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Tunuo Mnyavoloywv & Aegpovavrnywv Myyovikwy

O apyikog oyxedoouds (conceptualization) piag ocvokevhg 1 evog eE0PTHLOTOS KATAATYEL
ocuvnbwg og éva oyédo (oe yapti 1 o€ niextpovikd apyeio/CAD) to omoio mposdiopilel ta
YEOUETPIKA YOPUKTNPIOTIKG TOV OVTIKEILEVOV, TIC OLUCTAGELS TOV, TIG OMOLTOVUEVES Y10 TV
owoth Aertovpyia Tov avoyés KA. [lpokeyévou va mopaydei to oxedlacuévo aviikeipevo,
elval amopoitnteg 00Nyieg MOV VO AvVAPEPOVTOL GTO €100G KOl TNV GEPE EKTEAEONG T®V
SPOPOV SEPYACIAOV, TOL OTOLTOVVIOL VIO TNV UETATPONY] TOV TPOTOV VADV GTO TEAMKO
avTIKEipEVO, Om®G avTd TPoPAénetarl 6To oyédto. Ot 0dnyieg avtég mepAapfavouy cuvibmg
KOl TANPOQOPIES CYETIKA LE TOV OmapaitnTo TEXVOAOYIKO €EOMAIGUO, TIG 1O10GVGKEVEG KOl
Ao oToryEio TV TOPOyY®YIK®V depyacidv. To cOVOAD TV 0dNYIBV ALTOV OTOTEAEL TO
Aeyopevo Teyvoroywkd Ilpoypappo IMapaymyng (Process Planning) tov ocuykekpiuévou
OVTIKEWEVOD KOl KOTAYPAPETOL GE £V QUALO €PYOCING 1 GE £VO TPOYPOLUO EPYACUDY
(Exmpa 1: Tomkd Texvoroywd TIpdypappa.), T0 0moio TEPLEYEL TIG GYETIKEG TANPOPOPIES
SVUTEPIAOUPOVOUEVOV TOV E100VE TOL TPOIOVTOG, TWV VAK®V KOTACKEVNG K.A.T.

Y10 mhaicla Tov Teyxvoroywov Tlpoypappaticpov Hapaywyng (TIIHI) Aappdveton v’ dyn
éva mANBog mapaydviov, ot omoiot emnpedlovv TV EMAOYN KOl TNV OAANAOLYIO T®V
SWPOPETIKOV JEPYOCIDOV KOl TOV TAPOUETPOV TOovG. TE€tool mapdyovieg eivar, m.y., 10
oYNUO Kot To péEyeBog Tov VIO KATAOKELY] EE0PTNUATOG, Ol OTOLTOVUEVES AVOYEG, 1| TOLOTNTA
NG EMPAVELNG, TO VAIKA KATAGKELNG Kol 1 wapoyopevn tocotnto. 'Eva Tumikd Texvoroyikod
[poypappa eaivetar oto Xynua 1: Tomkd Teyvoroyd [podypappa.

OPERATION SHEET (Process plan)
Part No. Material
Part Name -
. Changes
Ornig.
Checked Approved
No. Operation Machine Set-up Operate
Description Description Hr/umit
5 Rough and finish mill 2 | Cinc. Mill Gang 6 castings in
mating surfaces (Kender 136) fixture
10 Spotface and drill two | Multispindle Piece on table
holes 33/84 in. D; drill | drill press Piece in 35" drill
27/84 in. D pipe hole; iig
tap % in. pipe thread
15 Rough and finish bore 6 | Bullard vert. Clamp to eccentric
Y, m. D; bore 6 !4 in Dx | Boring Mill Connector Half
3/8 m. wide groove (kender =335) | (S563-5), then
mount both parts
in 4-jaw chuck

Operation Sheet = ®HAro Aepyacidv

Part No = ApiBpog e&aptipatog

Part Name = Ovopa e&aptipoartog

Orig. = IIpoérevon

Checked = gleypévo

Material = YAuo

Changes = AMuayég

Approved = eykexpiévo

Operation Description = Ieptypagn Aepyociog
Machine = Mnyaviy

Setup Description = ITeptypaen TpogTolaciog
Operate Hr/Unit = Ene&epyaocio —Qpeg/povada
Rough and finish mill: 2 mating surfaces = Xovdpwo kat
EKAETTUGUEVO QPECAPIOHA: 2 OVTIKPLOTEG ETLPAVELEG
Cinc. Mill (Kender #136) = ®péCa (Kender #136)

