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PE3UME:

Y pagy je npukasaH noctynak 3D 3anpemMuHCKOr mMopenupawa npomssoda. To
nogpasymeBa, U3Mefy ocTtanor, Kpempawe afekBaTHOr ckeneTtHor mogena nsbop wm
KOMMOHOBake MOAENCKUX (POPMU Yy KOHAYHU MoAen n aeduHucarwe napametapa.
Ha ocHoBy TakBor CAD mopgena kpeupaH je 3D mogen TexXHOSMOLWKOr MocCTynka
obpage. [lo wm3BpWeEHO] cuMMynaumju W MOCTNpoUecupary U3BpLUEHA je
mMoamdukaumnja n npunarohaBawe NC kbaa KOHKPETHO] ynpaBrbayko] jeanHULM, Y
oBom cny4ajy SINUMERIK 840D_3X.pp. Taj noctynak je p[geTarbHO OnucaH.
KoHauyHo, n3BefeHa je Bepudukaumja 3D TexHonowkor noctynka obpage Ha CNC
MawmHu anatkmu EMCO Concept MILL55.

KrbyyHe peun: CAD/CAM TexHonornje, CATIA, 3D mogenupare, NC kda.

SUMMARY:

The work presents the process of 3D solid modelling of a product. This involves,
among the other, creating an adequate skeletal model, selecting and composing of
model forms into the final model and defining the parameters. Based on such CAD
model was created the 3D model of technological process of machining. Upon
completion of simulation and post-processing, modification was made and the NC
code was adjusted to the specific control unit, in this case SINUMERIK 840_3X.pp.
That procedure has been described to detail. Finally, the 3D technological process of
machining by CNC tool machine EMCO Concept MILL55 has been verified.
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1. YBoOA

Cse Beha rbyacka notpeba 3a HOBWUM, OOSbMM, MOy34aHWjUM N 3a pyKOBaH-€
norogHvjumM NpouM3BOAMMA Npen WHXewepe je nocrtaBuna HoBe 3agaTke. OTyaa
noTuye n notpeba 3a pasBojeM HOBMX TEXHOSOrKja.

[aHac y HanpegHum TexHorornjama, KpuTuyHa akTMBHOCT Ce O[HOCKM Ha
KOHCTpyncarwe jep ce npouemwyje ga je 1o 70% po 80% oa ueHe passoja U
npou3Boarwe. Kaga ce roBopu O TpaauuMoOHanHOM NpuUCTymny pasBoja Npov3BoAa,
NnpojekToBake M NpoM3BOAHA OABMjajy Ce cekBeHuujanHo (kao [fOBe 3acebHe
LernvHe), YMeCTo NUCTOBPEMEHO.

M3 Tor pasnora gaHac ce y KOHKYPEHTHOM WMW CUMYNTAHOM WHXeHepCTBY
pewanajy npobnemu npojektoBaka M Mpou3Boawe napanernHo. OBakaB HauyuH
pa3Boja npoussoaa moryh je jeAnHO YKOMMKO Cy NPOn3BOAHE TEXHOMOruje nogpxaHe
KOMMujyTepuma.

CAD (enrn. Computer-Aided-Design) npeacrtaBrba KOMMjyTEPCKU MOAPXKAHO
npojektoBake, a omoryhaBa nakwe un Opxe npojekToBake W KOHCTpyMcCahe
npou3soga nNoYeBLIM O KoHUenuumje unm mogena na Ao npototuna. [aje Ham
MoryhHOCT Bp>ke aHanunse HajpasnUunTUjUX KOHCTpYKUMja (o4 jeaHOCTaBHe nosnyre na
cBe [0 aepo-npoduna).

Y3 nomMoh KoMmMjyTepckn MNoApaxHOr WHXewepcTBa Moryhe je Heky CTPYKTypy
CUMyNuMpaTn M TecTupaTt¥ Ha CTaTUYKO, AMHAMUYKO Kao W TOMMOTHO MOHallahe
uTAa...

CAM (eHrn. Computer-Aided-Manufacturing) je komnjytepckn nogpkaHa
npou3sogwa W obyxsaTa cBe ase MpousBoAH€ Yy CMUCAY onTumusaumje
kopuwherwa Benukor 6poja nogataka. OCHOBHa uAeja OBakBOI HayvMHa pasBoja
TEXHOMOrMje je Aa ce KOMMjyTep KOPUCTU Yy CBPXY reHepucawa nporpama 3a CNC
(koMnjyTepckn HyMepuykn ynpaerbaHe) mMawwuHe anaTke. [MoTpeba 3a pasBojeM
OBaKBWUX NPOrpamckux nakerta npoucrekna je u3 notpedbe ga ce Ha CNC mawwmnHama
anaTtkama uspahyjy 0enoBu croxeHe reomeTpuje 6p3o, KBanMTETHO N eUKacHo.

Mocnegwa hasa y pasBojy OBMX TexHomnornja gosena je go uHterpaumje CAD un
CAM cucrema y komnakTtHy uenuHy ogHocHo CAD/CAM cuctem wto omoryhasa
KOPUCHWKY MHTerpauujy gpyHkumja [9].
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1.1 OcHoBHa cTpykTtypa CAD/CAM cuctema

CAD/CAM TexHomorvje cy CKynl CaBPEMEHUX Hay4yHUX, TEXHUYKUX W
NHPOPMALMOHNX AUCLMNIIMHA YCMEPEHUX Ka MpoyyaBawy W MpUMMEHW MeToda 3a
ybp3aHu pa3Boj npounssoga n npoueca. Og npumeHe CAD/CAM TexHonorunja saBucu
HMBO KOHKYPETHOCTM M KBanuteta upMuM M cCMartpa Ce OCHOBOM CaBpPEMEHUX
KOHCTPYKLMOHO-NPOU3BOAHMX NOCTyNaka y Npon3sogHoOM MalumHcTey. C o63upom aa
YKIbydyjy 3Hawa U3 BULIE TEXHUYKO-TEXHOMOLWkKMX aucumnnuHa, CAD/CAM
TexHonorvje omoryhasajy MNOTMNYHO KOHCTpyMCake W MPOjeKTOoBare TEXHOSIOLLKO-
Npon3BoAHMX nocTynaka. Kao koHa4yHu ucxo rnpuMeHe oBUX TEXHONUrKja, jaBrba ce
NOBULIEH HMBO €edUKACHOCTM, MPOM3BOOHOCTM, Kao W KBanuteta npatehmx
aKTUBHOCTMW.

CAD/CAM cuctemun uMajy HapouumTo BENWKY MpPUMEHY KO MpojekToBama
TexHonorvje wuspage fenosa ca CIIOXEHOM reoMeTpujoM KOju 4YecTO 3axTeBajy
BULLIEOCHY Obpaay.

Haume cBe p[o nojaBe oBor Buaa pasBoja Npov3Boda, OOHOCHO pasBoja
NPEeTXO4HO MOMEHYTMX MNPOM3BOAA KOHBEHUMOHANHMM MeTodama Ouo je 3HaTHO
OTeXaH Mocao KOju je 3axTeBaO HMU3 aKkTUBHOCTM Koje ce npumeHom CAD/CAM
cucTeMa Mory AenvMMuyHo nsdehn.

Ha cnvum 1.1 npukasan CAD/CAM je cuctem kao nHterpartop [2, 8J.

[I’cor'.x. xxmc.mp.m,c]

( cap

[ KoHcTpyHCcame ]

CAD/CAM

T

[ [Tpou3BoImHa J Pi‘.'l)'ﬁilpd((l{p.lli)}[h’il]

(Aj.‘ro.‘-.mumun_ia

Cnuka 1.1 - CAD/CAM cuctem kao nHterpatop
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OcHoBHa ugeonoruja npojektoBawa TexHonornje npumeHom CAD/CAM cuctema
je ba ce Ha ocHoBY pedepeHTHOr moaena koju ce nobuja kao nsnas n3 CAD mogyna
reHepuwe NC nporpam koju npegcrasrba nsnas na CAM mogyna.

Kao wrto je Beh peyeHo 3a reHepucawe NC koga koju npencraeBrba u3nas w3
CAM cuctema, kao ynas y CAM cuctem notpebaH je moaen mapaTtka Koju ce xenu
n3pagntn Ha Hekoj CNC mawmnHm anatku. Takohe noTpebHo je aedmHmucaT n mogen
npunpemMkKa o Kor ce KacHuje npasu nspagak. Ynapueawem oBa 2 mogena y CAM
cuctemMy gobuja ce pagHu mofen (cknon npunpemka u npegmeTa obpage).

3atum ce pedwuHuwe HynTa Tadka obpatka. To ce Moxe ypagu Ha BuLle
pasnuuMTUX HauMHa. JedaH of HayuHa je ga ce HynTa Tadka obpaTka noknonu ca
TaykoM KOOpAMHATHOr NoYeTKka MalluHe anaTtke, a MpUTOM ce Mopa BOAUTM padyHa O
ToMme ga Z oca MalluHe anaTke (ako ce pagu o obpaan Ha obpagHOM LEHTPY Unn Ha
CNC rmopganvium nnu 6ywunnuum) 6yae ynpasHa Ha NOBPLUMHY Koja ce obpahyje.

[a 6u ce obpaga yonwTte nsspLuMna Mopajy ce geduHucaTtn anatm ca Kojum ce
BpLM obpaga. AnaT ce Mmopa geduHucaT 3a CBaku 3axear.

Mopen anata gedwuHuwe ce u nnaH 6asvparkba OOHOCHO AedMHULLE Ce Kako,
ymme 1 rage he ce Ha MalLMHKU NOCTaBUTU NPUNPEMaK U OCTBAPUTU HEFOBO CTE3aHe.

Mopen cBera oBora 3a cBakM 3axBaT noTpebHO je peduHucatM ocTane
TExXHomnowke nogaTke: 6p3nHy MOMONHOr KpeTawa, AyOuHy pesawa, 6poj obpTaja
rMaBHOr BpeTeHa, Kopak W apyre TexHonowke nogatke. Camum Tum ce aedumHue
3axsar.

Ha ocHoBy npeaxogHo pedwuHucaHux crtaBkm CAM cuctem nocpeactsom
npouecopa, Koju ce kao nporpam (coptBep) Hanasm y okeupy CAM cuctema,
reHepuwe ctaHgapay pnatoteky CL-cajn (eHrn. Cutter Location File) koja cagpxwu
nogaTtke y obnuky koopauHaTta nokaumja anata. CL dpajn y oBakBoM 06nuKy Huje
CMHTAKCHO M CEMaHTUYKM Yy carflacHOCTK 3a ogrosapajyhy ynpasrbayky jeauHuuy, na
jy je HeonxogHo npeBecTu y POpMy KOja je npuxBaTibMBa 3a AaTy ynpaBibayky
jeanHuuy. [Moctynak npeBohewa ClL-dajna y npuxeaTibuey dopmy 3a aaTty
yrnpaBrbayky jeavHuuy npeacraBrba MOCT-Mpouecupame U TO je yjeaHo M 3agha
¢asza y CAD/CAM TexHonoruju nporpammpatsa.

OcHoBHe yHkunje CAM cuctema Be3aHe Cy 3a nnaHvpawe MNPOM3BOLAHUX
TexHonowkux npoueca (Cn. 1.1) [1].
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procesa pogona

Cnuka 1.1 — OcHoBHe dyHKumje nacueHnx CAM cuctema

1.2 Pa3Boj nporpama CATIA V5

CATIA je paHac eTabnupaHu nNporpamcku nakeT Koju je CBOjy NMpPUMEHY Hajnpe
Hawao Yy TPaHCNOPTHO] WHAYCTPUjU, WTO U HUje TOMMUKO YyAHO C 063MpoM Ha
ynkeHuly ga teopay CATIA-e jegaH of Hajpehux eBponcknx npomnssohada aBMoHa.
Peu je, pakne, o dpaHuyckom Dassaultu, koju je ¢ passojem CATIA -e noyeo jow
cegampeceTux roguHa.

Taga je unrb 6mMo cTBapawe nporpama 3a 3D mogenupakwe u NpounsBoOaHbY
NPBEHCTBEHO 3a UHTepHY ynoTpeby yHyTap Tagawwer Dassault Aviationa. Y cBpxy
parber passoja CATIA-e ocHoBaHa je nocebHa komnaHunja Dassault Systemes, koja je
HaKOH HeKOr BpemMeHa ywna u y cactaB Benukor IBM-a, nog uvjum ce okpurbem
AaHac HacTaBrba pa3Boj jedAHor o4 HajycnelwHujux naketa 3a 3D mogenupame.

Mpogaja n nogpwka kopucHnumma CATIA -e ogsuja ce ynpaso npeko IBM-ose
Mpexe MNOCMOBHULA WM MNOCMAOBHUX MNapTHepa Koju cy creuujanuanpaHn 3a
npyxawe TeXHUYKe NoThnope.

Ho, Tpebano je otnpunuke netHaectak roguHa ga CATIA Hahe cBojy npuMeHy u
n3BaH BasgyxonsniosHe mHayctpuje. CATIA -y, no nocnegwum nogaumma, KOpUCTU
Yyak cegamHaecT of 25 Hajsehux cBeTckux npoussohada aytomobuna. Ha npumep,
eBporicka rpaHa DaimlerChryslera uma uHcTanupaHux Buwe o4 ABe WMo Xurbage
CATIA pagHux ctaHuua; untaea Volkswagen rpyna, BMW, Renault, PSA rpyna i Fiat
Auto kopucte CATIA -y kao cBoj ocHoBHu CAD/CAM anar.

10
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Konuko je CATIA mohaH nakeT roBopu M YMkbeHWUA Oa je KopucTe JanaHuw,
nosHatMm Mo HanpeTky TexHonoruje, 4nju ce Hajpehu npowmssohaum Toyota wn
Mitsubishi noHajsuwe ocnawajy ynpaso Ha CATIA -y. Y Ty Benuky rpyny cnagajy v
Ford Motor Company Te Hyundai, gakne jow pgBa oa Bogehux neT CBETCKMX
npousBohada aytomobuna. JlormyHo, n3 uHayctpujckux he ce xana CATIA -uHe
MOryhHOCTM NpeHeTM U Ha Tpkahe cTase M TO - HU BUIE HU Mawe Hero — y
HajnonynapHuju aytomobunckm cnopt, Formulu 1. 3a KOHCTpyupake Lwacuja CBOjuX
6onnaa KOpUCTM je WECT of YKYNHO jedaHaecT KOHCTPYKTOpa, a 3a KOHCTPYKUMjy
MOTOpa YaK LWecT oA yKynHO ocam pgobasrbava. LeBeacka Scania uma nak 350
nHctanupaHux CATIA pagHux cTaHuua Koje, HapaBHO, KOPUCTU 3a pasBOj CBOjUX
TeLIKMX KaMnoHa Yunja je bpojka gocturna vak jegaH munujoH. Y CATIA -u je pa3sujeH
3alITUTHMU 3HaAK TUX LWBEACKMX KamuoHa, V8 moTop. Yak cy m TpaguumoHasnHo
KOH3epBaTuBHM npowussohaun kao wto cy Rolls Royce wnn Bentley npubernu
ynotpebu CATIA-e, npemaa ce uena wuxoBa gunosoduja npaebewa aytomobuna
3acHMBa Ha py4YHOM cKrnanawy.

