (2.90)

Kdétm 6pro eréyyov daypdppatog X

LCL- =X-A, R (2.9B)

Awgypappa R
To ebpog (R) kdBe vroopddag pumopel va vtoroyioTel G M dtaPopd LeTALD TG LEYAAVTEPNS
KoL TG JUKPOTEPNS TUNG TNG.

H kevtpun ypappn tov dtaypdppartog R tifetan oty péon tiun tov edpovg g kdbe
VTOOMAdNG KOt dIVETAL At TOV TOTO:

1 g
RZ—(1§+R2+R3+...+R£,): lZRi (2.10)
g 8 =1

Ta dveo kot kbto opla eELEYYoL vodoyilovtat amd TIg GYECELS:

Avo 6pro eAéyyov dwoypdppatog R

UCL, =D,R (2.11a)

Kdatm 6pro eréyyov dwaypdppatog R

LCL,=D,R (2.11P)
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Epyactipia Lvotquara IHapayowyis I & 11

O1 moootntes Az, D3 kar Dy eivou ovvtedeates mov divovrar atov Ilivoxa 2.9.

Mze0Bodolroyia oyedracpod draypoppdrtov X ko R

H pebodoroyia mov axorovdeiton yia ) oxediaon tov X kat R Staypappdrov eivor ) eEnc:

1.
2.
3.

4.

=10 %0

11.
12.

KoabBopiopdc tov petpodpevou peyéboug (m.y. kpiown didotaon)

KoabBopiopdc g vroopddag g (m.y. ava Bapdia, dpa)

KabBopiopnog tov peyébovug derypatoAnyiog n g kabe vroouddog (m.y. LETPNoN Kpiotung
ddotaong n eEaptmudtmv mov Tapdydnkay otic Bapdies, OPEC)

Mo 1o Sdypappo X : YTOAOYIGHOG TOL HEGOL Opov X TV UETPHGE®V TNG KAOE
vroopadag (tomog 2.7).

Ymohoytopdc Tov pésov dpov Tmv péowv dpov (grand mean) X ToV HETPHOEDV TNC KEOE
vroopdadas. O HEGOG OPOC TV HECHV OPMV EIVOL 1] KEVIPIKT YPOUUUTY TOV OOy PALLILOTOG
X (tomog 2.8).

Ymoloyiopog tov e0poug R tv peTpnoemv g kébe vwoopdoag (evpog R = péyiotn tiun
HéTpnong — erdytoTn T HETPNONG) B

YoAoylG oG TOL HEGOV Opov TV VPV R (THmog 2.10)

Ymoloytopdc opiov eréyxov Stoypdupatog X (tomot 2.9a, 2.98)

Zyed10616¢ TV X SlorypapoTog

["a to dbypappa R: YroAoyiopdg tov opimv ehéyyov tov dwypappotog (tomor 2.11a,
2.11PB)

Zyedloopnog Tov R daypappatog

TomoBémon tov Tipnov X kot R ota avtictoryo dtoypdppoto Kot eKTipmon g
POy WYNG.

Hapaderypa: Katd v mopaymyr] VoG KOAVOPTKOU KOUUOTION UNYOVIG CUTOKLVITOV, YIVETOL
derypotoAnyia o 20 Bapdieg (g=20) e Ypouung Tapaymyns. e kabe fapdia yivovror Tpetg
OEYHATOANTTIKES PETPNOES (N=3) TNG OPETPOL TOV KLAIVOpoL (peTpovpevo pnéyebog), ot
omoieg mapovcidlovion otov Ilivakag 2.7.

ApOpodg Métpnon lov  Métpnon 2ov Métpnon 3ov

Baporag dgiyportog dgiypnarog dgiyportog
1 2,0000 1,9998 2,0002
2 1,9998 2,0003 2,0002
3 1,9998 2,0001 2,0005
4 1,9997 2,0000 2,0004
5 2,0003 2,0003 2,0002
6 2,0004 2,0003 2,0000
7 1,9998 1,9998 1,9998
8 2,0000 2,0001 2,0001
9 2,0005 2,0000 1,9999
10 1,9995 1,9998 2,0001
11 2,0002 1,9999 2,0001
12 2,0002 1,9998 2,0005
13 2,0000 2,0001 1,9998
14 2,0000 2,0002 2,0004
15 1,9994 2,0001 1,9996
16 1,9999 2,0003 1,9993
17 2,0002 1,9998 2,0004
18 2,0000 2,0001 2,0001
19 1,9997 1,9994 1,9998

20 2,0003 2,0007 1,9999

Mivakag 2.7: Metpnoelg delyldTov o€ €ikoot Bapoteg
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Ao ToV Tapamave TivaKo VIToA0YILETOL TO EDPOG TV LETPNCEMV TOV JEIYUATOV KOOMDG Kot 0
HEGOG OPOC TOV TILMV TOV OEyHAT®V amd kde Bapdia. Avtd ta onueio Oaypnoipomrombovv
YL T0 oYedo O TV dtaypappdtov X kot R, kot divovton otov [Tivaka 2.8.
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ApOpog  Twég dwaypappatos R Tipég droypapporog X

Bapduag (80pog) (1£60¢ 6poc TYUGY)
1 0,0004 2,0000
2 0,0005 2,0001
3 0,0007 2,0001
4 0,0007 2,0000
5 0,0001 2,0003
6 0,0004 2,0002
7 0,0000 1,9998
8 0,0001 2,0001
9 0,0006 2,0001
10 0,0006 1,9998
11 0,0003 2,0001
12 0,0007 2,0002
13 0,0003 2,0000
14 0,0004 2,0002
15 0,0007 1,9997
16 0,0010 1,9998
17 0,0006 2,0001
18 0,0001 2,0001
19 0,0004 1,9996

20 0,0008 2,0003

Mivaxag 2.8: Twég Swypoppdtov X kot R yio kdbe Bapdia

Amo tov mapandve mivaka vroloyilovpe, Bdon tov eElomoemv (2.8) kot (2.10) v Kevpikn
ypopp Tov Stoypappdtov X ka R. Etot épovpe:

Kevtpin ypoppn Ataypaupatog X : X= 2,0000
Kevtpuc] ypauun Awypdppatoc R : R =0,0005

211 ovvéyela, xpNoLomoldvag Tis eElodcels (2.9a, 2.9B) (2.11a, 2.11P) kot T1g TYES TV A,
D3, D4, tov ITivako 2.9 vroloyilovtot ta Gve Kot KETo 6pto. Tov dtaypapupdtov X kot R.

Ds D4 Az
0 3267 1.880
0 2.574 1.023
0 2282  0.729
0 2.114 0.577

0 2.004  0.483
0.076  1.924 0419
0.136 1.864 0373
0.184 1.816 0.337

O 00 13 N L AW NI=

Mivaxag 2.9: Tywég tov Az, D3, D4 yia dtopopeticd n (6mov n = péyebog deiypatog)

"Etot éyovpe yio ta Gve Kot K4Tm oplo Tov daypapupotog X :

UCL =X+ A, * R = 2,000 + 1,023* 0,0005 = 2,0005
LCL=X-A, * R=2,000—1,023* 0,0005 = 1,9994
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Kot y1o 1o dve kot kéto opla tov daypdppatog R:

UCL =D, *R = 2,574%0,0005 = 0,001287
LCL =D, *R =0,000%0,0005=0,0

Bdion ToV Topanive aroterespdtoy ta Staypdupato X kot R pmopovy vo olokinpmBodyv
dtvovtag o eiKovo TG TotdTNToG Kot &0 TioG TG YPOUUNG TAPOY®YNG.

[ATAT PAMMA X-__]
2.000
4
A .. !
2.000 \ /
o) | oS N\ g NA
o
S [2.000 \/ \/ \ / \ /
W . A 4 A 4
3
P Y
1.999 -
8
1'999 T T T T T T T T T T T T T T T T T T T
T 2 3 4 5 6 7 8 0 10 11 12 13 14 15 16 17 18 19
20
Tyfpe 2.7: Aypappo X
AIATPAMMA R
0.0012

0.0008 /\ »
s |/ AN
0.0004 |+ \ \ / \/
AN S G V4
\ v

0.0000

Eupog
>
~-
| &
I~
L1
| —1
Y
N

1 2 3 4 5 6 7 8 9 10 11 12 13 14 15 16 17 18 19 20

ApiBudg Bapdiag

Yympoa 2.8: Awdypoppo R

Ta owypdppata X-bar xou R elvar pia ypaeikn moapdotocn €Aéyyov g mTopoy®YIKNg
dwdkaciog kad® OAn ™ ddpkea ¢ mapaymyns. Otav n dwdikasio eivar vid €leyyo, To
oyxedrlopeva onpeia Tpémet va ivar Kataveunpéva HeTald Tov ave Kot KATm opimv eAEYyov.
H dwdkacio €xet dSatapoydel Aoy cpdipotoc, av £6t® Kot £va onueio PpiokeTot eKTdHS TV
opimv, 1 av entd cvuveyouevo onueia eppaviCovral oty 010 TAEVPE TNG KEVIPIKNG YPOUUUNG.
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Edv po mopaymywn dadikacio sivatl evaicOntn o kokAikéc petaforéc, Ommg n Beppokpacio
N N wieon, avtd aiveTon oTo SypApUpUaTo EAEYXOV amd TV Kivnon Tov HEowv Opwv TomV
OEIYUATOV.

Ta Swypdupata eréyyov ameikoviCoov v €EEMEN ™S TOPAYOYIKNG Ol00KAGING Kot
TaPEXOVV VOV EDKOAO TPOTO Y10l GTOTIGTIKN AVAALGT dEQOUEVMV HETPNONGC, TPOKEUEVOD V.
yiver n a&loAdynon oG cLVOETNG TOPAYWYIKNG SLOOIKAGTOC.

OAHI'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY
To epyaostiplo éxel cuvohlkn diapkela dVo wpwv. Katd tn dibpkela tov gpyastnpiov mwov

YIVETOL VO LOPPT GEUVOPIOD, O1 POITNTEG EXOVV TN dVVATOTNTO VO, TOPAKOAOVONGOLV:

e M sewoayoyn oty évvola tov Xtatwotikov EAéyyov ITlopaymyng xor tov
YOPOKTNPLOTIKAOV TOV TPOIOVIWOV TOV UTOPOVV VO EAEYYOOVV LE QDT TNV TEXVIKY

e Muw swooayoyn omv évvown TV ovoy®v mov Koabopiloviar Katd 1o oYedCUO
eCOPTNUATOV KOl TOG AVTES GLVOEOVTAL LLE TNV TOLOTNTO TOL TPOTOVTOG

e Tov tpomo e 1oV omoio AEYYETAL 1] TOLOTNTA OVOYDV
o [lopadetypota Xrotiotikov EAéyyov [Mapaywyng
o Ileprypagn dStaypoppudtmv EAEYYOV SLOOIKAGLOV TOPOYMYNS

H xd0e opddo tov eortntdv, TPokeévoy va eE0IKEIMDEL e TV €vvolo TOV GTATIGTIKOD
eréyyov, Bo mapordafel évav mivako pe OSelylaTo TPOYUOTIKOV LETPHCGEMV GUYKEKPYEVNG
dlaotaong tov tniekatevfuvopevov oynuatog kot Bo TpaypaToromcel OAN To. frjHaTo Tov
OTOTIOTIKOV €AEYYOL TTOL B £xEl TAPOKOAOLONGEL KATA TN O18PKELN TOL EPYACTNPIOV.

43 TMHMA MHXANOAOI'QN MHXANIKQN KAI AEPONAYITHI'ON






Epyactipia Loetijuara Hopayowyns I & I1

XXEATAXMOX I'TA XYNAPMOAOI'HXH (DFA)

I'ENIKA

Ta televtaio 30 ypovia €xer 000el onuavTik) E£UEACT OTNV €PELVA YUP® OO  TIG
Tapoy@yikés dwdwaoieg (manufacturing). H évvola tov Kokiov Zmng evog mpoidvtog
xpnopomombnke vy va. KaBoptotodv To ONUAVIIKOTEPH OTAONL TNG OVATTLENG €VOG
TPOTOVTOG, T GTOXELD TTOV EUTAEKOVTOL GE KAOE GTAO0 Kot 1) aAANAETIOpacT HETAED OVTDV
TOV oToLYElMV.

Metd v avaykn mov TPOKLITEL YL TNV OVATTLEN €VOC VEOL TPOIOVTOC 0KOAOLOEL O
oxed1061A¢ Tov. 'Eva kevipikd ototyeio avtod tov otadiov tov kikAov {ong Tov mpoidvtog
elvat o Zyedoopog yio tn Zuvappordynon tov (Design for Assembly - DFA). O Zyediaopdg
vy ZuvoapuoAidynon eivol évo 6T omd S1adIKaGieg TOv £Y0VV MG GTOXO TNV KoBodNyNnon
TOV UNYOVIKOV GTO GYXEOAGUO TPOIOVI®MV Yo, €KOAN cvvapporoynon. To DFA eivar éva
gpyareio mov ypnoomoteital yio va Bondnocel Toug unyovikoug 6To GYESICHO TPOIOVI®MV
KOL TNV TOPAY®OYT OVTOV LE EAAYIOTO KOGTOG, E0TIALOVTAG GTOV OPlOUO TOV OVTUALAKTIKAV,
OTO YEPIGUO KOl GTNV EVKOAMO GLVOPLOAOYNOTG.

O o16y0c tov DFA eivan 1 Bertiotonoinon g GuvappoAdynong €vog GLGTNUOTOC 1)
eCapmuotoc. AvilBétwg, o otdx0og T0L OYeEdlaGHOL Yoo Metamoinon (Design for
Manufacturing — DFM) givou 1 BeAtiotomoinong pog petamomtikng diepyosioc. [pémel va
emonpaviel 0Tt VIAPYOVY SNUAVTIKEG OPOPESG HETAED TV dvo otadiwv (ong &vog
TPOIOVTOG OTwg Tapatifevtol TapaKdT®:

e DFA: apopd ™ peimon tov KOGTOLG GLVOPUOAOYNOTG TOV TPOTOVTOG
e DFM: acyoieitan pe T pelwon Tov GLVOAKOD KOGTOVG TOPAYMYNS

[Mopdra avtd o1 onpavtikdtepeg opoiomteg pHetalh tov mapandve otadiov {ong sivor ot
aKOAovbec:

e Tocon DFM 6c0 kot DFA gmdidkovy ) pHeimon Tov LAIKoL, ) peiwon tov £60wmv
KOl TO KOGTOG TNG £PYAGIOC.

e  YVVTOUEVLOVV TOV KUKAO aVATTTUENG TPOIOVTWOV
e Tobécon DFM 660 ka1 DFA emdidkouvv va ¥pnotoroticovy Tpdtuma yio va Leiwon

TOV KOGTOVG

O oyedwopndc yo kotaokevn (DFM) kow o oyedacpdg v cvvappordynon (DFA)
avagépovior ovvnlwg g eviaia  peBodoroyio, OYESCUOC YO KATOOKELY KOl
ocvvappordynon (DFMA)
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ANATKH IXEAIAZMOX NAPArQrH AIANOMH XPHZH AIAGEZH/
ANAKYKAQZH
Avaykn Mpodiaypagég ZuoThpara Kavéveg diavoung AziToupyigg xpriong Emava-
KOTAVAAWTWV Tapaywyng Xpnoiygotroinan
Kavéveg oxediaopol +Blepyaoieg Aladikaoieg Zuvtipnon &
Néeg «Sopr TPOIdVTOg ~ouvappoAdynon peETaQOPAg ETMIOKEVR Emava-kataokeun
TeXvoAoyigg *AEITOUPYIKA PEPN *QUTOHATIONO]
*UAIKG Xprion evépyeiag KaravéAwon AtrocuvapupoAéynan
AvTaywvioTIKd XpRon evépyeiag evépyeiag “AEITOUPYIKG pépn
TPOIGVTA 03nyieg oxed100H00 NepiBaAAovTika *UNIK&
*ZuvappoAdynon Xprion UAIkwvV BépaTa kol Bépara KaravaAwon ulik@v *kadon
uysiag epyaopévwv ~amoppIYn
*AmoouvappoAdynon MepiBaAAovTikd
BépaTa Kon Bépara Aopn mpoiévTog MepiBaAAovTikG Aladikaoisg
Ektipnon uyeiag epyajopévwv (MéyeBog, Bapog, KATT) Bépara kan Bépara avakUkAwaong
EMIMTWOEWV OF uyeiag epyalopévwv
~TrepIBaAAov Emixeipnon AtroouvappoAéynon Ofpara evépyeiag
~uyeia epyagopévwv Katd Tn Siavopn
*xpron Tépwv MepiBalAovTikd
Bépara ko Bépara
KéaoTog mpoidvrog KéoTog Trapaywyng KéaTog Siavoprg KéoTog xpriong uyeiag epyaopévwv

KéaTog 8146song
lavakikAwong

Yympa 5.1: Ztadwo Tov kbkAov {ong Tpoidviwv

Agdopévov 0TI TOALEC ETOUPELEG TPETEL VO GLVTOVIGOLY TOVG TOPOVG KOl TOVS AVOPOTOVS TOVG
o€ OLUPOPETIKA LEPT, Ol J1dIKAGIEC GTOYEVOLV GTNV EAdloTOTOINOT TV amoPANT®Y. [ToAAd
Brounyoavikd povtéda dwoyeiptong tov kOkAov {ong twv mpoidoviwv (Product Lifecycle
Management — PLM) ypnotpomotovvtatl. To PLM €yt tpia yevikd otddio:

"EvapEn Long (BOL): H apyn ™g edong Long teptrapfdaver 6Ao 10 oyedocud Kot v
KOTOGKELN, 1] 01oia amoTeEAEITOL OTO TNV APYIKT) GOAANYT KOt OVATTTUED, KOODS Kot TUYOV
TPOTOTVTO. TOL £Yovv Kotaokevaotel. H apywn avdmtuén éxer moAhég devtepedOVOES
evépYELEC OV TPOGOLOPILoOVY OAEC TIG AMOUTHGELS, TIG EVVOLEG KO TIG OAPOiTNTES SOKIUES.
AveEdptnra amd T dopr| TG Tapaywyns, n etoupeia mpénet va datnpnoet to otddo BOL.

®aon péong Long (MOL): H ¢don g pnéong (ong etvar HeTd v KaTaoKeLT, OTAV TO
TPOIOV OlOVEUETAL, YPNOLUOTOLEITOL KOl cvvtnpeital. X avtd T0 onueio, 10 TPOidV
Bploketot ota ¥l TOL TEAKOV XPNOTN. X& OVTO TO GTASO GLAAEYOVTOL SEOOUEVA V1o
TUYOV OCTOYIEC, TOCOGTA GLVTIPNONG KOl EUTEPIO YPNOT Y10 TANPOPOPIES Y10 AUECES
emdO0pODGEL Kot LEAAOVTIKT aVATTUED.

ANEN kokhov Lomg (EOL): H edon AéEng Long eivor  amdovpon, n avakLKA®GN 1 1
amopprymn tov Tpoidvtog. To EOL Eekva dtav ot xpnoteg dev £xovv TAEOV avaykn Yo TO
TPoidv. Xe ovTtd TO OTAO0, Ol €TOPEiEG GLAAEYOLV TANPOQPOpieg OYETIKA pE  TO
OVTOAAOKTIKG KOt To VAIKE Tov e&akoAovBoldv va givarl molvTia.
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Concept BOL
EOL

- g
-
PLM

mMoL

A e
"odyct LifecN®

Xympa 5.2: Ta otadia dwyeiptong kbxrov {ong tpoiovimv

H avaykn yo peioon 1ov KOGTOLG Kol TOL ¥POVOL GLVAPUOAOYNONG, OONyNoe Katd
dekaetio Tov ‘60, TOVG EpELVNTEG KOl UNXOVIKOVS, VO EIGAYOLV TNV £VVOL0 TOV «XyXeO10G 0D
YL ZovappHoAdYNon», 1 omoia OGS TOTE TAPOLGIACTNKE UE EVOV Un SOUNUEVO TPOTO.

"Eyovv mepdoet poévo 20 ypdvia omd TOTE TOV EPEAVIGTNKAY TO TPMOTA GYESUCTIKA GCLGTHILOTA,
oT0 OToio. OLGLMOELS OladKacieg elyav avamtuydel pe okomd va ypnoiwonombodv pe Evav
OLYKEKPIWEVO TPOmMO Y vo kafopicovv ta TPOoPANUHOTO 7OV TPOEKLTTOV KOTE TN
ouvappoAdynon kot va deiEovv tov TpodmO e Tov omoio avtd To TpoPAnaTe propodv va
aro@evyfovv. Qo1d60, 0 OPOG TOL GYESOGUOD LE VTOAOYIOTN €lvol OKOUN TAAOTEPOG WE
Biproypapucés avapopéc and ) dekaetio tov *70. O oyedacuds pe vmoroyiot) (Computer-
Aided Design (CAD)) eivan m teyvoroyia mov oyetileron pe TN ypMon CLOTNUATOV
VIOAOYIGTOV Yl va Pondnoet otn dnuovpyia, v Tpomomoinomn, TV avdAvon kol
BeAtiotomoinon evog oyediov [1]. Xe pa mo npoéceatn Pipioypaeikn dnuocicvon ot Leu et
al. (2013) e&éracav tig mponypéves peBodoroyieg yio v avamtuén cuotnUdTev BacIGUEVOV
oe povtédo CAD yw mpocopoiwon cuvaplordynong, oxedlocud Kot ekmoidevon, Omov
TePLYpAPovTaL ekTeVDS péBodol y tn dnpovpyio poviéAwv CAD amd v amdKtnon
ymoeakov dedopévov Kot éva cvotnuo eikovikng (Virtual Reality — VR) ko emavénuévng
npaypatikotrog (Augmented Reality — AR). Télog, n onpocievpévn Piploypapikn epyacio
and tov kKadnynm k. Movptln (2020) mapovctdlel To HEYOADTEPO 1GTOPIKA OPOCTLOL GTNV
e€EMEN TOV TEYVOLOYLOV TPOGOLOIMOTG Y10 TO GLCTHLOTA TAPAYWYNG Kabmg emiongesetalet
TPOGPATES POUNYOVIKES KOl EPEVVNTIKES TTPOGEYYIGES GE TOUEIG-KAEWOA TNG TOPAYWYNC.
[Teprypdpel mdG N TOPITPLVOT TPOS TV YNPLOTOINGT TN TOPAYMOYNS OTO TAOIGLN TNG 4NG
Blopmyoavikng Emavdotoong, £xel SlopopP®GEL TV TPOGOUOI®MON GTOV GYESOGUO Kot TNV
Aertovpyio TOV GLGTNUATOV TOPAYMYNG Kol EMOEMPEL VEES TPOGEYYITELG TOL TPOEKLY AV ATTO
mv avdivon g oxetikng PiPproypapiog. Idwitepn éupaon divetal oe texvoAoyieg g
ynowkng Prounyaviog tov péAloviog mov  kepdilovv €00p0g OGNV TPOGOUOIMOT)
Blopmyovikdv Qpoproy®V TPoSPEPOVTAG TOALATAG OPEAN.

Ao tOTE TOAAEG peBodoroyieg Exovv avamTuyBel Ko ypnoipomombel and Evav peydio apBpd
Bropunyovidv Kot ETAPELDV, O OTOTEG AVOYVOPLOAV TO, TAEOVEKTILOTO Otd TN YPNON TOVG.

