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Pe3ume: CAD/CAM TexHooruje nmpeacraBibajy OCHOBY Y CABPEMEHOM pa3Bojy MPOU3BOJA U
Ipolieca U HHXKemepy Mpyskajy 3Ha4ajHO OJIAKIIAkE Y IbUXOBOM MOJIENHpamy. Y pajy je MpuKa3a
nocrynak 3D 3anpemunckor mopenupawma mnpousBona y PLM cucremy CATIA V5. To
nojapa3zymeBa, usMmely ocranor, Kpeupame aJeKBaTHOI Mojelia U ckiorna. Ha ocHOBY kpeupaHor
CAD wmozena mpucTyna ce M3paad TEXHOJIOIIKOT MOCTynka o0panae poramuonux nenoBa (CAM
mozen). [lo wu3BpIIEHO] CUMyNaMju M TOCTOPOIECHpamky H3BpPIICHA je Moaudukanuja u
npunarohasame NC kdna 3a ynpasspaukoy jeaununy FANUC na mammuan anatku HAAS ST30 u
M3BpIICHA j€ JeTaJbHa aHanu3a KapakTtepucTudHux aenoBa NC kdma. IIposepa m Bepudukamja
pa3BHjEeHUX MoOJIela M TIOCTYNKaKao W W3paja caMmor Jejia W3BplieHa je y mpeaysehy ,,Mwuinanosuh
HWHXEHEPUHT 1.0.0.

Kbyune peun: PLM cucrem, CATIA, CAD/CAM texHoOOTHje, TEXHOJOIIKHA IOCTYIaK

obpane, potanronu aenou, NC KOI.

Abstract: CAD/CAM technologies represent a base in the modern development of products
and processes, and provide engineers with a significant relief in their modeling. A process of 3D
volume modeling of a product in PLM system CATIA V5 has been presented in this paper.
Between other things that means creating an adequate model and assembly. Based on the created
CAD model, making the technological process of making rotational parts (CAM model) has been
approached. After the simulation and post-processing have been completed, modifications and
adjustments of the NC code for control unit FANUC on a machine tool HAAS ST30 have been
made, and detailed analysis of characteristic parts of NC code was done. Check and verification of
developed models and processes, as well as manufacturing of the part itself has been done in
,»,MuaHoBuh HHXewmEepuHT 1.0.0. (Milanovi¢ engineering).

Key words: PLM system, CATIA, CAM technologies, technological processing procedure,

rotational pars, NC code.
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Cumynarnmja obpaze ctpyramem y PLM cuctemy CATIA - NC k61 3a 00paay poTalMOHKX JII0Ba

1. YBoa

CaBpemMeH pa3Boj MpOU3BOJIA MMoApa3zyMeBa, u3mel)y ocranor, npuMeHy pa3HUX CO(PTBEPCKUX
ajaTa M TEXHOJIOruja, Mehy KojuMa amaTé M TEXHOJOTHje 3a ayTOMaTH3alljy MpPOjeKTOBamba,
aHanM3e, TECTUpama M U3palie MPOU3BOJA, 3ay3MMajy KJbY4HO MecTo. OBU co(TBEpCKH anatu u
TexHoyoruje ce omucyjy ckpahenmmom PLM cuctemu (enrn. ,,Product Lifecycle Management®
OJTHOCHO CHCTEM 32 YIIPaBJbakbEeM JKUBOTHUM ITUKIYCOM IMPOW3BO/A) KOja 03HAUYaBa CBEYKYITHOCT
ajlaTa W TEXHOJOTHja 3a ayTOMAaTH3allfjy TPOjeKTOBamba MAIIMHCKAX KOHCTPYKIHja U HHXOBY
u3pany.

OcnoBy PLM cucrema 4nHu WHTErpandja COPTBEPCKUX ajlaTa KOjH Ce Be3yjy 3a IOjeIrHe
¢ase pa3BojHor muKiIyca (cnuka 1.1):

e CAD (enrun. ,,Computer Aided Design®) - [IpojekToBame nmomohy pauyHapa,

e CAM (enrn. ,,Computer Aided Manufacturing*)-Pauynapom mojapkaHa mpou3BOIba,

e CAE (enrx. ,,Computer Aided Engineering™) - Pauynapom nojapxaH WHXEHCPHHT,
wiu ckpahenuniom CAD, CAM, CAE. Ca npyre cTpaHe, pauyHapoM MOJApKaH HHKEHEPHUHT, U aKO
jacHO neduHHCaHA HAYYHO-TEXHHMYKa IUCIMIUIMHA, YEeCTO CE CcMaTpa 3a jelaH o] erama y
MPOEKTOBakYy NPOM3BOJA, Ia C€ CTora COQTBEPCKH CHCTEMH KOjU OO0jeluibyjy HaBEICHE
TexHoJoruje u anare yoouuajuo nazusamo CAD/CAM cucremu.
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Canka 1.1: CodprBepcku anatu, koHuenty u crpareruje PLM cucrema

Cucremn 3a mpojexToBame momohy padyHapa wim CAD cucremu mnpencraBibajy CKYyIl
copTBepcKUX anara M TEXHOJIOTHja KOJU HMHXKEHEepHUMa Ipyka HHU3 MOrOJHOCTH TOKOM pajia Ha
pa3Bojy KOHCTpyKuHMje mpou3Bojaa. IloromHocTn ce orneaajy y ayToMaTH3alMju H3Bohema
KOHCTPYKTUBHHUX OIl€palfja, Kao IITO Cy UCIpTaBame JIMHUja, GopMHUpame Teaa MOJUu(HKaIMja,
pan ca 6azama cTaHIapHUX €JIeMEeHaTa, pa3MeHa LpTexa u Cll.

IIpe 3amounmama pa3Boja TXHOJOTHje H3paZe MPOU3BOJA WM MapaleaHO ca THM
AaKTUBHOCTHIMA, YITYTHO je W3BPIIUTH HEONXOJHE aHAINW3€ CHMYJAIje TOHAllamka MPOU3BOAa Y
eKCIUTOATAI[MOHUM YCIIOBHMA. 32 TO C€ KOPHCTE CHCTEMH 3a padyyHapoOM IIOJp)KaH HHKUHCPUHT
numu CAE cucremu. OHEM ce cacroje W3 HU3a COPTBEPCKHUX ajlaTa 3a aHAIM3€ M CUMYJIAIH]je
(hUBUYKKX KapakTepucTuka Oymyher mpous3Boa.

Kana ce 3aBpmm pas3Boj KOHCTPYKLHMjE TNPOW3BOAA HEOMXOAHO j€ MPUCTYHHUTH HErOBO]
MIPOU3BO/HU. Y CBETIY pauyHapcKe MOAPIIKE U MHTErpalije pelaTUBHUX MPOU3BOJAHUX (YHKIIM]jA
U aKTHBHOCTH, 3a OBy HameHy Kkopucte ce CAM cucremMu, OAHOCHO COPTBEPCKU CHUCTEMH 32

3aBpumnu pan: Credan Jlazapesuh 40/2013 1



Cumynanuja oopane crpyramem y PLM cucremy CATIA - NC k61 3a 00pany poTalMoHHX A€I0oBa

padyHapoM TOJpXaHy TNpou3BoAmy. Hajuemha oOxact npuMeHe OBUX CHCTEMa jecTe
MPOjeKTOBAlke W CHMYJAlMja OOpagHOT TMOCTYNKa W TEHEpHCame MporpaMa 3a HYMEPUUKH
yIpaBJbaHE MAIIMHE aJaTKe.

CAD/CAM TtexHonoruje npeacTaBibajy A€o0 YKyIHE HOAPIIKE MpOoLecHMa KOHCTpyHcama U
MPOU3BOJIIbE. AKTUBHOCTU M3 (a3e KOHCTpyHCama OJHOCE CE Ha Kpeupame oOIHKa, TUMEH3H]a,
ToJiepaHiyja, GU3NYKUX OCOOMHA, CKJIOMOBA, aHAIM3E, [IPTEXKa U TEXHUUKE JokyMeHTanuje. Ctora
CAD mnpouiecu u ajaté 00jeubyjy TPU JUCIUILIMHE: MMapaMeTapcKO MOJCIHpame, pauyHapCKy
rpaduKy ¥ KoHcTpyucame (ciuka 1.2a). Ca apyre crpane CAM mporecu U anaTé AUPEKTHO CY
Besann 3a CAD wmopmene, anu oOjenumaBajy W NPOU3BOJHE JAUCHUIUIMHE, Ka0 U JUCIUILUINHE
ayromatuzanuje (cauka 1.26). Ce oBo HaBoaum Ha 3akibydak ga CAD/CAM TtexHonoruje
MIPEJICTaBJbajy CBOjEBPCHU MHTErpaTop 3a Behu Opoj HaydIHO-TEXHHYKO-TEXHOJIOMIKU JUCIIUATLINHE

(cuka 1.2B)

(6)

T'eomerpucko
MoJieTHpame

Koncrpyncame

(a)

(B)

Camka 1.2: Tucuuruinse CAD/CAM texonoruje
(a) CAD mucrumuae (6) CAM IuCIHMILIHHE
(8) CAD/CAM cucreM Kao HHTErpaTop

3appinu paa: Credan Jlazapesuh 40/2013 2



Cumynarnmja obpaze ctpyramem y PLM cuctemy CATIA - NC k61 3a 00paay poTalMOHKX JII0Ba

1.1 CAD TexHoJioruja

[Ipa TreHepammja mTPOM3BOAA 3a AayTOMATH3alMjy IMPOJEeKTOBama Yy MAIIHMHCTBY
nojapasymeBaiia je cucreme 3a 2D nprame. OBU CHCTEMH Cy 3HAYajHO JAOMPHUHENN ayTOMAaTU3alU]j!
MOCTYIKa MTPOU3BO/IHE U Jalld CMEPHHUIIE 32 1aJbu pa3Boj. [lorpeda 3a mpocTOpHUM MPUKA3UBAKHEM
YOOTIYHUJIA je Jpyra reHepamuja koja je omoryhuina crtBapame 3D xuyanux mojena. Tpeha
reHepalyja JOHOCH 3HaTHO Bhu Ipo10p y 0BOj o0s1actu yBohewmeM 3D 3anmpeMuHCcKOr Moaenpama.
CAD cucremu tpehe reneparyje Mojene cy Kpeupajad KOMOMHAIM]OM jeTHOCTaBHUX, TPAHUYHHUX U
CTaHJapAM30BaHUX OOJIMKA KOjU C€ Ha3MBajy NpUMUTHBH. KOMOMHALINjOM PUMHUTHBA ITOCTHXKE CE
Kkpeupame cinoxkennx 3D momena. YerBpra reHepaidja JOHENA j€ PEBONYIIMOHAPHU IMOMAaK
yBOh)eHEM T'€OMETPUCKO-TEXHUYKO-TEXHOJIOMIKIX MPUMHUTHBA, OJOCHO MOJEICKUX (Gopmu ( €HIJL.
,.features®). tbuma je omoryheHo acomnmjaTHBHO U MapaMMETapCKO KOHCTpyHcame. HoBu KoHIIENT y
okBupy ayTomarusaiuje MpOjeKTOBama MPOM3BOAA, KOjU je KpeupaH 3a MoTpede HCIymaBarba
HOBUX U CJIOXEHHX 3aJjaTaKka CaBPEeMEHOI TPXKUILTA Ha3WBa c€ OMXEJBUOPUCTUYKO MOJEIIHpamhe U
MpeJicTaBJba METy TeHepalijy MPOor3Bo/ia 3a ayTOMaTH3aIlljy TIPOJKTOBAkA Y MALTUHCTBY

CAD cucremu mpeacTaBibajy CKyln COPTBEPCKHX ajaTa U TEXHOJOTHja KOje HHKEHhepruma
MpYXkajy HU3 MOTOJAHOCTH, Kao ILITO Cy UCLPTaBame JIMHU]jA, (popMupame Tena, MoauduKaiuje, pas
ca 0a3zama cCTaHJapIHUX €JeMeHaTa, pa3MEeHa IPTeXa W MPOCTOPHUX MOJENa, TaKo Ja UM je
OJIAKIIIaH pajl Ha Pa3BOjy KOHCTPYKIIM]ja U TIPOU3BO/IA.

[Tpumena caBpemenux CAD cucrema monpa3dymeBa crBapame 3D reomerpujckux mozena’
POM3BOJIA TPHMEHOM MOZENCKHX (opMu’. KapakTeprcTiKe MOIEICKHX GOPMH W YHTABOT MOJEIA
Cy MapaMeTapcKH OIMCaHe, IITO JONPUHOCH BUCOKOM HHUBOY (PIEKCHOMIHOCTH TOKOM pa3Boja
MIPOM3BO/Ia M HETOBE J1aJhe YIoTpeoe.

Monenupame aenoBa NPUMEHOM MOJEICKUX (GOpMH TMpeacTaB/ba HajpacHpoCTPamEHH]Y
CAD TtexHomnorujy. Moaenupame CI0KEHUX MoJiesIa MOCTHUXKE ce MPUMEHOM MOEICKUX (popMu Ha
peaTHBHO JIaK MHTYWTHUBaH Ha4yWH. be3 003Mpa Ha CII0KEHOCT T€OMETpHje MAIIMHCKOT Jefia |
KaTeroprje KOHCTPYKIIMj€ KOjOj mpumnana (CTaHIapAHH MAIIUHCKH €JIEMEHTH, CIICIH]aIHA
MAIIMHCKU €JIEMEHTH, JIMBEHH W KOBAaHHW OOJUIIM, JAEJOBH OJI JIUMA, UT].), TIOCTYIaK MOJEIUpamka
nmahe Mame WM BUILIE YHUBEp3aJaH TOK. MoJienpame ce y OCHOBH cacToju o cienehux kopaka:

1. ¢opmupame ckule;
2. Kpeupame MOJEICKUX (GOpMH; U
3. KOMIIOHOBame MOJENCKUX (hopMu y 11eo.

Koparu cy melyycoOHO moBe3aHu, Kako y CMUCILY IpOIelype MOAETHpamba, TaKo U Y OISy
aCoOLIMJaTUBHOCTH (CKJIalama MojeIMHAYHUX MOJIENIa Y je/1aH CKJIO).

[Ipouec Monenupama 3anounme JedruHrucameM 0azHe MoJelcke GpopMme, Koja je HeolxoIHa
3a JaJbH TOK Mojenupama. CBaka HapenHa Mojelicka (hoopma y BEe3H je ca HEKOM IMPETXOJIHOM I1a ce
n3Mel)y HjuX yCIocTaBJhajy Be3e KOjUMa ce JePUHUITY HUXOBU onHOCH. MehycoOHa 3aBHCHOCT
Te€OMETPUCKUX MOJIENICKUX (hOpMHU MOXKe OUTH:

e poauTesb-mere’;
e ['eomerpucka;

e J[uMeH3HOHA.

1 . .

Moped je pauyHapcKa penpe3eHTalyja peaiHor MPOrU3BoIa HiTH IpoIeca.

Mopnencka ¢opMa je eIeMEHTApHH TCOMETPUCKH, HHKCHEPCKH, TEXHOJOIIKM M TMPOU3BOJHH OOJIHK U
KapaKTepUCTHKa, OJHOCHO OCOOMHA 00jeKTa KOjU CE MOJICIIUPA O] KOJHX j€ CAUUELCH U KOJU T'a OJUIHKY]E.

3aBpumnu pan: Credan Jlazapesuh 40/2013 3
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1.2 CAM rtexHojoruje

[To 3aBpuIeTKy pa3Boja Mojeia IOjeIMHAYHUX JIEJIOBAa M CKJIONOBA MPOW3BOAA, Y CMHCIY
JeTajbHe pa3paje, aHaTU3e W ONTUMHU3AIMje TeoMeTpuje W (PU3MYKMX OCOOMHA, MPHCTYIa ce
BUX0BOj m3paau. [lotpedHo je neduHMCaTH Mporece pa3Boja o1 HeCcTBapHE (EIEKTPOHCKE) hopMe
Mojena ka (u3nykoj] (GopMH TOTOBOT MPOM3BOJA. Y KHMBOTHOM LHMKIYCYy IpPOM3BOJA H3paja
MpeACTaBJba jeAHY O] KJbYy4yHUX (pa3a, O]l BEIMKOT je 3Hauaja 00e30eIUTH yCIIOBE 3a IMPETXOAHY
IIPOBEPY CBHUX pEJaTMBHMUX aclekara Mpou3Bojame. Tume ce MOryhHOCT I0jaBe HEKBAJIMTETHUX
MIPOM3BO/Ia, HETIOBOJHHUX TOKOBAa MaTepHjalia, MoBpeaa Mpu paay W CIMYHHUX MpoliieMa CBOJIM Ha
mMuHUMYM. To yTtuue Ha ckpaheme BpeMeHa O HJe€je A0 IUIacMpama IMPOM3BOJAA HA TPXKHIITY,
CMamelhy WIM TOTIYHOM H30CTajalby H3MEHAa TOKOM NPOHM3BOMGE, 3HAYAJHO PEIyKOBAIbE
TPOIIIKOBA, UT/I.

3a oBy HameHy kopucrte ce CAM cucreMH, OJJHOCHO IMPOTPaMCKH CHUCTEMHU 3a pauyHapoOM
nojpkaHy npousBoamy. C 003upoM J1a MOKpUBAjy BeJIUMKU Opoj (QyHKIMja M aKTUBHOCTHU KOje
NPUINAAAJy Pa3IMYUTUM 00JacTHMa MPOU3BOJHMX CHUCTEMA, TEXHHMKA M TeXHoJoruja. I'eHepaiHo,
CAM cucremMu mpeacTaB/bajy NPOrpaMCcKe anare Koju IOoJpa3yMeBajy HHTE3MBHY YIOTpeOy
pauyHapa 3a IUIaHMpame U MPOJEKTOBaHkE MPOU3BOJHUX U TEXHOJUILKUX Ipolieca M onepanuja u
yIpaBJbambe MPOU3BOAKOM, OJHOCHO NPOHM3BOJHMM TporecuMma. Vmajyhm y Buay caBpemeHe
HAa4YMHE pa3Boja Mpou3Boaa, oHaa ce Moxke pehu ma CAM cucremu unHe norndad HactaBak CAD
cucrema. M3 Tor pasmora ce nganac oBu cucreMu cBe pehe cpehy kao He3aBucHu Beh Kkao
o0jenumenu cucreMu CAD/CAM unu PLM cuctemu. Kao TakBu, npyxajy BeIMKY MOY3/1aHOCT U
uMajy 3HayajHy MPEAHOCT Y TMOIVIeAY acOLHUjaTMBHOCTH Ca OCTAJIUM MOJIENHMMA pa3BUjeHUX Yy
okBupy ucror PLM cucrema. Mehytum, n y cinydajeBuma npumene paznuuutux CAM cuctema
BUXOBU Npou3Bohaunm Texe Ja obe3dene a006pe MoryhHOCTHM NOBe3MBama €a HHTETPATHUM
CHCTEMHMMa 3a pa3BOj MpoM3BoJa W mpoueca. Tume omoryhaBajy TUMCKH pajJ CTpydumaka KOju
KOPHCTE Pa3InINTe MPOTPAMCKE CHCTEME.

