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2uvtopoypadleg

RP Tayela MpwTtotumnonoinon

CAD xeblaon pe tn BonBela umoloyloth

CAM Kataokeun pe tn BonBela umoAoyLotn

CNC  Mnyavn aplBunTtikol eA€yxou HECW UTIOAOYLOTN

AM  Texvoloyia MpooBetikng Kataokeung

SLA  ItepeoABoypadia

FDM Movtelonoinon Zuvtnkopevng EvanoBeong

LOM EAaopoatomnolnpévn Kataokeur) AVTIKELLEVWV

DED Texvoloyieg Apeong Evepyelaknc TormoBétnong

LENS Mnyxavikr) EAaopatomnoinon xwpic Alapopdpwon

EBM Texvoloyia Tréng pe xprion Aktivag HAektpoviou

3DP  Teyxvoloyia Tplobidaotatng Ektunwong

SLS Ertidektikn Mupoouocowpdtwon pe Aélep

ASTM Apepikavikog ZUAAoyog EAEyxou Kal YALKwV

AMSC Opyaviopog Zuvepyatikng Tunonoinong twv TexvoAoywwv AM
ISO  Awebvrg Opyaviopog Miotonoinong

ASME Apepikavikn Etatpeia MnxavoAoywv Mnxavikwv

AWS Apepikavikn Etatpeia ZuykOAAnong

FFF  Kataokeun EAeUBepng Mopdrn ¢ / Kataokeur pe uvtnén Nipatog
DDM Apeon Wndlakn Kataokeun

NIST EBviko lvotitouto Miotomnotoswy Kal TexvoAoyiag
DMLS Texvoloyia Apeong Zuvtnéng MetaAAou pe xprion Aélep
CMB  Mnyavn EAeyxopevwv MetaAAikwyv Kataokeuwv

MIM  Aepyaocia Mopdomnoinong pe Eyxuon MetdAAou

MANEMIZTHMIO AYTIKHZ ATTIKHZ |TMHMA MHXANOAOIQN MHXANIKQN



MANEMIZTHMIO AYTIKHZ ATTIKHZ | KOTZANAZ MAPIOZ

DMD Zuothuata Aupeong AnoBeong MetaAAwv

SLM  Mé€B0b0o¢ EmAekTikng TAENG He xprion Aélep

PBF  XUvtnén Ikovng oe KAivn

LENS KaBapry Mnxaviki Mopdomnoinon pe xprion Aélep
FEM MéBobdog MNemepacuévwy IToleiwy

FEA  AvdAuon MNemepaopévwy ZTolxelwy

FAA  Ynnpeoia MoAwtikng Aepomnopiag twv HMNA

AFRL Epyaotnplo Epeuvac MNoAepikng Aspomopiag
GD&T TlewETPIKEC SLOOTATELG KOl OVOXEC

Q&C MNowodtnta kat Motomnoinon

R&D ‘Epeuva katl Avamtuén

NDI  Mé£Bodog un Kataotpodikwv Embewprioewyv

PM  Zkovn yia MetaAAoOUpYIKEC Alepyacieg

IMTS Awebvn Napouciaon Kataokeuaotikng TexvoAoylag
SEM  Mikpookorio Zapwong HAektpoviou

RPI Etalpia Rapid Product Innovations

POM Etaipia Precision Optical Manufacturing

LPF  Awapopowaon Ikovng pe xprnon Aélep

LC YtaBepomoinon pe xprion Aéllep

EBDM Apeon Kataokeun pe xprion Aktivag HAektpoviou
DPM  Wndouakn YAomoinon Mepwv

PTA-SFFF Metadopd Tofou MAdopatog pe Emdektiki Kataokeur EAe0Bepng Mopodng
IFF Aapopowon e 0vinén loviwv

UAM MpooBetikn Kataokeur) pe Ymeprxoug

SMD Evamébeon Ixnuatlopevou MetdaAlou

GTAW ZuykoAAnon Toou Aegpiou BoAdpapiou

HW-GTAW  ZuykoAAnon Té€ou Agpiou BoAdpapiou pe Zeoto Zupua
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MMC 20vBeta MetalAika MAEypata

Ra Movada Métpnon ZkAnpotntag Emudavelag (surface roughness)
EBAM [pooBetikn Kataokeur pe xprion Aktivag HAektpoviou
VHP-UAM MoAU YPnAng Evépyelag MpoaoBetikr) Kataokeun Le YEPAXOUG
DMP Apeon Exktunwon MetaAwv

SBIR ‘Epeuva yia Katvotopieg¢ Mikpwv Emixelprioewyv

LCF  XapnAdg KUkAog Pwyuwv

HCF  YynAdg KUkAog Pwypwv

FM Mnyxaviopoi Konwong

ICME Opyaviopuog OAokANpwHEVNG YITOAOYLOTLKAG MNnXavIKAG YAKWY
NDT Mn KataotpodikéG AOKLUEG

LEAP MpowBntikn Texvoloyia Axung tng Aepomnopiag

NDT Mn KataotpodikéG AOKIUEC

LOF  ‘EMewn Zuvtnéng

MET  Omtkn) Metpoloyia

PCRT Aokiun Avtiotdaduiong Zuvtoviopou tg Mebodou

PT Aokun Aeioduong

RT Aokiun Aktvoypadliog

uT Yrepnxntikn AoKiun

CT YroAoylotikn Topoypadia

CMM  Mnyxavy Métpnong ZUVIoviouoU

EMF  HAektpopayvnTtikn Zuxvotnta

CIFS Kpiowa Apxtka Mey£Bn EAQTTWHATWV

NNSA Tunua Aloiknong EBviknc Evepyetakng Mupnvikng Aodaletag
CFD  YmoAoylotik Pevototnta

ICME Evowpatwpéva Epyaleia YmoAoylotikiig Mnxaviknig twv YALKwyY

NSF  EBviko Emiotnpoviko 16pupa
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GA Wekaopog Aepilou

RA Meplotpodikog WeKaoUOG

PREP Awdikacia Neplotpodng HAektpodiwv MAdouaTOC
PA Wekaopog MAaopatog

SEM  Miwkpookomio HAEKTPOVIKAG Zapwaong
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Eloaywyn

ITnv mapoloa epyacia oKomog elval n avaluon TwV LNXOVIKWY LLOTATWY TIOAUUEPWY
Sokluiwy, Ta onola umoBANBnKav og Taon KAUYPNG LETABAAAOVTAG OPLOUEVEG TLUEG
TIAPAUETPWY KATA TN Stadlkacio Kataokeung Tous. H dnuoupyla Twv dokiuiwv otnpixdnke
otnv Tplodlaotatn ektunwon texvoloyiog FDM (Fused Deposition Modeling) .H texvoloyia
FDM Baoiletal otnv TAEN KoL TNV ETUAEKTLKNA evamoBbeon pLag Aemtn¢ ivag BeppomAaoTtikol ylo
TOV OXNUATIOUO OAAETTAAANAWY OTPWOEWV OL OTIOLEG Kal Ba SnNULOUPYCOUV TO TEALKO
QVTLKE(HEVO.

O oxeblaouog tou melpapatog (DOE) €yve cupdwva He TNV opBoywvikn cuotolyia Taguchi. Ta
Sokipla priaytnkav BAceL TECOAPWY Mapayoviwy (Bepuokpacia e€wONTA, TaxvTnTa
EKTUTIWONG, LOTIBO YEULOMATOG, TPOTOG EKTUTIWONC). MPWTAPXLKOG OTOXOG TNG EPYACLOG AUTAG
glvat n emAoyn Tou Sokuiou e TIg BEATIOTEG UNXAVIKES LOLOTNTEC KABWC KAl TNV EAAXLOTN
Xprion UALKoU. Mo Tov evtomiopd Tou KAAUTEPOU GUVSUNCUOU TTAPOUETPWY KAl TNV EVPECT TOU
SOKLULOU E TIG BEATIOTEG LNXAVLKEG LOLOTNTEG XPELACTNKOV OUVOALKA 81 Ttelpdpata Kot
OUYKEKPLUEVA amo 9 Sokipa e 4 SLapOPETIKEG MAPAPETPOUC Kal ard 3 TIUEG N KAOe
napdpetpog 3%=81.

H oUykplon Twv amoTEAECUATWY EYLVE JE XPNON TPOYPAUUATOG OTATLOTIKNG AvAAUONG KAl TO
SokipLo mou emAEXONKe w¢ BEATIOTO £lxe TN HEYLOTN Mopapopdwaon Kot T PEYLOTN AVTOXH O€
KA n tplwv onueiwv. TEAoC, amod tnv avaluon Sedopévwy ntav dpavepod nwc Kabe
TIAPAETPOG eTNPeAleL 0 SLAPOPETIKO BaABUO TIG LNXAVIKEG LOLOTNTEG.
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lotopikn avadpoun

To 1981 umopel va Bewpel wg N mpwtn Gopd Mou KATOLOG avEDEPE KATL OXETIKO HE TNV TOXELQ
npwtotumnonoinon (Rapid Prototyping — RP) yvwot wg orpepa e TNV ovopacio mpooBeTikn
nopdomoinon (Additive Manufacturing - AM) kal 0To eupU Koo wg tplodlaotatn ektunwon (3D
Printing — 3DP), ouykekpiuéva o Hideo Kodama tou AnpotikoU lvotitoutou Blopnxavikig
Epeuvag tng Nagoya &nuoocicuce €va Asltoupylkd oUOTNUO Taxelag TPWTOTUTIONOLNONG
xpnotpomnolwvtag ¢wrtomoAupepn. Eva oupmayég, TumMwpévo HovtéAo dnuioupynBnke amod
OTPWHOTO, TO KaBEva armod Ta omoia avILoTOLXOUOE O€ LA EYKAPOLO TOWN OTO HOVTEAO.

Tpla xpovia apyotepa, to 1984, o Charles Hull, cuvibputig tng etatpeiag 3D Systems,
TipayUaTonoinoe tnv apxn tng TPLoSLACTATNG EKTUTIWONG OTIWCE TNV EEPOUUE OHUEPA, LLOC KOl
glval pla amnod TG o cuvnBLoOUEVEG TEXVIKEG EKTUTIWONG, ETILVOWVTAC TN otepeoAlBoypadia. H
otepeoAiBoypadia emiTpénel oToUC OXESLAOTEC va SNULOUPYNCOUV TPLOSLAOTATA HOVIEAQ
xpnotpomnotwwvtag Pndlaka Sedopéva, Ta Omoio 0Tn CUVEXELA UITOPOUV VA XpNnoLiomolnBouv yla
va SNULOUPYHOOUV €va AT OVTLKELPEVO, Hia aTtO TLG TILO OUVNBLOUEVEG TEXVIKEG EKTUTIWONG 3D

onuepa.

H payeia otn otepeoAiboypadio PBploketal oto GwTOMOAUUEPEG TO Omoio eival €va eldo¢
OKPUALKOU UALKOU. XTtunmwvtag to oc pio de€opevy uypol pe pia aktiva AéWep uTEPLWSWV
aktivwy, To ekteBeLévo oto Ppwe TUAUA Ba LeTaTPATEL AUECWE OE OTEPED KOUUATL TTAQOTLKOU,
Stapopdwpévo oto emBuuntd oxnpa tplodldotatou povtéAou (3D). Auth n véa texvoloyia Atav
HEYAAN €lbnon yla Toug edbeVpETEC, oL omolol Ba pmopovoav Twea va €XoUV TTOAU EUKOAQ 0Tn
S61a0e01 TOUC MPWTOTUTIA KOl VAL SOKLUACOUV Ta OXESLA TOUC XWPLE va XPELAOTEL va emeviUouv
OTNV KOTO.OKEUN.

To 1987, o Carl Deckard katéBeoe pLa matévra eupeattexviag n onoia ekd6Onke Lotepa anod dSuo
Xpovia yla pia péBodo tpLodldotatng EKTUTIWONG, TNV ETUAEKTIKN oUVTNEN UE TNV XPHON AKTIVWV
Aéwep (SLS)mA€ov £€xel yivel n 1o dnuodang texvoloyia tplodlactatng ektumwong 3D kat
XPNOLLOTOLELTAL O €va eUPL Ao BLOUNXAVLWV YL LOVTEAX Kal e€apTApaTa TEALKAG XPONG.

