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Pe3ume:

VY pany je mpukaszaH noctynak 3/ 3ampeMHHCKOT Mojeimpama mnpou3Boaa y PLM cucremy
CATIA V5. To nmoapaszymeBa, usmel)y octanor, Kpenpame aJeKBaTHOT CKEIETHOT MOJena, u300p U
KOMIIOHOBamb€ MOJICIICKMX (POPMH Y KOHAUHU MOJIET U JeUHNCAbE TapameTapa nmpou3Boaa. Ha ocHOBY
kperpaHor CAD mojena npucTymbeHO je Kpeupamwy TexHojoumkor (CAM) moxmena u mpateher
TEXHOJIOIIKOT TIOCTYIKa 00pajie, ca IeTaJbHOM JIUTUTATIN3alli]OM pekuMa o0pasie 3a poTalluoHe JIETIOBE.
[To u3BpIIEHO] CUMYJNAIMjU U NOCTIPOLIECHpaby U3BpIICHA je Moaudukanuja u npuiarohasame NC
kO1a 3a ynpassbaukoj jeauaunm FANUC 3a mamuny amarky HAAS ST30. IIposepa u Bepudukaimja
pa3BUjEeHUX MOJeNa U MOCTYIIKA U3BpIleHa je y npenysehy ,,MunanoBuh nHXemepHHr 1.0.0.%

Kibyune peun: PLM cucrem, CATIA, TexHOJOMKHN MOCTynak oOpaje, TUTHTAIM3aIMja PEeKUMa
obpane, potanronu aenosu, NC ko1

Abstract:

In this paper the process of 3D solid modeling of a product in PLM system CATIA V5 has been
shown. That includes, among other procedures, creating of adequate skeleton model, choosing and using
modeling features into the shape of the final model, and defining the parameters of the product. The
technological (CAM) model and the following technical processing procedure, with detailed
digitalization of the process regime for rotational parts has been created, based on the created CAD
model. After the simulation and post-processing has been finished, modifications and adjustments to the
NC code were done for the control unit FANUC of machining tool HAAS ST30. Checks and verification
of the developed models, and the process itself was conducted in “Milanovi¢ inzenjering D.0.0.”

Key words: PLM system, CATIA, technological processing procedure, digitalization of process
regimes, rotational pars, NC code
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1. YBon

I'moGanu3anuja caBpeMEHOr TpPXKHILITAa 3aXTeBa MPOU3BOY CBE CIOXKEHMJUX MPOU3BOAA, ca
BEITUKUM OpOjeM BapHjaHTH MPOjEKTHUX PEIICHka, CBE y MUY NpuiiarohaBama CeupUIHUM 3aXTEBU-
Ma Kpajmer Kynua. KoHKypeHIrja Ha CBETCKOM TPXKHILTY, MOCeOHO N3pakeHa Y MalIMHOTPAIIbH, Ba31y-
XOIJIOBHO] UHTyCTPHUJU, UHYCTPHJU MOTOPHUX BO3MUJIA, €IEKTPOHCKO] M CJIMYHUM HHIyCTpUjaMa 3axTe-
Ba CTaJTHO NoBehame KBaJMTETa MPOU3BO/IA, CMACHE IIEHE, CMAkhEeHhe BpeMeHa H3JIacka IPOU3BO/Ia Ha
TPXKHIITE U (PISKCUOWIHY TIPOU3BOIY.

[TocMaTpaHO ca TEXHUYKO TEXHOJIOIIKOT aCIIEKTa, YCIIOB ONCTaHKA Ha TPKUIIITY j& CTAITHO YBOle-
€ HOBUX TEXHOJIOTHja Kao IITO Cy: MporpamMaduiiHa U UICKCHOMIHA ayToMaTH3allrja, KOMITJYTEPCKU
MHTETpUCcaHa MPOU3BO/kha U HOBU KOHIIETITH Kao IITO Cy arWJIHU IPOU3BOJHU CUCTEMH, HHTEITUT€HTHH
MIPOU3BOJIHU CHUCTEMHU U cJ. Y 00JIaCTH NpOjeKTOBama HOBUX MPOM3BOJA M TEXHOJOIHja MPUMEHA
KomIjyTepa kpo3 yBoheme cucrema kao mro cy CAD, CAM, CAE u unTerpanuja Kpo3 KOHKYpETHO
WH)KEHEPCTBO Y MPOjEKTOBAY je MMIIEPATHB y O/p)KaBarby KOHKYPEHTHOT MOJI0XkKaja Ha TPIKUIITY .

Caspemenu CAD/CAM cuctemu npyskajy IMpoK u300p pa3IMdUTHX MPUCTYIIA Y TPOjEKTOBAbY
MIPOM3BO/JIA M TEXHOIOTHja. Moryhu anTepHaTHBHH IPUCTYTIH CY: KCIUTUITUTHO, ITapaMeTapcKo, Bapuja-
HTHO W MOJIENIMpame Ha 0a3u THIICKUX 00srKka. He yinasehn y cBe kKapakTEepHCTHKE HaBEICHUX MPUCTYTIA,
HaBOJIU C€ Ja j& CKCIUIUIIUTHO Monennparbel crangapaHo npucytHo kox ceux CAD/CAM cucrema u
MMa OCHOBHU HEJIOCTATaK Ja je pelaTUBHO HE(PIIEKCHOMITHO, TOCEOHO aKo c€ pajau O MPOU3BOIMMA KOjU
y OCHOBU HMajy TE€OMETPHUjCKOTEXHOJOIIKY CIUYHOCT U MOTYhHOCT (opMupama MO TOM OCHOBY
(bamuMja CIMYHUX JETI0BA.

[TapameTapcko Mozenupame UMa MOTYNHOCT KOHTpPOJIE MOJieNa MapaMeTapcku JeUHUCAHUM
,»BoZichnM” TUMeH3H1jaMa Kao U yBojiehn HeTMMEH3MOHa TEOMETPH]jCKa B IpyTra OrpaHHuCHa U pelialije
(mapanenHocT, ynpaBHOCT U ci1.). [TapameTap kao nHopmalrja koja y moTIyHOCTH oapehyje momen, ce
poTeke Kpo3 cBe HUBoe cuctema, u caBpemean CAD/CAM cuctemu MMajy IBOCMEPHY acOlldja-
[IMJaTUBHOCT (M3MEHa NapaMeTpa Ha HEKOM HHBOY - MOJEIy H3a3uMBa MPOMEHY Ha CBHUM OCTallUM
HHUBOUMA — MOJIETIMA).

Kon caBpemennx CAD/CAM cucrema acouujaTMBHOCT je yBeAeHa W u3Mely paziumauTux Ko-
MmmoHeHTH cuctema (Ha mpumep CAD u CAM Mojyna) Ha 6a3u jeAMHCTBEHE CTPYKTYpE MojaTaka Koja
00e30ehyje moBe3aHOCT mapameTapcku JedHUHHCaHEe TEOMETpHje ca TEHEPHUCAHOM IyTamkOM ajara.
[TpomeHOM BpeTHOCTH TTapameTapa Koju Ae(HHUIITY TeOMETPHjy, Ay TOMATCKHU CE MEHa U IIyTarba ajara,
IITO 3HAYM Ja C€ Ha OBaj HAUMH Moke ocTBaputu Op3a m3Mena CNC mporpama 3a JenoBe KOju cy
TEOMETPH]CKU U TEXHOJIOIIKU CIMYHU WM 32 HOBE BapHujaHTe mpusBona. Ha ocHoOBy pedepeHTHOT
Mojienia, TIPeICTaBHUKA TPYTIe, peann3yjy ce eKCIUTMIIMTHA MOJIEIH MOjeIMHUX YJIAHOBE TPyIe MpoMe-
HOM BPEJIHOCTH Mmapamerapa moena.[9]

! EKCINIMIMTHO MOJENHpan-e — MPOIEC IPOHATAKEHa (GOopMyJIE KOja OIHCYje 3aBUCHOCTH U3Mely ofpel)eHUX MPOMEHIBUBUX
IMEH3Hja
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[Ipukynspame uHPOpMaIMja 0 ey moapasyMmeBa nosesuBame CAM mporpama ca mporpamMmom
3a TEOMETPHjCKO Mozerpame. be3 003upa y KoM mporpamy ce BpIIM T€OMETPH)CKO MOJCIHPAkhE, IPH
JTMMEH3HOHHCAky M TIOCTaBJbakby pellalija KapaKTepUCTUIHNX OOJIMKA Y OKBHPY MOjIeja, HEOXOTHO
j€ BOJIUTH padyHa O TOME y KOM KOHTEKCTy he kacHmje Taj Moaen Outu kopuniheH. Lprex nena wmm
nomar o neny w3 CAD maroreke, mpejacraBibajy yiazHe HHMOpMAIHje y CHUCTEM, KOJH CaApKH
uHpopmanyje o 00JIMKY Jeia U leroBUM JTUMEH3HjaMa, oAaTKe O ToJepaHIijamMa, KBaauTeTy oOpale-
HUX TOBpIIMHA Ka0 M CIELHMjalHe TEXHOJOIIKe KapakTepuctuke. Ilopen ¢opme monenupasor nena
NPUKYIUbakhe MHPOpMaIMja 0 AeTy CaapKH U aHAINW3y OCTAIMX IMoJaTaka y CKJIagy ca MmocTojehum
TEXHUYKHM, TEXHOJIOIIKUM, TIPOU3BOJHUM U JPYTUM yCIOBHMA. Y CBajame mapamerapa oopaje mnojapa-
3yMeBa THI o0pajie Kao W m300p MallMHE ca CeTOM ajara ¥ OoAroBapajyhuM moMohHHM TpHOOpOM.
[ToTpebHo je ogpenutu Aa au ce aeo odpal)yje Ha TI0AATUIN WIH CTPYTY, YUME c€ Ae(UHHUIIE TTOCTYIIaK
oOpane rimomameM wiu cTpyrameM. [IpaBunan m300p pepociena, BelIMYWHE, Ay>KWHE MelycoOHOT
3axBaTa ajlaTa M IpeaMeTa OJUIydyjy O KpajibuM IoKa3aTeJbuMa jeJJHOT ToCTymka oopane. M36op cera
ajata OMpaMo M3 PacMoJIoKKUBE Oa3e mojaTaka, kao u oxrorapajyhu NC KOHTpoJiep KOjU je OJIr0OBOpaH
3a MOCTyHaK MOCTHpOIecCHpama M M3paJy HYMEpPHUKOI Koja Ha ycBojeHoj MammHu. Kama ce
OIIpeIeIMMO 3a MaTepHjail oOpaTka cienu AepuHucame NPUIPEMKA, Y 3aBUCHOCTH 01 PyHKIHUje jaea.
HNonmammm 3a oOpamy, OJHOCHO JayOWHA pe3ama, Hajuemhe Cy YCIOBJbCHH (yHKIMOHATAHUM
KapakTepUCTUKaMa Jiela U BPCTOM 00paje, Tako Ja ce OHa Hajuemhe ycBaja Ha OCHOBY ONIITHX
moJlaTaka o ycioBuMa oopajie. 3a CBaKy MOBPIIHMHY Y 3aBHCHOCTH O/ HA3UBHOT, HOMHHAJIOHOT TTPEYHHUKA
U YKyTIHE Ay»XUHE U3patka, oupa ce norpedan noaarak. Konaune mepe npunpemka ce 1o0ujajy kaua ce
Ha Mepe TOTOBOT JieNa 10Aajy OAroBapajyhu moaamm.

AyToMaTu3alija MaJocepHjcKe U CepHjCKe MPOU3BOHE Kao AOMUHHUpajyher Buaa y meTalo-
npepahuBaukoj MHIYCTPHU]JHU, YCIICIIHO C€ U3BOIU IIPUMEHOM HYMEPHUKH YIIPaB/baHUX MAIIMHA aJlaTKH.
Omne ce oanukyjy nosehanom npoayktuBHoithy u taunomthy. FbuxoBa nmpuMeHa nmojauxe Mertasornpe-
pahuBauky MHIYCTpH]jy Ha BUIIX HUBO. [Ipu ToMe, Tpeba cariieaTi NpeHOCTH U HEAOCTaTKe IPUMEHe
HYMEPHYKH YIIPaBJhaHUX MAIlIWHA aJIaTKH.

OCHOBHE MPeTHOCTH MPUMEHE HyMEPUUKH yIPaB/baHUX y OJHOCY Ha KOHBEHLIMOHATIHE MallliHe
aJlaTKe Ccy:

* nosehame NPOJYKTUBHOCTH CMakheHEM YKYITHOT BPEMEHa, YCIIe]] CMambeha IMIaBHOT M ToMohHOT

BpPEMEHa,

* BHCOKa Ta4HOCT 00paJe,
* o0paaa AenoBa CIOXKEHUJUX MPOQHIa KOJU C€ TEIIKO MOTY OCTBAPUTH HAa KOHBEHIIMOHATHUM

MallgHama,

» moBehame BpeMEHCKOT CTereHa HCKopulThemka MalnHe,

* cMmameme Opoja U Tpajarma IPUIPEMHUX orepalirja (obenexaBame, 3a0yIMBambe U CI1.),

*  jeAHOCTaBHH]jE YMPaBJhbamke MPOIECOM ITPOU3BOIILE,

* u30erHyTta notpeda 3a BUCOKOCTPYUHUM OIlepaTepoM MallliHe ajaTke,

* omeparep MalllHEe ajaTKe uMa BHIIE CIIO00THOT BpeMeHa M MOXKe Jla TIPaTH paj Jpyre MallnHe

U TaKo J1aJbe.

Henocrauu npumene cy:
* 00aBe3HO MJIaHUpamE pajia g0 JeTasba, Kao KOJ CBaKe ayTOMaTHU30BaHe MPOU3BOMHE,
*  BEJMKHM WHBECTHILIMOHHU TPOIIKOBH MoBehaBajy TPOIIKOBE MAIIMHCKOT caTa,
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* morpeba 3a BHCOKOCTPYYHUM MPOTrpaMepuMa,
*  TOY3JaHOCT HyMEPHUYKH YIIPaBJhbaHE Y OJJHOCY HA KOHBEHIIMOHAIHY MAaIIMHY alaTKy MOXe
OUTH HIDKA,
* Behu edekrtu ce ocTBapyjy y ayTomMaTH3alyji BEJIMKOCEPH]CKE MPOU3BOAE U TAKO JaJbe.
VYnopenna ananuza Kopuiihema MallMHA MMOKa3yje Ja jeJHa HyMEpUYKH yIpaBJbaHa MalluHa
3aMemyje 3 10 8§ KOHBEHIMOHAIHUX MallliHa aJlaTKU, IITO oMoryhyje cMameme onpeme, IpOU3BOAHOT
npoctopa, pagHe cHare u npyro. [IpogyktuBHOCT ce moBehaBa mo 50%, TayHOCT M3paae aenoBa
noBehaBa ce 2 1o 3 myTa, a O6poj W IIeHa HAKHAJIHUX Olepaldja cMamyje ce 4 1o 8 myra. BpemeHcku
CTENeH HWCKOpUINNema HYMEpPHUUYKH YyIpaBjbaHe MamluHe Tpeba Ja je BEIUKH, jep ce HYyMEpHUYKH
ylpaBJbaHa MallMHa anaTka Beh mocne 5 roguHa cmaTpa 3actapenoMm. Ha ckpahuBame Beka Tpajama
MallliHe YTUYe U CTallHA M0jaBa HOBUjUX, CABPEMEHUJUX U MPOyKTUBHUJUX TUIIOBA MAIlIMHA aJIaTKH.
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2. TIpouec Moze/IMpamba POTALHOHMX /1eJ10BA

2.1 Moaeaupame npeaMera odpaje

Mopenupame Npou3BoJa, Ka0 U YIPaBJbalkbe IMPOM3BOAHUM IpoIecoM Ouhe W3BEICHO Yy

nporpamckoM nakery CATIA V5.
Kao npumep hemo y3etu peanan unaycrpujcku geo (Ca. 2.1), koju je npuiaroleHn TexHonoruju

obOpane ctpyramem y 31 moapyyjy.
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2.2 Kpeunpamwe 3/] moaesa npeamera odpajae

2.2.1 AKTHBHpame MOIYJIa 32 Kpeupame Mojaesia

1) Uza6paru Start — Mechanical Design — Part Design.
2) V mosee Enter part name nposopa [New Part] ynucatu Predmet obrade.

2.2.2 Kpeupame mojeicke popme Shaft. 1

1) CenexroBaru zX plane na 3atum aktuBHpaTH Komaumy Sketch __‘J, KOJOM C€ Ipelia3u y

Moy 3a ckurupame. (Ci. 2.2.2.1.)

1
2) AktuBupatu koManxy AXiS ¥ | u ckuimMpatu ocHy JIMHH]Y KOja MPOJia3u KPo3 KOOPIHHATHA

IIO4Y€TaK.