W3 cBera mpousunazu Ja ce BEJIUKM Opoj pPa3sHOPOJHUX MPOU3BOAHUX (YHKIHMja U
aKTUBHOCTH MOTY ayromaru3oBaTu npuMeHoM CAM cucrema. [IpuMeHOM caBpeMEeHHX MPUHIIMIIA
MPOM3BOJIHUX CHCTEMa BE3aHUX 3a IUIAHUPAIE TPOM3BOJEC M TEXOJOTHje H3pajae MpOoM3BOJA
no0ujajy moceOHy TUMEH3H]y.

OcHoBa 3a Jie(pMHHCambE TEXHOJIOUIKOT MOJIeNa MPon3Boa npeacraBiba reomerpucku (CAD)
Mmojein. 300r Tora u3Mel)y BHUX MOCTOjU BeoMa T€CHa Be3a, KOja je y3 TO U acOLMjaTUBHOI THIIA,
IIOrOTOBO Kaja ce pagu o PLM cucremuma.

[Ipema mpousBogHO] GYHKIMJU KW akTHBHOcTUMa Koje mokpuBa CAM cucrem Mmoxe ce
TIOJICJIUTH Y JIBE OCHOBHE KaTeTrOpHje:

® IUIAHUPAE MPOU3BOIIHE;
® YIIPaBJbAEE MPOU3BOIHOM.

CAM cucremu mojap:kaBajy Npou3BoaHe PYHKIINje HHIUPEKTHO U TUPEKTHO. Y OKBUPY MPBE
KaTeropuje Hema IUpeKTHe Beze nu3Mmely pauyHnapa Ha kome ce 06aBbajy CAD/CAM akTUBHOCTH U
MMPOM3BOJHUX TIpolieca. 3ato ce mHpopMaIje U MmoAaly MmoTpeOHe 3a TUIAHUPAkEe U YIPaBIbamkhe
MPOM3BOJHUM TpoIiecoM 00e30el)yjy BaH MPOM3BOJHOI TOTOHA, Ja OM ce KacHHje MPOCIICInIe
onrosapajyhum pamaum mectuma. AxktuBHa pumeHa CAM cucrtema, mojapasymMmeBa JTUPEKTHY BE3y
mmelhy CAD/CAM panHux ctaHuia U npou3BogHux mporeca. [lacusaa npumena CAM cucrema
3a IJIaHUPakE TPOU3BOAHO-TEXHOJIOMIKUX MIpolieca YKJbydyje cienehe copTBepcke cucreMe:
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® IIPOjEeKTOBaHE TEXHOJOIIKHUX MocTymaka nmomohy pauynapa (CAPP cucremn),

® AyTOMAaTCKO '€HEpHCAE MPOorpaMa 3a HyMEpHUUKH yIpaBjbaHe MaIIWHE allaTKe,
e (0ase mojataka 0 00paJbUBOCTH,

® CHCTEMHU 3a CTaHJapAn3allnjy U HOPMHPAbE,

e onpehuBame WK MPOIIEHAa EKOHOMHUITHOCTH,

* [UIAHMPAE MpoIieca MPOU3BOIHE U MOTpeda/3anmxa,

e (anaHcHUpame MPOU3BOIHUX TOKOBA.

Benuku 6poj CAM cucrema OpHjeHTUCaHU Cy Ka M3BpIIaBamy (QYHKIHMja U aKTHBHOCTH KOj€
crmajgajy y KaTeropHjy MpojeKToBama TexHoJomKux mocrymaka. OBu CAM cucteMu mnpumnanajy
yK0j 00J1acTU MPUMEHE KOja Ce OJHOCH Ha!

® TIPOjeKTOBAmE TEXHOJIOIIKHX MOcTymnaka nmomohy pauynapa (CAPP cucremn);
® ayTOMAaTCKO T'€HepHCcame IMporpaMa 3a HyMEpUiKH yIpaBJbaHe MallHHE ajlaTKe;
e (0ase mojaraka o0 ynpaBJbHUBOCTH.

OcHoBy aktuBHe npumene CAM cuctema unHe (yHKILM]j€ U aKTUBHOCTHU BE3aHe 3a:
e mpaheme U ynpaBibamke MPOU3BOAHUM IPOIIECUMa,
e ympaBibakby OOpaJHUM U U3PAJHUM IpOLECHMA.

CAM cucteMu uiy MOAYJIU MpeAcTaBibajy JornyHu HactaBak CAD cucrema unu monyna. Y
okBupy CAD/CAM cucrema wimu PLM cucrema penatuBHe (yHKIMje M aKTHUBHOCTH CYy
ayTOMaTH30BaHe, INTO 3axTeBa HAArpajlilpy CTaHAApIHUX Mojayja yrpahuBameM TaKO3BaHOT
KOpIOpaTUBHOT 3Hama. OcHoBHA (yHKIMje CAM cuctema Be3aHe Cy 3a IUIaHUpame MPOU3BOIHO-
TEXHOJIOLIKUX Tmporieca (cnuka 1.4)

OcHoBHe Qynkuuje CAM cucteMa

- Tenepucame y 4
ementca Kpenpame u xopamfiese NC nporpana Tenepucame Vrpahueame u
PH H’e Daze mozaraka TIPOH3BOIHE xopumheme
TIpHIpeMKa ) JOKYMeHTalHje SEEALEA
KaTazora
peluMa H aT1ata
y
Tenepucame u TIpopaava R " Brsvenssamia”
nyTame ajara L IR
odpazgHOT CHMVIIAlIHja
mporeca 0OpaIHUX CHCTEMA.
MIOCTPOjeBa H
TIOTOHA

Canka 1.4: OcHoBHe ¢pynkimje nacuBunx CAM cucrema
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1.3 CNC TexHojormje

TexHosnoruje Hymepuykor ynpasibama mammuHa anatkd (NUMA) kKakBy AaHac MO3HajeMo,
nojaBuiia ce cpeanHoM XX Beka. [Ipea NC mammHa anatka pa3sujena je na Massachusens Institute
of Technology (MIT) 1952 roa. (cauka 1.5). IIpoussoama NC marinHa Huje 6ua oOMMHA CBe 710
nouetka 60-ux. MoTHB 3a pa3Boj OBaKBUX MalllMHA AlaTKH, JIE)KAO j€ Y UNIbEHUIIU Ja je Y TO BpeMe
HacTalla u3pakeHa norpeda 3a MpoU3BOAKHOM CBe COUCTUIIMPAHUX MTPOU3BOJa y BehuM cepujama,
y3 UCTOBPEMEHO OJIp’Kamhe BUCOKOT KBaiuTeTa. [okasano ce 1a Belmke cepuje HUCY IpoOIieM, au
HECTa0MJIHOCT KBAJIMTETA jecTe, Ha IITa Cy y HajBehoj Mepu yTHHAIH JbyICKU (akTopu. Mamu
YTULj JbYACKOT (pakTOpa Ha MPOM3BOJIHE ONEpalrje ce MOrao MOCTUNM caMoO IMOJW3alkEeM HHBOA
ayromatm3anuje. PasBojem NC wMammHa mocTH3add Cy €€ OCHOBHHM IIMJBEBH: TIOBehame
MPOAYKTUBHOCTH, IMOJW3ak€ HUBOA KBAIWTETA W TAYHOCT JEJOBa, CHIKEHE W CTadmim3anuja
IIPOM3BO/IHUX TPOILKOBA U U3BOhEmE CI0KEHUX 00paJHUX U MPOU3BOAHMX 3a/1aTaKa.

Camnka 1.5: [Ipea NC mammHa anaTka

VYnpassame NC MammHama anaTkama 0JIBUjajo ce IMyTeM padyyHapCKOI MporpaMa yHeCeHOT
y yIhpaBibauky jeauHuily Mammue (cnuka 1.6). IIpBa Bep3uja NC mammHa 3axTeBajie Cy YHOC
nporpaMa myTM OymieHMX Tpaka. Mmxumepu cy nHcaad mporpame mnomohy padyHapa,
npedanuBaIl UX HAa TAMMpHE Tpake y3 MoMoh Oymiaya Tpake, a 3aTUM HOCWJIM JI0 MAIllMHE U
YYYNTaBAJIM X y yIPaBJbauKy jeANHUILY ToMohy ynTada Tpake.

1. lIprame (IIpopauys KapaKkTepHCTHKE Jeja)

3. NC IIporpam na NC mamuna
OymeHoj Tpanu

Yurtame Tpake H
VOpaB/badKa jeJHHHNA

Bymeme Tpake

Cauka 1.6: Komnonenre knacuunnx NC cuctema
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Hamu pa3Boj NC TexHomoruja J0HEeO je HOBE IeHepalyje MallMHa alh U HOBE CHCTEME
yrpaBibamkba. KoMIujyTepcku HyMEpHUYKH YyopaBibatbe MamuHe anarke wim CNC wmammune,
yIpaBJibajy ce momohy padyHapa OJHOCHO KOMITH]YTEPU30BAHUX YIPABJ/HAUKUX jEAMHHUIIA HA CaAMO]
MammuHu (cnuka 1.7). C 0063upom Aa yrnpaBibadyka jeAMHUIA CaIpKH y ceOr padyHap, MporpaMu ce
MOTY MEMOpHCaTH, MOAU(UKOBATH U JorpahuBaTu, a pe3yiTaTd TaKBUX HHTEPBEHIMja MOTY Ce
OolIMax CHUMYJIHMpATH W IMPOBEPUTH Mpe moyerka npousBoame. IIporpamupame CNC mammHa ce
M3BOJU TIOMOhy padyHapa, a yrpaBmbadka jeIMHHIIA CE MPEHOCH MPEKO TUCKETa, ONTUYKUX TMCKOBA
USB memopuja u mytem padyHapcKux Mpeka. [lomTo ynpaBipadka jeJHHIA TTOCETYje CONCTBEHY
TacTaTypy U €KpaH, mporpamupame je Moryhe uzectu u aupektao Ha CNC mammHu.

1. Ilpramse (IIpopauyH KapaxkTepUCTHKA Jea)
3. IIpernoc CNC mporpama

N ¥ VIIPABJBAYKY jeQHHULY
Mersau anam\p o

5. TIpeHoc MHCTPVKIHja
H3 VIIPAEJbaYKe jeqHHHULE
y CNC maunmy

Vnpaemadka
jemmEma

4. CumMynamgja
NYILITaka ajlaTa

2. Tenepucamse CNC nporpama  NC mammza

Cauka 1.7: Komnonente caBpemenor CNC cuctema

CNC mporpamupame y ONTEM Clydajy MOJApa3yMeBa: oJipehuBame MyTame ajaTa, peKuMe

pe3ama U npeBoheme MmiaaHa oOpaae y CIUCAaK MHCTPYKIHMja pa3yMJbUBO YIPABJbAuKO] jEAHMHHIIN
MallluHE.

CBaku CNC mporpam cacTaB/beH je OJl CKyla KOMaHAM, KOje C€ peloM M3BpcaBajy, a
neununry nocrynak odpasne aena. Komanne ce 3anucyjy y popmary pazyMIbUBOM 3a yIIpaBJbauky
JEIMHHUIly MAIllMHE, TaKo JIa UX OHa MOXKE MPEero3HaTH, MHTEPIPeTUpaTu 1 u3Bpmutu. [Ipu Tome,

KOMaHJIe ¥ IIe0 Mporpam Mopajy OuTu carjacHu ca mMoryhHoctuma U kapakrepuctukama CNC
MarlgHe.

CtpykTypy nporpaMa 4uHe ciieichu eJTeMeHTH:
e anda-HyMEpHUKH 3HAIIH;
* peun;
e (JIOKOBH;
e [OTIIPOrPaMH.
Anda-HyMepHUUKH 3HAIM CY HajMambe CTPYKTYPHHU €JIEMEHTH M UMajy CBOje 3HAYEHhE, a TO CY:
e uudpe;
® CIIOBa;
e cuMbomH.
[Mudpe ce xopucte 3a 03HaUaBamkE LETOOPOJHUX BPEAHOCTH WIIM peaTHuX OpojeBa, a MOTY
MMaTH TO3UTMBHE M HETaTHBHE BPEAHOCTH. 3HaueHke OpojeBa ce€ OJHOCH Ha BPETHOCTH
KOOpJuHaTa, Op3uHa, OpojeBe anaTa u 0JI0KOBa, O3HAKE KOMAaH/IH, UT/I.
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Y CNC mporpamupamy ce He KOPHCTE CBa CIIOBA SHIVIECKOT anadera, aly ce TO TEOPETCKH
Moke yanHuTH. ClIOBHMA Ce 03HAYaBajy KOMaHJIe, KOOPJAMHATHE 0ce, KOMIIOHY]Yy O3HaKe 0JIOKOBa U
¢byHKIHja U CIL.

CumOonu koju ce HajBuIle Kopucte cy: -, +, (, ), %, /. Y 3aBUCHOCTU O]l yIpaBJbauke
JEIMHHUIIEC Y YITOTPeOn MOTY OUTH U jOII HEKHU JAPYTH.

[Iporpmcke peun cactaBibeHe Cy o] aiha-HyMEpPHUKUX 3HAKOBA, a MPE/ICTaBIbajy UCTPYKIIH]jE
YIIPaBJbAYKOT CHCTEMA. Y 00MYajHO MTOYUIbY BEJTUKUM CIIOBOM, MOCTIEC Yera CIIeJN HEKH JPYTH 3HAK
KOjU JIoNymaBa KOMaH/y, O3HauaBa BPeTHOCT U ap. Peun mory OutH nosuiuja oca, Kopak, Op3uHa,
komanma, uta. Hop: X-20, GO1, F50.0, S1500, N80, T05, M30...

3a pa3nmKy 0]l pe4yH Koje ce OJHOCE Ha MoCceOHEe MHCTPYKIH]je, OJIOK je CTPYKTypaH eIeMEHT
Koju caapxu Behu Opoj mHCTpyknmja. IIporpam ce cacToju o7 TKO3BAHHX. IMPOrPAMCKHUX JIMHH]A
VHETHX TaKo Ja uMajy Jiorndad pepocien. OHe o0jeaumaBajy BHINE WHCTPYKIHja KOje 3ajeHO
YHHE MPOrPaMCKy CTPYKTYPY ca jeJIHUM U (PYHKIIMOHAIHUM 3Ha4emeM. TakBa mporpamcka JIMHUja
ce HasuBa Ojok. Tako Omok ca o3Hakom N21 G90 GO0 X90,5 Y48,0 roopu nma amar Tpeda
npumMeHoM arncoiytHe koopaunare (G90) mosurmonuptu Op3um xomom (GO00) y Tauky ca
koopaurarama X90,5 Y48,0.

CKynoBH WHCTpPYKIHMja KOj€ C€ TOHABJhajy BHWIIE ITyTa MOTY C€ 3amucaTd Kao moceOHa
porpaMcka CTpyKTypa M MO3MBATH y OKBHUPY IJIABHOT Iporpama mo notrpedu. TakBu cKynoBu
WHCTPYKIIM]ja YUHE TTPOTPaM.

[Iporpamcku je3ui HUCKOT HUBOA KOju oMoryhaBajy TakBO MpOTrpaMUpame KOPUCTE Peud U
OJIOKOBE 3aCHOBaHE Ha CHHTAKCH M CEMAaHTULIM TK3BaHU G- k6aa u M- kd1a. Y oBUM MpOrpaMCcKuM
je3unuma rnocroje ciejehe riaaBHe KaTeropuje pedu:

e N —peu, 03Ha4YaBa MPOrpaMcKy JUHU]Y (OJI0K);

o G — peu, pynkuuje koje onpehyje mra Tpeda ypaauTd HaJ rEOMETPHjOM KOja CIISIH
u3a Te PyHKIH]E;

o X,Y,Z - o3Hake KOOpAMHATA Tayaka Koje ce ogHoce Ha reomeTpHjy G-dyHkuuje;

e [ —pey, 03HauaBa Kopak o0paje;

e S —ped, 03Ha4YaBa Opoj 0OpTaja rIIaBHOT BpaTHIIA,

e T —peu, ogHOCH ce Ha N300p ajara U3 CKyIa pacroI0KHBUX;

e M —peu, o3Ha4yaBa (QYHKIIHM]Y Be3aHE 3a MAIIMHY alaTKy (yrpaBibambe, KOPEKIHUOHE...);

e EOB cumb6on (enrm. ,,Enf of Block®), cum6oi koju ce nepunuire kpaj CNC mporpama.

G u M peun cy HajBaxuMju y cBakoM CNC mporpamy. G-peun npumnpemajy ynpaBjbauky
JEIMHHUIlYy 3a M3BpILIaBambe MHCTPYKIMja KOje Cy cajpikaHe y MporpamMckoMm Oioky. biok moxe
canpxkat Buile G-peun na OM ce M3BeNa MCIpaBHA NMpHUIpeMa YIpaBJbayke JEAMHULE 33 aKIH]y
HaJ TEOMETPUCKUM IOJaMMa Koju ciene. Y Tabemu 1.1 mpukasane cy Hajuemhe xopumihene G-
byHKIHjE.

M-peun ce kopucTe 3a O3HauaBamke MOMONHUX (PYHKIMja BE3aHUX 3a MAIIMHY anaTky. 1o
MOTy OWTH TOKpETame WM 3ayCTaBJbale TIIABHOT BpPETEHA, CMEP OKpeTama TJIaBHOT BpETeHa,
YKJbYyUMBaHkE U UCKJbYUHBaKkE CPECTBA 3a XJal)eme U MoIMa3uBame U cI. Y tabenu 1.2 mpukaszane
Cy HeKe 0o/l THMMYHUX M-(pyHK1Hja.
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Tabena 1.1: Hajuemhe kopumhene pynkuuje G-koaa.

G-peu 3Haueme G-peu 3Haueme
GO0 | bp3u xox on Tauke mo tauke | G20 [Toganm y nHYnMa
G01 JluneapHa uHTEpHOIAI]a G21 [Topgaum y Munumerpuma
KpyxHa nntepnonanuja y
G02 HeraTHBHOM CMepy G28 [Ipehu y pedepentHy Tauxy
GO03 Kpyxia nrepriosaunja y G90 AICOTYyTHH MEPHU CUCTEM
MO3UTUBHOM CMEpy
Go4 Crajame, YeKkame MPHUINKOM GOl WHKpeMeHTaTH! MEpHU
U3BpIlIaBamke Iporpama cUCTEM
G10 Kopekiuja anata Go4 [TomohHo kpeTame y mm/min
(rmoname u OpyieHe)
G17 Ob6pana y XY paBHH G95 Tomohro kpetatse y mm/o
pana y p (rmoname u Opyiiemne)
G18 O6pana y XZ pasH Go8 [TomohHo kpeTame y mm/min
(cTpyrame)
G19 O6paa y YZ pasm G99 [TomohHo kpeTame y mm/min
(cTpyrame)
Ta6ena 1.2: Hajuemhe kopumhene ¢pynkuuje M-koaa.
G-peu 3Haueme G-peu 3Haveme

AyTOMaTCKO CTe3ame

MO0 | O6aBe3an npekun nporpama | M10 romohHor mpuGopa

Kpaj nporpama u AyTOMaTCKO OTIYILTaHkE

MO02 M11
3ayCTaBJbamkE MAlllNHE noMmohHor npubdopa
[To3uTtnBaH cMep raaBHT Y KIbYUHBAFLE MIABHOT
MO03 BpeTeHa M13 | BpereHa y HETaTUBHOM CMEPY
u CXIl-a
Herarusan cmep riiaBHOT YKIbYHHBAILE ITABHOT
Mo04 BpeTeHa M14 | BpereHa y NO3UTUBHOM CMEPY
u CXIlI-a
MO05 3aycTaBJbamk€ BpETEHA M17 Hcﬁ;ﬁiﬁ?ﬁé;ﬁfor
HckipyunBame rimaBHOT
MO06 N3mena anara M19 BpeTeHa y 3aaT1oj

OpjeHTaluju

M07 | Vimyausame CXITy wrasy | M30 | P MPOTPaua H peceToBare

Ha MoYeTaK
M08 | VxspyuuBawmwe CXIIy copejy | M98 ITo3uB notnporpama
M09 NckpyunBame CXII M99 Kpaj notnporpama
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2. Ilpouec Moaenpama pOTANMOHUX JI€JI0BA

Monenupame NMpou3BOAa, KA0 M yIpaBbarkbe NMPOM3BOIHUM IpolecoM, Ouhe H3BEAECHO Yy
nporpamckom makery CATIA V5 (Computer Aided Three-dimensional Interactive Application).
Kao mpumep hemo y3etu peaman uHIycTpujcku aeo (ciauka 2.1), xoju je mpuiarohen

TEXHOJIOTHjU o0paje cTpyrameM y 3D nmoapyuujy.