MosHaTto je aa CATIA cagxvu MHOWTBO annvkauumja n mogyna yHytap naketa (PO
n P1). CATIA je Bpno kBanuTeTaH anaTt 3a m3pagy u obnimkoBawe reoMeTpujCKnX
Tena v nosplunHa kao wTto cy solid u surface design. CATIA V5 Hygu mogyne 3a NC,
KOjU NOKpMBajy npoLece: cTpyrawa, 2 u 1-ocHor, 3-0CHor n 5-ocHor rnogawa, yjegHo
n HajsaxteBHujer. CATIA NC ykrbyyyje nak cumynauujy, kao un Benuk 6poj
CTaHOgapaHux nocT npouecopa. KopucHuk Moxe opgabpatm 6uno Koju HayuH
MoAenvpawa M y CBakOM TPeHyTKy npehu u3 jegHor y Apyrn moayn 6e3 MKakBux
noTeLkoha n orpaHuder-a.

11
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2. NMpouec mogenupama TeXHOSIOLKOr MNOCTYMNKa obpaae
npu3MaTu4yH1UX genosa

Y npBOM Mornaesby je yKpaTKO ONUCaH HauyuH M NPUHLMN (PyHKUMOHMCaHAa
CAD/CAM cuctema, wto hemo Kpo3 npumep mogenupawa Tesa knusaya TO U
nokasaTu (Cn. 2.).

Mogenvpare npoussoga [4], kao n ynpasrbake nNpoLecoM nponssogre buhe
n3seneHo y nporpamckom nakety CATIA V5.

. /<

16y =
16 —
! s | /ﬂ/ i
= |
=
o~ | ’
| i
i
12 1@ 1@ 1:2

16

Materijalt PE 500 Termi ¢ka obrada:
E @ Masa ‘Razmera:
deed
Dam_nj Nazivz
Ubirad} Aleksandar Todorovic Predmet obrade
Telo klizaca
Staird]
Odabr]
i ; G Uznaka: Lists
Faku!fetmrurf:n‘jerskrh Q4 g @ 1 . 4
(5
St | (. Iznena Da ture| I Izv. pod. | Zamena za:

Cnuka 2. - TexHn4ykun uptex npegmeta obpage
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2.1. Kpenpawe mopgena npeameTta o6page

2.1.1 AkTuBupame moayrna 3a Kpeupawe mogena
1) OtBoputn Start-Mechanical Design-Part Design.

2) Y nosby Enter part name npo3opa New Part ynucyjemo HasvB moaerna
(Predmet-obrade) (Cn. 2.1).

Enter part name  Predmet-obrade

'd Enable hybrid design

[] Create a geometrical set

[] Create an ordered geometrical set

[ Do not show this dialeg at startup

@ ok | @ cancell

Cnuka 2.1 — New part

2.1.2 Kpeupawe un gedpuHncamwe mogencke ¢popme Pad.1

- Ckuumpame ce 3anounkwe akTMBuMpawem komaHge Sketch mn ogabupom
oaroBsapajyhe paBHM ckuumpama.

- Cknumpare KOHType ce BpLum npumeHom komaHae Centered Rectangle.

- AkTuBupatu komaHgy Exit Workbench 3a nsnas na mogyna 3a ckuuupame,
pagun aedmnHucarwa Tpehe gumeHsuje.

- AkTuBMpaweM komaHge Pad nokpehemo onepauujy 3a u3Bnavyene Ckuue
yrnpaBHO Ha paBaH CkuuuMpama, a y N03nTUBHOM cMmepy Z oce.

- Y nposopy Pad Definition (Cn. 2.2) 6upa ce Tun gogasawa Dimension, a
y norby Lenght yHeTu BpegHocT n3snadyerwa 30mm.

— First Limnit
Type: Dimension -
Length: I-M—E
Limie
— Profile/Surface ————————
Selection: ’W‘@I
[ Thick
REverse Site l

[ Mirrored extent

Reverse Direction I

More> = I

@ 0K l - Cancel] Preview l

Cnuka 2.2 - ledomHucawe mogencke gpopme Pad 1
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2.1.3 Kpeunpawe mopgencke copme Pad. 2
- OpabpaTtn ropwy noBpLIMHY Mofgencke dopme Pad 1, HakoH uera
akTmBmpamo komaHay Sketch 3a nokpetawe moayna 3a ckuyupawe (Cn. 2.3).

ength:  [Smm E
Limit:

Profile/Surface

First Limit ————————————
Type  |Dimension -
L

vl

(] Thick

Feverse Siile

[ Mirrored extent

Reverse Direction I

Hl

Cnuka 2.3 - [ledomHucare ckuue
mopaencke copme Pad. 2
Cnuka 2.4 - [lecbvHucarwse mogencke
dopme Pad. 2
- AkTuBupaTtn komaHay Profile n 3aTBOpUTU KOHTYPY CKuUe apyre moaerncke
dopwme.
- AxktmBupatm kKomaHgy Exit Workbench 3a wu3nasz m3 mopyna 3a
ckuumpawe, ga ou n3spwnnmn geduHmcane Tpehe gumeHsuije.
- AkTmBupawem komaHge Pad nokpehemo onepauujy 3a u3Bnadewe
CKuue yrnpaBHO Ha paBaH ckuumpawa (Cn. 2.4).
- Y npo3opy Pad Definition 6upa ce Tun gogaBarwa Dimension, a y nosrby
Lenght yHeTu BpeaHOCT n3Bnayesa 5mm.

2.1.4 Kpeunpawe mopencke popme Pocket. 1

- CenektoBatn ropwy nOBpPWWHY Moaernicke dopme Pad. 2, 3atum
akTmBupaTtm komaHay Sketch 3a nokpetawe mogyna 3a ckuumpame.

- Cknumpare KoHType ce Bpmn nomohy komaHge Circle

- AktuBumpatm komangy Exit Workbench 3a usnasz u3 mogyna 3a
cknympamwe, ga 6u n3spwunun gepuHncamwe tpehe gumeHsuje.

- AkTnBmnpaTu
KOMaHgy 3a u3Brayewe
B ckuue ca  oAys3MMareM
{ - maTepujana Pocket.
= o1 - Y nposopy Pocket
{n@l Definition neduHncaTH

napameTtpe. bupa ce Tun
ogysumawa Dimension, a y
norey Depth YHETU
BpeaHocT yaybrbewa 10mm
(Cn. 2.5).

[ Thick

Cnuka 2.5 - [ledomHucarwe mogencke gopme Pocket. 1
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2.1.5 Kpeunparwe mogencke popme Pad. 3

- OpabepaTtn ropwy noBpwnHY Moaencke ¢opme Pad. 2, HakoH yera
akTuBupamo komaHay Sketch 3a nokpeTawe MoAyna 3a CKuuMpare.

|

i

|

i

)
R

8

i

|

I
17

- Ckuuuparme KOHTYype ce  BpLuM
npumeHom komaHge Circle n komaHge Arc (Cn.
2.6).

- UeHTap kpyxHunue Be3yjeMo 3a LeHTap
mogaerncke dopme Pocket. 1.

- AkTuBMpaTH KoMaHay Exit
Workbench 3a wu3naz wn3 wmogyna 3a
cknumpawe, ga 6m msspwunu pgeduvHucamwe
Tpehe gumeHsuje.

Cnuka 2.6 - [ledomHucare cknue mogerncke doopme Pad. 3

— First Limit

Type: ’Dimension -
Length: ISmm E

Limit:
— Profile/Suface —————
Selection: @
[ Thick

Bewerse SidE I

[ Mirrared extent

Reverse Direction I
More> > I

@ OK l - Cancell Preview l

Cnuka 2.7 - ledpmnHncarwe mogencke popme Pad. 3

- AkTuBMparwem komaHge Pad, y nposopy Pad Definition 6upa ce tvn
popasawa Dimension, a y norby Lenght yHeTn BpegHocT ussnadewa 5Smm (Cn.

2.7).

2.1.6 Kpeupamwe mopencke popme Pocket. 2

- CenektoBaTu ropwy noBpwuHy Mopgencke c¢opme Pad. 3, 3atmm
akTmBupaTtmn komaHay Sketch 3a nokpeTtawe mogyna 3a ckuumpame.

- CenektoBatn uBuue ca mopgencke c¢opme Pad. 3, a 3atmm m3BpLWNATH
HUXOBO MpPOjeKTOoBawe akTmBmpawem komange Project 3D Elements. KomaHgowm
Offset cmMarwyjeMO NpojeKkToBaHy KOHTYpY Ha BpegHocT 3mm (Cn. 2.8).

15
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Cnuka 2.8 — [ledpuHucamne ckuue mogencke dgpopme Pocket. 2

- AktuBmpatun komaHgy Exit Workbench 3a wvsnas u3 mopgyna 3a
ckuumpamne, ga 6m n3spwmnu geduHucawe Tpehe aumeHsuije.

- AKTMBMpaTM KOMaHAy 3a U3Bfayewe CKuue ca ofy3vMMarkeM matepujana
Pocket.

- Y nposopy Pocket
; Definition aeduHucaTu
= @ napameTpe.

H |omm—g_- - Y npo3opy Pocket

Ptiesute Definition 6Gupa ce Tun
’;e'm@l ogy3snmawa Up to next (Cn.

[ Thick

Reverse Side I 2 .9) .

O tirrared extent

Reverse Direction

Cnuka 2.9 - [lecpnHucarne mogencke popme Pocket. 2

2.1.7 Kpeunpawe mopgencke copme Hole. 1

- AktmBuMpatun komaHgy Hole 3atum Gupaty noBplMHY Ka Kojoj Tpeba
HanpasuTK OTBOP.

- CenektoBaweM MOBpPLUMHE Ha KOjoj Tpeba dopmupatn OTBOp OTBapa ce
npo3op Hole Definition.

- Y nposopy Hole Definition, y okBupy kapTuue Extension, yHeTu
BENMYMHY npedHuka oTBopa 8mm, tun pyne Blind, aybuHy otBopa 10mm wun V-
Bottom 120deg (Cn. 2.10)

- Y okBupy kaptuue Positioning Sketch nosnynoHmpatu ueHTap oTsBopa.

16
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Extension | Type | Thread Definition |

[Biind -

Diameter : | 8mm E 4&
Depth: |10mm E
Lirit:
Offset:  |Omm E — Positioning Sketch
— Direction Bottom

Reverse I [V-Bottom A

'd Mormal to surface Ja""QIE:IIZUdeg E

Mo selection

@ OK l ) Cancell Preview I

Cnuka 2.10 - [lecpmHncarne mogencke popme Hole. 1

2.1.8 [OedumHucawe mopgencke popme Rectangular Pattern

- CenektoBaTn mogencky ¢dopmy Hole. 1, a 3aTum akTmBMpat MOAESNICKY
dopmy Rectangular Pattern.

- AkTBMpaweM mogencke dopme Rectangular Pattern otBapa ce npo3op
Rectangular Pattern Definition.

- Y okBupy nposopa Rectangular Pattern Definition 6upatn Tun
yMHOXaBawa Instance(s) & Spacing, 6poj oTBopa 3, pasmak uamehy oTBopa
12mm (Cn. 2.11).

[ ——

First Direction

Secend Direction |

Parameters:&stancem 8 Spacing

Instance(s) :IE E
=

Spacing : Ilme

Length : |24mm

— Reference Direction

Reference element: Pad.2\Edge.l

Reverse l

Object: [Holed &

[] Keep specifications

|' Object to Pattern

More= = I

@ OK - C.ancell Preview I

Cnuka 2.11 - ledhmHncarwe mogencke popme Rectangular Pattern

17
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2.1.9 Kpeunpawe mopencke chpopme Pocket. 3

- CenekrtoBaTu ropwy MOBpPWUHY Mogericke ¢opme Pad. 1, 3atum
akTusmpaTtn komaHgy Sketch 3a nokpetakwe mMoaysa 3a ckuumnpame.

- Ckvumpame KOHType ce BpLu npumeHom komaHge Circle n komaHge Line
(Cn. 2.12).

Cnuka 2.12 -[lecomnHucare cknue mogerncke oopme Pocket. 3

- AxktmBupatm kKomaHgy Exit Workbench 3a wu3nasz u3 mopyna 3a
ckuumpamne, ga 6u nsspwmnu gedunHucarwe Tpehe aumeHsuje.

- AKTMBMpaTM KOMaHZy 3a M3Brayewe CKuue ca ody3MMarem martepujana
Pocket.

- Y nposopy Pocket Definition 6upa ce Tun ogysmmana Up to next (Cn.
2.13).

mRE LMl e
Type: Up to next -

— Profile/Surface

Selection: | Sketch.15 A
O Thick
Reverse Side I

[ Mirrared extent

Reverse Direction I

More> > I
L ] Cancell Preview I

Cnuka 2.13 - lecpmHmcarmse mogencke coopme Pocket. 3

18
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2.1.10 Kpeunpare mogencke popme Pocket. 4

- CenektoBatTn [owy nNOBpPWKNHY Mogerncke d¢opme Pad. 1, 3atum
akTmBupaTtm komaHay Sketch 3a nokpetawe moayna 3a ckuumpame.

- Ckuumpamne KOHType ce BpLUK npumeHoMm koMmaHae Rectangle.

- AxtmBupatun komangy Exit Workbench 3a wu3nas m3 mogyna 3a
cknympamwe, ga 6u n3spwunun geuHucamwe tpehe gumeHsuje.