3) AktuBupatu komannay Profile Q) Y M3BPIIUTH CKUIMpame npoduna (Cu. 2.2.2.2.).

|

4) AxtuBupamem komanae Constraint “ yBOJIE C€ AMMEH3MOHA OTpaHUYEHa CKUIIE, Kao Ha

)|

BameM 0JiroBapajyhe JimHUje 0] Koje ce BPIIU JUMEH3MOHUCAE TIPEIHHIKA U OCE JIENa, ICCHUM KITMKOM
u aktuBUpameM omiuje Radius/Diameter.
[TpomMeHa AUMEH3MOHUX BPEIHOCTH BPIIM C€ AYIUIUM KJIMKOM Ha JaTy KOTY M YHOIICHEM

npukazanoj ckunu (Ci. 2.2.2.2.).

JIMMEH3MOHO OrpaHUYCH¢ NMPEYHMKA Jiesia yBOJAM ce koManaom Constraint , obelexa-

onrosapajyhux numensuja.

:gj Predmet obrade =t | 26 |
| by
— <7 xy plane \

— <7 yz plane [ J Eﬁ
! a
[ R 37
—<7 2xplane y
Y

‘_":A

Parameters p 43D #0 5 by
EflT 0l
—'Ef:)} PartBody |

Cnuka 2.2.2.1. U360p pasnu 3a ckuyuparve Cnuxka 2.2.2.2. Cxuya pomayuorne mooeicke gopme
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Hanomena:

Jla Ou ckuna Ouna BanuaHa, MOpa OUTH TOTITYHO TWMEH3MOHO M T€OMETPHU]jCKHU
orpanudeHa. Ha reoMmeTpujcka orpaHiuema OJHOCE Ce MapajeHOCT, YIIPaBHOCT,
KOJMHEAPHOCT, TAHT€HTHOCT, KOHIICHTPUYHOCT, CHMETPHUYHOCT, KOUHITUJACHTHOCT.
Ckuria je BanuaHa KaJia je 1mejia KOHTypa CKHIIE MMO3eICHeNa.

th

5) 3a u3ma3ak U3 MojIyJia 3a CKHIMpame u3abparu komanay Exit workbench

6) AktuBupameM komanae Shaft 0 otBapa ce nmposop Shaft definition (Cin. 2.2.2.3.). On cityxu
3a neduHKCabE apamMmerapa oTpeOHNX 3a Kpeupame MojIeNcke hopme.

Hanomena:
Jla 6u xomanma Shaft ucnpaBHO pammina moTpeOHO je na ckuia Oyne MOTITYHO
3aTBOpEHA MJIM 3aTBOPEHA OCOM OKO Koje he ce BpmmTu poranuja

Limits

First angle:

Second angle: | Odeg E

Profile/Surface

Selection: | Sketch.1 @] o

[J Thick Profile

Axis
Selection: [Sketch Axis | Q
More>> I

@ 0K | @ Cancel | Preview |

Cnuka 2.2.2.3. Jle¢punucare mooencke gopme Shaft.1
ITosbe 1 nedunumte yrao poraunuje.
ITosbe 2 nedunue ckuity npoguia Koju ce poTupa.
[Toswe 3 pedunMIIIE OCY pOTalHje OKO KOj€ C€ POTHpa CKUlla podua.
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2.2.3 Kpenpame moaeicke popme Hole.1

1) OGenexaBambeM KpyXKHE HBHIE, Tpe akTuBHpama omimje Hole (Cn. 2.2.3.1.), Bpmu ce
ayTOMaTCKO ITO3UIMOHUPAHE IIEHTPa OTBOpA y LICHTap Jea.

Cnuka 2.2.3.1. Cenexmosarwe kpysche usuye

2) AxtuBupatu komanay Hole @, a 3aTUM 00€eJIeKUTH MOBPIIUHY Ha KOjoj Ce BPILIU Oyllemhe
otBopa. OtBopuhe ce npozop Hole definition koju ciysxu 3a nmoxemaBame napamerapa MOTpeOHUX 3a
u3BpIemne mozaeacke gpopme Hole.(Cn. 2.2.3.2.).

9 06 ©o

Extension I Type I Thread Definition |

1|

Blind v

Diameter : | 26mm E ﬁl

Depth: |4mm

Limit:

Offset : Omm

i~ Direction Bottom

Reverse I | Flat
4 Normal to surface Angle :I 120deg E

lNc selection

3 Cancell Preview '

Chuka 2.2... ,ZZeqbuHucaH)MoberCKe (ﬁoe Hole.1

VY nosby 1 kaptuita EXtension, Bpimu ce mojeriaBame mapaMerapa Kao mTo ¢y MpeYHHK 0TBOPA,
nyOuHa, cMep OyIiema U 00JIHK JHA OTBOPA.

11
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VY nosby 2 kapruiia Type 6upa ce oomuk otBopa (Simple, Tapered, Counterbored, Countersunk,

Counterdrilled), kao 1 BUXOBH TTapaMETPH 3a CBAKU TUIT OTBOPA.

VY oxBupy Thread Definition Bpiu ce mojemaBame napaMerapa HaBoja (THIT HaBOja, KOPAK, JTyKUHA

nasoja) (Ci. 2.2.3.3.).

Hole Definition

Extension | Type Thread Definition

3aBpuIHu paj

[ Threaded

[~ Bottom Type -

(Type: Dimension

[Bottom Limit: @

 Thread Definition ~—Standards — :

Type: No Standard el |

Thread Diameter: | 25,6mm @ ‘

|Hole Diameter: I25mm

Thread Depth: |-1mm

|Hole Depth: |4mm

Pitch: | 1mm

|@ hreaded O Left-Threaded

@ 0K | @ cancel | Preview |

e

Cnuka 2.2.3.3. Ilodewasarse napamemapa Hagoja

2.2.4 Kpeupame moaescke ¢popme Groove. 1

Omja Groove. 1 poTarioHa Mojelicka opMa Koja oJy3uMa Je0 MaTepHjaja KOju ce
(dbopMHUpa poTHpamEM CKHIIE.

1) CenexroBatu zX plane ma 3atum aktuBupaTH komaHmy Sketch __".I, KOJOM C€ Tpea3u y
Moy 3a ckunupame. (Ci. 2.2.4.1.).
33 | Predmet obrade
— <7 xy plane

— 7 yz plane

=1l
ellc) Parameters

—'5"3 PartBody

Cnuxka 2.2.4.1.. H360p pasnu 3a ckuyuparee

12



Bophe M. Hemkosuh 3aBpIIHU paj (?‘

2) AxtuBupaTi KomMaHay AXiS ' | ¥ CKHIIMpaTH OCHY JIMHHU]Y KOja MpoJia3u KpO3 KOOPAHMHATHH
MoYeTaK.

3) AktuBupatu komanuay Profile GB Y M3BPILUTH CKULMpame npoduia (Cu. 2.2.4.2.).

|

4) AxtuBupamem komanae Constraint “ YBOJE ce AMMEH3MOHA OTPaHNYEHA CKUIIE, K0 Ha
npukaszanoj ckumwm (Ci. 2.2.4.2.).

JIMMEH3MOHO OrpaHHYCHE IPEYHUKA Jej1a YBOIH ce KomaHaoMm Constraint =+ | o0enexaBameM
oarosapajyhe nmHHje 07 KOje ce BpIIM JUMEH3HMOHHCAmhEe IMPEYHHKAa M OCe Jefa, JAECHUM KIUKOM U
akTHBUpameM omije Radius/Diameter.

. 1
5) 3a u3naszak U3 MojIyJia 3a CKUIMpame n3abpatu komanay Exit workbench =

6) AxtuBupamem Komanae Groove otBapa ce mpo3op Groove definition (Cn. 2.2.4.3.). Oun
CIyXH 3a Ae(hUHUCAE TapaMeTapa MOTPEOHUX 3a KpEeupame MOIEIICKe (hopMe.

-~

O =g -

Groove Definition

— Limits -

First angle: I 360deg

—

Second angle: IOdeg
— Profile/Surface

T Reverse Direction J

| Selection: | Sketch.6 2,
= [] Thick Profile 1
‘ . |} Heverse Side l ‘
= — Axis
/ Selection: I Sketch Axis Ie
= More>> |

T = More> >

== g @ Cancel |  Preview |
Cnuka 2.2.4.2. Cxuya pomayuone mooeicke Cnuka 2.2.4.3. [looewasarwe napamemapa
dopme

VY nmosby 1 neduHuIIe ce yrao poranuje.
VY nospy 2 ce nedunMIIe CKUTA TPOHUIIA KOJU CE pOTHPA.
VY nosey 3 ce neduHMIIIE Oca poTaIHje OKO Ce pOTHUPa CKUIlA Mpodua.
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— Limits

;First angle: I 360deg

Second angle: IOdEQ
- Profile/Surface

| Selection: | Sketch.6 4

D Thick Profile

evErs e Sitle '
[~ Axis

Selection: | Sketch Axis

Reverse Direction ]

More> > I

@ 0K | @ Cancel | Preview |

Cnuka 2.2.4.4. Mooencka popma ynympawrsez scoedba

2.2.5 Kpenpame 3aBojuune Helix. 1 meTpuukor HaBoja

1) CenextoBatu zy plane ma 3atum aktuBupaTu komanay Sketch 4, KOjOM Ce Mpeja3u y

MOAYIJI 3a CKUIIUpALC.
1

2) AKTUBHpATH KOMaHxy AXis 1

II0Y€CTaK.

=]
£9_ ka0 Ha ciuim 2.2.5.1.

|

[l

g 3;.;'?:* ———

Cnuka 2.2.5.1. Hpojexmoeamé KpYJtCHe uguye Hapasan CKUyupara

, U CKHULIUPATH OCHY JIMHH]Y KOja Ipojia3u Kpo3 KOOPIAUHATHU

3) TlpojekToBaTH Kpy>KHY WBHUIly Ha paBaH CKUIMpama momohy omije Project 3D Elements

14
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4) Cnenehu KOpak je CKUIUPATH TayKy Ha MO3UIK]y oaakie kpehe na ce uzpalhyje naroj. Tauky

U [IPOjeKTOBaHy MBHILy Tpeba criojutH y3 nomoh komanae Constraints Defined in Dialog Box QI Kao
Ha cauiy 2.2.5.2.
CenekToBaTH MMPOjEKTOBAHY JIMHHU]Y U CKUIIMPaHy TaukKy, akTuBUpatu komanay Constraints Defined in

Dialog Box QI Uy OTBOpPEHOM Ipo3opy cenektoBaTu onuujy Coincidence. Cnenehe orpannueme je

il

Koje ce yBoau je Constraint =* kao Ha ciunu 2.2.5.3.

[ Distance

O Fix
I3 Coincidence
[ Concentricity
/ Diameter [ Tan
ot axis [ Par

[ S et
[J Midpoint
O Equidistant point

@ oKk | @ cancel|

Cnuka 2.2.5.3. Yeohere OumeH3uoHux ocpanuiersa
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3aBpuIHu paj e

5) Hapennu xopak je Kpeupame 3aBOjHHILIE. 3a KpeHpamke 3aBOjHUIIE MOpa ce u3ahu U3 Moayia

Part. (Cn. 2.2.5.4.). U3zabparu:

Start — Mechanical Design — Wireframe and Surface Design

[ CATIA VS - [C3.CATPart]
"% | Start ENOVIAVSVPM File  Edit  View
Infrastructure
echanical Design
/i Shape
g‘l‘ Analysis & Simulation
AEC Plant
Machining
‘D_igital Mockup
Egquipment & Systems
|+ Digital Process for Manufacturing

. Machining Simulation

Ergonomics Design & Analysis
- Knowledgeware

ENQVIA V5 VPM

l; 1C3.CATPart

1C3.CATPart

2 Novi.CATProcess

3 Cev PB PR 2.0 Ojacanje konzole.CATDrawing

4 Cev PB PR 2.0 80x80x2350 Ravna.CATDrawing

5 Cev PB PR 2.0 80...720 Zas Obe isto.CATDrawing

Exit

Window  Help

P Assembly Design

-%% Sketcher
? r_: Product Functional Tolerancing & Annotation
g; Weld Design
"=/ Mold Tooling Design
@ Structure Design
&] 2D Layout for 3D Design
'@ Drafting
$ Composites Grid Design
Core & Cavity Design
Healing Assistant
Functional Molded Part
Sheet Metal Design
Sheet Meta] Production
@ Composites Design
Wireframe and Surface Design
-‘ Generative Sheetmetal Design
@ Functional Tolerancing & Annotation

Cnuka 2.2.5.4. H360p opyzoe mooyna

VY oBoM Mojysty u3adparu onmumjy Helix ﬁ'ﬁ u3 nanere Wireframe. OtBapa ce mpo3op rze ce
MoJIeIIaBajy mapamMeTpu Be3anu 3a cnupany. (Ciu. 2.2.5.5.)

Helix Curve Definition

Starting Point: [T o
Avis: [VDirection 0
Type

Pitch: mo Law...

Revolutions: I 1 3

Height: 15mm ;] o

Orientation: | Counterclockwise 4

Starting Angle: l Odeg E

Radius variation

@ Taper Angle: |Odeg E Way: |nward

O Profile:
Reverse Direction I e

9 oK | @ Cancel | Preview |

Cnuxka 2.2.5.5. YVeohere oumenszuonux ocpanuiersa
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3aBpuIHu paj

[TapameTpu Koju ce TOACIIABAjy Y MPUKA3aHOM IIPO30PY:

Iosbe 1: [Tona3Ha Tauka 3aBOjHUIIE (TayKa KOja j€ MPETXOTHO MO3UIIMOHUPAHA);

ITosbe 2: Oca 0KoO KOje ce BpIIH poTalyja;

Ilosbe 3: Kopak 3aBojHHUIIE;
Ilosbe 4: Jly>xrHa 3aBOjHULIE;
Iosbe 5: IIpomeHa cMmepa 3aBOjJHHUIIE.

2.2.6 IlocraB/bame paBHH YIIPABHE HA 3aBOjHULLY

AxTuBupatu komanxny Plane <7y y nosby Plane type uzadparu Normal to curve. V nospy 1
CEJICKTYje Ce 3aBOJHHIIA, a Y MOJbY 2 CEJCKTyje Ce Tadka Koja ce Halla3u Ha Mo4eTKy 3aBojawmie. (Co.

2.2.6.1)

Plane Definition

Plane type: Normal to curve

Curve: [Helix.Z

Point: {Helix.Z\Vertex

& Cancel | Preview |

Cnuxa 2.2.6.1. Ysoherwe oumenzuonux ozpanuyersa

2.2.7 Kpenpame moaeicke popme Slot.1

1) CenexroBaTi KpeupaHy paBaH, Koja
ce Haja3u Ha MOJeNy Ia 3aTUM aKTHBHUPATH

koMany Sketch m., KOjOM C€ TpeNa3u y Mo-
ayin 3a ckumupase. (Ci. 2.2.6.1.).

2) AxkruBupatu komanny Profile QB u
U3BPIINTH CKHIMpame mpoduna (C. 2.2.7.1).
3) AxrtuBmupameM komanae Constraint

)|

“ YBOJIC CE TUMEH3HOHA OTPAaHUYCHHA CKHIIEL,
Kao Ha npukasanoj ckuu (Ci. 2.2.7.1.)
4) HW3abpatu KOMaHIy 3a HM3la3aKk W3

MojyJia 3a ckunupame Exit workbench

th

Cnuxka 2.2.7.1. Cxuya npoguna modencxe ghopme
Slot.1

17
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5) AxtuBupameMm koManae Slot @ otBapa ce mpo3op Slot definition (Ca. 2.2.7.2.). OH ciyxu
3a neduHKCcame mapamerapa NoTpeOHUX 3a Kpenpame Mozencke hopme Slot.

Slot Definition ? X

Profile [Sketchi? | _|°

— Profile control

Pulhng d|red|on

Selection: w

Y |[J Move profile to path ‘

[[] Merge slot's ends ‘4 Thick Profile
— Thin Slot |

Thickness1: I m E
Thickness2: | Omm =
[] Neutral Fiber [[] Merge Ends

@ ok | @ cancel | Preview |

Cnuxa 2.2.7.2. [looewasarwe napamemapa mooencke gopme Slot.1

IMoswe 1: Cenekryje ce ckuia npodusa IpeTXoaHO KpeupaHa.

IMosbe 2: Cenexryje ce 3aBOJHHUIIA.

IMosbe 3: Y nanajyhem menujy oupa ce Pulling direction u y mosey Selection cenexryje ce oca npenmera
oOpae.

Io.be 4: Kopak 3aBojHHIIE

2.2.8 O0apame nBHIle IpeaMeTa 00paje

AxtuBuparu komanay Edge filet oY
U Yy OTBOPEHOM TIPO30PY YHETH pajnjyc 3a00sbema y nosbe Radius. (Ci. 2.2.8.1.)

Y U3BPIIUTH CENIEKTOBAE UBUIIA KOje Tpeda /1a ce 3a00ite

AxtuBuparu komanay Chamfer @ Y M3BPILUTH CEJIEKTOBam-E NBUIIA Koje Tpeba a ce obope u
y OTBOpPEHOM Ipo30opy yHeTH cieneche mapamerpe (Ci. 2.2.8.2.):
IMosbe 1: Bupa ce T obapara uBHIle, y oBoM cirydajy Lenghtl/Angle
Iosbe 2 : JlyxuHa 3aKOIIICHE UBUIIE,
Iosbe 3: Yrao 3akomema.