Y10 Zynuo 5.3 mapovcudletar to Sidypappo KOGTOLG GLVOPUOADYNONG GLUVOPTNGEL TOL
KOGTOLG peTomoinong evog e£apTNHATOG.
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Cost of Assembly Vs Cost of Part Manufacture

Saving Total Saving

Assembly Saving
(DFA)

Part Manufacture
Saving (DFM)

dptimdm

Part Count Reduction

Xympa 5.3: Avbypoppa ké€pdovg o péBodo DFA cuvaptrcet g peiwong tov aptBpod tov
eEaptnudTov

‘Eva mpoaktikd moapdostypo mov omewkovilel to vomua tov dtaypdppotog tov Zynpoatog 5.3
angwoviletal oty €Koéva 0V Zynuatog 5.4. Tty mopokdto koéva Tapovcstdletor o
emovaoyedlacpnog evog eCaptmuotoc. Toviletar 6Tt av mepiocdtepo amd to 1/3  tov
eCapmudtov oe €va mpoiov eivar cuvdetikd (my. KoyAleg, podéieg, magydadio KTA.), tote N
Aoy TG cvvappordynong Ba tebel vtd apEiePnon.

+ 24 Parts é + 2 Parts
+ 8 different parts + 2 Manufacturing processes
+ multiple mfg. & assembly + one assembly step

processes necessary

Yypa 5.4: Meioon aptBpov eEaptnudtov

Nuepo ot pebodoroyiec Xyediaouol yioo Zuvappoidynon Umopodv vo Sl(®PloTovV  GE
TEGGEPIS KUPLEG KATNYOPLES:

e oTIG Kotnyopieg Omov o oyedlacudg yivetar PAcEl oYESOOTIKOV KAVOV®OV, Ol OToiol
TPOEPYOVTOL OO TPONYOUEVN gumelpic. Mo amd Tig onuavtikotepeg HeBdO0VG VTN TNG
Kkatnyopiag etvar  uEBodog mov avéntvée o Suh (1982), kKo mapovotdlel yevikovg Kavoveg
TOV TIPEMEL VO KOAOLOOVVTOL KATA TO GYEOACIO Y10 GOOTH OTOTELECLLATOL.

® GTIG KATNYOPieg OOV YPNCLOTOLOVVTOL d1OOTKAGIEG TOGOTIKNG 0ELOAGYNONG LE GKOTO TNV
extipnomn tov oyedacov. ATd TIg oNUAVTIKOTEPEG HeBOOOVE avTNG TG Kot yoplag ivon
n néBodoc IPA Stuttgart koi n pébooog twv Boothroyd-Dewhurst.
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® OTIS Kotnyopieg OOV O oYedOOUOG YIVETOL e YPNOTN EUTEP®V CLOTNUATOV YloL THV
OTOKTNOY| TOV ATOPOITTOV TANPOPOPLOV, te Pacukotepn T uébodo Lucas.

® OTIG Katnyopieg OOV 0 GYESAGUOC YIVETOL LE TN YPNOT VTOAOYIOTN] OE GLVEPYOCIH LE
ocvotiuata CAD, mov ¥pnoILoTOlovVTaL Y1, T GVALOYT OEOOUEVMV Y1a T EE0PTILOTO TOV
TPOTOVTOG TTOL TPOKELTOL VO, GLVOPHOAOYNOEL.

M£00o0¢ Boothroyd - Dewhurst

H pébodog Boothroyd-Dewhurst (1987), Oewpeiton pua amd tig onpoavtikdtepeg uebodovg g
katnyopiag peBOSOV Zyedaopov yio Xvvappoldynon kot €xel ®G KOPO oTOXO TNV
KaB0odNYNoN TOV UNYOVIKOV GTI KOTOOKEVT Kol T GUVAPHOAGYNOTN GCUOTNUATOV LE OTAd Kot
€0KOAO TPOTO Kol pe TO pKpOTEPO OLVOTO KOoToc. H duvvardtnrta a@aipeong 1)
OVTIKOTAGTAGNS OPIGPEVOV e£apTNRdTOV Ko 1 peioon Tov (povov GuVAPROLOYNONG
KG0g e€apTNpotog amoteAovv T0UG PactkdTEPOLS GTOYOLS TNG HeBOdOVL.

H pébodog mapéyet Sopopetikodg TpOTOVG EQUPLOYNS Kot AEloAdYNoNG OVAAOY LLE TOV TPOTO
oLVOPUOAGYNONG, ONAAdN AV 1] GLVAPHOAGYN O Yivel :

1. Xewpovaktikd. [Ipdkeitar yio cuvapporldynon e Tayko 1 YPOUUN LETOPOPAS, OOV O
epyalOUEVOC ¥pNOIOTOlEl LOVO TO XEPLOL TOV KOl OAG epyoreio. ZTNV YEPOVOKTIKN
ouvappoAdynon, ta gpyareio etvar amid kot eOMVA Kot T0 k66TOG TAPAUEVEL GTAOEPD
aveEdptnta omd ToV OYKO TNG TOPOYM®YNS.

2. Avtopatomompéve. LTV OUTOUOTOTOUUEV]  GUVAPUOAOYNGT  YPYNCLLOTOOVVTOL
UNYOVEG Ol OTToleg €lval KOTAGKEVACUEVEG Y100 VO, EKTEAOVV L0l GUYKEKPIUEVT €pyacio

GLVOPUOAOYNONG, 1

3. Mg poumotikovg Bpayioves. H cuvoppoAdynon pe poumodt aviKel 6Ty KoTnyopio TV
OLTOLOTOTOMUEVAY, HE TN OPopd OTL ol poumotikol Ppayioveg eivor dvvatd va
EKTEAEGOVV TOPOATAVE® OO o EPYACio CLVAPUOADYNONG G KAOE oTaONO.

Y10 mAaiolo TV gpyactnpiov, to tniekatevbovopevo oynuo mov Bo katackevoaotel Ha
cuvapporoynBel yepwvoktikd, kot £tol Ba peketnBel o Tpdmog epapproyng g pebddov, o
omoiog TpoopileTat Yoo L TOH TOL TOHTTOV TN GLVAPLOAOYNOM).

[Moapaxdtew moapovcsialovror ta  Prpoata g  peBodov, opilovior ot €vvoleg  mov
YPNOOTOOVVTOL KOl OVOAVETAL £V TOPAOELYLN YEPMOVUKTIKNG CUVOPUOAOYNONG UE TN

xpNomn e pebodov.
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Bijpota pedodov

Baoikdg oxomdc g cuykeKpuévng nebddov eivar n evpecmn Tov ypOVOL Kol TOV KOGTOVG
GUVOPUOAGYNOMNG, Y10 £VO GUYKEKPLUEVO TPOIOV, Ol TIUES TV 0ToiV Ba ypnoiomoinfolv yia
™V eKTiunon Tov oyedacpov. H pébodoc, eniong, amookonel oty vwdoOeln TOV oNUEI®V TOVL
o006 OV, T 010l amantovv Pedticon.

Metd v epoppoyn ¢ pebddov yuo €va GUYKEKPUEVO TPOTOV, O UNYOVIKOG €XEL G
OTOTEALEC O, TOV VTTOAOYIGHO TNG 0TOO0GNG TOL GYESIOGLOD TOV EKOVE, LLE TOV OTOT0 LITOPEL VoL
eKTIUoEL T1G dtadikacieg mov akoAovOnce. H Ty g amddoong kabopilet av o oyedocpog
elval IKovomomTikos, omoTe UTOPEL Vo EPOPUOCTEL Ko oTnV Tpaén, N av elval arapaitmto vo
yiver emavacyedaonds. H pébodog sivar apketd anin, mopéyovtag to amapaitnto dedopéva
OTO UNYOVIKO Yol TNV EKTEAECT TNG, OIVOVTOG TOV TN dLVOTOTNTO VO EAEYYEL EVOALAKTIKOVG
TPOTOVS GYESLOGLLOV.

Ta PApata mov TPETEL VO AKOAOVONGEL VO UNYOVIKOS / OYESIAGTNG Y10 TNV EQAPUOYT TNG
pedddov eivar:

Bipa 1: No ouykevip®oel apKeTA GTOLYELD Y10t TO TPOIOV TOV OTOI0V TPOKELTOL VO
oyxedrdoel T cuvappordynon. Ta otoryeio avtd pmopel va givar:
e 2KOpLpNUOTO
o Tpiodibotata povtéda tov eEaptudtov Tov tpoidvtog (CAD)
e [lpobmdpyovia mapopola tpoidvia
e IIpwtdtrumo poviéAo Tov Tpoidvtog

Bipa 2: No dwbétel éva kevo @oiro gpyasiog (ITivaxag 5.1) oto omoio Oa torobetnOovv
o0 TaL oToyEia OV Ba TPOKVYOLV AO TO GYEOLAGLO.

Bipa 3: No Eexvnoet 10 oyedlacpd mpoodidoviog Evav kmowo apdud "ID" ce kdbe
eEdptnua TOL TPOIOVTOG, LE TN GEWPE TOV EMPOKELTO VO GUVOPLOAOYNOEL.
(Ze mepimtwon Omov 1 cvvoppordynorn meptlopPdver  ddpopeg  vmo-
GLUVOPUOAOYNGELS, To EOPTAHATA TTOV TIS OmOTEAOVV, Aaupdvovior cav gviaio
e€apno Kot 1 ETUEPOVS OVAAVCT) LTOV TPUYUATOTOEITON 0pYOTEPQL).

Brpa 4: No ocvuminpoost 10 @UALO gpyaciag, pe Pdon v oAAnlovyio TG
ouvappoAdynong mov £xet emAEEEL kat pe T Pondeta TV mvakov g peboddov
(BAéme mivaxkeg 5.1 ko 5.2)

O TpOTOC GLUTANPOGNG TOL PVAAOV EPYACIOC TEPLYPAPETAL GTT GUVEYELCL.

Brpa 5: No ektiumogt v anddoom Tov GYEJAGHOD TNG YEPMVOIKTIKNG GUVOPUOAOYNONG
oL OlveTol od TNV TOPAKATO £5IGMOT Kol VO TPOYMPNOEL GE EMAVACYEIOGLO
av glvar amapaitno.

EM =3 x (NM/TM)  6mov

EM : n anddoon T0v oYed10GHOD

NM : 0 eldyrotog BempnTiKdg aptOudc eEopTnuiTov
TM : 0 cUVOAMKOG YPOVOG GUVAPUOAOYNONG

O 1pdmoC IE TOV 0TOI0 YIVETOL O ETAVACYEIACUOC TEPLYPOAPETOL GTI CLVEYELD.
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Ot otAeg TOV PUALOL EPYACING CLUTANPDOVOVTOL OG EENG:

YXTHAH 1 TomoBeteitan o koo aptOuoc avayvopiong kabe eEaptuartog (ID).

XTHAH 2 Anioveton mOceg popég To e€aptnua AapPdvel Hépog ot GLVOPUOAOYNON

YXTHAH 3 Eiwcdyetor 0 Kodtkdg TG 01ad1kociog yeipiopod tov eEapthiuatog (Aapfavetol omd
tov [livaxa 5.1)

YXTHAH 4 TonoBeteitan o xpovog xepiopov tov e€aptuotos (Aappdavetor amd tov IMivaka
5.1, ue Bhon Tov NN EMAEYUEVO KOOKO XEPIGLOV)

YXTHAHS Eiwodyeton 0 k@dikog e d1adikaciog 160000 Tov e£0pTHATOG 6TV Béom
ouvappoAidynong (Aapfavetor amo tov [ivaka 5.2).

YTHAH 6 TomnoOeteitar o ypdvog e1c6d0v tov e&aptipartog ( AapPaveton amd tov Iivaka
5.2, pe Baon tov 01N EMAEYIEVO KMOOKO E1GOO0V).

YXTHAH 7 TomnoBeteitanr 0 GuVoAKAS xpOVOS TS GLVOPLOAIYNONG TOL EE0PTNUATOG, O OTTO10G
TPOKVTTEL O TO AOPOIGHA TOV TIH®V OV £xovV TomobetnBel ot oTNAES (4) Ko
(6), TOMOTAAGIOAGUEVO LE TNV TN TNG OTHANG (2).

YXTHAH 8 Tonobeteitar 10 cuVOMKO KOGTOC TG GLVOPUOAIYNONG TOV €EQPTNUOTOC, TO
omoilo mpokHmtel amd v Tun ™S otAng (7) morrhamiacwoopévng pe to 0,4
(0100epOG GLVTEAEGTNC TPOTEVOUEVOS OO TOLG dNULOLPYOVS TNG HEBBSOL)

YTHAHY TomoOeteitor, katd tnv kpion Tov oxedooTH, 0 €AAYIOTOG APOUOg TOV

eEAPTNUATOS , O OTTO10G OTMOLTEITO VO GUUUETEYXEL GTNV GUVAPLOAOGYNON.

O ap1Bpog mpokvmtel oG eENg: yuo kéBe eEdptmua o oyedlaotng Ba mpénetl va

OTTOVTIOEL OTIG TOPOKAT® EPOTNOELS:

®  KaTA TN SLApKELD TNG AgtToVpYiag TOL TEAMKOD TPOidVTOC, TO eEApTNUL KiveiTol
o€ oyéon e dAda eEaptrinato Tov €0y 0N cuvapporoyn0si;

e civar oamapoitnto TO EEAPTNUO. YO UNYOVOAOYIKOVUG AdYovg (avToyng,
Aertovpyiog, KAT.) va Vol KOTOCKEVAGUEVO O S1OPOPETIKO VAKO, 1| VoL gtvat
OTOLOVOUEVO Omd Ta 0ALA eEapTNHATA TOV £X0VV 101 GUVEPHOA0YNOEi;

e civol omapaimto to €&dpmuo va Olaympilotel amd to. vmoOlowto 101
CUVOPUOLOYNUEVE KOUPATLO, YO VO, UTOPEGOLV Vo YIVOLV  TEPALTEP®
J1d1KaG1EC GLVAPROAGYNGNS 1] ATOGVVAPUOAGYN GG GTO TPOIOV;

Edv éotm kou po amdvinon og éva amd To Topoamdve epoTipato eival Betikn
161 10 €GP TN deV pmopel va eEaderphel 1} va aviikataotabel amd Kdmolo GAAo
Kol otnv otAn (9) tomoBeteiton n TN 1 TOAAATAAGIOCUEVT LE TNV TIUN TNG

omAng (2).

Av kapio amdvtnon dev etvar Betikn, tote ot ot (9), Tomobeteitan n Tiun O.
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O gmavacyedloopog etvat omapaitnToc 0TV 1 ardd0GT TOL GYEJAGHOV ival LIKPOTEPT OO
60%. Ta Prjpata wov mpémetl va akorovdnBovv pe okomd tn Pertioon tov oyedlacpoL ival:

Bipa 1: E&&taon g otAng (9). Av n tiun avtg givar pikpdtepn amd autny g oTANG
(2), tote VIApYEL AOYOC Yo eEdheym evog M mepiocdTEpmV eaptnudtov. H
duvatodHTTO PEl®oNG TOL aplBpoD TV eEapTNUAT®V EIVaL O TLO ATOTEAECUATIKOG
TPOTOG PEATIOONC TOV GYESAGUOD THG GLVOPUOAOYNOTG.

Bipa 2 : E&étaon tov othAav (4) kot (6). Ot TIHéEC anTdv DTOJEKVIOVY TNV aVAYKN Yo
HEl®oT Tov ¥POVOL TNG CLUVOPUOAGYNONG OTIS TEPUMTMOCELS OOV  gpeavifovtan
vrepPolkot ypdvot.

MMapatnpiosig

1. H gpappoyn mg pebdoov yiveror ota apykd otddo oyxedaspod evog mpoidvtog, Kot
npobimofétel povo v Vmopln  apYIKOV  SOGTAGIOAOYNUEVAOY  OKOPIPNUATOV 1|
TPIGOIGTATOV YEOUETPIKDOV LOVIEL®V.

2. Koatd ™ @don tov enovacyedlacov, Topdro mov propel va vrdpyovy evoeiEelg 0Tt kdmolo
N kémow eEaptnuato pmwopovv va agopedodv 1 vo aviikotaotafovv, ce TOAAEG
TEPMTMOGELS AVTO dgV Elvat apUOGILO, Yo autieg TOL aPopovV KLPIWS TO KOGTOG N TNV
aroaiton &wwkod eEomAopod Yo TV KATOoKELT TV vEmv eEaptnudtov mov o
OVTIKOTAGTIIGOVV TO, TTOALEL.

3. H otAn (9) touv @OALOL epyaciag COUTANPAOVETOL TEAELTAIN.

ATapaiTnTOl OPLOHOIL YL T1] YELPOVUKTIKI] GUVOPROAOYION

Ot mapaxdto opiopol etvar amapaitntot, yio v katovonon g peboddov Kat T 6ot Ypnom
tov [Tvakwov 5.1 ko 5.2:

O yepiouos ue ta yépia nephopPavel 10 TAGLO, TN LETAPOPA, TOV TPOGOUVOTOAICUO KoL TNV
tonofétnon tov eEapTNUAT®OV 1| TOV GLVAPLOALOYNGEMY 6TO TTEdI0 EpyaGiag.

IeproTpopikij copueTpio opiletor n KPOTEPT YOVIO TOV TPENEL VAL TEPIOTPAPEL Eva eEAPTLQL
YOpw amd Evav dEova o vo ETaVOAGPEL TOV apy KO TOV TPOGAVATOAGHO.

0~ GUUUETPIA, EIVOL 1| TEPIOTPOPIKT] CLUUETPIOL EVOC €£0PTNUHOTOS YOP® amd AEova KAOETO
oToV d&ova 10 YWYNG TOL.

f- ovuuetpio civor M TEPIGTPOPIKT GLUUPETPIO. €vOG €E0PTAATOS YOP® omd Tov A&ova
E100YWYNG TOV.

Hopdaderypa epappoync pedodov

INo v mnpéotepn katavonon g pebddov Boothroyd-Dewhurst, mapovoidletor o
OLVEXELNL £VOL TOPAOEYLO XXEOCUOD Y10 ZVVOPUOAOYNOT| EVOG TVELUATIKOD TIGTOVIOD, TO
omoio amotedeiton amd €€ e€aptrpata (Zynua 5.5).
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KOXAIEZ

EAAYMMA
TOY MIETONIOY

EAATHPIO

E=ZAPTHMA KABGOPIZMOY
THZE AIAAPOMHE
TOY ITIETONIOY

ITIZTONI

BAXH

Yympa 5.5: Eaptpata mveupotikod ToTovion

210 oynuo eotvovtal To ETPUEPOVS EEAPTAUATO TOV TPOTOVTOC, Ol OLOGTACELS TOVS KO EVOG
apykdS TPOTOG aAANAovYiag GuvapLOAOYNoNS. AVTA gival apKeTd oTotyEla Yo TNV €QapLOY)
g nebodov.

O oyedwopdg yivetor yoo Kabe eEaptnue Y®PoTA pe TN GEPd mov €xel emheyel va
ocuvapporoynfovv. Xmn ovvéxelo @aivetor o0 TPOTOC EMAOYNG TOV TOPUUETPOV  TOL
oxedlacpov, amd Tovg [Tivakeg 5.1 kat 5.2, yio ta e£0pTAHLLATO TOV TVEVUATIKOV TLGTOVIOV:

1. Bdon metovion

Aivetar 0 Kodwkog aptBpdg avayvopiong 6 (emetdr] 1o motdvi £xeL 6 GLVOMKA EEQPTHLOTAL).
H Bdon eppaviCetor por @opd ot cuvaproAdynon kot €Tt 6TV 0e0TEPY] GTNHAN TOV
@OALOL gpyaciog Tomobeteitan ) Tiun 1. O ¥eplopdg Kot 0 TPOGAVUTOAIGUOG TG YiveTOo
€0KOANL YPNOYOTOIDVTAG HOVO TO €va ¥Epl. ATO TO YEOUETPIKAE YOPOKTNPIOTIKA TOV
e€aptNUaToC TapatnpEiTan OTL TO YOG TOL £lval peyoddtepo omd 2 mm kot 0Tt 10 pHEyehog
(ukog) tov eivor peyadvtepo amd 15 mm. ‘Etot and tov [Tivaka 5.2 Ba emidéyel n omin
0.
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H yovia o tng pdong tov motoviot kabmg kot 1 yovia B eivar 360°. "Etot a+p=360°+360°

= 7209."Etot emAéyetan 1 ypoupun pe tov kmdikd 3. O kmdikdg xeiptopod yio tnv Péon tov
metovioL gival "30" kou o avtictotyog ypovog 1.95 sec.

H Bdon tov miotoviod katd v gicodo g oty Béon cuvappoloynong dev aceoiiletal
apécmc OoAAG  mopapével eAevBepn kou  pmopel vo @Tdocel oty owotn 0éom
cuvappoAdYNong pe aniég dadkacieg kot evBuypoppiletor pe gdkodo TpdmO YWPIg Vo
noapovotdletal Kapio Tpin-avtiotacn Katd v cuvaprordynorn. Avtd odnyel oto va
EMAEYEL 0 SYNELOG KMIKOG £16000V pe v T "00" Kot o avtictoryog xpovog 16000V
gtvan 1.5 sec. O GuvoAKOG ¥pOHVOC TS GLVOPLOAOYNONG TPOKVTTEL i60¢ pe 3.45 sec Ko To
avtictolyo k6ctoc 1.38 cents.

[TIiotown

To motdévt cvvopuporoyeitor apécmg petd amd v Pdaon, kot €xet KOO aplfuod
avayvopiong S. To motovi epgaviletor po eopd Katd Ty GuvapRoAOYNoN Kol £TGL 6TV
devTePN GTNHAN TOV EUAAOV gpyaciog Tomobeteitan ) T 1. O k®dWOG XEPIoUOV Yo TO
motovi gtvor "10" 6mote 0 ypdvog xepiopov avtov givar 1.5 sec. O KwdKOG €600V
AapBavetat "02" 6mote 0 xpOVOG E1GOS0V TOV TGTOVIOL givar 2.5 sec. O GLVOAIKOGYPOVOC
elvan 4 sec ko 1o k6otog 1.60 cents.

E&apnua kabopiopov dtadpourg

O xk®o1KOS ap1BudS avayvodplong Tov givar 4 Kot otn devTepPn oTNAN TomobeTeiTon 1 TIUN
1. O x®d1Kdg xeptopov Tov e€aptnuatog avtov gival "10" kot 0 kmdikog eilcddov "00", ot
omoiot divouv Tov 1610 ¥pdvo €16650L Kot yePopoL Kot ico pe 1.5 sec. 'Etot o cuvolikodg
xpOvog eivan 3 sec kou to k0otog 1.20 cents.

Elatnpro

O k®dwog ap1Bpog avayvaopions tov gival 3 kot ot 0evTePN oTNAN TonoBeteiton n) Tiun 1.
O K®dKOG YEPIGHOV TOL e&opTHHOTOg avTov ivan "05" kot 0 k®OKOG e1odov "00", ot
omoiot dtvovv cuvolko ypdvo 3.34 sec kot k6otog 1.34 cents.