- Y nposopy Pocket Definition geduHucatn napametpe. bupa ce Tun
ogysumara Dimension, a y norby Depth yHeTn BpegHocT yaybrbewa 7mm (Cn.
2.14).

||||||||
Depth:

Limit: No selection

r— Profile/Surface

Selection: | Sketch.16 =4

[ Thick
Reverse Side ]
[ Mirrored extent
Reverse Direction I
More> > I
@ 0K ] & Cancel ] Preview ]

Cnuka 2.14 - flepnHncarwse mogencke popme Pocket. 4

2.1.11 Kpeunpawe mogencke popme Pocket. 5

- CenektoBaTtun ropkby
noBpLMHY mogencke cgopme Pad. 1,
3aTuMm akTmBupatn komaHay Sketch
3a nokpeTare moayna 3a
CKMUMpame.

- Ckmumpame KOHType ce BpLun
npumeHom  komaHge  Circle n
komaHge Line (Cn. 2.15).

Cnuka 2.15 -[ledomHucare ckmue mogerncke gopme Pocket. 5

- AktuBmpatn komaHgy Exit Workbench 3a wuanas u3 mogyna 3a
ckuumpare, ga ou n3spwmnnmn geduHmcamwe Tpehe gumeHsuje.

- Y nposopy Pocket Definition geduHucatn napametpe. bupa ce tmn
ogysumara Dimension, a y norby Depth yHeTn BpegHocT yaybrbewa Smm (Cn.
2.16).
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Pocket Deﬁm't?n[l‘v | e |

P R R e —
Type: Dimension -
Depth: IM—E

— Profile/Surface

Selection: | Sketch17 [
[ Thick
Reverse Side l

[ Mirrored extent

Reverse Direction I
More> > I

@ 0K l OCanceIl Preview l

Cnuka 2.16 - [ledmHncawe mogencke dopme Pocket. 5

2.2. Kpenpare mogena npunpemMka

2.2.1 AKTMBMpam-€ Moayna 3a Kpeupame moaena

- OTBOpPUTKM Start-Mechanical Design-Part Design.
- Y norpy Enter part name nposopa New Part ynucyjemo HasvB mogena
(Pripremak).

2.2.2 Kpeupamwe u gedpmHucamwe mogencke coopme Pad.1

- Ckuumpare ce 3anoudvMke akTMBupawem komaHge Sketch n opabupom
oaroBapajyhe paBHM ckuuMpara, y OBOM Criy4vajy Xy paBaH.

- Ckuumpame KOHType ce Bpwn npumeHom komaHge Centered Rectangle.

- AktmBupatM komaHgy Exit Workbench 3a wu3nas w3 wmoagyna 3a
cKnumpare,pagn geduHmcama Tpehe gumeHsuie.

- Y npo3opy Pad Definition (Cn. 2.17) 6upa ce Tun gogaBaka Dimension,
a y norby Lenght yHeTn BpegHoCT nssnayena 34mm.

— First Limit

Type: ’ Dimension -

Length: |34mm E
— Profile/Surfface ——————
Selection: | Sketch.l &

[ Thick
Rewerse Sidle I

[ Mirrored extent

Reverse Direction I
More> > I
@ 0K I & Cancel I Preview I

Cnuka 2.17 - [ledbnHucawe mogencke copme Pad. 1
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2.3. Kpeupame ckrnona 3a npBy TeXHOJIOLIKY onepauunjy

2.3.1 AkKTuBMpam-€ Moayna 3a Kpeupame ckKrona

- OTBOpPUTKM Start-Mechanical Design-Assembly Design

2.3.2 NpomeHa Ha3nBa npousBoaa

- flecHu knuKk Ha rpaHy Productl y ctabny mogena v y KOHTEKCTyasiTHOM
MeHWjy ogabpatu onuujy Properties.

- Y npo3sopy Properties ogabpatu kaptuyy Product (Cn. 2.18)

- NpenmeHoBaTtn norbe Part Number ns Product2 y Sklop.

3

Properties ? i

Current selection : | Product? J

Product | Graphic I Mechanical I Drafting |

lNpenmeHoBaTn Yy
Sklop

Product

Part Number lProdudZ

Revision [
Definition [
Nomenclature |

Source Unknown v

Description

|
Define other properties... | ‘

3

More... |

@ 0K | Sapplyl Close |

Cnuka 2.18 — [NpenmeHoBak€e Npon3Boda

2.3.3 [lonaBawe moaerna npunpemMka

- Ha nanetn Product Structure Tools aktuBumpatm komaHgy EXisting
Component u knukHyT Ha Sklop y ctabny mogena wnun gecHum knukom Ha Sklop
y ctabny mogena, oTBapa Ce KOHTEKCTyanHu MeHu, oTBoputu Components—
Existing Component.

- Y nposopy File Selection opgabpaTtu ajn Pripremak u KInMkom Ha
komamay Open n3BpLWXTU JoAaBake Mohena y pagHu NpocTop.

2.3.4 ®dukcupamwe moaerna npunpemMka

- AktnBnpatn komaHgy Fix Component n KNMkKHYTM Ha mogen Pripremak
Aa n3BpLnMMO UKCupame.
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2.3.5 lopaBake moagena npegmeTta obpage

- AxtmBmpatM kKomanHgy Existing Component wn Beh  onucaHum
NOCTYNKOM W3BpWUTU gofaBawe moaena Predmet-obrade y pagHu npocTtop
moayna Assembly Design (Cn.2.19).

Cnuka 2.19 — [lopgaBame npegmeta obpage

2.3.6 NMopgewaBake BUATLUBOCTU NpUNpemMkKa

- [lecHum KNUKoMm Ha rpaHy Pripremak y ctabny mogena oTBapa ce
KOHTEKCTyarlHn MeHMW, akTmBupatu onuujy Properties unu  cenekroBaTu
MOAEeN npunpeMka W Ha TactaTtypu nputucHyth Alt+Enter

- Y npo3opy Properties knu3a4 Transparency noMepuTn y 4eCHU Monoxaj
(Cn. 2.20).

ion : | Pripremak.1/Sklop-prva-obrada
Product Mechanical Drafting
Graphic Properti
Color Linetype Thickness
Mo Color ~ Mo Linetype ~ Mo Width
Transparency
= 107
e
Global Properties
= Shown Layers Rendering Style
d Pickable 0 3 Mo specific render
[ Low Intensity
< i | r
More... I
- gy Soise

Cnuka 2.20 — lNogewaBake BUABLUBOCTM MoAena npunpemka
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Anekcangap 3. Togoposuh

Cnuka 2.21 — lNocTaBreeHa orpaHuydersa namehy mogena nomohHor npnbopa,
npunpemMka n npeameta obpage

'-‘L_" Fix.14 (Masinska

3,

Offset. 19 (Pripremak.1,Predmet-obrade.1)

)

o,
¥

Offset. 20 (Pripremak.1,Predmet-obrade. 1)

tions

Cnuka 2.22 — Cknon mogena npunpeMka, npegmerta obpage n nomohHor npmubopa

- MNMpunukom cknumparwa mogenckux opmu kopuwheHe cy nanete,
anatu u kKomaHge koje cy gate y Tabena 1, Tabena 2 n Tabena 3.
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Tabena 1 — NaneTe, anatn n kOMaHge KopuwheHe y npouecy ckuunpama
MoZerncknx hopmMm NpnamMaTUYHMX gernosa

IMasrera asntn

i

Prodie ,
&g Loy -
Oununc

Profil Kpenpa xoermypy caTanacy O3 I
@b l “ CCIMCHMAT MAN KPYKMIEX TYyROos

=) Circle

Kpeupa spysnsuy

T
(‘ il Kpeupa xpyains ayx sagasanes npeo
LUCHMTPR, 133 KPAJILIIX TASaKa

——

]
/] Line Kpespa aya

Cpeation -

| C > (IBZ?

Bpazue wsabparse enemenre

IpojexTonune wnsue

h:\
§ .

Kpeupa xpyinn ayk sajzsaines mpeso

s
g
g
3
g

Constraints Definition in

Orsapa aujanor nposop 52 2Ianame

OrpaMHUCH.y

[

Dialog Bax
Constraints

i
L

S3amsane MO IO Orpanmiracing

Workben. K8

e e

i =2}

Construction/Standard

' Kpeupa xpysiziz ayK saj2sanes mpso
- Element ICTITPE, 133 KD IEX TRk

ske.. i

=N

@J Sketch

[penasax y Moxyaa 3a cxnmmpas.e
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Tabena 2 — [NaneTe, anaTtn n kOMaHge KopmwheHe y npouecy ckuuupama
MoAernckmx hopmm NpuamMaTUYHNX genosa

IMajaera anara
Sketch-Based Features )
l 7).E 9 & ) 7 & ﬁ',@@[
Komaunja Haius Ounuc
a Pad Onepaunja HIRNQUCHA €A 10aBABEM
| = MatTepijana
@ Packet Onepaipja HIBJAUEHEA CA Oy IHMAENM
| . MaTepujana
n Shaft Onepaunja pomunj.c Ca 10/1ABakEM
| MarTepujana
€] Hole Onepauija Kpenpamsa KpykHOI 0TBOPA
8 Stiffener Onepaunja kpenpasa pedapa
Dress-Up Features .d
| QI OFOE |
Gy Edge Fillet Onepaunja 3a06/5a8a1a HEHLA
—-ﬂ-‘—l
Reference Ele... Jg
- / &7
4 Point Kpeupa pedepenray (nomohny) rauky y
A5 HpoCcTIopy
Ve Plane Kpeupa pedepenray (nomohuy) pasau
Insert b=
@ Cinicaionl s Vauyje HOB reoMeTpHjckn cKy
= (138. Teao ckeneror Moaena)
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Tab6ena 3 — [NaneTe, anatn n komaHge kopuwheHe y npouecy uspage ckrona

[Manera anara

Komanaa I Haszus I Onuc
Product Structure Tools
DEB BB EYEE
B Existing Component Y6auyje nocrojehy KoMnoHeHTy

Move @

‘%8M?|

% Manipulation Pyuno nomepame KOMIIOHEHTH Y PaJHOM
L IpOCTOpY
Constraints @
]
9@:‘&/@‘0{}
o9 Offset Constraint Orpannyeme AyKHHCKOT pacTojama
@ Angle Constraint Orpannuese yriioBHOT pacTojama
& Fix Constraint Orpannyere PHKCHPAHOCTH NONOKaja
Up-. (]
o @ Update All Perenepauuja monena ckiona (3azata
OrpaHiyersba NnocTajy akTHBHA)
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2.4. OednHucame npoueca obpage 3a NpBY TEXHOJIOLIKY
onepaumjy
2.4.1 AktuBupawe moayna Prismatic Machining

- Jok je aktmBaH MoOAyn 3a Kpeupawe CKIomnoBa, OTBOPUTH
Start—Machining— Prismatic Machining (Cn. 2.23).

Y CATIA V5 - [Skiop-prva-obrada.CATProduct] e ——————

300 ENOVIAVSVPM  File  Edit

| ([livrrestructure

Vi
>
[ Mechanical Design >
>
>
>

jiew Inset Tools Anmalyze Window Help

PN v shape
BN Analysis & Simulation
AEC Plant

1 @oisiol Mockup tic Machining

Equipment & Systems rface Machining
o Digital Process for Manufacturing | &% Advanced Machining
. Machining Simulation » |4 NC Manufacturing Review
Ergonomics Design & Analysis > i STL Rapid Prototyping
| Knowledgeware |

ENOVIA V5 VPM

[V 1 5kiop-prva-obrada.CATProduct
1 Sklop-prva-obrada.CATProduct
2 Pripremak.CATPart

3 Predmet-obrade.CATPart
4 Crtez A4.CATDrawing

Bt

2488 '0/'¢@% ¢ e B nFmenaQQAsBAIBEE o GH la

Prismatic Machining workbench

Cnuka 2.23 — AktnBupare mogyna Prismatic Machining

- HakoH yera he ce oTBopuTM Moayn 3a gedwuHucawe npoueca obpage
npuamaTtu4Hux gernosa (Cn. 2.24).

Part Operation.1

C

E Manufacturing Program.1
fli Machining Process List.1

ProductList

FRGEE

r‘ Sklop-prva-obrada (Sklop-prva-obrada.1)

ZA i

WEeRa

LR

Masinska stega (Masinska stega.1)

Pripremak (Pripremak.1)

B

Predmet-obrade (Predmet-obrade.1)

Constraints

8 [

N

3 BE mEl D

Nea&: S0 @ BAERS wHSAALBIOEE OHSPS L EHT E

1A

Cnuka 2.24 — PagHu npoctop moayna Prismatic Machining
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2.4.2 NecbmHncawe napametapa obpage

- OBocTpykmn knuk Ha Part Operation.1 y ctabny P.P.R. HakoH yera he ce
oTBopuTu npo3op Part Operation (Cn. 2.25).
- — . = - KnukHyTM  Ha  UKOHY
Machine (Cn 2.25 (1)), HaKoH yYera

Pant Cpevation

L~} he ce oTBopuTM npo3op Machine
Editor (Cn.2.26).
[ 2) [ e — - Kao  Tun MaLumHe
iy opabpartu 3-axis Machine.1.
3) ety Pesston Sarrsletion Optwnt | CoSsers checking
\@] 145 e Pt sekected : .
*ij[ﬁu whected Machine Editor — o
4) .?: T4z fodure satected (foe 1rmralatsce ardy) — | 6) i i e - . }
A | o | Mo ety plare selected | 2 |
2 '8 _'%\"%' ]:’g‘ ﬁ jﬁ.lﬁjl\f‘
5) :’/[u- [T T————————  — —— Narme [ 3-gu1s Machned
| S— [‘,l Nz rotary plne teecind Comment
Spindle I Teclkng ' Compemation | Numaeical Cortrol
Home paent X : m
- @ o | &cancu| Home paint ¥ [0 3‘:
Home point 7 —l";.*v:m ":f
Cnuka 2.25 - [edwvHucawe napametapa Onentation!| [ B
TEXHOMOLWKNX onepauuja Orwntation): [g ]
Onentation K1 [ Tj

Cnuka 2.26 — [JedmHncawe malnHe

- OpabpaTu ukoHy Reference machining axis system (Cn 2.25 (2)) oa 6u
cMo geduHucann pedepeHTHU KoopAMHaTHUM cucTtem obpage (KoopAauHaTHOr
cuctema  pagHor  komaga). OBy Tauky Tpeba nocTtaBuTM Ha MECTY u4uje
KOOpAWHaTEe Hajnakwe MOoXeMo M3MepuTu (3a nojeamHavyHy Npov3BoakY), O4HOCHO
6a3HMM unu TonepucaHnm NoBpLUIMHaAMa (3a CEPUjCKY U MacCOBHY NMPou3Baamy).