18
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Radius: l 3mm %

Object(s) to fillet: &

Selection mode: Tangency v

— Options

[] Conic parameter: | 0.5

[] Trim ribbons

More> > |
OK I @ Cancel | previzn |

Chamfer Definition

Mode: Length1/Angle

Length 1: m‘ %

Angle: |45d39 E

Object(s) to chamfer: [EFE RN & |

Propagation: Tangency v

[] Reverse

@ 0K | @ Cancel | _Preview |

Cnuxa 2.2.8.2. [lodewasare napamemapa mooencke gopme Chamfer.1

Chamfer Definition ? X
Mode: Length1/Angle v
Length 1: [m @
Angle: |45d39 @
RV Object(s) to chamfer: !}@_’
\ — Propagation: Tangency v
b : [] Reverse

@ OK | @ Cancel |  Preview |

\ 7'\ N V - p
\N S

\ \ & N

~\ o P N < N - > " h
S\ ‘ ™ 2 )

Cnuxa 2.2.8.3. ITooewasarwe napamemapa moodeincke gpopme Chamfer.2
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2.3 Kpeupame 3]] Mmoaena npunpemMka

2.3.1 AKTHBHpame MOIYJIa 32 Kpeupame Mojaesia

1) Uzabparu Start — Mechanical Design — Part Design.
2) V mosebe Enter part name nposopa [New Part] yrucaru Pripremak.

2.3.2 Tlapamerpu3anuja npeaMera odpaje

AKTHUBUpATH KOMaH/Iy 3a Kpeupame Gpopmyiia u mapamerapa Formula fes :

Formulas: Pripremak 7 .
é-ﬁl Imeort... I

Filter On Pripremak
Filter Narme :| *

Filter Type: User parameters ~

Double click on a parameter to edit it

Parameter Value Formula Active

o1 60mm

Edit name or value of the current parameter

o (1) B > B
€ | Linear feed rate n ~ | With | Single Value ~ o Add Fermula I

" Delete Formula I

@ OK ] OAppIyl Ié(:ancell

Mew Parameter

Cnuka 2.3.2.1. Ilposop 3a kpeuparwe ghopmyna napamemapa

IIpBo mTo Tpeba je uzabparu oxraBapajyhm tum mapamerapa koju je moHyhen y manajyhem
menujy: Real, Integer, String, Boolean, Length, Angle, Time, Mass, Volume, Density, Area, Energy,
Acceleration. Komanmzom New Parameter of type (mosbe 3) Bpiiu ce Kperpame HOBOT mapameTpa.

VY nospy | ce ymucyje uMe mapaMeTpa JI0K ce y ToJby 2 BPIIN YITUCHBAKhEe HHUIMjATHE BPEIHO-
ctu. [Tomohy onmuja Add Formula (mosse 6) u Delete Formula (rosse 7) Bpiiu ce gonaBame u Opucame
dopmyna. Onmumjom Delete Parameter spiuu ce 6prcame mapamerapa (Cr. 2.3.2.1.).
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2.3.3 Kpeupame moaescke ¢popme Shaft. 1
1) CenekroBatu zX plane ma 3atum aktuBHpatu Komanmy Sketch E_‘a‘_", KOjOM ce Ipejasu y
Mozya 3a ckunupame. (Ci. 2.3.3.1.)

2% | Predmet obrade
— <7 xy plane

— <7 yz plane

=]
ieflc) Parameters

—‘5.9 PartBody

Cnuxka 2.3.3.1. U360p pasuu 3a ckuyuparve

1
2) AxtuBupatu komanay Axis ¥ | u ckuipaTi OCHY JIMHU]Y KOja IpoJia3u Kpo3 KOOPIHHATHU

IIO4Y€TaK.

3) AktuBupatu komannay Profile GB Y M3BPIIUTH CKUIMpame npoduia (Cu. 2.3.3.2.).

)|

4) AxtuBupamem komanae Constraint “ yBOJIE ce AMMEH3MOHA OrpaHUuCHa CKUIIE, Kao Ha
npukazanoj ckunu (Ci. 2.3.3.2.).

Cnuxka 2.3.3.2. Ckuya pomayuone mMooeicke gpopme

BamkEeM OJIroBapajyhe JIMHMjE 0] KOje Ce BPIIU JUMEH3MOHNCAKE MPEYHUKA U 0CE JIeJa, IECHUM KIIMKOM

JIUMEH3HOHO OrpaHHYCH-E¢ TPEYHHMKA Jefia YBoIu ce komanaom Constraint , obenexa-
u akTuBUparmeM omiuje Radius/Diameter.

VYBoheme GopMyiia U mapaMeTapa y JMMEH3HOHA OrpaHnYeha BPIIK € JECHUM KIMKOM MHINA

Ha MPEIX0IHO JOOHjEHO TMMEH3UOHO OTpaHHUYCHE, TaJbUM OTaBapameM mpo3opa y oksupy Offset object

— Edit formula (Cx. 2.3.3.3). OaroBapajyhu napametpu ce y popmMyity yBoJie KIMKOM Ha apameTap y

ctabiy mozena. [lopen orpanndema y Koje je YBeIeH HeKH lapameTap Hajia3u ce o3Haka (yHkimje f(X).
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Formula Editor : ‘PartBody\Shaft.1\Sketch.2\Off... ? X

Center graph

Reframe On | B 3.
Hide/Show Definition... 5'% iti ]l & |
Properties  Aeinter |GG PartBody\Shaft.1\Sketch.2\Offset.39\Radius
Othet Selecfion... Lock Parameter D1/ ZI ,
FEEnChildien. Edit Equivalent Dimensions Dictiona Members of Parameters Men
CttsX | RenameParameter ~
cteC  |(()) Deactivate Part Measures Renamed parameters D2
l | s S Circle Constructors 3 Length
S Display with Leader r;u;,... Tahle 5 -
Name Display
_- | Name/Value Display l bi
Name/Value/Formula Display ° oK I @ Cancel I
-
Cnuka 2.3.3.3. Yeohere napamemapa y oume- Cnuka 2.3.3.4. Ynowere napamemapa

H3UOHA ocparuyverba

Kana ce mapamerpusyjy NpeuHHIN ¥ KaJa Cy BPEJHOCTH IlapaMeTpa JIaTh Kao NPEYHUK, Tajia ce
napamerap Jeiu ca 2 kako ou ce noouo nonynpeunuk (Ci. 2.3.3.4.-Iosbe 1).

th

5) 3a u3masak U3 MojIyJia 3a CKHIMpame u3abparu komanay Exit workbench

6) AxtuBHpameM komanae Shaft 0 otBapa ce mposop Shaft definition (Cn. 2.3.3.5.). On
CIIy>KH 3a ie(puHHICake TapameTapa MoTpeOHUX 3a Kpeupame MoJiesIcKe opMe.

Limits ————————————— ,
First angle: |360d59 @ |
iSecond angle: | Odeg = i

r Profile/Surface
' Selection: | Sketch.2 2
Sucons ]
\[C] Thick Profile

Heverse Side ]
r Axis

| Selection: | Sketch Axis |

! Reverse Direction ]

More> > l

@ 0K @ Cancel Previ
] ance] TEVIEW l

Cnuxka 2.3.3.5. Uzepuwiena pomayuona mooeicka popma
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2.4 Kpeupame CKJI0MNA 32 NPBY TEXHOJIOWIKY ONepanujy

1) Uzabparu: Start — Mechanical Design — Assembly Design.
2) Mecuu ki Ha Product.1 koju ce Hanasu y crabiy — Properties —Product —Part Name - yaeru
ume noackiona Sklop.

‘ E3 File Selection X

- v <« ZAVRSNI > Zavrini v O Search Zavrini P
Organize ¥ New folder =y O @

| Pictures ¢ N Name

o G @ Predmet obrade
Pisani deo Q] Pripremak
Slike CATIA
Select a file
©a ZAVRSNI to preview.

@ OneDrive

[ This PC
Desktop v < >

File name: ] G 1 All Files (%) v

Cauxa 2.4.1. File Selection

2.4.1 YBohemwe Mojes1a nmpeameTa odpajae

1) O6enexutn Cxkron y ctabiry Mozena.

2) AxtuBuparu komanny Existing Component @ otBopuhe ce nipo3op File Selection y xojem
ce bupa oarosapajyhu monenu [Predmet obrade] (Cn. 2.4.1.).
3) Mopenu koju ce yBO3e IpHKa3yjy ce y cTadiy.

2.4.2 dukcupame MojeJa

Hakon yBohema mpBor mojena [Predmet obrade] mpso orpanumucime koje ce yBoau je

¢buxcupame npeaMera. Akruuparu komanay Fix Component @ a 3aTUM KJIMKHYTH Ha MOJIEN WM Ha
Ha3MB MoZieNia y cTaby.

2.4.3 YBohemwe Mojes1a mpunpemMKa

1) O6enexutu Cknon 'y cTaliny Mozena.

2) AktuBupatu komanay Existing Component @ otBopuhe ce nipo3op File Selection y xojem
ce 6upa oxrosapajyhu momen [Pripremak] (Cn.2.4.3.1.).
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Cnuka 2.4.3.1. Yeesenu mooenu Cnuxka 2.4.3.2. Yeohemwe oepanuuersa

2.4.4 YBohemwe orpanuyema

. s
1) Komanzom Manipulation ‘#% ppine ce norpebHa momepama Moena.

2) Axtusupatu komany Coincidence Coinstraint & , KOJOM Ce 33JIaje OrpaHu4eH¢ CAOCHOCTH
(Cn. 2.4.3.2). O6enexutu oce Mojiena Koje Tpeda ce MoKIanajy.

3) AxtuBupaTu komanxy Update @ KOJOM C€ yCIOCTaBJbajy MOCTaB/bEHA OrPaHUYCHA.

4) AxtuBupameMm komange Offset Coinstraint & otBapa ce nposop Offset Properties. y kome
ce 3a/1ajy auMen3noHa orpanndeme (Ci. 2.4.4.1.). OGenexuTu CTpaHe MoJieNia Ha OJHOCY KOjHX ce J1ajy
AUMCH3HMOHA OTpaHNYCH:A.

Hamnomena:

@ -
Komanma Update Ce MOKe KOPUCTUTH HAKOH CBAKOT KOpaKa MIIM Ha Kpajy Kajia
ce 3a/1ajy CBa OrpaHUYCHa. Y BOJE C€ TPU OrpaHUYCHa, KOjuMa he ce YKIIOHUTH CBU
CTEIEHU C1000/Ie MOJIENA.

Constraint Definition ?
\"aluel 1.5mm E [ Reference

7§ 3

%

Mares > I
@ 0K I ‘Cancell

Cnuka 2.4.4.1.. Yeoherwe oepanuuersa
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2.4.5 TloBe3uBame mapaMeTrapa cTe3He IJ1aBe H CKJIONA

VBOXEHE MOACKIONA CTe3HE TJIaBe M3BOJIM CC€ HA MCTH HAYMH Ka0 W YBOXCHC IMPBOI MOAECIA.

s
Komanmom Manipulation

BpIIIM CE MOMEPAmE eIeMEHATa CKJIONa M JOBOhewme y oAroBapajyhu
mojsoxkaj (Ci. 2.4.5.1).

? X

/. |Drag along any plane

Ll
o &
Y 8] & &

[C] With respect to constraints

@ OK | OCance||

Cnuxa 2.4.5.1. Ilomeparve modena

Komanmom Coincidence Coinstraint @ ce BpIIHM moKJIaname oca ckionosa (Ci. 2.4.5.2.).

Cnuka 2.4.5.2. Yseohemwe oepanuuersa caocnocmu
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. - .
Komanmom Offset Coinstraint ®  ce 3amajy amMeHnsuoHa orpaHWuYema u3Mel)y TOBpIIHHA.
AKTHBHpamEM OBe KOMaHJe oTBapa ce mpo3op Constraint Properties, y kome ce 3a1ajy TUMEH3HOHA
orpannyewe (Cin. 2.4.5.3.).

Name: ] Offset.8
—Supporting Elements —M8MMMMMM

Type Component Status
Plane  Stezac (Stezac.1) Connected

Plane  Pripremak (C3 Pripremak.1) Connected

Orientatio % Opposite i |

Offsetl30mm E
@ oK | OCance||

Cnuka 2.4.5.3. Yeoherwe oumenzuonux ocpanuyerpa

@

AxtuBupamem komanae Update
2.454.).

yCIIOCTaBJbajy CE MOCTaBJbeHa orpannydema (Cir.

Cnuka 2.4.5.4. Cxnon HakoH asxcypuparsa
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Jla Ou ce oCTBapwiIO CTe3ame MPHUIPEMKa MOTPEOHO je MapaMeTpU30BaTH CTE3HY IJIaBHY Ha
OCHOBY TIapaMeTapa KOjHu Cy 3aJaTé Mojeny npurpemka. [lapamerpuszoBame ce BpiM Ha ciieaehum

Kopauuma:

Kopaxk 1: [lynnu kIuK Ha uMe MOJICKIIONA CTE3HE IIaBe Ha cTalily Mojelna, Ha Ta] HaYuH ce

aKTUBHpA Ta] MOJCKIION.

x’h
Kopaxk 2: Axrusuparu xomanny Offset Coinstraint ®

3aTUM ce 00eexe IIOBpIIMHA M 0Ca,

3aTHM ce 0TBapa rpo3op Constraint Properties y kome ce 3a1ajy aumen3nona orpanndeme (Ci. 2.4.5.5).

ame e

¢ 8

Constraint Properties

<

Name: | Offset.11

El

pporting

Type
Plane
Line

Component
Stezac (Stezac.1)
Telo glave (Telo glave)

Status
Connected
Connected

Offset| 30mm

Nt

Q&

Edit...
Add tolerance...
Change step
Measure Between...
Measure Item...
Add Multiple Values...
Add Range...

Edit Comment...
Lock

[ Edit formula...

& Cancel I

Cnuka 2.4.5.5. Yeoherwe napamemapa cmesne 2nase

Opnrosapajyhu nmapamerpu ce y ¢popMyiy yBoJie KJIMKOM Ha mapameTap y cradiy mojena. Kanga
ce IapaMeTpu3yjy MpPedyHUIM Taja ce BPEJHOCTU Jelie ca JBa Kako O6u ce nobuo momynpeuuk (Co.
2.4.5.6.). [locTymak je UCTH 3a CBE CTE3HE YeJbYCTH CTE3HE IJIaBe.

Pripremak (C3 Prip remak.1)

o |
—gimllParameters
=il x
5% D1 =60mm

Relations

‘J"- ﬁf PartBody

oo

Formula Editor : "Constraints\Offset.11\Offset.11\Offset”

kN o

55| R@| 7|
Constraints\Offset.11\Offset.11\Offset =
‘D172 )

Dictiona Members of Parameters Members of All

A || "Telo glave\PartBody\Sketc A
Part Measures Renamed parameters “Telo glave\PartBody\Sketc
Circle Constructors Boolean “Telo glave\PartBody\Sketc |,
: S i 1"~ (O

@ 0K I & Cancel I

Cnuxa 2.4.5.6. 1300p napamemapa
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HYHJII/I KJIIMK Ha UMC€ CKJIOIIa Ha CTa6JIy MOJCJIa, aKTUBHUpPA CC TJIABHU CKIIOIL. AKTI/IBI/IpaI-LCM

komanzae Update Q yCIIOCTaBJbajy Ce MocTaBjbeHa orpannuema (Ci. 2.4.5.7).

Cnuxa 2.4.5.7. Cxrona 3a npgy mexHoiouKy onepayujy
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3. lepuancame nponeca o6pajae pOTAIHOHUX J€JI0BA

[Ipouec oOpane ckumameM CTPYrOTHHE OCTBApYje CE PEaTUBHUM KpETameM ajnara y OJHOCY Ha
oOpajak mpu 4eMy MapaMeTpu TOT KpeTama MNpeACTaBibajy e€lIeMEHTe pexuma oOpazne. Bemnunne
pexxuma obpaze 3aBuce oJ MmoryhHocTu onabpane MalivHe, 3aXTeBaHOT KBaJUTeTa 00paje, MaTepujaa
obpanka u anata. OCHOBHM KapaKTEpPUCTHYHU €JIEMEHTH pekuma oOpaje cy Op3uHa pe3ama, JyOnHa
pe3ama U Kopak.

3.1 Pe:xxumu o0paje y o0paau cTpyramem

Pexum oOpajse y o0paau cTtpyrameM je oapehen Op3uHoM pesama (1):

D-t-n D-n .
V= 500~ 320" [m/mind............. (1)

0JHOCHO OpojeM o0OpTa npeamera obpaze (2):

1000V 320V
n= =
D- D

1 KOpakoM: S, mm/0 — moMepame ajara 3a jeJaH oopT npeamera odpaje, a pehe u Op3uHOM MoMohHOT
Kperama (3):

V=S, mm/min.. ... )
Al L 4
4 [ s
- A %
l LV. n
.‘I -
= |

-1l

Cnuxka 3.1. Ocnosnu eremenmu npopauyHa 2i1aeHoe epemena oopaoe

Ha ocHoBy mapamerapa pexuma o0paje neduHuie ce u riaaBHO Bpeme oopane (4):
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rJIe Cy, IOpe] MO3HATHX BEJIHMYNHA!
i =0/(2-a)- 6poj mponasa;

a, [mm] - ny6una pe3ama;

L =1 +e, [mm] - xox anara;

I, [mm] - nyxuna obpane;

e = 2-5 mm - npua3 anara.