Emtepkd kaivppa

O xk®d1kdg apBudS avayvopiong tov givon 2 kot ot dg0TEPT 6TAAN Tomobeteiton | Tyun 1.
O kdkdg xepiopo givar "23" kot avTo YTl TO YOG TOL GVYKEKPYEVOD EEAPTILLOTOG
10 0100 dev TaPOLGLALEL OLGKOMES YEPIOUOD EIvoL PIKPOTEPO OO TNV YOPOKTNPICTIKN
T Tev 2 mm. Etct o xpovog yepiopot Ba eivar 2.36 sec. Ztnv mepintmon £160ywOYNG TOV
KOADUUOTOG TOL TIOTOVIOL, Tapatnpeital, 0Tt 1o edptnua €lodyetor oty 0éom
oLVOPUOAGYNONG YOPIg va aceoiiletor kot Bo mpémel Katd v tomobétnon Tov  va
kpatnOel ylo kdmoto ypovikd ddotnuo otnv B€on cuvapuorldynong. Avtd yivetan pe v
BonBela kamoog eEmtepikng dvvaungs. ‘Etotl emhéyetar o dStynerog kwdukog eicdéov "08"
pe avtiotoyo ypovo elcaymyng 6.5 sec. O cuvolkog ypovog eivan 8.86 sec pe kdoTOG
3.54 cents.

Koyieg

O xmdkdg apBudg avayvapiong Tov eivar 1 kot otn dgvTePT 6THAN TomobeTeiTon n TIUn 2,
EMEWN LIAPYOVV OVO OUolol Koyhleg. AmO Tov mivako 5.3 AopPavetar 0TL 0 KOIKOG
xepopod Tov KoyAia sivon "11", pe ypdvo 1.8 sec. EEetdlovtag tdpa v glcaywyn tov
KoyAlo mopatnpeiton 0t givon Eva eEaptnua 1o omoio acpaiiletat apéomg Hetd v 16000
TOV 6TV B€om GUVAPULOAOYNONG, Aol KoTevbeiav Poddvel péoa 6TV KATAAANAT 0T TOVL
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VIApYEL otV PAon kot 610 EEMTEPIKO KAALULO TOV TioToVIov. Etot Aapfdvovpe Kmotkod
eloaywync "39" pe xpovo 8 sec. O cuvolMkog ypoOvog cuvapprordoynong ivor 19.60 sec ko
T0 KOGTOG avtictotya 7.84 cents .

Me T, Topamdve GTOLXEI0 COUTANPMOVETOL TO PUALO EPYACING, TO OTOI0 PAIVETOL GTN CLVEXELN
(ITivaxag 5.1). H omAn (9) sivar coumAnpopévn v 6Aa to egoptmuota, kot pe faon tov
OLYKEKPIUEVO GYeOAGUO lval TOavO va umopohv va apopedovv 1| va aviikoTasTofovy To
eCapmuota pe kmduwovs 2 kot 1 (Ady® yoaunAng amddoong oyedlocol Kot VYNAGV Ypovov
GUVOAPHOAOGYNONG Y10 TO. GLYKEKPIUEVO EEOPTNLOTAL).

1 2 3 4 5 6 7 8 9 ONOMAZIA SYNAPMOAOIHZHX
W > W W Z_=
>~ N W P
WO [ WIE| w3 w3 w3 wx| 8 & wk | S8
OoOR OII OWE O\E OWO| OO0 XOI oL WI\\I:
Y| SIC| SS3[253( £33/ 23| S95| & | BRES SYNAPMOAOIHSH
S| O §XF| OFF| 99/ 09| 38| WS | SX&S
gg E<z(<2( SSI’Z% §%% gga %lﬂ §X<Z( g<2: ®§%§ MINEYMATIKOY
Q| T25| *3 2 3 A R ETER MISTONIOY
6 1 30 1.95 00 1.5 3.45 1.38 BAZH TOY IZTONIOY
10 1.5 02 2.5 4.00 1.60 MIZTONI
E=ZAPTHMA KAGOPIZMOY THX
4 1 10 1.5 00 1.5 3.00 1.20 1
AIAAPOMHZ TOY MIZTONIOY
3 1 05 1.84 00 1.5 3.34 1.34 1 EANATHPIO
2 1 23 2.36 08 6.5 8.86 3.54 0 E=QTEPIKO KAAYMMA
2 11 1.8 39 8.0 19.60 7.84 0 KOXANIAZ
42.25 16.90 4
AIOTEAEMATIKOTHTA _ 3 * NM _ 0.29
TOY IXEAIASMOY ™ :
™ CM NM

IMivaxag 5.1: Zopurinpopévo eOALO epyaciog Yo TV TEPITTMOOT GLVAPLOAOYNONG TOV
TVELULATIKOD TLGTOVIOD
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ANOPQRIINOE XFIPTEMOE Xpovol o€ sec

IMNAKAZ I'TA TIE
AEITOYFTIEZ
IMPOETOIMAZIEE KO PE =hioAn FOppTie e SuomonAd;
XFIPIEMOY TR #EL YEADITS YETPOT
TRN EOMMATION mikyoc = 2 o Tiyos = 2 i miyoc = 2 o miyoc = 2 oo
cE| B |vg|gg|sg|gE| Elwsg| & i
weromaxen (9| 4 §2|98 42195 2|fF] 48| {8
=) guﬁ How [Hoa |Hw |Hoa gu:'t N = e
2 [cc. . |3:J <360 0 1 2 3 4 5 b 7 8 2
g E 0| 113 [ 143 | 188 | 169 [ 218 | 184 [ 217 | 265 245 298
% i E 0L (m+pe 1] 15 18 | 235 | 206 | 255 | 235 | 257 [ 30a 3 338
g g i 5 <0 2] 18 21 255 | A3a | 28BS | 257 | 29 | 338 318 37
2 é\a’gh 540 € (m+R) <
g E g = £ F| 185 [ 235 | 27 ) 251 3 273 | 306 | 355 334 4
]
D,
% g B ‘:‘é (w+ Fy=720 o ppdrie mov yperkime i Aefife (ooprife) wo & 5 o
g gEa TO THATLIO #0 TOW JEIDITNRG Tobe g 5 g
s pr 4o OO TE TTo TTELTRL T) o] = E E“
peyEeHre Tl ok peverBre T qosob g ,§L 25
KO e pr fbokohn  |woppdo, e iz Ao o § 5 s ge'
E0H0AD yEIpIop0 | yEpspd E0rDAD yEipopd | yEpiopd = 5 o| B
WE TO ENA XEFI KAl E|w Bl E| E|w A § To| & ~§
¥THIH EPT ARG o (&g | B B B2 | B2o (BS &S 255 2
Ea |ES [ER|EV|EY [BEc |[BEW|EV Bk " &
0 1 2 3 4 5 b 7 8 2
£ 0=f <180
5 E E P 4| 34 85 | 435 | 74 54 835 | 635 | Bh 7 7
W
g g_ = B =360 5 4 735 | 475 3 ] 875 | 6.75 9 3 g
i ) 5 6| 48 BO5 | 555 | &8 6.2 055 | 755 9% 2 9
§ % ‘§_ _| nzpes T 51 835 | 585 | ol 7.1 055 | 785 ) 101 Q 10
g8 5 -
. w 1] - : P P P P P
% g g s B = 360 #o Pl ywpic SumkohEe yEipurpoh HoppdTe pE SuomoAlE yEipuepot
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Hopatnpioseig Yo v (P10 TOV TIVAKOV
[Tepintmon S1001KacIOV YEPIGHOD TOV EEAPTNUATOV

o E&apmuata mapovoidlovv duokoMeg xepiopov €dv elvar epumiekoOpevo 1| KOAANUEVA
peta&y toug (e€outiog payvnTik®v SuVANE®V K.A.T.), OTOV givar oAsOnpd 1 6tav 1 evon
toug emPdirer mpooekTikd yepiopd. EEaptiuata epumiexopevo givor avtd mov sivol
OAANAOGVVIEOEVA GTO GOPO OALAL UTOPOVV VO OLAYOPIOTOVV LE EVOV OTTAD YEPIGUO T.Y.
Bideg, ehatnpra. EEoptipata oAoOnpd eivar avtd mov yAIGTpoOV omd T Y€PLoL KT TOV
YEPIOUO TOVC N amd KATO0 AALO gpyareio GLYKPATNONG AOY® TOL GYNUOTOS M TNG
Katdotaong e emedvelag tove. EEapmpota mov anaitohv TpocekTikd YEPIoHO  glval
ot oL givan EVOpAVGTA N AETTA [LE TOALES YOPOKTNPIOTIKES YOVIEG Kol OKUEG.

\ggslipperiness

S‘{g L
S

sharpness flexibility

size

Yympa 5.6: Tapadeiypoto SLoKOAING XEPIGLOV

e E&apmuata mov elvar Egywpiotd, ivar avtd mov yoo va doympiotovy and T0 Gmpod
amotteiTol 1 amacyOANCT Kol TOV OLO XEPIDOV Y10 VO ODGOLY TNV dUVOUN Olay®wplopod M
VO TETVYOLV TOV KATAAANAO mpocavatolopd. Evkounta eEaptuota givol avtd  mov
TOPOLOPPAOVOVTOL KATA TOV YEPICUO KOl AmontohV TNV YP1on Kol TV dVO XEPIOV OTTMG
WAVTES, EAACTIKE, K.A.T.

Design parts so they do not nest or tangle
Close up springs to avoid tangling % g a $ % 5 H

Locking I Change D
angle angle  shape angle
vy - v

These parts This part

tangle easily will nm tangle
notthis notthis
notthis not this

Xympa 5.7: Tlapadetypota yuo e&dhenym urieéipoatog eEaptnudtov
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[Tepintmon S10d01KacIdV E16660V TOV KOUUATIDV

o Kolheg, mypéva pétoria, @idiep (pvicpoto) OV XPNGLOTOLOVVIOL Y10, VO EVOGOVLV
dtapopa eEaptTpota dev Bewpodval oav HEPT TNG CLVOPUOAGYNOTG .

e JIpdokpovon oe eumOd0 oNUAivel OTL 0 SLUOEGILOC YDPOG Yo TV GuVapPHOAdYNoN Elval
OVETOPKTNG KO TPOKOAEL GNUAVTIKY OENGT GTOVG XPOVOLG TG GLVOPLOAIYNONG £E' attiog
TOV EUTOSI®V TOV VILAPYOoLY ¢' aVTOV. [Tepropiopévn onTikn Ywvia onuaivel OTL 0 YEPLOTNG
npénel vo factotel og dladikacieg ynAdenong Katd tnv ddpkKelo TG SCLVOPUOAGYNOTG.

==

4 (1]

part must be released
before it is located, making redesign
itdificult to align

Xympa 5.8: Iopadetypoata avtopatng evbuypdupons eEapnudtmv

e Awdwkacio cuykpdtnong cvuPaivel 6tav to eEdptnua dgv eivat 6tabepd HeTd TV €16000
KoL TOToOETNON TOV KOl TPEMEL AUECHS VO ACPOAMOTEL

Secure parts once they are assembled

Spring  Retaining recess Projection

=»

Chassis

+ Assembly should be stable

Yympa 5.9: BeParwbeite 011 ta e€aptrpata dev ypeldleTor va cuyKkpatovvion ot Béon
TOVG

e ‘Eva &dpmmua eivar gvkoro va evbuypappiotel kot va tomofetnBel, edv m 0éom
TomoHETNONG TOV UMopEl VO TPOGOIOPIGTEL EVKOAN A T XAPOKTNPIOTIKA OEomng mov
VILAPYOVYV AV GTO KOUWUATL Kot 1) €{6000¢ TOL KOUUATION OlEVKOADVETOL Omd  KOAG
OYEOOCUEVES EYKOTEG 1) AAAL YOPOKTNPLOTIKA.

Part can hang up Partfalls into place

Yympoa 5.10: Zntmuoto elaymyng
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e H avrtictaon mov avamtbccoeton Kotd TV €i60d0 TOov KABe eEaptipatog oty HBéon
ocuvappordynong opeileton Kupiwg o€ pkpég akabapoieg 1 e d1popeg GAAeG cLVONKEG
OoLYKPATNONG N 0€ €(6000 EVAVTIA G€ KATOl0L LEYAAN avTIGTEKOUEVT dvvaun 1 {ntipota
0paTOTNTOG

Restricted access Improved access
for assembly of screws

Xympa 5.11: [opéyete enapkn TpdoPacn Kot opaToOTNTU
OAHT'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY
To epyaotpio dwopkel 2 dpeg Kot dteEdyetan pe T popen oepuvapiov. Ot portntég Oa

TPEMEL VOL EYOVV LEAETNGEL EXAPKADS TO TEPLEXOLEVO TOL EPYACTNPIOV, LUe OKOTTO TNV
KOADTEPT KOTAVONGON KOl TNV ETIAVCT AmopLdV TOV TVYOV LITAPYOVV.

58 TMHMA MHXANOAOI'QN MHXANIKQN KAI AEPONAYITHI'ON



Epyactipia Lvotquara Hapaywyijs I & 11

EPT'AXTHPIO : HPOHI'MENEYX TEXNIKEX ITPOXOMOIQXHY I'TA
THN YIHOXTHPIZEH TOY LXEAIAZMOY IPOIONTON KAI
ATAATIKAXIQN IMTAPAT'QI'HX

2T GUYYPOVEC TOPOUYMYIKES OLUOIKOGIEG, O OYESICUOC TPOTOVI®MV Kol  TUPUYOYIKOV
JLdKAGLOV AmOTELEL Eva amd TO MO ONUAVTIKA GTAd0 TG OVATTLENG TOoVS, emmpedlovtag
TOAAEG QOPEC TO YPOVO KOL TO KOGTOG TNG MOPOy®YNG KoODE Kol TV TOOTNToL TOV
napoyopevov mwpoidoviov. [a to Adyo avtd, eivar ovyvd smiPefinuévn 1 dwdikacio
EMOANOELOTG TOL GYESUGLOV GE TPMIUO GTASLO, TPLV TNV TOPAYWDYN, YO TNV ATOELYN AaODV.
[MAéov, n ovvnbéotepn péBodoc emoinbevong tov oyedacpold eivor 1 YPHON TEXVIKMOV
mpoocopoiwong. Mo omd TIG MO ONUAVIIKEG TEYVIKEC TPOcopoimong eivar 1 xpnon
teyvoroyiov Extetapévng [paypatucomtog - EIT (Extended Reality - XR).

EKTETAMENH IIPAI'MATIKOTHTA

H Extetapévn Ipaypatikdétro amoterel €vo chVOLO, VEOV GYETIKA TEYVOLOYLDV, Ol OTOLES
TAPEXOVY TPMTOTOPLOKOVG TPOTOVG dlacHvoeoG/aAANAeTiOpacong AvOpmdTov - YTOAOYIoTH.
H 6pog Exteropévn Ipaypatikdmmra ypnoomoteitar yioo v meptypagn €vog Guvolov
YNOUIKOV TEXVOAOYIDYV, Ontm¢ eivan 1 Eravénuévn Ipaypoticotnta (Augmented Reality -
AR), n Mt [paypotwomta (Mixed Reality - MR) ko Ewkovikn| Hpaypotcodtto (Virtual
Reality - VR). Xmv gpevvntikn gpyacio tov Milgram, Tekemura kot Aowroi, 1 diacvvdeon
AVTAOV TOV TEYVOLOYIDV TOPOLGLALETAL GOV LEPOG EVOG GLVEXOVG, OTMG OLTO QOIVETOL GTO
Zyua 3.1.

Mixed Reality
| (MR) |
Real Augmented Augmented Virtual
Environment Reality (AR) Virtuality Environment
(AV)

Yympa 3.1: 2vveyég Extetapévng Hpaypatikodmtog

O 6pog Ewovikn| Hpaypatikdtnta givor 00GKOAO Vo epunVeVTEL P Vo GLYKEKPIUEVO TPOTO
aeol €yel ypnowyomombel amd moAAOVS epevvnTéC Ko £xel dextel TANBOG  SPOPETIKADV
epunveldv. Mia mold yevikn epunveio 600nke o 1992 and tovg Aukstakalnis & Blatner:

«H Exovikn Ipoyuatikotnto. emitpénel 6tov avlpmmo vo. OTTIKOTOIEL, Vo. YEPILETOL KOl VO,
OAANAETIOPE, Ue 10100TEPOL TEEPITAOK QL dgdouéve, atov H/Y, ue peoliotiko tpomor.

H Ewovu Hpaypoatikdtnto enitpénetl 6to ¥pnotn vo dpa HEGH o€ £va cLVOETIKO TEPIPAALOV
ONUIOVPYNUEVO A0 TOV NAEKTPOVIKO VTOAOYIOTY. X& avtifeon pe To cuUPOTIKG GLCTHUATO
ontikomoinong dedopévmv, otnv Ewkovikn [paypatikdtnta o ypnog umopel va yivel evepyo
pérog evog mepfdriovtog (immersion - epfvOion). Kowod otoryeio tov epappoymv Etkovikng
[Ipaypatiomrag eivor n Ymoapén YpaeIK®V «Tpaypatikod ¥pdvovy, o omoia omekovilovv
O0TO YPNOTN OVLCHOTIKG Toapaydueve  mepifdiiovta  Tpldv  dwuotdoewv. Ipapucd
KTPOYUOTIKOD YpOVOL» ovopdloviol avtd, To omoio oyedldlel O VTOAOYIGTNG OE YPOVIKO
SIoTNHO TOGO UIKPO OV Vo, unv YiveTol avTiAnmto and ta avOpdmTiva, patia (LKPOTEPO  TOV
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€VOG 0EKATOV TOV JELTEPOAETTOV). Me avTd TOV TPOTO, TO YPOUPIKH KTPAYLOTIKOD ¥POVOLY
umopovv va eppavifovv Eva mepipdriiov, 1o omoio o€ kdbe ypovikn otiyun Ppioketal GOUP®OVO
HE TIC OAANAETIOPAGELS TOV KAVEL GE ALTO O YPNOTNG.

210 TpLov dtotdoewv (3D) dovuoUaTIKG YPAPIKE TPOYUOTIKOD XPpOVoL, OAN 1 €KOVA TOL
neplPdAlovtog oyedialetal €€ apyng Kot dnuovpyeital TANP®S, PEPIKES OEKAdES POPEG TO
OEVTEPOAETTO, DOTE VO, EMTPETETOL GTO YPNOT VO, LETOKIVEL TN B€om amd Vv omoio Tapatnpel
10 TtepIaiiov (B€om TpoonTikng — point of view) pe TAnpn erevbepia kiviicewv. EmumAéov, og
TPAYLATIKO YpOVO AQUPAVOLY Y®MPO GTO GUGTNUO OAOL Ol OTOPOATITOL VITOAOYIGUOL, TO
OTOTEAEGLOTO TOV OTOI®V €ival KIVIGELS, NYOL, aA@oaplOunTikd otoyyeia, K.6., £T61 OOTE Vo
OVTOTOKPIvOVTOL GTIYULOH0 OTIG OTTOIECONTOTE AAANAETIOPAGELS TOV YPNOTH.

O yprotg aAAnioemidpd (interaction — aAANAETIOPOAGT) LLE TOV VITOAOYIOTH KAVOVTOG YPNoN
elte  KAOOOIK®V OCLOKELV®V €16000V  (TANKTpOAdYl0, movtiki, joysticks «.a.) eite
YPNOWLOTOIDVTAG EWIKEG GLOKELES €16000V Yo gpappoyég EIN, ommg yhvtio dedopévov,
OLOKEVEG aviyvevong Béoemg K.A., aviivon towv omoiwv Ba yivel otn cvvéyew. H pon tov
dedopévmv og éva Tomiko cvotua EIT gaivetar oto Zynua 3.2.

AIAYAOI EEOAQY W

Movdadeg ameikéviong <
AKouoTIKA J

Avadpaon duvapng/apng

ANGPQMNOZ ] HIY

Kivnon ocwpartog

AIAYAOI EIZOAOY
AviXveuTég Kivnong

Yympoa 3.2: Tomikd svommua Erkoving [paypoatucomrag

Mpooopoiwon

O ypnotg tov cvotiuatog kabopilel Ta dedopéva gilcdoov kol o H/Y avramokpivetar og
LTV TNV EVEPYELD LE TNV evNuépmon (update) tov arotedeoudtov mov wapéyel. Extog and
T0V GvBpwmo / xpno, 10 cHGTNUA TEPIAAUPAVEL:

e Toug diavAovg 16000V TOL OLGLOGTIKA CLPOPOVY GTO GUGTILLATO OVIYVELOTG KivNomg
Kot kataypaeng 0€omg / mpocsavatoropob (motion tracking systems).

e Toug diaviovg €600V TAnpogopiag and o H/Y oto ypnom (omtikd, aKovotikd
dedopévar)

e Tov mupfiva mpocopoimeng Tov cuoTiuotog (kevipikd H/Y) mov emeepydleton ta
dedopéva €166000v (kivnon kot aAANAETiOpacT) Kot TOPOVGIALEL TO AMOTEAEGLOTO TOV
EVEPYEUDV TOL YPNOTN HEGO GTOV EIKOVIKO YDPO.

O kOp1og okomdg evog cvotrnatog EIT eppobiong elvar va petaddoel 6To ¥p1oTh LE TO HEYIGTO
duvvatd peaiopd t yevdaicOnon ot avtdg PpickeTar 610 GLVOETIKO KOGHO TOV TAPAYEL O
VIOAOYIGTNG KoL Oyt 610 TPayUaTiKd Tov mepPdrrov. O kiprog eEomMopdg nepthappdvet Eva
Kpovog ogoouévaoy (Zyqua 3.3), 10 omoio KaALTTEL OAO TO OMTIKO TOL TEDI0, OKOVOTIKG,
ocLVNBmS KAEIGTOD TOTTOL TOV ATOKOTTOVV TOLG NYOLS TOV TEPPAAAOVTOC, YaAVTIa OEIOUEVWV
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(Zymua 3.3) ko ovokrevégs avadpaons apng n/xor ovvouns. O Babpdc peaiopov g
mopeYOUeEVNG YevdaicOnong kaieiton “PBabuog mtapovoiag” (presence).

Me 10 Kpdvog dedouévav, o YPoEIKd TOL VITOAOYLIGTH TPORAAAOVTAL GTO UATIOL TOV XPNOTN
€101 OoTE aVTOG Vo £El TANPN avtiinymn Tov Pdabovg, onAad g Tpitng drdotacns. Avtd
EMUTPENEL TNV ENONTEID TOV ATEKOVILOUEVOV OVTIKEILEVOV GTO TPOYUATIKE TOLG HEYEOn Kot
TOV 7o €VKOAO YePopd Toug. To cvoTua TPoPaiel oTo PATIOL TOV XPNOTI TOV EIKOVIKO
KOGLO, OVAAOYOL LE TNV OTTIKN YOVia omd TNV omoia Topatnpel aVTOG TO YMPO, TAIPVOVTOS MG
dgdopévo ™ p€tpnon g 0éong Kol Tov TPOCAVATOMGHOD TOV KEPOAOV Tov Ypnotn. O
UNYOVICHOG aTOG TopEyel TV aictnon oto yprotn 6tt 10 Ewovikd Ilepipdiriov tov
wePPAALEL, OGS 0 TPayUaTIKOG KOGHOG. H Asttovpyia avth 6€ cuvdvacud pe tn dvvatdtnta
OTTIKOTIOINOMG KOl TOV TPLOV SIUCTACEDV KaO1oTH va TETOL0 VST £va TTOAD 1oYVPO HEGO
OTTIKOTOINOMG TPLOOACTATNG YEOUETPIOG.

