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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

MOPDOIIOIHEH ME
TTAPAMOP®P2Z H
TN METAANNLN

S1apopPpwon v Osppm
©¢eppn 'EAaon (Hot Rolling)
>¢pupnAatnon (Forging)
Micon ev Ogpuw
E€wOnon (Extrusion)

Yo)p1 Slopopemon
Yoypn €éhoon (Cold Rolling)
OAx1| (Drawing)
Babeia koidavon (Deep Drawing)
Amndtunon (shearing)
[TeprtoAEn 1 meprwOnon (spinning)
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H owapopoowon &v
Ocpno Oeppoxpacia
LEYOAVTEPT OTTO TN
Oepuoxpacia
AVOKPVGTAAAMGONG
nepimov mévw and 10
NGV NG ATOAVTNG
Oepuoxpaciog tENC
0V peTdArov. Otav
yiveton o€
Oepuoxpacia
TEPPAAAOVTOC
utkpotepn tov 0.3 g
ATOALTNG
Oepuoxpaciog tENC
gxovpe yoypn
owanopemon.



2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

KATEPYAOIEC NApAPOPPWONC OYKOU
>(pupnAaTnon
'EAaon
E€wbnon
OAkn

KaTEPYAOIEC NAPAPOPPWONCG EAACHATOC
AnoTunon

Kapyn
BaBeia koihavon

Mepiwbnon
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ZXOAH MHXANIKQN MAPAIQIMH & AIOIKHXZHZ - N. TooupBeAoudng

OAKH

https://www.yvoutube.com/watch2v=YILWBM2e5qgo

2YNUOTIKY avaTapdoTacH 0AKHS PAfoov uéco amo unTpa.

TEXNOAOTIATIAPAIQIHz 2


https://www.youtube.com/watch?v=YlLWBM2e5qg

2XOAH MHXANIKQN MAPAIQIrH% & AIOIKHXZHZ - N. TooupReAoudng

Ao A

Wi

Ao givon 1 apykn dtatoun g papodov
A n dwaToun ¢ papoov mov eEEpyETOL OTd T UNTPOL

R=Ao/A AOYOC GTEVOGTC

o 10eat) oikn (opoyeving mopapdpe®on, damovcio TPPNG), N TPUYUOTIKY
TOPOUOPPOOT -

e=In(Ao/A)=In(L/Lo)=In(R)

6mov L ko LO 1o tedikd Kot 1o apyikd UIKog TS pAPoov LETA Kot TPV THV OAKN
avTicTOoY .
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2XOAH MHXANIKQN MAPAIQIrH% & AIOIKHXZHZ - N. TooupReAoudng

To €pyo u avd povada 6ykov givart:

u=oé&
[ToAamhactalovtac pe Tov 0YKo TG paPoov £xovue T0 GLVOMKO £pyo:
W=AoLou

To £€pyo avtd mopdyetal amd TNV EPEAKLOTIKN dVvaun 1 omoia dtavvetl owdotnuo L. H
OUVOUT QLTI IGOVTAL LE TNV EPEAKVGTIKT TAOT G €Nl TNV TEAIKT] empavela A. Apa:

W=ALo
Eme1dn woyvel n apyn 61t pnone Tov dyKov EYOVLLE:
AoLo=AL

Onodte e€lom@VOVTOS TIC OVO EKPPAGELS Y1 TO £PYO EYOVUE TEMKAL:

oc=u=0&=0InR
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2XOAH MHXANIKQN MAPAIQIrH% & AIOIKHXZHZ - N. TooupReAoudng

H péon mpaypatikn tdon (av to vAko akoAovBel tnv e€icmwon Hollomon) eivat:

_ Keg”"
(7:

n+1

omtov K 1 otafepd avioyng kot 1 0 cuvteleotic evootpayvvonc. H epelkvotiki
TAONG OAKNG :

n
O'ZK(9 In R
n + 1

Avtiotorga n ePeAKVOTIKT dOvaun dideTat:

Ke"
n+1

In R

F=04=4
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

OAKH -1

Telko oy papoov

Epelkvotikn
téomn

[Tieon o1
Hpa €

—t=In(A0/A)

EIZOAOX EZ0OAO

A 4
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

OAKH-2

-~
-~
~

Ao

BEATIZTH F'QNIA

' SIS

Pulling force

MEIQEH AIATOMHE (%)
> 0.8 45\,—/
(e} ’
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

ANMOTMHZH
FENIKA |

=

AnoTunon: TUNMAa ehacuaTtoc anoXwpileTal
ano To unoAoIno eAaocpa pe Tn Ponbeia
KaTAaAANAOU KOMNTIKOU EPYAAEIOU TO OMOIO
odnyeiTalr ano npeaa.