To €tog 1989 €ywve n adlen ¢ YEPUAVIKNAG €Talpeiag mapaywyng npocbétwv EOS GmbH.
ErkevtpwBnkav kuplwg otnv texvoloyia tng EMIAEKTIKNAC OUVTNENG UE TNV XPrion aktivwv Aéllep
(SLS) kat ouvtopa emwvonoav tn pEBodo tnNe apeong gyxuonc pe Aéllep (DMLS). Me to DMLS, n
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(SLS) Ba yivel n poévn texvoloyia 3D ekTUMWONG LKAV va TTApAyYeL EEOAOKANPOU LETAANLKA LEPN.
AUTO EMEKTELWVE ONUAVIIKA TO ¢Aopa Twv €Pappoywv yla TIG omoieg Ba pmopoucav va
xpnotpornowinBouv 3D ekTUTIWTEG, KaBw¢ ouvBeta efaptriuata Ba pmopovoav TAEoV va
SnuoupynBouv amnd mpaypatikad Kat avoekTikd pEtaiAa. Tnv idla xpovid o Scott Crump, padl pe
™ oULlUyd Ttou Kal tnv edeupétn Lisa Crump, KATEOBEOE KOL KATOXUPWOE LA TATEVIA
EUPEOLTEXVIOG TAVW O Mo VEa HEB0SO Tmapaokeung mpooBétwv mou ovopdletal
povtehomoinon pe evandBeon tnypévou VALkoU (FDM). Autr n texvikn mepAapBAavel tén evog
VAUATOG TOAUMEPOUG KOl TNV evamobeon Tou MAvVw Ot €va UTIOOTPWHA, ETMELTA OTPWHO UE
oTpWHa, yla va SnuioupynBet éva 3D avtikeipevo.

To 1992 n etalpia tou Charles Hull dnuolpynoe tnv mpwtn pnxavn otepeoAlboypadikwyv
ouokeuwv (SLA) otov KOO0, N omola KATESTNOE SuVaATH TNV KOTAOKEUN TTOAUTIAOKWY HEPWYV,
OTPWHO OE OTPWHO OE OXETIKA ULKPO XPOVIKO dlaotnua. Tnv iSta xpovid, n DTM mapriyaye tnv
TPWTN KNXOVH ETUAEKTIKAG TTUPOOUCOWMATWONG ME AéLlep (SLS) maykoopiwg n omola upoBoAet
€va AéLlep o€ OKOVN QVTL yLa LYPO.

OAeg auTég oL Texvoloyieg padl pe aAAeg mou Snuloupyndnkav ekeivn tnv mepiodo Bplokovtav
o€ Hkpn NAkia kot dev NTav TEAELEC, UTtHPXAV TTIOANOL TEPLOPLOOL OTIWC OTPERAWOELG OTA UALKA,
anayopeuTika damavnpd, aAAd to Suvaplkod Toug NTav avoudLlopntnto. AskaeTieg apyotepa, TO
LOTOPLKO TplodldoTtatng eKTUTIWONG €6€LEe OTL TO SuVapLKO auTto e€akoAouBel va ekTuAiooeTal.
(Wikipedia, 2020)

To 1999 €ywve n mpwtn XPrHon TPLoSLACTATOU TUTIWLEVOU OPYAVOU OE XELPOUPYLKA eMEUPacn o€
aoBevy Kal auto YIVETAL TPAYUATIKOTNTO OTAV Hla €pyaotnplakn KoAALEpyela oupoddxou
KOOTNG UETAMOOXEVETAL PE eTUTUXIO O évav acBevr, XpnoLUOTOLWVTA TNV TEXVoAoyia Tou
avantuxbnke and to Wake Forest Institute yla tnv Avayevwntik loTpikr). JUYKEKPLUEVA N
texvnt KOOt Snuwoupyeital pe tn AnPn pioag CT avixveuong tng oupodoxou KUOTNG TOU
000evoUG KOl LETA TNV EKTUTIWON €VOC BLOATIOIKOSOUNOLUOU LKPLWHUATOG XPNOLUOTIOLWVTOG TIG
TIANPOdOPIEC OTN OUVEXELD EKTUTIWOAV CUVOETIKA KplwHATa plag avBpwrivng oupoddxou
KUOTNG KL 0TN CUVEXEL ETUKAAU YV Pe Ta KUTTapa avBpwnivwy acBevwv. O vEOoXNUATIOUEVOG
LOTOG OTn OUVEXELX €UPUTEUTNKE oToug aoBevelg, pe eldxiwotn 1 undeviki mubavotnta to
OlVOOOTIOLNTIKO TOUG CUOTNHA VA TIG amoppiel, KaBwE NTAV KATACKEUAOUEVEG OO T KUTTOPA
TOUG.

To 2005 o Adrian Bowyer 1&pUeL To £€pyo RepRap, €va £pyo avolytoU KwLKa TToU OTOXEVEL OTNV
KOTOOKEUN €vOC¢ 3D eKTUNMWTA TOU UIMOPEL va EKTUTIWOEL TA TEPLOCOTEPA QMO T SIKA TOU
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oTolxela, ouoLaoTIKA fBeAe va SnULOUPYNOEL EVaV TPOOCLTO TPLOSLACTATO EKTUTIWTNA Tou Ba
umopoloe va avadutAaoLaoTeL.

To €pyo NG €l0aywWYNG MPOCOETWY VAWV OTO OTITL €PYETAL TPAYUATIKA UE TO €pyo RepRap.
Zekivnoe 1o 2005, n mpwtoBoulia RepRap B€Ance va dnuLoupyrnoeL Evav mPootto TpLodlactato
EKTUTIWTA Tou Ba pmopoloe va avadumAaclaotel. To RepRap onuaivel Replicated Rapid
Prototyper. Mg aA\a Adyla, €vag eKTUTWTNAG RepRap pmopel va eKTunwaoel GANOUG EKTUTTWTEG
RepRap dpépvovtag £toL TNV TpLodlactatn eKTUMIWON OO TO €PYOOTACLO oto omitl. To €pyo
RepRap uloBétnoe tnv texvohoyio FDM kot £xel eumveVoel TOAAOUC ETUTPATIE(LOUC EKTUTTIWTEG
3D mou €xouv emiong xpnotuormnotost e€wbnon. O oxeSlaocuodg Tou TPWTOU EKTUTIWTN RepRap
3D, mou ovopaletal "Darwin", kukAodopel Alya xpovia apyotepa tov Maptio tou 2007. ANAEC
ekb0oelg, onwg oL "Mendel", "Prusa Mendel" kat "Huxley", akoAouBoUv ta emdpeva xpovia.
(AlI3DP, 2016)

Ewkova 1.1: Darwin,o npwtog RepRap ektunwtn¢ Darwin.
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To 2008 n Shapeways, pa untnpecia ektunwong 3D, kukAodopel otnv OAAavsia. Onwg n
RepRap, n Shapeways kdavel Tnv Tplodlaoctatn ektunwon Slabéoiun o Eva EUPUTEPO KOLVO.
AVTL OUWC va topAayouV TpLodLACTATOUC EKTUTIWTEC VLA TO KOWVO, woTooo, N Shapeways
ETUTPETEL OTOUG XPNOTEG va amooteilouv ta dika toug 3D apxeia, Ta omoia TOTE N gTaLpeia
EKTUTIWVEL KOLL ETILOTPEDEL.

Ta emOpeva xpovLa AvVamTUCCETAL TIEPLOCOTEPO OTO KOUUATL TNG LATPLKAG OTIWG TPOCOETIKA
HEAN, ELPUTEVOELG, OTIWG YL TTOPASELY A EUPUTEUON TPLOSLACTATNG TUNIWUEVNC KATW
olayovag, eVvw TtapAaAAnAa yiveTol EKTUTIWON TWV TPWTWV ALUodOpwVY ayyeiwv Kot KapSLag
TIPOKELUEVOU va eVIoXUBel n Suvatotnta £peuvac.

To 2009 Byaivouv yla mpwtn $opd mpog nwAncn ot tplodlactatol ektunwteg DIY kits amd tnv
etalpia Maker Bot Industries.

Ta emOpeva xpovLa N TN TWV TPLOSLACTATWY EKTUNWTWYV MEDTEL CNUAVTIKA Kol £ToL €vag 3D
EKTUTIWTNAG Umopel va Bpebel oe kaBe onitl. (Elizabeth Matias, 2015)
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OewpnTIKO UTORABPO

[MPOCOETIKN KATAOKELN

MpoaoBetikn kataokeun (Additive Manufacturing) eivat o kaBlepwpévog mMAEov 6pog auTtol oy
TO ponyoU Heva Xpovia anokalovoape Taxeia Mpwtotumonoinon (Rapid Prototyping - RP),
ONUEPO YVWOTO 0TO EUPU Koo wg Tpldlaotatn ektunwon (3D printing). O 6pog RP ouolaoTika
SnAwvel TNV Taxela GuUOIKN avaTapACTUOoN EVOG CUCTALOTOC H EVOG QVTIKELLEVOU TIPLV OO TNV
ELOOYWYN TOU OTNV AyOpA WG EUTIOPLKO TIPOTOV. DTLAXVOVTOG VA TIPWTOTUTIO LE €vav TTOAU
€UKOAO KalL YPriYOpO TPOTIO MLTA)XUVEL OAN TNV Sladikaoia Kol LELWVEL TO OPXLKO KOOTOC OTNV
€peuva, LEAETN KO KATOLOKEUT EVOG TIpOLOVTOC adoU Unopel va Soklpaotel kateuBeiav. Itnv
TEPLOXH TNG AVATTTUENG POLOVTWY, 0 0poC «RP» £xeL xpnotlpomotnBel eup£wg yla va SnAwaoet
texvoloyieg mou Sivouv tn duvatdtnta dnuloupylag GuCIKWY MPWTOTUTIWV LE TN
xpnotuornoinon aneuBeiag Pndlakwv Sedopévwy. IAUEPA OUWG EXEL AVTIKATAOTOOEL P TOV
opo MNpooBetikn kataokeur (Additive Manufacturing) ylati KaAUTTEL TOAU TEPLOGOTEPEG
epapuoyEg Aoyw tng paydailag avantuéng Tou o oAU MePLOCOTEPEC EQAPLOYEG.
JUYKEKPLUEVA OL XPNOTEC TNG Texvoloyiag RP avteAndOnoav otL o 6pog «RP» glval avemapkng,
Kuplwg 8LOTL dev pmopel va meplypd el Tig MAEov oLYXPOVEG EPAPUOYEC QUTAC TNG
teXvVoloyiag. H moldtnTa Twv KATaoKeUAOUEVWY OVTIKELLEVWYV ATTO TLG UNXAVEC LUTAG TNG
texvoloyiag €xel BeATiwOel oe TéTolo BaBuO, wote MAEOV TA AVTLKELMEVA AUTA VAL
TIPOOOUOLAloUV OTA TEALKA TTPOIOVTA O TTIOAU HEYOAUTEPO BaBUO. ZAuepA, TTOANA TEAKA
TpoiovTa mapayovTol aneuBeiog amo TETOLEC LNXOVEC, TTou ipodavwe dev eivat Suvatov va
XOPAKTNPLOTOUV «TpwToTUTIaY». ETtiong, 0 6poc¢ «RP» Sev pag AéslL timota avadoplkd Pe TV
TIPOOBOETIKOU XOPAKTAPA KATOOKEUAOTLKI apXl QUTWV TwV TEXVOAOYLWV. MLa TEXVLKN ETILTPOTA
mou €xeL mpoodata cuotabel otnv ASTM International aneddvOn otL npémnet va voBetnOetl
Sladopetiki opoloyia yla tnv texvoloyia autr. Av kat n oulntnon yupw amnod 1o Béua auto dev
€xeL ohokAnpwbOel, ta mpodTuTIa o €xouv ipdodata cupdwvnBel kal uloBetnBet amnd tnv
ASTM ypnotuormnololv Tov 0po «mpooBeTiki Kataokeun» (additive manufacturing) yU autiv tnv
TeEXVOAoyia.

Zuvtopoypadikad avadbepOUAOTE O AUTr TNV TEXVoloyia wg AM, Baotkn apxn tng omolag ivat
TO OTL £Va LOVTEAO, TIOU OPXLKA SnULoUpYELTOL LE TN XpNOLUoToinon evog TPLOSLACTATOU
ovotnuatog Computer-Aided Design (3D CAD), umopet va KaTtaoKeuaoTel ameuBeiog xwpic va
OUTTOULTELTOL TTPONYOUHEVWE O TIPOYPAUHATIOUOG TNG Stadikaoiog mapaywyng Tou. MapoAo mou
TO TIPAYUATA OTNV TIPAYUATIKOTNTA SeV €lval TO0O amAd 6060 Kot apxag Ba voule KAmolog, n
AM armAomnolel og onuavtiko Babuo tn dtadikacia kataokeung 3D avilkelpévwy aneuBeiag
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amno ta Pnoakd dedopéva CAD. ANECG KATAOKEUAOTLKEG SLEPYACLEG ATALTOUV TIPOCEKTIKI KOl
Aentopepn avaluon TNG YEWMUETPLKAG LOPGIC TOU KOUHATLOU, WOTE va KABopLoTEL, yla
TAPASELYUQA, N OELPA KATAOKEUNG TWV SLAdOPETIKWVY YEWUETPLKWY XOPAKTNPLOTIKWY TOU, TO
ToLa EpYaAELa KOlL TIOLEG KATOLOKEUAOTIKEC Slepyaoieg PEMEL va xpnoLomnolnBouyv, kabwg Kat
TO TL SLaTAEELG CUYKPATNONG TOU KOUUATLIOU Ba amattnBolv emumpooBETWE yla tnv
oAokAnpwaon Tou. AVTIBETWE, Ke TNV AM amaltouvtal HOVOo HEPLKEG BAOLKEC SLOOTOOLOKEG
AETMITOUEPELEG KOl KPR KATOVONON TOU TPOTOoU Asttoupylag tng pnxavng AM Kat Tou
XPNOLLOTIOLOUEVOU UALKOU KOTOLOKEUTC TOU KOUHATLOU.