66
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Camnka 2.1: TexHHUUKH IPTEK
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2.1 Kpenpame 3D monena npeagmera odpane
2.1.1 AkTuBHpame MoAyJIa 32 Kpeupamwe 3D mozena

1. U3abparu Start — Mechanical Design — Part Design.
2. Y mosee Enter part name nposopa [New Part] ynucatu ume moaena (Predmet obrade).

2.1.2 Kpenpame mopaeicke gopme Shaft. 1

Ed

1. CenexroBaru zx plane (ciuka 2.1.1) ma 3aTum akTuBHpaTd Komanay Sketch , KojoM
ce MpeJa3u y MOAYJ 332 CKUIIUPAbE.
3 Predmet obrade
- xy plane
' y7 plane
“ Bplans
ﬁf PartBody
Cauka 2.1.1: M300p KoopAWHATHE paBHU
!

2. Tlo ymacky y MOAyJ 3a CKUIMpame akTUBHpaTh komaHay AXis | | u ckurmparu
BEPTHKAIHY MOMOhHY NHHH]Y KoOja Mpojia3d Kpo3 KOOPIWHATHH TMOYETaK W TPEACTaBba OCY
poranuje. QB

3. 3artum akTuBUpameM komanze Profile , M3BPIIUTH CKHUIMpame mpoduia (cruka
2.1.2)

4. AxtuBupamem komanae Constraint ¥, YBOJAE C€ JAMMEH3HMOHA OrPaHHYCHa CKUIIE

(cmuka 2.1.2). JIuMeH3WOHHCame MpPEYHHKa Jeja MPUMCHOM OBE KOMaHJIE W3BOIU CE
obenexaBameM oAroBapajyhe JuMHHje O KOje ce BpIIM 3aaBame NPEYHHKA U OCe JieNia a 3aTUM
JIECHU KJIMK U akTUBHpamo komanay Radius/Diameter .

Cuanka 2.1.2: Ckuna mogesncke gpopme Shaft. 1
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[Topen MTMMEH3MCKUX OrpaHHYCHa CKHIM CE 3a/1ajy U F€OMETPHCKa OrpaHHYCHa Kao MITO CY
NapayieIHOCT, YIPABHOCT, KOJMHEAPHOCT, TAHI'CHTHOCT, KOHLEHTPUYHOCT, CHUMETPHYHOCT,
KOMHIIUJICHTHOCT KOja ce 3a1ajy npumeHoM komane Constraints Defined in Dialog Box %

Jla 6u ckuia Omiia BaluIHA MOpa OMTH MOTIIYHO AMMEH3MOHO M F€OMETPHCKU OrpaHYeHa.
TakBa ckulla je IOTIIYHO 3€JIeHA.
5. Hakon 3aBpiiieTka CKHIIMpama U3Jia3u ce M3 MOJyJIa 3a CKHIMpame nmomMohy komanae EXit

workbench cly

6. AktuBupameM komannae Shaft 90 BpILU CE pOTallfja CKUIE OKO BEPTHKAIHE OCE W Ha
Taj HauuH AeduHuie ce Tpeha auMeH3uja. AKTHBUpameM OBe Omiuje oTBapa ce nposzop Shaft
definition y xojem ce neduHHMIy TOTPeOHHM mHapaMeTpu 3a KpeHpame MOjeNcKe (GopMme
(cmuka 2.1.3). Ila 6u komanma Shaft wcnpaBHo pamuia motpebHO je ma ckuia Oyne MOTIYHO
3aTBOPEHA WJIM 3aTBOPEHA OCOM OKO Koje he ce BpImTH poTaiyja.

Reverse Direction Jedunuie ce oca 0ko Hedunume ce Jedunnme
omoryhaBa npomeny KOj€ ce BpLIH CKHUIIa KOja ce ce yrao
cMepa poTalije CKUIe poranuja porupa poranuje

— Limits

|
%First angle:  \360deg

%Second angle: Ioeeg
~Profile/Surface \'
clection: | Sketch.l'

\Sglzction: Sketch Axis

Reverse Direction l

More> > I

@ Cancel | Preview |

Cauka 2.1.3: Jebunucame mozaencke popme Shaft.1

2.1.3 Kpeupame moaesncke popme Groove. 1

A

1. CenexroBatu zx plane (cimka 2.1.1) ma 3atum akTuBHpat Komanay Sketch , KOjoM ce
Mpenia3u y MOAYJ 3a CKUIIUPABE. I

2. Tlo ymacKy y MOIyN 3a CKHIHpaHje aKTHBHPAaTH KoMaHmy AXiS | | W CKHIMpaTH
BEePTHKAIHY MOMOhHY JMHH]Y KOja Mpojia3d Kpo3 KOOPAWHATHH IOYETaK W TPEACTaBha OCY
porarnuje. {"‘LB

3. 3atum akTuBHpameM koManze Profile , I3BPIINTH CKUIMpare mpoduia (ciauka 2.1.4)

3appirau pan: Credan Jlazapesuh 40/2013 12



Cumynanuja oopane crpyramem y PLM cucremy CATIA - NC k61 3a 00pany poTalMoHHX A€I0oBa

i

4. AxtuBupameM komanae Constraint = YBOJIE C€ TUMEH3MOHA OIPAHUYCHhA CKUIIE (CIIMKa

2.1.4).

Camnka 2.1.4: Cxuna monencke popme Groove. 1

5. HakoH 3aBplieTka CKHIUpama 3a31 ce U3 MOJyJia 3a CKUIpamke noMohy komane Exit

workbench gy

6. AktuBupameM Komanae Groove

BpIIIH CE OJTy3UMam¢ MaTepHjasia POTAIUjOM CKHIIC

OKO BEpTHKaJHE oce. AKTUBHPAmkEM OBE OIIuje oTBapa ce mpo3op Groove definition y kojem ce
neduHuUITy TOTPEOHU MapaMeTpH 3a Kpeuparbe Mojeacke popme (ciuka 2.1.5).

Reverse Direction
omoryhaBa npomeHy
cMepa poTarje

Jedunumie ce Hedunumre ce Jedunnmie ce
0ca OKO Koje ce CKHIIa KOja ce yrao poTanuje
BpILIK poTalyja potupa

:;mfile/Snkace

\Selection: | Sketch.2 [

— Axis —

| Selection: | Sketch Axis

: Reverse Directionl

More>> l

@ 0K | @ cancel | Preview |

Camnka 2.1.5: [lebunucame moaeincke dhopme Groove. 1

3appirau pan: Credan Jlazapesuh 40/2013 13
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2.1.4 Kpeupame moaeiacke popme Chamfer. 1

1. OGenexutn MBHUIy Ha KOjoM he ce BpImIMTH o0apame a 3aTUM aKTUBUPATH KOMaHIY

Chamfer @ AxTtuBHpameM oBe omiuje oTBapa ce mpozop Chamfer definition y kojem ce
neduHuUITy TOTPEOHHU MapaMeTpH 3a Kpeuparme Mojeicke popme (ciuka 2.1.6).

Jlebunuie ce yrao Jedunuie ce nyxruHa Bpmu ce n360p Tumna
3aKOIICHa HBHIIC 3aKOIICHa HBHIIA obapama UBHIA

[Lengthl/Angle

|1mm

Angle: |45d59

Object(s) to chamfer: |l A8 __J

Propagation: [Tangency ’
[] Reverse

@ 0K | @ Cancel | Preview |

Cinka 2.1.6: lebunucame mozencke popme Chamfer. 1

2.1.5 Kpeunpame ckulie no4eTHe Ta4Ke 3aBOjHHILIE

1. CenexroBatu zx plane (ciuka 2.1.1) ma 3atum akTuBrpati komanay Sketch @ , KOjoM ce
npesasy y MOAYJI 32 CKULIUPABE. I

2. Tlo ynacky y MOAyNn 3a CKUIMpame aKTHBUpATH KoOMaHxy AXIS i , U CKHULUPATH
BEPTUKAJIHY MOMONHY JHMHH]y KOja MpOJa3M Kpo3 KOOPIMHATHU IOYETaK M MpPEeJCTaB/ba OCY
poranuje.

3. Axruuparu komanny Construktion/Standard Elements o (HakoH 3aBpIIETKA

MPOjEeKTOBakba OBY KOMAaHJy JCaKTUBHPATH), Jajb€ j€ MOTPEOHO MPOJEKTOBATU KPYXKHY HBHILY
=

crabjia 3aBOjHUIIC HA paBaH CKHIMpama TNpuMeHoM Komanzae Project 3D Elements £
(cnuka 2.1.7). :

4. Tlpumenom komanze Point by Clicking = Kperpa ce Tadyka TaKo Ja ce MoKJama ca
MPOEKTOBAHOM MBUIIOM (ciuka 2.1.7).

5. 3aTuM ceneKTOBaTH KpeHpaHy Tauky W ocy, aktuBupartu omuujy Constraints Defined in
Dialog Box 51 u uzabparu oniwmjy Radius/Diameter.

Cauka 2.1.7: Kpenpame no4eTHe Tauke 3aBOjHIIC

3appirau pan: Credan Jlazapesuh 40/2013 14
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. ik
6. M3nasu ce u3 Moayia 3a ckunupame nomohy komanae Exit workbench L
2.1.6 Kpeupame 3aBjuune Helix. 1
1. Mpenasumo u3 moxayna 3a Part Design y momxyn 3a Wireframe and Surface Design na

cnenehu HauuH: Start — Mechanical Design — Wireframe and Surface Design

2. Hakon ynacka y oBaj moayn Oupa ce komanga Helix ﬁ'@/ ‘ AKTHBUpamEM OBE KOMaHJIE
orBapa ce mpo3zop Helix Curve definition y kojem ce nedunmie MOTpeOHU MapameTpu 3a
Kpeupame 3aBojHulle (cnuka 2.1.8).

Reverse Direction Hedunmie Jedununre Jedununre ce Hedunumnre
omoryhaBa npomeny ce BUCHHA ce KOpak 0ca OKO Koje ce ce roJjlazHa
cMepa 3aBOJHULIE 3aBOjJHUILIE 3aBOjJHULIE BpILM poTalyja Tayka

(oo S =

\EICC - IO 7
Sketch.3

Orientation: [Counterclockwise

Starting Angle: 0Odeg ;]

Radius variation

@ Toperhngle: [00e5 (3] "{imwed ]

ReverseDirecﬁonl
@ 0K | @ Cancel | _ Preview |

Camnka 2.1.8: [ledunucame 3aBojHHLIE

2.1.7 TlocraB/bam-€e paBHU ynpasHe Ha 3aBojuuny (Plane.3)

1. Tpenasumo u3 moxayna 3a Wireframe and Surface Design Part Design y moayn 3a Part
Design ua cnenchu naunn: Start — Mechanical Design — Part Design

2. AktuBupatu komanay Plane , otBapa ce mpo3op Plane definition u y nosmsy Plane
type u3 nanajyher mennja uzadbparu Normal to curve (Cruka 2.1.9).

CenexToBan CenexroBaTu
paBaH Kojy Ta4Ky MOYeTKa
U3MELITAMO 3aBOJHHUNIIE

Plane type: [Parallel\t{.rough point / "] "Dl

Reference: |xy plane
Point: | Sketch.6\Vertex.3

||
/
v |

@ 0K | @ Cancel |  Preview |

Cauka 2.1.9: [Ipuka3 nu3Memrama paBHU
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2.1.8 Kpenpame moaeincke ¢popme Slot.1

1. CesnexkToBaTH KpeupaHy paBaH Ia 3aTHM aKTUBHUpaTH Komaumy Sketch I_ﬁ , KOJoM ce

Mpesia3u y MOAYJ 32 CKUITUPAE. {_15 l

2. AxtuBupameM komane Profile U3BPIINTH CKHIKpame mpoduia (cnuka 2.1.10).

3. AxtuBmupameM Komanae Constraint Eh.l ,yBOJIE CE€ ITUMEH3MOHA OrpaHUYCHa CKHIIC

(cmuka 2.1.10). 1
4. U3 moayna 3a ckuiupame u3ahu momohy komanae Exit workbench L

Cauxka 2.1.10: Ckura npoduna moaescke popme Slot.1

5. AktuBupamem komanze Slot @ otBapa ce npo3op Slot definition y xojem ce nedunumry
NOTpeOHNU MapaMeTpH 3a Kpeuparme Mmojencke popme (ciauka 2.1.11).

CenekroBaru ocy W3 nanajyher menuja CenexroBaTu CenexroBaTH CKHILY
npejamera odpase oupa ce Pulling 3aBOjJHUILY KOja je MPeTXOaHO
direction KpenpaHa

' SlotRefinition gy 28

S
| protie Tt
Center curve @l

4 Profile control

u‘ [Pulling direction -
\
\

Selectio?®| Shaft.1\Axis.2 |

[[] Move profile to path

[] Merge slot's ends [] Thick Profile
...... ~Thin Slot

Thicknessl:llf'”"'I

ThicknessZ:lOmm

O Neutral Fiber [ Merge Ends

@ ok | @ Cancel | Preview |

Cimuka 2.1.5: lepunucame mozencke popme Slot.1
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2.2.1 AxkTHBHpame MoAYyJIa 3a Kpeupame 3D moznena
1. U3abparu Start — Mechanical Design — Part Design.
2. Y nosbe Enter part name nposopa [New Part] ynucatu ume moaena (Pripremak).
2.2.2 Kpeupamwe ¢popmyJia u napamerapa
1. TlomecuTu BHAJBMBOCT IMapaMeTapa y ctadiy Mojena Ha ciaeachu HauuH:

Tools— Options— General— Parameters and Measure—Knowledge un uexkupaTu YOKBUpPEHE
ommuje (cnuka 2.2.1).

T
‘r( Options Scale | Units | Knowledge Environmen
. Parameter Tree View = = .
General =
[B] < With value
@ Display 3 With formula
EB Compatibility Parameter names = =
I Bz I:l Surrounded by the symbol I
R Pa b

Cna ..l. ouemaBaH)e BUIJbUBOCTH TIapaMmeTapa
Tools— Options— Infrastructure— Part Infrastructure— Display, n 4ekupaTH yOKBHUPEHE OIILHje
(cnmuka 2.2.2).

General | Display | Part Document

Infrastructure
ﬂ Display In Specification Tree
Product Structure B BismalReEence
-! Material Librany ‘4 Constraints
'3 Parameters

B rﬁ Catalog Editor -

. 5 ‘3 Relations
N Photo Studio 'J Bodies under operations

N, | J Expand sketch-based feature nodes at creation
_b Real Time Rendering

Display In Geometry Area

- &

[[] Only the current operated solid
Cauka 2.2.2: IlogemaBame BUAJUBOCTH TTapaMeTapa

Tools—Options— Knowledgeware— Product Functional Definition—General, w uekupartu
yoKBHpeHe omnuuje ( ciuka 2.2.3).

5 General
. S Shape
Document contents at creation — = = =
Analysis & Simulation O Empty @ Sample Elements
AEC Plant Functional Object presentation in graph -
'd Split Functional Object Name on several lines
Machining

String used as carriage return in Functional Object name \

£
5% STL Rapid Prot i 3 A £ LS
= RNl Functional Action presentation in tree

Digital Mockup @ A: <Action> (alone)
O SAO: <Subject> <Action> <Object>
SHEIEE S O ASO: <Action> (<Subject> --> <Object> )

Rigiatikacessforbant Knowledge items presentation in tree

'J Show parameters

Machining Simulation

'3 Show relations
Ergonomics Design & &
Type of icon on Functional Elements in graph
Knowledgeware @ Indicates a current association with PPR links
I_@ O Indicate a current Generative Script

Canka 2.2.3: [lonemaBame BUAJGUBOCTH IIapaMeTap
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2. 3aTuM aKTUBUpATH KOMaHay 3a Kpeupame popmyna u napamerapa Formula =55 fo . OtBapa
ce TPO30p 3a Kpeupacwme KOPUCHUYKHX mapaMerapa (cinuka 2.2.4) rae mpe cBera w3 magajyher
MeHHdja Oupamo jexaH on Moryhux tumoBa mapamerapa u komanaom New Parameter of type ce
Kpeupa napamerap.

|- Ymucaru MMe napamerpa

=
Filter On Parameters

Filter Name :
Filter Type: [All >

Ynucatu BpeaHOCT

Double click on a parameter to edit it

Parameter Value Formula

Bpmu ce nonaBame

) i 0 dbopmyna
Edit name or value of tWrameter /
D |53mm '
/

New Parameter of type | Length N vl With [Single Value v] Add Formula

BpIJ_II/I CC Oy3UMamC

Delete Parameter I Delete Formula ‘bOPMYHa

ok | @ Apply | @ Cancel |

Cauxa 2.2.4: IIpo3op 3a kpenpame
¢dopmyna mapamerapa

Bpmu ce 6pucame Bpmu ce nogaBame N300p Tuna

rmapamerpa HOBOT ITapaMeTpa rmapamerpa

2.2.3  Kpeunpame moaeincke ¢popme Shaft. 2

1. CenexroBaru Yz plane (ciuka 2.2.5) a 3atum aktuBupaTti komanay Sketch @ , KOjoM ce
npesasd y MOIYII 338 CKUITUPAILE.

Priprem ak

A vy plane

|
~@im Parameters
ﬁ' =
= Relations

‘L ﬁ PartBody

Canka 2.2.5: 1300p KoopJuHATHE paBHU

2. Tlo ymacky y MOXyN 3a CKHIMpame aKTUBHpAaTH KOMaHy AXiS , ¥ CKUIMPATH
BEpTHKAIHY MOMONHY JHHHUjY KOja MpOJa3H KpPO3 KOOPAMHATHH IIOYETAK M IPEACTaBJba OCY
poraruje.

3. 3arum akTuBUpameM komanne Profile & , U3BPILUTH CKULUpame npoduna (ciuka 2.2.6).

3aBpunu paxa: Credan Jlazapesuh 40/2013 18
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4. AxtuBupamem komanae Constraint Eﬁ, , YBOJIE C€ JNMMEH3MOHA OTrpaHuYerha CKUIES

(cnmuka 2.2.6). JluMeH3uOHHCam€ TMpPEYHUKA Jelda IPUMEHOM OBE KOMaHAEe HU3BOAM C€
obenexxkaBameM OJroBapajyhe JuHHje O]l KOje Ce BPIIM 3aJaBame MPEYHUKA U OCe Jelia a 3aTUM
JICCHU KJIMK M akTUBHpamMo komanay Radius/Diameter .