Gang 6 castings in fixture = Opddo 6 yvtdv Tepoyiov otov

TPOGOPUOYEN
Spotface and drill: two holes 33/84 in. D, drill 27/ 84 in. D pipe
hole, tap ¥4 in. pipe thread = Kevtpdpiopa kot Sidtpnon: dvo
onég Srapétpov 33 /84 g tvtoag, Spamavo e SIAUETPO OTHG
ocoAva 27/84 g ivtoag, Tdmo oTEP®OUATOS cOANVA Tov 1/4 Tng

tvtoog

Multispindle drill press = TToAva&ovikn Tpéoa Siétpnong
Piece on table = E€aptnpa oty tpdmela epyociog

Piece in 35° jig = EEGptnpa oty dudtaén kpdtnong pe yovia

35°

Clamp to Eccentric Connector Half (S563-5), then mount both
parts in 4-jaw chuck = Z0o@i&n 610 MOV EKKEVTPOL GLVIETHPA

Kot 6TV GuvEYELR TomoBEon Twv 600 e€aptnudtov og

GOIYKTNPO TEGGAPOV GLOyOVOV

Tyqpa 1: Tvmko Teyvoroywké Mpoypappa.
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Tunuo. Myyovoloywv & Aepovavmnymv Myyovikav

Yndpyovov opiopévor  tpémol  mPocEyyong  Tov  mpoPAnuatog  tov  TeyvoAioyukov
[Ipoypappatiopod Iapaymyng (TIIIT), mov meprAoapPdvovv aUTOUOTOTOMUEVES Kol Un
pnebddovg. Ov pn  avtopotomomuéves pébodol mepthapfdvovv t0  fiflio epyaciav
(workbook). Amd v GAAn mhevpd, ot awtopartomomuéves uébodol meptlapfdvovy v
EVPEMG  YPNOULOTOOVUEVT TPpocsyylon TV [apailaywv (vrapydviwv) Texvoloyikdv
[poypappdtov Iopaywyng (variant approach), v zlipw¢ avrouaromomuévy mpocéyyion
Anpovpyiog véwv Teyvoroywkov Ipoypappdtov Mopoaywyng ot v vfpidikny uébodo
(hybrid semi-generative).

Atveton 10 6Y£510 TOL EEAPTILOTOS TOV 0010V BEAOVLE VO TPOYPOUUATIGOVIE TNV TOPAYMOYY|
(Eymua 2: Zyédio e€EaptiuHaTog.).
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Typa 2: Xyédwo eEaptipatog.

Ot dBéoeg unyavég Kot dlepyacieg ot omoieg Umopovv va Tpaypatoromfodv gaivovton
otov [livaxog 1: Awbéoipeg Mnyavég ko Atepyacies.

ATAOEXIMEX MHXANEX AIEPT'AXIEX

Eykapoia Topvevon

Koatd pnrog Topvevon

Ecwtepucn Topvevon

Topvog

Xrepotounon (Ecotepukn & E€wtepikn)

Aldtpnon

Amokonn

Dpéla Ddpelapiopa

Apdmavo Awdtpnon

ITAGvM [TAdviopoa

Agtovon E€otepikmv KvAvdpikav
Emoeaveimv

Agwaveuen pyovi Acgiavon Ecotepicamv Kviwvopikov

Emoeaveimv

Ecotepin Xmeipotounon

Avtoportn Mnyoavi Xrepotounong FEaTentch SIEl0ToLNG

Mivaxog 1: AwBéoipeg Mnyavég ko Awepyacieg
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Tunuo Mnyavoloywv & Aegpovavrnywv Myyovikwy

Me Bdon 10 punyovoroyikd oy€010 Tov e£0PTNHATOS Kol AAUPAVOVTOG LITOYV T SLOOEGTLLOL
UNYOVALOTO Kot TIG OlEPYOCIEG Ol OMOieC UmOPOVV VO, EKTEAEGTOVV OO TOV VIAPYOV
eEomMoud pmopovpe va kdvouvve Eva Tvmikd Teyvoroyikd Ipdypappa yioo TV mopoywyn Tov
e€optnuatog pe yprion g Mn Avtopatomomuévng Mebddov (Manual Process Planning).