Xypa 3.3: Kpdvn Aedopévov (Head Mounted Displays)

Ta yavria dedouévav ivol GuoKeVEG EEOTMGUEVES e OVIYVELTEC BEOTC KO TPOCAVATOMGILOD
TOV apOpOGE®V TOV KOPTOV ALY Kol TV O0KTOA®V, Onw¢ gaivovtal oto Zynua 3.4. ['a to
oKOTO oVTO GLVNOMG YPTNCYLOTOLOVVTOL ETUNKVVGLOUETPO 1] OTTTIKEG 1VEG, 01 0Toleg avaAOyaL
LE TN KAUYM TOVG LETARAAAOVY TO TOGOGTO PMOTOS TOV TEPVA OO LEGA TOVG.

Xyfqpna 3.4: Tavria dedopévav (Data Gloves)
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EvoAloktikd pmopodv va ypnotpomomBovy Ao XEPpLoTiplo, To 0moio. TPosopotdlovy Ta
YEPLOL TOV PN OTI GTO EIKOVIKO TEPIPAAAOV KO LLE TNV XPTON EOIKMV KOVUTIDV KOTOYPAPOVTOL
EVIOAEG OAAMAETIOpOONC LE TO EKOVIKO TEPPAALOV KOl TO EIKOVIKG OVTIKEIPEVO TOV
gumepEYovToL o€ aVTo, OTMG Paivetal oto Lynua 3.5.

Xympa 3.5: Xeprompila arinienidopaong (Controllers)

To vwoioyieTiG cbaTyUa omotelel ToV TVPNva KEOE cuGTAOTOC Kot Epapproyng Ewovikng
[paypoticotntog. Ot amaitnoelg TOL VTOAOYIGTIKOD GLUGTHIOTOG Eivarl Wwitepa aVENUEVES
OGOV aPOopA OTIS EMOOGELS TOL YpapLKoy vtocvothpatog (Graphics Board) kot tng kevtpikng
povadog emeEepyaoiag (Central Process Unit — CPU). Ot oyetikéc €Qoppoyés  omottovv
eneEepyacio 0E00UEVOV GE TPAYLATIKO XPOVO, YEYOVOG OV OMuaivel OTL dadtKacieg mov
napéyovtal omd 1o cOOTNUO, OTMG 1 AVOTAPACTOoT Kol 1 ovadpacn Tov mepPiriovToc,
Bacilovtar 6e vROAOYIGHOVS TOv ekTEAOUVTOL Gpeca, Kot Oyt o dedopéva mov  givan
amofnKevpéVa GTI PVIUN.

Eniong, éva and ta xuprdtepa otoryeio evog cuotiuatog Ewkovikng Tpaypatikdtmrog sivon 1
OVGKEVN] UETPNGNS TS BéoNS Kal TOV TPOGaAVATOAIGUOD GUYKEKPEVOV oNUEi®V 1| LeEADV
TOV GOUOTOS TOV YPNOTN OTO0 Y®Po. Me 10 cvoTNUO HETPNoE®S BE0E®Y, O VTOAOYLIOTIG
EVNLEPDVETOL GE TPAYLATIKO ¥pOVO Yo TN B€0T Kot TOV TPOGAVOTOMGUO TOV KEPUAOV TOL
¥PNoTN (KPAVOG), TV YEPLAOV TOV (YAVTLH 1] CUCKEVEG VAOEIENG) 1 Kot BAA®V HEADV 1) onpeiwv
TOV COUATOG TOV (TOd, PEoT, K.4.), oTa omoio Bpickovion Torobetnpévol ot aeOnTnpeg ™G
ovokevNg aviyvevong Béomng. O kabopiopds g BEong / TPOCAVATOAIGHOD TOL KEPOALOD TOL
xpNo etvar amapaitnrog yio tov kabopiopd tov onueiov endmrevong (point of view) tov
Ewovikov [epipdriovtog, £161 doTe va givorl duvath N TPOPOAT) TOV EIKOVIKOD YMPOL Ao TV
TPOYLLOTIKY] TTPOOTTIKT TOV OVTOG £XEL GTO PLGIKO YOPO. ME TOV TPOTO QVTO SNUIOLPYEITOL T
EVTUTI®OON OTL TO EIKOVIKO TEPIPArAOV TEPPAAAEL TOV ¥PNOTN, EVD O XPNOTNG, Yupilovtag To
onTikd Tov medio mpog Omoln Katevlvvon embupel, PAEmel To mepPaiiov amd v opbY| Tov
wpoontikt). Otav 0 ¥pNoING UETAKIVEITOL GTOV QUGIKO YMPO, AVTIGTOLY0 LETAKIVELTAL KOl TO
onueio emodmTELONG GTO E£1KOVIKO TTEPPAAAOV. AvtioTorya, o Kabopiopog e BEong kot Tov
TPOGAVATOAIGLOD TV YEPUDV TOV YPNOTN EVOL ATAPAITNTOG Y10 TNV ELPAVICT] TNG EWKOVIKNG
aVOTOPACTACTG TOV YEPIOV TOL ot cwotny Béon. H Aertovpyia avt) sivoar n Pdon tov
uNYoviooh aAANAETidpaong Tov ¥pNHoTn He TO eKoViKO TepBariov. Ta «etkovika» Tov yépla
OAANAETIOPOVV LE TA VTTOAOUTOL EIKOVIKE OVTIKEIIEVO KO TAPEYOLV T OLVATOTNTO GTO YPNOTN
va oyyiEet Kot vo LETAPEPEL AVTIKEIIEVO LLE TOAD PEOMOTIKES KIVIOEL.

Ymdpyovv GLGTHROTE KATOYPOPNG KIVIONG HOyVNTIKE, OTTTUKA, UNYOVIKE, K.4. (Zynuo 3.6).
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Yyqpe 3.6: ZueTHIATO O LOADTION S/ KOTHYPOONG Kiviiong

H aicOnon g aeng elvar and tig kpiopdtepeg mapapétpovg mov kabopilovv Tov peaiiopod
evoc ekovikov mepifdirovtoc. H avadpaony apijs / dvveung nmopet vo onpovpynoel Gtov
YPNOTN TNV YevdaicOnon Ot «mdve kot yepiletan Eva mpaypatiko avtikeipevo. H avadpaon
VT EMTLYYAVETOL KUPIWG HE EEMOKEAETIKOVG HNYOVIOUOVS, 1 / kol HE OTAEELS
NAEKTPOOI0d®MV N LIKPOGLGKEVMV TTOV TPOKAAOVV SOVIGELS LUKPOL TAATOVC.
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H EIKONIKH ITPATMATIKOTHTA XITO XIXEAIAIMO ITPOIONTOQN KAI
ITAPAT QI'TKQN ATAAIKAXIOQN

210 oYedoUO TPOIOVIMV KOl TOPAY®YIKMV dtadikacidv, 1 EIT wapéyet tn duvatdmmra 6toug
UNYOVIKOUG Vo aE10A0YGOVY KOl VO TEPOAUATIGTOVV [E EIKOVIKA TPOTOTLTO TPOIOVTIOV 1
cvoTNUdtOV péco oe éva ekovikd mepBdriov. Ot KUPLEG €QPOPUOYES TNG  EIKOVIKNG
TPOYUOTIKOTNTAG OPOPOVV CE:

Ewovikn tpwtotvnonoinon (Virtual Prototyping)

Agrrovpyikn tpocopoinon (Functional Simulation)

Epyovopuco éreyyo (Ergonomics Evaluation)

Ewovikn ektéleon dadwooidv mapaywyng (Process Simulation)
Ewovicn mapaywyn (Virtual Factory)

Ewovic Awdwctvaxn Xvvepyooio (Virtual Collaboration)
Exnaidevon (Virtual Training)

Xvvepyatikog oyedacpog (Collaborative Design)

210 ZyMua 3.7 mapovctdletal 0 pOAOG TNG EIKOVIKNG TPOTOTVTOTOINOCTNG GTNV AVATTTUEN EVOG
TPOIOVTOC.

Yyedaopog Ewovikn . Amodexto -
CAD ) TPOTOTVTOTOM O Eheyyog Topoyoyi

Mn amodekTo

Yympoa 3.7: O pOAOG NG EKOVIKNG TPOTOTVTOTOINGNG OTNV OVATTVEN VOGS TPOTOVTOG

Eqapuoyég

Epappoyéc Ewovikng Ipaypatucomtog €xovv avamtuybel pe okond tnv vrootpién Tov
OYEOCHOV  TPOIOVTOV KOl TOPOY®OYIKOV  JlodOIKOCUDY, TOV EPYOVOUIKO €Agyyo, TNV
eknaidevon epyalopévav, kKim. H ypnon g teyvoroyiag g Ewovikrg Ilpaypatikdtmrog
HEIDOVEL GE UEYAAO TOGOGTO TNV OVAYKN (QULGIK®V TEWPUUATIGUAOV, 1| omoio amoutel Tnv
KOTOGKELY] QUOIKAV TPOTOTUTOV TOL TPOIOVTOG OAAL KOl TN YPNON  TPOYUOTIKOV
TOPAYOYIKOV S10TAEEDV.

[Mopakdto avaeépovtot EVOEIKTIKA pepikd mapadeiypata epappoyadv EIT:

e Ewovikn mpwtotumonoinom tpoidviwv
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e [Ipocopoimomn cuVapHOAOYCE®Y / ATOGVVIPUOAOYNCEWDY

e [Ipocopoimon mapaywykng dradtkaciog
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e Virtual Collaboration

3 Chat - Mozilla Firefox

Ele fdt Wew Go Gookmaks Took Hep L o

- B ) [ ity mech, spatas.arfsmeriteht dszcbaction—vie, 7] © 8 [IGL b J

|| B5CW @3 Flash.ar | | Free 5W Dowrload | | Hotmal | | LM5 | | RealMan B Streamload -Inbox | | WRSP | | e-Merk GAP

e- Meri‘l‘ MAargéppa Iuvepydoiag

Bapyit 22hida | Depya | EMnuipara | 8aaysipnon PoAwy  chat | Blanooivdeon

Select Channel : |EMERT =

[EMERIT] <-» EMERIT
Hfusen
user2

join user

Velcome to Chat

Unmoderated Chat

join user2

<user!> could you please change the colour of the blue fridge ?

<user2> yes of course. Which colour 6o you prefer?

<user!> please make ityellow. thanks PRIVATE

[l RECONNECT | "~ Ravigator

‘\App\etcnatstavteq 4 ]G]N [ 13| 5| & @ID

[ToAAég epappoyég Exovv eriomng avarntuyBel oe Topel dnwg:
Apy1tekToviKn

Ddvoég emoTnpeg

Apyororoyio

TnAenapovcioon

Yyeto ko lotpikn

"Eleyyo minpogopiog

TEXNOAOI'TA YHOIAKQN ANOPQIIOEIAQN

Ot unyavikol mov acyorodviorl pe TovV avOpOTIVO TOPAYOVTO KOl KOT ETEKTOOT) UE TNV
gpyovopio (human factors engineers), avaAvovv Kol EKTILOVV TO GYEOAGHO EVOC VEOL YDPOV
gpyaciag katackevdloviag £va pLGIKd TP®MTOTLTO (Mock-up) Tov YDOPOL, YPNCULOTOLDVTOS
avOpOTOLG Y1 TNV EKTEAECT LLOG GEIPAG EPYOCLDY KO KOTAYPBAPOVTOS TIC TOPATNPT|CELS TOVG
OYETIKA L€ TO OV 0 GYEOGHOG givat tKavomomTikdg 1 Oxt. H dadwcacio avtn, €xel apkeTovg
neplopiopovs. Otav 0 oyedlacudg £xel PTACEL GTO GTASIO TOV EMTPENEL GTOV KOTOGKEVAGTN
TOV LOVTEAOD VO ONULOVPYNGEL TO PUGIKO TPOTOTLTTO, VITAPYEL CLVNOWMS OPKETT SVGKOAID GTO
va Tpomononfel AOy® OIKOVOUIK®MV Kol YPOVIKOV TEPLOPIoU®V. Otav 0 TEAKOS oYedaGUOC
EPAPLOCTEL 6TV TTOPAy®YY|, 01 EAAelYELS avTipetOmiovTol HEC® £101KNG EKTaidELONG, 1) OTTOlN
opwg mepropiletal amd To LKA YUPUKTNPICTIKAE TWV OTOUMV TOV TPOSHOTIKOV KAT.

Eivon apretd 606K0A0 Vo xapakTnplotohv akpidg ot TOTOL TV TPOPANUAT®V TOL HIopel va
OVTILETOTIGEL £VOC UNYOVIKOS €PYOVOLING. ALOPOPETIKEG KOTAGTAGELS OTOLTOVV EUTEIPIKA
dedopéva Tov apopovv oTig avlpamiveg duvatdtntec. Oplopéva mapadeiypata stvar:

o  Melétec mAnBuoumdv pmopovv va kabopicovy to péyedog Tov avhpomTvov GOUATOS Yo
OpIOUEVEG OUadeg avOpOT®V, Y. ekmodevopevol aotpovadteg s NASA. Avt 1
TAnpoeopia puropel va ypnotpomom el yia vo kabopiotel av 0 xdpog epyaciog LEca o€
éva SLoTNUOTAOL0 £)XEL 0YEO0OTEL £TOL MOTE VO TAPLALEL GE OAOVG OCOVG TTPOKELTOL
va gpyaoctobv ekel. Ol epOTACELS TOL TPOKLATOVYV OU®G eival: Mmopobhv OAol ot
AGTPOVOVTEG VO TEPACOLVV HECO Ol TIG TOPTES N TS Katamoktés; [lov akpiBag Oa
npénel va tomofetnBovv ot xeporaPéc; Iwg Ba ennpedoovv avtr ) dvvatdHTNTA TVYOV
aAL0YEG OTO OYXESLOGHO TOL YDPOV EPYACIOG LEGH GTO OLOGTNUOTAOLO;
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e 'Evog yeplomg HeyOAov OYNUATOC OTmG €va pUUHOLAKO, ypetdletal va PAEreL Tov
TEPPAALOVTO YDPO Y10l VO TPOALYLLOTOTOIGEL L0 EPYOGTN, VO ATOPVYEL TUXOV EUTOOLNL
Kol Vo SlloQAAIcEL TNV acPAIAEll TOV avOpdOTOV Tov Kivovvtal yopw tov. Iloto
aKkpIP®G OUMG elvar To OTIKO TS0 TOL YEPIOTH Omd pia cuyKekplévn Béon; Mmopel
VoL YEPLOTEL TO OYNUA EVD TOVTOYPOVA KOLTALEL 0O TO Tapdbvpo;

o  YUYKEKPIWEVEG — UEAETEG  YEWPOVOKTIKAG  oavOywong Papdv — pmopovv  va
TpaypaTtoromBodv yio va kabopicovv ta dpla g Katamodvnong g HEong, yuo. Evav
TUMIKO COUATOTUTO £PYATM®V. YTAPYEL OU®G KOTAAANAOG YDPOG Yo VO YiVEL CWOTA
avt| 1 owdkacio; [Toeg apbpidoelg katamovodvial mePGGOTEPO; YTAPYEL Lo
KOADTEPT OTAGT TOV COUATOG Yol VO LEIwBoUV o1 otpentikég poméc; [lwg emmpedlovv
TNV EKTEAEON TNG €PYACIOg M apylKn Kot 1 TeMK Béon tov Pdpovg mov mpémetl va
avoyobel; Oa Kovpaotel 0 epydTng LeTd amd OplopEVES EmAVOAALPOVOLEVES EPYOGTIES
avoywong; [Toon amdotaon daviet Evag epydtng Katd TV SaPKELN LOG EPYOCTOG Kot
TAOG LT N amdcTOoT UTOopel Vo pemBel pe KATOAANAN TPOMOTOiNcT TOL YMPOL
gpyaciog Tov;

o Ak6Opo o EEOIKELUEVO TELPAUATO LTOPOVV VAL YIVOVV Y10l VO EKTIUNO0VV 1) AVEST] Kot
N aicOnon pag xeyporafnc epyoieiov. Eivar dpmg 1 xeiporaf) katdAinin yio kabe
avOpoOTIVO XEPTL;

M Aom cg avtd to. TpoPAnpate givar n xpon €vOg YNeloKoL avlpdmivov HoVTEAOV,
manikin 1 virtual human, (Zyqua 3.8) ¢ VIOKEWEVOL GE 0 GEIPE EPYUCLDV HECH GE £Vl
ewovikd mepifarrov. To poviého Ba AopPdver epyovopikd dedopéva, to omoia O
VILAYOPEVLOVY TNV EKTEAECT] TOV KIVIIGEMV TOV.

Xyfqpoa 3.8: Virtual Humans

Ta avOpOTOUETPIKA GTOLXEIN TV EIKOVIKOV avVOPOTIVOV LOVIEA®Y ONANOT 01 S10CTAGELS TOV
oONOTOC TOVG, etvat duvatodv va Aappdvovtal and Pacelg dedopévmv, Ta otoryeio TV omoiwv
TPOEPYOVTOAL OO OTATIOTIKEG PeAETEG TANBLGU®Y. Oplopéva AOYIGUKA TOKETO TAPEYOLV TN
duvatodtto anevdeiog elooywYNG TOV PACIKOV aVOPOTOUETPIKOV YOPUKTNPICTIKOV OTMG
vyog, PBapog, VA0, Kol GTN GLVEYEW TO GVGTNHA LTOAOYILEL UOVO TOL TIC VITOAOUTES
Ol0OTAGELG.

H xivnon tov ymoeokov avBpomoelddv péco o £vo elkovikd mepiBailov, e oKomd TV
EKTEAEOT LIOG CLYKEKPIUEVNC EpYaciog, UTopel va yivet:
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® L€ TPOYPOUUATIGUO OO TO XPNOTY, divovtag evtoléc Omme move, walk, stoop, grasp
v kO Prpo g dradikaciag. Otav oAokANpwbel N elcaymyn OA®V T®V EVIOADYV, O
YEPLOTNG Umopet va, Ol OAN TN dadtKacio amd TNV apyn 6 Lop@eY| animation.

o ue «oypoiotiony g kiviniong (PA. Zymua 3.4) and évav mpaypatikd dvOpwmo, o
omoilog @opwvtag mepipepelakd Ewovung Ipaypoatikdomtog ektelel v ekovikn
dwdkacio Kot ol KIVioelg Tov avtiototyiloviotl o €va ymelokd ovOpwmoedéc. 'Eva
YOPAKTNPIOTIKO TOPAGELYLLOL OLYLOAMTIONG Kivnomng eivat pe v xpnon g CLGKELTG
Kinect, péow ¢ omoiag t0 omdpo TOL YPNOTH ovoyvopileTar Kot aKoAoLO®S ot
KWWNOEIS TV apbBpmdoedv Tov umopodv va kotaypoeovv omnd tov H/Y wor va
avamapactadovv og Eva mepiPdiiov EIL

Metd v ektéleon Hag SadKaciog amd Eva ynelokd avOpmmoeldéc, anoppeovy
ATOTEAEGLOTOL TTOV APOPOVV KLPIMG OTO EPYOVOULKE YOPAKTNPIGTIKA TOV TEPPAAAOVTOG OTIMG:
o dVVOTOTNTO EKTEAEONG TNG CLYKEKPLUEVNG EPYOGTOG 0d avOPOTOVG e dLOPOPETIK
avOPOTOUETPIKA XOPAKTNPIGTIKA
o £leyyo omTIKOV TESIOV OO SLPOPETIKES YWViES
®  KOUPUOTN KOl KATATOVNOT| TOV avOpOTIVOL GOUATOS KATH TNV EKTEAECT TNG
Swdkaciog
e HVVATOTNTO TPOCEYYIONG OAMV TOV OTOPUITTOV AVTIKELLEVOV Y10 TNV EKTEAECT] TNG
gpyaciog
e dVVATOTNTA EIGYDPNONG TOV AVOPAOTIVOL GMOUATOG GE GTEVA oTueia

Mepkd and to To gVPEMS YPNOYLOTOIOVUEVE AOYIGUIKE TAKETO YNOLOKOV avOpmTogddv
etvan (Zynpa 3.9):

V5 Human (Dassault Systemes)

Ramsis (Human Solutions)

Jack (UGS / Tecnomatix)

Process Simulate Human / eM-Human (UGS / Tecnomatix)
SafeWork (SafeWork Inc.)

AnyBody (AnyBody Technology)

SAMMIE (SAMMIE CAD Ltd.)

ManneQuinPRO (NexGen Ergonomics Inc.)

Boeing Human Modeling System (Boeing Co.)
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Yypa 3.9: Ramsis, Safework & V5 Human
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OAHTI'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY

Tperg (3) nuépes TPy TNV TPOYPUURATIGUEVT] NUEPOUNVIL EKTELEGNS TOV EPYOCTIPIOV
Ewoviknig Hpaypotikotnrog (EI), 0o mpémer vo mapadidoovror otov  vrevbuvo
gpyoocTnpiov To TPLoddoTUTE OPYEic TOV {NTOVNEVOV emPEPOvg e€apTNUATOV TOL
TNAEKOTELVOVVOPEVOL OYNNOTOG.

2YeTIKES 00nyies divovtal oto kepaiaio "Lyediaouog ue yprnon vwotoyiorn (CAD)".

Kotd v didpketa tov epyactnpiov mpaypatonoteitol omd tov vaehbvvo pia E160ymY | OTIG
teyvikéc EIl, xabod¢ kot po avolvtikny meptypagn tov eEomiiopot EIl, mov dwwbétel 1o
EPYOOTNPLO. TNV GUVEYELD YiveTal pia avagopd oto tpoypdupate EIT mov ypnoyoroovviot
070 £pyacTNPlO Kot aEloAoyeitol (GYESNOTIKA Kot AEITOVPYIKA) TO TEMKO GLVOPUOAOYNUEVO
EIKOVIKO TPOTOTLTO TNAEKOTEVOVVOUEVOD OYNLOTOG TNG OULAOOC.

To epyaotmpio g EIl extedeiton oto 3° e&aunvo goitnong.

69 TMHMA MHXANOAOI'QN MHXANIKQN KAI AEPONAYITHI'ON



Epyactipia Loetijuara Hopayowyns I & 11

EPTAXTHPIO : MH ZYMBATIKEE KATEPTAXIEX KOITHE ME
LASER, ENATIOOEZHE YAIKOY KAI HAEKTPOAIABPQXHE
(LASER — AM - EDM)

KATEPT'AXIA ME LASER

To laser givou pior Guokevn N oMol EKTEUTEL PMOC LECH LOG OUOTKAGIOG OTTIKNG EVioyvoNng
Bacwopévng oty  €£avayKaGUEV EKTTOUT MAEKTPOUOYVNTIKAG okTwvoPoAiag. O Opog
«LASER» mpoépyeton oG Eva apKTIKOAEED, KOl CNUAIVEL KEVIGYVON QOTOG LE EEOVOYKOGIEVT
ekmounn aktwvoPoiiag» (Light Amplification by Stimulated Emission of Radiation). Ot
oktivec laser Ppiokovv  epapuoyn oe  wANOdpa  Pounyovikdv  depyaciov,
coumepthapupfavopévov Kot Tov pnyoavovpyikev. Ot katepyoacieg pe laser amotehovv pio
EVOALOKTIKT AOGT GE 0YE0N LE TIG TOPAOOGLUKES UNYOVOLPYIKES KATEPYUGIES KOl LTOPOVV VOl
YPNOUOTOMOOVV Y10 TNV KATEPYOOIH LG TOWKIAMAG VMK®OV, OTWG UETOAA®V, KEPUUK®DYV,
YVOAL00, TAACTIKOV KOOMOG Kol cuvBETmV VAIK®OV. Etedn ot katepyacieg pe laser anotedovv
OVCLO0TIKE OepLUKEG OlEPYAOIES, 1) OMOTEAEGLATIKOTNTA TOLG Ogv TPOGdlopileTol amd TIg
UNYOVIKES WO1OTNTES TOL VIO KaTEPYATiat VAKOV, 0AAE amd Tig Oepikég TOL 1O10TNTEG KoL TIG
WOOTNTEG TOV OPOPOVY TNV GLUTEPLPOPE TOL VAIKOD amévavtl otnv €kbeon tov otnv
axtivofoAio. o tov Adyo avtd ov katepyaocieg pe laser moapovoidlovv pio  oepd
TAEOVEKTNUATOV GE GYECN UE TIG CLUPATIKES, OTMG:

e Amovocio @Bopdg komtikoD epyaleiov (tool wear),

e Amovocia actoyiog komtikoV (tool breakage),

e Amnovocia tolavtotikod BopOpov (chatter),

e Amnovocio Tapapdpewong tev epyaietopunyavav (machine deflection) ko

e Amovoio unyavik®g erayopévns eBopdg vitkov (mechanically induced material
damage).