To «KAeld1» yla va KATavornoou e Twg Aettoupyel n AM gival To OTL TO KOUPATL Snuloupyeitat
pe tn Stadoxikn mpoobeon VALkoL os otpwaoelS (layers) N kABe oTPWON AVILOTOLXEL OE pLa
Aentr) Statopn (cross-section) TOU KOUMOTLOU TIOU TIPOKUTITEL Ao Tal apXLka dedopéva CAD.
Mpodavwg, oTNV MPAYUOTIKOTNTA, KAOE OTPWON €XEL CUYKEKPLUEVO TIAXOGC, OTIOTE TO
SNULOUPYOUEVO KOUMATL Ba amoTeAel TPOOEyyLon TwV apxlkwv SeSopévwy, omwe paivetal
otnv . 0co AemtotepN €lval n KABE oTpwaon, TO0O TANCLECTEPA TPOC TO APXLKO Elval TO TEAKA
SNUOUPYOUHEVO KOUMATL H Asttoupyio OAWV TWV CUYXPOVWY EUTTOPLKA SLABECIHWY UnXavwy
AM otnpiletol 0T OTPWHUATLKY TIPOCEYYLON, EVW Ta KUpLa onueia Stadopomoinong Twv sivat
TO UALKO TTOU UTTOPOUV VA XPNOLUOTIOL 00UV, KaBwC Kol 0 TpOTOC UE TOV Omoio Snuioupyouvtal
Kol cuykoAAoUvTal LeTafL Toug oL oTpwoels. Ot mapamnavw dadopéc kabopilouv otolyeia Tou
TEALKOU KOUUATLOU OTWGE TN YEWMETPLKA OKPIBELA TOU KOl TLG UALKEG KOl LNXOVIKEG LOLOTNTEC
tou. KaBopilouyv, emiong, mapdyovteg OMwE ToV XpOVO KATOOKEUNG, TNV EKTOON TNG
QIMOLTOVUEVNG UETETIEEEPYACLAG, TO HEYEDOC TNG XPNOLUOTIOLOUEVNG pnXavr) AM Kal To
OUVOALKO KOOTOC TNG LNXOVAG KAl TNG OANG KataokeuaoTikn¢ Stadikaaotiac. (lan Gibson, 2015)
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H yvewueTpla tTnC mPooBETIKAC KATAOKEUNC

To Bswpnua tou Fubini, Tou rpe 10 GVoUd Tou Ao Toug ItTadoUg padnuatikog Guido Fubini,
SNAWVEL OTL EVa AVTIKELEVO OTIOU N OL SLACTACELG UIMOPOUV va avamapaotadolv we éva
daopa anod oTPWHATA OXNUATWY TwV n-1 Slaotdoewyv. AuTto onuaivel OtL Eva Tplodlaotato
oxnua (omoltacbnmote Popdr g OTOV MPAYHOTIKO KOOUO) UMopEel va avamopaotadel wg
OTPWHOTO OXNUATWYV 2 Staotdcewy .Ma va avaAUoou e To Bewpnua, UTTOBETOU E OTL Ta A Kall
B elvat mAnpng petpnolpol xwpol . YrotiBetat otLto f (, y) elvat A x B petprioLuo.

/'|ﬂnwmuw%«n
Ax B

OMou T0 oOAoKANpwHa AauBAavetal o oxEon He €va LETPO YLVOUEVOU OO To Xwpo A x B, Tote

/ ( 'f(-’cx y) dy) dz = / (/ f(r,y)d-?r) dy = f(z,y)d(z,y),
JA B B A AxB

Ta 6Uo mpwta oAokAnpwpata eivat emavalapBavopeva oAokAnpwuata o oxéon e ta dUo
UETPA, AVTLOTOLXA, KOL TO TPLTO £lval éva oOAOKANPWLO OE OXEON UE €VA YIVOLEVO OO QUTA TA
U0 pétpa. Edv n amoAuTn TLUA TOU Mopamndvw oAOKANPWUATOC eV elval MEMEPACUEVN, TOTE
Ta SUo emavalapfavopeva OAOKANPWHATA UTTOPEL OTNV TTPAYUATIKOTNTA VA £XOUV
SL0bOPETIKEG TIHEG. MapakdTw mapouotaletal eva mapddelyua autng tng Suvatotntag. Av f(x,
y) = g(x)h(y) yla kamolec ocuvaptnoelg g Kat h, tote:

[ s@az [ Wpyay= [ s,
A B AxB
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Mua aAAn ekboxr tou Bewprpatog Fubini SnAwvel 6tL av A kal B €xouv MEMEPACUEVO LETPO
Xwpou, OxL anapaitnta MANPELS, KAl EQv (e

/ ( |f(z}y)|dy) dz < o0 ' / (/ |f(x,y)|d:r> dy < o0 '
JA B ElTe VB A TOTE

/ |f(z,9)| d(z,3) < o0
JAxB

Ze auth TV ekdoxn eival anapalitntn n npolindbeon OTL TA PETPO QUTA E(VOL TIEMEPACHEVAL.
(Anastasiou, et al., 2013)

2XeOLOLOULOC TOU TIELPAOTOC

H nébobdoc Taguchi oxedloopo twv nepapdtwy (DOE) mephapBavet tn peiwon tng
SlakVpavong oe pia dtadlkaocia HEow ToU oXESLAOUOU TWV MELPAPATWY. O YEVIKOG 0TOXOG TNG
pneB6dou eivat va mapdyel uUPnANRG moLOTNTAC TPOIOV e XOUNASG KOOTOC YL TOV KATAOKEUAOTH.
H nébobdoc avamntuxdnke amnod tov Genichi Taguchi. Avéntuée pia pébodo pe tnv omola
Slepeuvartal o TpOMOC Ue ToV omoio ennpedlouv oL SLadPOoPETIKEG TOPAUETPOL TNV KABE
Stadkaoia evog melpapatog. OuoLooTIKA pe auth TV HEBodo eival Suvatodv va eVvIomicoupe
TOUC TILO CNUAVTLKOUG MOPAYOVTEC piag mepapatikng dtadikaoiag. MapdAAnAa e auth tv
Stadikaoia BeAtiotomnoleital n Stadkaoia Tpomonolwvtag KABe Tapdyovta yLa Tnv mitevén
BéATioTwyY amnoteAeopdtwy .0 MELPAUATIKOG OXESLAOUOG TTou TIpOTELVE 0 Taguchi meplAapBavel
N Xprnon opBoywviwyv CUCTOLXLWY YLa TNV OpYAVWON TWV TIAPAUETPWY TIOU EMNPEAIOUV TNV
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Sladikacia kat Ta enineda ota onmola MPEMEL va otkilouv dokipdalovrag oAa ta mibava {evyn
OUVOUOOUWV. AUTO ETUTPETEL TN CUANOYN TWV amaAPATNTWV SE60UEVWV XPNOLULOTIOLWVTAG
€AAXLOTO TOCO MELPAUATIONOU, EEOLKOVOUWVTAC £TOL XPOVO Kal TTOPOUGC.

OL KAOOLKEG TIELPAUATIKEC LEBOSOL oxeSlaopoU eival TTOAU TtepUMAOKEC Kal Sev elval eUXPNOTEG.
Eniong évag peyahog aplOdc MELpAUATWY TIPETIEL VA TTpAyOTOTOLN Bl OTav auavetal o
0pLOUOC TWV MapapETPWY TNG Stadikaciog Tou Melpapatod. MNa va AuBel auto to mpoBAnua, n
HEB0bS0G Taguchi xpnoluomolel évav el61ko oxedlaco opBoywvLwy CUCTOLXLWY YLa TN UEAETN
TO GUVOAOU TWV TMOPOUETPWY HE UKPO 0plOUO TIEpAATIKWY Sladikaolwy. Kabe mapdueTtpog
ExeL Tpla emimeda - SnAadn xaunAo, peoaio kot uPnAod, cupPoAiletal pe 1, 2 kat 3 avriotolya.
Jupdwva pe tnv pEBodo Taguchi pe opBoywvikn cuotolyia L9 umapyxouv TPELG MAPAUETPOL KL
3 enineda yla kdBe MapAUeTPo Kot avti yia 33= 27 Sokiuég mpaypatonotolvtal Lovo 9 SOKLUEG
(L9). Ztnv ouykekpLuévn dadikaoia xpnolponolOnke oxeSLaoUoOg TPLWV ETUMES WV UE
Té00epeLg mapdyovieg 3%= 81 pe ypnowuonowwvrag povo 9 Sokiuta. (Roy, 1990) (Vuchkov &
Boyadjieva, 2001)

Experiment | Parameter1l | Parameter2 | Parameter 3 Parameter 4
No. (Level) (Level) (Level) (Level)
1 1 1 1 1
2 1 2 2 2
3 1 3 3 3
4 2 1 2 3
5 2 2 3 1
6 2 3 1 2
7 3 1 3 2
8 3 2 1 3
9 3 3 2 1

Nivakag 1: Taguchi opBoywvikng cuotowyiag L9
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Kapbn

ITnv mapoloa UEAETN Ba XpNOLUOTOL|COUUE KAUPN TPLWV onUEiWV oV glval TEAELWG
Sladopetikn and tnv kabapn kapdn. ITnv Kaudn tpuwv onpeiwv éxoupe pa duvaun P va dpa
OTO UECO ULaG MAAKAG Kal KABeta oto Stapunkn agova. H katavoun tTng taong o’ autr tnv
neplmtwon elvat amArn akTVIKY. ZUYKEKPLUEVA N 60KOG otnpilleTal apdlEPELOTA I} WG
audurpoéxouaoa Kot pEPEL 0TO HECOV TNG ONUELAKO PopTio P, 0TNV CUYKEKPLUEVN TIEPIMTWON
elval apdpurpoéxovaoa. Katd tnv avwtépw GopTion Kal amo TNV EMAUCH TWV OTEPEOCTATIKWV
e€LlowoewV LooppoTiag KaBwE Kal armod Tov mPocSLlopLopO KAl TOV OXESLOOUO TOU SLaypAUUOTOC
KOUTTTLKWV POTIWV, TIPOKUTITOUV Tal akOAouBa:

i o

Ewkova 1.2: Kapyn tplwv onpeiwv.

Ot Baokég mapadoxég Tng kabapng Kaung eivatl ol akoAouBeg:
1. To UPog h tn¢ Statopng tng Sokou eival UKPOTEPO ATO TO ULOO Tou avoiypatog A (h< A/2).
2. Yndpyel touAdylotov évag aovag CUHUETPLAG .

3. O oudétepog afovag Tng Sokou (SLapnkng), o omoiog SLEpYETAL Ao TA KEVTPO BAPOUC TWV
Slatopwy, ivat euBuypappog, otav n okog ival agpoptioTn.

4. Ta e€wtepka poprtia eivat kabBeta otov afova tng Sokou Kal Bpiokovtal oto eninedo
$OpTIONG 1 KOUMTOPEVO £TiNMESO, TTOU CUUTTUTTEL LE TO eTtiMeS0 CUUUETPLAC TNG SokoU
(6ladopetika Ba €xoupe ouvOeTn Katdotaon).

5. H 60koc¢ eival amod uAko pe (8lo pétpo ehaotikotntoag (E) oe epeAkuopd kal OALPN Kal ot
OVOTTTUOOOWEVEC TAOELG Elval HIKPOTEPEG TOU oplou avaAoyiag Tou UALKoU, apa LoxUel o Nopog
Tou Hooke.

6. OL Slatopég (kaBetec TopéG otov agova eival eminedec, 6tav n 6okoG gival amapapopdpwtn
KOl TIAPOEVOUV ETITIESEC Kal KABETEC oTOV Afova, KOO KL OTAV QUTOG KOUTTUAWVETAL LETA TN
doption (umodBeon twv Bernoulli Navier) (l.M'avvakémnoulog, 2011).
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[evika n Stepyaoia tng AM

Bpa 1: CAD OAa ta Koppatia mou kataokeualovral pe AM apyilouv anod éva PndLakod
HOVTEAO e TO omolo meplypadetal n EWTEPLKN YEWUETPLA TOUG. Mpog TouTo Unopei va
XpnotuomnolnBel oxedov onolodnmote enmayyeAATKO AoyLopikd CAD otepedg povteAomoinong,
TO ATMOTEAECUA, OLWG, TOU OTOLoU TIPETEL OMWOSATIOTE va elvat pia 3D oteped 1 emudavelak)
oVaTAPAOTACH. ZUCKEVEC aVTioTpodNnG LNXOVLIKNAG (reverse engineering) (m.x. laser kot OmTIKAG
oAapwong) urmopouv emiong va xpnotpomnotnBouv yla tn dnuioupyia autrg TG avamopacTaonc.

