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H opBoywvikny xomn amoteAdel v Wavikn popen g depyaociag g komng. H Bewpnrikn
dtepebivnon g opboymvikng Komng €xel, KoTd Kavova, cav otdyxo v Peitiotomoinon kot
ToVv éAeyyo NG depyaciog g komng. H pabnuatikn meprypoaen mpokvntetl and Evav aploud
Topadoy®V Kot faciletol ite 6€ AVAAVTIKY TPOCEYYIOT EITE GE TEPAUATIKA OEOOUEVOL.
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Zyua 1: Teopetpia g opBoymvikng komng

Warkpiscs

Cutting «dga
inctinatian

Chip
Primary

deformation

JI o, ‘} ' | Rougn 'ﬁ»; j
fp%}ﬁl D T'r“ 3 warkpiecs /| ”"'l['[]
Q&A \ "\.'\d {'ﬂ fl\ lzl’n HA 'l surfsce ‘:l ). h]... i

Zymuo 2: Zopmep1popd Tov VAIKOD Katd TNV O18pKeLd TG KOTNG

omov,
chip: andpAnto
chip flow angle: yovia pong amopfAntov
cutting edge inclination: KMOT KOTTTIKNG OKUNG
workpiece: KatepyolOUEVO KOUUATL
primary deformation zone: Kopua {dvn (Teproyn]) OpUOPPOONG
tool: KOTTIKO £pYOAELD
rough workpiece surface: Tpayeio em@aveln KotepyalopEVOL KOUUATION
built-up edge: GLGGMPELGN OTOPANTOL GTNV OKUT TOV

KOTTIKOV
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HMapadoyn: H meployn didtunong 1 n meproy] Stopodpemong tov VAKoy pmopel vo OempnOei
cov éva eminedo To omoio ovopdaleton "emimedo drdTunong'.

I'ovie owdtunong: H yovia mov oynuatilel to enimedo ddtunong pe v KatevBvvon g
KOTNG.
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Zyua 3: Teopetpikd xopakTnpioTikd e opOoymVvIKIG KOTNG
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tanp = rcosa +rtan@sina

¢ rcosa
anQ = _————
l-rsina

Hapadoyn: To andPAnto coumepipépetal cav £vo oTiopd COUN Kol EVPICKETOL GE 1GOPPO-
mia €€ ontiog TG OpAoTG TOV SOLVALE®DY TOV UETAPEPOVTOL A0 TO EPYAAEID TPOS TO AmOPANTO
KOl QUTOV TTOV UETAPEPOVTOL GTO ATTOPANTO HEC® TOL EMUTEGOV OATUNONG.

Zymua 4: Avvapuelg otnv opfoymvikn Kon|

R:  Xuvictopévn TV SUVAUE®DV TOL UETOPEPOVTOL OO TO €PYOAEi0 TPOg TO amoOPANTO, M
omoia glvar {om pHe TNV GUVICTOUEVT] TOV OLVAUE®Y OV UETOPEPOVTOL GTO OTOPANTO
HEG® TOV EMTEOOV SLATUNOTG.

Fc: Zuvictooo KomnG.
Fi:  Xuvictooa kabetn oty taydna.
F: Zuvictoca tpiprs.

N:  Xuvict®oa KAOeTn 610 TPOCMOTO TOL EPYAAEIOV.
Fs: Zuvictooa didtunmong.

Fy: 2uovictooa kafetn 610 eninedo didTunong.
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p: Tovio tpipnc.

F
tan p =— =
B N

Hapadoyn: H yovia dtdtunong ¢ Ba mpénel va mdpet o Ty 1€10100 OCTE Vo, EAAYLGTOTOM)-
Oel T0 £pyo g KomC.

Emeidn 1o épyo komng elvar avarloyo g cuvieTAOGOS KomnG F e, mpoomafole va eKPpAcovuE
TNV SVVOUN 0T GOV GLVEAPTNON TG YOVING SIUTUNONG @.

F. =Rcos(f—a)

_ Fy
- cos(p+(f—-a)

Fy =154
(6mov 75, TO PETPO AATUN OGNS TOV VAIKOV Kot A, 1) EMPAVELR OETUNGNC)

A
Ay =—=
sin @

(Ac, M emedvela TOL OTOPANTOL TPV TNV KOTN)

T3 A

F.=
cos(p + (S -a))

cos(f —a)
[Mopaywyilovtog kot BEtovtag Ty Tapdywyo ion Tpog To UNdEV, TPOKOTTEL:

T
2o+ B-a==—
o+ p 5
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POOPA KOIITIKOY EPT'AAEIOY
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Znueiwpa Avagopdg

Copyright MavemoTrApiov Matpwy, [MoAuTtexvikry ZXoAR, Tunua MnxavoAoywv & AgpovauTtnywv
Mnxavikwyv, Kabnyntig lewpyiog XpuooAoupng. «Mnxavoupyiki Texvoloyia & Epyaotipio |
“Orthogonal  Cutting”». 'Ekdoon: 1. Tarpa 2015, AwBéoiyo  amd 1N SIKTUOKN
O1elBuvon: https://eclass.upatras.gr/courses/MECH1111/.