3.2 Kopaky o0paau cTpyramem

N360p xopaka y oOpaau cTpyrameM o0yxBaTa:
- IpoydaBame IPOU3BOJHE OIepauyje,
- u300p NpenopyyeHe BPeAHOCTH KOPaK U
- NpOBEpy U KOHaYHU U300p Kopaka.

[IpoBepa Kopaka ce U3BOAM MPUMEHOM YETUPU KPUTEPHjyMa U TO 003UPOM Ha:
- OTIIOPHOCT JPIIKE CTPYTapcKOT HOXa,
- yCIIOBE HACTaHKA CTPYTOTHHE,
- KBajuTeT obpaljeHe mOBpIIMHE U
- cTabuWiIHOCT mpeamera oopase.

3.3 bp3uHa pe3ama y o0paam cTpyramem

bpsuna pesama (5) y oOpaam cTpyrameM MpeicTaB/ba OOMMHY Op3WHY TMpeamMera obOpaje.
Jlepunucana je 3a MaKCUMaJIHy BpeaHOCT npeunnka oopaae D (Co. 3.3.1.):

-

Cnuxka 3.3.1. 'eomempuja obpade y 0bpaou cmpyzaroem

N360p Op3uHEe pe3ama ce ocTBapyje Ha 6a3u mpernopyke (MpubamkaH u300p) UM MpopavyyHa.
[Tpubnuxan n3bop Op3uHEe pe3ama ce W3BOAM Ha OCHOBY Ipernopyka mpousBohaua amaTa WIH
JUTEpaTypHUX To/aTaKa (MOoTIeaT! MPUIOKEHE Tabese y MOrIaBiby 7.) TaTUX y 3aBUCHOCTH OJ] BPCTE
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MaTepujajia mpeaMera oopaje U anata U Apyrux mapamerapa obpaje (IyOuHe peszama, Kopaka), pe3He

TeoMeTpHje ajara  Cil.
[Mpopauyn (mpoBepa) Op3WHE pe3ama ce U3BOIAM C 003MPOM Ha MCKOPHUIINEHE IMOCTOjaHOCTH

ajlaTa M cHare MaiimHe.
VYrunaj nyoune pezama Ha Op3uHY pe3ama je jeqHo3navad (Ci. 3.3.2.), jep ca mopacToMm 1yOuHE

pe3ama BpeIHOCT Op3uHE pe3ama omnaja.

\‘ \ — - a,1
\
\‘\ \
A
AN
N, S
\‘\. H\\-
‘. \”‘u ~4 H""*-.
S>8,>S, e~ cas e | S~
17 927 23 g 84~ 8y~ @y e~
a 0.25 S

Cnuka 3.3.2. Ymuyaj 0ybune pezarba u kopaxa Ha 6p3uny pesarba

3aBUCHOCT Op3uHE pe3aba W KOpaka je JAUCKOHTHHyallHe TPUPONE, Ca jeIHUM WM BHIIC
nuckonTHHYHTETa. Ca MopacToM Kopaka BPeIHOCT Op3uHe pe3ara omnaja.

Ca mopacToM IMOCTOjaHOCTH ajlaTa W TBpjAohe Marepujajia mpeaMera o0paje BPEIHOCT Op3uHE pe3arba
onana. To 3Hauw aa ce TBphu Marepujanu Mory obpaljuBaTu NMpu MamUM BPETHOCTHMA Op3UHE pe3arba U Jia ce
Beha mocrojanocT anmata 06e30el)yje cMamemeM Op3uHe pe3ama.
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4. lepmancame TEXHOJIOMIKOr MOJieJIA

Kapa je 3aBpiieHo ckianame MoJiesa, otBoputh Start—Machining— Lathe Machining, unme ce
nokpehe Moy 3a neduHICcame mpoieca o0paie pOTAIMOHUX JIETI0BA.

fErence machining axy

[ 1 ’
77| ResourcesList

Cnuxa 4.1. Paono oxpyscerwe mooyaa Lathe Machining

Properties ? X
Hanowmena: Current selection :  Pripremak.1/Sklop.1
IlomemaBame BHUIJBMBOCTA  MOJEJA Product | Graphic | Mechanical | Drafting |
e e A
TMPUTIPEMKA Kao Ha CIIUIH 4.1 ce Bpmm i o o
JECHUM KJIIMKOM Ha Prlpremak y CTa6J1y ‘No Color V” No Linetype VH No Width v|
Moienta u3abpatu ommujy Properties u'y Il 2ss
- ]
kparui Graphic knmmsau Transparency I
. . Global Properties
TIOMEPUTH y KpajiH AecHU mosoxkaj (Co. Toown oo eneing e
42) I4 Pickable 0 3 No specific renderini v
More... l

Cnuka 4.2. [Tooewasare suobusocmu  mooena
npunpemxa
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4.1 [ledunucaTyn 0CHOBHHMX IapaMeTpe 3a MPBY TEXHOJIOUIKY ONEePALM]Y

Hymmu knuk Ha Part Operation.l y crabny P.P.R. makon uera he ce orBoputu mposop Part
Operation (Cin. 4.1.1.).

Part Operation ? X Machine Editor ? X

Name; Part Operation.1 ! \%fﬁ ﬁ ‘:EJ
2,

‘ t
Cominent No Description % ‘ &
i

Name l Horizontal Lathe Machine.1

Comment {
% ° No machine selected
X,
b

25|y |

Spindle | Turret | Tooli C tion |Nun
j\zy e I Default reference machining axis for Part Operation.1 ] i | e | 229 | s Rl e l 2 —’—]—’
— - Spindle axis : o z o
@ rSklop |
— Radial axis : e 5 =
Geometry I Position | Simulation ] Option | Collisions checking
2 Center peoint X Omm (2]
g No design part selected ] | =
D No stock selected 0 ] Eabsptedy Omm =
Q‘ No fixture selected (for simulation only) 6 ] Center point Z Omm g
| No safety plane selected ‘ Initial position Odeg .
No traverse box plane selected ] ‘ Rotary angle Odeg .
} g No transition plane selected ] Rotary direction Clockwise %
1
i Q_\L No rotary plane selected e ] Rotary type Absolute %
| Rotabl output in multi-axis mode 7]
I Max spindle speed : 6000turn_mn
| @ OK | @ Cancel @ ok | @ cancel|
= 9 o | Somal
Cnuxa 4.1.1. Ilposop Part Operation Cnuka 4.1.2. U360p mawune u paonux oca

Kiukom Ha ukonuiy Machine %‘ (Cn. 4.1.1.) oTBapa ce nmpo30p y KoMe ce Oupa MalivHa Ha
K0joj ce oOpabyje npeamer obpaze, onpedyjy panHe oce, cmep oOprara cresHe riase. Kao tun mammse

omabparu Horizontal Lathe Machine.l :Dg . Hajuemrhe ce 3a porupajyhy ocy (mosse 1) 6upa Z, a 3a
nomnpeuny (mosbe 2) oupa X (Ci. 4.1.2.).

VY kaprurm Tooling morpebHo je wekupatu komanmy Radius compensation (Cn. 4.1.3a) u y
kaptunu Compensation (Cn. 4.1.36) motpeOHo je uekupatu Set 3D compensation to all operations
supporting this mode. Komnen3zanmja paaujyca noapasymena npumeny ¢ynkuuja G41, G42 nu G40 3a
BUXOBO JICAKTUBHpambe. AKTUBHPAkEM OBHUX (DyHKIIMja, KOOpMHATE KpeTama ajgara He Ae(GuHUIeMo y
OJTHOCY Ha IIeHTap anata, Beh y mporpamy 3a/1ajeMo KOHTYpY Kojy Tpeba JOOUTH ca KOPEKIMjOM ajaTa,
a ynpaBJhbauka jeIUHMIIA camMa IpopavyyHaBa MyTamy KpeTama anara. Ha Taj HauumH je mporpam
(bYHKIIMOHATIAH U HAKOH TpeoliTpaBama anata (npomene npeunnka) (Ciu. 4.1.4.).
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Machine Editor ? X ‘ ‘ Machine Editor ? X
—— + 4 Tl
+ + i ]:'g
ﬂ\%f]jgﬂ:ﬂ - %\ﬁ%&%‘f ﬁ‘ﬂn@k
& | & a@|h| || o= , [
[ Horizontal Lathe Machine.1 ]
Name I Horizontal Lathe Machine.1 Comment | ]
Comment | y
Spindle l Turret | Tooling | Numerical Control I
Spindle | Turret Tooling | Compensation |Nun:,‘ S 3D Contact Cutter Compensation Mode No )
Tools catalog Not specified ) Set 3D Contact compensation to all operations supporting this mode
Radius compensation 13
- @ OK I ) CancelJ | 3 @ oK I <3 Cancell
Chuka 4.1.3a. Yrwyuusarne komnensayuje Cnuxa 4.1.36. Yrwyuusarwe komnenzayuje
@ (=]
@ . @
c1 Kompenzirana
 C2 putanja alata
\
- / ’
~~ Putanja alata y — /
7/ /
’ i
/ /
/ /
/ ‘
Fos o
_________ ¥ 4 i allanitrez
~=—Rez nakon trodenja <— programirana
Zeljenirez [ | putanja alata

Cnuka 4.1.4. Komnensayuja anama

2
Knukom Ha ukony Reference machining axis system }’
neduHUIIe peepeHTHU KOOPIAUHATHU CHCTeM o0Opaie.

(Ci 4.1.1.) oTBapa ce mpo3op rue ce

VY nposopy Default reference machining axis for Part Operation.l ceixekToBaTy TauKy HEeHTpa
KOOPJMHATHOT CHUCTEMa, a HAKOH TOTa CEJIEKTOBATH TAayKy IIEHTPa KOOPAMHATHOT CHCTEMa INpenMeTa
obpazne. OBy TauKy joII HA3UBAMO M HYJITOM TadukoM mpeamera oopane (Ci. 4.1.5.).

34



‘HBophe M. Hemkosuh 3aBpuIHu paj

Default reference machining axis for Part Operation.1 ? X

Axis Name: | Default reference machining axis for Part Operation.1 |

A

o—s Y

-

*

- NC Output
O origin Number: [T EGroup: E ‘
@ ok | & cancel|

Cnuka 4.1.5. Oopehusarve nynme mauke

Knuknytn Ha ukonuity Design part for simulation @‘ (C 4.1.1 (3)), HaKOH Yera O3HAYUMO
MoJien mpeaMeTa oopase. O3HavyaBame MojIena npeamera oopase ce Bpiu: y ctabimy mozena (Ci. 4.1.6.)
cenekroBatu Product List— Sklop— Predmet obrade— PartBody.

Hcry npouenypy MOHOBUTH U 32 HKOHUILY StOCK Q‘ (Ca4.1.1. (4)). Y crabiy Mojesa celaeKTo-
Batu Product List— Sklop— Pripremak— PartBody.

Part Operation ? X

Name: Part Operation.1
Comments:

No Description

% Horizontal Lathe Machine.1

=

R

o [Sklop
Pmrd |

Geometry | Position Simulation | Option |Co!lisionsche:: <|»

/Sklop/Predmet obrade/Predmet obrade/PartBody

| Default reference machining axis for Part Operation.1

No stock selected

No fixture selected (for simulation only)

No traverse box plane selected

No transition plane selected

l
|
|
No safety plane selected ]
|
|
|

No rotary plane selected

& w30 [<elQE

@ 0K l ) Cancell
Cnuka 4.1.6. Odpehusare npeomema oopade

Omnmumjom Fixtures for simulation i‘ (Cn. 4.1.1. (5)) ce Bpiu 03HaYaBamkE CTE3HE IIaBE pe-
nMeTta oopasne. CBakH €JIEMEHT CTe3HE IJIaBe C€ MOpa MOCEOHO CEIEKTOBATH 10 HCTOM MOCTYIKY Kao U
peaMET o0pajie U MpUIpeMax.

1) Product List— Sklop— Stezna glava — Part Body.
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2) Product List— Sklop— Steza¢ — Part Body.
3) Product List— Sklop— Steza¢ — Part Body.
4) Product List— Sklop— Steza¢ — Part Body.

Jleo oOpagHOT cHcTeMa Kora YMHE CTE3Ha IJlaBa W pagHu KoMaj omoryhaBa nia ce Kpeupa
TEXHOOIIIKH MOJIET KOjU 00jeIuibyje MmyTamke anaTa 0e3 KOJIHu3uje ca paJHuM OKpyx)emeM. CTe3Ha riaBa
CE YBO3H y CKJIOM Ka0 M OCTaJIA €JIEeMHTH U JOBOAM C€ y MOJ0XkKaj TAKO J1a je IPeaMeET 00pajie CTETHYT y

cre3nuM yespycruma. (Ci. 4.1.7.)

Part Operation ? X

Name: Part Operation.1

*| No Description
% Horizontal Lathe Machine.1

X

I Default reference machining axis for Part Operation.1 ]

Sklop

&

[

Geometry | Position Simulation | Option Collisionsche?, 4 | »

No design part selected I

No stock selected I

4 fixtures selected (for simulation only) : 1- /Sklop/Stezna glava sklop/Te|

No safety plane selected I

No traverse box plane selected

No rotary plane selected

[Z|w|EN |<e|Q|E

|
No transition plane selected I
|

Cnuka 4.1.7. Cmesna 2nasa

Omnmumjom Rotary planes %‘ ce o3HavaBa porupajyha paBaH y OBOM CIIy4ajy ZX paBaH, Koja ce

Mopa MOKJIalaTH ca paBHU KOjy 00pa3yjy poTupajyha u nomnpeuna oca (Ci. 4.1.8.).

Cnuxa 4.1.8. Pomupajyha pasan
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4.2 Jlepunucame 3aXBaTa U pe;kuMa o0paje 3a MPBY TEXHOJIOUIKY ONepPAHjy

4.2.1 Rough Turning

= .
UsaGparu komanxy Rough Turning ™ a satum y cra6ny moxera Manufacturing Program.1.

P.P.R—Process List— Process— Part Operation 1— Manufacturing Program.1

Hanomena:
LIpe ceaxoe Hogoe 3axeama nompebHO je celekmosamu nocieoru 3axeam y cmaoiy
Mmooena.

[IpBu 3axBat y NpBOj TEXHOJIOMIKO] ONEPALIUjH j€ y3y’Ha 1 nolpeyHa rpy0a oOpajia Koja ce Bp-

—

| -
um momohy Rough Turning ™. TTokperamem oBor 3axBara orBapa ce mposop Rough Turning (Cuw.

4.2.1.1.). Y kapTriama ca 0O3HauYCHHM OpOjeBHMa Ce MojIelIaBajy cieachu mapameTpu: Kperame anara,
BpcTa 0bpaje (2), pexxumu 00Opajie, mojcaBambe ajgara, IoYeTHe U Kpajibe Tauke anata (Ci. 4.2.1.2.).

VY npBoj KapTULIK ce mojeniaBa 1yOuHa pe3ama, Kpetame anara (1), Bpcta obpaze (2), npuias
anata (3), npaherme KOHTYpe npu KpeTamwy anata (4) (Cn. 4.2.1.2.).

Rough Turning.1 ? X Rough Turning.1 ? X

Name: Rough Turning.1 Name: Rough Turning.1

Comment: | No Description Comment:

0= | ' i %-&6

Strategy | Option I

No Description

A | A6 | AeB | A | 26 |

Strategy I Option I

Ny

S
Part Part
Roughing mode: Eongitadinal v Roughing mode: Longitudinal v °
Orientation: Exteal v Orientation: | External v e
Location: Back v Location: Back v e

Machining direction: Machining direction:

To head stock To head stock

Last path only o

Part contouring: Part contouring:

Last path only

[] Recess machining [ Recess machining

I Under spindle axis machining 3 Under spindle axis machining

Tool compensation < P9

& Tool compensation + P9

F3

@ OK | ‘Cancell

Cnuka 4.2.1.1. Rough Turning

@ OK l OCancelI

Cnuka 4.2.1.2. [lodewasare kpemarba anama
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3a crnospalmy 00paay y MpBOj KapTHUIIH i notpebHo je u3abparu y mospy Orientation y
nanajyhem menujy External

VY apyroj KapTUIH ce BPIIH MO/ICIIaBamhe KOHTYpE mpeaMmera o0paze u KoHType npunpemka (Ci.
4.2.1.3).