Bpa 2: Metatpornn o apxeio STL Zxedov OAeg oL unxaveg AM S€xovtal wg dedopéva apyeia
™G popdng STL, mou €xet kablepwOel wg to de facto mpdtumo. OAa oxedov ta cuotrpuata CAD
onNuepa umopouv va efayouv dedopéva oe popodn apxeiov STL. To apxeio autd meplypadel tnv
KAELOTH €€WTEPLKN eMIdAVELX TOU apXIkoU povtélou CAD kot amoteAel Tn Baon yla tov
UTTOAOYLOUO TWV OTPWOEWV.

BApa 3: Metadopd otn pnxavr AM kat enegepyaaoia tou apxeiov STL To apxeio STL mou
TEPLYPADEL TO KOUUATL TIPENEL Vo HeTadepBel otn unxavy AM. Edw, Ba mpémnel to apxeio va
UTTOOTEL UL OXETLKN EMEEEPYOOLA, WOTE TO KOPUATL VA €XEL TO KATAAANAO pEyeBoOG yla TtV
KATAOKEUN Tou, BEan Kol MPOoaVATOALOHO. 22 / Texvoloyileg MPooBeTIKNA G KaTaokeung Etkova
1.2 H yevikn Stepyacia AM, ano to cuotnua CAD wg To TEAIKO Koppatt: Mapouaotalovtal Kol Ta
oktw Brpata 1 CAD 2 Metatporh o€ apxeio STL 3 Metadopd Tou apyxeiouv otn pnxavn 4
Mpoetowaoia TG pnxavng 5 Kataokeun 6 Amopdkpuvon 7 Metene€epyaoia 8 Edappoyn

Bipa 4: H unxavi AM TpEmneL va poeToaoTel katdAAnAa, tpotou va apxicel n dStadikacia
KOTAOKEUNG. H mpoeTolpacia aut avapEPETAL OE KATAOKEUAOTLKEG TTAPAUETPOUG OTIWG Elval
oL meploplopol ou e€apTwvTal amod To UALKO KATAOKEUNG, N CUYKEKPLUEVN TINYI EVEPYELAC, TO
TLAXOC TNC 0TPpWaNC, oL Stadopeg EMAOYEG XPOVIOLOU K.ATT.

Brjpa 5: H Kataokeur Tou KOPUATLIOU gival KUpLwg pLa autopatomnotnuévn Stadikaaoia mou
eKTEAELTAL YWPLG ouCLAOTIKA EMLTAPNON. Antatteital otoxelwdng Lévo mapakoAoubnon tng
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HUNXAVAG Ao KalpoU €1 Kapov, wote va elpacte BEPRatol otL ev £xel cuUPEel kamolo Aabog,
OTWC, Yl Tapadelypa, va €xel e€aviAnBel To UALKO KATAOKEUNG 1 VA UTTAPXEL KATIOLO OhAAUQL
otnVv nAektplkn Tpododoacia TNG LNXAVAG KOl TO AOYLOULKO K.ATL.

BApa 6: Artopdkpuvon Otav n punxov AM oAOKANPWOEL TNV KOTOLOKEUT], TO KOUUATL TIPETIEL VAL
QIMOMAKPUVOEL amo T punxavr). ToUTo amaltel, KAt KATOLO TPOMO, aAANAETiSpacn e TN
unxavn, n onota pnopel va Stabétel aodpaAloTikeG SIKAISEG/unxaviopoUg o va
e€aodaiilouy, yla mapadelypa, OtL n Oeppokpacia TNG lval 0pKOUVTWES XaUnArn f OtL Sev
Bplokovtal og Kivnon kamola pépn tng.

Bipa 7: Metenefepyaoia Otav T KOUUATLO ATOUAKPUVOOUV o TN UNXavr UIMopEL va pnv
glval kat@AAnAa va xpnotpomnotnouv apéows Kat va Xpelalovtal KAToLo eMUTAEoV Kabaplopa.
To KOUUATLA EVOEXETOL KATA TO OTASLO AUTO va N SLABETOUV TNV ATIAUTOUUEVH UNXAVLKN
avToxn N va £X0UV aKOUN Ta oTnpilypota ta onola mpenel va adalpeBolv. ToUuto OAAEG HOpPEC
Qmaltel Xpovo, KaBwe Kol TIPOCEKTLKN XELPWVAKTLKI) EPYACLO OO EUMELPO TIPOCWTTLKO.

Bripa 8: Epappoyn 1o otddlo autd Ta KOUUATLO UIMoPEL va elval £Tolpa yla xprion. Evtoutolg,
glvatl Suvatov va pnv £€(ouv TNV amodeKTH MOLOTNTA YL VO LITopoUV va Xpnotpomnotnfouv
QUECA KOL VO ATIOLTETAL TIEPALTEPW UIKpOETIEEEPYaTia. [ mapAdelyua, Umopel va anatteital
aotdapwpa n Badn, wote va €xouv pLa anodektn enidavelakni vdn kot eviplopa. Eav to
anmattoupevo dviplopa sivat Wlaitepa amaltntiko, TOTe ol emefepyacieg aAuTEG UMOpEL va eivat
TLEPLMAOKEG Kall XpovoPopes. Mmopel, Emiong, T KOUUATLO VA TIPETIEL VAL cUVAPOAoynBouv
poll pe AN pnXaVIKA A NAEKTPOVLIKA €€0PTUATA KOL KOUMATLA, TIPOKELUEVOU VAL OXNUATIO0UV
TO TEAKO POVTEAO 1 Tipoidv. Exovtag e€avtAnoeL TNV mapouaciaon OAwV TwV otadiwv mou
ouvLoToUV TNV AM, gival onUavTKo va YiVeL avTIANTTO OTL oL pnxaveg AM armattouv oXoAaoTLKNA
ouvtrpnon. Emeldn moAEG amo Tic punxavég AM xpnaotomnololv evaioBOnta laser f texvoloyia
EKTUTIWTWYV, SEV MPEMEL va Aettoupyolv o€ pumapo 1 BopuPBwdeg meptBaiAov kat xwpig
T(POOEKTIKN TtapakoAoUOnaon. MoAovOTL €X0UV YEVIKA OXESLOOTEL yLa val AeLtToupyolV Xwpig
ETUTAPNON, €lval TTOAU oNUAVTLKO va €xouv ipoBAedTel TakTikol €AeyxoL oTo MAdvo
OUVTNPNONG TOUG, UE To eminedo ouvtipnong va SLapEPEL CNUAVTLIKA AVAAOYA LE TNV
texvoloyia tng kKabe pnxavnc AM. MNpEMeL, akOUa, Vo TOVIOTEL OTL T TIEPLOCOTEPO ATIO TA
unapyovta Slebvn mpotuTa UALKWY Kal Stadikaowwv dev kaAuTttouy Tn Slepyacia tng AM,
YEYOVOC Tou SikatoAoyel to Wolaitepo evdladépov tng TeXVIKNG emttponn F42 tng ASTM
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avadopLka Ue TIG TexvoAoyieg Tng AM, n omola KataBAAeL TPOOTIABELEC, TIPOKELUEVOU VAL
OVTLUETWIILOTEL KaL va EemepaoTel To ouyKeKPLUEVO TTPOBANnUa [1]. MoAlol mpounBeuTéC OUWG,
OUOTIVOUV OTOUG MEAATEC TOUG TIEPLOSIKOUC EAEYXOUG TWV UNXAVWY, CUUPWVA LE
OUYKEKPLUEVO TTAAVA CUVTHPNONG, WOTE va lval e€0aALOUEVO OTL AUTEG AELTOUPYOUV EVTIOG
TWV AMOSEKTWV 0pilwv. EKTOC amo TIG LNXAVEC, TOL UALKA KATAOKEUNC UIMOPEL va amaltouV Kat
oUTA €L06LKNA HeTaxeiplon. H mpwtn UAN IOV XPNOLUOTIOLOUV WG UALKO KATAOKEUTG OPLOUEVEG
amno TG Slepyaoieg AM éxel meploplopévn dldpkela Lwng, evw lowg va xpelaletal va
dUAACOETAL UTIO ELOLKEG OUVONKEC, WOTE VA almodeUYOVTOL AVETILIOUUNTEG XNULIKEG OVTLOPACELC.
Mpémnel, ekTO¢ TwV GAAWY, va anmodelyetal n €kBeon Toug otnv vypacia, To MOAU dwc Kal, eV
YEVEL, 0€ pUTIOUG. XTI TIEPLOCOTEPEC Slepyacie¢ AM TO UALKO KOTOOKEUNG UTTOPEL val
EMAVAXPNOLUOTIOLNOEL O IEPLOCOTEPEG ATIO L0l KATAOKEUAOTLKEG Epyaciec. QoTo00, N
Xpnotuornoinon tou (8lou UALKOU o€ TTOANEG SLaPOPETIKEG KATAOKEUAOTLKEG EPYAOLEC ElvaL
Suvatodv va odnyroetl og umoBaduLon Twv WBLoTATWY Tou. MNpokelévou, Aoutoy, va
KOTO.OKEUATOVTAL QVTIKELLEVA e KABOPLOUEVN Kol oTaBOepr) ToLOTNTA UALKOU, HECW
QVAKUKAWMEVNE TIPWTNG UANG, Ba pémel va akoAouBeital auotnpd cuykekpluévn Stadikaaoia.
(lan Gibson, 2015)
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YALKQ TPLoOLAOTATNC EKTUTIWONC

Fevika

Ta 6V0 mo ocuxva UAKa eival pe Stadopa to ABS (acrylonitrile butadiene styrene) kat to PLA
(poly-lactic acid). Ta 600 AUTA UALKA £XOUV KATIOLEG ULKPOSLAPOPES OTLG LOLOTNTEG TOUG. MNa

napadelypa to ABS ivat o eAaoTiko amo to PLA, Awwvel og unAotepeg BepLOKPATIES KalL
Xpelaletal mpoBEppavon tng mAatdoppag ektuTwaong. To PLA €xel kaAUtepn udn aAAd eivat
AlyOTEPO aVOEKTIKO. AVAAOyQ LE TNV TTIUKVOTNTO TOU UALKOU TTIOLKIAOUV OL TIHEC KOOTOUG TOUG.

PLA

To PLA (Polylactic Acid) eivat to aAAo SnuodAég vipa 3D ektUTIWoNG HeTA To ABS kal elvat
TIOAU SLadedopévo Aoyw TG EVKOALOC Xxpriong tou. MapAayeTal and aVAVEWGLUES TINYEG OTWG
{oxapOTEUTAQ, KOAQUTTOKL KAl coyLa Kal ival BlodlacTtwpevo Kal otkoAoyko. H Bepuokpacia
€€wBNoNG mou amatteitatl yla tTnv eKTUnwon eival xapunAotepn amnod 1o ABS Kot XL ULKPO
OUVTEAEOTH OUPPIKVWONC LE OTMOTEAEGHA VO LNV TTAOXEL aTtd oTPEBAWGON 660 GAAA AVOAWGLUAL.
To PLA £xeL oAU KoAr mpooduon os kKpua MAATHOpHA KoL ouvrBwe apKel n KAAuY TN e
UIAE Towvia. AOyw TN UIKPOTEPNC BepoKpaoLag EKTUTIWONG KAl TNG TLo EUKOANC YUENG Tou,
£XEL TTAEOVEKTN O OE LOVTEAQ LE UIKPOAETITOUEPELEC KOL OLXNPEG AKPEG. H emipaveld Tou eival
OXETLKA YUOALOTEPH Kal Urtopel va Sextel kavovika s€wtepikn enefepyacia. Eival o okAnpo
aro to ABS aAAd kal o euBpavoto.

ABS

To ABS (Acrylonitrile Butadiene Styrene) sival mapaywyo nmetpelaiov Kol anoteAel éva amno ta
1o SnuodAn UAka 3D ektunwong padl pe to PLA. e cUykplon €vavtl tou PLA, to ABS sivat
TIO €VKAUTITO KOl avOEKTLKO o€ Kpouon, Slabtel emiong uPnAotepo onpeio TAENCS Kall
peyaAutepn Stapketa Lwng. Emiong eivat SLaAutd oe akeTdvn, KATL TOU pog Bonbadel yia
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OUYKOAANON EKTUTIWOEWVY KETAEL TOUG ) yla tnv e€opdAuvor) toug. To ABS xpnolpomnoleital o
TLOAAQ TIPOIOVTA TTOU CUVAVTIAE OTNV KOONUEPLVOTNTA UOG, AVIAAAAKTIKA QUTOKLVATWY, OKEUN,
oakopa kat ralxvidia. Ztnv 3D ektunwon, to ABS vijpa anattel Beppatvopevn mathopua ylo
NV KAAUTEPN MPOOPUCH TWV HOVTEAWV AAAQ KL VLA TNV EAOXLOTOTIOINON TNG OTPEBAWGCNG TOUG
KaBwg to ABS £XEL TNV LOLOTNTA VA CUPPLKVWVETAL OTAV KPUWOEL. Katd TNV eKTUMIWon adrvel
pLo eAadpla LUPWAELA TIAAOTIKOU, OO EVOXANTLKA OTA KAK G TTOLOTNTAC AVOAWOLUA £WCE Kal
oxedov adlopatn ota mo KaAa. (P., n.d.)