VYBohewe Qopmyrna u mapamerapa y IUMEH3MOHA OTPAHUYCHA BPIIA CE JIECHUM KIMKOM
MHUIIIa HAa TPEAXOIHO JOOHMjEHO JMMEH3MOHO OTPaHHYCH:E, JIaJbUM OTaBapameM IPo30pa y OKBUPY
Offset object — Edit formula. OnroBapajyhu mnapamerpu ce y ¢GopMylly yBOA€ KIMKOM Ha

napamerap y crabmy mojena. Kaga ce mapamerpusyjy NpedHUIIM Tajga ce BPEAHOCTH JieNie ca JiBa
Kako 0u ce 1o0uo moxynpeyuk (cnuka 2.2.7).

Canka 2.2.6: Cxuna monencke gopme Shaft.

[ERN

= 9.

B R|2| o

PartBody\Shaft.1\Sketch.2\Offset.24\Radius =

'D°/2

Dictiona Members of Parameters Members of All

- D1

Part Measures ||| Renamed parameters

Circle Constructors £ ||| Length

Design Table

Direction Constructors

Law

Line Constructors

List

Math -

" | 1 | »

D2 [53mm =

@ oK | @ Cancel|

[l

Cauka 2.2.7: YHOIIEHE apaMeTapa npeuHuKa

5. HaKOH 3aBpmeTI<a CKI/II_[I/IpaH:a Hn3J1a3u C€ U3 MOI[y.]'Ia 3a CKI/II_[I/IpaHse HOMOhy KOMaH/IC EXIt
workbench &’y

6. AktuBupameM kKomanae Shaft 90 BpIIIM C€ pOTalyja CKUIE OKO BEPTHKAIHE OCe U Ha

Taj HauMH ce nedunuine tpeha AuMeH3Hja. AKTHBHpPAmEM OBE OMIMje OTBapa ce mposop Shaft

definition y kojem neduHHMIIEMO MOTpeOHE MapaMeTpe 3a Kpeupame Mojaeicke (opme
(cnmuka 2.2.8).
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Reverse Direction
omoryhaBa npomeny
cMepa poTalyje CKUIe

Hedunuie ce oca
OKO KOj€ c€ BpIIU
poranuja

Hedunwnire ce
CKHIIa KOja ce
potupa

Hedbunmnre
ce yrao
poranuje

— Limits

First angle: }350‘159

Second angle| | Odeg

~ Profile/Surfage

] Tick Profile

|

lection: | Sketch.2 @

— Axis ——\
Q\ekection: Sketch Axis

Reverse Direction I

@ ok | @ cancel |

More> > l

Preview ]

Cuuka 2.2.8: ledpunucame moaencke Gpopme Shaft.2

7. 3060r nakmier najber CHpoBoljema AKTUBHOCTH MOJEIHPH-Aa BPIIM CE IOJCIIaBame

BUJIUBMBOCTH MOJeNla MpUIpeMKa Ha cienehu HauwH: JecHHMM KiukoM Ha Pripremak y crabmy
Mozena, uzabpatu omnuujy Properties u y kparuuu Graphic ximsau Transparency momeputu y
KpajibH JICCHU MOJNI0XKaj (ciuka 2. 2.9).

Current selection :  Pripremak

Product | Graphic I Mechanical l Mass I Color Management |

Graphic plUPEﬁ;C}
Color
No Color

Transparency
=

Linetype
No Linetype

Thickness
No Width

P

-

Global Properties

' Layers

Rendering Style

¥ | i3 No specific renderini ~

3appirau pan: Credan Jlazapesuh 40/2013
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3. IIpouec Moaeanpama NpBe TEXHOJIONIKE ONepaluje

3.1 Kpenpame ckiiona 3a npBy TeXHOJIOHIKY ONepanujy

1. 3a0paru Start — Mechanical Design — Assembly Design.

2. Jlecun knMK Ha HasuB crtabna ckimoma (Product.l) — Properties — Product — Part
Name— ynetu esbeno ume (om)ckomna ( Podsklop)

3. YBohemwe npBor Mozena ckiona (6a3HOT Mojea) c€ U3BOAM TAaKO IITO CE OOCNIEKH HME

AxTHBHpameM oBe KomaHje oTBapa ce nposop File Selection y xojem ce Oupajy xesbeHn Mojaenn

(Predmet obrade). éﬁn
4. HakoH yBOhemwa mpBOr Mojiella CKIlona akTuBupaTh komanmy Fix Component U

ckiorna w3 crabna Mojnena, a 3aTHMM akTUBHpatu Komanay Existing Component

obenexxutu Mozen (rmpeaMer oopane) y ctadbny. Ha Taj Hau ce BpIIU MOKJIAName PaBHU MOJeNa ca
paBHMMa Tekyher KOOpIMHATHOT CHCTEMa M TaKO CIpeyaBajy MOMepama 3a BpeMe axKypHuparba
ckiona (cnuka 3.1.1).

Cimnka 3.1.1: ®uxcupame npBor Moelna

5. VBohemwe apyror moaena ckiomna (Pripremak) u3Boau ce Ha WCTH HAYWH Kao U yBOheme
npsor moxena (Predmet obrade).
6. ITomohy komanze Manipulation 9 gpiu ce nomepame Mozena (cnuka 3.1.2).

AL |Drag along YZ plane

y
=

%
5
e

X

[[] With respect to constraints

@ 0K | @ Cancel

Cauxa 3.1.2: [Tomepame Moaena
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7. AktuBupatu komanay Coincidence Coinstraint ﬁ , 3aTHM O0EJISKHUTH 0Ce MOJIeIIa KOje
Tpeba nokiaonutu. Ha oBaj HauuH 3a71aje ce orpaHuyee noaynapHoctu (ciauka 3.1.3).

Canka 3.1.3: YBohemwe orpannyema caOCHOCTH

&9

8. Ilokpenyrn komanny Offset Coinstraint , @ 3aTUM OOEJIeKHUTH UYEOHE IMOBPIINHE
u3Mel)y Kojux ce 3amaje orpaHmucie. Y oTBopeHoMm mposopy Constraint Properties 3amatu

JMMEH3UOHA orpaHuuema (ciauka 3.1.4).

s8 & [[] Measure
Name: Offset.7
. Supporting Elements

Component Status

C2(C21) Connected
Pripremak (Pripremak.1) Connected

Orientation

@ OK & Cancel |

Camnka 3.1.4: Yolhemwe TMMEH3HMOHNX OrpaHUYCHha

9. AxtuBupaTu komany Update & YCIIOCTaBJbajy C€ MOCTaBJbEHA OrpaHuuema (ciuka 3.1.5).

Cauka 3.1.5: IToackinon
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10. YBoheme mopackiona cre3He IiaBe M3BOAM CE HA MCTHU HAYMH Kao M yBoleme MpBOT
Mozena.

11. TTomohy komange Manipulation
y oxroBapajyhu nosnosxkaj (ciuka 3.1.7).

s
=0 BpIIHX CC IMOMCPALE CJICMEHATA CKJIIOIAa U I[OBOljeHne

[Pz IDrag along YZ plane

& Iz
2] [
n| 5 &
[C] With respect to constraints

@ 0K | @ Cancel

Cauka 3.1.7: Tlomepame Mmojena

12. AxtuBuparu komanxy Councidence Coinstraint & , 3aTHM O0CNIeKUTH Oce Koje Tpeba
nokjonuty (cnuka 3.1.8).

Canka 3.1.8: YBoheme orpannyema caOCHOCTH
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. . 8
13. Akrusupamem komannae Offset Coinstraint # ° 3arum ce obesexe MOBpIIMHE Kao Ha
cmuim 3.1.9 (a) m3melhy kojux ce 3amaje orpaHuueHE a 3aTUM ce oTBapa mpo3op Constraint
Properties, y kome ce 3a/1ajy TMMEH3HOHA orpaHnyema (ciuka 3.1.9 0).

Constraint Properties

5o g [ Measure
Name: Offset.11
— Supporting Elements

Type  Component Status

Plane  MORSEP 20 (MORS EP 20.2) Connected
Plane  Pripremak (Priprefmak.1) Connected

Orientation % Same &

(2) (©)

Canka 3.1.9: YBohewe qUMEH3HOHUX OTrpaHUYCHa

@ 0K | @ Cancell

14. AxruBupatu komanay Update @ YCIIOCTaBJbajy €€ MOCTABJbEHA OIpaHUueHa (CINKA
3.1.10).

Canka 3.1.10: Cxnon HaKOH aXypHpama

Jla 6u ce ocTBapmiIO CTe3ame, Tj. KOHTAKT u3Mel)y CTe3HUX 4YeJbyCTH M MOJENa MPUIPEeMKa
MoTpeOHO je mapamMeTpHu30BaTH CTE3HY TJIABHY Ha OCHOBY TapameTapa KOjU Cy 3aJaTH MOJEIy
MIPUIIPEMKA.
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1. lymiu KJIMK Ha ©ME TOJICKIIONA CTE3HE IIIaBe Ha CTabiIy MoJIesa, Ha Taj HAUUH Ce aKTUBUPA
Taj TOCKIIO.

2. Axruupatu komanay Offset Coinstraint $® , @ 3aTUM OOCJIKUTH MOBPIIUHY U OCY
kao Ha ciuiu 3.1.11. Hakon Tora ce orapa mposop Constraint Properties y xome ce 3amajy
JMMEH3HOHAa orpannyeme (ciauka 3.1.12).

Jecum xkmmk muma —Edit Formula.

éh @ [] Measure
Name: Offset.16
; Supporting Elements -

Type  Component Status

Plane  MORSEP 20 (MORS §P 20.2) Connected

Line  CORPS MANDRIN 140 (CORPS MANDRIN 14(| Connected

,

I« [; m/ ,
A

Offset] 31mm '%

@ 0k | @ Cancel|

N :
Cauxa 3.1.11: [ToBpmmHa 1 oca kojy Tpeba Cuauxka 3.1.12: TIpuka3 nmpo3opa Constraint Properties
obenexxuTn

Onrosapajyhu mapameTpu ce y ¢opMmyny yBoJe KIMKOM Ha mHapamerap y cTaliy mojena
cimka 3.1.13. Kaga ce mapamerpu3yjy MpeyHHIIH, BPEAHOCTH CE Jejie ca JBa Kako OM ce J00Ho
noiynpeunk (cnuka 3.1.14). TToctynak ce TOHOBO W3BOJ/IM MCTO 32 CBAaKy YeJbYCT CTE3HE raBe

3 f Pripremak (Pripremak.1)

1 Pripremak

zx plane

*~aim Parameters
L= R
5" 'D'=53mm
\\ F.( cx T
= Relations

\ h'ﬁ PartBody
Cauka 3.1.13: [Ipuka3 napamerpa y

cTabiry Mozena
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VCor'\Astraints\Offset.17\0ffset.17\0ffset

R 2|7

‘External Parameters\D" /2|

Dictiona
| T -

arameters
Part Measures
Circle Constructors
Design Table
Direction Constructors
Law
Line Constructors
List
Math

T

Members of Parameters

T - |

" |||Renamed parameters [ ||| 'CORPS MANDRIN 140\PartBody\Sketch.1'| |

Boolean

||| CstAttr Mode

Length
Angle
Integer
Severity
String
Feature

n

Members of All

‘CORPS MANDRIN 140\PartBody\Sketch.1' »

"CORPS MANDRIN 140\PartBody\Sketch.l'
‘CORPS MANDRIN 140\PartBody\Sketch.1'
‘CORPS MANDRIN 140\PartBody\Sketch.1'
‘CORPS MANDRIN 140\PartBody\Sketch.1'
"CORPS MANDRIN 140\PartBody\Sketch.1'
‘CORPS MANDRIN 140\PartBody\Sketch.1'
‘CORPS MANDRIN 140\PartBody\Sketch.1'

< | i | )

@ Cancel I

Camnka 3.1.14: YHoulewe napamerapa ImpeyHuKa

3. HYHJ'II/I KJIMK Ha KM€ CKJIOIIa Ha CTa6J'Iy MoO/Ji€Jia, aKTUBHUpa C€ I'NTaBHU CKJIOIL.

4. AxrtuBupatru komanny Update @ YCIIOCTaBJbajy C€ IOCTaB/bEHA OIpaHUueHa (CIUKa

3.1.14).

Cimka 3.1.14: Cxiona 3a npBYy TEXHOJIOLIKY ONEpaiujy

Hanmomena: Cre3Ha rjaBa 3a MpoOLEC  MOACIMpPama TEXHOJOIIKOr IOCTYIKA o0pajae

pOTAIMOHMX JIEJIOBA caMa [0 ceOM HHje TOJMKO OMTHA, IPUMERY]E Ce Paay BU3YEIHOr edeKTa IIpU
CUMYJIAIH]H.
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3.2 JlepmHncame TEXHOJOMIKOT MO/IesIa 32 MPBY TEXHOJIOUMIKY ONepanujy

Hakon m3pane ckiona, MOKPEHYTH MAYN 3a JNeduHHCame TEXHOJOMIKOr Ipoleca obpanie
poTanuonux jaenosa (cinuka 3.2.1) Start— Machining— Lathe Machining.

_Lr'l: Machining Process List.1

= %Productust
LN

[,7/‘ Resourceslist

stezanje 1 (stezanje 1.1)

Cauka 3.2.1: Cra6io mozgena Lathe Machining

3.21 [edpuHucame OCHOBHUX MapaMeTpa

1. Iy neBu kiauk Ha Part Operation.l y crabny P.P.R. nakon uera he ce oTBopuTH
npo3op Part Operation (ciuka 3.2.2).

Part Operation M
Jedunuiie ce marmmHa
Name: Part Operation.1 L
Comments: No Description — Ha KO0J0] C€ n3Boau
oOpana
% No machine selected I[e(l)I/IHI/IIJ_[e pe(bepeHTHI/I
—

x/lf, Default reference machining axis for Part Operation.1 / KOOP/IMHATHH CHCTEM
L o
‘ @I stezanje 1

Geometry | Position Simulation I Option | Collisions checking | ILC(I)I/IHI/IH.IC CE MOJE

No design part selected IIpeaMeTa 06palle

No stock selected
No fixture selected (for simulation only) \ Heq)I/IHI/IIHe ce MoJIen

No safety plane selected

MIpHUIIPEMKa

No traverse box plane selected

No transition plane selected

q
No rotary plane selected N I[e(I)I/IHI/IIJle CC MOJCII
CTE3HOT Ipudopa

£ BN ||QE

~_ Hedbunuie ce
@ ok | @ cancel| potupajyha paBan

Camuka 3.2.2: TIposop Part Operation
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[% otBapa ce npo3op Machine Editor (ciuka 3.2.3).
Y memy ce BpIu n300p THIA MalllMHE Ha KOjOj C€ M3BOJU U3paja POTAIIMOHUX JIeTIOBa, NeUHUIITY
ce pajHe oce. ]:ﬂ
Opnab6patu Horizontal Lathe Machine.1. , 3a porupajyhy ocy (Spindle axis) ogabparu
ocy Z jep je TO XOpU30HTaJIHA Oca CTpyra, a 3a paaujanHy ocy (Radial axis) omadbpatu ocy X .
VY kapruim Tooling, sekuparu omuujy Radius compensation (ciuka 3.2.4) Ha Taj Ha4MH Ce

KOOpJMHATe KpeTama ajaTta AeUHHIILY y OJHOCY Ha KOHTYpPY KOjy TpeGa oOpaauTH a HE y OJHOCY
Ha IIEHTap aJjiaTa.

2. AxruBupameM ukonuiie Machine

'Machine Editor M‘ 'Machine Editor [i]_ﬂb]
i ig, | ai[vef[
JEENENTN AU EREATN
Name Name  Horizontsl Lathe Machine.d
Comment Comment
Spindle | Turret ] Tooling | Compensation | Numerical Control | Spindle | Turret Compensation | Numerical Control
Spinde is: T Tooscatdog  [Notspecied =
Radial axis : D’ Radius compensation i
Center point X O0mm
Center point Y 0mm s
Center point Z [Omm—@
Initial position 0Odeg s
Rotary angle [Odeg—@
Rotary direction @
Rotary type Absolute v
Rotabl output in multi-axis mode O
Max spindle speed : 6000turn_mn
@ 0K | 'JCan(eI|| @ 0K I ﬁCanceI||
e el T
Cauxa 3.2.3: 300p mammHe U JeQUHACAEKHE 0ca Cauka 3.2.4: AKTHBHpame KOMIIE3aIlHje

2
3. AxrtuBupamem komanzae Reference machining axis system fj\z, OTBapa ce IMpo30p
Default reference machining axis for Part Operation.l (cmuka 3.2.5) rne ce nedunwuiie
pedepenTHr KoOpauHAaTHH cHcTeM. CeneKkToBaTH Ta4yKy LEHTPa KOOPAMHATHOT CHCTEMa, a 3aTHM

CCJICKTOBATH TA4YKYy LICHTPA KOOPAWMHATHOI' CUCTEMA IPpEAMETA 06pa/1e.

Hanmomena: Oca Z Mopa Ja MMa CMepP OJI CTE3HE IJIaBE M IIPABaIl OCe IIPEAMETA IOpase, IOK oca
X Mopa OWTH vV paBHH V K0j0Oj Cy n3paljeHe CKUIe MOJIENA.
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[~ NC Output Parameters

’D Origin Number: |1 E Group ; ll_g

@ ok | & Cancel|

Cauxa 3.2.5: lepunncame pedepeTHOT KOOPAUHATHOT CHCTEMA

@ 3atuM obenexxutu PartBody momen

4. AxtuBupatu komanay Design part for simulation =,

npeaMeTa obpane y ctabiy mozena (ciuka 3.2.6).

5. AktuBuparu komanay Stock Q

mozena (ciuka 3.2.7).

zanje 1 (stezanje 1.1)

rdmet obrade (Predmet obrade)
F met obrade .|

& vy plane

|

|
A vz plane
& 7 plane
4 “‘a\z‘al Parameters
-3 PEtEoa
b, Pripremak (Pripremak.1)

AANDRIN g140-

Cuauka 3.2.6: Jedunucame npeamera oopaue

3appirau pan: Credan Jlazapesuh 40/2013

, 3aTuM obenexxutu PartBody monen npunpemka y cradiy

b 'I-' Part Operation.1

3: Machining Proci
ProductList
klop za stezanje 1 (stezanje 1.1)
"%ﬁ Prdmet obrade (Predmet obrade)
-m‘, Pripremak (Pripremak.1)
ﬁ Pripremak
y plane
z plane
¢ plane

1
“mi@ Parameters

I

= .
=_ = Relations

J-._ﬁ; PartBody
k'.‘-sss‘ MANDRIN g140-50 (MANDRIN g140-50.1)

nstraints

Cauka 3.2.7: lebunncame npunpemka
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6. AxtuBuparu komanay Fixtures for simulation _|i, 3aTuM obenexxutu PartBody ceakor
eJIEMEHTa CKIIONA CTe3He riaBe y crabimy mojena (ciuka 3.2.8). HamomeHa: cBakM €JEMEHT CKIIONA
CTE3HE TJIaBe yoaIlyje ce moceOHo.

plane

plane

plane

s plane
plane

plane f 3 plane

plane

Constraints
onstraints

sourcesList

Canka 3.2.8: Jlepunucame enemMeHara cTe3He TIaBe

G,

clydajy mpeacTaBiba poputHpajyhy paBan (cnuka 3.2.9).