XpNOIUOMOIEITAl YIa TNV KOMN MHETAAANKWV
VOUIOMATWV, OIoKiwv K.A.N.  (evTeEAWC
kaBopiouevec OIAOTATEIC).
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2XOAH MHXANIKQN MAPAIQIrH% & AIOIKHXZHZ - N. TooupReAoudng

ANOTMHZH-1

1-To €uBoAo woeital TTpog 1O

EANaOPa (EAQOTIKG KAl TN CUVEXEID
TTAQOTIKA) |
2-To €uBoAo sioxwpei oTo EAacpa- :
dIaTuNON. :
3-0Ot1av £xel HEIWBEI apKETA N :
dlaTopr Tou eAdopuaToc, |

| EMBOAO

TTpoKaAgiTal Bpauan Tou
eAdopaTtog, OTaV Ol TACEIG

UTTEPBOUY (ASYW EiWOTG TS o e
OIaTOUNG) TO Oplo Bpavong Tou |
UAIKOU.
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

AMNMOTMHZH-2

O1 @aceig TnG Konng

TOU eNaoNaToc
anoTun@vovTal oTn
Hopopn ™G
anoTUNUEVNG
£NIPAVEIAC TOU
eAAOUATOC

Cleqrance

i

Burr

Fracture zone

Shear zone

Roll-over

(a) y l

{ ‘ It: stock thickness T

Die
— |<— ¢=Clearance

- {0

Shearing \

L

b
(b) JF

Plastic deformation N

Fracture

Plastic
- -—¢ deformation
I — Shear
l — Fracture
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

ANOTMH2H-3

Ductile fracture«

Sheared edge

Det WD —— 200 um
Sk 43 Hivao

WORKHOLDING UPPER BLADE

(MOVEABLE)
4

PUNCH

WORKPIECE LENGTH

WORKPIECE

FRACTURE

LOWER BLADE
(STATIONARY)
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

AMNMOTMHZH-4

BEATIOTO OI1GKevo: 4 €wC 8 % TOU nAYouC Tou eAaopaTtoc. Auo
EUNEIPIKEC OXEDEIC NAXOUC t Tou EAAoPATOC:
t <3 mm c = 0.007t(CoB)1/2
t >3 mm c = (0.007 t — 0.005) (C oB)1/2

onou oB To Oplo Bpauonc oc epeAkuopo, C=o01ab. (0.7)

Avvapn anotpnons: F=Costl

| +o MNKOC TNC NEPILMETPOU KOMNC
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2ZXOAH MHXANIKQN MAPAIQIMrH & AIOIKHXZHZ - N. TooupReAoudng

AMOTMHZH-5

Force

Stock
thickness

N\

0
—n—

Punch travel —»
(a)

Force

(b)

Auénon Tou
AITAITOULIEVOU EPYOU
amrorunons (eupadov
KArw armo 1IC
KAUTTUAECQ) uE EKAoyn
un BEATIOTOU SI1akévou
(repitrrwon b). Kai

BEATIOTOU (TTEPiTITWON
a) —KATA TO NMIOU EVTOC
TOU EAACUATOC

Punch travel
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> XOAH MHXANIKQN MAPAIQrHz & AIOIKHZHX - N. TooupBeAoudng

ANMOTMHZH-6

TEXNOAOTIATIAPAIQIHz 2



> XOAH MHXANIKQN MAPAIQrHz & AIOIKHZHX - N. TooupBeAoudng

ANMOTMHZH-7

(a) (b) (c) (d)
Blank
Shear thickness
angle ! P‘f“Ch Die
Punch : e
Y .
o g @
= — e
Die Bevel shear Double-bevel shear Convex shear
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> XOAH MHXANIKQN MAPAIQrHz & AIOIKHZHX - N. TooupBeAoudng

AMNMOTMHZH-8

€ o t
Blanking
e L] [t
% % s N
i . T )\
- washer Finished washer . Strip
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