VY xaptunm Opoj 3 ca ciuka 4.2.1.4. u 4.2.1.5 ce Bpmu nozpeniaBame KapaKTEPUCTUKA ajara.
[NonmemaBame amata Moke OMTH Ha OCHOBY KaTajiora ajaTta WM OMpaTd U3 KpeupaHe Oas3e rmojaTaxa.
Kapakrepuctuke Koje ce mojemanajy ¢y Hanajanu yrao Ky, nyxuHa Hoxa |1, AuMeH3uje u 00JIHK JpIiiKe
b u h, nyxuna Bpxa Hoxa |z, mupuna Bpxa Hoxa f. Y uctoj kapTumum ce nojemiajy u KapakTepUCTUKE
pe3nux iounna. Ha couim 4.2.1.5. y upBeHOM NpaBOyTraoHUKY ce O01pajy oOIHUIIM IIOUHULIA, 8 Y TPO30PY
UCIIOJI Ce TOJIeIIaBajy OKBHpHE IMMEH3Mje Iuiounia. KapakrepucTuke Koje ce Haja3e y JAajbhuM
nojemaBamumMa aara cy npeysere u3 SADVIK Catalog Tools 2012.

E Rough Turning.1 ? X

! Name: Rough Turning.1

Comment: | No Description
G | A | Aed | 34 | 8RC |

End Limit mod

ane

Start limit mode :

Stack Extension distance ; @mm
Input stock status: not computed

Stock offset: [omm =5
Part offset: [omm =
Axial part offset: [omm =
Radial part offset: [omm
Start limit offset: [omm =
End limit offset: [omm =

menacsng ==

|
| & Cancel l

Cnuxa 4.2.1.3. [lodewasare konmype npeomema obpade u npunpemxa
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Rough Turning.1 ? X Rough Turing.1 ? >
Name: Rough Turning.1 Name: l Rough Turning.1 |
Comment: | No Description Comment: l No Description I

|- - -
G | A | BB | B | 860 | 8EE | A& | AeB | 34 | 8RC |

‘ — Feedrate - - Macro Management

[] Automatic compute from tooling Feeds and Speed: Macro Name Mode
Lead-in: o 150mm_mn E Linear v 3 Approach Approach.1 Axial radial
-

Plunge: 03 A
fmim LU =] (Reni O Linking N8 Linking.1 Direct
|Machining : e 0,25mm_turn . Angular o () Linking Approach Linking.1 Direct
Lift-off : o 150mm_mn 2] |Linear v @Ila |
Finishing : 1200mm_mn . Linear v
Current Macro Toolbox

'3 Transition : Machining

J <

Definition | Options

Mode: | g, dial axial v e

5000mm_mn 4 Linear

[[] Replace RAPID by Air cutting feedrate (3}
Air cutting feedrate : 1000mm_turn Angular o

Spindle Speed
A ic ¢ from tooling Feeds and Speed:

L

4 Spindle Output % |
Machining: 1300turn_mn

| Unit:

<

Angular

Max spindle speed: [1500turn_mn . 0 _________

Dwell

|

|

‘ Dwell mode :
None v

E=E - T =
-_— @ OK I aCanceI|. . @ ok | OCancell.

F3

Cnuka 4.2.1.6. Ilodewasare pexcuma oopade Cnuka 4.2.1.7. [lodewasare 6e36e0HOCHUX MayaKa

Kaptuna 6poj 4 (Cn. 4.2.1.6.) cinyxu 3a mojelIaBame pexuma odpajse KOoju Cy HpPeTXOIHO
npopadyHaTH M Ha OCHOBY HMCKyCTBa ycBojeHH. [IpBo TpeOa oTYEeKHMpaTH ayTOMAaTCKO H3padyHaBambe
pexxuma obpajie 3a npo3op Feedrate u Spindle Speed. Y cBum namajyhum MeHHjiMa IOJCCUTH J1a Oy 1e
Linear cem mocneamer y koM tpeba qa 6yae Angular.

VY nossuma Lead-in (1) ce yHocu Op3uHa npuiiasa Hoxa npumpemky, Lift-off (3) ce ynocu 6p3una
KOjOM HO ojy1a3u of mpunpemka. Jlok ce y mossuma Machining (2) yHocu BpeHOCT mocMaka WITH
Op3uHe TIOMONHOT KpeTama Koja ce Moke u3abpatu y mamajyheMm menujy, a y nosbe Finishing (4) ce
yHOcH Op3rHa KOjOM ce 3aBpliiaBa 3a[mu npoias. [losbe Opoj 5 ciyxu 3a mojemaBame Opoja oOpTaja
CTE3HE IJIaBe JIOK je HOX Yy Ba3ayXy, Tj. JIOK C€ HE BPIIHU pe3ame. Y mojba 6 U 7 ce yHOCEe BPEIHOCTH
Op3uHEe 1 MaCKMMaHe Op3MHE paJHOT BpETEHa.

Kaptuna 6poj 5 (Cn.4.2.2.7.) cnyxwu 3a aktuBupame omniuja Approach (1) u Retract (2) xoje ce
OJTHOCE Ha TIOYETHY M KpPajiby TauKy OJIakjie MMoJia3y M JI0JIa3u IJiaBa ca aJlaTHMa Kaja ce BPIIM U3MEHA
anata. /la Ou ce akTuBHpane OBE OMIHje MOTPEOHO je M3 KOHTEKCTYaJlHOT MEHHja, KOjU CE OTBapa
MPUTHUCKOM Ha JICCHH TAaCTep MHuIla, u3abparu komanay Activate. Kesbena Tauka ce Oupa Tako IITO ce
KJIMKHE Ha KpcTuh y kpyxwuhy Ha cnuiu 1 n3abepe Tadka Koja ce MPEeTXOAHO Mopa KperpaTu y MOIETy
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npeameta oopane. Kpyxuh Hakon n3abpane tauke nmosenenu. Y nosby Mode (3) ce Oupa myrama Hocehe
rJaBe.

4.2.2 Tlapamerpu3zanuja pe;kuma oopajae npu rpyooj/punoj y3ay:xHoj oopaamn

Kako ce He 01 CBakH Iy T POpavyHaBaIH PEKUMH 00pajie, HOTPEOHO je apaMeTpH30BaTH PEIKH-
Me o0pajie y kapTuim 3a u30oop anara. Yekupamem onmuje Automatic compute from tooling Feeds and
Speeds u y manmajyhem menmjy Quality m3zabparu ommujy Rough mapamerpu koju cy 3amaTu y
KapakTepucTHaMa IUIOYHIIe Ce ayTOMAaTCKH MOBe3yjy ca mapamerpuma y mnosbima Feedrate u Spindle
Speed Ha ciuim 4.2.1.7. Ha nmoTmyHO MCTH Ha4YKMH Ce BPIIM M MapaMeTpu3airja 3a Gpuny odpaay camo
mro ce ymecto omije Rough 6upa omuja Finish magajyhem menujy Quality.

Name: Rough Turning.1

Comment: | No Description

i | A | BB Sdk | 2RO |

Feedrate

< Automatic compute from tooling Feeds and Speeds

Lead-in~ i1Wmm_mn 'Linea} v
Plunge: ] 0.3mm_turn Angular

Machining : 0.5mm_turn @ Angular

Lift-off : ] 150mm_mn E Linear v
Finishing : 1200mm_mn L] @ Linear

S Transition : Machining

v
]EC‘C*C-mm_mn Linear

[[] Replace RAPID by Air cutting feedrate
Air cutting feedrate : ] 1000mm_turn Angular -

Spindle Spe:
~ Automatic compute from tooling Feeds and Speeds

4 Spindle Output

Machining: 220m_mn . ﬁ:ﬁ
Unit: Linear
Max spindle speed: |1500turn mn

Dwell
Dwell mode :

None 7

< : >

Quality: | pough v | Compute

.8

@ ok | @ cancell

—
Cnuka 4.2.2.1. [lodewasarwe aymomamckoz npopaiyra
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Jla Ou ce m3BpIIMIa TapaMeTpHu3alja pexnuma oopaje pe3He IIounile NOTPeOHO je Kpeuparu
TpH TIapamMeTpa Koju ce MOKJIamnajy IMMEH3HU]CKH ca apaMeTpruMa Koju ce rnojemranajy. [lapamerpu koju
ce kpeupajy cy Dubina rezanja, Korak u Brzina rezanja.

AKXTHBHpAaTH KOMaHIy 3a Kpeupame (Gopmysia u mapamerapa Formula & makon wera he ce
OTBOPHUTH MPO30P 3a Kperpame HOBUX mapamerapa. (Ci. 4.2.2.2.)

Formulas: Process 7 >

ﬁl Import... |

Filter On Process
Filter Mame :| *

Filter Type: |All ~

Double click on a parameter to edit it

Parameter Value Formula Active ™
PPRProductiResource. 1\Productl. 384 CATSpeciMan. \Prod...  12,043mm
PPRProduct\Resource 1\ Product1 38V CAT Spec¥Man. T\ Prod...  0,7%4mm

PPRProduct'Resource 1\ Product1 3BV CATSpec¥Man. T\ Prod...  55deg

PPRProduct'Rescurce 1\ Product1. 38 CATSpec¥Man. T\ Prod...  3mm
PPRProduct\Resource M Product1.384CAT SpeckMan. 1\ Prod...  7deg
PPRProductiResource. \Productl. 384 CATSpeciMan.\Prod...  14,704mm

‘Linear spindle speed.1” Om_mn W

Edit name or value of the current parameter

| Brzina rezanjal e ||'Dr'r1_r'r1r1 E

Mew Parameter oft],rpel Linear spindle speeh-r With | Single Value w~ Add Formula I
Delete Parameter l Delete Formula I

@ ok | @ apply | @ cancel |
[

Cnuxka 4.2.2.2 Kpeuparwe napamemapa

IIpBu KOpak y Kpeupamwy HOBOI' IapaMmeTpa je oipehuBame Tuma napaMmerpa. 3a mapamerap
Brzina rezanja notpe6Ho je omadbparu Linear spindle speed, 3a Korak oga6paru Linear feed rate , a 3a
Dubina rezanja onabpatu Lenght.

Hapennu xopak je kpeupambe napamerpa mpeko ommuje New Parameter of type, HakoH kpeupama

moTpeOHO je 3agaTh MMe mapameTpy W motBpauTu ra ommujom Apply. Kama ce 3aBpmu kpeupame
rapamMerapa noTBpAuTH ca oniujom OK.

V3 nomoh onmmje Desing Table i Kpeupa ce Tabena BpeIHOCTH MapameTapa KojH Cy MPETX0THO
MpopavyHaTH ¥ YCBOJEHH Ha OCHOBY oOpasaria u Tabena.
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Creation of a Design Table 7 >

Mame: DesignTable.l
Comment: DesignTable created by Mesko 6.9.2016

i) Create a design table from a pre-esting file
@ Create a design table with current parameter values

Orientation: @ Vertical ”) Horizontal
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 MT).
Here is an exarnple of a design table:

PadHeight (mm) PadWidth (mm) Material
15 12 Steel
17 1.3 cm Aluminium

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

@ ok | & cCancel

Cnuka 4.2.1.3. Kpeupare mabene napamemapa

Y oTBOpeHOM Mpo30py Kao Ha caunu 4.2.2.3. motpebHo je uekuparu ommuje Create a desing
table with current parameter values u Vertical. [TorBprom Ha OK otBapa ce mpo3sop (Ci. 4.2.2.4.) y
KoMe je moTpeOHo y manajyhem menujy omabpatu User parameters (Cin. 4.2.2.4. nosbe 1) u kpenpane

napamerpe npebaluTi Ha JIECHY CTpaHy y3 moMoh cTpemnuile Ha aecHo. Pemocnesn kojum ce mpebdairyjy
napametpu Ouhe pegocien y Tabenu Koja ce Kpeupa.

Select parameters to insert 7 x
Filter On Process
Filter Type: User parameters
Parameters to insert Inserted parameters
“brzina pomocnog kretanja® “korak po zubu®
“Pripremaki\D1’
=
@ ok | @ cancel|
.

Cnuka 4.2.2.4. [Ipebayusarwe napamemapa
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pos
A

;ff?« >
X
£

[TotBpaom Ha OK oTBapa ce Tabena Kojy je moTpeOHO MOIMyHUTH ca OroBapajyhum BpefTHOCTHMA
3a oarosapajyhe mapamerpe (Ci. 4.2.2.5.). Kana ce 3aBpuiu nomnymaBame Tadesne NoTpeOHoO je cauyBaTh
Tabemy y uctoM doiuaepy riae ¢y u octanu (ajmoBu. Kpenpanu mapameTpu cy NMpHKa3aHd y CTa0Iy
nporieca (Ci. 4.2.2.6.).

A C D E

1 "Dubinare korak " (r "brzina rezanja” (m_mn)
2 1 0.6 220
3 1 0.6 200
4 1 0.6 210
3 1 0.6 130
6 2 0.6 220
7 2 0.6 200
8 2 0.6 210
9 2 0.6 130
10 3 0.6 220
11 3 0.6 200
12 3 0.6 210
13 3 0.6 130
14 4 0.6 220
15 4 0.6 200
16 4 0.6 210
17 3 0.6 220
18 3 0.6 200
13 3 0.6 210
20

Cnuka 4.2.2.5. Kpeupare mabene epednocmu napamemapa

Attributes

1
1= Parameters

.3: ‘PPRProductiResource. 1'\Froduct1

ahle,1

=
|:E] ‘Configuration =11

&Y Sheet.1

I&-:;.' Part Operation.1

Part Operation.3

achining Process List. 1

ec¥Man. 1\Product1.38\FeedrateParameters. 1Y\Roughing cutting

Spec¥Man. 1\Product1.38\FeedrateParameters. 1\Raughing feedra

Cnuxka 4.2.2.6. [lapamempu y cmabny modena
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Cana je moTpeOHO MOBE3aTH KpeHpaHEe MapaMeTpe ca ImapaMeTpuMa pe3HHX Iuioduia. [lose-

3MBamkC Mapamerapa ce BPIIM Kaja ce OTBOpU Kaprtuia MOre y nojeniaBamy pe3He IUIovHie. Y TOM
mpo3opy motpebHo je omabpatu kaptuiyy Feeds & Speeds, Ha jkesbeHU MapaMeTap ce KIUKHE JICCHUM

KIMKOM MuIia, ogadepe omruja Edit formula u y crabiy nmpoueca ogabepe morpebuu mapamerap. (Cii.
4.2.2.7.uCn.4.2.2.8.). Ha cmumm 4.2.2.7 y moJby 1 ce noBe3yje mapamerap 3a Op3uHy pes3ama a y mMoJby
2 ce moBe3yje napaMerap 3a Kopax.

Rough Turning.l

Geometry | Technology | Feeds & Speeds |

Marne: Rough Turning.1
Comment: | Mo Description
0E | B S8 | S | ERC |

Finishing cutting speed :

| Om_mn

Finishing feedrate per tooth : | Dram_turn

=
=

Roughing cutting speed

Roughing feedrate per tooth g

SB1 | A | A |

oloolAInO

Mazx rachining feedrate :

Name | Diarnand Insert r 0,79411

| 160m,

=y

Comment : |

14, 7@4mm

W, /94dmm

.

12, Ad5mm

Attributes

!
~FEl Farameters

L= .

[E]" “korak po zubu =0.5mm _turn
[E]" 'Dubina rezanja’=1mm

[5] 'brzina rezanja’=1&0m_mn

= nstructors
brzina rezanja/Parameters/Process
atl

f[-:x] Formula 2: "PPRProduct\Resource

Relations

](Ex] Formula.3: "PPRProduct\Rescurce SIS B

JesignTable. 1

L5

= :..-; Part Operation. 1

Cnuka 4.2.2.7. [losesusarve napamemapa

%

Formula Editor : ‘PPRProduct\Resource 1\Product1. 30\ CATSpeckXMan. 1\Productl.3%\FeedrateParamet... 7 X

Y|

Change step r
Add Multiple Values...

Add Range...

Edit Comment...

Lock

=7

PPRProduct\Resource. 1\Product1. 30\ CATSpeciMan.\Product].3%\FeedrateParam et-| =

“brzina rezanja’

Members of All

Dictional Members of Parameters
~

Part Measures Renamed parameters
Circle Constructors Angular feed rate
Design Table Length

Direction Constructors Linear spindle speed
Law

“korak po zubu®

Measures

Messanes and macras ¥

“Dubina rezanja”

‘ brzina rezanja

||160m_mn

k|
@ 0K l aCancell

Cnuxka 4.2.2.8. buparve napamemapa
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[Tapamerap nyOuHe pe3ama ce mojemaBa y npBoj kKaptuuu. Kaga ce oTBopu omuuja 3a
MOJIEIIaBake BPETHOCTH AyOMHE pe3ara, Y MOJbY IJ/Ie C€ YHOCH BPEIHOCT MyOMHE pe3ama, Ha MCTH
HAYMH Ce BPIIM MMOBE3MBAKkE MapaMeTapa Kao W KOJ IUIOYHIIE caMmo IITO ce cajxa Ompa mapamerap 3a
nyouny peszama (Cn. 4.2.2.9. u Cn. 4.2.2.10.). Memame BpEAHOCTH MapaMeTapa C¢ BPIIU JTyILIHM
KITMKOM W YHOIIICEHEM KEJbeHE BPEIHOCTH U3 Tabere.

Attributes

|
~E Parameters

'PPRProduct\Resoy

'PPRProduct\Resoy

DesignTable. 1

Part Operation.1

5

4G | edd |

Strategy | Opticn |

Roughing mode:
Orientation:
Location:
Machining direction:

Part contouring:

[ Recess machining

[ Under spindle axis m

Toel compensation

Part

e | 38 |

1, Smm

Lengitudinal
External
Back
To head stock

La

Edit Parameter

Max depth of cutl-m_

Add tolerance...
Change step
Measure Between...
Measure ltem...