7. AxtuBupame komanne Rotary planes , 3aTUM O3HAa4YWTH paBaH ZX, KOja y OBOM

Cuamka 3.2.9: 1360p potupajyhe paBHu
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3.2.2 Yeona odopaaga (Rough Turning)

—

AxtuBuparu komanay Rough Turning iz

Part Operation 1— Manufacturing Program. 1. AKTUBUpamEM OBE OIIHMjE OTBapa ce IMPo30p

Rough Turning.1

IIprjia3 v IOBJIaYK€ ajiaTa.

A

1. V npBoj kaptunu

na 3atuM P.P.R— Process List— Process—

cacroju o1 aBe nmojakapruiie: Strategy (ciuka 3.2.10) u Options (ciuka 3.2.11).

"Rough Turning.1

Name: Rough Turning.1

Comment: No Description
AEE | A | SeB | A | 8RC |

Strategy l Option |

Max depth

Part

1

/

Roughing mode:

g

/]

N

Orientation: [ Frontal

»
v

—J

Location: B

Machining direction: [To spindle

Part contouring:

[C] Rece machining

[C] Under spindle axis machining

=\

Tool compensation

@ 0K | @ Cancell

Cuamka 3.2.10: JIedunucame crpareruje oopaje

3aBpunu paxa: Credan Jlazapesuh 40/2013

KOjU HMMa 5 KapTula y Kojuma ce. nepuHHcame crpareruje olpane,
neduHUCakE paBHU Koje ce oOpalyjy, mojemaBame HOcaya ajnata W IUIOYHIlE, PEKUMHU o0pale,

ce BpIIM MoOJelIaBame cTpaTeruja odbpaae. OBa kapTula ce

Max. nyOuHa pe3ama

W3 nanajyher menuja
n3abpaTH HauKH oOpaje
Face

W3 manajyher menuja
n3abpaTh OpHjeHTALH]Y
crpyrama Frontal

W3 nanajyher menuja
n3abpaTH MoJI0XkKaj
cTpyrama Front

W3 npajyher menuja
n3abpaT cMep pe3ama
To spindle

31
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HyxuHa u3nasza anara u3
3axBara

36 | 8eB | S | ARC |

Strategy 1 Option I

VYrao n3nacka ajara u3

Stock LeRts 1 L 3axBaTa

JyxxuHa npuna3za anara

JlybuHna yna3a anaray
MaTtepuan

[Ipuna3uu curypHocHu
yrao

Trailing safety angle: |0deg ? /

Leading safety angle: IOdeg E 2

Cauka 3.2.11 : JIlepunucame crpareruje oopaje

| 4

2.V npyroj KapTHIH neduHUITy ce paBHU Koje ce o0palyjy (ciuka 3.2.12).

Name: Rough Turning.1

Comment: No Deséription
A@ | e | 34 | BRC |

limit mod None
Start limit mode 5

Stock Extension distance ; Bmm

Input stock status: not computed

Camka 3.2.12: Jlepunucame KOHTYpa Koja ce oopalyje
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st

3. Y t1pehoj xaptumm

ce MmojelaBajy AMMEH3Wje Hocada anarta (cimmka 3.2.13) u

pe3nux 1wiounna (cnuka 3.2.14) Ha ocHOBY Katanora npousBohada. /lumeH3uje Hocaua anara Kao u
IMMEH3Mj€ PEe3HUX IUIOYMIa Koje Cy KopumheHa y JajbMM IMOJelIaBamkbuMa Ipey3eTa Cy Hu3
SADVIK Catalog Tools 2012. Ilpeko komanae More orBapa ce mnpo3op ca JAeTaJbHUM

nmoacuiaBalkbMa HOCada ajlaTa U PE3HUX IIJIOYHIIA.

Pazauuntu THOBH HOCada
ajlara

Paznuuure reomerpuje
104 MIa

|

Name: Rough Turning.1

Comment: No Description

1w | e

st AW | 4O |
B ¥ [
Name T1 External Insert-Holder _ng
Comment:
b2 R
g
L
[ Lood
1,
73
2
(_A LY
More> > I
[0 Display tool at: @ Default position O L f __I

e

Cauka 3.2.13: J[uMeH3UOHHUCake HOCaya anara

3aBpunu paxa: Credan Jlazapesuh 40/2013

@ 0k | @cancel] |

Name: Rough Turning.1

Comment: No Description

BE | 8@ SR | 3 | A0 |

Ar | A | 800 |
ojoglAln|A|
Name Diamond Insert r0,5 _]gl
Comment:
&
e
G
N
<1
S
7 r=1,191mm
- iC=8. 5420m
9
More> > I
[ Display tool at: @ Defsult pasition O __j

@ ok | @ cCancell

-

Cauxaa 3.2.14 : JluMeH3HOHHICABE PE3HUX
II0YHUIIA
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88

4. Y 4erBpTOj KapTULHU

YCBOjE€HH Ha OCHOBY HCKYCTBA.

ce mojemanajy pexxumu obpane (ciuka 3.2.15) xoju cy
MIPETXO/IHO MPOpauyHAaTH Ha OCHOBY MaTepujaia Koju ce oOpalyje W KapaKTepUCTHKa MalIMHE U

OtuekupaTu ayToMaTcKo
u3pauvyHaBame pexuMa oopaze

B x ]

Rough Turning.1

Rough Turning.1

Name:
Comment: No Description

A | 8@ | 8B | A | 8RO |

(s Eeediate = R

Automatic compute from tooling Feeds and Speeds

YHetu Op3Hy Mpuia3a HoXa

VYHetu kopak (Op3uHa momohHor
KpeTama)

YHeTn Op3uHy 0/IIaKeHha HOXKa

Yuetu 06poj oOpTaja cTe3He Ii1aBe

VYHeTun Op3uny oOpTama cTe3He
TJIaBe

YHeTn MakcumaiHy Op3uHy
oOpTama CTe3He IJ1aBe

Name: Rough Turning.1

Comment: No Description

SmE | A | 8B | S | GRS |

i [150mm_mn F2] [Linear -

[0.3mm _turn Angular
[0.25mm_mn F=] [Linear -
[150mm_mn 2] [Linear |
[0.3mm_turn Angular
Machining
[5000mm_mn Linear

[[] Replace RAPID by Air cutting feedrate

ir cutting feedrate : [1000mm_turn =3 [ Angular ,] ‘

-1 Automatic compute from tooling Feeds and Speeds
/& Spindle Output

|Machining: |1300turn_mn 5
[Angular '] }
ax spindle speed: ]1500tum_mn @ ‘

@ oK | @ cancell

Camnka 3.2.15: TlopemaBame pexxuma odpaje

ce

5. V meroj kapTuIim
MOJIeIIaBa MPHJia3 W TOBJIAYkhE alaTa
Tj. AeduHUIIE ce Tayka U3 Koje kpehe

[~ Macro Management

ajaT W y Kojy ce amar Bpaha mo

Macro Name

Approach.l

() Linkir

Mode

'( | Retraf Axial radial
6 Linkin Direct
Save y Direct

Radial axial

3aBpIeTKy omepanwuje (ciuka 3.2.17).
AxTuBupame komanae Approach ce
M3BOJIMU: JIECHU KIIMK Ha KOMHAY —
Activate Ha UCTM HAYWH CEe aKTUBUpA

o]

u komana Retract (cnuka 3.2.16).

Ciuka 3.2.16: Axtusupame Approach u Retract

3aBpunu paxa: Credan Jlazapesuh 40/2013
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Name: Rough Turning.1
Comment: No Description

A | A6 | s | 3

~Macro Management -

- I

U3 nagajyher menuja nzabpatu
CTpaTerujy nmpuiaza 0JHOCHO
HOBJIaYerba ajnara

| ¢ | 262 |

Macro Name 7 e Mode
@ Approach Approach1 Radial axial J R Approach Approach.l Radial axial
() Retract Retract.l Axial radial dINEN: Retract.1 Auial radial
() Linking Retract Linking1 Direct ) LifKjng Retract Linking.1 Direct
‘i)“ Linking Approach Linking.1 Direct ‘ -VO.‘ Linking Approach Linking1 Direct

o=

— Current Macro Toolbox —————— / — Current Macro TooldQx {
Definition l Options | / Definition ] Options

Mode: Rl aial K- Mode pyial radial 4 -

OO0eneXuTH Kpyr Ia

O3HAYUTH TAYKy Ha
MOJICITY
I 1

Camka 3.2.17: Jlepunucame no4eTHe ¥ KpajHe Tauke Kao U

CTpaTeruje mpuiasa u MoBIadYeha anara

Hanomena: IlogemiaBama CTDaTeFI/Iie IIpurJjia3a 1 IOBJIAYCH:A ajlaTa Kao 1 I[ed)I/IHI/IcaH:e Ta4yKe

VY KOJO] ce BpIIM U3MEHA ajlaTa CY UCTa 3a cBe ciaenehe oneparuje

6. HakoH neduHucama CBHUX MOTPEOHUX Mapamerapa 3axBaTa, akTHBHpameM Komanie 100l

E
Path Replay ﬂl moryhe je U3BpIIUTH cuMyIaiujy odpase nena (ciauka 3.2.18).

W& 9%
=

v

|1

~Replay positions —
|Start 1 | ‘

Current |13 EM

Feedrate =0,4mm_turn

X=49,978mm Y=1,498mm Z=50mm

1=0J=1 K=0

Machining time = 2mn 10,7251s Total time = 5mn 45,9064s

o]

Canka 3.2.18: Cumynanuja yeone odpaje
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Hanomena: [Ipe aktuBupama cBakor ciueneher 3axBara HEOOXOJIHO je v cTadiy Molena
00€EJIe)KUTH OPETXOIHU 3aXBarT.

3.2.3 TI'py6a y3ay:xkua odopaaa (Rough Turning)

=

[Mokpermem komanay Rough Turning I otBapa ce npo3op Rough Turning.2 xoju uma 5

KapTHulia.

. .

1. V npBoj xapTuim % BpIIIK C€ MOJICIIABAKE CTpaTeruja odpaje, OBa KapTUIA Ce
cacToju oj aBe mox kKapruiie Strategy (ciuka 3.2.19) u nmox kapruie Options koja je nepunncana y
MPETXOIHOj TAYKH.

Rough Turning.2 Ll X
Name: Rough Turning.2 MakcumanHa ):[y6I/IHa
Comment: No Description pe3ama
5 - |
G | A6 | BB | G | AF2 |
Strategy | Option I
W3 namajyher menuja
n3abpaTh Ha4MH o0paje
/ Longitudinal
s 21 /

Part
Roughing mode: [Longitudinal
Orientation: [ External
Location: m
Machining direction: To head stock v b

Part contouring:

[[] Recess machining

D Under spindle axs

y Macnimning

Tool compensation

puu——

@ 0Kk | @ Cancel

W3 napmajyher menuja
n3abpaT opjeHTaln]jy
cTpyrama External

W3 nanajyher menuja
n3abpaTH MoJI0XkKaj
cTpyrama Front

W3 naajyher menuja
n3abpaTH KOHTYPHO
crpyrame Lasr path only

Cauka 3.2.19: [lepunucame crpareruje odpaae

3appirau pan: Credan Jlazapesuh 40/2013
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5@3 neduHUILY ce paBHU Koje ce oopalyyjy (ciuka 3.2.20).

2.V npyroj KapTHIH

Name: Rough Turnring.Z
ment: No Description

G 4G | A6 | 34 | ARC |

imrt omod None
Start it mode s

Cumka 3.2.20: Jlepunncame KOHTypa Koja ce obpaljyje

[TomemaBama Tpehe W 4YeTBpTE KAapTHUIE Cy HMCTa Kao y MPETXOAHO] omepanuju (Koja cy
npuiKazaHa y Tadku 3.2.2) jep ce 3a oBy oOpaay KOpPHCTE MCTH ajaTh M ped je o rpyboj oOpamw.

CamuM Tu pexxuMu o0pajie Cy UCTH.
3. HakoH neduHucama CBUX MOTPEOHUX Iapamerapa 3axBara, akTHBUpameM Komanzae 100l

3
Path Replay jl Moryhe je U3BpLIMTH cCUMYIANKjy oopase aena (ciuka 3.2.21).

[~ Tool animation -

e ] 2]

— Replay positions
Start
e
N

| Current{19 .__|

[End 19 )

Feedrate =0,4mm_turn

X=49,978mm Y=1,498mm Z=50mm

1=0 J=1 K=0

Machining time = 3mn 11,0089s Total time = 6mn 29,7972s

S0

Cauxa 3.2.21: Cumynanuja rpy6e y3ayxeae oopaze
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3.2.4 ®una odpana (Profile Finish Turning)

1

AxrtuBuparu komanxay Profile Finish Turning Ie orBapa ce mposop Profile Finish
Turning.l koju uMa 5 KapTuIa.

. B[ .
1. ¥V npBoj kapTunu BpIIM CE TOJCUIABakC CTpareruja oOpaze y OKBUPY MOA
kaptune General (ciauka 3.2.22) u oz kaptuie Corner processing (cinuka 3.2.23).

W3 nanajyher menuja W3 nanajyher menuja W3 nanajyher Hyxuna
n3abparu opjeHTanujy n3a0paTu MOJI0Ka] MeHHja u3abparu obapama UBHIIA
crpyrama External crpyrama Front Chamfer
Profile Finish Tuming.]\d@?_vu] Profile Finish Turning.1 H&gj

Name: Profile Finish

Comment: No Description
o | A | 8

General | Machining C merProcessmg‘ Local lhvert |

General l Machining I Coxner Processing | Local Invel I

mm
Lo
Orientation:
[Extemal v] Exit corner:

Location [From -
Fronk E e

Machining direction:

To Spindle
Contouring for outside corners: [Circular v]
[[] Recess machining
D‘,“.‘—: pindle axis machining
Tool compensation . P9 -
8| L]
| |
@ ok | @ cancel] [ @ ok | @cancel] |
L
Cuamka 3.2.22: Jlehunncame cTparervje oopasie Cauka 3.2.23: [lonemaBame mpemnasa ca jeTHOT

NpeYHHUKa Ha JPYTH
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8ag,

2. Y napyroj kapTunu neUHHUIITY ce paBHH Koje ce o0palyyjy (ciuka 3.2.24).

Name: Profile Finish Turning.1
Comment: No Description

A | A& | Aeb | 3 | AR |

End Limit mod

p

None

Start limit mode :

e

Input stock status: not computed
Cauka 3.2.24: Jlepunucame KOHTypa Koja ce oopahyje

beh

U KoJ rpy0e o0paje, ¢ THM CTO Ce YHOCE TUMEH3Hje ajara 3a GuHy oOpaay Ha OCHOBY KaTaliora
npousBohada. /lumeHsuje Hocaya anara, Kao ¥ JUMEH3Hje Pe3HHX IUIOYHIIA KOje cy KopHuilheHa y
JaJbUM TIoJenaBambumMa, mpeysera cy u3 SADVIK Catalog Tools 2012.

3.V 1pehoj kaptunu ce MoJIelIaBajy AUMEH3H1je Hocay anaTa U pe3HUX IJIOYMIA Kao

4. Y 4eTBpTOj KapTULU S MOJIEIIABAjy C€ PeXUMHU 3a pUHY 00pajie Koju Cy MpUKa3aHH
Ha ciuiy 3.2.25.

Name: Profile Finish Turning.1

OTtuexkuparu ayTroMaTcKo
u3padyyHaBame pexuma oopaje

Comment: No Description

Ao | A | A& | S
— Feedrate —
A

\Lead-in:

YHeru BpeaHOCT Op3HA MpHIa3a HOoXKa

| YHeTH BpeqHoCT Kopaka ( Op3uHy
|When invert :
MIOMONHOT KpeTama)

|
Machining :

!Chamfering: VYretn BpPE€AHOCT KOpPaKa 3a 06apaH>e
Lift-off : HUBUIIA
[] Transition :

VYHeTu BpeHOCT Op3UHE O/JTaXKEHa
HOXa

[J Replace RAPIR ‘

Air cutting fpérate : [1000mm.mn 2] [Lnear =] VYuetu Opoj 0OpTaja cTe3He riiaBe

r -Spkdfe Spet e e

[J Automatic compute from tooling Feeds and Speeds YHCTI/I BpeﬂHOCT 6p3HHe 06pTaH’a
'3 Spindle Output : CTC3HC I'JIaBC

|Machining: 1200turn_mn

[ YHetu MakcumanHny Op3uHy oOpTaja

Max spi ) CTC3HC I'JIaBC
s spindle speed: [1500kurn_mn

e W3 nanajyher menuja uzabparu BpcTy

el commaal Gpaze Finish
obpaze

Canka 3.2.25: TlopemaBame pexxuma 3a GuHy odpay

3appirau pan: Credan Jlazapesuh 40/2013 39
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5. HakoH neduHucama CBHX MOTPEOHUX MapaMmeTrapa 3axBaTa, akTHBHpameM Komansie 100l

E
Path Replay ﬂl moryhe je U3BpIIUTH CUMyItalujy odpase nena (ciauka 3.2.26).

Luul:nimaltjon — \\{v JQl® UJ@@J
“ |4 * | g E‘, = Bz
en |59 A
—Replay positions b gl
Stat 1 &
Current 11 =&
End u [Bf

Feedrate =0,25mm_turn
X=49,978mm Y=1,498mm Z=50mm

120 =1 K=0

| Machining time = 4,145555 Total time = 40,5611s

Cauka 3.2.36: Cumynanuja ¢pune odpaae

3.2.5 M3pana naBoja (Thread turning)

J
[Tokperamem komanay Thread turning e

A

KapTuLa .

1. V npBoj kapTuuu

otBapa ce npo3op Thread turning.1 xoju uma 5

>e mojieniaBa Bpcte ¥ Opoja HaBoja. OHa MMa TpH TOJ KapTHULE:

Thread y xo0joj ce mozaemnraBa HaBoj ( ciuka 3.2.37), Strategy y kojoj ce mojeniaBa HauuH U3paje
HaBoja (cnuka 3.2.38) u Option y kojoj ce mojemnaBa cTpareryja Kperama anata (ciuka 3.2.39) .

Name:

Thread Turning.1

Comment: No Description

sE |4 | fe | G | 26C |

Thread ' Strategy l Option l

VYHeTn Kopak HaBoja

W3 nanajyher mennja nzadbpatu
o6muk HaBoja 1SO

W3 nanajyher menuja nuzabpatu
OpjeHTaI’jy CTpyTama HaBoja
External

/
/
/

Cauka 3.2.37: IlogemaBame HaBoja

3appirau pan: Credan Jlazapesuh 40/2013

Profile:
15O . .
e | v W3 nanajyher menuja nuzabpatu
Orientation: [ i = l . .
| | — mmoJsio’aj HaBoja Front
Thread unit: Pitch
Threads per inch: 1 < VHetu 6poj HaBoja
I |- pOj HaBo)
Number of threads: I1 4"%'*
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st | = = =

W3 nanajyher menuja nzadbpaTtu TUI
Name: Thread Turning.1

Comment: No Description n3paac HaBoja KOHCTaAaHTHOM
] -~
sE | 8@ | Be | G | 265 | RyGHHOM pesarba
Thread | Strategy | Option I | Viern I[y6HHy pesama
Threadiig type: [Constant depth of cut = v ’

Depth of cut: 0,5mm «

W3 nagajyher menuja nzabparu

/ .