HIPS

To HIPS (High Impact Polystyrene) sivat éva avaAwoLo YEVIKAG XPONG Mou €yLve SLaonuo
AOYwW NG IkavotnTag tou va StaAuBel oe Limonene. HIPS kat ABS £xouv mapopola
XOPOAKTNPLOTIKA EKTUTIWONG, OTIWE N EKTUTIWON BeppoKpaciag, Kol wg EK TOUTOU,
npookoAAwvTal KaAd To €va oto GANo. Etol mpogkue n xprion tou mapdAAnAa e to ABS o€
EKTUTIWTEG 2 KepaAwv, pe to HIPS va xpnoLUomoLeiTtal OmOKAELOTIKA YLOL UTIOOTNPLYOTO TO
omola petd StaAvovtal pe epfarmntion os Limonene, divovtag £toL tn SuvatotnTa yla cUVOETEC
EKTUTIWOELG LOVTEAWVY TIOU WG KL TIPLV € yvotav va TunwBolv kabwg pe auth tn uébodo
elvatl mAéov bkt n adaipeon UTOOTNPLYUATWY oo SUCKOAQ ECWTEPLKA CNUELD KOl
TLOAUTTAOKEG ECWTEPLKEG SOUEG XWPLC onuadia kot {npLd oto PoVTEAO.

PVA

To PVA (Polyvinyl Alcohol) anoteAel éva akopa udatoSLaAUTO UALKO. XpnOLUOTOLELTAL KUPLWC
WG pa doun otnpLENG, kat StaAvetal MARPwWE 0To VEPO. HTav TO MPWTO VAU UE QUTH TNV
8LOTNTA KAl AVOLEE TIG TTOPTEC 0€ USATOSLAAUTEG EKTUTIWOELS. Tal €16n TWV MPOTOVTWV Mou
UIopOoUV va eKTUTIWOOUV U tn Xprion Tou PVA molkilouv amod amAég EKTUTIWOELG LEXPL KalL
ETILOTNHOVLIKEG 1] BloTeXVOAOYIKEC edapOYEG. Elval OYETIKA EUKOAO OTNV EKTUTIWON KAl £XEL
KaAn mpooduon otnv WitAe tawvia. (Baguley, 2017)
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ATO EUANO

To E0Awo vipa WOOD armotelel €va emavaotatiko UAKO 3D ektUmwong. To vijpa auto
TEPLEXEL AVAKUKAWMEVO VA0 ouvnBwg katd 30% Kal To UTIOAOLTTO £ivat cuvnBwe pLa Bacn ano
PLA. Zuvenw¢ n cuumnepldpopad Tou KATA TNV EKTUTWON, N Pocduon oe KpUa TIAATOPUA KL OL
Bepuokpaoieg ekTUMWONG lval LBLOTNTEC TTOU polpaleTal Pe To PLA. To eviumwolako eival mwg
TOL EKTUTIWUEVA QVTLKELEVA €£XOUV UDH TTOAU KOVTA 0€ auTh Tou EUA0U, HEXPL KAL TN LUPWSLA
Tou. MdAwota nailovrag pe SltadopeTikéC Bepuokpaoieg ektumwong ennpedaloupe eAadpd Kal
NV andxpwor] Tou, KATL Tou Sivel TOAAEG SnULOUPYIKEG SuvATOTNTEG. Tal EKTUTIWUEVA LOVTEAQ
S€xovtal eUkoAa enefepyaoia, komn, Aetavon, Tpoxiopa f kal {wypadikr aAAd va €xete uToyn
00G TIWG N AVTOXN TOUG ELval ULKPOTEPN OO AUTH TOU Kowvou PLA kaBw¢ n mpoouiEn e to EuAo
TO KAVEL TLO EUTIAOEG o€ omacipata.

ATO VAUAOV

Ta avaAwolia amno vavlov gywvav mpoodata pio SnpodAng evarlaktikn emdoyn wg UALKS 3D
EKTUTIWONG KABWG TO UALKO aUTO tpoodEpel eveli€ia Kal LEYAAN avToxr, EVW EXEL ECALPETIKA
HKPO Bapoc. Ta povtéla amo vauAov dev eival Toco eVBpavota 600 EKelva OV TUTIWONKaAV
eite pe ABS 1) PLA, paAlota €va 3D avtikeipevo amo vaulov pmopel va eivat ewg kot Seka
dopEg LoxupoTtepO. AtoTeEAEL AOLTTOV pLa EQLPETIKA ETUAOYH VLA TNV EKTUTIWOT OVTLKELLEVWV
OTWG OTWG epyaleia, ypavalla r Kot TpooBeTkA HEAN. To VAUAOV VAL TILO QTTALTNTIKO KAl
SUOKOAO OTNV eKTUTIWON KoL KABWC €XEL TNV TAON va arnoppodd ToAAN vypaocia, OEAEL peydin
T{POCOXI OTOV TPOTO AnmoBOnKeUOHE TOU Kot KaAn aduypavon o€ Bepuavtikd BGAapo mpv tn
xpnon.

PETG

To PETG (Polyethylene Terephthalate Glycol-modified) eivat pa avaBaduiopévn €kdoon tou
dnuodholg vapatog PET. H Stadopd petatu PET kat PETG elval n mpoaBrkn YAUKOANG n omoia
gUobilel TNV KPUOTAAAWGN KoL KAVEL TO VI a AlyOTePO VBpauoTo. Eva amo T 1o GNUOVTIKA
XOPOAKTNPLOTIKA Tou PETG elval n avtoxn Tou otnv kpouon. Emiong, £xeL TOAU PeYAAN OMTIKN
kaBapotnta kat oe cUykplon pe Acetal kat Nylon €xel kaAUtepn avtoxn o€ 0€Lveg CUVONRKEG,
avtoxn otn $Bopd kat otnv TPLRN. Adyw auTwV TwV WOLOTATWY Tou To PETG €XeL TOAAEC XPOELG
Kol EPOPUOYEC OE TIPOIOVTA TIOU KUMOLVOVTAL OO LATPLKO EEOTMALOUO, cuoKevaoia Tpodiluwy,
ofjuavon, kat toAA& dMa. (Ubel, n.d.)
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TexvoAoylec mpooBEeTIKNC KaTtepyaoiac
[evikQ

'OAeg oL texvoloyleg mpooBeTIKN G Katepyaciog polpdlovial apkeETA KOWA, YEVIKA
XOPAKTNPLOTIKA yvwpiopata. Qotdoo, n avamtuén aAAd Kal n xpnoLLonoinor] toug o
Sladopeg edappoyEg Baoiletal OTLG EMUUEPOUG SUVATOTNTEG TTOU IPOCHEPEL N EKACTOTE
texvoloyia. Evag tpomog mou pmopet va mpaypatomnolnei eival e€stalovrag av to UALKO
KOTOLOKEUNG, TIOU £PapUOlETAL YLO TNV TTOPAYWYN TWV OTPWUATWY, EMeepyAlETAL W OKOVN
(Powder-Based Systems), w¢ Aetwpévo VALKO (Molten Material Systems), wg oteped LA
(Solid Sheets Systems) 11 wg pwtomoAupepEC uypo oe e€apevn, 1 ink-jet evandBbeon
dwtomoAupepoucg (Photopolymer- Based Systems).

JUYKEKPLUEVA OL HEBOSOL OTLG OTtOLEC UmopoUV va SlakplBouv oL TEXVOAOYLEC AUTEC cUNPWVA
Kall e to mpotuTo I1SO / ASTM52900-15 eivat ot g€nc:

JuvdeTikn pe mieon akpoduaoiou (Binder Jetting)
QuwtonoAupeplopnd os de€apeveg (Vat Photopolymerisation)

YAka pe mieon akpoduoiou (Material Jetting)

Zuvtnén otpwpatog okévng (Powder Bed Fusion)

E€wOnon uAkwv (Material Extrusion)

KateuBuvopevn evanoBeon evépyelag (Directed Energy Deposition)

JuykoAAnon ¢pUAAwv (Sheet Lamination)

OLkUpLeg Sladopég peTall Twv Sladlkaolwy ival 0Tov TPOTIO UE TOV OTOL0 Ta OTPpWHATA
evarnotiBevtal yla tn Snuovpyla TUNUATWY KOl oTa UALKA Ttou Xpnotpornotouvtal. Kabe
HEBO0SOG €xeL TA SLKA TNE TTAEOVEKTAMOTO KOl LELOVEKTHUATA, KAL YL 'dUTO OPLOUEVEG ETALPELEC
TIPOOGEPOUV HLO ETUAOYH OKOVNG KAl TTOAUUEPOUG YL TO UALKO TTOU XPNOLUOTIOLELTOL YL TNV
KaTa.oKeUN Tou avtkelpévou. (Wikipedia, 2020)
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2UVOETIKN LE Tiieon akpoduaoiou (Binder Jetting)

H Stadikaocia ektdé€euong cuvdeTikol UALKOU xpnotpomolel SU0 UALKA. €va UALKO pe Bdaon
oKOVN Kal €va oUVOETIKO UALKO. To cUVEETIKO UALKO 5pa WG CUYKOAANTLKO PETAEY OTPWOEWY
oKOVNG. To OUVOETIKO UALKO elval ouvrBwg og uvypr) popdn Katl To SOULKO UALKO o€ popdn
oKovNG. Mia kepaAn eKTUTIWONG KIVELTOL 0pL{OVTIWG KATA UKOG TWV a€OVWV X KAL Y TNG
HUNXAVAG Kal EVOTToBETEL EVOAAQCOOUEVO OTPWLOTO TOU OLKOSOULKOU UALKOU KOl TOU
OUVSETIKOU UALKOU. MEeTA amd KABE OTPWHA, TO AVTIKELUEVO TTIOU EKTUTIWVETAL XOUUNAWVEL TNV
TAQTHOPUA KATACKEUNG TOU. AOYw TNG LeBOSou olvOEDNC, TA XAPAKTNPLOTIKA TOU UALKOU Oev
elval mavra KataAANAQ yLol KATAOKEUOOTLKA PEPN KOL TTAPA TN OXETLKN TOXUTNTO EKTUTIWONG, N
MPOOoBeTn petayevéotepn enefepyaoia (BAENE MAPAKATW) UMOPEL VO TTPOCOECEL GNUAVTLKO
XPOvo otn ouvoAikn dtadikacia. Onwe cupBaivel pe AANeG HeBOSOUC KATAOKEUNC e Baon
OKOVI, TO TIPOG EKTUTIWON AVTIKEEVO UTIOOTNPIIETAL LOVOC TOU HECA OTNV KAV oKOVNG Kall
QTTOLOKPUVETOL OO TNV N cuvEeSepévn okovn LOALG oAokAnpwOel. H texvoloyia avadépetal
ouxva w¢ texvoAoyia 3DP kot TPooTATEVETAL OO MVEUUATIKA SIKALWUOTA LE AUTO TO OVOUA.

Liquid Binder

Inkjet Printhead
Powder Roller

Powder Bed
s

Powder
Stock

Build Platform

Ewova 1.3: Atadikaoia ektO§Euong CUVSETIKOU UALKOU
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QwtomoAupeplopo o detapeveg (Vat Photopolymerisation)

Xpnotuormolel pa de€apevr uypns GWTOMOAUUEPOUC pNTLVNG, OO TNV OOl TO HOVTEAO
KATAOKEVALETAL OTPWON LE OTpwWOon. Xpnolpomnoleital éva uneplwdeg (UV) dpwg yla va
OKANPUVEL TN pNTiLVN OTIOU Kol 000 QTALTELTAL, EVW L0 TIAATHOPUA LETAKLVEL TO AVTIKELLEVO
TPOG TAL KATW META amo KABe okAnpuvon. Kabwg n dtadikaaoia xpnolponolel uypo yla va
OXNUOTLOEL OVTIKELLEVA, SEV UTIAPXEL SOULKH UTIOOTHPLEN OTTO TO UALKO Katd tn ¢pdaon
KOTOOKEUNG, o€ avtiBeon pe tig pebddoug mou Bacilovtal oe okOVn, OTIOU TTAPEXETAL
uTtooTtPLEN amnod To pn ouvoedeUEVO UAKO. Z€ QUTNV TNV MEPLMTWOn, cuxva Ba mpémneL va
npootebolv dopég urtootrpleng. O pntivn okAnpaivetal xpnolponolwvtag pia Stadikacio
TIOAUPEPLOHOU dwToypadlwv i UV dwg, 6mou to pwg KateuBuvetal otnv EMLPAVELA TNG
pNTivNG HE TN Xpron EAEYXOUEVWY QIO TOV KLVNT PO KATOMTpwWV. Otav n pntivn €pxetal o
enaodn e To Gpw¢ OTEPEOMOLELTAL.