Yyqpa 4.1: TInyn laser 1oyvog 6KW

H xotepyacia pe laser amotedet pia dkpwg tomikn| Oeppukn dwadwkacio. Kotd v dibpketa g
oAANAeTidpaong 0EGUNG — VAIKOD, UEPOC TNG TPOCTIMTOVCO, EVEPYELNG OTOPPOPATOL OO TO
VA (amoppdpnon ewtoviov). Kat’ avtdv tov tpdno avantdcoetal vynAn Beppokpacio
oTNV TEPLOYN TOL OTiypoatog ¢ O0éoung (beam spot) pe amotédecpo v eacBévnon
(softening), v tomwkn vrmoywpnon (local yielding), tnv xavon (burning) 1 v e&dton
(evaporation) Tov VAKOYV.
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O tomikég emdpdoelc tov laser pmopodv va tavounbohv wg mpog Ta PavOUEVa, TO. OTTolN
dnuovpyovv. Ot KOPLEC KaTnyopieg TEPAAUPEVOLV:

e Mnyovikéc Emdpdoeig (Mechanical Effects). Ztnv mepintwon petpiov peyéboug
woyvoc ¢ Oéoung laser kol oyeTkd LVYNANG TOYLTNTOS CAP®ONG, 1 Avodog NG
Oeppokpaciag oy empdvelo 10V KATEPYULOUEVOL KOUUOTION TTOV TPOSPAALETAL,
elvar younAotepn omd 1o onueio ™MENG TOV LAKOV. Q¢ amotéAecpa T0 KatepyolOUeEVO
Koupdtt Beppaivetor TomiKA, TO VAKO gEocbevel kot dmpovpyovvior  Pabuwmtd
petaforiopeveg Oepuikég tdoelg (thermal stress gradients). Katd cvvémeio tomiknm
vIoywpnon, anoisw otiapdtroc, Bepuikny Opavon (thermal cracking) v tomukn
kapym (local buckling) givat duvatdv va cupfovv.

o Emwdpdaceic AAloyng Koatdotaong tov YAwo® (Phase — Change Effects). H
Tpocddopevn 1oxOs Tov laser elvar duvatdév va avénoer v Beppokpacic  Tov
KatepYAlOUEVOL KOUUATION, DYNAITEPO atd TO oNueio TAENS TOL VAKOV TOV, MGTE VO
TPOKOAEGEL OALOYT KATAOTOONG LE amoTEAES O TV TEN (Mmelting) ko v e€dtpuon
(evaporation) Tov LALKOD.

o  Dvuowoynuikés AAMnAemdpdoelg (Physico — Chemical Interactions). E§ attiag Tov
BonOntucov VAo (1.y. aéplo, vYPO, YPUPITNG K.A.T.) TOV UTOPEL VO YpNGLULOTTOLEITOL
Katd TV depyocio Kot v ennpedlet (T.y. YoxeL, a@apel To THYHA, OVTIOPA K.A.T.),
elvat duvatdv va AdPovv YOPO TAVTOYPOVEG PLGIKOYNUIKES AVTIOPACELS LETAED TOV
BonOntikov VAIKOV kot Tov KatePyalOpEVODL KOUUOTION. TOVTO £Y€l GOV OMOTEAEGLLOL
v gvepyomoinon mowiiwv @owvopéveov Oonwg ovtd tg Kavong (burning), g
ouumuKVmoNG (sintering), ¢ €1epoyevolc cuyKOAANong (soldering), g ovvinéng
(alloying) x.A.m.

Q¢ TPOG TOV EUTAEKOUEVO UNYOVIGHO, SNAOOT TO GUVOAD TMV SNUIOVPYOVUEVOV POUIVOUEVOV,
KAt TV dtdpkela g aAAnAenidpaong g déoung laser HeTd Tov LAKOD TOL KatepyalOUEVOL
KOULLLATIOV, 01 dlepyacieg pe laser pmopovv yevikd va dtakpifodv oe:

e Aepyacieg apaipeong vAKov (material removal processes)

e Aepyacieg cuvévmong (joining processes) 1 olepyaciec evandeong vAkov (additive
processes), Kot G€

e Awepyacieg adrayng Tov 10T TV ToV VAKOV (modification processes)

Kotd 116 diepyaciec apaipeong vAkov dnpovpyeitot £vo LETOTO KOTNG, EVIOS TOL OTOIOL 1)
oAAnAemtidpaon ¢ 0éoung laser pe 10 KatepyalOUEVO KOUUATL £XEl GOV OMOTEAEGUO TNV
agaipeon vAwkov. Katd v didpkela omolacdnmote Tpochetikig depyaciag 1 depyasiog
ovvévoong Le laser, 1 aAAnAeniopaon g 0éoung laser e To kotepyalOUEVO KOUUATL EXEL GOV
amotélespo TV ™EN Tov VAIKOV. Katd tic depyacieg aAlayng Twv O10TTOV TOV DAIKOV, 1|
TPOG KATEPYOAGIO TEPLOYT TOV KOUUATION TPOGPAAAETOL PLE GYETIKA LUKPO TOGOH EVEPYELNG OE
oxéon pe 115 dvo mpoavapepbeioeg katnyopies, pe amotéAespo va Aopupdvooy aAlayés oty
E0MTEPIKT] OOUT TOL VAIKOV.

H xomn eivon n mAéov ypnopomoroduevn katepyosio pe laser. Katd v komn, n 6éoun tov
laser dwamepvd to mMPOg KoTEPYOSio KOUUATL K0B' OAO TOL TO TAYOG Kol mpoympel oF
KateLBVVOTN TAPAAANAN TPOG TNV EMLPAVELD TOV KOUUATIOV. Q¢ TPOG TNV PLGIKY KOTAGTOON
TOV 0QOPOVUEVOL VAIKOV, 1) Komtn [e laser dtakpiveTar og d00 TOTOVG: TNV KOTN £EUYVAOONG
(sublimation cutting) kou v womn ™éng (fusion cutting). Ztnv mepintwon g KOMNG
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e&ayvmong, o VAo e€atpiletar. EEdyvaon Aapupdvel, cuvnBwg, xdpa yio VAKE pe  yopnAo

onpeto Kot yapnAn ek Beppotnta eEdtiong 6Tmg Ta TAACTIKE, OTov eQappoletarl 6 avtd
VYNAN 10x0¢ dnuovpyovuevn amd moAukd laser 6tepedc KATAGTAGNC. XTNV TEPIMTMOOT NG

KOTNG TENS, TO VAKO ThKeTon Ko amofdrAetar omd tnv eykonn (kerf) pe v forfela kdmolov
aepiov. XNV mEPIMTOON OV TO AP0 OEV MPOKOAAEL TNV EVEPYOTMOINGN KATOLOG YMNLUKNG

avtidpaong (inert gas jet), T0 T0GO TG BEPUOTNTAG TOV TPOGHIOETOL GTO VAIKO TPOEPYETOL

amoKAEoTIKA amd v déoun laser. Me v ypnomn evepyob aepiov (active gas jet), OTmwG to
o&uyo6vo, N eEDBepuUN YMUKT AvTIOPACT] TOL TPOPOSOTOVUEVOL EVEPYOD OLEPTOV LLE TO DAIKO TOV

KatepyalOUEVOL  KOUUATIOD, YPNOUWELEL G £&vag EmMTAEOV  UNYOVIOUOS  TOPOy®mYNG

Oepprorag, Yo v apoipesn LAIKoL (
Zymuo 4.2).

Laser Beam
Cutting Speed
Reactive Erosion Front
Gas Malten Layer
Flow fﬂu]id Mazerial

Evaporated i
Material ¢

Cross-Section
of the
Workpiece

Reactive Gas Flow

.- Ejection of Liquid Material

Yympa 4.2: Mnyaviopdg komng laser pe v fonfeia evepyo agpiov

Mo v Kotackev] KOUUATIOV TOL ThAEKATELOLVOLEVOL OYfLaTog Ba ypnooromBel o
CNC (Computer Numerical Control) tpia&ovikn unyov komng eAacudtov pe laser.

Yypa 4.3: Mnyavr komng ehacpdtov pe laser

Mepikd amd To TAEOVEKTILOTO XPTOTG TETOLMV EPYOAEIOUNYOVOV GE GYECT e AAAEG HEBOOOVG

KOTNG €E0PTNUATOV 0O HETAAMKA QOALQ glval T akOAOoLO:

e Yynin moldtnta Komng
o Yynin toydtnro Kommg
e  MeydAn sveléia

e Avvatotnta Komig eEPETIKA TEPITAOKNG YEOUETPIOG
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Ta Baocikd pépn ka1 apyn AETovpyiog oG TETOWG UNYOVIG QOiVOVTOL GTO TOPUKATE GYT|LLOL.

—————————————
f [ il 1
i o r—
!'H_ l Beam Delivery
| | |-/ y
, = " | Auxiliary
21 _/ | Dheviees
! :
Beam O=neration o o i "':'rlllln:':l'.':.'L‘:.'
. ' ] | Pogitoning
Wiorkpiecs
! e o
s i N kG
= |
T — — — _—— E— E— — —— — .

Xympa 4.4: Baowd pépn kot apyn Aettovpylag unyavig komng eracpdtov pe laser

H 6éoun laser Byaivovtog and v mnyn (beam generation), odnyeitot e xpNon KATOTTP®V Kot
QoKOV 1 déoung ontikdv wov (beam delivery) oto onueio mov Pyaivel amd 10 axkpovolo M
Kamola GAAN Owdtoln (auxiliary devices) kot €pyetol o€ €magn He TO TPOG emeEepyacio
koppdtt. To xoppdtt torobeteiton otnv KOTAAANAN Ttpog enelepyacio BEon pe v Pondela
KatdAAnAov unyovicpmv (workpiece positioning).

"Eva mopddstypo eEaptipotog mov pmopel va Komel e pia Tétoto epyaletopnyavr divetan 6to
TOPOKATO Gy LA

i.

Yympa 4.5: EEGpTNUH0 KOTOGKEVOGUEVO OO LETOAMKO QUAAO L yp1on laser

Onwc og kB cvyypovn epyaretopnyovi CNC, ot KIVAGELS TNG KEPAANS TTOL PEPEL TNV OEGUN
laser eEAéyyovTon TANP®G 0O VTOAOYIGTH TOV GLVOJEVEL TV UnyavY|. To emBvunto Tpog Komn
Koppdrtt oyxedtdleton an’ vbeiog otov vToAoYloTn, pe v PonBeia evog CAD/CAM (Computer
Aided Design/Computer Aided Manufacturing) mpoypdppotog. Metd omd KOTOAANAN
eneEepyacia Tov oyediov kat TNV optoBETGT| Tov TAVE 6TO PETOAAKO PVALO TTOVL O1aBETOV IE,
0 k®dwog NC mapdyetol amd ToV VTOAOYIOTN Kol ATOCTEAAETOL GTO SLAPOPO VITOGVGTILLOTO
™mg unyovng (éeyyog a&ovov, éieyyog laser, €Aeyyoc amdGTOGNG TOL OKPOPLGIOV OO TO
KOUUATL K.A.T.), OTOTE Kot EEKIVAEL 1 Stodikaciol TG KOG,

Mepikd TOTTIKE TEYVIKA YOPAKTNPIGTIKA OGS BLOUNYOVIKAG UNYOVAG KOTNG EAacdTv e laser
elvau:

e Joyvg laser: 1800 W
e  Méyiom taydtnta komng: 85 m/sec
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o Axpifewa: 0.Ilmm
o  Méyiot0 YOG KOTNG:

= Moiakdg xahvPag, pe yprion Oz 12mm
= Avoé&eidmtoc yaivPag, pe xpnon N2 4mm
= Alovpuivio, pe ypion N2 3mm

AIEPT'AXIEY ENAITIOOEXHY YAIKOY/TPIXAIAXTATH EKTYIIQXH

O diepyoaoieg evamdBeong vAkod (Additive Manufacturing processes/AM) givat €vo. 6OVOAO
OYETIKA VEWV O1epyact®dV, ot omtoieg facilovtor oty evamdbeon vVAkoD o€ oTpMOELS e Paon
éva tpiodidortaro oxédlo oe H/'Y (Computer-Aided Design/CAD). Ot diepyacieg avtég eivar
evpOTEPA YVOOTEG e TOV OpO «Tplodidotatn ektvmmon (3D Printing)», mapd to yeyovog mog
0 0po¢ dev elval TEYVIKA GMOOTOG KON OVOPEPETAL GE EUTOPIKE KATOYVPOUEVO OVOLOL TNG
teyvoroylag FDM. Ot teyvicég evandBeong vikobd otnpilovton otov "tepayiopnd” (slicing) g
tprodtdotatng CAD avoamapdotaons evOg avTikeéVoL, g Aentd otpopata (layers) kot oty
om0 KAT® TPOS TOL TAVE® OOUNGT TOL AVTIKEWEVOL aLTOV LE evomdBeon Tov KABe GTPAONATOS
oT0 mponyovuevd tov. Ot diepyacieg owTEG £pYovial Ge avtiBeon HE TIG UNYOVOLPYIKES
KOTEPYAOIEG TOV EYOVILE CLVOAVINGEL MG TMPO, Ol OToieg Kata kupto Adyo Pacilovtal og
aQoipecT 1 LOPPOTOINGT LAIKOVD.

By

‘r“""_- Sy, 4 L8
l (il } S
L | = ”“l\
o W W
. «TeEPAYLOPEVOR A
Tpwodidaotato A \ N A
Movtého (CAD) apxr;m OE ; Mnxavr AM Metenefepyacia 2
OTPWOELG

TeALKO TtpoLOV

Yympoa 4.6: Bijpoto katackevng pe dlepyaciec evamdfeong vAko

H wwutepéomta avt) tov diepyacidv  evamdBeong VAKOV Tovg Ofvel  onuovTIKA
TAEOVEKTNUOTO GE OYEOT LE TIG VTOAOUTEG UNYOVOLPYIKES KATEPYUGIES, OTMG:

¢ Eloyiotomoinomn anwieudv vAKoD

e Evel&io mapaywyng

e Mn-yp1ion KOAOLTOV Kot EEEWOIKEVUEV®V EPYOLEL®V
¢  OWKOVOMIKN TAPAYMYT KPOV TOPTIOWOV

e Avvatdtra ehevbepiog oyediocion
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e Avvatdtnra Xpnong TAUCTIKAOV, KEPOUKADV, LETOAMK®OV Kot GUVOETOV VAIKOV

AOY® TOV TOAMOATADV TAEOVEKTNUAT®V, Ol dlepyacieg evamdbeong vAkoy eEeMocovtot pe
TovTOTo PLOUS, KoTaAUPBAVOVTOC CNUOVTIKO HePidlo NG ayopdg kol Ppiokovtag oloéva
oLEAVOLEVES EQUPUOYEG OE OOPOPETIKA TTedia. Mepikd mopadelypato epopuoydV TETOLMV
JlEPYOCIDV TAPOLGIALOVTOL GTO TOPAKAT® GYNLOL.

) . .
EAguBepia oxedlacuou
OLKLOKEG npom?“ov"
& = E¢atopikeuon
EQAPHOYES Mapaywyn xapnAou
OyKou
SR
AnpLoupyLkoTnTa
Kahitepn
Exknaidsuon KaTavénon
Antr pabnon
~—
BlooupPatéc Sopég
. E€atouikeuon
etk Muwkpomoinon
AlcOntikn
\_/

Mn-& £¢ AeLTo| £
" ) l Npwrotunonoinon I l 4 a’:_m: o’ .uﬂm i I

BLOUNXOVIKEG
edoppoyEg
- |
v , : v EAeuBepia oxelagpol
v Taxeio mapaywyn v :AEUBEPLQ cxiﬁlaoucu' ¥" Tomoloyikr] Bektictonoinon
. VOWUATWON AELTOUPYLWY . .
v ¥ Melwon pala
v ALO.QEC'ILP.O‘U]TO. \ v ATAOTIOLNPEVH KATAOKELT v 0 " I»ll( o . Aow
Evehiéia oxeblaopov v Meiwon palac ; LKOVOLULKN Ttapaywyn xapnAou
\ J AGykou

Yypa 4.7: E@oapproyéc Kot TAEOVEKTNHOTO TEYVOALOYLOV EVOTOOEGNC LALKOD

"Ewg onuepa £xovv avortuybel mévo and 20 diepyacieg evamdBeong LVAIKOD pe O10pOPETIKA
YOPOKTNPIOTIKG KO EUTOPIKA OVOHOTO, Ol Omoieg OPMC pmopovv va Katotoybodv ce 7
OWKOYEVELEG e Bdon ToV QLUGIKO UNYavicud otov omoio otnpilovral. Ot owoyéveleg oTéG

&yovv og e&ne:
e LPBF — Laser powder bed fusion, omov pia 6éoun laser kel emiektikd vAKd Tov
Bpioketar 610 TpamElL TG UNYOVIG VIO LOPPT] OKOVNG.

e EBM - Electron Beam Melting, omov pio 066N NAEKTPOVI®V VIO KEVO THKEL
EMAEKTIKA DAMKO oV Ppioketor 610 Tpoméll TNG UNYAVIG VIO LOPPT] OGKOVIC.
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e DED — Directed energy deposition, orov pio déoun laser tiKel VAKO OV TopEYETOL
LEC® OKPOPLGIOL

e VP - Vat photopolymerization, orov vypn pntivn mtolvpepiletor Adym ExbBeong oe mnyn
PmOTOG

e SL — Sheet lamination, omov @¥OAAL LAKOD KOBOVTOL GTO KATAAANAO GYNUO KOl GTNV
oLVEYELD GLYKOAAOVVTOL HETAED TOVG

e ME — Material Extrusion, omov vAko (cuvn0mg pe younid onuéto TéENG) THKETOL Kot
evamotifeTon ot KatdAAnio onpeio

e BJ- Binder Jetting, omov ocuvOeTIKO VAIKO (KOAAQ) wekdletolr o€ KOTAAANAO
VTOGTPOUO GKOVIG TPOKELEVOD VO TNV GTEPEOTOLNCEL

Additive Manufacturing (AM) Processe:

Laser Based AM Processes

Material Material Sheet Electron
Extrusion Jetting Lamination Beam

Process

Laser Laser (Vat)

Melting Polymerization

Laser source - i i 3
Lasersource; Lasersourcei Material gy Material Electron beam
Powder melt in ' jetting w LamCumpactor '
Powder supply Liquid ‘ nozzle cutting ] | Powder .
bed resin bed

SLS DMD SLA FOM 3DP LOM EBM -
SLM DMLS SGC Robocasting P SFP

Process Sch

E g LENS DMLM LTP MIM
=
= LPD BIS BPM
SLC HIS Thermojet

Bulk Material Type ‘ Powder - Liquid - Solid -

Yympa 4.8: Owoyéveleg depyaciav evandfeong LAIKOV

To Epyooctipo Avvouikng kot Osopiog Mnyoavov / Zvompdtov IHopayoyng ot
Avtopatiopot dabétel mévte unyoaveg evandBeons vAkov, ot omoieg ePapuOlovV TPEIS amd
TIG TTO ONUOVTIKESG TEYVIKEG TTOL £xovv avortuyBel. Avtég etvat:

1. H teyvikn xatackevng pe evamobeon muippevotov vAkov (Fused Deposition
Modeling — FDM), n omoia cvpuneptlapPdvetor otny olKOYEVELD TOV OlEPYACIOV
Material Extrusion

2. H 1gyvikn g XZtepeobBoypaeiog (Stereolithography — SLA), n omoio
ocvumepAapPaveTon 6TV oKoyéveln TV depyact®v Vat Photopolymerization

3. H tgyvikn xatookeung pe eOAAa Aemtov yaptiov (Laminated Object Manufacturing —
LOM), n omoioa ovumeprhapfPdverar omnv oikoyéveld Tov olepyacidv Sheet
Lamination.

Kotaokev pe evanéBeon nuippevstov vikov (Fused Deposition Modelling — FDM)

H teyvicn FDM etvan 1 o dradedopévn depyacio evamdheong vAKov, Ady® Tov youniol
KOGTOVG TOGO TV UNYOVAOV OGO KOl TMV TEPICCOTEPMV KOWVAOV VAIKMOV. Me TNV TEXVIKN 0T
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TO KOUUATL KaTooKevdleTol pe evamdBeon NUippevoTov TAAGTIKOD VAIKOV, KaTd enineda. To
VAKO oL ypnoponoteitol eivar BepUOTAACTIKO SPOP®V TUT®V, LE T MO GLVNRON va givol
PLA, ABS, PETG, Nylon kat PC. To vAK6 Topéyetor oTny Unyovn vaod Ty Hopen GUPLOTOS
(filament), dwopétpov 1.75mm 1 3mm (avaroya pe tov TOmo Kot to peyedog e pnyavig).
Emumhéov vmapyovv unyavég mov kivouy ypnor TAacTikoy o€ popen ceaptdiov (pellets). To
VMKO Tpowbeitan 6TV KEPOAN LEC® VO unyovicpov pe Ekvotpa (extruder). H kepain (hot
end) Beppaivel To VAKO og Beppokpacio kovtd 6to onpeio TENG TOV, KOl GTNV GLUVEYELD TO
e€wbel péow evog otopiov (nozzle) dwopérpov pkpdtepng tov cvpuatog (tvmikd 0.4-0.8mm).
To nuippevoto vVAKS evomotifetal 6TO AUESMG TPOTNYOVUEVO EMIMEDO PECH TNG KEPOUANG, M
omoia daypAaQEL TNV TOUT TOV TPMTOTVTOL GTO GLYKEKPLUEVO VYOC. To VA apéowg petd
NV EVOmO0EST] TOV, 0TEPEOTOIEITOL AOY® TNG YOUNAdTEPTG BEpLoKpaciag Tov TePBAAALOVTOG,
KaBdg kot g e€avaykacuévng yHéng mov mopeyetor péocw evog avepnotnpa (part cooling
fan). Mg tov 1pémo avtd K4Be eMinedo TOL TPOTOTVLTOV TPOGKOAANTOL GTO TPONYOVUEVO TOL.
Me v ohokAnpwon evamodbeong pog otpaong (layer) n kepodn evandBeong Kiveitoar mpog
1o TAVO KOTA AmOoTacT {61 He TO ThX0g TOV GTPOMATOS (1] TO TPATESL TNG UNYoVIS KiveiTon
PO o KAT) Kot 1 dwdwacio cuveyiletar péxpic 6tov oAokAnpmOel To koppdtt. Kdmoteg
UNYOVEG £XOVV TNV dVVATOTNTO ¥PNONS SEVTEPEVOVTOG LAIKOD TAPOUOLOG YNUIKNG GVOTOOTG,
vy v dnuovpyie dopdv mov vrootnpilovy TV YEOUETPiO TOV TPWTHTLTTOV, TO ONOI0
evamotifeton amd o devtepn ke@oAn. To TpmTOTLTO, PETA TNV dNUIOVPYIN TOV, APALpEiTOL
amo ) Pacn Tov Kot kabapiletar amd TG VITOCTNPIKTIKEG OOUEG.