Add Multiple Values,..
Range

Edit Comment...
Lock

@ OK | @ Cancel

=1

Cnuka 4.2.2.9. llosesusare napamemapa

%

Formula Editor : "Rough Turning. 1'"MfgParameter.5\Max depth of cut’

Rough Tuming. 1\MfgParameter.5\Max depth of cut

“Dubina rezanja”

Law

List
Math

Dictiona

Part Measures
Circle Constructors
Dresign Table
Direction Constructors

Line Constructors

Measures
Messanes and marrns

Members of Parameters

Ll

Length

v

Renamed parameters
Angular feed rate

Members of All

Linear spindle speed

“korak Eo zubu®

“brzina rezanja’

|Dubma rezanja ”‘Imm E@I
@ 0K | & cCancel|

Cnuka 4.2.2.10. Bupare napamemapa

46



bBophe M. Hemkosuh

3aBpuIHu paj

[s] V=220 m/min
5
S=0,6 mm/o
70 64,5
&0
=0
38,62
40
28,07 —
=0 ' 22,11
20

0

Ha=1mm Ha=2mm

Ha=3mm

Ha= 4 mm Ba=5mm

Ipaghux 4.2.2.1. 3asucrocm enasroe epemena obpade 00 0ybune pezaroa

4.2.3 Profile Finish Turning

Hapenuu 3axBar je y3aykHa ¢uHa
obpana koja ce Bpu nomohy Profile Finish
. Tt .
Turning . IlokperameMm oOBe omepanuje
otBapa ce npo3op Profile Finish Turning (Cn.
4.2.3.1). Iowro ce pamu o ¢puHOj 0Opaau Mopa
ce uekupatun Recess machining (1) (Cn.
4.2.3.1).

VY mpBOj KapTHIHM Ce MOJeliaBa, BpCTa
oOpane, mpuia3 anara, npaheme KOHType npu
KpeTamy ajara.
3a ¢uHy crnospammky 00paxy y MpBOj KapTUIIH

8(E] noTpeOHO je wm3abpaTw y TMOJbYy
Orientation y nmamajyhem menujy External.
Cnenehe mTo ce Mopa MOAECHUTH je
Corner Processing (2). Y oBoj kaptuiu ce
MOJIeNIaBajy MBHIIE W YTJIOBH KOJX TpeJasa ca
jemHor npeuynnka Ha apyru. (Cn. 4.2.3.3.)

[a]

Profile Finish Turning.1 ?

Name: Profile Finish Turning.1

Comment: | No Description

A |4 | Aeb | A | 862 |
| Machining | Corne&cessing | Local Invert I

—
Part

ST e —
Location: :Baickiv‘
Machining direction: T ammale ——
Contouring for outside corners: \(ﬂl Iar 0 ‘
I3 Recess machining
[ Under spindle axis rmachining
CUTCOM: s V’
Tool compensation = ‘ ng V

@ OK | GCancel|

Cnuka 4.2.3.1. Ilooewasarse pune obpade
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| Profile Finish Turning.1 ? X

Name: Profile Finish Turning.1
Comment: | No Description
fEE | A6 | feB | A | BRC |
General I Machining Local Invert I

Chamfer length ! @

Entry corner: Chamfer "o

Exit corner: N )

Other corners: None o)

| - @ OK I QCancell‘

Cnuxka 4.2.3.3. [looewasare npenasza

Y mnomy Entry corner (1) Oupamo
Chamfer a kmukom va Chamfer lenght orsapa
ce TMPOo30p Y KOME Ce YHOCH Jy>KHHa 0OOpeHe
usnie.(Cn. 4.2.3.3.)

[pyra kaptuua e
U y TPETXOHOj OMepaluju KOHTypa MpeaMeTa
obpaze.

noafciaBa C€ Kao

Start |imit mode :

e

¢

Input stock status: not computed

Cnuxka 4.2.3.4. [looewasare konmype 3a (puny
00pady

Kana ce pagu o ¢huHoj 00pagu camo ce
moJieriaBa KOHTypa npeamera odpase.

Cnenehe mTO ce mojemarBa  Cy
KapaKTePUCTHKE ajlaTa y UCTOj KApTHIIM Kao U 'y
MPETXOIHO] TEXHOJIOMIKO] oneparuju. 3a Gpuny
o0pamy ocTaje HCTH ajar oJ MPEeTXOIHE
orepanyje.

VY KapTHLIM 3a TOJCIIABAKE PEKUMA
obpane S (Cin. 4.2.3.5.) uma Maux pasinka
y BUIYy IITO C€ jJOUI IMOJelIaBajy KOopak 3a
obapawe wuBHma (1) um kBamuTeT oOpahene
noBpiuHe (2).

Kopak 3a obapame uBHIA je UCTU Kao
npuiarkoM oOpane. Ksamuter obGpalene nosp-
IIMHE ce Oupa Tako MTOo ce y manajyheM MeHujy
nuzabepe Finish uume ce o3HauaBa na Hema
HaKHaJHE oOpazne.

VY mocnenmoj KapTUiu RS | CBE ce
MCTO MOJICIIaBa Ca THM IITO CE caja HE MOpajy
KperpaTH HOBE Tauke, Beh ce MOTy HCKOPUCTUTH
mocrojehe Tauke.

‘ — Feedrate -

A ic compute from tooling Feeds and Speeds
Lead-in: I 150mm_mn % Linear v
When invert : Angular
Machining : Angular ¥
Chamfering : m Angular v
Lift-off : 150mm_mn 2 |Linear v
< Transition : Machining &

Linear

5000mm_mn

|[] Replace RAPID by Air cutting feedrate

Air cutting feedrate : [1000mm_turn g Angular “
Spindle Speed

Oa ic compute from tooling Feeds and Speeds

|4 Spindle Output

|Machining: 1200turn_mn =

{Unit: Angular ~

|Max spindle speed: [1500tyrn_mn a

Quality: | Einish | Compute |

\
Cnuka 4.2.3.5. [looewasarve pexcuma obpade 3a
Guny obpaoy
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4.2.4 Thread turning

Crnenehnm 3axBar je uzpazma HaBoja KOjH

he

ce Bpum nomohy Thread Turning 2,
[TokperameM OBe omeparuje oTBapa ce mpo3op
Thread Turning (Cin. 4.2.4.1.) 3a nozeniaBama

y MPBOj KapTHUIIH 8] MOTPEOHO je MOJIeCUTH
Kopak HaBoja (1), BpcTy HaBoja (2), y nagajyhem
menujy External (3), 3a monoxaj Ha u3zabpatu
Back (4) u 6poj naroja (5) (Cn. 4.2.4.1.).

Y kaprumm Strategy ce mnoxemana
nyOuHa pe3ama HaBoja y nosby Depth of cut u
oCTajsie KapaKTepUCTHKE aKO HaBO] HHje
crangapaan (Cn. 4.2.4.2.).

Thread I Strategy l Option I

Profile: e IS0 %

Orientation: e External e
Location: o Back v|

Thread unit: Pitch

Threads per inch:

[ =
Number of threads: e l 1 @

Cnuka 4.2.4.1. [looewasarwe nagoja

. A
VY npyroj xkapunu Ll ce mojeniaBa KOHTypa
T10 K0jOj C€ BpIIIM pe3ame HaBoja. 3a KOHTYpY IO

Thread ‘ Strategy I Option I

Threading type: Constant depth of cut v
Depth of cut: I 1,5mm E
Thread penetration: Straight G
Penetration angle: IC'deg
D Eirst passes

Number of first passes: I 1
First passes section rate: 0,5
[ Last passes

Number of last passes: I 1
Last passes depth of cut: Ingm
[ Spring passes

Number of spring passes: I 1 g

Cnuxa 4.2.4.2. [lodewasare kapakxmepucmuxa
Hasoja

End |imit mode ; None

Input stock status: up to date
Start limit offset: Omm

End limit offset: Omm

Length: m
Cruxa 4243 THooewasarve konmype
KOjO] C€ BpIIM pe3ame HaBoja MOTPeOHO je

MIPOjEKTOBATH UBUILY MPEIMETA.

V nospy Length yreru BpeqHocT nysxuHe HaBoja
(Cn.4.243)).
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| . |
VY xapTumnm 8B e BPILIU TTOZICIIIABAKE KapaKTepUCTHKA anarta. Omiujom E ce BpIIH oabup
amata 3a crospamimby obpaxy (Ca. 4.2.4.4.). TlomemaBame amaTa ce BPIIM KaO0 W Y MPETXOAHUM

3axBaTuMa. Y KapTULU 800 ce nojienajy kapakrepuctuke pesue mioywnie (Ci. 4.2.4.5. u Cn. 4.2.4.6.).

VY kapTunu 3a MojelIaBamke PekuMa oopaje S ce mojeiiaBa camo 0poj odpraja pagHOT
BpETeHa MpH pe3amy HaBoja (1), MakcuManHa Op3uHa pe3ama (2) U 4ekupameM omuuje Transition ce
yKIbY4yjy Op3u X0 3a npuia3 npunpemky (Ci. 4.2.4.7.).

At | A9 | AT |

& &1l

Name{ T9 External Thread Insert-Holder

=@

Comment:| |

b= Z80m -

- h=25nm

-t

14 =1 Bliam

T3

-l

PERIITY
+ P

s | 4 [ 400 |

Name [ Thread Insert r 0,001 =y
Comment : | |
Machining type: External ~

<<less l

Cnuka 4.2.4.4. Ilooewasarve arama

Geometry ‘ Technology | Feeds 8. Speeds |

Thread angle: |5Ddeg EI
Mose radius (r): |D,21?'mm @
Hand style: Meutral >

Thickness: 3,96mm @
Pitch: |15 =
Thread definition : Pitch I

Insert length (1]: |11r'r'|r'r1 EI
Pitch of thread : |1,5mm @
Tooth ¥ : |Dmm EI
Tooth X: |Dr?2mr'r'l EI
Tooth Z: 0,5mm @
Thread profile: 150 ~

Cnuxka 4.2.4.6. [looewasarve pesne niouuye

Cnuxa 4.2.4.5. U32neo pesne niouuye

Ao | 86 | BeB | G | ARC |

- Feedrate

[[] Automatic compute from tooling Feeds and Speeds

v

=1 I
Angular

4 Transition : Machining

I 5000mm_turn

[[] Replace RAPID by Air cutting feedrate
Air cutting feedrate : '1000mm Him

Angular
Spindie Speed

[[] Automatic compute from tooling Feeds and Speeds

4 Spindle Output

Machining:

l 400turn_mn

Max spindle speed: I 800turn_mn

v Comeute I

Quality: £inich

Cnuka 4.2.4.7. [looewasare pexcuma oopade
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4.2.5 Spot Drilling

Hapennn 3axBaT Koju ce H3BOAU e
3a0ymuBame. 3a0yliMBame ce BpIIM MOMOhy

ommje Spot drilling —Q- [TokperameM oBe
OIIMje OTBapa Ce CTaHAAPIHH MPO30p Kao U Yy
MPETXOIHUM Ollepalifjama.

Y 1npBOj KapTHUIHM 8] ce BpUIH
moJieiaBame u30opa 3a0ymmBama (2), mpuias
amara (1), nyOuna 3alymuBama (4) u TUI

nyoune (3) (Cn. 4.2.5.1.).
VY kapTHIM 3a ToOJemaBamke u300pa

KOHTYpe 8% MOTPeOHO j€ O3HAYUTH YCOHY
MOBPIIMHY O] Koje kpehe 3a0ymuBame 1 TauKy
(1) kpo3 kojy mpomna3u oca 3abymmuBama. (Ci.
4.25.2)

IToxemasame anara ce 00aB/ba UCTO Kao

W y TPETXOAHUM 3axXBaTHMa y KapTHIN S
(Cn.4.25.4).

Kapaxtepuctuke anata Tj. 3a0ymmBaya
cy npeysere u3 SADVIK Catalog Tools 2012. ¥
KapakTepuUCTHKaMa  ajaTa  MojeliaBa  ce
HOMMHAJIHU NIPEYHUK anara (1), yKyrnHa 1y>kKuHa
anara (2), pe3Ha mayxkuHa anara (3), MpPEeYHHUK
npuike anata (4) u pe3nu yrao Bpxa anara (5)
(Cn.4.25.3)).

v KapTuOd 3a IIO0ACIIaBamkC PEeKHUMaA

obpane S ce mojemaBajy Op3uHa Joiacka
(1) u ommacka (4) amarta, 3al0ymuBame (2),
nocmaxk (3), 6p3u xox (5), Op3uHa oOpTama (6) u
MakcuMaiHa Op3uHa ooprama (7) (Ci. 4.2.4.5.).

[TonenraBame 0€30€THOCHUX Tadaka je
HCTO Kao M Y MPETXOHUM OTiepalifjama.

S From Tool Assembly v

Approach clearance (A) : 5mm

Depth mode: e By tip (DY) 5

Plunge mode :

By tip V|2
Plung€tip (Pt) :
Plunge offset (Po) : Omm
Dwell mode: N o7
First compensation : 1 v
Compensation application mode : OtpuE poire o2
Automatic ROTABL : O

Cnuxka 4.2.5.1.11o0ewasarve muna 3abyuusarea

Origin offset : Ofmiomp distance
Top Element
Offset on Check ; Gmed Axis

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

Nominal diameter (D):[10mm
Overall length (L):
Length (1)

Body diameter (db):

Cutting angle (A):

: 0

(CEChTOE ) Closest

Cnuka 4.2.5.3. [lodewasare kapaxmepucmuxa

axzama
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4.2.6 Drilling

Cnenehu 3axsart je Drilling 'g" CITyKH

3a Oymieme 0TBopa. Y KapTHUIH o[ ce BpIIU
nojenaBame u3dopa Oymiema (2), mpunas anara
(1), nybuna Oyiierma y jeanom xoay (4) u usias
anata (3) (Ci. 4.2.6.1).

3a mojemaBamke KOHTYpEe Yy IpYyroj

KapTHIIN ‘e NOTPEOHO je O3HAYUTH YEOHY
MOBPIIMHY O] Koje Kpehe Oylieme u moverak
orBopa u kpaj orBopa (Ci. 4.2.6.2). Ilonue-
[IaBakbe OCTAJIMX IlapaMerapa y OCTaluM
KapTuIlamMa je JeTaJbHO  OO0jalllbeHO Y
MPEeTX01HOj Tauku 4.2.4.

Extension : BlinfdTop Element
Offset on Check ; Bminxed Axis

Closest

7 1 Point
%
1 bm

Input s‘tock’sta‘(us: not computed
Feature : /Producti/Predmet obradeF
Diameter : 1bmm Depth : 44, 23

[3

Origin offset : quump distance ¢ B@mm
dl

|

/

S
3aBpuIHu paj &g
A ? !
3
Dtgégéé | P wp
B R oo el
2
Fower From 'I;ool Assembly v
Approach clearance (A) : o P @
Depth mode: e :By tip (DY) <l
Breakthrough (B) : IOmm g
Plunge mode: e VBytip o2
Plunge tip (Pt) : o l Smm E
Plunge offset (Po) : IOmm E
First compensation : 1 v
Compensation application mode : >Output P o2

Cnuxa 4.2.6.1. I[looewasare muna oyuera

Cnuka 4.2.6.2. [looewasarse konmype

4.2.7 Internal Rought Turning

[Mocnenmwu 3axBar 3a MPBY TEXHOJIOIIKY
oTIepalnjy je YHyTpalllmkha o0paaa Koja ce BpIIu

nomohy Rough Turning "’-%il [Toxperamem oBe
orepanuje otBapa ce mpozop Rough Turning
(Cn.4.2.7.1)).

Pasnuka u3mel)y yHyTpauismbe u crosba-
IIkbe 00pajie Koja je MpeTXOAHO ojalllkbeHa y
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IPBOM 3aXBaTy je caMO Yy ajaTy M INPHIACKy
anmara. Ocraia nozemasama Koja cy ucra.
3a yHyTpaumy o0pany y MpBOj KapTUIH

8(E] noTpeOHO je wm3abpaTd y TMOJbYy
Orientation y mamajyhem menujy Internal.
[ToTpebHO je jom wekupatu u omnmujy Recess
machining (Cn. 4.2.7.1.)

Y kaptumm L 3a TMOJCIIABAE
KOHType mpeaMmera oOpaae M IpUIIpeMKa
noTpeOHO je moceOHO 00PaTUTH MAKY.

Kana ce monemaBa KOHTypa IpHUIIpeMKa H
KOHTypa Tmpeamera oOpaje moTpedHO je a
KOHTypa OyJie 3aTBOpeHa Kako OW yHyTpalimba

oOpaza y NOTIyHOCTH OuIia MCTIpaBHO ojpaleHa
(Cn.4.2.7.2)).

|} 1
VY xkaptunm s y NOTKapTULIH i ‘ce
BpLIM TOJICIABalkhe KapaKTEPUCTHKA ajara.