Thread penetration: lStraight A/v[/ Ha4WH yJjia3a ajiaTta y HaBO]
Penetration angle: 0deg ; ;

| YekupameM omnmuje Moryhe je
O
Number of first passes: Il // I[e(bI/IHI/ICZlTI/I pBU IIPOJIAa3 U JIY6I/IH}’
asicmion o5 Yekupamewm omnnuje moryhe je
L ] neduHUCcaTH IPBYU MPOJIa3 U TyOHHY

Number of last passes: Il }/

Last passes depth of cut: Ilil_lmm - -
quI/IpaI-LeM onnuje MOFYhC Jjc
[[] Spring passes

Number of spring passes: ll 4—_%/-/ 'IIe(i)HHHcaTH 6p0] IIOHAaBJbCHUX

‘ nposaza

Cauka 3.2.38: [oxemasarme HaYMHA U3pajIe HaBOja

CHrypHOCHO pacTojabe 0Jf Name:  Thread Turning.1
30HE pe3ama Comment: No Description

NUE | | i

...........................

Strategy | Option |

.........................

S | BF2 |

Vrao nu3acka ajiaTa U3 3axBara

a

Clearance on crest dijam. : 1mp

Jly’)KvHa M3J1a3a ajgara u3 Ll sotisany Lesatidag

3axBaTa

——
Lift-off distance ; @] Imm

Lead-in distanc

JyxuHa npuiasa anata mpensation

[t
4 Qutput CYCLE syntax

Cauxa 3.2.39: [lepunucame crpareruje odpae

3aBpunu paxa: Credan Jlazapesuh 40/2013
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2.V npyroj KapTHIH

Sag,

neduHUILY ce paBHU Koje ce oopalyyjy (ciuka 3.2.40).

Thread Tumfn_g_.

Name:

Thread Turning.1

Comment: No Description

g | A& | Berd | A | B8C |

HaBoOja

Vaern BPEAHOCT OY>XKUHE

3. ¥V tpehoj xapTuim

SADVIK Catalog Tools 2012.

i | A1

& &

80 |

Input stock status:

End [imit mode : None

Start limit offset: 0omm
~—__End limit offset: Omm
Length: IZOmm E

Cauka 3.2.40 : [TogemaBame KOHTYpe HaBOja

"k

computed

ce BpIIM NOJelIaBambe KapaKTepUCTUKa Hocaya anaTa (Ciauka
3.2.41) u pe3He 1uouuie 3a u3paay HaBoja (ciaumka 3.2.42). JluMmeH3uje anara cy Ipey3eTre M3

&Name T3 External Thread Insert-Holder Iﬁl
Comment:
h=2Smm
3
o~
-
; B
&
18
14
£ 2rery,
More> > l

Geometry | Technology I Compensation |

Hand style : [Left R

Insert length (1): |6,45mm

Shank cut width (f): | 32mm

Shank height (h): |25mm

Shank length 1 (I1): |150mm

Shank length 2 (12): |33,3mm

Shank width (b): |25mm

Caunka 3.2.41: JluMeH3MOHHUCAKHE HOCAYA AJlaTa

3appirau pan: Credan Jlazapesuh 40/2013
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81 | A | A0 |
&

[Name Thread Insert r 0,001 IQ |

Comment:

e T —

More>> I

[ Display tool at: @ Default position O User-defined position

Geometry l Technology | Feeds & Speeds |

Thread angle:

Nose radius (r):

Hand style:
Thickness :

Pitch:

Thread definition :[Pitch
Insert length (I): Iumm

Pitch of thread : |1,5mm

Tooth Y:
Tooth X:

ToothZ:

Thread profile : [ISO

|60deg

| 0,001mm

[Right hand

]3,17mm

|o

IOmm

|0,72mm

IO,Smm

L) ] Eb] EDl El ] Ce) ] (] L) (] D

Cuanka 3.2.42: JIuMEH3UMOHUCAKE PE3HUX IIOYNLA

B
4.V 4eTBpTOj KApTUIU

Thread Turning.1 - .—_&l;ﬂ‘

Name: Thread Turning.1
Comment: No Description

G | A6 | 4eB

[~ Feedrate -

' Transition: [Machining

OTtyexkuparu ayroMaTcKo
U3padyyHaBame pexnuma
oOpane

I 5000mm_mn

[[] Replace RAPID by Air cyt#fig feedrate

(Air cutting feedrate1000mm_mn ILinear
- SpindJe&peed

[[] Automatic compute from tooling Feeds and Speeds
'J Spindle Output
Machining: 400turn_mn

Quality: Finish v Computel

2
X
Mrspdespet (@i W~ |

Camnka 3.2.43: TloznewmaBame pexxuMa odpajie 3a U3pajay HaBoja

3aBpunu paxa: Credan Jlazapesuh 40/2013

Yekuparu onuujy
Transition na ce ykipyun
Op3u X071 3a IpuJIa3 ajara

NPUTIPEMKY

—

VYHetu BpenHoCT 6poj
o0OpTaja cTe3He riaBe mpu
pe3amy HaBoja

YHeTH BpeJHOCT
MakcuMaiHe Op3uHe pe3ama

o ce MoJIeNIaBajy pexKUMHU 00pajie 3a u3pary HaBoja (cimka 3.2.43).

43



Cumynanuja oopane crpyramem y PLM cucremy CATIA - NC k61 3a 00pany poTalMoHHX A€I0oBa

5. HakoH neduHucama CBHX MOTPEOHUX MapaMeTrapa 3axBaTa, akTHBHpameM Komannie 100l

E
Path Replay El Moryhe je u3BpIMTH cUMyIayjy u3pajae HaBoja (ciuka 3.2.44).

—Tool animation

ol »

VRepIay, iti
Stat 1 &

Current | 20 . M

End 20 EJ

Feedrate =0,4mm_turn
X=49,978mm Y=1,498mm Z=50mm

1=0 J=1 K=0

Machining time = 6,76654s Total time = 1mn 5,27947s

0K

Canka 3.2.44: Cumynanuja n3paze HaBoja

3.2.6 3adymmBame (Spot Drilling)

AxrtuBuparu komanay Spot Drilling _EI_ otBapa ce npo3op Spot Drilling Turning.4 xoju

“Ma S5 KapTuua.

1. V npBoj xapTum BpIIU ce AeuHuCcame cTparernja oopajae 3a0ymmBama (CiiuKa

3.2.45).

AmE | A6 | AeB | A | BRC |
i ! % s YHeTH BpeIHOCT Npuiiasa ajgaTa
A |
e =
ot 222 l é /4/6 /7/ W3 nanajyher menuja nuzabpatu
2 T CTpaTerujy 3a0ylmBama
AL [From Tool Asserje§ |
Approach clearance (A) : |5mm i/ =

Depth mode:

SR None  ¢—x ' '
—\ N3 mamajyher mennja nzabparu
Dwell mode:
MO/ 3a0yIINBamka

First compensation : [1 ,]
Compensation application mode : [Outpu‘t — v] 2
Automatic ROTABL : O

Output CYCLE syntax: =

Cauka 3.2.45: [TogemaBame 3a0yInBama

3appirau pan: Credan Jlazapesuh 40/2013 44
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2. Y 1pyroj KapTHIH %@3
nakmer aeuHECama paBHH Koje ce oOpal)yjy MOTpeOHO je MCK/bYYUTH BHJIJBHBOCT IpeaMeTa
obpane Ha cnenehu Hauuu: P.P.R— ProductList— Sklop za stezanje 1— Pripremak— Part
Body— necun kiauk muma— Hide/Show.

o A | 8 | A | A | 455 |

|Machining Pattern.4 -

ce aeduHHITy paBHH Koje ce oOpal)yjy (cmuka 3.2.46). 360r

Move the cursor over a sensitive area.

Origin offset : Jump distance : @
Top Element
Oiget on Check ; Pminxed Axis

L 3d4mm Clasest

| P Points

Input =tock status: not computed
Feature : /Sklop za stezanje 1/7Prdme
Oiameter : 3d4mm Depth : 12mm

Cauka 3.2.46: [ledunucame KOHTypa Koja ce oopalyje

3. Y tpehoj kapTunu m ‘ ce BpILM MojelIaBame 3a0ymuBaya (cnuka 3.2.47). Jlumensuje
anara cy npeysere u3 SADVIK Catalog Tools 2012.

09 5|98
|Name T6 Center Drill DZ, ___l
[ N N3abpatu Tun anara:
Comment : I 3abymmBay
Tool number: I 6 E
; T Rt Geometry l Technology IFeeds&Speed‘; o
Nominal diameter (D): I 2mm @
g1 '
& : Overall length (L): 50mm
J11 5 S Cutting length (Lc) l =
I : utting length (Lc):  [11mm
g Woood I =
411 — I Length (I): | Smm E
deg il i
Body diameter (db):
ATl eg : e fo st |10mm %
| f Cutting angle (A): |118deg @
: Taper angle (Ach): 60deg @
<<Less | I

Camnka 3.2.47: JluMeH3HOHHKCabE 3a0yIIBaya

3appirau pan: Credan Jlazapesuh 40/2013 45



Cumynanuja oopane crpyramem y PLM cucremy CATIA - NC k61 3a 00pany poTalMoHHX A€I0oBa

4. Y 4eTBpTOj KapTUIIN !‘& ce MojielaBajy pexuMu oopaje 3a 3a0yuiBame (ciuka 3.2.48).

S | 8@ | S
[~ Feedrate

i|:| Alﬁomatic compute from tooling Feeds and Speeds
\APPTOBC'“ I 150mm_turn R

OTyekupaTH ayTOMaTCKO
[ Tl | paTH ayT

@
u3pavyHaBamke peKuMa oopaze

Hedunncaru BpeTHOCT Op3rHE

Plunge: Il Smm_turn IIpuasa ajara
Machining: IO 25mm_turn @

\ \

Retract: [150mm_turn Hedunucaru nyouny

[ Transition: | Machining npoaupama ajiara

‘ I 5000mm_turn

Unit [Angular/

Vaern BPCAHOCT KOpaKa

Jedunucatu BpenHoct 6p3uHe

| -s;iy«e/ Speed oJlJ1acKa anara
[[] Automatic compute from tooling Feeds and Speeds

YHetu BpenHoCT Op3uHe

'J Spindle output

[P
iMachlmng: I 50turn_mn 4"@—/— 06pTaH,a CTC3HC I'JIaBC

Unit:

[Angular v]

Max spindle speed : [Soturm_mn M VHeTu MakcumanHy Op3uHy

06pTaH,a CTC3HC I''IaBC

Camnka 3.2.48: [lonemaBame pexxiuMa odpasie 3a U3pajay HaBoja
5. Hakon nmeduHmcama CBUX MOTPEOHUX MapaMeTapa 3axBaTa, akTHUBHUpameM Komawze 100l

E
Path Replay jl Moryhe je u3BpIIKMTH cumysaiyjy 3a0ymmBama (ciuka 3.2.44).

i~ Tool animation
|«
[

; — Replay posil :
Stat 1 B
\Current 5 . J

| |End

Feedrate =150mm_turn

X=0mm Y=0mm Z=3mm

1=0J=0K=1

Machining time = 1mn 36,165 Total time = 1mn 36,165

@ 0K

Cauka 3.2.49: Cumynaiuja 3a0yinBama
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3.2.7 Bbymeme (Drilling)

5

[Mokperamem komanmy Drilling = otBapa ce rnpo3op Drilling .1 koju uma 5 kapTuna.

i

1. V npBoj kaptunu BpIH ce neduHUCAmkEe cTparerrja obpaae OymmBama (CiHMKa

3.2.50).

8 ]

5G| 16 | e | 055 |

3agati BpeIHOCT MpuUIIasa ajara

W3 napmajyher menuja nzadbpatu
Tun ayoune oymema DS

2

W3 nangajyher menuja nzadbpatu
tun Oyiiema By tip

[ From Tool Assembly v]

]5mm
3anatu BpeqHOCT 1yOuHe Sl
P i [By shoulder (Ds) v]
3a0y1IrMBama
A Breakthrough (B) : I,:, o
L Plunge mode: :
o A - 9 [Bytlp vJ ?
¥ = Plunge tip (Pt) : > ISmm @
Foy~ p
-~ Plunge offset (Po) :
¥ /J: = /_ _ 9 ]0mm
[T ] ,—'/ | & First compensation : [1 ,l
-
A i Compensation application mode: [Output e v] 2
g Automatic ROTABL : O

MNidrad CVOLE cvmtav o~

Cauxa 3.2.50: [TomemaBame Oymiema

2.V npyroj KapTUIH 5@3 nehuHHUITYy ce paBHH Koje ce o0pal)yjy (cnuka 3.2.51).

Irigin pffset :f @omp distance : @
Zxtension : Bllidgp Element
Jffset on Check Filed Ax:is

’ T Clasest
/ -.\ | r 1 Point

bbrfm

— I

>

Cunka 3.2.51: Jledunucame KoHTYypa Koja ce oOpalyje » 1 bran

Input stock Status: not computed
Feature : /Sklop za stezande 1/Prdme
Oiameter : 16mm Depth @ 1, 18mw

3aBpunu paxa: Credan Jlazapesuh 40/2013 47
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3. Y tpehoj kapTunm m ‘ ce BpIIM nojemasame oOypruje (ciauka 3.2.52). Jlumensuje anara
cy npeysere u3 SADVIK Catalog Tools 2012.

1% [t |

|_§_ N3abparu Tun anara:
IName 7 Drill D 10 _J@ e
Comment: -
Tool number :|7 @
—+dhet o Geometry I Technology |Feeds &Speed{ «|»
| Nominal diameter (D): I 16mm E
| Overall length (L): IlZOmm E
! E Cutting length (Lc): |70mm E
| :‘; Length (1): 80mm
| [l [ =
L é | 7 Body diameter (db): |16mm E
S . | Cutti le (A):
1 .l utting angle (A) IlZOdeg E
i Tool tip length (Id): |4,619mm @
<<Less I

Cauka 3.2.52: JlumMeH3noHucame Oypruje

4. ITonemaBame YeTBPTE KapTHIIE Tj. peKHUMa 00pajie 00jalllleHO je Y IPETXOAHOM 3aXBary.
5. HakoH neduHuCcama CBHX MOTPEOHUX Iapamerapa 3axBara, akTHBUpameM Komanzae 100l

E
Path Replay ﬂ Moryhe je u3BpmTu cumynanujy Oymema (cnuka 3.2.53).

—Tool animation
Wl r|m

~Replay positi - —
Start 1 E]

Cunent&]
End 4 |

Feedrate =150mm_turn

X=0mm Y=0mm Z=3mm

1=0J=0K=1

Machining time = 5mn 23,5752s Total time = 5mn 23,5752s

@ 0K

Cauxa 3.2.53: Cumynanuja Oymema
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3.2.8 Yuyrpamma rpy6a oopana (Internal Rought Turning)

AxtuBuparu komanay Rough Turning

5 kapruna. %
ol

1. V npBoj kaptuuu

AEE |4 | BB | 3 | A0 |

Strategy | Option l

it

otBapa ce npo3op Rough Turning.4 koju uma

BpIIH ce AeuHmCcame cTpareruja oopazae (cnuka 3.2.54).

Makcumanna 1yOvHa
pe3ama

W3 nanajyher menuja
n3abpaTi Ha4MH 00paje
Longitudinal

W3 napmajyher menuja
n3abpaTH OpjeHTaln]y
crpyrama Internal

O

W3 namajyher menuja

Roughing mode: | Longitudinal
Orientation: m
Location:

Machining direction: oo o e T

Part contouring:

[[] Recess machining

D Underspindle axis machining

Last path only ~

}

n3abpaTH M0JI0Kaj
cTpyrama Front

W3 npajyher menuja
n3abpaTH KOHTYPHO

Tool compensation . P9

crpyrame Lasr path only

Cauxa 3.2.54: Jlepunucame crpareruje oopaae

2.V npyroj KapTHIH

5@? ce neduHUITY paBHU Koje ce oOpalhyjy (cimuka 3.2.51)

AGE | A

Limit mod

A | S | 8RS |

None
Start |imit mode :

Stock Extension distance : Bmm

Input stock status:

not computed

Cauka 3.2.55: [lepunucame KoHTYpa Koja ce odpahyje

3appirau pan: Credan Jlazapesuh 40/2013
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3. Y tpehoj xapTumm m ‘ ce BpIIM JUMEH3MOHMCAalkE Hocauya anara (cnuka 3.2.56) u
pesne miouwnie (cauka 3.2.57). Jlumensuje anara cy npeysere u3 SADVIK Catalog Tools 2012.

S | BRC |

EEAECaE™

8 AW |80 |

& P

1w | 1 | eh

Sd | ARC |

A | 8w 800 |

ofg ooy ;

‘Name T9 Internal Insert-Holder

=l@

Comment :

11=10Amm

| 72=4RAmm

o
1A mmn

dh

More> > I

Cnuka 3.2.56: JluMeH3HOHHUCAbE HOCAya ajaTa

‘Name Diamond Insert r0,5_2

Comment :

r=0, 1mm
1 C=dmm
d@ﬁ

al=d, 58 5mm

P =

More> > l

Cnuka 3.2.56: JIuMEH3MOHKCAHE PE3HE TUIOYHUIIS

4. ITonemaBame YeTBPTE KapTHIIE Tj. pekuMa oOpaie 00jalllbeHo je y Tauku 3.2.2.
5. HakoH neduHuCcama CBHX MOTPEOHUX Iapamerapa 3axBara, akTHBUpameM Komanzae 100l

E
Path Replay El Moryhe je U3BpLIMTH CUMYJAIH]jy TpyOe YHyTpalimke oopase (ciuka 3.2.58).

e 1 %)

—Tool animation —

= AN [
=+
« |« ||| > |gg|\g,‘ —
[Goes to start of tool path or to previous operation (F5)
= “] g| ».l]

1 |
Current [56 . _Q_] ‘
End 56 &[ ‘

i Replay positi

|Start 1 s |

Feedrate =0,4mm_turn

X=49,978mm Y=1,498mm Z=50mm

1=0J=1 K=0

Machining time = 20mn 12,0228s Total time = 25mn 52,6785s

S0

Cauka 3.2.58: Cumynanmja rpy0e yHyTpamime o0pase

3appirau pan: Credan Jlazapesuh 40/2013
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3.2.9 VYuyrpamma ¢una oopana (Internal Profile Finish Turning)

[Tokperamem komangy Profile Finish Turning Iai= otBapa ce mposop Profile Finish
Turning.2 xoju uMa 5 kapTuua.
TRICSE e S LY npsoj apriun S

ce neduHucame cTpareruja obpaze
(cnmka 3.2.59).