Filament
supply

Filament
extrusion 1 supply

Extrusion
zone

Solidifying material
Solidified material

B o

Yypa 4.9: Kotaokevn pe evamdbeon nuippevcton vAtkon
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Xyqpna 4.10: H pnyavn FDM 3D Systems CubePro

H teyviky FDM ypnowomnoteitor kupimg yo KOTAGKELT, TPOTOTOTOV TPV TNV TEMKN
TAPOyWYn, KAOMOG Kot yior p) SOUKA AEITOVPYIKE 1) OLOKOCUNTIKG aVTIKEILEVE KOt oy vidta.
[Tap’ 6Aha avtd, o1 eEeMiEelc TV TEAELTAI®VY XPOVOV TOGO GTNV TEXVOAOYIO TV UNYOVAOV OGO
KOl GTOL TOAVUEPT] DAKE, £XEL 0ONYNOEL GE Ypnom S texvoroyiog FDM kat oe Agttovpyikd
TEMKA TPOIOVTA, OVTIKOOIGTOVTAG eV UEPEL TEXVIKEG YVTEVOTG IE TAACTIKO, E01KA GE UIKPOVG

OYKOLG TOPAYYNG.

YrepeoiBoypagia (Stereolithography — SLA)

Xy teYVIKT TG XtepeoMbBoypapiag, To TPMTOTLTO KOTACKEVALETO TAV® GE o op1lovTio
TAOTOOPLO, EUPATTIGUEVT GE VA LYPNG LOPONGS, HovouepES TAaoTkd. To povopepéc avtod
napovctdlel ewtogvaicOntn cvumepleopd, pe amotéhecpo Otav mpooPAndel amd o
OpIoUEVT] GVYVOTNTO OMTOG Vo otepeomoteital (moAvpepiletar). Qg eoTewvy Ty ywo TV
dwdwacio TG otepeomoinong umopel va ypnoyoromBet o mnyn laser younAng woyvog, 1o
Oomol0 TMPOOTINTEL OTNV EMPAVEID. TOV HOVOUEPOVS LYPOV HECH KATOAANAOL OMTIKOV
ocvotnuatog. Kabopilovtag 10 mocd tng evépyelog mov mpoépyetor amd v déoun laser péow
1660 NG 16Y00G 650 Kol TOV XPOVOL £KBEGNG, TO TAYOG TOL VAIKOV OV GTEPEOTOLEITAL HITopel
Kol TepropileTon o Aya dEKOTA TOV YIMOGTOV KATM 0rd TNV EMPAEVELR TOL VYPOV. O POTIGUOS
™G EMPAVELNS TOL VYPOV, TEPLOPILETAL GTO GYNLUO TOV AVTIGTOLKEL OTNV SlOTOUN TOL VIO
KOTOOKELT] TPOTOTVTOV GTO GLYKEKPEVO Vyos. Otav éva otpopa otepeomombei, to
TPp®TOTLTO PLOileTan, LéYPg OTOL £va vED AemTO GTP®UO VYPOD GyNHaTIcOel Thve Tov. Me
véa 6apwon TG 0éoung laser, pia véa dlotopn ToV TP®TOTVTTOV atepeonoteitar. H dadikacio
avt cvveyiletal, péypig 6tov oynuaticel To TPMOTOTLITO TANPOG.
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Steering mirror —»

Coating blade

v

<— Laser beam

$

Yympae 4.11: Apyn Aertovpyiog g unyoving Xtepeoiboypapiog

Otav 1o TpwtdéTLTO CoYNUOTIGOE], agalpeitar and TV TAATEOPHO SOUNONG KOl OQNVETOL VO,
OTPAYYIGEL. 2T CLUVEXELN APALPOVVTOL OL VTOGTNPIKTIKES dOWES Kot TO Tp@TdTLTTO KabapileTan
pe dwAvtikd (6mwg oompomavorn, oketdévny, TPM «Ax.), yio va apopebodv Oia ta
vroAeippata, Tov pn otepeonmompuévon vAkov. Katdmv 1o mpwtdtuno tonobeteiton oe pio
ewikn ovokevn (PCA — Post Curing Apparatus) mov @Epel AQUTTNPES  VIEPLDOOVG
axtivoPoiiag, yio v enitevén otepeomoinong tov mpwtotimov, Kotd 100%. o to grvipiopa
TOV EMPAVEI®V TOL Katd TNV dounorn otmpiloviav omd VIOGTNPIKTIKEG OOUES,
YPNOLOTOLOVVTOL TPOYLOTIKA Epyaieio Kot UNyYovES OLLLOBOANG.

Xyqpa 4.12: H pnyavny SLA FormLabs Form2

Ta vAkd mov ypnotpomolovvtal oty otepeoitfoypapio etvar KupIwg aKPLAIKES 1 EMOEIKES
pnrivec. Xmv ayopd dwotiBevion pntiveg yio otepeoiBoypapion 6€ TOAAODS TUTOVG KOt UE
SLPOPETIKA YOPOKTNPLOTIKA (OTTwG avtoyn, onueio ThENG, dPAvELD KAT.), 1| 0€ ETIAOYY| TOVG
emmpedleton amd TV BT XPNON TOV TPOTOTVTMV.
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Ta mpwtdTLTO TNG GTEPEOAIDOYPAPIOG XPNOLOTOIOVVTOL EITE MG EMOTTIKA E1TE G AEITOVPYIKL
povtéla (my. ywo. éleyyo ocvvappordynong), kobmc kot am’ gvbelag otnv  TOpAy®YIKN
dwdwacio. Ocov agopd v TeAevtaio epoppoyn, m otepeolboypoaeio umopel va
ypnoorombel oty an’ gubelog KATOOKELY] KOAOVTLOV 1} GTNV KOTAGKELT] TPOTOTOHTOV TO
071010l YPNGILOTOI0VVTOL MG TPATLTO, Y10 TNV KOTUCKELT KAAOLTUDV.

Kotaokev) pe @OAra Aewtov yoptiov (Laminated Object Manufacturing - LOM)

Me Vv te)VIKN 0LTH TO TPOTOTLTTO, KOTACKEVALOVTOL LE TNV J100YIKT) CUYKOAANGCT AENTMV
QOAM®V, eVOg €101Kd eme&epyacévon xaptiov. To yapti avtd meptéyel omd TV pio emedaveld
TOV OTEPEOTMOMUEVN KOAAG, M omoio Otav Oeppoviel emtpéner v cvykdAinon dSvo
SadoYIKAOV POAL®VY yopTiov petald tovg. H B€puavon g KOALOG Tpaylatomotleitol pe v
KOALo™ €vOG Bepol KLAIVOpOL emdve amd To yopTi, 0 0moiog TavTdypova mECEL TO VEO POALO
XOPTIOV ETEVED GTO TPOTYOLUEVO TOV. Me avtdv Tov TpoOmo T0 KéOe YGpTIVO PUALO KOAAGEL
EMOV® O©TO GALO, v otnVv ovvéyeln KoOPetar oto embountd oynuo. H xomq tov
TEPLYPAULOTOS TOV TPOTOTHTTOV, YIVETOL [LE TNV €0TIAOT TNG déoung vOg laser younAng 1oyvog
(g taéemg TV 25W) oy emeavela tov OALov. H taydta Ko 1 eotiosn g 0EGUNS Tov
laser pvOpuifovton katdAAnia, dote 10 BAB0C Komng va etvat To B0 pe To Thyog Tov EVAAOL,
TPOG OTOPLYNV KOTAGTPOPNG TOV AUECMG TO KATW EMUTEIWV.

-~

Laser

, Ad
Steering mirror —p

<4— Laser beam
Film supply

Heated
‘_
roller

Yyqpa 4.13: Katookeon pe goAda Aentod yaptiov — LOM

To vAKo6 Tov ypnoiponoteital Yo TNV OOUNCN TOV TPOTOTLI®V £Vl YOPTL EMKAAVUUEVO LE
Bepukd evepyomomoyun k6ALa. EEattiag tng c0GTAOTG TOL LAKOD TOL YpnoLomoteital, To
TPOIOVTO TOV TPOKVLITOVV LE TNV TEXVIKN avTn Ttpocopotdlovv pe Eviwva. [Mopailoyég g
TEYVIKNG OVTNG KAVOLV YPNOT PUAA®V GUVOET®OV VMK®V, TPOKEUEVOD VO KATOCKELAGOLY
e€opTNHOTO VYNANG OVTOYXNG Y®PIG TNV YPNON KOAOLTUDV.
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Xynpoe 4.14: H pnyovn LOM 1015

HAEKTPOAIABPQXH (EDM)

M onuovtikn un svpPatikn pébodog apaipeons vAKoL givor n niektpodiafpwon. Me avtr|
™ HEB0SO UToPOoHV VO KATAGKEVOGTOVY LOPPES YEMUETPLKA TOADTAOKEG TTOV OEV UITOPOVV VL
KOTOOKELOOTOOV [E KOTTikd epyoreia. To onuovtikdtepo givar OTL Y100 VO KATOGKELOGTOVV
OVTEG Ol HOPPEG UTOPOLV Vo, ypnotpomombovy oxAnpoi ydAvPec N yaivPeg epyareimv. H
duvaTOTNTO QLT TOPEYETOL, EXELON M OlEpYasia TG NAekTpodaPpwong oev ennpedletal amd
TIG UINYOVIKEG OAAG oo TIG OepKéc 1010TNTEG TOV VAKOD TOL KOoppoTiov. Emeldn 10 mocd
OepUOTNTOG TOL ATOLTEITOL Y100 TV OPOIPEST LIOG UIKPTG TOGOTNTOS VAIKOV EIval OMOTEAEG LA
™G €POPUOYNG MAEKTPIKOL  QOPTiov, ONUAvTIKOG mapdyoviag mov  kobopiler v
OTOTEAEGLOTIKOTNTO. TNG Olepyaciag elvarl 1 NAEKTPIKY] ay®YLOTNTO TOV LIO KATEPYAGIN
vAKoL. T To AdYo avtd N nhektpodidfpwon eival pa depyasio Tov UTOpEl Vo EQAPUOGTEL
LoVo oTa LETOAAKA VAKEL, To omoia efvar Kot avTd ToL TOPOLGLALOVY NAEKTPIKN Oy @YHOTNTA.
Amo Qmoym ToyLTNTOG TOPAYWYNS, N NAEKTPOOGPpmon ivor por apyn Kotepyasio Kot
EMOUEVMG OEV TPOGPEPETAL Y10l LACIKT) TOPUYMYT KOLUOTIDV.

Me 10 TOpAmAvVED YOPAKTNPIOTIKA, N NAEKTPOOEPpmon &ival WAVIKY KOTEPYASIQ Yoo TNV
KOTOOKELT YEOUETPIKA TOAVTAOK®V epyareiwv mapaywyns (kahovmia, EuPoia, Uitpeg, KTA),
T omoia koTaokevdloviol and okANPA yolvPokpdpato Tov SVGKOAN KOBOVTOL LE KOTTIKA
epyaireia.

2V nAektpodidfpmon, N agaipeon LVAIKOD yivetor pe NAEKTPIKEG ekkeVDGES. HAEKTPIKY
EKKEVMOT] Elval TO QOVOLEVO KATA TO 0TT0{0 OTOV dVO NAEKTPOdIO fpicKkovTal VIO TAGT Kol GE
HIKPN omdoTaon HETOED TOVG, TOTE KAT® 00 OPIGUEVES GUVONKES, GTO GTEVOTEPO GNUEID TOV
OliKeVOL, TO OMAEKTPIKO Tov TePPAALEl Ta MAEKTPOdIOL (T.Y. O 0AEPOG) OOTATAL, LE
OTOTEAECUO. VO TTEPVAEL MAEKTPIKO pevpa amd To €va MAEKTPOOI0 GTO GAAO, TO OToio
ouvodeveTal Kot amd MAEKTPIKO omwvOnpa (mAektpikny exkévoon). To eawvdpevo avtd
TOPOVCIALETAL TT.Y. OTOVG KEPOVOVGS, KATA TO AVOTYUO NAEKTPIKAOV SLOKOTTMV 16Y00G,  Om®G
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eniong kot 6ta UTovii TOV LTOKIVITMV, OOV 0 GTTIVONPOG YPNOLLOTOLEITOL Y1 TV avApAeEn
ToV Kowoipov (piypa aépa — Beviivinc) 6toug KLUAIVOPOLG UNYAVOV EGMTEPIKNG KODGNC.

ATO o OVOLEVO OWTA £Vl YVOGTO OTL 1) EKKEVMOT AMEAELOEPDOVEL NAEKTPIKN EVEPYELX, M
omoio peTaTpenOpevn o€ Oeppotnto umopet vo Kayel dévipa (mepintwon Kepavvov) 1 vo
@Oelpel petaAMKa mAektpodin (mepimtwon OokonT®V 1oyvog Kot pmovli). ‘Eyxel, emiong,
napoTnpNOel 6TL 6NV TEPIMTOOT TOV LETOAAK®V NAEKTPOSI®V, peyodlvtepn @Bopd (apaipeon
VMKOV) TPOKAAEITAL GTO OPVNTIKO NAEKTPOO10.

o Hiektpodiafpwaon fobiong

To 1943, ot aderpoi Aalapévko otn Pooia, epguvdvtag ™ Bopd TV akpodeKTOV SIOKOTTOV
1GYVOC, CKEPTNKOV OTL OV TO QOVOUEVO auTd Eumatve vd and €Aeyyo, Bo pmopovoe va
xpNopoTomOel yio TV Katepyacsio LETAAA®Y TV omoimv 1 Katepyacia pe Ao péca ivon
dvokoln. H Baoikn 0éa Nrav va ypnowyomrombel cav epyoleio éva Oetikd niektpddio, 1o
omoio Ba elye TPONYOLUEVMG KATEPYAGTEL GE LOPPT) GUUTANPOUATIKTY EKEIVIG TOV KOUUATION,
EVD TO 1010 TO KOppATL Bo NTaV TO APVNTIKO NAEKTPOdI0. [l va B€covv TV Katepyacio Tov
apVNTIKOD NAEKTPOSIOV VIO EAEYYO, EICTYAYOV OVO CTLLOVTIKES KOVOTOWIES:

1. Eppdnticav ta 600 nhektpdotla (epyadreio — koppdtl) oe éva SAEKTPIKO vYPO
(Tapapivn) kot

2. oyedlacav pe amAn YEVWNTPLO TAALDV 16006 (KOKA®pa avtictaong — tukvot 1 RC).

H yevvitpla doviedet og €1g: 0 mukvm g eoptiletot amd v Tnyr cuveyohs peOLATOG LEGM
g avtiotaons. Katd ™ ddpkelo g @optione, n tdon oto dKpo Tov TLKVOTH avEdvel
ekBetcd teivovtog oe (o oplokt| Tn, n onoia gival n tdon g Tyns V. Av 1o d1dkevo
HETOED TV OVO NAEKTPOSI®V Elval ApKETA PIKPO, TOTE TPV 1) TAGT] TOV TUKVOTY PTACEL GTNV
OpOKN TN, TO SMAEKTPIKO GTO GTEVOTEPO GNUEID TOV SLUKEVOL SLOCTATOL KOl O TUKVOTNG
aropoptiletar amdtopa. To poptio TOV GLCCEPELTNKE KATA TN POPTION TOV TLKVMOTN TEPVAEL
pésa amd To SIUKEVO GOV PELL EKKEVMOONG Kol TPOoKaAel Tomikn avénon g Beppokpaciog
070 onpeio mov cvuvavtd to koppdti. H Begppoxpacio avt) pmopet va Eemepdoet Toug 10.000
°C, 1e amOTEAEGHO VO AUMGEL P10 LIKPT TOGOTNTO LETAAAOL GTO CMUEID OWTO TOL KOUUATION
KOl VoL GYNUOTIOTEL £vog HKpOg Kpathpos. Me tov TpOmo avtd 10 d10KEVO GTO oNUEio avtd
LLEYOADVEL KO ETOUEVMG TO GTEVOTEPO oMLEi0 TOL dtdKevoL petatomiletal kdmov aArov. Etot,
Ol MAEKTPIKEG EKKEVAGELS TOV TPOKAAOVV OlOOOYIKEG (POPTICELS KOl OTOPOPTICELS TOL
TUKVOTY] Kol OlIGTEIPOVTAL OUOWOHOPPO GE OAN TNV €KTOcT TOL dtdKkevov, PubBilovv 10
EPYOAELD GG — GLYA HEGO OTO VAIKO TOV KOUHOTION, avaTapdyovTos 6° ovTo TO apvnTikd g
yvewpeTpiag Tov (Zynpa 4.5).

TMHMA MHXANOAOI'QN KAI AEPONAYITHI'QN MHXANIKQN 82



Epyactijpra Zvotijuata Hopaywyis I & 11

Current
Rectifier control Servo control

|

o 2 o

Power supply

tM{wable electrode

—-  Workpiece [ Tank

Yypa 4.15: Awdwkacio niektpodidppwong fudiong

Ta niektpddia kotackevalovior cuvnbmg amd yorkd 1 dvBpaxa. Kot to 600 avtd vAikd
nmapovoldlovv pkpod deiktn @Bopdg (mepimov 0,5 % g @Bopdg TOL KOPpOTION) KO
SOLOPOAOVOVTAL EDKOAN LLE GUUPOTIKEG UNYOVOLPYIKES KOTEPYOGIES.

Qg OmAekTpIKA YpNoyomoovvTol daeopa eAdPpd peToAAkd Addwa (knpolivn, Addw
Mmovong) M Kot amecToyUévo Kot antoviopévo vepd. To dmAektpikd vypd cuvvtedel otV
gmTLYlA TNG KATEPYAGLOG LLE TPELS TPOTOVG:

1. ZuYKEVIPAOVEL TNV EVEPYELL TNG EKKEVMOTC GE £VaL GTEVO KAVAA KPS OLOTOUNG Ko
TNV KAVEL £T61 TEPICCOTEPO OMOTELECUATIKY,

2. PonBdet oty anaymyn g BepUOTNTOG TOL TAPAYETAL KATA TNV EKKEVOOT] KO

3. PBonbder oy amayoyn TOV amofANTOV TOL TAPAYOVTOL KATH TNV KOTEPYUGIO TOL
KOULLOTIOV, TOL OTTO10L £Y0VV TN LOPON UIKPDOV COUPLOTmV.

Extog and ™ yevwnIpla TOAUDV KOl TO OMAEKTPIKO LYpO, amapoaitnto otoyeio ywo v
emtuyio ¢ katepyosiog sival évac oepfounyavicpudc pe tov omoio pvBuiletar n kivnon
BuBong tov miektpodiov Tov gpyareiov GTO MAEKTPOSOIO TOL KOUUATIOD. XKOWOG TOV
oepPounyavicpov ivor vo TpomBel To epyareio, £T0L DGTE TO JIAKEVO OVALESOH GTO EPYOAELD
KOl TO KOUUATL VO TOPAUEVEL GTAOEPOD.

o
o
=
=
2
o]
@
Q
e

Yympo 4.16: Mnyoviy niektpodiappwong Pvbiong
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Oco peyolvtepn evépyela amelevbepovel kdbe ekkévmon, TOGO HEYOALTEPN TOCHTNTO
UETOAAOL a@atlpeital omd TO LAIKO TOL KOUUOTIOV Kol TOCO HEYOAVTEPOG €lval 0 pvOUdg
apaipeong andpAntov. Katw and avtég 1ig cuvinkeg OUmS, 1 TpoydTNTO TS TOPAYOUEVNS
EMUPAVEING YEPOTEPEVEL, AOY®D aENONG TOL HEYEDOVG TOV KPUTPWV.

Ot o0yypoveg unyavég nAekTpodtdfpwong fUOong KaAOTTOULY piol LEYEAT YKALO ATOITCEDY,
amd TIG O OMAEG €mG TIG MO 6VVOETEG. AVTIGTOLO, TO KOGTOG TOVG KLLOIVETAL OO LEPIKEL
EKOTOUUOPLO. OPOYUES €mG OpKETEG Oekdoeg exatoppvpta. [evikd ov unyavég dtabétovv 4
AEoVEG TPOWONG, TPELS YPOULKOVS X, Y, Z KOl £VOV TEPLGTPOPIKO C.

o  Hiektpodiafipwan cipuatos

M GAAN Katnyopio pnyovov NAEKTPOSABP®oNg omoTEAOVY 01 UNYaVEG NAEKTPOIAPpmONg
oLPUATOG, OTIC Omoieg MG MAeKTPOdo Sdfpwong (epyareio) ypnoiponoteitoanr va GOpua
pucpng drapétpov (0,05 mm €wg 0,25 mm). To VAIKO Tov NAekTpodiov emAéyeTOl GLVIOM®G
and xoAkd 1M opelydriko, To omoio pe cvveyn otabepn kivinon EeTvAlyetol 6e €va TOUTAVO,
TePVAEL O OPIoUEVES TPOYAALES KOl TUALYETOL GE éva GALO TOUTOVO, e TaDTNTA TEPITOL 3
pétpo/ientd. To dALo NAhekTpddlo (KOppdtt) eivor cuvnBmg po petaAlikn TAdka. To copua
dromepvaiel To KOPUATL €lTE oo TO TAGL 1] Ad i SopUmepr) TPV, TOL OVOTYETOL G OVTO TPV
apyiocel n depyasio g nAektpodiafpmong. O unyavicpds e SPpwons mpaypatonoteito
Le Kivnomn Tov GUPUATOG GE GYXECT LE TO KOUUATL, KaB® OAO TO YOG TOV KOUUOTIOV.

Metokivavtog v oxetiky] Béon tov odNy®dV TPOYOAIdV TOL CUPUATOG TOL Ppickoviot
EKOTEPMOEY TOL KOUUOTION, TO GUPUO EYEL TNV SLVATOTNTO VO CYNUOTICEL TOAOTAOKES
YEOUETPIES, TIC OTOlEG LETAPEPEL OTO KOUUATL LEGM TOL UNYAVIGHOV SEPPpong Tov Exetl £10m
neprypagel. o v cvuykekplévn depyacio ¢ SMAEKTPIKO VAIKO ypnoipomoleitol cuvinbmg
OMEGTOYUEVO KOl ATLOVIGUEVO VEPO.