- Y nposopy Default reference machining axis for Part Operation.l
cenekrtoBatu Tauky a) (Cn. 2.27)
y LEeHTpY KoopauHaTHOr
cuctema, a HakoH Tora NnoMohHy
Tayky a’) y JOH-EM NEeBOM YIny
YyeoHe noBpLWMHE npegmeTa
obpage.

Default reference machining axis for Part Operation.1 =)\

| Axis Name : [Defauit reference machining axis for Part Operation L

A

| [~ NC Output Parameters
[ Origin Number: [T [ Group: [T [
S 0Kk | 9 cancel]
4

-

Cnuka 2.27 — [JledmHncame pedepeHTHOr KoopamHaTHOr cuctema obpage
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- KnnkHytn Ha ukoHy Design part for simulation (Cn 2.25 (3)), HakoH
yera o3Ha4YMMo mogen rotosor gena. O3HayaBake MoZena roToBor Aena MOXe ce
N3BPLUNTW Ha ABa HaYMHa:

1. Y crabny mogena (Cn. 2.28 a) cenektosatu ProductList— Sklop—

Gotov deo — PartBody.

2. [decHum «knukom Ha rpaHy Pripremak y crtabny wMopgena
(ProductList—Sklop—Pripremak), otBapa ce KOHTEKCTyanHM MEHU Yy KOM cCe
aktusupa onumja Hide/Show (Cn. 2.28 6), 3a geaktuBupame BUAOSBNBOCTU
npunpemMka. HakoH WTO CMO npunpemMak YYMHUIU HEBUOSBUBUM MOXEMO
N3BPLUMTU CENEKTOBaHE KMMKOM Ha Moaen y pagHOM NpocCTopy.

Loy
"F"-}.}j Productlist

‘f‘ Sklop-prva-obrada (Sklop-prva-obrada.1)

"@ﬁ Masinska stega (Masinska stega.1)

-'?"-?.}j Productlist

_ﬁs& Pripremak {Pripremak.1)

‘f‘ Sklop-prva-obrada (Sklop-prva-obrada 1)

i‘f‘. Predmet-obrade (Predmet-obrade.1)

~Y Predmet-obrade 'ﬁ’d& PERNGRAGEN centergraph

& yy plane Reframe On

'ﬁﬁﬁ Pripremak {Pripre

vz plane

'ﬁ’g& Predmet-obrade (S G
E Open Sub-Tree

=B Constraints Y ot Cirlox¢

& 7y plane

= ﬁi PartBody

a) 6)

Cnuka 2.28 — CenekToBate Mogernia rotoBor gena

- AktmBupaTtn MKoHy Stock (Cn 2.25 (4)) 3a gedumHucawe npunpemka,
HaKOH Tora cenekroBaTu npunpemak y ctabny mogena (Cn 2.29 a)) unn moaen
npunpemka y pagHom npoctopy (Cn. 2.29 6)).

| s
-5 productlist

‘:tn‘ Sklop-prva-obrada (Sklop-prva-abrada.1)
‘ﬁ’ﬁﬁ Masinska stega (Masinska stega.1)
‘i’fs‘. Pripremak (Pripremak.1)
"EI" Pripremak
& yy plane
& 7 plane
& 7 plane

|— Axis Systems
ﬁi PartBody

I

a) 6)
Cnuka 2.29 — CenektoBake Mogena npunpemka

- AkTnBnpaTu nkoHy Fixtures for simulation (Cn 2.25 (6)) 3a geduHucame

nomohHor npubopa, HakKoH Tora cenekroBaTtv noMohHu npubop y ctabny moaena
(Cn 2.30 ) nnn mogen nomohHor npubopa y pagHOM NpocTopy.
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LA .
"F‘:Ej’ ProductList

':f‘ Sklop-prva-abrada (Sklop-prva-obrada.1)

‘?‘u Masinska stega (Masinska stega.1)
-3 Masinska stega
4 3y plane
A 7 plane
A 7x plane
'ﬁi PartBody
‘%& Pripremak ak.l)
‘ﬁ’ﬂﬁ Predmet-obrade (Predmet-obrade.1)

)

SEIJConstraints

Cnuka 2.30 — CenekrtoBake Mogena nomohHor npubopa

- 3a gedmHUcame CUrypHoOCHe paBHU KITMKHYTU Ha UKOHY Safety plane (Cn
2.25 (5)), a 3atum Ha paBaH KOju CMO NpeaxoaHo AeduHUcann y TOKYy
Moaenupama npunpemka.

Mame: Part Operation.l

Eomment= Mo Description

3-axis Machinel

Default reference machining axis for Part Operation.d

B

Sklop-prva-obrada

(]
m

ometry | Position Simulation Option Collisions checking

/Sklop-prva-obrada/Predmet-obrade/Predmet-obrade/PartBody
/Sklop-prva-obrada/Pripremak/Pripremak/PartBody
/Sklop-prva-obrada/Masinska stega/Masinska stega/PartBody

1 safety plane selected

Mo traverse box plane selected

Mo transition plane selected

Mo rotary plane selected

ZWaN R

@ 0K | @ cancel|

Cnuka 2.31 — U3BpieHo gedumHncawe napametapa obpage
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2.4.3 OecpmHucame TexHonowke moaencke ¢opme Facing. 1

- sabpaTtun komaHagy Facing, a 3atum y ctabny mogena P.P.R—Process List—
Process— Part Operation 1— Manufacturing Program. 1.

F:w”siﬁfiﬂﬁe@ﬂHﬂcaﬂoe A .
ﬁw —— | crparernje obpaxe - Y nposopy Facing he ce no obwuyajy
T .<' t—lepyuncame npuiazte OTBOpMTM KapTML',a 3a ,El,ed)I/IchaI-be

i myTarwe noptaserba reoMeTpujckux napameTtapa obpage (Cn.
2.32)

Jledumncame peknma
| obpazxe

5 NOBpIIHHA
[HHCambe aaTa

Jleduuncame
npeaMera obpazne

[OBDILIXMHA

| Offset on Conthur @
Offset on Bottpm : @mn

(u]

JleduHncame crojbHe
KOHTYype
Tlpernen cumynanuje

1:/~| -1 xonorpama Sy
= 9 ok | _Preview | @ Cancel |

Cnuka 2.32 — [ledmHncarwe napameTtapa 4yeoHe obpage

- NecpnHmncarm 3oHy obpape
1) CenektoBatn nospwuHy a) (Cn. 2.32) y npo3opy Facing, a 3aTumM 4YeoHy
nospwuHy a’) (Cn. 2.33) mogena npunpemka.

2) CenektoBaTM [oky noBpwuMHY obpage 6), HAKOH Tora WCKIbYYUTU
BUOSBMBOCT MpUMNpPEMKaA W CenekToBaTuM OOy MOBpLUIMHY obpaje y OBOj
onepaumju 67)

3) CodTtBEp cam npeTnocTaBrba CNOSbHY KOHTYPY B), Tako Aa Huje notpebHo
aeduHUcaTn je HakHagHo.

Cnuka 2.33 — [JecdmHncamwe napegmeta obpage
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- 3apatu cTpaTtermjy obpaae

Facing.2

Name: Facing.2

Comment:  No Description
E |0 | feh | A4 | B6C |

Move the cursor over a sensitive area.

L)

Tool path style:

Machining  Radial | Adal | Finishing | HSM |

.]?

Mo ITooI diameter ratio

Distance between paths: 2

Percentage of tool diameter: [55 [&]

End of path:

20mm

In

50 % 2,
Tool side approach clearance: [= ?
PP i m . ?

Overhang:

Inward helical -

. e

el

W

@ 0K I Preview I & Cancel ||

1) Y nosrpy Tool path
CTUN KpeTawa anarta usabpatu
helical unn Back and forth (Cn. 2.34).

style kao
Inward

2) Y norby Mode, kapTtuue Radial, kao
TMN npeknanawa wmnsabpatn Tool diameter
ratio n y norby Percentage of tool diameter
yHeTun BpegHocT 50%.

3) Kao npenycTt
Overhang 3agpxaTtu
npenopy4yeHa (50%).

anaTta, y
BpPeaHOCT

norby
Koja je

4) Y kaptnum Axial kao Tun ogabupa
BpedHOCTM OyOuHe pesawa, Yy norby Mode,
opabpatn Number of levels, a 3atum 3agatm
6poj nponasa 2.

Cnuka 2.34 — JlecvHncame nytake anata

- DecomHncaTtn Tun anara

1) Kao tvn rmogana ogabpatu 4YeoHOo

rnogano (Cn. 2.35).
2)

3) Ha wemun anata yHeTu AUMeH3nje =i
anata koju he ce KOpUCTUTU Yy Name T Face Mil D304 =Y
Comment:
O6paﬂ”‘ ‘ Tool number: [
4) 3a npeunsHuje neuHncame

KapakTepucTMka anarta KIMKHYTU Ha

onuujy More.

Y norby Name ynucatm HasuMB w
anmMeHsuje anata T1 Face Mill D 40.

Facing.2

C—

Comment: Mo Description

' |0 fed |06 |0 |

1)
14,7 2)

Name:  Facing.2

A

1 =15mm
=B

B = Hum Hi&lﬂmm 4)
| /
Mores> |
[ Display tool at: @ O J . |
| == o
@ ok | _preview | @ Cancel |

Cnuka 2.35 — [ledmHncane BpCTE 1 JMMEH3Mje anaTa

32



Anekcangap 3. Togoposuh

- MopecuTun pexxume pesama
Pexunme pesana Tpeba TayHO nNpopayvyyHaTy 3aBUCHO Of BPCTe Martepujana, BpcTe
anaTta, TMNy mMawuHe, kBanuteTa obpafheHe noBpwwmHe u gp. [5]. Y oBom npumepy
npeamet obpage je og nnactuke PE 500 na cy y3etn cneaehu pexumn obpage.

>

1)
2)

3)

4)

5)

6)

7)

3aBpLuHK pag

McKkibyumTn ayTomMaTCKO n3padyHaBake pexmma pesama (Cn. 2.36).

Y norby Approach 3a 0Op3uHy
300mm/min.

3a Op3nHy nNOMOhHOr KpeTawa Yy Mnorby

400mm/min.

3a 6p3nHy noBnavera anarta y nosby
Retract yHetn BpegHocTt 1000
mm/min.

Huje npepsuheHa 3aBpwHa obpaja,
Tako pga norbe Finishing ocrtaje
HernpoMeHEHO.

YHeTn BpegHocT 6poja obpTaja
12000turn/min y norby Machining.

Y norby Unit, 3a AUMEH3Njy Y KOjoj
he ce m3paxaBaTu Op3nHa rnaBHoOr
KpeTawa, nsabpatn Angular.

npunasa alnarta YHeTn BpeaHOCT

Machining yHeTu BpegHoCT

AEE | A | Beh | A | AC |
Feedrate

[] Automatic compute from tooling Feeds and Speeds

Approach: 300mm_mn =]
400mm_mn E|
1000mm_mn =]

0,1mm_mn

Machining:
Retract:

Finishing:

| [ Transition: |Machining

Unit:

Spindle Speed

[ Automatic compute from tooling Feeds and Speeds

S Spindle output

Machining: [1000turn_mn =]

sz Angular -

Quality: [ gnich, ~| Compute
| =8

@ ok | _Preview | @ Cancel |

=

Cnuka 2.36 — [lecbmnHucare pexuma obpage npu 4eoHoj obpagu

- AechbnHncaTn npunas un noBrnayvyewe anara

1) OsHauntn KonoHy Approach (Cn.2.37), 3a geduHucarwe npunasa anara.
AyTtomatcku he 6utn noHyheH BepTMkanaH npunas n3 pasHu, kao Ha (Cn.

2.37).
2)
3)

MpumeHom komaHae Remove all motions (@) ) yknoHUTK 3agaTty nyTamwy.

[ogatn xopusoHTanHu npunas npumeHom komaHge Add horizontal

motion ( ©)) (Mpenopyka je ga ce rnogasno He cnywTa AUPEKTHO Y
maTepwujan, Beh ga ce, kag rog je To moryhe, y obpaay ynasm ca 6oka
300r oTnopa pesawa u BpcTe rnogana).

4)

3a Kopekuujy BpeaHOCTM npunasa ABa nyTa KIUMKHYTU Ha MNOHyheHy

BpeaoHOCT npunasa v y nposopy Edit parameter yHeTun notpebHy
BpedHOCT 23mm wumajyhu y Buay MpevYHuK rrogana n CUrypHocHor

pacTojara.
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o .

T

MName: Facing.2

Comment: Mo Description

M | A& | Aeh

Macro Management

5 | 362 |

Macro

§ Approach

@ Retract

@ Clearance

() Linking Retract

1V Linking Approach

¥ Return in a Level Retract
() Return in a Level Approach
1) Return finish pass Retract

Narne Mode ol
Approachl Build by user

Retract.l Build by user

Clearancel To safety plane E
Linking.1 Build by user I
Linking.1 Build by user B
Return in a Level 3 Build by user

Return in a Level 3 Build by user

Return Finish Pathl  Build by user -

A=)

Current Macro Toolbox

Definition | Options |

Mode:[Eu\Id by user

<>

A

23

=0 7]

B)

48] ]

/@\4, =

o8

@ 0K | Preview | @ Cancel |

5) [ooatn npunas U3 paBHU
komaHgom Add axial motion up to a
plane ( B)) (Cn.2.37).

6) CenekrtoBaTtn paBaH, u3
Koje he ce wm3BpwUTM npunas
npuNpemMky, Ha wemu. [1o curypHocHe
paBHn anat he ce kpetatn 6p3um
XoooM, a of wwe Ta 6p3vHa he
ogrosapaTtun Bp3nHM Koja je 3agaTa Kao
6p3nHa npunasa anata (Cn.2.37).

7 CenekToBatn CUIYPHOCHY
paBaH Ha mogeny.

8) O3HauuTtn noree Retract.

9) CenektoBatu paBaH Ha
lwemMu, OO Koje ce BpLUM MOBRayvewe
anata, a OHOa cenekToBaTtu
CUI'YPHOCHY paBaH Ha Moaeny.