2nueiwpa Ade10d6TnONG

To mapdv uAiké diaTiBeTal pe Toug 6poug Tng Gdeiag xpriong Creative Commons Avagopd, Mn
Eutropik Xprion Mapopoia Aiavouny 4.0 [1] | petayevéoTepn, AieBvAg ‘Ekdoon. E&aipouvtal Ta
QUTOTEAN £pYa TPITWV TT.X. QWTOYPAPIES, dDIAYPANPATA K.A.TT., TA OTTOIO EUTTEPIEXOVTAI O QUTO Kal TA
oTToia ava@épovTal padi e Toug 6poug XPAONG Toug 0To «Znueiwpa Xprong Epywv Tpitwvy.

©0Ce

[1] http://creativecommons.org/licenses/by-nc-sa/4.0/

Q¢ Mn Eptropikn opiletal n xpron:

e TTOU O¢ev TTEPIAANPBAVEI GUEDO 1] EUPETO OIKOVOMIKO OPEAOG ATTO TNV XPAON Tou £pYOu, Yia TO
dlavouéa Tou £€pyou Kal adeIodoxo

e TTOU O¢eVv TTEPIAANPBAVEI OIKOVOWIKA ouvaAAayr wg TTPouTTé0eon yia Tn Xprion r Tpoécacn oTo
épyo

e TTOU dev TTPOCTTOPICEl OTO dlavouEa Tou €pyou Kal adeIodOX0 EUMETO OIKOVOUIKO OQEAOG (TT.X.
dlagnuioeig) atrdé Tnv TTPOROAN Tou £€pyou o€ dIadIKTUOKS TOTTO

O dikaioUxog pTTopEi va TTapéxEl oTOV adeIodOX0 EeXWPIOTA AdEIa va XPNOIUOTIOIEI TO £pYO YIa
EMTTOPIKA XPron, EQOCOV auTo Tou {NTNOEI.

AilatTApnon ZnNHEIWPATWY

OTtroiadATTOTE avatrapaywyn f dlaokeur Tou UAMIKOU Ba TTpETTEl va CUUTTEPIACUBAVEL:
= T0 Znueiwpa Avagopdg
= T0 Znueiwpa AdeI0dOTNONG
= Tn OAAwaoN AloTAPNONG ZNUEIWPATWY
= 70 Znueiwpa Xpnong Epywv Tpitwv (epéoov utradpxel)

padi he TOUG CUVODEUOUEVOUG UTTEPOUVOETUOUG.


https://eclass.upatras.gr/courses/MECH1112/
https://eclass.upatras.gr/courses/MECH1112/
https://eclass.upatras.gr/courses/MECH1112/

XpnuartodoTnon

e To mapdv ekTTaideuTIKO UAIKO €x€I avaTrTuXOei 0TO TTAQICIO TOU EKTTAIOEUTIKOU £pYOU TOU
d1ddokovTa.

* To épyo «AvoikTd Akadnuaikd Madnuara oto MavemoTtipio MaTtpwvy» £XEl
XPNMATOO0TACEI HOVO TN avadlauopPwaon TOU EKTTAIOEUTIKOU UAIKOU.

« To épyo uAhotroicital aTo TTAaiclo Tou Emixeipnoiakou MNpoypduuatog «Ekmraideuon kai Al
Biou MaBnaon» kai ouyxpnuarodoteital atré tnv EupwTraikr) ‘Evwon (Eupwtraikd Koivwviko
Tapeio) kal atrd €BVIKOUG TTOPOUG.

EMIXEIPHZIAKO MPOIrPAMMA

EKMAIAEYZH KAI AIA BIOY MAGHZH -/, EIIZ‘_[IINA
YNOYPIFEIO NAIAEIAL KAl BPHIKEYMATON  EYPOnAIKO KOINONIKO TAMEID
Evpwmaikn Evwon EIAIKH YNHPEZIA AIAXEIPIZHE

Eupwndiké Kowuwvixé Tapei
Y romo WEC Mg ™ ovyxpnparodétnon tng EAAadag kai tng Evpwmnaikng ‘Evwong
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