OAHTI'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY

To epyaocmpio twv LASER - AM - EDM agopd v kotackevn eEoptmudtov o1o
unyavovpyeio, pe un ocopPartikég peddoovg. To epyaotiplo Ba deEaybel oto 3° e&dunvo. Or
oortntég Oa mpémer va £xovv mapaddcel 6 CD 6ha To oyédn TOV e£apTNUATOV TOL
TNAEKOTELVOVVOPEVOL OYNRATOS TOV B0 KOTAOKEVAGTOVY 6TV P ovi] Kom)g pe Laser. Ta
oyéown Oa mpémer va gival 9160100TATA, AOLAGTAGLOAOYNTO KOl TTPETEL VO TAPAO000VY
TOVAG)LoTOV po EfOopdda TPty TV ekTEAEST TOV Epyaotnpiov o€ pope1 *.dxfn *.dwg
otov vevduvo Tov gpyaotnpiov. [dwitepn onuocio Oo mpénel va d00el and ta péAn tv
oHad®V 6Gov agopd TNV acPAAEd TOVvg, Katd TV Agttovpyia TV gpyaieiopnyavav. Ot
QOITNTEG Bol UTopohV Vo YPNCLLOTOIOVV EPYOAEIOUNYOVEG KOl EPYOAEID YO TNV KOTOGKELN
eCapmuaTov, ovo Katw ond tnyv Kabodnynon kot enifieyn tov fondodv tov Mnyavovpyeiov.

Koatd v extéreon tov epyactnpiov AM Ba npaypatorombet and tov vrevbuvo o eloymyn
oT1g TeYVIKEG AM, KaBdDS Ko po ovoAVTIKY Tteptypaen twv unyovov FDM, SLA, ko LOM
oL O10BETEL TO EPYACTNPIO.

["a to Adyo avtd Ha tpémet Ta péAN TV opad®V Tov Ba TPosEABoLY GTO EpYUGTNPLO VA £XOVV
peAetnost o PipAiov epyooctnpiov kol vo £(0LV CNUEIMGEL TVYOV amopieg MoV B TOVG
yevwnBoov yopm amd ovtéc Tic véeg teyvikés. Ot gvdlopepouevol pumopoldv emiong va
avatpeEOVV 6€ KoTAAANAOVG dikTvakolg Tomovg (BA. BipAoypapia), émov exel pumopovv va
éM0ovv oe emapn pe €vo oNUAvTIKO aplOpd SoPOopeTIK®OV TeEXVIKOV AM, o1 omoleg dev
TEPLYPAPOVTAL GTO TOPOV Ke@AAatwo. Tig amopieg Kol TIC EVIVTIMGELS TOVG UTOPOLV VO
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angvfivouy otov VIEHBLVO TOoV EPyacTNPioL, £TGL MOTE Vo Tpaypatomondel o 660 10
dVVaTOV Mo EMOIKOOOUNTIK cu{ntnom, Yop® amd Tig TeYvoroyiec AM, Ta TAEOVEKTLATA
TOVG, TIG EPAPUOYES TOVG, K.T.A. TovAGyIoTOV €va amd T péAN TG Kabe opadag kado Ba eivat
VoL KPOTAEL KATOEC CNUEIDGELS YOP® otd avTd T, omoia Bo suinTNOoVV KaTd TV S1ApPKELD TOV
gpyaotnpiov. Me avtdév tov Tpdmo Ba pumopEécovy va amavinfovv mo OKOAN To EPMTHUATO
oL BETOVTOL GTNV TEPLYPOPY| TOV TOPASOTEWV, YMPIG VA YIVETAL ¥PNON AVTILYPAPNG.

To epyactplo tov AM Ba die&oyBel 6TOV £101KA SIAUOPPDUEVO YDPO TOL UNYAVOVPYEIOD Kot
Oa cvppeTéyel pia opada kdbe Popda.
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EPTAXTHPIO : APIOMHTIKOX EAET'XOX EPTAAEIOMHXANQN
(CNC)

I'ENIKA

M omd 116 To onpovTikég eEEMEEIC OTNV AVTOUATOTOINGN TOV TOPAYOYIKOV OEPYACLDY
etvar o apOuntikdg éreyyog (Numerical Control). Ta dedopéva mov amartobvtol yio vo
napoyBel éva eEdptua anaptiCovv T0 KATUCKELASTIKO TPIYpappa Tov e&aptiuatos. To
TPOYPOULO TOV EEAPTAOTOC ivatl piot OpAda 0dN YLDV Ol OTTOTEG ATOKMIKOTOI0VVTOL 0T TO
oUOTNUO EAEYYOL KOl HETATPENOVTOL GE GNUOTO TO, OTToia divovv EVIOAN va KivnBovv ot
kivnpeg. Ov unyavég apBuntucod eréyyov (NC) sotidlovtol apylkd otnv mopoymyn
ovvletV eEapTNUATOV GE PEYAAEG TOGOTNTEG.

Yympo 6.1: CNC Topvog

Qo1000, e€attiog TG AvATTLENG VEWV Kol OTOO0TIKOTEP®Y YAWGGAOV TPOYPUULATICHOV, Ol
UNYOVEG apOUNTIKOD EAEYYOL UTOPOLV VO YPNCUYLOTOLOVVTOL KOl Y10 KPOTEPES TAPTIOES
eCaptnudToV. TNV onUeEPIVY| ETOYN O apOUNTIKOG EAEYYOC TpayLortomoteiton pe Tnv fondeia
tov H'Y kot givon yvootdg wg CNC (Computer Numerical Control). Ta CNC cvotfpota
EXOVV EQUPUOCTEL GYEOV € KADE TUTTO EPYUAELOUNYOVIG, OTTWS TOPVOVCS, PPELES, AELOVTIKEG
UNYOVEG, KA.
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Yympa 6.2: CNC Opéla

O gpyaretopnyavég apBuntucot eréyyov (CNC Machinetools) Adym g avtopatonoinong
TOPOLGLALOVY KATOL0 TAEOVEKTILOTO £VAVTL TOV GUUPATIKOV EPYUAEIOUNYAVAOV OTMG:

Meiwomn tov ypdvov Katepyaciog Kot Katd cuvémeld avénon Tov puBpov Tapaywyns.
Meydin akpipela dwuctdoemv
2100epn TOWOTNTA TOPAYOUEVODV EEAPTILLATOV

AvvotdTTo Topoy®mYNS TOADTAOK®V YEMUETPLOV (SVVATOTNTA KOTEPYOTING O TPELS
a&oveg TovTOYPOVAL).

BéBata ta cvotpato CNC omaitovv Heydlo KOGTOC ayopdc, CLVTIPNONG OAAL Kot UEYEAO
YPOVO TTpoETOLLOGTOC.

APXH AEITOYPI'TAX EPTAAEIOMHXANQN CNC

"Eva chompo aptBumtikod eAEyyov epyaAElopnyavig TEPIAAUPAVEL KOT® apynVv TNV HovAda
eléyyov g unyoavng (machine control unit-MCU). H povada eléyyov g unyovig (MCU)
yopiletor oty povada emeepyaciog tov dedopévav (data processing unit-DPU) kot oty
povada eAéyyov avaxvkAmcewv (control-loops unit-CLU).
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H povéoa eneEepyaciag tov dedopévov (DPU) enetepydletol ta kmdikomompéva dedopéva,
OV €166YOVTOL GTO GUOTN O KO ATOGTEALEL TANPOPOPiEC oYETIKA pe TN BEomn kdBe dEova, TV
katevbuvon g kivnong, v Tpowon, Kol fondntikéc Aettovpyiec otnv povdoda  EAEYYOL
avakvkiooewv (CLU).

[ CNC componehts ]

The Machine-Tool Controller - Machine

- w Control Unit (MCU)

Xypa 6.3: Aopikd otoryeio vog cHGTUA aptOUNTIKOL EAEYYOV EPYOAELOUNYOVIG

H povada eléyyov avakvkincemv (CLU) Bétel og Aettovpyio TOVg UNyOVIGHLOVG 01YNONG TS
UNYOVIG, AAUPBAVEL LECH OVOTPOPOSOTNOTG GNUOTO TG TPAYLATIKNG BE€onG Ko TayhTNnTag TOV
Ka0e aEova kan dgiyvel ToTe £xel oAokANpwOEl Lo Srodikacio.

| Pracess Data

Tool selection, - o

= —

-

Spindle speed, e 3

anlant o, DecodetEncnde
Feodrate... B

—_

| Geoméir"icnata |

o Fosidon & velocity
m = 2
28 Conol
= b Toal fength & radius
I )
= Compenssion,
E E lnzarcolation, .
S |

I Fadback of mokor currents,
Ammifisr motar speed,
position..

Geometric osta
L =servn Syslems

Machine tool = Epyoietopnyovi Decoder\Encoder = Anoxmdikonomtig\
Process data = Ene&epyacio dedopévav Kwducomromrng

Tool selection = Emidoyn epyaieiov Geometric Data = 'eopetpixd dedopéva
Spindle speed = TaydTTOC TEPIGTPOPNS ATPAKTOV Comparator= Mnyovicpog cOYKpLong

Coolant on\off = Yvktikd vypd on\off. Amplifier = Evioyvtg

NC Code = Kddwag apBuntikod eréyyov. Process data to machine tool = Ene&epyacpéva

S€00EVOL TTPOG TNV EPYAAELOUN YOV
Yypa 6.4: Asttovpyieg apBuntikod eAEyyov (ZymporTikd)
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2TOV EAEYKTN LOG EPYOAEIOUNYAVIG aPOUNTIKOD EAEYXOV TEPIAaUPAVETOL :
o)  ZVOTNUO ELCAYMYNG TOV aA@aplOunTK®V odnylov ot unyovn (Part Program Editor).

B) Amokmdkomommg/kmdtkonomtg (Decoder/Encoder) mov Aapfdver ta dedopéva, mov
apYIKA €106YOVTOL 0TO GVOTNUO Kol To dtoympilel oe dvo pépn. To mpmdTO PEPOC
nepAaUPavel OeSOUEVE. TTOV  OVAPEPOVTIOL OTO YEOUETPIKA YOPOKTNPIOTIKG TOV
eEAPTNUATOC KoL TO OEVLTEPO TEPIAAUPAVEL OEOOUEVA T OO TEPLEXOVY TANPOPOPIES
Yo TNV TPOWOT), TIG TOYVLTNTES TOV AEOVOV, Kot AAAEG TAPAUETPOVS TNG OlEpYasiog.

Ta dedopéva yio To YEOUETPIKE YOPOKTNPLOTIKA TEPIAAUPAVOLV ETIGNG TANPOPOPIES YOl TIC
Kwvnoelg tov epyoreiov. To 1610 cvvoro twv dedouévov ypnoLOTOLEiTOL ETIONG YO0 VOl
KkaBopicel To PNKOG TV EpYOAEI®V, TNV OKTIVO TOV EPYUAEI®DV, TNV AVTIGTAOUIOT TOV U KOV
N ™G aKTiVOG TOV EPYOLEI®V KA. TOV OTOITOVVTOL OTIS O1APOopeS depyacies. Ta dedouéva
TOV JIEPYOCIAOV OTOTEAOVVTOL At AEITOVPYIES Yio TV POHOLIOT TOV TOYLTHTOV TPOMONG, TV
TOYLTTOV TOV aEOvav, Tov aAlaydv tov epyoreiov KA.TT. Ot Aettovpyieg avtég apyilovv
OTEAVOVTOG TIC EVIOAEC GE M0 LOVASO EMIKOWVOVING, OTOL CLYKPIVOVIOL LLE TO GNUATO
avadpaoNG O TNV EPYAAELOUNYAVT] KOL GTY] GUVEYELL LETAPPALOVTOL GTO KOATAAANAL GTILOTO
EAEYYOL Y10 TO OVTIGTOLYO TUM O TTOL TPOKELTAL VoL TEDEL oE AgtTovpyiaL.

ATAAIKAXIA ITAPAT'QI'HE ME XPHXH EPTAAEIOMHXANQN CNC

Yg OMo TOL CUYYPOVA TAPOYWYIKE GLOTHUATO KAOE POPE TOL VILAPYEL M| AVAYKN TTOPOYWYNG
evog véou e&aptnuartog pe v poneia CNC gpyaretopnyavig akorlovbeitar pio cuykekpiévn
dwdwkacia. H owdikacio avt meplhappdver tov oxedlacpd tov €EapTnUOTOS, TIg
TAPOUETPOVG TNG SLEPYOTTIOG KOL TNV GUVTAEN TOL TPOYPALLATOS TOPAYMOYNG TOV EEQPTHUATOC.

™, £

SEEEEEIESS ST : _ T
— .- CAM File ” INGEYe | |
T Points/Lines/Curves/ et
CAD : Boundaries/Surfaces Post Instructions/ CNC
c'-'"“ CAM Volumes/ rocessof  Tool change -
Urves Toolpaths(Tools/ !i“ Instructions/! ygy i
% Boundaries _ﬂ“ﬂlpemﬁon sequence/ Switching ' ﬁ
Surfaces Machining strategy Instructions | =
| _'sTEPnGEsme_L Standard | Heidnein
mmm)  Uni-Directional Information Flow @m)  Bi-Directional information Flow

Yympa 6.5: Awodwacio mapaywyng pe v xpnon CNC epyaletopnyavav.

o JYyediacuog eéaptiuaroc.

H mpdt @don avtig g dwdikaciog eivor o oyedlacndg Tov e£opTnuotog, Aappavovtag
VIOYV  TIG TPOOLIYPAPES TOL (O1GTACELS, OVOYEG, 10laiTtEPO YOPOKTNPIOTIKE KTA.). O
oxedoHOC TTpaypotonoteitar pe ™ Pondewo oyednotikdv Aoyiopkav (Computer Aided
Design).
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o Ilpoypauuaticuog oiepyacios Korys.

& T TN PAoT TPOYLOTOTOLEITOL 1] ETAOYT TNG LOPPTG TOV TPOTAAGLATOS COLPOVA LE TNV
yYe®UeTpia TOV €EOPTNUATOG, EMAOYN TNG TOYVTNTOS KOTNG, TOL PdBovg Komng, eMAoyn T®V
KOTTIKAOV EPYOAEI®OV KTA.

o Anuiovpyia tov Tpoypouuotos aprtOuntiKov ALy ov.

"Exovtog mpaypoatomomoel OA0 To TOPOTAVED GTAIN TG O10OIKOGIOG O XEPIOTNG KAAEITAL VO
ONUIOVPYNGEL TO TPOYPOLLO TO 0010 O EKTEAEGEL 1) EPYAAELOUNYAVT] Y10 TV TOPAYOYT TOL
Koppatov. H petatpomn evog unyovorloytkov 6yediov o€ TpOyPOLLLLOL KOG, Y10 TV EKTEAECT
TOV G€ L0l EPYAAELOUNYAVT 0P1OUNTIKOV EAEYYOV Umopel va yiver pe 600 Tpdmovg, gite amd Tov
xpPNo Ke am’ gvbeiog ovvtaén Tov amattovpevov kddwo (Manual Part Programming), eite
avtopoTo pe TNV xpron ewdkedv Aoyicpikov (Computer-Assisted Part Programming). Kot otig
00 TEPIMTMOGELS, O TPOYPOUUATIGTIS ATOPAGilEL Y10 TIG TAPAUETPOVS KOTNG (T.)Y. ToYVTNTA
KOTNG, TPOWST, PAboc Komg, WukTikd vYpd, KTA.) PactlOUEVOG OTA YOPUKTNPIOTIKG TOL
KatepyalOLEVOL KOUUOTION, GTO VAIKO TOL £pYyoAEiov, oTnv modtnta TG KoTePYalOUEVNG
EMUPAVELNG KOl GTO YOPOKTNPLOTIKE TNG EPYOUAELOUNYAVTG.

[No tov mpoypappotiopd twv gpyoreopnyaveov CNC ypnoonotodvior W0KEG YAMGGESG
npoypoppoticpod. H mo yveot kot mepiocdtepo mnpng eivar 1 APT (Automatically
Programmed Tools), 1 onoio dievkoAvvel TV epyacia Tov TPOYPOUUATIOTY. AAAES YVOGTEG
YADOGCEG TPOYPOUUATICHOD Yo epyaActopnyavég sivor ot kwdwog G, ADAPT, SPLIT,
EXAPT, AUTOSPOT «.a.

O1 evtorég mov epthapPavoviol o€ Kodikeg aptBuntikod ehéyyov (N.C. Codes) pmopodv va
ta&wounfovv ce 600 Katnyopies:

1. EvtoAég yuo tov éAeyy0 HEUOVOUEVAOV GTOXEIOV TNG UNYXOVIS, OT®MG EAEYYOS Evapéng
Kot Tahong Asttovpyiog, EMAOYN TG TOYVTNTOS TEPLGTPOPNS TNG ATPAKTOV, OAAUYN
KomTiKov gpyoreiov ktA. (BonOntucéc Aettovpyiec).

2. Evtolég yio tov €eyyx0 NG OYETIKNG LETOTOTIONG TOV KATEPYALOUEVOL EEAPTILATOG
ka1 Tov gpyareiov (Ilpomapackevactikég Asttovpyies).

IporapackevaoTiKEG AetTovpyieg

Ot TPOMOPACKEVACTIKEG AEITOVPYIEG YPNOUYLOTOLOVVTOL Y10l VO TANPOPOPT|GOLY THV  HOVAdQ
EAEYYOL NG EPYOAEIOUNYOVIG LE TIG AELTOVPYiEG OV amanTovVTOL Yo TNV Katepyasio. Katd
TOV TPOYPAUUOTICUO LE XPNOT TOV KOdKa G, 01 18POPES TPOTAPUCKEVACTIKES AELTOVPYIES
&xovv kwdwomombet ko £xovv v popen «G 1j» dmov G ovoudletar ypaupa dievbovvong kot
axolovBeitan amd dvo apOunTiKd ynoeia To omoia SnAdvovy TV epyocio mov Oo ekteleoTEL.
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Kodwag Ene&nynon

G00 TAXEIA, EYOYTPAMMH METAKINHZH

Gol EY®OYI'PAMMH METAKINHZH ME TAXYTHTA
I[MTPOQIHXE

G02 AEEIOXTPO®H METAKINHZH XE KYKAIKO TOZO

GO03 APIETEPOXTPOOH METAKINHZH XE KYKAIKO TOZO

G04 XPONIKH KA®YXTEPHXH

G20 EIXOAOZ AEAOMENQN XE INTZEX

G21 EIZXOAOX AEAOMENQN XE MM

G28 EIIETPO®H XTO XHMEIO ANA®OPAX

G40 AKYPQXH ANTIETAGMIZHE AKTINAX EPTAAEIOY

G41 APIZETEPH ANTIZTA®GMIZH AKTINAXZ EPTAAEIOY

G42 AEEIA ANTIZTA®GMIXH AKTINAX EPTAAEIOY

G50 AAAATH XYNTETAI'MENQN EPT'AZIAY / PYOMIZH
METIETON XTPOPQON THE ATPAKTOY ANA AEIITO

G70 KYKAOZ ®INIPIEMATOX

G71 KYAINAPIKH TOPNEYZH

G72 EITIIEAH TOPNEYXH

G73 TOPNEYXH ME ANTII'PA®H

G74 BHMATIKH AIATPHXH XTON AEONA Z

G75 AYAAKQXH XTON AEONA X

G76 KYKAOZ KOITHX EITEIPOMATOX ME TTOAAA TTAZA

G81 KYKAOZ AIATPHXHX

G96 EAEI'XOX XTAGEPHX ETII®ANEIAKHE TAXYTHTAX

G98 MMPOQXH ANA AEIITO

G99 [MPOQXH ANA ITEPIZTPO®H

MMivaxkag 6.1: Baocwotepeg eviodég Tov kmoka G.
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BonOntwkég Aertovpyieg

Ext0¢ and Tic mpomapackevaoTikEG AEITOVpYieg vIapyEL Evag aptOpds amd AALeg Aeltovpyieg
TOV AOLTOVVTOL KOTA TNV dldpkelo g katepyaciog. [a mapdaderypa, propel va amortnOel
YUKTIKO VYPO KATA TV KON, TOL 0010V 1 Topoyn 0o TpEMEL VO GTOUOTACEL KATE TNV S1apKELN
aAlayng epyaieiov, KTA. Evépyeleg 0nwg avt ovopdlovtal Bondntikéc Aettovpyies. Katd tov
TPOYPOUUOTICHO pe ypnom tov kmotka G ot owbdpopeg Pondntikéc Aettovpyieg €yxovv
KodwomomBel kot €govv v popen «M ij», 6mov M eivar to ypdupa Sevbuvong ko

aKoAlovBeitat amd dVo apPlBUNTIKA Yyneia To omoia SNA®VOLV TNV gpyacio Tov Oo EKTELECTEL.

Kodwag Enreénynon

MO0 [MTAYXH [TIPOTPAMMATOZX

MO1 I[MPOAIPETIKH ITAYZH

MO02 MHAENIZMOZX TOY I[TPOTPAMMATOZX
MO3 ATPAKTOZX AEEIA

Mo04 ATPAKTOZ APIZTEPA

MO5 I[TAYZH THX ATPAKTOY

MO6 AYTOMATH AAAATH EPTAAEIOY

MO8 POH TOY YYKTIKOY YT'POY

M09 I[TAYXH THEZ POHEZ TOY YYKTIKOY YI'POY
M10 ANOII'MA TON ZOII'KTHPON TOY TXOK
Ml1 KAEIZIMO TON 2PII'KTHPON TOY TXOK
M30 TEPMATIEMOZ TOY I[TPOI'PAMMATOX
M38 ANOII'MA THX TIOPTAX

M98 KAHZXZH YIIO-ITPOTPAMMATOZX

M99 TEAOZX YIIO-TTIPOTPAMMATOX

Mivakag 6.2: Baowotepeg evioléc Tov koo M.
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BonOntwa ypappota

Kotd tov mpoypappaticpd pe ypriion tov kooka G vrdpyovv dideopa Bondntikd ypaupoto
T0L OTTO10 GLUTANPDOVOVV TIG OAPOPEG AEITOVPYIEC TOL KDOKA. Mepikd amd avtd to fondntikd
ypappoto wepieyovion otov Ilivaxa 6.3.

Ipappa Eneliiymon
F [TPOQEH
I LYNTETAIMENH X I'lA KENTPO KYKAOY
J LYNTETATMENH Y T'IA KENTPO KYKAOY
K LYNTETATMENH Z I'IA KENTPO KYKAOY
N API®OMOX BLOCK
T KA®OPIZMOZX EPTAAEIOY
S TAXYTHTA ATPAKTOY

IMivaxkag 6.3: Bacwotepa fondntikd ypappoto

o  EmainOcsvon tov mpoypduuotog apiOuntiKod eA&yyov.

[Ipv v ekTéAECT TOV TPOYPAULATOS YO TV KON TOL €EQPTAUOTOC €ival amapaitnTog o
ELEYYOG TOL TPOYPALLATOS Y10 TUYOV COAAUATO. ZOAALOTO GTO TPOYPUULO TOPOYDOYNS TOL
e€oPTNHOTOS LTOPOVV VAL 001 YOV GE TPAVUATIGHO TOL XEPLOT, KATAGTPOPY| TOL EPYUAEIOL
N tov e&apTnuratog KTA. O EAeyY0G TOL TPOYPAUUOTOG UTOPEL VO YIVEL £ITE TPOGOUOIDVOVTOG
TNV SL0OPOLT TOL KOTTIKOV £pyaieiov pe 0o npoypappa otov H/'Y (Tool Path Simulation),
elte pe v ddkasio TG «KOmNg oTov aépay (cutting air) 1 Tng KOmng £vOG LOANKOD LVALKOV.
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XYXTHMATA EAEI'XOY KINHXHX

H molvmhokdtnta evog cuoTHHOTOg EAEYXOV GYETILETOL AUESO LE TOV TOTTO TMV KIVIGE®Y TOL
UTOPOLY Vo amod®covy. Ot KUPLEG KOTNYOPIEG TV GTPATNYIKMOV EAEYYOVL KOl TAPEUPOADV
elvar: éleyyog Bécemg amd onueio oe onueio (Point to Point), éleyyog ypappiknig mopepBoing
(Linear Interpolation) kot cuveyovg dradpouns (Continuous Path).