Cnuka 2.37 — [lecbmHncamwe nytakwe npunasa anarta

o2 T T =

Name: Facing.2

Comment: No Description

U | Beg | R

Macre Management

15 | 2 |

Macro
] Approach
Retract
& Clearance
(¥ Linking Retract
CV Linking Approach
0V Return in a Level Retract
() Return in a Level Approach
{) Return finish pass Retract

MName Mode ol
Approachl Build by user
Retractl Build by user
Clearancel To safety plane |5
Linking.l Build by user
Linking.l Build by user
Returnin a Level 3 Build by user
Return in a Level 3 Build by user
Return Finish Pathl  Build by user -

AL

Current Macre Toolbox

Definition | Options |

Mode:

[Build by user -
i S A R
e | e [
il L
— @ oK | Preview | & cancel |

Cnuka 2.38 — [leduHncare nytawe npy nopnadyerwy anata

34



Anekcangap 3. Togoposuh 3aBpLuHKU pag

2.4.4 NMopameTpusaumja pexxmma obpaae npm huHoj obpanu

- Mpe noveTka gedumHMcara napameTapa Tpeba NPoOBETUTU HUXOBY
BMOSBUBOCT y cTabny mogena:
Tools— Options— General— Parameters and Measure— Knowledge, aktnBmpaTu

r{Optlons i Knowledge | Scale | Units | Knowl
==

General Parameter Tree View

= =
E’ﬂ Display o With value

3 With formula

o compatibility
Parameter names
4 Surrounded by the symbol *

Devices and Yirtual Rez

Tools— Options— Infrastructure— Part Infrastructure— Display, aktnBmpaTu

. 7
: »_.u‘. Infrastructure

General | Display | Part Document l

Display In Specification Tree —
—m Product Structure

'3 External References

8 1Material Library b

-l Catalog Editor "J Parameters
—ﬂ. Photo Studio '3 Relations
_E Real Time Rendering 4 Bodies under operations

4 Expand sketch-based feature nodes at creation

Tools— Options— Knowledgeware— Product Functional Definition— General,
aKTMBMpaTK

General I

Document contents at creation —

O Empty @ Sample Elements

Functional Object presentation in grapl
ERE RNt 'J Split Functional Object Name o

Machining String used as carriage return in Fu

r‘ Digital Mockup

Equipment & SysteNs
Digital Process for MaNu
Machining Simulation

Functional Action presentation in tree

@ A: <Action> (alone)

O SAQ: <Subject> <Action> <Ob,
O ASO: <Action> (<Subject> -->

ErGonomics Destn AN ledge items presentation in tree

'3 Show parameters
o Knowledgeware

| < Show relations

Tima af iran an Binctianal Elamante in
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- Kako ce He 6u cBaku nyT npopadyHaBanu pexunmm obpage, notpebHo je
napameTpusoBaTu pexume obpage y kapTuum 3a u3bop anarta. Yekvmpawem onuuje
Automatic compute from tooling Feeds and Speeds un y nagajyhem meHujy
Quality msabpatu onuujy Finish napameTpu koju cy 3agatm y KapaktepucTvama
anata ce ayTomaTCKu/ noBesyjy ca napameTpuma y nosbuma Feedrate n Spindle
Speed. Ha noTnyHO 1CTK HauuH ce BpWK K NapameTpusauumja 3a puHy obpagy camo
lWTO ce ymecTo onuuje Finish 6upa onunja Rough nagajyhem menujy Quality (Cn.
2.39).

Profile Contouring.1 - 8 |

AKTMBMpaTVl Name: Profile Contouring.1

Comment: Mo Description

A | A6 | Ak | A | A4S |

Feedrate

r < Automatic compute from tooling Feeds and Speeds

Appraach: 300mm_mn =

Machining: i
Retract: 1000rmm_mn E
Finishing: :.-.;-::E

[ Transition: | Machining

5000mm_mn

0T Linear A

Feedrate reducticn in comers

[] Feedrate reduction in comers
Reduction rate : 80

| Minimum angle : 45deg
Masirnum radius :

Imm

Distance before comer: [1m

il

Distance after corner:  [1m

Spindle Speed
4 Automatic compute from tooling Feeds and Speeds
4 Spindle output

Machining: [1200tum mn
AKTUBMpaTY % [0t
iz Angular -
9
Qualibe =, 1 = i
| ==& -
@ oK J Preview J - Cance\J

Cnuka 2.39 - NogelwwaBake ayToMaTCcKor npopavyHa pexuma obpage

- [la 6u ce wm3Bpwmna napameTpusaumnja pexuma obpage noTpebHo je
KpevpaTtu Tpu napameTpa Koju ce noknanajy AUMEH3UjCK1 ca napameTpuma Koju ce
nogewasajy. NapameTtpu koju ce kpeupajy cy Broj obrtajan n Korak po obrtu s.

- AKTMBMpaTK KOMaHAy 3a Kpeupawe opmyna n napametapa Formula
HaKOH Yyera he ce OTBOPUTK NPO30p 3a Kpeupawe HoBMX NapameTtapa (Cn. 2.40.).
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% ImEort... l

Filter On Process

Filter Name :

Filter Type: |Al -

Double click on a parameter to edit it

Parameter Value Formula Active |7
PPRProduct\Resourcel\Productl 14\ CATSpeckMan1\Prod...  50mm

PPRProduct'\Resource 1\ Productl 1 CATSpecXMan 1\Prod..  8mm

‘PPRProduct\Resource1\Productl 1M CATSpecKMan1'\Prod...  100mm

PPRProduct\Resource 1 \Productl 144 CATSpecXMan1\Prod... 120deg

‘PPRPreduct\Resource1\Productl 1P CATSpecXMan 1'Prod...  8mm
PPRProduct\Resource 1\ Productl 1 CATSpeckMan 1\Prod...  2,309mm Tl

‘broj obrtaja n” Oturn_mn E

Edit name or value of the current parameter
broj ebrtaja n |1200}:urn_mn EI
MNew Parameter of type lAnguIarspindIe speed v]‘n.l'u"ith[Single‘«’alue V] Add Formula l
Delete Parameter l Delete Formula l

@ OK l OApplyl 'ﬁCanceIl

Cnuka 2.40 — Kpenpare napameTtapa

- lMpBK Kopak y Kpeupawy HOBOr napameTpa je oapehuBame Tuna
napameTtpa. 3a napameTtap Broj obrtaja n notpebHo je ogabpaTtn Angular spindle
speed, 3a Korak po obrtu s ogabpatn Angular feed rate.

- HapegHu kopak je kpenpare napameTpa npeko onumje New Parameter
of type, HakoH Kpeupaha NoTpebHO je 3agaTu ume napameTpy M NOTBPAUTU ra
onuujom Apply. Kaga ce 3aBpuu kpenpare napametapa notspauti ca onuumjom OK.

- Y3 nomoh onuuje Design Table kpeupa ce Tabena BpegHOCTU
napameTapa Koju cy npeTxogHO npopavyHaTM U YCBOjeHW Ha OcHOBY obpasaua u

Tabena.
cestiont o T N - ===

[ Mame: DesignTablel

Comment: DesignTable created by Sony 4.10.2016

() Create a design table from a pre-existing file

@ Create a design table with current parameter values

Orientation : @ Vertical ) Herizontal
For Excel or Lotus 1-2-3 sheets, sheet index: 1
You should create a design table:

either from a text file, an Excel sheet or a Lotus 1-2-3 sheet (on NT).
Here is an example of a design table:

PadHeight (rmm) PadWidth (mm) Material
15 12 Steel
17 123 cm Alurninium

In a text file, columns should be separated by tabulations.
Destination :
| Process\Relations |

@ 0K l aCancell

Cnuka 2.41 — Kpeunpare Tabene napametapa
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- Y otBOpeHOM npo3opy kao Ha (Cn. 2.41) noTtpebHo je yeknpaTu onumje
Create a design table with current parameter values u Vertical. MNotBpaom Ha OK
oTBapa ce nposop (Cn.2.42.) y kome je notpebHo y nagajyhem meHujy ogabpatu
User parameters n kpevpaHe napameTpe npebauutn Ha AeCHy cTpaHy y3 nomoh
cTpenuue Ha gecHo. Pegocnen kojum ce npebauyjy napametpu 6uhe pepocneg y
Tabenu Koja ce kpeupa.

Select parameters to Opabpatun User parameters %

| Filter On Process / |'|pe6au,a|-be napamertapa Ha

Ty Navo: [iecHo no pepocreny y Tabenu

Filter Type: ’User parameters
Parameters to insert Insefted parameters
“Korak po obrtu s “Froj obrtaja n®

¥
.
o=

@ OK I 'ﬁCancell

. e ]

Cnuka 2.42 — NpebaunBare napameTapa

- MNMotBpaom Ha OK oTBapa ce Tabena kojy je noTpebHO MNonyHUTM ca
ogroBapajyhmm BpegHocTMMa 3a ogroapajyhe napametpe (Cn.2.43). Kapa ce
3aBpLKN nonykwaBane Tabene nNnoTpebHo je cayvyBatu Tabeny y UCTOj dhacumknu rae
cy n octanu cajnosu. KpeupaHn napameTpu cy npukasaHu y crtabny npoueca
(Cn.2.44).

A B
1 Brojobrtajan' Korak po obrtu s'
2 1200 0,1
3 1200 0,08
4 1500 0,09
5 1500 0,06
B 1000 0,06
7 1000 0,08
a8
9
10
11

Cnuka 2.43 — Kpeunpawe Tabene BpegHoCcTN napameTapa
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fez )
== Relations

th;cl Formula. 1 "PPRPr | ! ar; r fC_FINISH_NEW_SP"="Broj obrtaja n’

]r\.X.\ Formul ct\Res b C SpecMan. il ar: [Finishing feedrate per tooth’="Korak pe obrtu s

eedrate per tooth’="Korak po obrtu s

signTable.1

Cnuka 2.44 — lNapameTpu y ctabny mogena

- Caga je notpebHO noBe3aTn KpeupaHe napameTpe ca napameTpuma
pe3Hnx anarta. [loBe3nBawe NapameTapa ce BpLUM kaga ce OTBOpM KapTuua More y
nogewasaky TUNa anarta. ¥ ToM npo3opy noTpebHo je ogabpatu kaptuuy Feeds &
Speeds, Ha XerbeHn napameTap ce KNnkHe AeCHUM KIMKOM Muwia, ogabepe onuuja
Edit formula n y ctabny npoueca ogabepe notpebHn napametap. (Cn. 2.45). Ha
cnuum 2.45 y norby a) ce noBesyje napameTtap 3a Op3nHy pesara a y norby 6) ce
noBesyje NnapamMeTap 3a Kopak.

a) 6)
Profile Contouring.l ~
Mame: Profile Contouring.l
Geometry | Technology I »
Comment: Mo Description £
251 O
SmE | A | BevB | A | ARC | 3 -
] 0,1lmm_turn =
: % % .J 1 < 0, 4mm_turn -
£ St | Audial depth of cut for finish: G
&‘I 7 |Q| ] | [J | g | 4 | 0 | Radial depth of cut for finish : [Grm
Mame T3 End Mill D 10 Ia e
m_mn
= =
C 1 4] 5
ommen ] Oturn_mn -
Tool ber:
b = & Ormm_turn - l
(]
(&) Ormm_turn -
Axial depth of cut for rough @ |0mm
|
L bam Radial depth of cut for rough : [Grmm
I Max machining feedrate : [160006rmm_rmn
|
I |
| W |
5 ] E
i |
Ec-0 . n=1@
I
<<Less I
[ Display tool at: & (@] | |
|| | L]
Preview | &8 Cancel |
[ I

Cnuka 2.45 — NoBe3unBawe napamerapa
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2.4.5 OedmHucame TexHonowke moaerncke cpopme Profile Contouring.1

- AxktmBmpatn komangy Profile Contouring, HakoH Tora

cernekrTosaTtu

Facing. 1 vy crabny mogena (P.P.R— ProcessList— Process— Part Operation—
Manufacturing Program.1— Tool Change.l T2 Face Mill D 40— Facing. 1).
- DedbnHucaTn reomeTpmjcke napameTpe obpane

MName:

Profile Contouring.1

Comment: Mo Description

N | A | Ae | A | BEC |

Medd :[BatweenTwoPlanes ']
Feature: [Prismat\cmachming area.l V]
Move the cursor over a sensitive area.
Offset on Top ¢+ BmmTop : Soft
Stop : In Start o
=t an Check : @
6) a)
Brnm B mim
Bottom : Hard B)
Offset on Contour : @mm
Offset on Bottom @ @mm
Parameter;l
Collision checking... I
|7y vy
@ 0K l Preview l ) Cancell

1) CenektoBatun noBpwuHy a) (Cn.
2.46), ha 6u cmMo geduHUCann KOHTYpy Mo
Kojoj ce BpLum obpaga, 3aTUM CenekToBaTu
KOHTYpHY a’) npunpemka Ha 6a3Hoj
nospwuHn (Cn. 2.47). Y nomohHoj nanetm
Edit Selection Hekonuko nyTta KNUKHYTU Ha
komaHgy Navigate on Belt of Edges na 6u
ce M3BPLUUIIO CeNneKkToBake Luene
KOHType. [lpuxBatutn Kn300p KOHType
KNnMkomM Ha kKomaHay Accept Geometry
Selection.

2) O3HaunTn nosBplMHY ©) Ha wWwemu,
HaKOH Tora cenekToBaTu NOBPLUMHY 6°) Ha
moaeny.

3) 3a gedmHucarwe aybuHe o Koje he
ce BpwnTN obpaga 03HAYMTM NOBPLUNHY B),
3aTMM O03HaunTM nosplnHy Plane.5, y
ctabny mogena wnu Ha camoMm mopaeny
B').

Cnuka 2.46 — [lecbnHncarwe reomeTpmjcknux napametapa obpage

Cnuka 2.47 — O3Ha4vyaBah-€ 30He Y KO0joj ce BpLum obpaga
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- 3apaTtu cTpaTterujy obpape

1)

2)

3)

HakoH oTBapakwa Onoka Strategy Short Help, y okBupy kojer
aedumHuwemo ctpaTervjy obpage, kKao CTUN KpeTawa anaTa, y nosby
Tool path style, 3agajemo One way (Cn. 2.48).

Y kaptuum Stepover, norby Compensation output 3agatm 2D radial
profile. OBom onuujom je geduHUCaHO Oa ce y MoAy 3a npukas
cMMynauuvja, nopeg nyTawe LEHTpa anarta, NpuKaxe M KOHTypa Kojy
anat onucyje (Cn. 2.49). Ha Taj Ha4YNMH MOXEMO YO4YMUTU 30HE Y Kojuma
je noTpebHO n3BpLLUMTM HakKHaaHy obpaay.

Y norpy Distance between paths, kapTuue Stepover, yHeTu BpeaHOCT
5mm.