Omnmmjom R ce BpmuM onabup amara 3a
yHyTpaiwy oopany. [lonemaBame anara Moxe
OWTH Ha OCHOBY KaTaJiora ajaTa Wii Oupatu u3
Beh kpeupane 0a3e mojaTraka W KOJ ajaTa 3a
CroJballmby 00pany.

Strategy | Option l

Roughing mode: ‘Longitudinal V

Orientation: ' Internal M

Location: Back

Machining direction: B e

Part contouring: Last pafh only

| €

4 Recess machining
O Under spindle axis machining

Tool compensation . P9 ) I

Cnuxa 4.2.7.1. [lodewasare ynympauirbe 06pae

End limit mo Nane

Start |imit mode 3

KapaxkTepuctuke Koje ce nojeriasajy cy
HanaaHu yrao Ky, myxxuHa HOxa |1, numeHnsuje
U o0nuk npiike b u h, myxuHa Bpxa HOXa Iz,

mmpuHa Bpxa Hoxa f. YV kaprunm 800 ce
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MOJICIIaBajy KapaKTePUCTHKE PE3HHUX IUIOYHIIA
(Cn. 4.2.73.uCn. 4.2.7.4)).

Pexxumu  obpage ce  mojemiaBajy
MOTITYHO MCTO Kao0 W Y IPBOM 3axBaTy TIEe je
JeTaJbHO 00jallmheHO.

[MomemaBame 0e30€IHOCHUX Tadaka o
MECTy HW3MEHEe ajaTa jeé HCTO Kao U Yy
MIPETXOIHUM oTepanjama re je Beh objamnme-
Ho (Cn. 4.2.7.5.).

At | A | 800 |
ol OlAn]A]
|NEmE|Diamond|nsertr'D,?‘94_4 |_I£I
Comment: | |
-
=
I"-\P
o
O
i
N r=¢, 396mm
Vesd i C=dmm
LRy
“o

Cnuka 4.2.7.3. [looewasarse pe3nux niouuya

& R P [t

s | A | 800 |

Name{ T8 Internal Insert-Holder I_IQJ
Comment:l l
Q«Pc | tr
3 T T T P T ¥ P NwT (15 cr [
| A
o L2 iz .
Cnuka 4.2.7.4. Ooabup arama 3a ynympaurey
0bpady

Cnuka 4.2.7.5. Cumyrayuja kpemarsa pezue niovuye
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&%
&
 f

4.3 JlepuHuCcam€e TEXHOJIOMIKOT MO/IeJIA 32 JAPYTY TEXHOJIOMIKY ONePaIujy

VY npo3opy mocienmer 3axsata omipjom Update input stock M e BpILIU T€HEPUCAHE HOBOT
NpUIPEMKa HAKOH M3BPIICHOT MOCIEAmber 3axBara. [loTpeOHo je y dommepy rae Cy cadyBaHU CBH
(ajnoBH, OTBOPUTH HOBU I'CHEPUCAHN MOJICIT U JIECHUM KJIMKoM Ha Part Body HoBor Moiena 1 KJIMKHY TH
omujy Hide/Show kako Ou mpuka3aid HOBHM T'€HEPHCAHH MOJEN, jep je Mojaenay Owia HCK/bydeHa
BuasbuBocT (Cit. 4.3.1.).

Properties Alt+Enter

E Open Sub-Tree

Define In Wark Object

G cut Citrl

Copy Chil+C

(2 Paste Ctrl+V
Paste Special...

Delete

Cnuka 4.3.1. Hosu mexnonowxu mooein.
I[TomrTo Mopa J1a ce U3BPIIK U3MEHA CTe3amba MpeaMeTa 00pajie, Kako Ou ce 00pajro U IPyTH €0

MpUIIpeMKa Mopa ce (OpMUpaTH HOBH CKIJION MpeaMeTa oOpajie, HOBOT T€HEPHUCAHOT MPHUIIPEMKa H
CTE3HE IJ1aBe Kao Ha ciaunu 4.3.2.

Part Operation ? X

Name: Part Operation.2
Comments:

Mo Description

% Horizontal Lathe Machine.2

:/i\zz | Default reference machining axis for Part Operation.3

&) | Produas

Geometry | Position | Simulstion | Optian | Collisions checking |

[T | /Product3/Predmet obrade/Predmet cbrade/PartBody ]
[T | /Product3/IPM_C3 Pripremak.1_PartBocye-16-15-45-27/1PM_C3 Pripremak.1_PartBod|
é? 4 fixtures selected (for simulation only) : 1- /Product3/MANDRIN 2140-50/CORPS MA|
| No safety plane selected ]
@ Mo traverse box plane selected ‘
£ | No transition plane selected ]
[i} | 1rotary plane selected |

@ ok | @ cancel|

Cnuka 4.3.2. Hosu cxion
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Kana je 3aBpieHO ckiianmame HOBOT CKJIONA, MOTpPeOHO je kpewpaTu HoBu Part Operation u
Manufacturing Program. Hosu Part Operation ce nokpehe cenekroBamem Part Operation.1 u kiukom

Ha HMKOHUILY & Part Operation. Hosu Manufacturing Program kiukoM Ha HWKOHHILY B
Manufacturing Program.

Cra nojemanama Be3aHa 3a Part Operation cy o6janimena Ha mo4eTKy oBe Tauke. [lonemasame
0e30eJHOCHHMX Tauaka O MEeCTy M3MEHE ajaTa jeé MCTO Kao W y MPETXOJHUM olepanujama rae je Beh
o0janrmeHo.

I'pyba obpana he ce m3Bprmtu momohy ommuje Rough Turning , a HaKOH Tpybe obOpaje

It

clIeav 3axBaT MPOo(UIIHOT pe3ama Koju ce 00aBba y3 momoh ommuje Groove Turning Operation =2,
4.4 Groove Turning Operation

3a npoduinHy 00pady y MpBOj KapTHIIN S notpebHO je u3zabpatu y nospy Orientation y
nagajyhem menunjy External. ITorpeGHo je jour wekupatu u omujy Part contouring (Ca. 4.4.1.).

LN

KOHType mpeaMmera obOpaae M IpUIIpeMKa

VY kaptumnm 3a II0JEIIaBambe

Strategy | Option I

noTpeOHO je MOCeOHO OOPaTUTH MaXKkY Kao U
KOJI YHyTpaimimke oOpaae na KoHTypa Oyje
Max depth of level : B, 3mm 6 6
3aTBOpPE€HA KaKo n IIpOPHIHA O0opaaa
Max approach distance : 1, Zm p p (b paz y
noTnyHoctu Owmna wmcnpaBHo oxapahena (Co.
4.4.2).
Orientation: Eitaral S
First plunge position: Right % ~End limit mode : None
Next plunges position: T headetock
4 Grooving by level
& Part contouring
D Under spinale axis machining
Tool compensation ’ . P9 V|
Ch tput point
D GNgs QuipEL poit Input stock status: not computed
Cnuxka 4.4.1. [lodewasarse konmype Cnuka 4.4.2. Ilooewasarse npoghunne obpade
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esB NI :
VY xaprum **Y y motkaptumm  © ce BPLIM MOJEUIABAKE KAPAKTEPUCTHKA anara. Onuujom

I% ce BpimmM ogabup anata 3a npoduiHy obpany. [lomemaBame amata Moke OUTH OKBUPHO HIIM Ha
OCHOBY KaraJiora ajaTta Kao U KOJ ajaTa 3a CIoJballliby 00pay.

Y kaprumu 800 ce momemajy cBe xapakTepuCTHKe PE3HHX IUIOUMIA KAo IITO Cy BUCHHA,
Hanaauu yriaosu, utn (Cn. 4.4.4. u 4.4.5.).

Pexxumu o6pane ce mozemaBajy moTIyHO UCTO Kao M Y MPBOj TEXHOJIOIIKO] ONEpaluju TIe je
JI€TaJbHO 00]allbEHO.

[TonemraBame 6€30€JHOCHUX Tadaka ajaTa je HCTO Kao M Y IIPETXOHUM ofepalnujama rie je Beh

00jaImeHo.
byooveTurnlng.3 ? X
Hame ‘GrooveT}urr.\mg.?» ‘ Geometry | Technology | Compensation |
Comment: ‘No Description ‘ Hand syl
SHE NS Left hand v
Ay [ A | P S A
o | e‘@ 0% 2& | ’eéﬁ | Hand angle (ha): 'MEQ—Q
Insert width (la): ,ngm—@
Clearance angle : Odeg @ B O Q
A | |
i1 | Amd | A0 | Shark cutwidth ([ mm — [2] Name| Groove Insert, 10 | |Q
FQ[ 1|57 B Shank height (0): [Tgmm 3]
= Comment :| |
ame] T11 External Groove Insert-Holder | _Jgj Shanklength 101 [8omm 3]
Comment | \ Shanklength2 (2} [2mm 2] Type: . -
Shank width (b): ﬁ‘s'rm—g
b=1hmm E
d 0
E I
g : —
=
o
< ~ r
J' £ e o _ P
Il tl1=0A, Ym =0, ?mn
<<Less| | a = zmm
 Display tool at: O Default position @ User-defined position _J
- @ 0K I QCancell MI
Cnuxka 4.4.4. Ooabup npounnoe arama Cnuxka 4.4.3. Ooabup npounnoe anama

Geometry | Technology | Feeds & Speeds |

Bottom angle : [0deg =
Leitflankangle: 3 54eg =
Right flank angle:  [35deq =
Left nose radius (11 [3.2mm =
Right nose radius (2[5 2mm =
Height (1) [6mm =
Thickness [2,5mm =
Insert width (la): [3mm =
Clearanceangle:  [Gieg =

Cnuxa 4.4.5. Ooabup npoghunnoe anama
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Cnuka 4.4.6. [lymara anama y nocieorwem 3axeamy

peration.1

| Change.1 Turning Tool t-Holder

gh Turning.1 [Computed)

=
Jwea Profile Finish Turning.1 (Computed)

A
4 Tool Change.1 T2 Spot Drill D 15

e.5 Turhing Tool nbly.1_¢ Internal Insert-Holder
mputed)

A

=4 Turning Tool Change.6 Turning Tool rhal Thread Insert-Hol

i Thread Tuming.1 (Computed)

[

Turning Tool Chan
=
Jumi gh Turnin

Turning Tool -Holder
mputed)

S

Ini—s Profile Finish Turni mputed)
Turning

Cnuka 4.4.7. Yxynnu mexnonowxu mooen
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5. Tenepucame NC Koaa

[Ipe wero mTo ce wu3Bpmu TeHepucame NC koma, MOTpeOHO je H3BPIIUTH IOJCIIABAHE
MOCTIPOIIECOpa.
| kopak:
Tools— Options— Machining— Output
Il kopak: Kao nocrnpornecop nzabpatu IMS®
Il xopak: ¥V nosea Tool path, NC Doc u NC Code, onesska Tool Path files, NC Code output and
Documentation Location, yHeTu skeJbeHe JIOKalrje 3a CMEIITaj TeHeprcaHux ¢ajirosa, HIIp:
» Tool path: C:\Users\Nesko\Desktop\ZAVRSNI\C3\NC kod
» NC Doc: C:\Users\Nesko\Desktop\ZAVRSNI\C3\NC kod,
» NC Code: C:\Users\Nesko\Desktop\ZAVRSNI\C3\NC kod
IV kopak: VY nosey Extension tpeba na Oyne ynucana excrenzuja CATNCCode.

' Options

.F Options

General l Resources | Operation ‘ Output I Program | Photo/Video
==l General L!;‘ @ Store tool path in the current document

&1 Display O Store tool path in an external file

= Compatibility Tool Path Edition

W% parameters and Meas. 47/ '3 Edit Tool Path is available

‘fﬁ Devices and Virtual Re Machining Axis Origin -

: 2 - .
xj\y [] Fixed on the part after table rotation
0‘. Infrastructure i
} During Tool Path Computation -
= i i - GEA
MechanicalBesian (] a 'd Store contact points in tool path

T shape Tool Qutput Point

~ . Analysis & Simulation @ @ Tool Tip
L | AEC Plant O Tool Center
(O Tool Center for Ball End Tools

Tool Path files, NC Code output and NC Documentation Location -

I—_;’: STL Rapid Prototyping X 5
T — b Tool path: 7] Store at the same location as the CATProcess

DigitalMackyp q Ci\Users\Nesko\Desktop\ZAVRSNI\C3\NC kod =
Equipment & Systems Video resu

* [] Store at the same location as the CATProcess

Digital Process for Manut | C:\Users\Nesko\Desktop\ZAVRSNINC3\NC ked l
NC Do C:\Users\Nesko\Desktop\ZAVRSNINC3\NC keod
Machining Simulation
NC Cod C:\Users\Nesko\Desktop\ZAVRSNINC3\NC ked
Ergonomics Design & An Extensi CATNCCode
- Knowledgeware ] )
During NC Code Generation -
EBRRY :.gé:m“ [[] Do not generate NC Code if MO is not uptodate

@ OK

Cnuka 5.1. [looewasare nocmnpoyecopa
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N3 PPR crabna Momena, AeCHMM TacTepoM omabparu neduuucanu mporpam Manufacturing
Program.l, y konTekcTyamHoM MeHHjy, u u3 ommuje Manufacturing Program.l Object omabpatu

Generate NC Code Interactively (Cn. 5.2).

¥R

Center graph
Reframe On

Delete

NEESYBBD @ fd " @S 5

Alt+Enter

&4 Start Video Simulation using NC Code i
"l.!~ Simulate Machine using NC Code

] a Replay Tool Path
g‘ Start Video Simulation using Tool Path
9!, Simulate Machine using Tool Path

Quick Check on Simulation

Compute Tool Path

Remove Tool Path

(& Lock Children
Unlock Children
Lock Tool Path
Unlock Tool Path

Ctrl+X Remoye Video Result
Ctrl+C P

@ Generate NC Code Interactively
Ctrl+V =

Display NC File

g# Generate Tool Changes

Delete Generated Tool Changes

Manufacturing Program.1 object L4
@ﬁ Generate Machine Rotations

Delete Generated Machine Rotations

Update Computed Input Stock Status
Compute Input Stock and Tool Path

Cnuxka 5.2. I'enepucarwe NC kooa

VY kaprunu In/Out, mposzopa Generate
Output Interactively, uzadbparu NC Code y
nosby NC data type (Cu. 5.3).

VY nosey Output File ynetu nokamujy 3a
cMmenraj (ajiaosa, HIIP:
C:\Users\Nesko\Desktop\ZAVRSNIN\C3\NC kod

VY xaprumm NC Code wmzabpatu Bpcty
mocrtaporecopa Fanuc_18i.pp (Ci. 5.4)

CenexroBat omimjy by machining
operation, 3aTHM aKTHBUpPAmbEM KOMaHEC
Execute Bpru ce reaepucame NC mporpama.

OBUM  TIOCTYIIKOM  j&  W3BPIIEHO
reaepucame NC xona xoju HajOImKe oAroBapa
yOpaBJbaykoj jeAUHHUIIM MAaIIUHE KOjy KOpH-
ctumo. [Iporpam je reHepucan kao dajm y
OKBUpPY KoOra cy oOjeIum-eHe CBE orepanuje y
OKBHPY jeTHOT cTe3ama 1 Kao BuIle (pajiosa rjae
je 3a cBaky omnepauujy (opmupan mnoceban
nporpaMm. OBO ce TPaKTHKyje y ClIydajeBUMa
KaJla je MeMopHja MaluHe npeonTepehena, ma
HUje Moryhe mpebanuBame eIor mporpama.

Generate NC Output Interactively 7 x

In/Out | Tool motions Formatting MC Code

Input

ﬁ Input CATProcess :
ChlUsersiMNesko'\Desktoph\ZAVRSMMNCI\Mowi. CATProce
Selection ) Part Operations

=] Programs

Manufacturing Program. 1

Manufacturing Program.3

Resulting NC Data

[ NC data type NC Code e
Onefile.. (i for all selected programs
) by program
@ by machining operation

Output File:

[ Stare at the same location as the CATProcess

[ C\Users\Nesko\ Desktop\ZAVRSNICI\NC kodNovi_t] .. |
= Replace like-named file

CATProcess after NC data generation
ﬁ [] Sawe input CATProcess :

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

Cnuxa 5.3. INooewasamwe 2enepucarve NC kooa

61



bBophe M. Hemkosuh

3aBpuIHu paj

Generate NC Output Interactively ? X

In/Out

IMS Post-processor file
fadal v|? l

fadal A
fagor800
fagor8025
fagor8055
fanuc0
fanuclim
fanuc15b
fanuci15i
fanuc16b
fanuc16c
fanuc16i

Tool motions | Formatting [ NC Code

fanuc18i_1
fanuc18i_2
fanuci18i_3
fanuc18i_4
fanucl18i_5
fanuc21b

fanuc21i
fanuc5x_abtable
ferrari-e132v

fidia

haas
heidenhain-iso
heidenhain407
heidenhain410_426
heidenhain530
higerman
hurco-bnc
hurco-isnc v

Execute I
Close I

Cnuka 5.4. Odabup nocmnpoyecopa mauiune

Ha mnoTmyHO HWCTH HayMH C€ BpIIU
reHepUCame KoJa U 3a Jpyro cresame Tj. Part
Operation 2. Tlpe Hero mTo ce mporpam npeHece
y MEMOpHjy MallliHe, TOTPEOHO je U3BPUIUTH
KOpEKIje mporpama.