T f
C)g::rgl Problem A-It-:(t)izln Application
Y A
Point-to-point 2 /7 X Not cutting .
or positional y - : during table | Drilling, spot
control 1 - . movement welding
No interpolator
y21
Line-motion A | Cutting Paralle
control y1 >y during table turning,
(simple) x3 movement milling
No |nterpolator
Y A
Line-motion 2 , .
control with y Cutting Tuming
linear 1 during table Milling
; ; movement
InterpOIatlon With gear engagement or
linear interpolator
y A
=f(x)
Continuou . Turning,
s path or y Cutting Milling, Flame
contour 1 during table cutting (any
control , xz > movement contour)
Clrcular |nterpo|ator (based
on equation of order 2 or higher)

Circular interpolator (based on equation of order 2
or higher) = KvkAwog mapepporéog (mov
Booiletar og e&icwon 2ng N peyolotepng TaENG)
Tool action = Evépyeta epyaleiov (komtikov)
Not cutting during table movement = Anovcia
KOTNG KaTd TV dtépKeLa TG Kiviong g
TPaTENS

Cutting during table movement = Komn kotd tv
dubpketa tng kivong g tpomélng

Application = Epappoyn

Drilling = Atdtpnon

Spot welding = Znpetokn cuykdAAnon
(movtapiopa)

Parallel turning = [TapdAAnio Topvipiouo
Milling = ExyAdgavon (epelapiopon)

Turning = Topvipiopa

Flame cutting (any contour) = Komn
(0TO10VINTOTE TEPLYPAUILATOG) LLE YPNOT) PAOYOS

Type of control = Tomog eAéyyov

Point-to-point or positional control ="Eleyyog
onueiov mpog onueio N Eleyyog Béong

Line motion control (simple) ="EAeyyoc ypoppikng
Kivnong (amAdg)

Line motion control with linear interpolation =
‘Ereyyog ypappkig kivnong pe ypappikn
TopeUPorn

Continuous path or contour control ="EAeyyog
GUVEYOVG JOPOUNG 1 EAEYYOC TEPTY PAUUOTOG
Problem = ITp6finuo

No interpolator = Xwpig mapepforéa

Linear interpolator = I'pappikdg mopepporéog
With gear engagement = Mg gumlokm ypavaloton
UNYOVIGLOD

Yypae 6.6: Kotmmyopieg EAEyyov.
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Yndpyovv dvo Pacikol THmol cuoTnUdTeV EAEYXOV Kivnong:

[ Loop Systems ]

Open Closed
Loop Loop

Yympa 6.7: Tomor suetudtov ehéyyov kivnong

A. "EAgyyoc avoiktov Bpoyyxov (Open-loop Control System)

O éleyyoc avoiktov Bpoyyxov (Open Loop Control) Bacileton o€ pio tpokabopiopévn €icodo
yopic xapioa avadpoaon (Feedback) amd v mpaypoatikn kivnon. Xto cuoTHHOTO EAEYYOL
avolkToO Ppoyxov o KvnTpog cvveyilel va TePIoTPEPETUL £0C OTOL eUPOVIcOEl amovaio
1GYVOG 1 ool SNADVEL OTL 1] TPOYPAUUATICUEV Kivnon £xel emtevyOet.

Input
Media

Machine Control Unit

Storage

| Reader Memory

Drive Motor
——
Motor Controller

Yympo 6.8: Avoytod chotnua eAEyyov
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B. "Eleyyoc kK ewotov Bpoyyov (Closed-loop Control System)

Ytov éleyxo «xAewotov Ppdyyxov (Closed Loop Control) mn «ivnon 7tov  epyoieiov
mopoakoAlovdeiTal amd PeTpNTIKE GLOTAUATO Kot cLyKpiveTon pe v emBount kivnon. O
ereyktg (Controller) dpaoctnplomoteital, ®oTe va €AoylOTOTOMGEL To AGON pHETAED TNG
TPAYUOTIKNG Kot emBounme kivnong. Ot meplocdTEPOL KIVIITHPIOL UNYOVIGHOT amottovV
ELeyy0 KAELGTOD PpOyYoL Yo va £X0VV IKOVOTOMNTIKY 0dd0cn. O 6TdY0C TOV GLOTNUATOS
KAELGTOV PPOYYOV Eival VoL GUUTANPDOGEL TN SUVAULKY] TOV GUGTILLOTOG KO VO EAOYIGTOTOIGEL
To AGON HETOED TG TPOYUATIKNG KO TG EMBLUN TG Kivnomng.

Input
Media
4 Machine Control Unit
Storage C i
Reader I * N > r:mjlparmg
Memory Circuit
Motor
Controller
Drive Feedback
Motor Device

Yympa 6.9: Kiewotd cuotua eA&yyov.

ITAPAAEIT'MATA MTPOT'PAMMATIEMOY XE C.N.C EPTAAEIOMHXANH

AxolovBotv 600 mapadeiypata Tpoypappaticpov og emtpoanélio CNC 1épvo kol oe
emrponélio CNC epéla. To e&dptnua mov Ba Katackevaotel 6Tov TOpVo aneikoviletal 6To
2ymua 6.10

\/’__,;__H
£ \'. R
b — e
\ gl
, vy
ol e ‘

Xypa 6.10: Kataokevaotikd oyédio mapadeiypatog komne oe CNC gpyalelopnyaveés.
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1. Mopaderypa covroing mpoypdppatog yro emrpoanilio CNC 16pvo epyactnpiov:

Koowag eréyyov epyaretounyoviis (G-code) kot Teprypa@r] Puatov KooK
Q¢ onpeio avapopds wg Tpog to omoio £xel cuvtaybel To TPOYpaupa £xEl 0ploTEL TO oNuEio
A (

Symua 6.11).
G1 X-10Y-5 Komn pe toydmra tpéwong yro. 10mm wpog ta apiotepd otov d&ova X Kot Smm mpog
T éEm otov G&ova Y. (Enpeio C).
M1 [Ipocwpivi) d10KOTT| TOL TPOYPAUUATOS £TGL DOTE VO, YiVEL 1] AAAayr TOL  gpyoreiov
(tomoBéton epyareiov anokonng).
GO0 X-37,5 Tayeio petaxivion tov epyoieiov kotd 27,5mm mpog ta aptotepd (Enueio D).
G1YO0 Kom| pe taydmto tpdmong yia Smm npog ta péca  (Enueio E).

F(=40,00 —
\ J

N
B0~

DC=40,-2) C=10,-20

Xyqpa 6.11: Enpeia dSwadpopng komtikov epyaieiov (TOpvog).
ZHMEIQYH: Adyo 1dopopiog tov epyareiov amokonng, vo Anedel vroyy 6t petd v
aAlayn epyaireiov €yet yivel aviiotdOuion og tpog tov X-a&ova ion pe -2,5mm .

3. Hoepdoerypa ovvraéne nmpoypapportog yio CNC emrponélio gpéla epyoaostnpiov:

To e&apnua mov Ha Katackevaotel otnv péla anetkovileTol 6To
ymua 6.6.12
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Xypa 6.12 : Kataokevaotikod oyédo napadetypatog komng oe CNC epyaletopnyoveg
Kodwkag eréyyov gpyareropnyaviis (G-code) ko weprypan fnpuatov KOk

Qg onuelo avapopds mg Tpog To onoio Exel cvvtaydel To TPOYpappa £xEl 0pLoTEL TO oNUEi0 A
Empo 6.13).

TomoBétnom tov Komtikov epyadeiov 6To oNueio avagopdg A.

GO X11Y9 Tayeio petaxivnon tov epyoieiov 11mm mpog ta Sefid ko 9Imm mpoc Ta
péoca (Enpeio B).

Gl Z-2 Kivnomn tov epyakeiov katd 2mm mpog ta k4to. (Enpeio B).

G1Y31 Kom pe taydmto npdoong yio 22mm npog ta. péco.(Enueio C).

G1 X-11 Kom1| pe taydtnto tpdmong yio 22mm mpog to. oplotepd.(Enueio D).

G1Y9 Kom pe taydmra mpdmong yio 22mm npog ta EEm (Enpeio E).

G1 X11 Kom1 pe taydnro tpdmong yia 22mm npog to. de&1d.(Enueio B). .

G1Y23 Kom pe taydmta mpémong yio 14mm npoc to péoa.(Enpeio F).

Gl X-3 Kivnomn tov gpyakeiov katd 14mm npoc ta apiotepd (Enpeio K).

Gl1Y17 Kom pe taydmra mpdoong yio 14mm npoc ta péca.(Enpeio L).

G1 X11 Kom1| pe taydtnro tpdmong yia 14mm mpog to. de&1d.(Enueio M).
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GOX0Y14 Tayeio petaxivnon tov epyoieiov kotd 1 1mm opiotepd Kon 3mm mpog Ta

Gl zZ-4

€Em (Enueio N)

Kivnon tov gpyaieiov katd 2mm wpog to kKat®. (Enpeio N).

G2X0Y1410J6 Ko pe taydmto npdmong oe kb0 pe kévipo 1o onoio Ppicketar oTov

G1Y20

a&ova Y +6mm omo6 to Enpeio N.

Tayeia perakivnon Tov epyaieion katd 6mm mpOG T0 TAV®.

P{0, 201
—

D{-1131 —7 ~——C{11,31)

N———F{11,23)

K{-3,23) ——
/@7 F
G ——M{11,17)

L3 AT — 7 3
E4-ﬂ,9}——>\ ' X— B(11.9]

L
A[ﬁ,ﬂr)g/ N{O, 14}

Xypa 6.13: Enpeia dStadpopng komtikov epyaieiov (Dpélar).
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OAHTI'IEX I'TA THN EKTEAEXH TOY EPTAXTHPIOY

Y10 epyaotipo tv CNC epyoreounyoveov Oa mpoaypotomombel 1 KoTOOKELY]  TOV
eCaptuatoc No 5 oe CNC emrpomnéllo topvo kat oty cvuvéyewn to eEdptnuo No 8 oe CNC

opéla .

Kd&Be portntng Oa mpémet va ouvta&el 600 (2) Te(VOLOYIKA TPOYPAULOTO Y10 TV KOTAGKELN
TOV TOPUKATO eEapTNUATOV.

E&dpmua No5 E&aptnuo No8

Yypa 6.14: Tpiodidotarn aneikovion tov eEapmmudtov No 5 & NoS.

43
=
—
b
4
—

Yympo 6.15: Xyéowa eEaptudrtov NoS & No 8

Mo v ocvviaén TV TEYVOLOYIKOV TPOYPOUUATOV Yio. KAOE epyaletounyavi Ot pOITNTEG
TPENEL VO, AABOVY VITOWYV TOVG:

= T v ovvtaén tov Tpoypdupatog topvevong Tov eéaptiuatog NoS mg onueio
avagopdg Ba tpénel va ypnotporombei to onpeio A (0,0) Tov
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= Xynuo 6.16.

T Koppan

= /

kS

Took opvon

Xyqpa 6.16: Znpeio avagopdg yio v depyacia g tOpvELOTG.

= T v ovviaén tov Tpoypdupatog epelapicpatog tov e&aptmuatog No 8 mg onueio
avagopds Ba mpénet va ypnopomombet to onpeio A tov

= Xynua 6.17. To onpeio avtd avtiotorel 6to HEGO TG HEYYEVNG TOV GLYKPOTEL TO
KOUUATL KATA TNV OlEPYaCiaL.

tnueio A (0,0

J

o

: =

; R :1::;:}: ‘;‘,0‘150’
KDHP‘ (Tl brose oteleteteleletelele!
el AR R A

g}
5

Yympa 6.17: Xnueio avaeopdg ywo tnv diepyacio Tov epelapicpatog

= Kotd v adhayn epyodreiov oy diepyocio toOpvevons va Anedel voyy 6t mpémet
va yiver avtiotdduion wg tpog tov X-a&ova iomn pe -2,5mm.

Kd&Be portntg Oa mpémet va oteiret pe e-mail ta mpoavapepdUeEV TEXVOLOYIKATPOYPAULOTO

ot oevBvvon gdimit@lms.mech.upatras.gr 1o apydtepo po efoopdda mpwv amd TV
npaypatonoinorn tov gpyactpiov CNC. To 6épa Tov e-mail (subject) Oa mpémet va givor g

nopong “ENMQNYMO ONOMA MT CNC Lab”, n.y. “AHMHTPAKOIIOYAOX 'EQPIIOXY
MT CNC Lab” ko t0o 6vopo Tov emicuvantopevov apyeiov (Evrvmo Avcemv) mov Ba mepiéyet
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ta {nTovueva TexvoroyIKd Tpoypappato v popen “CNC EIIQNYMO ONOMA AM”, ©.y.
“CNC AHMHTPAKOIIOYAOX I'EQPI'IOX 3626”. To évtumo AMoewv Ba umopodv va 1o

Aappavoov ol QOLTNTECG and mv 16TOGEALDO TOL pafnuotog
(http://www.lms.mech.upatras.gr/mhx_texnologia_I.html).
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EPT'AXTHPIO : XYNAPMOAOI'HXEHX (ASSEMBLY)

H ovvappordynon meprhopfaver OAeg Tig evépyeleg, ol omoieg Bewpoldvtal amapoitnTed,
TPOKEUEVOD HEGH OO KATEPYUGUEVA EMUEPOVS EEOPTNLOTAL, TO OTOL0L TOPAYOVTOL LECO, GTNV
emyeipnon kot dAla to omoio Tpoépyovtal amd Tpounbevtés, va mapayel Eva Tpoidv Kavo
Vo AEITOVPYNOEL

Xymqpa 7.1: Aventoypévn 6yn tov TAekatevfuvopevou
XYEOLUGNOGS TS GUVAPIOLOYNONG

O oyedlacpdc g ovvapporoynong Eekva pe 1o oxedlaGHO TOL TPOIOVTOC. AVTOG TOL KAVEL
TO GYESCUO TPETEL VAL OLUOPPDOGEL TAL EEQPTNUOTA £TGL, DGTE AVTA VO GLVOPLOAOYOVVTOL
KATA OKoVOLKO Tpdmo. O €Aeyyog g moldtntog npémel va eEacpaiilet To 0t ta eEaptnuata
Bo eKTANPOVOLY TNV OMOGTOAN TOLG, OTL £xouv Kabapiotel kot €xovv amopakpuvlel To
dwapopa wpoektapota (ypelia) Kot 6Tl otn cvvapuordynomn dev Ba amoitnBel mpdsbetn
katepyaocio. H dwoediion tg mowdtntag mpémet va gyyvdtor 0Tt To e€aptipato Ha
avtamokpivovtonl otn Asttovpyio Tovg kat OtL £xovv kabopiotel Kol Exovv amopakpuvOel to

vpéCia.

To oyéd10 g suvapproAdYNoNG TeptlapPdvet, eKTOG amd To 6xEda, Ta omoia ival amapaitnTa
Yl T CLVAPUOAOYNON, Kol OAEG TG 0dmMyiec mov eivon amapoitnteg yioo TNV mopeion ™G
GUVOPUOAGYNONG. ZTO GYEO10 TNG GLVAPLOAOYNONG OVUPEPOVTOL:

e H oepd g cvuvapprordynong

e Toa avaykaio epyadeio, o1 10106VGKEVES KoL To fonONTIKA pPEGH
e To péoa pérpnong kot eAEyyov

e O1ypoVol Yo TN GLVOPUOAOYN O

OpyavoTIKES HOPPES TS CUVOPUOAOYONS

2 Od0YIKY] TopEin GLVOPUOAOYNONG Ol EPYACIEG GLVOPUOAOYNOTNG €KTEAOVVTOL 1) Mo
KATOMY NG GAANG, EVO OTNV TAPAAANAT O £PYAGIES EKTEAOVVTOL TOVTOYPOVO OTIS LUPOPES
ONdOEG
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Yympoa 7.2: Awdoyikn mopeio cuvappordynone, B) Hapdiinin mopeio cuvappordynong

Hapdderypa Zvvapporoynong TniekatevBuvopevov AvtokivijTov

2vvapuoloynon wicw mlaiciov

I'a ™ cvvappordynon tov wicw mAaiciov Ha ypnoipomombovy ta NG e€apTpnoTa:

e Bdon déova (x2)
[Ticw peydio ypavali
Ytoyyeio ovvdEOTg
Apopticep

Béon kivntpa
Tpoydg (x2)
Kwnmpag

A&ovag

Bipa 1: Bidovovupue tig fdoeig tov dova 610 ticw mAaicto, ypnoiponoldvtog 4 Bideg otavpov
yoAPovilé pe kepdir M4 x 100 ko £va kotoafion

B1pa 2: Bidovovpue to atotyeio cuvdeong 6to micm mAaiclo, ypnoiporotmvrog 2 Bideg

otawpov yorPavilé pe kepdir M4 x 30 kot éva katoafion

S

1

—

Yympa 7.3: Zuvappoidynon tov Phoemv tov dEova Kot Tov ototyeiov cHVOEoNG LE TO TIGM

TAaiolo
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Bijpa 3: Buoovovue ) fdon kivntipo 610 Tiow TAOIG10, ¥pNCILOTOIMVTOS 2 Bideg oTOLPOD
voABovileé pe kepdt M3 x 30 kot éva katooBion

Yympoa 7.4: ZovappoAidynon g Pdong Kivnmpa pe to micm mAoiclo

B1pa 4: Budovovue tov kivntpa pe ™ Béomn Tov, Kol 6T GUVEXELN TEPVALE TOV AEOVOL LLE
10 Ypavall otig Bdoelc tov aEova

Yympoa 7.5: Zuvappordynon tov Kivntipo pe ) Paon tov kot torofEnon tov aEova

Bipa S: [lepvdpe toug tpoyovs 6Tov AEOVA KOl TOVS GUYKPOUTOVUE LE TEPIKOYALN
ypnoonotmvrag 2 eEdyova mepikdyio M10

Bijpa 6: Zuykpatodpe 10 apopticép pe 10 miow mhaicto. Xpnoomrotovpe Pida otawpol
yorBovilé pe kepail M3 x 30 kou meptkdyAlo

Yympa 7.6: Atoyn Tov cuvapUOAOYNUEVOD THGM TAOLGIoV

2ovapuoioynen umpocTivov Tiaiciov
[Ma ™ cvvappordynon Tov purpocstivod mharciov HBa ypnoipomomnBoivv ta e&ng eCaptipara
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[TAuvn A (x2)

[TAquvn B (x2)

Apopticép (x2)

Yool A (x2)

Yoridl B (x2)

o Tpoyos (x2)

e [Ivpyog otpiéng micw apopticép

e [IVvpyog oTPIENg UTPOCTIVAOV OUOPTICEP

Bipa 1: Zvvapporoyovpue tig [TAnuveg A pe tig ITAnuvec B, ypnowonoidvtag 2 Bideg otovpod
yoABovileé pe ke@dt M6 x 30 kot évo katooBion

Bipa 2: Zuvapporoyodue tig [TAuveg pe tov 1poyd, xpNoYLOTOIOVTOS EAYMVO TEPIKOYALO
M10. Eravaioppdvovpe v 1010 d1adtkacio Kot Yo ToV GAAO UTPOSTIVO TPOYO

Yympa 7.7: Zuvappordynon g TANUVNG LE TOV UITPOGTIVO TPOYO

Bipa 3: Evovoope v [TAquvn pe 1o woAidio xpnolomoldvtag acoQAAEIES, GTY] CUVEXELN
ocvykpatovue ta yaidwa petadd tovg ypnoponowmvag Pideg otowpov yaAPoavile pe kepdit
M4 x 100 kon wepkodyAo

Bipa 4: Evovoupe 10 unpootivo mhaictlo pe ta yoridw ypnoiponoiwvrag 4 Pideg otavpon
yorBavilé pe kepdi M4 x 30 pe mepicdyAto kKot Eva katooPiot

Yympoa 7.8: Zuvappordynon g TANUVNG LE To WOoAISLO Kol TO UTpooTivo TANIGLO
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Bipa 5: Evovovpe tov umpootivo Kot Tem mopyo oTtHpEng e TO TANIG10, YP1CILOTOUDVTOG
4 Bideg otavpol yorBoavilE pe kepait M4 x 30 pe TeptkdyAla, KOl 6T GUVEYELD GUYKPATOVUE
TOL APOPTIGEP UE TO WaAidia xpnopomoldvag Bida atavpol yorBoavilé pe kepddt M3 x 30 kot
TEPIKOYAL0.

Tyqpa 7.9: ZovaproAdynon TV OUOPTIGEP LE To WYOAISL0 KOt TO UTPOGTIVO TANIGLO

Yuvappordynon TV TAIGI®V
Bipa 1: Zvykpatovpe to mAaicia pe 1o otoryeio cuvoeonc, xpnoioroldvag 4 Bidec otavpod
yoAPoavilé pe kepdir M4 x 30 pe mepikdyAia kot Eva KatoaPiot

Bipa 2: Evovoupe 10 oo apopticép pe tov micm mopyo, ypnoiponotwvtas Bida otavpol
yoAPBovileé pe kepdt M3 x 30 ko mepikdyio

4

Xyfqpna 7.10: Zvvoppordynon Tov 6Toyelov GHVOEGNG Y0 TNV EVMOGT TV TAULGIMV KoL TOV
QUOPTICEP LLE TOV TiIo® TOPYO GTNPIENS

B1pa 3: Zuvappordynon towv vroromwv eEaptnuatov (Xeppfoxivntipa, Mratapio, Atakontn
ON-OFF, Aéktn TniekatehBovvong)
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Xyqpa 7.11: Anoyn tov cuvapporoynuévov TniekatevBovdpevoo

Oocov apopd o epyasTplo g cuvaproAdynong, avtd Ba deEaybel oto 4° eEqunvo petd v
OAOKAN PG TNG KOTAGKEVNG OA®V TV E0pTNUAT®V TOL TNAEKATELOLVOLEVOL OYNLOTOG.

Ov portnTég KOTA TNV TPOGELEVGT] TOVGS 6TO €PYacTiPLo Oa pémer va £xovv poli Toug To
G6UVOAO TOV KUTAGKEVUGOEVTOV eEapTNRATOV, KAODS KOl TO TAGVO GUVAPROLIY OIS TOV
0o &yev mwpokvwyel and to gpyactipo DFA mave oto omoio 0o Pacistodv Yo va
EKTELEGOVV TNV GUVOPROAGYN61 TOVL TNAEKATEVOVVOPEVOL OYNpaTog. Katd tnv dadikacio
MG GLVOPHOAOYNONG, KAOe opdda Bo mpémel vor KPOTAEL ONUEUDOEL GYETIKA HE TNV
TPAYUOTIKY] 0AANAoLYio TV Pnudtov mov Bo akoAovBnocel, €161 OCTE Vo UTOPEGEL V.
avTomeEELDEL AMOTEAEGLATIKOTEPO GTIV GLYYPOUPT TG TAPOYPAPOL TOL 2°° TaPadOTEOL, TOV
avaQEpeTOL 6TV cuvappordynon. Ta eEaptipata Tov TNAEKATEVOVVOUEVOL OYTLOTOG TTOV OEV
KataokevaotTnKay 8o 60000V £Toa amd Tovg VTeEVBHVoLg Tov epyactnpiov. To gpyasTipro
¢ cuvappoidynone 0a owelay0ei oo yopo Tov Mnyavovpysiov.
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