4) Kao HaunH pgeduHucawa OybumHe pesawa, y nofby Mode, 3apgatm
Number of levels ny ncronmeHom nosby yHetu BpegHoct 20 (Cn. 2.48).
Profile Contouring.1 (=5 eS|
Mame: Profile Contouring 1
Comment: Mo Description
im | A | Beh | A | 86 |
Move the cursor over a sensitive area.
E
Tool path style:

Machining Stepowver | Finishing | H5M |

Sequencing: g, dial first

'l 2 [ Side Step First

Radial Strategy (Dr)

Overhang for rework areas:

Axial Strategy (Da)
Mode:

Distance between paths: (5, ; 7 Number of paths: [ . ?

E—

[Number of levels

]

Maximum depth of cut:[7 . Number of levels:[ 3 ;

?

Maximum ramping angle:

e F—T& 2 Cnuka 2.49 — Xogorpam KpeTawa anaTta
| = a
|3 @ 0K | Preview | @ Cancel |

Cnuka 2.48 — [lecbnHucame ctparternje obpage

- DecouHncaTtm Tun anara

1) Kao tun rnogana ogabpaTu BpeTeHacTo rrogano npedHuka 10mm.

2) Y norby Name ynucaTtu Ha3uB 1 gumeHsuje anata T3 End Mill D 10.
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3) Ha wemn anata yHeTu OuMmeH3nje anaTta Koju he ce Kopuctutu y
obpagwm.

4) 3a npeuusHuje geduHUCaHE KapakTepUCTMKa anaTa KIUKHYTM Ha
onuvjy More, rae hemo MM M M3BPWUTU NapameTpusauujy pexumma
obpage.

- DecdmHncaTtn pexnme pesamwa
1) Y kapTvumu rge cmo npegxogHo nogecunu Tun anata KIMKHYTU Ha nopg
kapTuuy More, rae he ce otBopuTtu nopg nposop (Cn. 2.45) n kao WTO CMO
npeTxogHo obGjacHMNM noBe3uBake KpeupaHux napametapa ca
napameTpuma pexuma pesara UCTU NOCTynak NoHOBUMO W caja.

2) Y KapTuuu 3a nogellaBake pe3nma pesara akTMBMpaTu ayToOMaTCKo
n3padyHaBame pexmma pesama (Cn. 2.50).

3) 3a Op3nHy noBnavyewa anata y norby Retract yHeTu BpeaHoOCT
1000mm/min.

4) MNorba Machining wn Finishing HeakTMBHa 3a MpoMeHy jep CMO
npegxogHo U3BpLUMNM NapamMeTpusaumjy TUX norba npeko kaptuue More
(Cn. 2.45).

< Automatic compute from tooling Feeds and Speeds
Approach:

|300mm_mn

Machining: |-13':Imm_mn

Retract: |1000mm_mn

Finishing: |48'Jmm,mn

[ Transition: | Machining
| 5000mm_mn

| Linear - |

Unit:

Feedrate reduction in corners
[] Feedrate reduction in corners
Reduction rate : a0
Minimum angle: 45deg
Maximum radius : 1mm

Distance before corner: [1 7

Distance after corner : T

il

Spindle Speed
< Automatic compute from tooling Feeds and Speeds
4 Spindle output

Machining: | 1200turn_mn

e |Angu|ar v|

Oualite T 1

Cnuka 2.50 — [ledpnHncame pexmma pesama

- DecbmHncaTn npunas n nosnayewe anara
1) OsHauntm KonoHy Approach, 3a geduHucarwe npunasa anara. AyToMaTcku
he 6uTn noHyheH BepTuKanaH npunas n3 paBHU.

2) OsHauntM norbe  Retract u y wemy he aytomatckm OUTM MOHYyHeH
BepTMKanaH nyT 4O paBHMW.

3) Ha noree Clearence, KINMKHYTU ECHUM KIMKOM Ha Hera un aktusmpatu ra (Cn.
2.51).
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Profile Contouring.1 m
Name:  Profile Contouring.l
Comment: No Description
= =
0 | 4G | A | 45 2EC |
—Macro Management
Macra Name Made |-
8 Approach Approachd Build by user
© Retract Retractl Build by user

m

Clearance =~ p———Clzzzzzood
) Linking Retract
()] Linking Appraach
1)) Return in a Level Retra EUrAin 8 Cevel.3 Build by user

() Return in a Level Approach  Returnin a Level.3 Build by user

1) Return finish pass Retract Return Finish Pathd  Build by user -

i

To safety plane
Build by user
Build by user

i Current Macro Toolbox

Definition | Options |

MDdE:[Tosafatyplana vl
&>
e |
‘-L @ 0K | Preview | @ Cancel |

2.4.6 OedmHucamse TexXHOsNOWKe Mopericke
¢opme Pocketing.1

- AktuBmpatn komaHgy Pocketing, a
3aTMM cenekrtoBaTu y ctabny mogena, Part
Operation.1, komangy Profile Contouring.1.

- NecbmnHncartm 30Hy obpape

1) CenektoBaTn ropkwy MOBPLUMHY a) a
3aTM ropky NOBPLUMHY Ha npeameTy obpage
a').

2) CenekToBaTn A0kY NOBpPLUMHY ObGpage
0), a HakOH TOra [AOky MNOBPLUMHY Ha
npegmeTty obpage 6').

3) [porpam he cam Npeno3HaTn rpaHnYHy
KOHTYpY B) (Cn. 2.52).

Cnuka 2.51 — ledpuHncamwe npunasa anara

‘ada-kraj: Setup Editor]

w

Pocketing2 ==

Edit  View Inset Jools  Window  Help

R He BARYN vEeQQSAG

Name: Pocketing.2

Comment: No Description

fos | 36 | A | B | 262 |

Festure: | prismatic machining area -

Move the cursor over a sensitive area.

Offset on Chack : @umOffset on Top & Qmm

attom : Hard

B) on Soft Beundary : @mm
on Hard Boundary : @mm

on Contour ; BmmOpen Pocket

Difset on Bottom s BrmStart 1 Inside,

Paramztersl

|| 1]

@ oKk | Preview | @ cancel |

Cnuka 2.52 — [lepuHncare reomeTpujckux napametapa obpage
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- AecbmnHucarum crparernjy obpane

1) Y nosrpy Tool part style, 3agaje ce Outward helical.

2) Y nomy Percentage, kaptuue Radial, yHeTn BpegHocT 50% npeknanama
anata (Cn. 2.53 a))

3) Y okeupy kapTuue Axial y norbe Mode wu3abpatn Number of levels a 'y
nosbe Number of levels ykyuatn BpegHocTt 7 (Cn. 2.53 6))

Tool path style:

[Outward helical - | Tool path style: [outward helical -
Machining | Radial | Agial | Finishing | HSM | Mschining | Radial | Asial | Finishing | HSM |
Mode: |Tnn| diameter ratio v| ? MUdE:‘ Number of levels v‘ 2
Distance between paths: 3Imm ? Maximum depth of cut:  [7 2
Percentage of tool diameter: 50 @ Mumber of levels: 7 E 2
Overhang: 50 ? Automatic draft angle: ?
@ utomatic draft angle: Odeg . Z
[ Avoid scallops on ll levels Breakthrough: Omm E )
O
=] Contouring ratio: 1 .
Pocket Navigation
[ Always stay on bottom
i e ) | il e L
@ ok | _Preview | & Cancel | @ ok Preview | @ Cancel
| | |

Cnuka 2.53 — [JlecdmHucame ctparternje obpage
- DecbmHucaTn Tun anarta

1) Kao tun rmogana ogabpaTtu BpeTeHacTo rrogano npeyHuka 6mm.

= K 2) Y norey Name ynucatn HasuB
Namem DG @ n oumeHsnje anata T4 End Mill D 6.
e 3) Ha wemn anata yHeTw
N OKBUPHE AUMeH3nje anarta Koju he ce
| B o KOPUCTWTM y 06paau (Cn. 2.54).
[
| 4) 3a npeuunsHnje
: AeuHncamne KapakTepucTuka
: . anata KnukHyTu Ha onuunjy More, rge
TR hemo MK 7 N3BPLLNTH
4 [l 47 napameTtpusaunjy pexuma obpage
§ 1 Kao u y npegxogHom cnyyajy (Cn.
a1 2.54).
Ec=Rmm M= Ermm
More> > |
[ Display tool at & (o] _J
o
@ 0K J Preview J wd Cancel J

Cnuka 2.54 — [lecbnHucame ctparternje obpage
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- Kapa HapoBesyjeMo mogencke coopmMe nporpam cam namTu nNpeTxogHo
nogeLleHe pexume na ce 1o Npeo u Hyam (Cn. 2.55)

Y| -]

Geometry Technology

) 22,619m_mn .
@ 1200turn_mn .
=) 0,1mm_turn .

| Pocketing.2

B S

MapameTpusoBaHu
pe3nMmun pesara

S | 262 |

Feedrate

“ Autematic compute from tooling Feeds and Speeds

- A h:
o 0,4mm_turn . Pproac 300mm_mn @
Asial depth of cut for finish:  [Goo Machining:  [480mm_mn ==
2 B Retract:
Radial depth of cut for finish : [0mm i 1mm_mn =
Finishing: 480mm_mn . e
@] Om_mn = =i [
[ Transition: | Machining

& Oturn_mn

5000mm_mn .’
Slewdown rate: [1pp .

Feedrate reduction in corners

& Omm_turn

i

(@] Omm_turn

1

Axial depth of cut for rough |0mm

Radial depth of cut for rough : |Clmm [ Feedrate reduction in corners

Max machining feedrate : [100000mm_mn Reduction rate: 80

Minimum angle:

45deg

Maximum radius : T

Distance before corner: [1

i

Cnuka 2.55 — lNapameTtpusaumja
pexnma obpage

Distance after corner:

1mm

|

Spindle Speed
= Autematic compute from tooling Feeds and Speeds

'd Spindle output

Machining: [1200turn_mn Hif
— Anaular =

]

|

Pocketing.2 [ ] @ 0K | Preview | & Cancel |
Name: Pocketing.2
Comment: No Description
o | 2 | A | 0 | 262 | Cnuka 2.56 — [ledmHncame pexuma obpage
Macro Management
o i s “| - HOedwmHuncatn npunas v noBriayewe anarta
8
2 Retract Retractd Build by user L
@ Clearance Clearancel To safety plane | =
() kg et Lk By e 1) OsHauutM KosnoHy Approach, 3a
0 REturngin :pLeveI Retract Returng\.naLeve\B Build bi user .qeq)l/IHl/IcaH:e |'|p|/|]'|a3a anaTta. AyTOMaTCKVl he
() Returnin a Level Approach  Retuminalevel3  Build by user

() Return finish pass Retract

L=

Current Macro Toolbox

Return Finish Pathl  Build by user -

6utM noHyheH BepTMKanaH npwunas M3 paBHU
(Cn.2.56)

Definition | Options

2) OsHaunth norbe Retract ny wemy he

Mede:/gilg by user -
aytomatckm 6utn noHyheH BepTuMkanaH nyT [0
paBHW.
3) lMNombe Clearence, ce akTuBupa camo
AECHMM KITMKOM Ha Hera n akTusmpamo ra.
S [ R I = e e | AL R
S| e |l
W o8y
| @ ok | Preview | & Cancel |

Cnuka 2.57 — [lecbnHucamwe npunasa anarta
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2.4.7 OecmHucame TexHonowke moaencke coopme Pocketing.2

- AktuBmpatm KomaHagy Pocketing, a 3atum cenektoBatu y ctabny
mogena, Part Operation.1, komangy Pocketing.1l.
- Kog oBe mopencke gopme Pocketing.2 cBa nogewasata:
1) OedumHuncamwe 3oHe ob6page (Cn. 2.52),

2) OedumHucamwe ctparterunje o6page (Cn. 2.53),

3) OedwmHucamwe Tuna anata (Cn. 2.54),

4) DedumHucamwe pexnma pesawa(Cn. 2.55 n Cn. 2.56),

5) OedmHucawe npunasa m noBnavyewa anara (Cn. 2.57),

Cy MUCTa KaKo 1 kof npeTxodHe TexHorowke Moaerncke gopme Pocketing.1.
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2.5 OdedumHucamwe npoueca obpape 3a Apyry TEXHOSOLUKY
onepaumjy

- MowTo Mopa aa ce n3BpLUM N3MEHa CTe3aka npeameTa obpaae, Kako 6u ce
obpaguo n apyrm geo npunpemMka mopa ce dopmupaTi HOBW CKMon npeameta
obpage, HOBOT reHepucaHor npunpemMka u ctedawa (Cn. 2.58).

Cnuka 2.58 — Cknon npeameTta obpage 3a Apyry TEXHOMOLLKY onepauujy

- Kaga je 3aBplleHO cknanake HOBOI cKrona, NoTpebHOo je KpeupaTu HOBU
Part Operation n Manufacturing Program. Hoeu Part Operation ce nokpehe
cenektoBakem Part Operation.1 u knukom Ha wukoHuuy Part Operation. Hosu
Manufacturing Program knukom Ha nkoHuuy Manufacturing Program (Cn. 2.59).

- Cea nogelaBara Be3daHa 3a Part Operation cy objawreHa Ha noveTky
oBe Tauke (Cn. 2.25).

Hoewu Part Hoen Manufacturing
Operation Program

Cnuka 2.59 — Kpeunpare Hoor Part Operation u Manufacturing Program
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Part Operation M
NopewaBare TMNA EE
ame: Fart Operation.2

MallnHe Eomments Mo Description
PedepeHTHH

KOOpAMHATHU CUCTEM \I‘ 3-axis Machine.

MpeameT o6pape |

Default reference machining axis for Part Operation.2

Sklop druga obrada

| |5/

Geometry | Position Simulation Option Collisiens checking

/Sklop druga obrada/Predmet-obrade/Predmet-obrade/PartBody

IMpunpemak HakoH
npee obpage

/Sklop druga obrada/Pripremak nakon prve obrade/Pripremak nakon prve obrade/Pa

/Sklop druga obrada/Masinska stega/Masinska stega/PartBody

1 safety plane selected

No traverse box plane selected

MawmnHcka ctera

No transition plane selected

Mo rotary plane selected

EWEN Q=

CurypHocHa paBaH

@ 0K | acmel|

[

Cnuka 2.60 — V3BpLueHo gedmHucamwe napameTapa obpane

2.5.1 AecdmHucame TexHonowke moaerncke ¢popme Facing. 1

- N3abpatn komangy Facing, a 3atum y ctabny mogena P.P.R—Process
List— Process— Part Operation 2— Manufacturing Program. 2.