General | Machining | Corner Processing l Local Invert |

Part
W3 nanajyher menuja
n3abpaTH OpjeHTalujy
crpyrama Internal
Orientation:
Location:
Machining direction: To Spindie z J% 3 Ha)j[ajyhel" MeHI/Ija
Contouring for outside corners: lCircuIar 'l I/ISa6paTI/I HOJ'IO)Kaj
b cTpyrama Front
[C] Recess machining
D Under spindle axs ;r'@:i'.‘.:n:'lg
CUTCOM: [None -
Tool compensation . P9 %

Cauka 3.2.59: [lepurucame crpateruje odpaje

8ag,

2. Y apyroj KapThmm ce neduHMITY paBHHU Koje ce oopalyyjy (cimka 3.2.60)
AE | A | 8eB | S | B6C |

End Limit mod

None
Start limit mode

Input stock status: not computed

Cauka3.2.60: [Jepunucame KOHTYpa Koja ce oOpahyje
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heb

TUTMYHMIA K20 ¥ KOJ rpyOe oOpajie ¢ THM CTO Ce YHOCE IUMEH3H]je anaTa 3a (uHy 00pay Ha OCHOBY
Karajora mpou3Bohaya. J[MMeH3HWje HOcaya ajara Kao W JUMEH3Hje PEe3HUX IUIoYuIla Koje Cy
kopumtheHa y nassum nojemasamuma npeysera ¢y u3 SADVIK Catalog Tools 2012.

4. [lopemaBame 4eTBPTE KapTULIE Tj. pexkuMa 00pajie 00jaimeHo je y Tauku 3.2.4.

5. Hakon nedunmcama CBHX MOTPEOHUX MapaMeTapa 3axBaTa, akKTHBHpameM Komamze 100l

3. V tpehoj kaptum ce BpIIe MoJelIaBama JMMEH3HMje HOcaya ajaTa U Pe3HHX

3
Path Replay EI Moryhe je u3BpmMTH cuMyaiyjy GpuHe yHyTpaiimbe oopase (ciauka 3.2.61).

— Tool animation

7 T B
;FQ——L—/

|

— Replay positions
Start 1 M
53

| Current |15 E_l

[ End 15 &]

Feedrate =0, 4mm_turn

X=49,978mm Y=1,498mm Z=50mm

1=0J=1K=0

Machining time = 2mn 30,6287s Total time = 11mn 10,8307s

o

anufacturing

Turning Tool

J::I Rough Turning.1 (Computed)
-j-': Turning ange.2 Turning

Jum ROUG

Drill D 10

= m Drilling.1 (Computed)

Am
=<4 Turning 6 Turni Assembly.3_1 / T9 Internal Insert-Holder S8

| = -
Jumt Rough Turning puted) .J

Am
=+% Turning Tool Change.10 Turning Tool Assembly.9 / T9 Internal Insert-Holder_1

|:... Profile Finish Turning.2 (Computed)

Canka 3.2.62: Cnucak 3axBata 3a MPBY TEXHOJIOIIKY ONEPaIH]y
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4.I1pouec MoaeJnpama ApPyre TEXHOJOIIKE onepanmje

4.1 Kpeupame ckjiomna 3a Ipyry TeXHOJIOMIKY ONepanujy

VY mpo3opy Mocieamer 3axBaTa 3a IMPBE TEXHOJOIIKE OIEepaldje aKTHBUPAmEM KOMaH]IC

Update input stock
oreparmje.

BpIIM CC€ ICHCpUCALC NPHUIIPEMKA IO 3aBPUICTKY IMPBEC TCXHOJIOMIKE

Camnka 4.1.1: [Ipunpemak HaKOH U3BPLICHE ITPBE TEXHOJIOMIKE OIepanyje

Jla Ou ce cripoBena Apyra TEXHOJIOILIKA Orepalnuja MoTpeOHO je U3BPLIM U3MEHY CTe3ama, Tj.
Mopa ce GpopmMupaTi HOBH ckioln. [TocTymak Kpeupama CKIIOMNa je UCTH Kao U 3a MPBY TEXHOJOILIKY
oIepalujy, ¢ TOM pa3InKOM CTO ce€ 3a APYry TEXHOJOUIKY ONepaljy KOpUCTH HOBU MPUIIPEMAK U
BpILIU CE CTe3ame Mo HaBojy (cnuka 4.1.2).

Canka 4.1.2: Cxuiorn 3a Ipyry TEXHOJIOIIKY ONeparujy
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4.2 JledpmHucame TEXHOJOUIKOT MOJeJIa 32 IPYro CTe3ame

3a neduHHMCAaKE TEXHOJOMIKOT MojeNia 3a APYry TEXHOJOIIKY OIepanujy TOTpeOHO je
kpeupat HOBU Part Operation tako mro ce obGenexxu Part Operation.l a 3atuM akTUBHpa

&

KOMaH/1a Part Operation, u morpebHO je Kkpeupatu HoBH Manufacturing Program

AKTHBHPAHEM KOAH e @ Manufacturing Program.

4.2.1 lepuHucame OCHOBHUX MapaMeTapa

1. Iy neu kinuk Ha Part Operation.2 y cradbny P.P.R. nakon uera he ce orBoputH
npo3op Part Operation (ciuka 4.2.1). CBa nojemaBarma Be3ana 3a Part Operation cy objarimena y
Ttauku 3.2.1.

Part Operation. o e S
e
‘| Name: Part Operation.2

Comments:

No Description

Horizontal Lathe Machine.2

o

Default reference machining axis for Part Operation.2

R
e ™

|

&

Stezanje 2

Geometry I Position Simulation Option ' Collisions checking | ‘

/Stezanje 2/Prdmet obrade/Prdmet cbrade/PartBody

/Stezanje 2/IPM_Pripremak.1_PartBody7-14-15-41-23/IPM_Pripremak.1_PartBody7-14 ||

N Q=

4 fixtures selected (for simulation only) : 1- /Stezanje 2/stezna glaava 2/MORS EP 20/N\ ‘
No safety plane selected

No traverse box plane selected

=

No transition plane selected

1 rotary plane selected

[0y

@ 0K | @ Cancell

Canka 4.2.1: Ioxemasame Part Operation.2
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4.2.2 Yeona oopana (Rough Turning)

—

1. AxtuBuparu komanay Rough Turning [ 112 3atum P.P.R— Process List— Process—
Part Operation 2— Manufacturing Program. 2. AXTUBUpamEM OBE OIIMje OTBapa Ce MPO30P
Rough Turning.5 koju uma 5 kaptuna.

VY npyroj kaptuuu 5@3
[TonemaBame ocTanux KapTHULA c€ U3BOAM HAa UCTH HaYMH Kao y Tauku 3.2.2.

0 | A | 34 | A

End Limit mod

ce nebuHulry paBHU Koje ce oOpabyjy (ciamka 4.2.1).

None

Start limit mode ;3

Bmm

Stock Extension distance :
Input stock status: not computed]§

Cauxa 4.2.1: Jlepurncame KOHTypa Koja ce oopahyje
Hakon neduHucama CBUX MOTpPeOHHMX IMapaMeTapa 3axBara, aKTHBHpameM kKomasjae 100l

E
Path Replay El Moryhe je u3BpUIMTH CUMYIalHjy oOpane nena (ciuka 4.2.2).

2

,;ool :rjima(t:on e K\{l_\r;;l Lj quvl

| 2

) gl o

—Replay positions
Start 1 Ny
N

Current {13 E _]

End 13 &]

Feedrate =0,25mm_turn
X=50mm Y=0mm Z=50mm

1=0 J=1 K=0

Machining time = 10,2563s Total time = 40,9955s

Cauka 4.2.2: Cumynanuja 4eone oopaze
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4.2.3 TI'py0a y3nyxua oopaxa (Rough Turning)

=k

[Mokperamem komanay Rough Turning = otapa ce mpo3op Rough Turning.7 koju uma
5 kapruna. 5@3
V npyroj xaptumu neduHUITY paBHU Koje ce oOpalyjy (cnuka 4.2.3). IlogemaBame

OCTaJMX KapTHIla c€ U3BOAM HAa UCTH HAYMH Kao y Tauku 3.2.3.

Stock Extension distance : Bmm
Input stock status: not computed

Canka 4.2.3: [lepunucame KOHTypa Koja ce odpahyje

Hakon nedunucama cBUX MOTPEOHHX MapaMerapa 3axBaTa, aKTHBHpameM Komanzae 100l

b
Path Replay il Moryhe je u3BpUIMTH CUMYIalHjy obpane nena (ciuka 4.2.4).

—Tool animation

|« I

— Replay positions
Start 1

Current |73 . X3
End 73 & ‘
Feedrate =0,25mm_turn
X=50mm Y=0mm Z=50mm
1=0 J=1 K=0
Machining time = 55,0616s Total time = 1mn 31,1955

@ OK

Cauxa 4.2.4: Cumynanuja rpyoe y3ayxae o0pazae
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4.2.4 ®una y3nyxHa oopaaa (Profile Finish Turning)

= orBapa ce mposop Profile Finish

g

Axtuupatu komannay Profile Finish Turning
Turning.3 koju uma 5 kapTuia.

Y npyroj kaptuauu 5@& neuHUILy ce paBHU Koje ce oOpalyjy (cimuka 4.2.5).

[TopemaBame ocTanux KapTULA C€ U3BOJAM HA UCTH HAYMH Kao y Tauku 3.2.4.

[1init mode ;

Start

ut stock status: not computed

In

Cauxa 4.2.5: Jlebpunucame KOHTypa Koja ce oopalyje

Hakon neduHucama CBUX MOTPeOHHMX MMapamerapa 3axBaTa, aKTHBHpameM Komanzie 100l

E
Path Replay jl moryhe je U3BpIIUTH cCUMYyIIanujy oopane aena (ciuka 4.2.6).

— Tool animation = =

“ | |t| 3 3 of ‘J%@‘l
i ‘ 4
\ I A

i~ Replay positions
Start 1 B_] |

Current[25 E _I§J

End 25 |

Feedrate =0,25mm_turn
|| X=50mm Y=0mm Z=50mm
1=0 J=1 K=0
Machining time = 13,2535s Total time = 59,7947s

Cauxa 4.2.6: Cumynanuja ¢puHe y3ayxHe o0paje
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Manufacturing Program.2
A
=<+ Turning Tool Change.7 Turning Tool Assembly.3_1_1 /T10 External Insert-Holder

2
Juwm Rough Turning.5 (Computed)

Am
= x4 Turning Tool Change.8 Turning Tool Assembly.3_1 1 1 /T14 External Insert-Holder

£
Jum Rough Turning.7 (Computed)

A
~ =4 Turning Tool Change.9 Turning Tool Assem
7 B T

I Profile Finish Turning.3 (Computed)
y

Cauka 4.2.7: Cricak 3axBara 3a ApYyTry TEXHOJIONIY OTICpaIlH]jy

3appirau pan: Credan Jlazapesuh 40/2013
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5. NC kon

5.1 T'enepucame NC kona

[Ipe uero mto ce renepunie NC kd1 HOTpeOHO je U3BPIIUTH IMOJICIIABAE TIOCTIpoIiecopa Ha
cnenehu nauun: Tools— Options...— Machining— Qutput (cnuka 5.1)

VYmucarn GKCTeHSI/ij Kao IIOCTIIPOLECOP YVHETH KeJbeHE HOKaHHje 3a CMCLITAkC
CATNCCode n3abparu IMS® renepucanux dajnosa NC k61a
Options \ \ P |-
:r?Options General | Resources | Opergtion | Output I Program | Photo/Video |

Post Processor and Controller Emylator Folder &
8 O None O Cenit® @ IMs® O ICAM®
@ Display Path: L':\Program Files (x86)\Dassault Systemes\B21\intel_a\startup\M _j

¥ General

EB Compatibility Tool Path Storage
W L—-;] @ Store tool path in the current document
% Parameters and Mgas ; S

O Store tool path in an external file

Devices and Yirtual Tool Path Edition

I trastructure 4y ' Edit Tool Path is available
achining Axis Origin

.

L Mechanical Design

= Shape DuNng Tool Path Computation

Analysis & Simulation

tput Point ‘
— AEC Plant @ Tool Tip ‘
o, Tool Center
L 2 na Tool Center for Ball End Tools

|

:ié, STL Rapid Prototypir Tool Path filks, NC Code output and NC Documentation Location |= \

b Tookpath: [T Store at the same location as the CATProcess ‘ ‘
C:\Users\Stefan\Desktop

Equipment & Systems Video result: [7] Store at the same location as the CATProcess
C:\Users\Stefan\Desktop
NC Doc: C:\Users\Stefan\Desktop

+- Digital Mockup

Digital Process for Mant

bl

Machining Simulation NC Code: \ C:\Users\Stefan\Desktop
Extension: * CATNCCode w
Ergonomics Design & Al
During NC Code Generation

Vi miidadmaimven

}’é [[] Do not generate NC Code if MO is not uptodate

—
;&?_?‘_ﬂ‘ ¥

Cauka 5.1: Tloxemasame mocTnporecopa

Hla 6u renepcamu NC x6x w3z PPR crabma monena, AecHMM KIMKOM MHUIIA 0Ja0paTu
nedunrcann nporpam Manufacturing Program.l, y KOHTeKCTyaTHOM MEHHjy W3adpaTd OMIHjy
Manufacturing Program.1 Object a 3atum omabpatu Generate NC Code Interactively. 3atum y
kaprunu In/Out, nposopa Generate Output Interactively, usppmmtu momemasame NC kdma
(cnuka 5.2)
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W3 napmajyher menuja
n3abpatu NC Code

CenexroBaTu OMIH]Y
by program

YHETH JTOKaIHjy 3a CMEIIITa]
(hajmona

In/Out | Tool motiohs I Formatting | NC Code I In/Out | Tool motions I Formétting | NC Code

Input IMS Post-processor file
z‘j Input CATProcess : [fanucl8i / v] ? I
C:\Users\Stefan\Ddwnload\Zavrsni\Struganje C/\Proc -
. creative -~
Selection () Part Operations cvml
@\Programs deckell12
deckel3
Manufacturing Progrd deckeld
dm4000

dynapath

Resulting NC Data L /
@ NC data type:{Nc Code / =
Onefile.. O for all select,

rograms

m

@ by program
O by machining operation

fanucl5i

Output File: fanucl6b
[] Store at the same location as the CATProcess fanucl6c
C:\Users\Stefan'\Desktop'\Proces struganja C2 stvarni ¢ _‘ ;
4 Replace like-named file fanuc2ib 1
fanuc2li

CATProcess after NC data generation -

sﬂ [ save input CATProcess: ::22;?2“133?“&
21 fidia

] Replace like-named C&TProce haas
heidenhain-iso
heidenhaind07

[] Associate output NC file to the program heidenhaind10 426

[ 2ssociate vi tesultto the last MO & pragram heidenhain530

higerman ¥

Cauka 5.2: TlogenaBame reHepucame NC kdaa

[] Lock operations

Camuka 5.3: Ogabup nmoctnporiecopa MamuHe

V kaptuim NC Code Bpiu ce u3dop moctiporecopa y oBoM ciydajy Fanuc_18i.pp (ciuka
5.3). AxtuBupamem komanne Execute Bpum ce renepucame NC mokymenranuje. CenekToBaTH
omujy by machining operation, 3atum monoButd omnimjy Execute Bpmu ce renepucame NC
JTOKYMEHTAIIH]je 32 CBaK/ 3aXBaT I0jeTMHAYHO.

Ha oBaj nHaumH je m3BpmieHo reHepucambe NC kdaa koju HajOIMKe OJroBapa yIpaBJbadkoj
JEIVHUIM MalllMHE Koja ce KopHucTu (cnuka 5.4). Ha moTnyHO MCTH HAaYMH ce BPIIM FeHepUCame
KOJla M 3a Ipyry TEXHOJIOIIKY orneparujy 1j. Part Operation 2 (ciuka 5.5) .

IIpe Hero mTo ce nmporpam npeHece y MEMOPH]Y yIpaBibauke jeIMHULIE MAIIUHE, IIOTPEOHO je

M3BPIIUTH KOPEKIH]y TMporpaMa Kao CTO je: OpHucame KOMEHTapa Kao M KOPHIOBame JIMHU]jA
mporpama Kako He O JIOIII0 JI0 XaBapHje MPUIIMKOM came oOpaje.
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( T R R R R )
(* INTELLIGENT MANUFACTORY SOFTWARE WwW.IMS-SOFTWARE.COM * )
(* IMSPOST VERSION : 7.4R * )
*® USER VERSION : 1 * )
W e R e e R R o e o S e S o S S e R R R R R R R R R R R R R R R R R R R )
N1 G55 G80 G40 G90 G17 G94 G49 G98

01000

( TOOL DATA : T1 EXTERNAL INSERT-HOLDER,Tl EXTERNAL INSERT-HOLDER,TURNING TOOLASSEMBLY.1 )
N2 T1 M6

N3 GO X49.978 Yv1.498 570 M4

N4 G43.4 z50. H1

N5 X29.679

N6 YO

N7 Z.191

N8 Gl G95 X27.679 F.3

N9 X0 F.4

N10 X.212 Z.403 F.8

N1l GO X29.679

N12 z-.809

N13 Gl X27.679 F.3

N14 X0 F.4

N15 X.212 z-.597 F.8

N16 z50. F.4

N17 X49.978 Yv1.498

( TOOL DATA : T12 EXTERNAL INSERT-HOLDER,T12 EXTERNAL INSERT-HOLDER,TURNING TOOL ASSEMBLY.1_1 )
N18 GO X25.846

N19 YO

N20 z3.191

N21 Gl z1.191 F.3

N22 z-20.809 F.4

N23 X26.058 z-20.597 F.8

N24 GO z3.191

N25 X24.014

N26 Gl z1.191 F.3

N27 z-20.809 F.4

N28 X24.226 z-20.597 F.8

N29 GO z3.191

N30 X22.181

N31 Gl z1.191 F.3

N32 z-20.809

N33 X27.679

N34 X27.891 z-20.597 F.8

N35 z50. F.4

N36 X49.978 v1.498

NN

Caka 5.4: TIpuka3 nena NC k611a 3a pBYy TEXHOJIOIIKY OMEPAIHjy

| e W e e e e e e e e e e e e e e e e e e e e e e e e e e e e e e e e e R e N R N R N N N R N T NN e N e Ve e e e e )
Gx INTELLIGENT MANUFACTORY SOFTWARE WwwW.IMS-SOFTWARE.COM *:=)
(> IMSPOST VERSION : 7.4R * )
C™ USER VERSION : 1 ")
W W e Y e e e W W R W R R W o R o R o R W R R R R o o o o R o o o o o o o o o o o o o o o o o o O o o O o O o o O O o O W W O )

N1 G55 G80 G40 G90 G17 G944 G49 G98

01000
( TOOL DATA : T1 )
N2 T1 M6

N3 GO X50. 51300 m4

N4 G43.4 Zz50. H1

N5 G1 G95 X29.691 F.25
N6 Z2.191

N7 X27.691 F150.

N8 X0 F.25

N9 X.212 Z2.403 F150.

N10 GO X29.691

N11 Z1.191

N12 Gl X27.691

N13 X0 F.25

N14 X.212 71.403 F150.
N15 z50. F.25

N16 X50.

( TOOL DATA : T14 EXTERNAL INSERT-HOLDER,T14 EXTERNAL INSERT-HOLDER,TURNING TOOL ASSEMBLY.3_1_1_1 )
N17 X25.782

N18 z5.191

N19 Zz3.191 F150.