Vat

Laser
Y Platform
Photo resin - Object (cured)
1
‘ —I1

Ewova 1.4: Aradikaoia TpoobeTikn katepyaoiog pe GwTOMOAUUEPLONO O SEEAUEVES
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YAlka pe miieon akpoduoiou (Material Jetting)

H ektd€euon UAKOU Snuoupyel avtikeipeva pe mapopola pébodo pe évav dlodldotato
eKTUTIWTN PEKAOUOU PHEAAVNG. TO UALKO OTIPWXVETOL TIAVW OE pLa TAATPOPUO KATATKEUNG
XPNOLUOTIOLWVTAC ELTE YLa CUVEXA TIPOCEYYLOoN €lte pia mpoaogyylon Drop on Demand (DOD on
Demand). To UALKO OTIPWYVETAL ETMAVW OTNV EMIGAVELN KATAOKEUNG 1} TNV TMAATdOpua, Omou
OTEPEOTOLELTAL KOL TO PLOVTEAO EVaL XTLOMEVO OTPWHO OO OTPpWHA. To UAKO evamotiBetal ano
akpodUOLO TO OTOLo KIVeiTal 0pLlOVTLA KATA UKOG TNG MAATHOPUAG KATOOKEUNG. Ol LUNXOVEG
SladEpouv we mpog TNV MOAUTIAOKOTNTA KAl TIG HEBOSoUG eAéyxou T evamoBeong uAkou. Ot
oTBadeg UAKOU 0Tn ouvEXeLa okAnpUVOnKav xpnolponolwvtag urteplwdeg (UV) dwe. Kabwg
TO UALKO TTPETIEL VA EVOTIOTIOETAL 0€ OTAYOVEG, 0 ApLlOUOG TwV SLABECIUWY TTPOC XPrON UALKWY
elval meploplopévog. Ta MoAUEPN KoL TO KEPLA elval KATAAANAQ Kol cuvBwg
XPNOLUOTIOLOUUEVA UALKA, AOyw TG LEwdoug pUoNG Kal TG LKAVOTNTAG Toug va axnuatilouv
OTOYOVEG.

UV cuning lamp

Leveling

Blade ~—i i
\/// y

Build material
Support material
Part support

Part

Build substrate
Build Platform

Elevator
Couyrgh: © 2002 CustomParthat

Ewkova 1.5: Aradikaoio mTpooOeTIKAG Katepyaoiag e ieon akpoduaiou.
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Navoowpatidla pe Mieon Akpoduoiov (NanoParticle Jetting - NPJ).

21N Sladkaola auTh To UALKO KATOOKEUNG €lval HETOAALKA 1] KEPOULKA vavoowuatidia, mou
nieptBailovrat amo eAawdeC peuoTo Kal Snuloupyouv otayovidia, ta onoia Pekalovral anod ta
TILEOTIKA KOl TTOPAYOUV €va e€QLPETIKA AEMTO oTpwia. To UALKO uTtootrpleng Pekaletal e tov
610 Tpomo. Itnv mlatdopua ektUTIwoNG Kot oe Beppokpacio 3000C to peuotd e€atuileTal Kal
To otayovidla 6€vouv PeTal Toug, OmwE oL VIPASEG XLOVIOU UETATPEMOVTAL OE VEPO. YTIAPXEL
€va TTOAU OUVTOHO XPOVLKO Slaotnua (oxedov éva UIKPOSEUTEPOAENTO) KATA TO OTOLO TPLV amnod
Vv €€atuion eivatl akopa o vypn Hopodr. Auto onuaivel OTL dSnuLloupyeital Eva TEAELO TTOKETO,
XWPLg mopwdeg emipaveleg. EMUTAEOV, TO EKTUTIWHEVO QVTIKELUEVO UTTOBAAAETOL OE pLat EUKOAN
Sladlkacio mupocuoowpdtwong oe KABavo wg eviaia povada, e¢aodpaliilovtag opolopopdia
TPOG OAeC TIC KateuBuvoel. Ta otnplypata otov KA{Bavo PETATPEMOVTOL O OKOVN Kol
oo aKpUVOVTAL ATAd.

20vtnén otpwpatoc okovne (Powder Bed Fusion)

H Stadikacio cuvTnEng oTpWHATOC OKOVNG TtEPAAUPBAVEL TIC aKOAOUBEG CUVNBELG TEXVLKEC
eKTUTIWONG: Apeon ouvinén pe petaAlo Aéwep (DMLS), ThEN pe 6€oun nAektpoviwv (EBM),
eTUAeKTIKA Beppocuoowpatwaon (SHS), emektikn e pe Aélep (SLM) kal eTUAEKTLKA
TUPOoUCGoWHATWON e Aéllep (SLS). OL uéBodol cuyxwveuong os okovn (PBF) xpnoluomolouv
eite 6éoun Aéwlep elte S€opn NAEKTPOVIWV yLa VA ALWOEL KOL VOL CGUVEVWOEL TN OKOVN UALKOU
padt. H tién pe 6€¢oun nAsktpoviwv (EBM), ol péBodot amattolv Kevo, aAAA UmopouV va
XpnotpomnotnBouv pe HETAAAQ KoL KpAUATA YIa TN SnUoupyia AEITOUPYIKWY TUNUATWVY. OAEC oL
Stadikaoieg PBF meplhapBavouv tnv e€AmMAwaon Tou UALKOU O€ OKOVN O OXEoN UE Ta
TIPONYOUEVA OTPWHATA. YIIApXoUuV SLAdopoL UnXOVLoUOL TTOU ETILTPETIOUV AUTO,
ocuuneplapPBavopévou evog kuAivbpou 1 pag Aemtidag. Mua xodvn 1 pia de€apevi Katw amnod
TNV AKpn Tou KpePatiov mapexel ppéoko UALKO. H dpeon olvinén petdAAwv Aéwlep (DMLS)
glvat n 6o pe v SLS, aAAd pe T xprion LETAAWYV Kal OXL MAaoTKwy. H Stadikaoia
OUOOWPEVEL TN OKOVI, TO CTPWHA OTTO TO OTPpWHA. H ETIAEKTIKN TUPOCUGOWHATWON SladEpel
oo TIg AAAeC peBodoug pe T xprion Bepuatvopevng KepaAng BepULKAG EKTUTIWONG VLA TN
OUVEVWON UALKOU o€ okovh. Omwc Kal TtpLy, T OTpWHATA pooTiBevtal pe KUAivdpoug
QVAUECO OTN oLVTINEN TWV OTPWUATWY. Mo TAAThOpUA XAUNAWVEL AVAAOYQ TO LOVTEAO.
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Powder Roller

\ Object/Part Powder Bed

\

Build Platform

Ewkova 1.6: Aladikaoio TPooOETIKAG KATEPyAOiaGg LE CUVTNEN OTPWATOG OKOVNG.

EridexTikn 20vtnén pe tnv Xprnon Aktivwy Aewlep (Selective Laser
Sintering — SLS).

TNV TEXVIKN auTn pia aktiva Aélep dlogeldiou tou avBpaka CO2 ALWVEL KoL OTEPEOTIOLEL
Sladopa UALKA (MAQOTLKA, KEPAULKA I} HETOAAQ) Ta omoia Bpiokovtal og popdn okovnc. Evag
KUAWVSpo¢ "otpwvel" pia moodtnTa okovng KatdAAnAou maxoug (tumikd 0,075-0,1mm) ndvw o€
pLa emidavela Kot pa kepoadn Aélep Slaypadel To oxAUA TNG TPWTNE SLATOUNG UE oApwaon o€
EVKAPOLEG TOUEG amod éva Pndlakd 3D apxeio, Alwvovtag Kol OTEPEOTIOLWVTOG ETUAEKTIKA TNV
oKOvn. Katomv n emtpavelo KATEPXETAL KATA TO TIAXOE TNE EMOUEVNC SlaTouN G, TomoOeTeital ek
VEOU OKOVN TNV omoia oTpwVEL 0 KUAWVEPOG Kal n kedaln Aélep SlaypadeL TNV EMOUEVN
SL0TOUN OTEPEOTIOLWVTAC TNV TTAVW OTNV TPWTN.

H Sladikaocia ouveyiletal pEXPL TNV OAOKANpWON TOU AVTIKELPLEVOU. H TeplooELa TNE OKOVNG
KAOE OTPWUATOC AELTOUPYEL WC UTIOOTIPLYHO TOU KATAOKEUOALOUEVOU QVTIKELUEVOU. EMELdN, N
TIUKVOTNTA TOU TEALKOU €€0pTUATOG, E€QPTATAL ATIO TNV PEYLOTN LOXU Tou AELlep KaL OXL amo
™V SLapKeLa TNE akTvoBoAiag, ot unxaveg S.L.S. xpnolwponolouv cuvhBwc maApiko Aéwlep. H
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pnxavn npoBepuaivel To KOVIOTOLNUEVO UALKO Alyo KATW armo to onpelo tENG Tou, woTte va
KATAOTEL EUKOAOTEPO yLa TO AELlEp va aUuNOEL TNV BEPUOKPACLA TWV ETIAEYUEVWV TIEPLOXWV
oto onpueio TA¢NG Tou.

Mepika punxavnuata S.L.S., Xpnoomnolouv oKovn EVOG GUOTATIKOU, (T.X. AHECT CUCCWMATWON
HETAANOU e AELlEP), WOTOCO OL MEPLOCOTEPES UNXAVES XPNOLLOTIOLOUV OKOVN SU0 CUOTATLKWY,
ouvnBw¢ eite eEMIKOAUUIEVNG OKOVNG £lTe éva pelypa okovng. 2 avtiBeon pe tnv SLS, n DMLS
Kal N SLM xpnouomnololv VoG CUCTATLKOU OKOVEC. X€ EVOC OUOTATIKOU OKOVEG, TO AELEp
ALWVEL povo TNV e€wteptkn emidpavela Twv cwpatdiwy, (t€n empaveiag) evwvovtog Toug
OTEPEOUG N ALWHUEVOUG TTUPAVEC LETAEY TOUC KL LLE TO TIPONYOULEVO OTPWLAL.

Y& oUyKpLoN e GAAeG peBOdoug mapaywyng pe mpocoBeon UALKOU, OL UNXAVEG OLUTEG UTTOPOUV
va opayouv eaptripata anod Eva eupl GAcUA EUTIOPLIKA SLHBECIUWY UALKWY OE OKOV).
Avdaloya e TNV TUKVOTNTO TOU UALKOU, UITOPOUE VA TIETUXOUE UNXAVLKEG LOLOTNTEG,
OVAAOYEG HE AUTEG Ao TIC CUMPBATIKEG HEBOSOUG apaywynG. Z€ TIOANEG TIEPUTTWOELG, LEYAAOG
0pLOUOC ECaPTNUATWY UIMOPEL va TOTIoBEeTNOEL HECA OTNV OKOVI ETMLTPEMOVTAG £TCL TIOAU
HEYAAN Tapaywylkotnta. AvtiBeta pe TIg ueBOSOUG TTOU MAPOUCLACTNKAY TIPLV, OTIOU UTTAPXEL
povo pia petafatikny paon, otnv dtadikaoia SLS urtapxouv SUo: oo oTePed O PEVOTO KalL
Tilow TAAL o€ oTEPED.

O efomAlopocg SLS meplhapBavel: tov urtoAoylotr) eAéyxou, Tov EAeyX0 aTUOoDALPAG KOL TO
BaAapo kataokeung. O urtoAoylotrg eAéyxou Baaoiletal o Asttoupylkd cuotnua UNIX, oto
omoio dnuloupyouvvral ta apxeia STL kat Ta apxeia Tepaxlopol Tou povtéAou. O UTIOAOYLOTNG
eAéyxou mapakoAouBel 6An tn dtadikaoia kKataokeung. H povada eAéyxou atuoodalpag
neptAappavel ta opyava GIATpapiopatog Kal avakUKAwoNG Twy aepiwv tou Balduou
KATAOKEUNG. Alatnpouv otabepr tn Bepuokpacia tou aépa peéoa oto BdAapo kat pubuilouv
NV moootnTa Tou alwTtou péca otn povada. O Balapog kataokeung nepthappavel To laser ka
To ovotnua Slaxeiplong tng moudpag. To laser eotidletal pe Ta KATAAANAQ onttikd. H odpwon
¢ emupavelog tng moudpag amnod tnv aktiva laser yivetal pe kaBpédtec. 2tic SUo amévavtl
TIAEUPEG TOU KUALVEpou umapyouv dU0 amobrkeg UALKOU: n piot TpodoSoTel e VEO UALKO KoL n
GAAN CUAAEYEL TOL UTTOAELOTA ATTO TO OTPWOLUO KAl TNV euBUypappLon TG eMdAVELOC TOU
UALKOU. To KTIOLMO TWV KOPUATIWY EEKLVAEL PE TNV BEpUavon TnG atpudodatpac tou BaAdpou
KOATAOKEUNG KoL Yepiletal pe alwrto.
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AlwoLpo pe Aeoun HAektpoviwv (Electron Beam Melting — EBM).