- Y npo3opy Facing he ce no obuyajy oTBOpUTK KapTuua 3a geduHucare
reoMeTpujCKMX NapameTapa obpaje, Kao M y NpBOj TEXHOMOLIKO] onepauuju kaga
CMO pagunu nopaswaBame (Cn. 2.32).

- NopewaBaka napameTtapa obpage Cy MCTa Kao M nogewaBarwa Yy MNpBOj
TexHosowkoj onepauuju (Cnuke: 2.33. 2.34, 2.35, 2.36, 2.37 n 2.38).

2.5.2 AlechuHncame TexHonowke mogencke ¢popme Pocketing.1

- AktuBupatm kKomaHgy Pocketing, a 3atum cenektoBatu y cTabny
mogena, Part Operation.1, komaHgy Facing. 1.

- AecmnHncatn 30Hy obpane

1) CenektoBaTu ropwy MNOBPLIMHY a) a 3aTUM rOpky MOBPLUMHY Ha
npeagmeTty obpage a') (Cn. 2.61).

2) CenektoBaTM [fowy noBpwuHy obpage 6), a HakoH Tora [Owy
NnoBpLUMHY Ha npeagmeTy obpage 6') (Cn. 2.61).

3) CenektoBaTM [f[owy noBpwuHY ob6page 6), a HakoH Tora [Owy
NnoBpLUMHY Ha npeameTy obpage 6') (Cn. 2.61).
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K CATIAVS - [DAKI C A\Zavrsni\Obrada-kraj: Setup Editor]
[EJ stat  ENOVIAVSVPM Fle Edt View Insert  Tools

WRBIEL

Offset on Check : @umOffset on Top ¢ Omm a)

Bottom = Hard

set on Soft Boundary @ Bmm
=fset on Hard Bourndary i Omm
Offset on Contaur ; BomOpen Pocket
Offset on Bottom ; 8mmStart : Inside

Parameters I

|
B E&4 a0 R e BERE aEenaq a0 Wi |w LIy

Enter new data to edit the operation @ oK | _Preview | @ cancel |

Cnwka 2.61 — HeduHncare 3oHe obpage

- NecdmnHnucarun ctparerunjy obpange
1) Y nosrby Tool part style, 3agajemo Inward helical.

2) Y normby Percentage, kaptuue Radial, yHeTn BpegHocT 50% npeknanamwa
anata (Cn. 2.62 a)).

3) Y okeupy kapTtuue Axial y noree Mode usabpatu Number of levels a'y
norbe Number of levels ykyuatu BpegHoct 7 (Cn. 2.62 6)).

Tool path style:

(Inward helical - Tool path style: [1nward helical -

Machining | Radial |Ama| | Finishing | HsM |

Machining | Radial | Axial | Finishing | HSM |
Mode:

[Tool diameter ratio -] ? Maode:

[Number of levels '] ?
Distance between paths: EC= Madmum depthof cut [Tom 2] 2
Percentage of tool diameter: 50 E Number of levels: ls—E ?
Overhang: ED= Automaticdraftangle  [gaeg (2] ?

[ Avoid scallops on all levels Breakthrough:

Omm 2%
O Truncated transition paths 2

O Contouring pass 2 Contouring ratio:[1p E 4

Pocket Navigation

[ Always stay on bottom |

|| Ll PR TN -]

@ ok | _Preview | & Cancel | @ oKk | Preview | @ Cancel |

a) 6)
Cnuka 2.62 — [lecbnHucare ctpaTernje obpage
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- AedomnHncartn Tun anara

1) Kao tun rnogana ogabpaTu BpeTeHacTo rrnogano npedHuka 10mm.
2) bpoj anata 3, anat koju cmo Beh kopuctunum, ume T3 End Mill D 10.

3) 3a npeumsHuje pOeduHUCAHE KapakTepUCTUKa anaTta KIMKHYTU Ha
onuvjy More, rae hemo MU M M3BPWUTU NapameTpusauujy pexuma
obpage Kao WTO CMO M pagunu kaga cMo geduHnucann mogericke gopme
y NpBOj TexHonoLkoj onepaunju (Cn.2.55 n Cn. 2.56).

- DedomHucaTtu npunas u noBnavewe anara (geuHucarwe M3BPLUNTU Kao Uy
NPBOj TEXHOSIOLLKOj onepaumjm)

1) OsHauntu konoHy Approach, 3a geduHucarwe npunasa anara. AyTomaTcku
he 6uTtn noHyheH BepTukanaH npunas u3 pasHu (Cn.2.57).

2) OsHauutn norbe  Retract n y wemy he aytomatckm ©OuTM noHyheH
BEpTUKanaH nyT A0 paBHW.

3) Morbe Clearence, KNMKHYTWM cCamMO AECHMM KIMKOM Ha Hera 1 akTMeMpaTy ra.

Cwumynauuja mogencke
dopme Pocketing.1

Cnuka 2.63 — Cumynauunja mogencke gpopme Pocketing.1

2.5.3 [OedmHucame texHonouike mogencke popme Pocketing.2

- TexHonowka wmopgencka d¢opma Pocketing.2 peduHnwe ce kao u
npeTxogHa TexHonoLwka mogerncka opma Pocketing.1.
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Cvmynaumja mogercke
dopme Pocketing.2

Cnuka 2.64 — Cumynauumja mogencke oopme Pocketing.2

2.5.4 AechuHucame TexHonowke mopencke ¢popme Pocketing.3

- TexHonowka wmopencka dopma Pocketing.3 peduHuwe ce kao un
npeTxogHe mogencke opme Pocketing. 1 n Pocketing. 2. C Tum wWTo je pasnuka y
neduHucarwy 3oHe obpage (Cn. 2.65) n Tuny anata. Caga KOpUCTMMO BpeTEHACTO
rnogano npedHuka 6mm (Cn 2.66).

SO e ol | | Fopre nosplunHe | =
M File Edit View Inset Tools  Win . ing3
Koje Tpeba ga ce

cription
nokrone 1 | B | 26 |

Feature: ansmat\c machining area.12 ']

dow  Help

Move the cursor over a sensitive area.

Offset on Check 3 QumOffset on Top ¢ @mm

Offset on Bottom ;g

Parameters I

KoHTypa koja Tpeba na

S [one ce MOoKMonu ca VBULLOM
NOBPLUMNHE Koje Ha npegmeTy obpage
Tpeba ga ce
noknone
@@,@,Q?Jﬁo,sﬁvnﬂ:é@v%%J%EE@@QQ;E@JiL W% L]
\peration " @ ok | _Preview | & Cancel |

Cnuka 2.65 — lecbnHucame 3oHe obpage
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1% A |
S| LG
I Name T4 End Mill D6 _]@
Comment :
Tool number: |5
O
| T
|
|
ImE
{_ |
| A
i
|
Er=fmm N=hmm
|
More> > I
[ Display tool at: @ [e} . |
| Al
- @ 0Kk | preview | @ Cancel | |

Cnuka 2.66 — [lecdbmHucamwe tnna anarta

2.5.5 AedmHucame TexHonowke moaenckmux opmu Pocketing.4 n Pocketing.5

- N oBe pgBe opme ce feduHMILY HA WUCTM HAYUH Kao W npeaxopHe
Pocketing cdopme. Pasnuka je camo y tvny anarta. Kog oBux dopmu KOpuUCTh ce
BpeTeHacTo rnogarno 6p. 5 npedHuka 4mm.

Cumynaumja
TEXHOMOLLKEe
mMogerncke gopme
Pocketing.4

Cnuka 2.67 — Cumynaumja TexHonowke mogerncke gopme Pocketing.4
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Cvmynauuja
TEXHOIOLLKe Moaericke
dopme Pocketing.5

Cnuka 2.68 — Cumynaumja TexHonuwke moaencke opme Pocketing.5
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3. Nl'eHepucawe NC Kkoga

- Mpe Hero wTo ce u3Bpwm reHepucawe NC koga, NOTpebHO je M3BPLINTU
nogelwasake nocrnpouecopa [6, 7].
1) Usabpatn Tools— Options...— Machining— Output.

2) Kao noctnpouecop nsabpatun Cenit® (a)).

3) Y norba Tool path, NC Doc n NC Code, ogerbka Tool Path files, NC Code
output and Documentation Location, yHeTU erbeHe fokaunje 3a CMeLUTaj
reHepucaHunx cajnosa, HNp:

e Tool path: C:\Users\Sony\Desktop\Zavrsni (6)).
e NC Doc: C:\Users\Sony\Desktop\Zavrsni (B)).
e NC Code: C:\Users\Sony\Desktop\Zavrsni (r)).

4) Y norby Extension Tpeba ga 6yge ynucana ekcteHsnja CATNCCode (a)).
Options EE

L
I-{Optlons General | Resources | Operation | Output | Program | Photo/Video |
- L NONE W OLENITE ' IV ' ILANIE

General
C\Program Files\Dassault Systemes\B21\intel_a\startup\Manufa ... I

iﬁDisplay

EE Compatibility ooTE
I=h -

B2 o rameters and Measure @ Store tool path in the current document

() Store tool path in an external file

oTFam Storage

Eﬁ Drevices and Yirtual Reality

r.Infrastructure Tool Path Edition
L

NS . #7 '3 Edit Tool Path s available
Machining Axis Origin
fj‘\zz [ Fixed on the part after table rotation

Shape

Analysis & Sirmulation

During Teol Path Computation
- AEC Plant

Iha < Store contact points in tool path

m

Machining
TL - Tool Output Point
i STL Rapid Prototyping @ 5
- @ Tool Tip
e e ) Tool Center
(BRI 2 S ) Tool Center for Ball End Tools

Digital Pracess for Manutact  Tpol Path files, MC Code output and NC Documentation Location )
Machining Simulation -é Tool path: [ Store at the same location as the CATProcess
ChUsers\Sony'\Desktoph\Zavrsni

Ergonamics Design & Analys
Knowledgeware Video result: [ Store at the same location as the CATProcess B)

ENOVIA WS VB Ch\Users\Sony'\Desktop'\Zavrsni /
CDoc: C:\Users\Sony\Desktop\Zavrsni __I
Code:  C\Users\Sony\Desktop\Zavrsni «_:j—__
J) [SE, Ceesson/Dekten n
P Ftension® | CATNCCodd

tr—v—f—tr—n—t—‘

@ 0K I ﬂCanceII

P e

Cnuka 3.1 — lNogelwaBane nocrnpouecopa

54



Anekcangap 3. Togoposuh

3aBpLuHKU pag

5) N3 PPR crtabna mogena, gecHMMm tactepom ogabpatu geuHucaHm nporpam

Manufacturing Program.l, y KOHTEKCTyaslHOM MeHMUjy,
Manufacturing Program.l Object

Interactively (Cn. 3.2).

x Cut

| Copy

%Easte

Delete

Center graph
Reframe On
LR (5] Hide/Show
Properties

[E] Open Sub-Tree

Paste Special...

n u3 onuuje

opabpatn Generate NC Code

Definition...
Deactivate
Hide Children

%ﬁtarﬂ:’\deo Simulation using NC Code
#ll. Simulate Machine using NC Code

¥ ¥ Replay Tool Path
% Start Video Simulation using Tool Path
#ll, Simulate Machine using Tool Path
Quick Check on Simulation
Compute Tool Path

Alt+Enter
Remgve Tool Path

ctiex  {B) Lock Children

Ctrl+C Unlock Children
Crl+V Lock Teol Path
Unlock Tool Path
Del Remoye Video Result

Manufacturing Program.1 object 3 @ Generate NC Code Interactively

Display NC File

HE o~ Cr

Cnuka 3.2 — NeHepucawe NC kona

Generate NC Outgut hmmdmgml

In/Cut | Tool motions | Formatting | NC Code |

Input
ﬁ Input CATProcess:
DK T C AvZavrsnitvObrada-kraj. CATProcess

Selection ) Part Operations

@ Programs

Manufacturing Program.l

Manufacturing Program.2

Resulting NC Data
@ NC data type:[Nc Code -
One file...

) for all selected programs

@ by program

) by machining operation

Cutput File :

[[] Store at the same location as the CATProcess

e\ Users\Sony\Desktop\Zavrsni\Obrada-kraj_Manufac _I

4 Replace like-named file

CATProcess after MC data generation
ﬁ [ Save input CATProcess :

O

[ Lock operations
[] Associate output NC file to the program
O

Execute I

[

Close l I

6) Y kapTtuum In/Out, npo3opa Generate
Output Interactively, nsabpatn NC Code y
norby NC data type (Cn. 3.3).

7) CenektoBaTu onuujy by program y
norby Output File yHeTu nokaunjy 3a
CMeLUTa] dajnosa, HNpP:
C:\Users\Sony\Desktop\Zavrsni.

8) Y kaptmum NC Code nzabpaTtu BpCTy
noctnpouecopa SINUMERIK 840D_3X.pp
(Cn. 3.4).

9) AKkTmBMpawem KomaHae Execute
BpwK ce reHepucawe NC OoKymeHTauuje.

CenektoBatn  onuvjy by  machining
operation, 3aTMM  NOHOBUTU  ONUWjY
Execute.

Cnuka 3.3 — lNogewaBane reHepucarwsa NC kbaa
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- OBM M nOCTyn KOM je M3BpLueHo Generate NC Cutput Interactive Lilél
reHepMCa I'be NC KO,D,a KOjM Haj6n M)Ke In/Out Toel motions | Formatting MNC Code |
oAroeBapa ynpasrbadkoj jeOUHULN MaLUUHE || Seotlestprocesorfic

[not Specified -]z |

KOjy Kopuctumo. lNporpam je reHepucaH Kao || ALLEN EraDLEY 10 3xpp

BOEHRPMNEE40_BOEHRELT .pp

dajn y okBMpy Kora cy objeanteHe cBe CITIZENF2s_FANUCST pp

. . DIALOG_11 3X.pp

orepauuje y OKBMPY jeOHOr CTe3awa W Kao | Daosisxee

BUe hajioBa rae je 3a cBaky onepaumjy | fowse s
GILDEMEISTER. 40,

dopmupaH nocebaH nporpam. OBo ce | S

. . . . MAHO_CNC432_3X.pp

NPaKTUKyje y Cry4yajeBrMa Kaa je MeMopuja | MAQNCMAGIFANUCep

NUM_1060M_3X.pp

MalwuvHe npeontepeheHa, na Huje Moryhe | Siiaceoooon sxpp
PITTLER_MS160_1000.pp
npebaumBane Lenor nporpamMa. | e —

SINUMERIK_850880_3X.pp
WEILER_E_SERIES_DIM.pp
ZIMMERMAMNM_FZ30_5840D.pp
Mot Specified

Cnuka 3.4 — Ogabup noctnpouecopa MalumHe

- Ha noTnyHO UCTM Ha4vH ce BpLUM reHepucarwe kofa u 3a ApYyro cTesame Tj.
Part Operation 2. [lpe Hero wWTO ce nporpam npeHece y MeMOopujy MallvHe,
noTpebHO je n3BpLLUNTU KOpeKUnje nporpama.