N20 Z-54.809 F.25

N21 X25.994 Z-54.597 F150.
N22 GO Zz5.191

N23 X23.872

N24 G1 Z3.191

N25 Z-38.032 F.25

N26 X24.085 z-37.82 F150.
N27 GO Z5.191

N28 X21.963

N29 G1 Z3.191

N30 Z-30.532 F.25

N31 X22.175 z-30.32 F150.
N32 GO z5.191

N33 X20.054

N34 G1 Z3.191

N35 Z-24.727 F.25

Caka 5.5: Ipuka3 nena NC k61a 3a Apyry TEXHOJIOLIKY OHEpaiujy
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5.2 Amnamamsza NC koaa

Kao mTo je Beh HanoMeHyTO Mporpam ce cacToju 0Jf TKO3BAHUX MPOrPAMCKUX JIMHU]jA YHETHX
TaKo Jla UMajy JOTHYaH penocie. 3Haueme TUX JTMHHU]ja JeTajbHo he OuTH 00jaimeHo Ha JeToBUMa
NC x61a nipBe U Ipyre TEXHOJIOIIKE OTepalinje.

- Bpum ce n3bop anara (CTpyrapcku HOX);
- [No3unonupaT OP3UM XOJIOM ajat Ha 3a/1aTe KOOPAWHATE U YKJbYYHTH BPETCHO
- Kopekrypa panuyca anara;

- [lomeputy anara y Tauky ca 3aJaTHM KOOpAWHATAMA;

-G1 yxipyuyje pagau xox anara, G95 yHoc mocmaka y mmy/obrt, F 3amaje ce kopaka;
- Kopax anara;

- Kopak anara;

- [No3unonupaT Op3UM XOJIOM aJiaT Ha 33/1aTe KOOPHHATE;

- [lomepame anara o Z ocu;

- ITomepame anara;

- [lomepame anara y HyJIy M yKJbyYHBamb€ IOCMAKa;

- [lomepame anara u 3a1aBambe OCMaKa,;

- [lomepame anara u 3a1aBambe MOCMaKa,;

- [Nozumnonnpame anaTta Ha 3a7aTe KOOPJUHATE.

- Bpmm ce n3MeHa anara (HOX 3a M3paay HaBoja);

- losunuonupaTy GP3UM XOJIOM alaT Ha 3aaTe KOOPIUHATE U YKIbYUHTH BPETEHO;
- YxJbyuyje ce paHu X0/ ajlaTa U 3a/1aje Ce KOpakK ;

- Kopekrypa pagyca u nyxuHe anata

- YxJbyuyje ce paHu X0/ ajlaTa U 3a/1aje ce KOpaK ;

- ITomepame anara;

- Bpiu ce n3mena anara (3a0ymuBay);

- [lozuumonupary Op3uM XOJIOM aylaT Ha 33JaTe KOOpAWHATE, KOPEKTypa pamyca
anaTa, yKJby4HMBambe TJIaBHOT BPETEHa, 3a/1aBame Opoja oopraja; M3- BpeTeHo Harpexn;

- [Tomepame anara o Z ocu;

- U360p pasuu (XY)

- Bpmu ce u3mena anara (Oypruja);
- TosunmonupaT Op3UM XOJOM aylaT Ha 3aj1aTe KOOpAMHATE, KOPEKTypa pajyca
ajara, yKJby4rBame TJIABHOT BPETEHA, 3a7jaBame Opoja oOpTaja; M3- BpeTeHo Hampen,

- Bpum ce n3meHa anara (HOX 3a yHyTpaumy GuHy 00pany);
- [No3uonupaTy Op3UM XOJIOM ajaT Ha 3a/1aTe KOOpAWHATE U YKJbYYUTH BPETCHO
- Kopekrypa paauyca anara;
- YKJbydyje ce pajHu XOJ anaTa, U 3a/iaje ce KOpak ;
- [Tomepatbe anara u 3a/1aBame MOCMaKa;
- [lomepame anara o Z ocu;

- KpyxHa uHTepmyaimja y cMepy o] Kazajbke Ha caTy;
- [Tosnnuonupaty Op3UM XOJOM ajlaT Ha 3a1aTe KOOPIMHATE;

- KpyxHa uHTEpmyanuja y CyIpoTHOM cMepy OJ KazaJbKe Ha cary;

- [Tosunuonupary Op3UM XOZOM ajaT Ha 3aaTe KOOpAUHATE U 3aaje ce KOPaK;
- Kpaj nporpama;
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5.3 T'eHepucame TEXHOJIOIIKE JOKYMEHTALM]e

['enepucame TEXHOJIOIIKE TOKYMEHTAllMje HW3BOJAM CE€ aKTHBHpameM komaHzae Generate

Documentation =] | AKTHBHpameM OBe KOMaHJe OTBapa ce mnpo3op Process documentation ...
KOjeM Ce BpUIM MOJIelIaBabe YyBaba TEXHUUKE JoKyMeHTanuje (ciauka 5.3.1).

VYHeTH kKeJbeHO UME 110/ KOjeM ce uyBa VYHeTH xKeJbeHy JIOKaI]y 3a UyBambe

TeXHHYKa TOKyMEHTaI1ja TEXHUYKE JOKyMEHTaI1je

= Documentation S¢ript
fScript: C-\Program ¢s (x86)\Dassault Systemes\BZl\intel_a\startup\Man\;fa( Browse...]

AN

—Process name AN

Process: [Process \

|
l |
| |
[* Generated Files AN l
IPBth C: \Users\Stefan\[QQ Browse...
|
l

'Main File Name: Tehnicka dokumentacija4
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Cauka 5.3.1: IlogemaBame 4yBamba TEXHHUKE JOKYMEHTAIIH]E

CATIA V5. renepunie nokymeHT y HTML dopmary koju ce oTBapa nomohy mperpaxuBaya
(cmuka 5.3.2). YV oBakBoM ¢opmary JOKyMEHTAlHja jé YHT/bMBA Ha CBAKOM padyHapy, UMa jacHY
BU3YyaJIM3aldjy, JaKo ce pa3Memyje u uyBa. [ eHeprucana gqokymeHTamuja caapxku nogatke o CNC
MamvHu (ciauka 5.3.3), aucty anara (ciauka 5.3.4) ca BUXOBUM KapakTepucTukama (cimka 5.3.5,
ciuka 5.3.6, ciuka 5.3.7), aucra onepaiyja (ciuka 5.3.8) ca muxoBuM noganuMa (ciauka 5.2.0).

Created : 16.9.2016

Contents :
» Part Operation : Part Operation.1

¢ MNamifachome Program.1

« Part Operation : Part Operation.2

¢ MNamfacturme Program 2

Cauxa 5.3.2: TexHonomka JOKyMeHTaIHja
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Machine : Horizontal LLathe Machine.1

Numerical control attributes

Axial/Radial movement

false

MFG_SPLIT_CIRCLE_STRAT No split

Helical Interpolation
Rapid feedrate

Post Processor words table

Home point strategy
NC data format

NC data type

Max machining feedrate
Min interpol. radius
Min discretization step
Min discretization angle
2D circular interpol.

3D circular interpol.

3D linear interpol.

Max interpol. radius

false

60000mm_mn
CENIT_LATHE pptable
FROM

Point (X.Y.Z)

APT

100000mm_mn
0.01mm

1e-004mm

0.1deg

Type : Horizontal Lathe Machine

Rotary table attributes

Center point Y
Center point X
Initial position
Radial axis :
Spindle axis :
Rotary direction
Rotary type
Center point Z
Rotary angle

Omm
Omm
Odeg

X

z
Clockwise
Absolute
Omm

Odeg

Rotabl output in multi-axis mode false

Max spindle speed :

6000tum_mn

Cuauxka5.3.3: TTogaru o CNC mammau

Spindle attributes

Home pointX Omm
Home pointY Omm
Home pointZ 100mm
Orientation K 1
OrientationJ 0
OrientationI 0
Tool change attributes

Tool change pointX Omm
Tool change pointY  Omm
Tool change pointZ  100mm

Radius compensation false

Type : Turmng Tool Assembly

Assembly 1 : Turning Tool Assembly.3 1 Tool : T2 Internal Insert-Holder
l}l:j_ Insest : Diamond Insert£ 0.5 2
Tool 1: T1 External Insert Holder ﬁ Type  External Tnsert-Holder
Type : Center Dl
Tool 6 : T6 Centex Drill D 2,5 T==|5
3 = ED Diameter: 2
Type - Dnll
T @ Diameter 16

Cauka 5.3.4: JIucra anara
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T9 Internal Insert-Holder

GY1

Type : Turning Tool Assembly

q—ls—.

Cuamka 5.3.5: Kapakrepucrtukama Hocaya anara

0! sa

Caukab.3.6: Komnesanuja anara
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Diamond Insertr 0,5 2

Name Diamond Insert 1 0.5_2

Description code Codification not used

Inscribed diameter 4mm

Nose radius 0.1mm

Insert angle 55deg

Thickness 3mm

Clearance angle Tdeg

Insertlength 4.883mm

Life time 0s
Machining quality Either e
Material Other

Old Attribute Finishing cutting speed Omm_mn
Descaling depth of cut (internal parameter) Omm

B

-~

Roughing cutting speed Om_mn
Roughing feedrate per tooth Omm_tum
Descaling speed (internal parameter) Omm_mn 2
Tvpe : Diamond Insert
0Old Attribute Roughing cutting speed Omm_mn
Finishing cutting speed Om_mn

Descaling feedrate (internal parameter) Omm_tum
Roughing depth of cut (internal parameter) Omm

Descaling speed (internal parameter) Om_mn
Max machining feedrate 100000mm_mn
Finishing feedrate per tooth Omm_tum

Camnka 5.3.7: KapakrepucTuke pe3Hux II0o4nIa

Manufacturing Program.1

Turning Tool Change.1l
Type : ToolChangeLathe

Assembly - Turning Tool Assemblv.1 (Turning Tool Assembly)
Tool : T1 External Insert-Holder (External Insert-Holder)

Assembly : Turning Tool Assembly.1 (Turning Tool Assembly)
Tool : T1 External Insert-Holder (External Insert-Holder)
Insert : Diamond Insert r 0.5 (Diamond Insert)

Rough Turning.1
Type - Rough Turning

[l

Assembly - Turning Tool Assembly.1_1 (Turning Tool Assembly)
Tool : T12 External Insert-Holder (External Insert-Holder)

Turning Tool Change.2
Type : ToolChangeLathe

Rough Turning.2

_»
= Assembly : Turning Tool Assemblv.1_1 (Turning Tool Assembly)
: Tool : T12 External Insert-Holder (External Insert-Holder)
Type : Rough Turning

Insert : Diamond Insert r 0.5_1 (Diamond Insert)
Cauxa 5.3.8: JIucta onepanuja
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Insert-Holder Constraints Iznore
- Lift-off When tool engazed
Maximum machining radins ~ false
Lead-in angle 00dez
Axial limit for chuck jaws false
Aax machining radius Omm
Radial depth of cut 2mm
Rough Turning Under spindle axis machining ~ falsz
Machining tolerance 0,025mm
Profile Output Nomne
Leading safety angle Odez
Roughing mode Face
Duwell mode None
Recess machining false
Machining direction To Spindle
Axial limit for chuck jaws Omm
No Description oo S
Afin machining radius Omm
Distance before plunge 03mm
Tool compensation °
Strategy Angle before plunge F3deg
= Max depth of cut Imm
IPMGen\lode Nona O ks i Extermal
Machining quality Rouzh Feadin o
MfzL atheCAxisInversion falz Lead-in distance 2mm
Spindle Rotation Direction Automatic Lift-off distance 03mm
Delay Dt Axial depth of cut Omm
\fBalancedStatus Yone Attaclk distance Omm
AfzBalancingStartPoint MizStarntLeadin "M“‘“ 2
R Z A Location Front
AfgBalancingEndPoint MfzBalancingNona Sibling Corrector °
MfgRetractAtOnce false Treat Odd Path Alone at the Start
Trailing safety angle Odeg MfeL atheCenterCrossDistance 1mm
Part contouring o MaximumRadiusOption false
Mini himine radims  false MaximumL eftRadius Omm
PR i AMaximumRightRadius Omm
Feedrate Machmmg Time
Feedrate unit Angular Cutting tume = 11°
Spindle output e Totaltime 7 45"
Automatic comspute from tooling Feeds and Speeds fals=
Spindle unit Ansulsr
Automatic conspute from tooling Feeds and Speeds £z
MFG_FEED_SELECT_TRANSITION fake
MFG_FEED_TYPE_TRANSITION Machimns
Replace RAPID by Air cuttins feedrate fake
Machininz feedrate 04mm tm
Machining spindle Tonrn mn
MFG_LOCAL_FEED TRANSITION VALUE  $000mm_mn
MFG_LATHE_RAFID FEED VALUE 1000mm_mn
MFG_MAX_SPINDLE_MACH VALUE 5000nmn_mn
Plunge feedrate 03mm tm
Appronch feedrate 0.3mm_rm
Retract feedrate 0.8mm
Machining feedrate 04mm_ton
Fmishing feedrate 0.3mm ton

Camnka 5.3.9: Tlonauu o onepanuju
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6. Peasn3anuja reHepUCAHOT KOIA y PeaJTHUM YCJIOBHMA

Tectupame NC kd1a u3BpuIeHO je y 1.0.0. MunanoBuh MHXemepuHr y nepuony ox 15.-18.
jyna 2016. ronune. MamuvHa Ha KOjOj ce U3BOAM O0paja pe3ameM pOoTaluoHux jAenoBa je HAAS
ST30 (cnuka 6.1). Yrpassbauka jenuuuna mammie je Fanuc. Caara motopa Mamuhe je 22.4 kW,
MakcumanHu Opoj oopraja 3400 o/min, Makcumasian Opoj anara y Marauuuy je 12, xox mo X ocu
318 mm.

Ciauka 6.1: HAAS ST30

IIpe Hero mTo ce cnpoBee mpolec odpaje aena NoTpedHo je u3BpmuTH Kopekujy NC kdaa
Kao M MPUIIPEMY MalIMHE 3a CIpOBOheme TEXHONIOMKHUX onepainuja. Kopekuuja kona Moxe Ja ce
W3BOJIM HA pavuyHapy WX JUPEKTHO HA YIPABJHAUKO] jSAMHHUIIM ManiHe (cuka 6.2). Y aKkTHBHOCTH
MpUIIpeMe MallWHEe CIa/ajy TOCTaBJhalbe MPHUIPEMKa M TOTPEOHHX anarta 3a W3paay MpeaMera
oOpane (cuka 6.3).

Cauka 6.2: Kopexmmja NC k61a Ha ynpaBibadko] jeTUHALIN
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Cauka 6.3: [Ipunpema MamvHe 3a CIpOBOee TEXHOJIONIKUX OTepaliyja

Ha cnukxam ox 6.4 o 6.7 npukaszaHu cy 3aXBaTH 3a IPBY TEXHOJIOMIKY OIEpaLu]y.

Camka 6.6: JIeo HaKOH M3BPILEHOT OyIIeHha Cauxa 6.7: Jleo HakOH yHyTpammhe obpase
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[To 3aBpIIeTKy NMpBE TEXHOJOUIKE OINEpalje MOTPEOHO je M3BPLIMTH OKPETamE MpenMeTa
oOpazie ¥ TIOHOBHO H3BPIIUTH cTe3ame. [lomTo ce cre3ame H3BOAM IO HABOjy MOTPEOHO je
CMambHTH NPUTHCAK CTE3HUX 4esbycTH. Ha ciuim 6.8 nprkasaH je noCTaB/beH MPHUIIPEMaK 3a JAPYry
TEXHOJIOLIKY ONEepaLu]y.

Cauxa 6.8: JIpyra TexHOJIOIIIKA Onepanyja

Ha crnunum 6.9 npukasas je TOTOB 160 HAKOM U3BPIIEHE MPBE U IpYre TEXHOJOIIKE OTepaliyje.

Canka 6.9: 'oToB neo
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7. 3ak/byyaxk

YBohewmem CAD cucrtema, paimoHanu3yje ce paja y Mmo4eTHoj (a3u mpou3BOIHOT IMpolieca,
¢da3u KOHCTpyHCama MPOU3BO/A, U CAMUM THM OCTaBJba JOJATHO PACIOJIOKHBO BPEME 3a OCTaje
CerMEHTE y TPOIleCy, ITO IUPEKTHO yTHUYe Ha moBehame HMBOA KBaJIHMTETa TPOHM3BOJA, Al M
nporieca y neinuHu. Pa3zpana TexHonoruje o0pajae MalniMHCKUX JIeIOBa y3 MOMON padyHapa, U CBE
Beha ,,acucrenmnuja“ pauyHapa y mpousBoamu CAM, ce y OKpyXemy CaBpeMEHE MAalluHCKE
HWHIYCTpH]j€ HE MOXKE 3aMHUCIUTH 0e3 Kopenamuje ca oaroapajyhum CAD mporpamom, 0JHOCHO ca
onroBapajyhum CAD cucremom. Besza CAD -a u CAM-a ce ogHOCH Ha ayToMaTH3alyjy mpoleca
npojekToBama TexHojomkux mporeca CAPP. Ha oBaj HaumH (¢yHKIMja MpOjeKTOBama
TEXHOJIOIIKUX IIpolleca 3aTBapa MHTEPaKIUjy n3Mehy mpojekroBama Mpou3BOAa M MPOjEKTOBAMA
texnosoruje. [Ipumena CAD/CAM cucrema ngaje OpojHE MPEAHOCTH KOPUCHHIIMMA, TAKO JIa CE
JaHac MPAKTHYHO HE IOCTaBJba MUTAKE Jla JIM MX Tpeda KOPUCTHTH Beh Koja Cy ONTHMHIIaHA
peliema 3a KOHKPETHY MPOU3BOABY WiH pa3BojHy Gupmy. Kopumhewem CAD/CAM TexHonoruja
3HATHO CE OJIAKIIaBa U3pajia OMjI0 KOT MAIIMHCKOT JIeJia, I1a ¥ POTAIMOHUX JICTIOBA.

VY pany je npencraBibeHa metogoiiorrja npumene CAD/CAM texHoorHja y mpojeKTOBamkY
TEXHOJIOIIKOT TIpoIleca M3pajie POTAMOHUX JenoBa. JleTabHO je OMMcaH MOCTYIaK MOJEIHpamba
npeaMera obpane W NMpHUIpPEMKa ca HeroBoM mnapamerpusanujoM. [Ipemopyuyje ce nma ce mpBo
Mozelcke Gopme noaajy a 3aTUM Oy3MMajy, jeép C€ Ha Ta] HaYWH TOK MOJIEIHPAmE U3BOJIU Kao
peanHa u3paja nena. JlerasbHo je OmMcaH MOCTYyNaK U3pajie CKIIONa Kao U mapaMeTpHu3alija cTe3He
rnaBe. KoJ kpeupama ckjona ce mpernopydyje ce mo4yHe o 0a3HOr Jiena CKIIONa, OJAHOCHO OHOT
Jiefia Ha KOjU ce JI0Jajy OCTajlM elleMeHTH ckiana. OmMcaH je U MOCTyHaK HU3pajie TEXHOJIOIIKOT
Mojiesia o0pajie poTalMOHUX JesioBa Kao U reHepucame NC KOAa M TEXHOJOLIKE JOKYMEHTAIH]e.
Omnucana je u aHanu3a kpakrepuctuuHux jenoBa NC kdna. [Ipukazano je u tectupame NC k6aa y
¢bupmu 11.0.0. MunaHoBuh MHXEHEPUHT Kao U MOCTYIAK U3paje Jejia y pealHUM yCJIOBUMA.
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