Kata tn Stadikaoia, Eva Bepuatvopevo vijpa BoAdpapiov ekméumnel nAektpovia og uPnAn
TaXUTNTA, T OTtola 0T CUVEXELD EAEyxovTaL amod SUo payvntika redia, éva nnvio eotiaong
(focus coil) kat éva mnvio ektponng (deflection coil). To mnvio eotiaong evepyel wg €vag
HOYVNTIKOC PaKO Kal e0TLAlEL TNV SEoUN oTNV ETOULUNTI SLAUETPO, EVW TO TINVIO EKTPOTING
EKTPETIEL TNV EOTLOOUEVN OECN 0TO EMBUUNTO CNUELO 0APWONG TOU OTPWUATOC oKOVNG. Otav
o UPNARC EVEPYELAC NAEKTPOVLA XTUTIHOOUV TO OTPWHO OKOVNG, N KIVNTIKA TOUG EVEPYELD
UETATPETIETAL O DEPLLLKI EVEPYELQ N OTIOLA TAKEL TN OKOVN. KABe oTpwpa KpeBATLOU OKOVN
copwvetal oe U0 otadLa, to otadlo TNG MPoBEpuavaong kat to otadlo Tng ténc. Ztnv
npoBépuavon, pia vPnAng evépyelag S€oung Ke Uit uPnAr TaxUTNTO CAPWONG
XPNOLLOTIOLELTAL YLaL TNV TIPOOEPUAVAN TOU OTPWHOTOG OKOVNG HE TTOAQTAQ TEPACHATA. ITNV
™MEN, LLa XaUNAn eVEPYELOG SEGUNG LE Lo XOUNAR TaXUTNTA 0ApWaonG XPNOLUOTIOLELTAL YLIa TNV
™MeN ¢ okovne. Otav n odpwon €va oTpwHUAToG OAOKANPpwOEL, n MAaTOpUA XTLOLOTOC
XOUNAWVEL, pLa VEQ OTPWON 0KOVNG UALKOU amAwveTal Kot n Stadikacio emavalapBavetat
HEXPL TOV OXNUATIOUO TOu €apTrHATOC.

H néBobdoc autr pmopel va mapdyet ANPWE TUKVA LETAAALKA HEPN, LE KOAEC UNXOVIKEC
18LOTNTEC KOl va SLatnpel Ta XapaKTNPLOTIKA TOU UALKOU. Oswpeltal pLa ToAU amodoTikN)
Sladkaola e UKPOTEPO EVEPYELAKO KOOTOC. XpeLAeTAL VO AELTOUPYEL EV KEVO oTOV BAAQUO
KOATOOKEUNG, O avTiBeon Ue TIC avwTEPw HEBOSOUG IOV XpNOLULOTIOLOUV adpaVES
TIPOOTATEVUTIKO aéplo (Gibson, Rosen & Stucker, 2015),. Emunpoéobeta n enudpavela pvipiopatog
Kall N avaAuon ival PETpLa o€ oXEoN UE TS avwTEpw HeBoOdoug omou ival aoyo.
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E¢wBnon vuAlkwv (Material Extrusion)

H povteAomnoinon evanéBbsong tnypévou uAikou (FDM) eival pia kown) Siepyacia e€wbnong
UALKWV Kal elval onpa katateBév amo tnv statpeia Stratasys. To UALKO TpafLETal HEow EVOCG
akpoduaiou, 6mou BepualveTal KAl KATOTILV EVOTTOTIOETAL OTpWHA Ao oTpwua. To akpoduolo
Umopel va Kiveitol opt{ovtia Kat pa TAAThOpUa VAL KIVELTAL TTAVW KAl KATW Katakopuda LETA
ano kabe evandBeon véou oTpwHaToCg. Elval pia Kowwg XpnoLULOTIOLOU LEVN TEXVLKI TTOU
Xxpnoluomnoleital o moAAoU¢ pONVoUG, olklakoUG Kot Xourt 3D ektunwtég. H Stadikaoia £xel
TIOAAOUG TTAPAYOVTEG TIOU EMNPEALOUV TNV TEALKH TIOLOTNTA TOU HOVTEAOU, OAAQ EXEL LEYAAO
SUVOULKO Kal BLWOLOTNTA OTAV AUTOL OL TAPAYOVTEG EAEyXovTaL LE eTtuyia. Evw to FDM eivat
TLOPOUOLO HE OAEC TIC AAAEC Sladikaoieg ektumwong 3D, kabwg xTilel To oTpWHA ATO TO
OTPWHO, TIOLKIAAEL OTO YEYOVOG OTL TO UALKO TtpooTiBeTal pEow akpoduaiov UTIO CUVEXH Tiieon
KOl O€ OUVEXN por. AUTH n Ttieon TpEnel va Statnpeital otabepn kat pe otabepr) taxvuTnTa
WOTE va eTTPEMEL akplBn anoteAéopata. Ot otifadec uAlkol pmopouv va cuvéebolv pe
€\eyxo Bepuokpaaoiag ) Ye tn xprion XNHUIKwy mapayoviwy. To UALKO mpootiBetal cuxva oto
unxavnua os popdn kapouAlol onwe daivetal oto Sldypapua.

Material Spool

Heater Element

Nozzle
Object/Model

———— Support Material

Build Platform

Ewova 1.7: Aladikaoia mtpooOeTkAG Katepyaoiog pe eEwOnon VALKWV.
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Movtelomnoinon EvanoBeoncg Tnyuevou YAkoU (Fused Deposition
Modeling - FDM), Kataokeuny Tnypéevou Nijuatocg (Fused Filament
Fabrication - FFF) kat Kataokeur) 20vBetou NApatoc (Composite
Filament Fabrication - CFF).

ExeL avadepOel peplkég GOPEC KAl WG MAACTLKNA EKTUTIWON HE Tiieon akpoduaiou (Plastic Jet
Printing - PJP). Mnxaviuata autig tng TEXVoAoylag UmopoUlV va KLVOUVTAL OE TPELG YPOUULKES
KateuBUVoELS (X), (Y) Kot (z), YWWOTEG WG KOL KAPTECLOVEG CUVIETAYHEVEG. ATtoTeAoUVTAL ATTO
pio ) meploootepeg KepaAEg e€wBNoNGg, Kia Baon Kal oo BnUatikoUE KLVNTAPEC N KIVNTAPEG
0£pPo, oL OmoioL XPNOLUOTIOLOUVTAL YL VO LETOKLVI)GOUV TO VA HA, TIC KEDAAEC KaL tnv Baocn. To
UALKO o€ vnuotwdn popdn EeTtuliyetal anod £va KapoUAL Kat TpodoSoTel cUVEXWGS TN UNXAVA.
To vApa OTIPWYXVETAL HECA OTO akpoduaolo NS kedaAng eEwbnoewg, omou Bepuaivetal. Kabwg
TO akpoduolo MeTuxaivel Tnv emlBupunth Bepuokpaacia, avaioya pe to €i60g Tou UALKOU TTou
XPNOLUOTOLE(TAL, EVATIOBETEL TAVW 0TN BAON AEMTEC OTPWOELG TOU UALKOU, TO omolo Bpioketal
o€ nuippevotn kataotaon. H Baon sivat cuvnBwg amo yuaAi  adoupivio kat Beppatvopevn
yla tnv anoduyn otp€PAwaonG 1 paylopatog TnG KATaoKeunG. To UALKO OKANPOLVEL AUECWC
HETA amo v e€wBnor] Tou amo to akpoduaolo, adevog S1oTL n Baon Bploketal o xapunAotepn
Bepuokpaoia, apeTEPOU AVEULOTHPAC UTIAPXEL TIANGLOV TNC KEDAANG TPOPOSOTWVTAC CUVEXWE
aépa yia tnv Puén tou VALKOU. 2To akpodUOLO YIVETAL EVEPYOTIOLNON KAl OTEVEPYOTIOLNGN TNG
PONG Kal LeTakKLVEiTaL 0To eminedo oe opl{ovTLeg (x) kat KABeTEC (y) kateuBUvVoeLg, cUudwva e
€va eleyktn aplBuntikov eAéyxou (N.C. Controller). Katomv n Bdon Katépxetal otnv
katevBuvaon (z) 660 KoL To MAXOG TNG OTPWONG Kal N kedpaAn evanobétel to SeUTEPO OTPWUA
TIAVW OTO TPWTO.

Yrdpxouv SLopOpPETIKEG APXLTEKTOVLKEG OXETIKA UE TOUG AEoveg Kivnong aAlAd n dlhocodia
elval i6ta. Mmopet dnAadn n Baon va kwveital otov (y) afova kat n kepaAr otov (x) kat (z)
afova. H Stadkaoio ocuvexiletal HéxpL TNV OAOKANPWOT TOU QVTIKELUEVOU TTALPVOVTOC TN TEALKNA
pnopdn amo ta dtadoyika emnineda (layers). MNa tnv unootnpLén Twv evaicOntwv B€cswv tou
OVTIKELUEVOU (e peyaAn kAlon mpoe€oxng) kataokevualovtal uTtootnplypata amno to idlo UAKO
N Stadopetikol UALKOU amod pa deutepn kedpain mou adatlpouvtal eUKOAQ OO TO TEAKO
MPWTOTUTIO. Mropel va ekTuwoeL o€ TIOAAG SLadopETIKA XpwHaTA KoL e TANBwpa UALKWV
Tou Bpiokovtal o€ popdr vAHATOG LE SLadOPETIKA XAPAKTNPLOTLKA.
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Robocasting N KatevBuvouevn Mpadn MeAaviou (Direct Ink
Writing -DIW), Bloe¢wBnon (Bioextrusion).

Itnv e€wONON To UALKO TIPEMEL va Elval 0€ peLOTN Lopdn TOU UTopel ypriyopa va
otepeonolnBel. Auto pnopel va emiteuyBel elte, OMwC otnv mponyoupevn LEB0SO, pe Bepuikn
Slepyaoia AlwolpaTog eTe xpnoLlomolwvTag XNk Slepyacia 6mou éva UALKO, Tou Bpioketal
o€ popodn tlEN okAnpaivel i Eepalvetal (oTeyvwvel amo vypacia). ZuvnBwg Eva peuotod
ovapEPOUEVO KL W LEAAVN, OTIWC KEPOLLKOC TIOATOC, Slatnpel TO oXNUA TOU QUECWE LETA TNV
e€wBnon. Elval cuvnBwc moAL eUBpavaoTo Kot paAako Kot yU autd Enpavon Kat cuvtnén
0koAouBoUV yla va SwoouV TIG ETILOUUNTEG LNXOVLKEG LOLOTNTEG. AUTHA N TEXVLKN
Xpnolpomnoleital kat otnv BuweEwOnaon (Bioextrusion) yta tnv dnuoupyia Blocuppotwy Kat / n
BLoSLaCTIWHEVWY CUCTATIKWY TIOU XPNOoLUoTolouvTal yla Tn Snuloupyia mAatciwy, mou
dofevouvtal amd {wika KUTTOPA YLo TOV OXNUATIOUO LOTWVY (LNXAVLKA TWV LOTWV).
XpnotluomoloUvtal TOAUUEPLKEG OUCLEC 0€ popdr maotag i uSpoyéAeg (hydrogels), mou eivat
TIOAUHEPN adSLAAuTa 0To VEPO aAAA UITopoUV va SLaoTtaoTtouV oTo vePO. Baaoilovtal o puaotkd
1 OUVOETIKA TTOAUHEPT], aAAA Ta PUGCLKA TTOAUEPN £lval lowg o BloocupBatd. Emumpdobeta
AOYwW TwV acBevwv SECUWV IOV AVANTTUCCOUV HETAEY TOUG ELvaL XPrOLUA YOt TNV aVATITUEN
HOAOKWYV LOTWV.
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KateuBuvopevn evanobeon evepyelag (Directed Energy Deposition)

H evamnoBeon kateuBuvouevng evépyelag (DED) KaAUTTEL pLla OELPA OPOAOYLWV: «IXESLOOUOG
ue Aéep, kateuBuvopevn kataokeun Gwtog, dpeon evanobeon petallou, 3D emévduon pe
AéWlep» NpokeLTal yla pla o oVVOEeTn Stadikacia eKTUTIWONG TTOU XPNOLUOTIOLELTAL oUVABWG
yla tTnv emidlopbwaon f tnv mpoodnkn mpocBetou UALKOU ota umapyxovia saptripata). M
TuTikn pnxavr DED amoteAeital anod éva akpoduolo TomoBetnuévo os Evav Bpaxiova

oA amAwv agdvwy, o omoiog amoBEtel Tn AlwUEVN UAN MAvVw otnv KaBoplopévn emupavela,
omnou otepeomnoleitat. H Stadikaoia eival mapopola kat 'apxAv e tnv e€wbnon uAtkol, aAAd To
0aKkpodUaLo pumopel va KivnBel o MOANEC KATELOUVOELC Kal SV Elval OTEPEWUEVO OF
OUYKEKPLUEVO atova. To UALKO, To omolo pmopel va evanoteBel and onoladnmnote ywvia Adyw
UNXavwv 4 kot 5 agovwy, TNKETAL KOTA TNV evanobeon pe Aélep 1 6éoun nAektpoviwv. H
Sladikacio propet va xpnouomnotnBet e MoAUUEPT), KEPAULKA, AAAA TUTILKA XPNOLUOTOLELTaL
HE HETOANQ, UE TN Hopdn) lte OKOVNG ElTE CUPUATOG.