- Kopekuuja nporpama ce Moxe U3BpLUINTK Yy creunjann3oBaHnM nporpamMmmma
3a cumynupame 1 ypehusane nporpama, Hnp: CIMCO Edit V6 nnn Notpad.

- Y 0BOM criyyajy KopeKkumjy nporpama CMO U3BPLUMAN HA NOYETKY (YOKBUPEHO
nnasvMM NuHWjama crnuvka 3.5).

- YOKBMpEeHU geo nporpamMa 6puiemMo. YMecTo wera y npBoj pevyeHuumn 3agaje
ce MMme nporpama, y apyroj pyHkumjom G54 npebauyje ce Hynta Tayka mawmHe My
NOCTaBIbLEHY HYNTY Tauky A Ha cTe3HOM npubopy, a 3atum yHkumjom TRANS npeko
koopauHata Tpeba npebaunTn HynTy Tayky MawwumHe A y HynTy Tayky npegmerta
obpage W kojy My camm nocTaBrbaMo y TOKYy Mofenvpana npegmeta obpage.

E=== cPost standard PP for SINUMERIK 840 D === E=== cPost Standard PP for SINUMERIK 840 D ===
N10 GO GO0 G40 N0 GO G0 G40
MN20 G17 N20 GLl7
N30 ;===========—=== TOOL CHANGE =========—==—=——- N30 ;=s============= TOOL (HANGE =================
M40 ; DESC : NAD 3 DESC :
M50 N30
NE0 T2 mMO6 NGO T2 MOG
N70 D1 N70 DL
N8O GO GI0 G40 G17 NBO GO GO0 G40 617
N9O FO 50 N9O FO 50
100 _GRd_soET N100 Go4 SOFT
- TTU GO R20. 019 v/0 29 SLuo0 M3
:ﬁg EE ;‘?iéiég"’géﬁ 29 51000 v3 N120 G1 Z-1 F300 GO4
N130 v&0

N130 YO
N140 X52.381
N150 X0 F400

N140 X47.619
N130 X100 F400

N160 YE0 :igg ;g
N170 X100 NléU Y60
N18O YO N190 X47.619
N190 X52.381 N200 Y50
N200 Y10 NZ210 Y40
N210 Y20 NZ20 X80
N220 X20 NZ230 Y20
N230 Y40 N240 %20

Cnuka 3.5 — Kopuroeamwe nporpama 3a npBy W Apyry TEXHOMOLLKY onepauujy

56



Anekcangap 3. Togoposuh 3aBpLuHK pag

4. U3paga npuamatn4yHor gena Ha mawmHu EMCO Concept
MILL55

4.1 Kapaktepuctuke mawimHe

- Cumynaumjy kpeTawa anata npuksahemo y He3aBucHom codteepy Win3D-
view Ha mawumHn EMCO Concept MILL55 unja je ynpaBrbadka jeauvHuiua je
SINUMERIK 840D_3X.pp.

WinNC32

A 4

A 4

MarnniHa

v
VopaOrpauka
Tacrarypa

Cnuka 4.1 — Onwrta ctpyktypa CNC maluunHe

- YnpaBrbatbe CNC rnoganuuom ce Bpwmn y nporpamy WinHC32 (Sinumerik
840D), koju je opjeHTMcaH Yy Windows OKpyxehy, ca MOAEPHUM KOPUCHUYKUM
nHTepdejcoM, 6asnpaHm Ha MHOYCTPUCKOj ynpasrbaykoj jeanHuum SIMENS 840D
KOjU ynpaBO CUMynupa WHOYCTPUjCKM KOHTPOSTHA CUCTEM, KOjU MMa nporpamcke
nakete norogHe 3a Hactasy u CNC nporpamvpare y y4noHuum, rae ydeHmum mory
[a Hayye WHAycTpujcke codpTBepe 3a KOHTpony u cumynupajy nporpame y 3D
OKPYXEH>Y.

- CtygeHTMma omoryhaBa ga Hayve CBe KOHTPOSHe dyHKuuje, kopuctehn
MCTU KOHTPONHW CcOdTBEP Kao MaluMHa W CTEKHY MCKYCTBO 3a Kpeupame Wu
ypehusatbe CNC nporpama 6e3 ognacka Ha mawuHy. [oTnyHo je komnatnbunaH ca
CNC «koHTponom pgpyrux mawwuHa n CAD/CAM cuctema. Momohy codptBepa 3a

reHepucawe NC koga, mogen ce NpeBoOAn Y MALUMHCKN je3UK pasymMIbuB MalLVHM.
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- Taj kog reHepule kKopauHaTe CBake Tayke MPeKo Koje anart rrnojanuue
Tpeba ga npehe, Tako Aa No 3aBpLUEHOM rroAaky NoBpLuMHe Jobujamo xerbeHn 3D
06nuK Koju cmo paHuje mamogenupanu. Npouec npetBapaka 3D mogena y kopg
pasyMsbMB MaLlWHKM BpLK ce ogroBapajyhum codpTBeprMMa HaMereHUM 3a Te CBpXe.

- JaHawkwe mMoaepHe MaluvHe (rrmoganuvue, CTpyroBu, obpagHu LEHTPW...)
kopucte TexHonurmjy CNC (Computer Numeric Control). Mukponpouecop y CBakoj

MallnHU Y1Ta nporpam, HanmcaH y G-KOQY ) KOjI/I Kpenpa KOPpUCHUK.

4.2 TexHun4ku nogaum mawmHe (EMCO Concept MILL55)

- OBO je Hymepuuku ynpaBrfbaHa TPOOCHA MallMHa ca rfaBHUM OBPTHUM
KpeTakeM Koje BpLM anaT, U Tpu noMohHa npaBOfMHM|CKA KpeTawa Koja BpLUn
anat. PagHu cto nospwuHe 420mm X 125mm ca gea T xrbeba Ha pacTtojary 90MM
MakcumanaH 6poj obpTaja n= 150 -3500 o/mMuH Bp3nHa nomohHor kpetawa je 0 -
2000 mM/MUH. NHKpeMeHT nomepana no ocama je 0.001mm. MakcnmanHo KpeTawe
no X ocn 190mm MakcmmanHo kpeTtarwe no Y ocn 140 MakcumanHo kpeTtawe rno Z
ocn 260MM MakcumarnHu npeyHuk anata 6e3 maraumHa/ca marauuMHOM anarta je
60mm/40MMm MawmHa je onpemrbeHa enemMeHTMMa aytomartusauuvje, ayTomaTcka
3aMeHa anata (maraumH anata ca 8 mecta), nomohHu npnbop, NOTANYHO 3aTBOPEH

pafHu NpoCTOp -ayTOMaTCKO OTBapahe 1 3aTBapakse BpaTa (Cn. 4.2).

Cnuka 4.2 — CNC rnoganuua EMCO Concept MILL 55
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SNUMERIK 840D/810D
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Cnuka 4.3 — Tactatypa ynpaerbayke jeanHuiue

KoopauHaTHM cucTeM MaluvHe ca KapakTePUCTUYHUM Tadkama [2, 3]

npukasaH je Ha cnuun 4.4.

4.3 KoopaAMHaTHU CUCTEM MalUUHe

KOOpﬂVIHaTHI/I cuctemMm MmallnHe

Cnuka 4.4
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'@' HynTta Tauka mawumHe

Jlexxn Ha roph0j MOBPLUMHK, Y JIEBOM

4.4 KapaktepucTuyHe Tayke

OOHkEeEM yrny pagHor CTtoNla MallnHe.

MpeacTaBrba KOOPMHATHWM MoYeTak 3a
CBe KoopaMHaTHe CuUcTeme. CTe3Hor
npubopa npunpemka, Hocaya anarta.

(Ha ekpaHy ce yctBapy Tekyhe

m KoopauHaTe YyBEK BuOe y OOHOCY Ha
" rauky M) (Cn. 4.5).

Cnuka 4.5 — Hynta Tayka mawmHe

R
_e PedepeHTHa Tauka

Jlexn y pagHoM nogpydjy maluvHe v Bprio TayHo je ogpeheHa nosvumoHepuma
(MMKPO npekvgaynma unuM ONTUYKMM CEH30pMMa OCETIbMBOCTU Mawoj of 1 pm).
HeonxogHa je 3a uMHUUMpaHe MEPHOr cMcTeMa MaluHe (Tj. yCnoCTaBIbawe Tauke
M).

@ NMocTtaBrbeHa HynTa Ta4yka

MpeactaBrba 4YBPCTY - Nako [LOCTYMHY W
MepSbMBY  TauKy. HeonxogHa je  3a
ycrnocTaBrbake Be3e KOOpAMHaTHOr cuctema
MaLlunHe, cTe3Hor npubopa n pagHor npegmeTa.
Mosunumja joj je yHanpen ogpeheHa dyHKLNjoM
G54, n Tpeba je cmaTtpaTu Kao curypaH
napameTap AOK Ce He NPOMEeHU CTe3Hun npubop
(pagHor npegmeTa) unu Herosa nosuvuuja Ha

pagHom ctony (Cn. 4.6).

Cnuka 4.6 — [NocTaBrweHa HynTa Tayka
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$ PedeHTHa Tayka anaTa

MpeacTtaerba pedepeHTHy Tauky NpUxBaTHOr Aena ckrnona Hocaya anara (rnogadke

rnaBe), a Hanasu ce y nNpeceky NoBpLUMHE MPUXBATHOr Aena rrogavke rnaee v oce
obpTatba rmaBHOr BpeTeHa. Y OfHOCY Ha by ce Mepe M YCrocTaBibajy KoMneH3auuje

CBUX anarta.

\id
@' HynTta Tauka pagHor npegmeTa

Tauyka Be3aHa 3a obpagak. CnoboaHo ce mena npema notpedama KOHCTPYKUUje nnm

nspape.

@P Tayka Bpxa anara

4.5 U3papa gena Ha MalunHuU

- Kapaktepuctuke matepujana:

Monuetunen 500 je nonneTUNeH BUCOKE NYCTUHE U BESTMKE MOJSIEKyricke Mmace.
Mma n3BaHpegHe mMexaHudke ocobuHe, Beoma gobpe Knm3He MoBpLUMHE U BUCOKY
yoapHy cHary. Cneunduune ryctuHe 0,94 g/cm?® n Temnepatype npumeHe -270 oo
+90°C.

Cnuka 4.7 — 'mogano 3a 4eoHy obpaay Cnuka 4.8 — O6paga YyeoHe nospLUK
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Cnvu(a 4.11 —I/I3pa,u,a e6OBa ~ Cnuka 4.12 — OkpeTane npegmeTta obpage v

obpaga gpyre 4eoHe NoBpLUK

T

a -
-

Cnuka 4.13 — Npea npodunHa obpaga Cnuka 4.14 — [Ipyra npodumnHa obpaga
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Cnuka 4.15 — M3paga npeor Lena Cnuka 4.16 — N3paga gpyror Lena

Cnuka 4.17 — 3aBpleHe cBe 06paje, rotoB Aeo ypaheH Ha MaLlvHu
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5. 3akrby4dak

OcHoBy 3a 3D mogenunpane TEXHOMOLLKOr NOCTyMnKa 3a 2%2-0cHy obpaay YvHu
3D 3anpeMuHCKM MoAen npou3Boda, Kao U mMogen npunpemka. TOKOM MnocTynka
Moaenupara noTpebHo je BoguTu padyHa o n3bopy 6asHe mogerncke gopme, nNowTo
je OHa HeonxogHa 3a AdarbuM TOK Moenupara, Kao U O HEeHOj Hagorpagwu, Tj.
pegocneny gogaBaka Apyrnx mogenckux dopmu. 36or notpeba mogudmkaumje
mMogena noTtpebHo je BoauMTM padyHa O MeRycobHoj 3aBuMCHOCTU U3Mehy
dopmMmpaHnx Mogenckux opmu.

Adpyrn peo paga npatu geduHucawe npoueca obpage. AkueHaT npwu
AedrHucary TEXHOMNOLWKNX MOAENCKUX (POPMU YCMEPEH j€ Ha CMareHe MaBHOT U
nomohHor BpemeHa obpage, Ha €KOHOMWYHOCT npwu u3bopy anarta, Kao M Ha
3agoBoSbaBake kBanuTeTa obpaheHnx noBpluMHa 3agaTux 3agaTkom. TO ce cBe
Hajnpe moxe nocTuhu npaBunHMM M3dopom pexnma obpage.

[MowTo je 3aBpLUeH npouec mMoaenupakwa u geduHucawa npoueca obpage,
noTpebHO je M3BPLIMTM HErOBO npouecuparwe. [pu TomMe je BaxHO opabpaTu
NOCTNPOLIECOP KOju ofroeBapa ynpasSbaykoj jeANHUUN MalUMHE Ha Kojoj ce uapahyje
npegmeTr obpage. NC koa koju ce pobuja nocrtnpouecuMpawem Huje ogmax
ynoTpebsbuB Ha camoj MalUWHKW, Ma je HEeONXOAHO M3BPWKUTU oapeheHe Kopekuuje
yrfiaBHOM Ha MNOYeTKy Koda W npunarogutyv ra MawmHu, y oBoM cnydajy CNC
MawmHn EMCO Concept MILL55.

CNC TexHOnornja u MawMnHe Ccy W3y3eTHO Moy3daHe jep Cy CMakeHe
MOryhHOCTM rpelwaka npunukoMm paga. Jbyackm aktop je npucytaH anu je
MOryhHOCT rpeLlke ganeko mMawa Hero Ko MaHyernHor cuctema KOHTposfie MaluuHe.
Y ToMe HaM 3Ha4ajHO NoOMaxy M CMMYynauuje Ha KojuMa MOXEMO YOUMTU HegocTaTke
YKOITMKO UX MMa U YKNOHUTU UX Npe NyLuTaka MallnHe y paja.
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Nasuh, M., Heaguh, B., MutpoBuh, C. , TexHonoruja obpage meTana pesarem,
n3bop pexunma obpage, MawmHckn dpakynteT, Kparyjesau, 2002.
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Cnaekosuh P., Mwunuhesuh W.: [Ipoepamcko ynpaerbae MawuHama,
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