Kopekiyje koje ce Mopajy U3BpPIIUTH CY
Opucame KoMeHTapa (I[PBEHU IPABOYTaOHUK
ciuke 6.5 u 6.6.) Koje J0/1aje mporpaM U KOpH-
roBambe JIMHKja IIporpama Kako He O JIOILIO JI0
HE)KEJHCHOT HauMHa pajia.

Kopekija nporpama ce Moxke H3BPIIU-
TH y CIHEUHUjATU30BaHUM MPOrpaMUMa 32 CUMY-
nmupame u ypehuBame nporpama, mip: CIMCO
Edit V6 nau Notpad.

) Novi_Manufacturing_Program_1 - Notepad - u] X

ile Edit Format View Help

* INTELLIGENT MANUFACTORY SOFTWARE WWW.IMS-SOFTWARE.COM
* IMSPOST VERSION : 7.4R
ok USER VERSION : 1

Fi
(
(
(
(

* % ow

01000
|[CTOOL DATA : T1 EXTERNAL INSERT-HOLDER,T1 EXTERNAL INSERT-HOLDER, TURNING TOOLASSEMBLY.1 )]

N2 11 M6

N3 GO X40. 51300 M4

N4 G43.4 Z-74.5 H1

N5 G1 G95 Z-2.794 F.25

N6 X29.294

N7 G94 Z-.794 F150.

N8 G95 726.706 F.25

N9 G94 X29.506 726.494 F150.

N10 GO Z-2.794

N11 X27.794

N12 G1 Z-.794

N13 G95 726.706 F.25 v
< >

Cnuxka 5.5. Kopuzosarwe npocpama 3a npgy

MEeXHOJIOUKY onepauujy

Nj Movi_Manufacturing_Program_3 - Notepad
File Edit Format Yiew Help

* IMSPOST VERSION : 7.4R
* USER VERSION : 1

= INTELLIGENT MANUFACTORY SOFTWARE WWW.IMS-SOFTWARE.COM

.
P ot o o e

N1 G55 G8@ G4@ G99 G17 G94 G49 G98
Oleee

[ TOOL DATA : T1 EXTERNAL INSERT-HOLDER,T1 EXTERNAL INSERT-HOLDER,TURNING TOOLASSEMBLY.1 ]

M2 T1 Me

N3 G@ X40. 51200 M4
M4 G43.4 Z-150. H1

N5 G1 G953 Z-5.294 F.3
N X28.976

N7 G94 7-3.294 F158.
N8 G95 Z47.286 F.3

N9 X29.188 746.994 F15@.
N1B G@ Z-5.294

N1l X26.158

N12 G1 G94 7-3.294
N13 G95 Z47.206 F.3

<

]
>

Cnuka 5.6. Kopuzosarwe npozpama 3a Opy2y mexHoiouwKy onepayujy
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0. Peanm3anuja renepucaHor Koaa y peajJHuM ycJI0BHMA

Tectupame xona u3BpLIeHO je y npeaysehy ,,MunaHoBuh HHXEHEPUHT 11.0.0.“ y NEPUOLY Of
15.-18. jyna 2016. ronune.

6.1 Kapakrepuctuke CNC mamuHe

MamwuHa Ha K0joj ce m3Boau obpana pezameM je HAAS ST30. Vrpasipauka jeAMHAIIA MaIIHHE
Fanuc.
Kapakrepucruke mammne cy ciezaehe:
Benuuuna cresne rmase: 254 mm Makcumainuu 6poj obpraja: 3400 o/min
MakcumanHu ayxuHa pe3ama: 660 mm Cuara motopa: 22.4 kW
bpoj anata y marauuny: 12
Kperame mo X ocu: 318 mm

Cnuxa 6.1.1. HAAS ST30

6.2 Kapakrtepucruke Mmatepujaia

Marepujan npumnpemxka je C0361, noGujeH je oxcenamem nonydadprkara mumersuja @60x6000
mm. Kaxko ce ceuemeM Ha MAIIMHCKO] TECTEPU HE MOTY JOOUTH Ta4yHE TUMEH3H]E TPUTTPEMKaA IIOTPEOHO
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je M3BPIINTH paBHame 0a3HUX CTPaHMIA HA YHHBEP3AJIHOM CTPYTY U JOpaja Ha 3aXT€BaHy Mepy IpH-
npemka P60x80.

6.3 Tpancdep NC koaa Ha ynpaB/bauky jelMHUIY MaIlIUHE

HcnpaBka koJja MOXKE Jia ce€ BpIIM Ha padyHapy WJIM JAWPEKTHO HA YNPaBJbAYKOj jEIAWHHIIM.
Kopurosame NC koxa ce joumr moxke BpIMTH y oiroBapajyhum cumynatopuma. Ha ciunm 6.3.1 je
MIPUKA3aHO KaKo oreparep UCIpaBiba NOTpeOHE JMHU]jE KOJla Koje Cy O3HaueHe Ha ciukama 6.5 u 6.6.

Cnhuxa 6.3.1. [looewasamwe npocpama 3a Cnuxa 6.3.2. Cumynuparbe ynemoz npozpama
YNpasbauKy jeOuHuyy

Ha cnumm 6.3.2 je mpukaszaHa cuMyJialidja Koja HaKOH UCIPABKe TI0jeTMHUX PEIOBa, a TIOTOM j€
M3BPIIIEHO MMOCTaBJbakhe MPHUIIPEMKa U IOTPEOHMX ajlaTa 3a u3paay npeamera oopaze (Ci 6.3.3.).

Cnuka 6.3.3. [locmasmarbe npunpemka y cmesmy 2nagy
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Cnuka 6.3.4. [ pyba u ¢huna obpaoa (npsu 3axeam)

: 7

Cnuka 6.3.5. H3pada nasoja u 3a6yuusarve

Ha ciukama 6.

34n 635

npUKa3aHu cy oOpariu

HaKOH MpBOT

U Jpyror

3axBaTa, TJe Cy U3BpIICHE

cienehe omepaumje: rpy-
0a oOpana, ¢puna obpana,

Hape3UBambE
3a0yITUBamE.

HaBoja W




bBophe M. Hemkosuh

Cnuka 6.3.6. Yemepmu 3axeam (Oywierve) Cnuka 6.3.7. Ynympawra obpada

Ha cnukama 6.3.6 u 6.3.7
npuKa3aHu Ccy oOpaTiu

HAKOH OylIema U YHyTpa-
nmbe obpane, JOK je Ha
cmuu  6.3.8  mpukasaH
oOpajak cripeMas 3a Apy-
Iy TEXHOJIOIIKY OTepaly-
jy. Ha crutu 6.3.9 je npu-
Ka3aH TOTOB TpPEIAMET
oOpane HAKOH Apyre Te-
XHOJIOIITKE OTIepaIyje.

Cfma 6.3.9. T omos oeo
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/. TaGesie mpenopy4eHnx napaMerapa

Tabena 1. Jlooayu 3a nonpeuny obpady cmpyearoem

L 63;&
\
_/L_____ A
N
B2p I B1p
H D
Jonarax sa | Tpeusn oMuHaHU npeyHuk D, [mm]
o6pa, D, [mm] 18 | 18-50 | 297 | 120 | mpexo
pany ’ Ho 120 | 260 | 260
10 18 0.9 1.0 11
HOH"‘TQK“ 18-50 11 1.2 13 15
ré’yay 50-120 14 15 16 18 1.9
:Tpfa’i 120-260 | 18 19 20 21 23
o ephf 5 260-500 | 2.4 25 26 27 29
1p
MPeKo
mm
[mm] £00 2.7 2.8 2.9 3.0 3.2
10 18 0.6 07 08
Jlomarak 3a =4 =1 0.7 08 | 09 | 09
Odgngy 50-120 0.9 0.9 1.0 1.0 11
CTpfay_ 120260 | 1.0 11 11 12 13
. eplj 5, 260-500 | 1.2 13 13 1.4 15
p
MpeKo
mm
[mm] £00 1.4 1.4 15 1.5 1.6
[Mupuna
Oxcename HoXa B 2 4 5 7 8-11
[mm]

Tabena 2. Ilpenopyuene spednocmu 3a epyody nonpeuny o60pady cmpyearbem

Hy6una pesama a 9 3 4 5
[mm]
Kopak S [mm/o] 0.4-1.0 0.35-0.6 0.3-0.5 0.3-0.4
Taoena 3. I[Ipenopyuene epeonocmu kopaka S [mm/0] 3a z3aspwry nonpeuny 060pady cmpyearsem
Bpcra oGpae [Mpeunuk peamera obpane D, [mm]
1o 30 30-60 60-100 100-150 150-300
3aBpIIHA 0.15-0.20 0.2-05 0.3-4 0.35-0.50 0.4-0.7
¢duHa 0.08-0.15 0.15-0.25 0.25-0.35 0.3-0.4 0.35-0.50
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Ta6ena 4. /Jooayu 3a ¢uny cnomsawry o6pady cmpyearem o, [mm]

Hyxuna npeamera oopaze L, [mm]

IIpeunux
D, [mm] 10 100 | 100-250 | 250-400 | 400-630 fggé 11%%%' 12%%%
70 10 0.7 0.8 0.8 0.9
10-18 0.7 0.8 0.9 1.0 1.1
18-30 0.8 0.9 0.9 1.0 1.2 15
30-50 0.9 0.9 1.0 11 13 15 1.9
50-80 1.0 1.0 1.1 1.2 1.4 16 2
80-120 1.1 1.1 1.2 13 15 1.7 2.1
120-180 11 1.2 13 1.4 15 18 2.2
180-260 1.2 13 1.4 15 1.6 1.9 2.3
260-360 13 1.4 15 16 1.7 2 2.4
360-500 15 15 1.6 1.7 1.9 2.1 2.5

Tabena 5. [Ipenopyuene spednocmu kopaxa 3a epyoo cmpyearse aramuma o0 b4 u TM 3a uerux u venuunu aus

IMpeunuk Kopak S [mm/0] 3a ny6uny pesama a, [mm]
D, [mm] no3 3-5 5-8 8-12 npeko 12
10 20 0.3-0.4
20-40 0.4 0.3-04
40-60 0.5-0.9 0.4-0.8 0.3-0.7
60-100 0.6-1.2 0.5-1.1 0.5-0.9 0.4-0.8
100-200 0.8-1.3 0.7-1.2 0.6-1.0 0.5-0.9
200-400 11-14 1.0-1.3 0.7-1.2 0.6-1.2 0.4-1.1
400-600 1.2-15 1.0-1.4 0.8-1.3 0.6-1.3 0.4-1.2

68



Bophe M. Hemikosuh 3aBpiHM paj ’F,‘

Tabena 6. JJooayu 3a (puny ynympawrsy o6pady cmpyearsem o2 [mm]

.--’llI
e .
( : —t
Y c
o — Hyxuna npeameta odopane L, [mm]
D, [mm] gg 63-100 | 100-160 | 160-250 | 250-400 | 400-630
1o 10 0.9
10-18 1.0 1.0
18-30 1.1 1.1 11
30-50 1.1 1.2 1.2 1.2
50-80 1.2 1.2 13 1.3 1.4
80-120 1.3 1.3 1.3 14 1.5 1.6
120-180 14 14 15 15 1.6 1.7
180-260 | 1.5 15 1.6 1.6 1.7 1.8
260-360 | 1.6 1.6 1.7 1.7 1.8 1.9

Tabena 7. [Ipenopyuene spednocmu xopaxa 3a epyoo cmpyearse anamuma o0 b4 u TM 3a uerux u yeruunu aus

IMpeunuk Kopak S [mm/0] 3a ny6uny pe3ama a, [mm]
D, [mm] no3 3-5 5-8 8-12 npeko 12
10 20 0.3-0.4
20-40 0.4 0.3-0.4
40-60 0.5-0.9 0.4-0.8 0.3-0.7
60-100 0.6-1.2 0.5-1.1 0.5-0.9 0.4-0.8
100-200 0.8-1.3 0.7-1.2 0.6-1.0 0.5-0.9
200-400 11-14 1.0-1.3 0.7-1.2 0.6-1.2 0.4-1.1
400-600 1.2-15 1.0-14 0.8-1.3 0.6-1.3 0.4-1.2

Taéena 8. [Ipenopyuene epeonocmu Kkopaxa 3a 3a8puiio cmpyeare anramuma 00 b9 u TM

Kraca Martepujan npeameTa Panwmjyc Bpxa Hoka r, [mm]
XpamnaBoCTH oOpaze r=0.5 r=1 r=1.5 ‘ r=2
Yok 0.20-030 | 0.30-045 0.35-0.50

N8 ;

Cugn e 1 06ojern 0.15-025 | 0.20-0.40 0.30-0.50 0.35-0.50
MaTepHjaiu

Yeux 011-0.18 | 0.14-024 0.16-0.28 0.18-0.32

N7 Cuign e 1 06ojern 0.10-015 | 0.12-0.20 0.15-0.30 0.20-0.35
MaTepHjaiu
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8. 3ak/byuax

ITpumena caBpemennx CAD/CAM cucreMa HHKEmEprUMa MpysKa 3HAYAJHO OJIAKIIAE Y MPOIECY
MOJIETTUPaba TEXHOJIOIIKKMX MOCTyIaKka odpaje, alld yjeHO 3aXTeBa U 100pO MO3HABAKkE TEXHOJIOTH]e
o0pajie MeTana pe3ameM, ajata u mpuoopa, 0COOMHA U KapaKTEPUCTHKA MaTepHjaia, IITo MpecTaBiba
Y JIOJJaTHH M3a30B.

Edukacna mammucka oOpaja AaHAIIBUIE 3aXTeBa MOTIYHO HOB HPUCTYI Yy TPOjEKTOBAmbY
TEXHOJIOTHje 00paae koja Tpeba ma omoryhm MmelycoOHy crpery CBHX TEXHOJIOIIKMX MapaMmerapa
oOpaze, Kao MMTO Cy TIpe cBera Op3WHa pe3ama U Op3WHAa MOMONHOT KpeTama y 3aBUCHOCTH O]
MaTepHjasia oOparka, KapaKTepHCTHKa MallMHE W ajlaTa M TPEHYTHE 3allpeMHHE MaTepHjaiia Koja ce
yKJIama 13 30He o0pajae. Kornrponom pusnykux BeaudnHa Koje ce jaBibajy Kao rnocieania mehycodHor
JiejCcTBa aylata Ha oOpajiak MPUIMKOM pe3ama Moryhe je ocTBapuTH 3HATHO OIITPHUjE peKuMe odpaje y
OJIHOCY Ha mocTtojehe TexHoyiorhje oOpaje BHCOKMM Op3uMHamMa pe3ama W TaKO OCTBAPUTH 3HAYAJHO
noBehawe mnpoaykTuBHOCTH. OBakaB MPHCTYN MAaIIMHCKO] oOpamu 3axteBa uHTenureHuujy CAM
coTBepa J1a JOHOCU OJUTYKE y PEaTHOM BPEMEHY M ONTHMHU3Yje IyTame ajlaTa y LUjby OJp)KaBama
KOHCTAaHTEe CHJIE pe3ama TOKOM LEJOKYIHOT mporeca oOpane. Ha oBaj HaumH y Bennoj Mepu
PO/ Ty>KaBaMO BEK Tpajara Pe3HOr ajlaTa, a yjeaHo 1o0ujamo u 60JpHu KBaIuTeT 0OpaheHe moBpimHe.

CNC TexHosOTMja M MalllMHE Cy H3y3€THO IOYy3[aHe jep Cy CMameHe MOryhHOCTH TIpeniaka
npuiaukoM pana. Jbyncku ¢aktop je mpucyTaH amM je MOTYNHOCT TpeliKe JalieKo Mama HEro KO.
MaHYEJITHOT CUCTeMa KOHTPOJIC MallluHe.

Hekanamma m3pama Mojena W MPOTOTUIIOBA OWila je MyKOTpHHa a naHac, 3axBasbyjyhy CNC
TEXHOJIOTHjU M MallMHamMa, OBaj NpOIEC C€ MHOro Jakme u Opke KOHTPOJMIIE M peaiu3syje.
Konctpykropu kpeupajy mozaene mpousBoga y CAD wmoxgynuma PLM cucrema, a TexHoi03U
ynoTnymyjy nepuaunujy npomsBoga y CAM moxymuMa Kpo3 MOCTYNKE KpeHpama TEXHOJIOUIKUX
Monena. M3na3 u3 oBor mporeca npenactaBba NC mporpam kojuM ce 00e30ehyje koHauHa u3paaa
npou3Boja. Tpeba HarmacuTH Ja caBpeMeHe MallnHe UMajy MoryhHOCTH paia y Bulie oca (yoOndajeHo
4 win 5).

Cse Hac oBO ynyhyje Ha capa/ilby 0OIHOCHO TUMCKH pajl, KOjH je KJby4aH 3a cBe (paze pa3Boja v u3paje
MIPOU3BOJIA.
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