Edv ywo tov teygvoloyikd mpoypappatiopd ypnoiponombet 1 Mébodog g Ilaporiayng
(Variant Approach Process Planning) eivon amapoitntn n kodikonoinon tov eEaptnudtov
TPOKEWEVOD V. YIVEL OLASOTOINGT| TOVG.

H xodwomoinon kot m opadomoinon tov eéopmmudtov yivetor pe v Ponbeio evidg
ovotijuatos kwoikomoinons (Coding System).  To ovotiuata kodikoroinon (Coding
Systems), mov eivaw avtikeipevo ™G TEYVOAOYiag oupadomoinong (Group Technology),
nepapPdvoov v epapuoyn &vog mivaka Omw¢ kot otov Ilivokag 2:  Xdotnua
KOOKOToINong. 61ov mapovstdleTot £va GVGTNIO KOOKOTOINoNG TE6opmV (4) ynoiov.

Digit = Yneio Hexagonal Bar = E€ayovikh Papdog
Primary Shape = Apywn popon Square Bar = Tetpaywmvn Papdog
Secondary Shape = Agvtepevovca popen Sheet = ®OALo (Elaopa)

Auxiliary Shape = Bonntiko Zynuo Plate and Slab ="Elacpa kot [Thdxko
Initial Form = Apywo Zyiua Cast or Forged = Xvt 1} Zpvprilato
Rectangular with Chamfer=0pfoywovixdg pe Welded assembly = ZvykoAknpévn cvvappordynon
Odrapo Premachined = ITpoeneEepyoaopévo

Cross section=toun Curved surface = Kapmoln empdveio
Rotational = Ilepiotpoikd Functional= Aettovpycog

Non rotational = Mn nepiotpo@ticd Groove= Xapa&n

Round Bar = Ztpoyyvn Papdog Screw Thread=Xneipopa

Stepped Plane Surface=Empdveio pe prypora No shape Element=Xapoxtnpiotikd yopig
Long= paipd GUYKEKPILEVO GYNLLOL

Cubic=xvpwo With deviation= pe v avoyn

Flat=eninedo

IMivokog 2: TooTne KOIIKOTOIN6NC,
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To mpdto YNeio aviictoryel 6To TPOTEHOV YN TOV EEAPTAIATOC, TO OEVTEPO AVTIOTOLYEL
0TO OEVTEPEVLOV GYNLLML, TO TPITO APOPA TO PonONTIKO GYNIO KoL TO TETAPTO OVTIGTOLYEL OTNV
apyIKn HopeN NG TPOTNG VANG. Ot TYWES TOV TECCHPMOV aVTOV YNeiov eEaptdvtol amd Ta
EWOIKA  YEMUETPIKE YOPAKTNPIOTIKE TOV €E0PTNUATOS KoL TOPIOTAVOVTOL HE  TPOTO
OLOTNUOTIKO oToV Tivaka, 6mwg eaivetar otov Ilivaxkag 2: Tvomua Kodworoinone.. H
dwdkacio ovtn Pondd oty kwdworoinon tov eEapTUATOV He BAON TO YEOUETPIKA TOVG
YOPOKTNPIOTIKA, TIG 1010TNTEG TOLG KAOMG Kot GAAOVE TOPAYOVTIEC OTMC T.X. TO LAIKA —
avdAioyo PEPara pe o péEyeBOG TOL GLGTNUATOG KMOTKOTOINGNG.

Zmrovpevo:

1. Na yiver 10 Teyvoroywo Ipdypoppo I[Hapaywyng tov e€aptiuotog ToV Zymua 2:
Tyédo efoptipatog. PE ypNom TG Mn Avtopatomomuévng Mebddov. No unv yivel
TPOGOOPIOUOS TOV TAPAUETPMV KOTEPYUOIOC.

2. Mg Bdon to cHotpa kwdikoroinong pe téooepa ynoeio wov diveton otov Ilivaxog 2:
Yhomuo kodwomoinong. va kmdwonombel 1o eEdpmmuo tov Zynuo 20 Xyédwo
eCapmuotoc. Na S1KaloAOYNGETE TNV ATAVINGT GOG.

Oodnyieg:

1. T tov Tpocdlopiopd TOV UNKOVS Kot TNG SIETPOL Tov e&aptnpatog Ba Bempnoete Ot

a: etvon o mpoterevtaio yneio tov A.M. cag kot
b: sivon To TeELevLTAi0 YN@Pio TOL A.M. Gog

2. To pnkog g mpdTNG VANG &ival o0 e Lapue = Ltaue=200*(a+1).
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