Electron
Beam
Material (metal)
wire supply
Obeject Metal wire

/

Build Platform

Ewkova 1.8: Aladikaoia mtpocBeTIKAG Katepyaoiog HE KATEUOUVOUEVN evanoOeon eVEPYELOG.
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AmnoBeon MetaAAou Baolopevn oe Aewlep (Laser- Based Metal Deposition - LBMD).

Eival pla texvohoyia Baclopévn otnv evanoBeon okovng UALKoU e xprion Aéllep. H kedpaln
evamnoBécewc ival ouvnBwS pia oAokAnpwuEVn cuAoyn amod ontikad Aéwlep, akpoduaolo/a
oKOVNG, OWANVWOEL; adpavolG OEPIOU, KAl O OPLOMEVEG TEPUTTWOELS aoBntipec. To
UTIOOTPWO UIopEel va elval lte pia emimedn mAGKa mAvw otnv omnola Ba KATAOKEVAOTEL TO
KaLVOUPYLO OVTLKELLEVO N €va UTIAPXOV EEAPTNUA TTAVW OTOo omoio Ba mpootebel emumAéov
YEWMETPLa. H evamoBeon eAéyxetal amod pia oxetiky Stadopikr kivnon petagl tou
UTTOOTPWHATOC KAl TNG KEPOANG evamoBEoewd. Auth n StadopLki Kivnon EMITUYXAVETOL E(TE e
TN UETAKIVNON TNG KEPOAANC EVOTIOBETEWC, E(TE LETAKLVWVTAC TO UTIOOTPWHA, I} LE CUVSUOOUO
Twv V0. Yapxouv TUTILKA cuoTthpata 3 afovwy, cUUPwWVa LE Ta omola n evanobeaon
TipaypoTomoLe(tal katakopuda. QOTOCO UTIAPXOUV KAl cuoTApaTa Pe 4 1 5 afoveg mou
XPNOLLOTIOLOUV €iTE EPLOTPODIKEG TTAAKEC ] POUTIOTIKOUC Bpayioveg.

H Laser Engineered Net Shaping (LENS) amoteAel pia amno tig npwteg DED Siepyaoieg,
avamntuxbnke amno ta eBvika epyactipla “Sandia” otig HIMA, kal oto eunoplo Eekivnoe to 1997
amno tnv etalpeia Optomec, pe To povtélo "LENS 850" kat pe tkavotnta SumAng kedpaAng. H
enefepyacia TwWV UAIKWV IPAYHOTOTOLETAL oA OE €va KAELOTO BaAapo omou adatlpeital To
o€uyovo kat avatpododoteital adpavég aéplo (cuvnBwc apyov).

H etapeia POM, ival pia dAAn etatpia kataokeun¢ LBMD punxavnudtwy, tn Texvoloyia tng
omolag £xel amoktnoel n etatpeia DM3D Technology. To cUotnua Stabtel mévte (5) aoveg,
Suvartotnta opoatovikng Tpodhodoaiag okovNG yLa TO XTIOLUO TWV LEPWV KOL XPNOLUOTIOLEL TNV
npooéyylon Bwpakiong pe aéplo. Xpnoipomnolei Aéwlep CO2, To omolo €XeL TO MAEOVEKTN A VA
glval pla owkovopkn, uPnAng mapayopevng tnyng Beppotntag. Ouwc, n amoppodnTKOTNTA
TWV MEPLOCOTEPWY UALKWV €lval TIOAU PLKpOTEPN O PUNKN KUpatog Aéllep CO2, amo otLyla Nd-
YAG (neodymium-doped yttrium aluminium garnet; Nd:Y3AI5012) | Aéilep vwv Kal €ToL
oxebov 6Aa ta véa DED cuotripata xpnolomnolouv twpa iveg, S1odoug, ) Aéwllep Nd-YAG. lNa
ocuotnuata mou e€akoAouBouv va xpnolponolouv Aélep CO2, MPOKELWEVOU va avTloTtabuicouy
™V Uikpn anoppodntikotnTa, ePapUoleTal LEYAAUTEPO OGO eVEPYELAC AELEP, LE
OTTOTEAECUO LA LEYAAUTEPN ETNPEACHUEVN Bep k) Lwvn KoL pio cUVOALKA Bepuotnta
gloobovu.
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AnoBeon  MetdAou Baowopévn oe  Agoun HAektpoviwv (Electron Beam
Based Metal Deposition).

Elval pia texvoloyia Baolopévn otnv evanobeon UALKOU o€ popdn cUpUaToC Le Xprion §€0uNG
nAgktpoviwv wg nnyn Bepuotntag. H uéBodog Electron Beam Additive Manufacturing
(EBAM™), n omola eivat anokAslotiki TnG Sciaky, Inc. dnuiovpyet e€aptriuata péoa o€ Eva
BaAapo v kevou (amoucia ofuydvou). Zekvwvtag pe €va 3D poviélo og éva mpoypappa CAD,
1o omoio petatpemnetal oe Kwdika CNC, n §€oun nAekTpoviwv evamoBETel LETOANO, HECW TNG
Tp0$080TNONG CUPHATOC, OTPWHO TTAVW OE OTPWHA, £WG OTOU TO TUAHA $BAceL oxedov oTo
TEAKO OXN U, OTIOTE Kal UTIOBAAAETAL OTO TEALKO 0TASL0 BepUIknG emetepyaaiag Kat
katepyaciog. H (dta n dtadikaoia eivatl emektaoiin o PEye00C, yla TA KATAOKEUAOTIKA
QVTLKE(HEVA, Ao XIALOOTA o€ TIOAAQTTAQ LETPA, UE LOVO TIEPLOPLOUO TO pEyeBOC Tou BaAdpou
gv kevoU. H Electron Beam Freeform Fabrication (EBF3) avamtuxBnke oto epeuvVNTIKO KEVTPO
Langley tng NASA, w¢ évag TpOmog yLo TNV KATooKeun 1 / Kot emdtopbwaon HETAAAKWY HEPWV )
epyaleiwv o€ éva agpodlaotnuiko cvotnua. Eivat pia Stadikaoio mou xpnoLomnoLel éva
eKTOEEUTH 6£€0UNG NAEKTPOVIWY, Evav SUTAG TpododoTn cUPHATOG KAl EAEYXO QIO UTIOAOYLOTH.
Xpnouwormoleitatl S€opun NAekTPoVIwV KABOTL adpevOC AelToupyEl ATTOTEAECUATIKA €V KEVO, OAAQ
OXL HE TNV mapoucia adpavwy aepiwy Kot £€ToL elval KATAAANAOL yLa TNV SLOCTNULKO
nieplBaAlov, adetépou elval MOAU TILO ATIOTEAECUATLIKY OTN UETATPOTIA NAEKTPLKAG EVEPYELAG OE
OX£0N UE TO TEPLOCOTEPA aKTivag AELlep, TO OO0 €€0LKOVOUEL TOUC OTIAVIOUG NAEKTPLKOUC
Topou¢. Emumpdobeta mpotipudtal n tpododoacia cUPUATOC EMELSH OL OKOVEG UALKOU €ival
SUokolo va Slaxelplotolv e aodalela os mepBariovra xapnAng Baputntac. H EBF3
XPNOLLOTIOLELTAL YLO TNV KATOOKEUN S0KWV TLTaviou yla Tig KaBeteg oupéc twv F-35 Joint Strike
Fighter. Alyotepn omatdAn titaviou Kot Heiwaon Tou Xpovou katepyaoiag odnyel oe
gfokovounon mopwv.
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2UYKOANon dUAAwvV (Sheet Lamination)

OL Slepyaoieg otpwpatonoinong puAAwv mepAapBavouv TNV mapoywyr) UTEEPNXNTIKWY
npocBetwv (UAM) Kol TNV KATAOKEUN TIOAUOCTPWHATIKWY QVTIKELEVWY (LOM). H Stadikacia
KOTOLOKEUNG MPOCOETWY UTtEPXWV Xpnotuomolel dUANA | KOPSEAEG Ao HETAANO, OL OTIOLEG
ouvbEovtal LETAEV TOUG e UTIEPNXNTIKA OUYKOAANGN. H Stadikacia amattel emutAéov
Katepyaoia Pe cnc kot adaipeon Tou un cuvoeSeUévou HETAANOU, CUXVA KATA TN SLAPKELA TNG
Sladkaciog ouykoAAnonG. H Kataokeur MAQOTIKOTIOLNEVOU aVTIKELUEVOU (LOM) xpnotpomolel
L0 TTALPOOLAL TIPOCEYYLON OTPWOEWYV AVA OTPWOT), AAAQ XPNOLUOTIOLEL XapTl WE UALKO Kot
OUYKOAANTLKA ouoia avti ylia cuykoAAnon. H Stadikacia LOM xpnolpomnolet po pébodo
SlaoTtaupoUpEeVNG eKKOAAY NG KATA TN SLApKeLa TNG SLadLkaoioG EKTUTIWONG VLA VOL ETITPETIEL
TNV EVUKOAN adaipeon PETA TNV KATAOKEUT. Ta TAQOTIKOTIOLNUEVA QVTIKEILEVA
XPNOLLOTIOLOUVTAL CUXVA YLa ALoONTIKA KoL OTTTIKA LOVTEAQ Kol SV elval KATAAANAa yla SoLKn
xpnon. To UAM xpnotpomolel p€talia kat mephapBavel aAoupivio, XaAko, avoeibwto xaAluBa
Kal titavio . H dtadikaoia eival xapnAn Bepuokpacia Kot emtpénel tnv Snuoupyia
EOWTEPIKWY YEWUETPLWV. H ladikaoia propel va ouvoEel SLapopeTikd UALKA KOl ammaltel
OXETLKA LKPI) EVEPYELD, KOOWE TO HETAANO SeV THKETOL.

Laser

Motorised Mirror \n R h

Cross Hatched material

T

O) B

Material Spool Used Material Spool

Ewkova 1.9: Aladikaoio TpooOeTIKAG Katepyaoiog Le cuyKOAAnon ¢UAAwv.
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2UYKOANoN f) KOAAnon (Gluing or Adhesive Bonding).
MNapaywyn AVTIKELLEVWY LE 2UYKOANoN (Laminated Object Manufacturing —
LOM).

Mia armo TIC TPWTEG TEXVIKEC TTOU EUmopevpatomnolitnke to 1991, Baoiletal oTnv KOTOOKEUN
OVTIKELLEVWV PE TN OUYKOAANon Asmttwv VAWV (og popdn poAwv xaptiou) uAtkol. Yrtdpxouv
0oUCLAOTIKA SUO poAd XapTLoU OTOU TO €va armeAeuBepwveLl UALKO (xapti) kal To Ao palgUEeL.
To MpwWTO UALKO TTOU XPNOLUOTIOLRBNKE ATAV TO XaPTl, EVW apyoTEPA XpNOLUOomoLROnKav Kat
AaAAa VALKA (aSLaBpoxo xapti, TAQOTIKA OAAQ KoL AETITEG TOUVIEG KEPOULKWY UALKWYV 1 LETAAAWV
UTO Hopdr okovng). OL cuokevég LOM Asttoupyouv we €n¢: Mia Statagn tpododoaiag
TomoBetel To MpwTo GUAAO XapTLoU, ToU PEpPEL enioTpwaon BepuokoAANTIKAC ouoiag (heat-
activated glue), mavw oe pa Bacn Kal KOTOMLV €vag Beppatvopevog KUALVEPOC EPVA TTAVW
oo auTo TLE(OVTAG TO WOTE VA KOAANOEL TTAVW OE QUTAV. TN ouvEXeLla pia kedpaAn Aéwlep CO2
"kOBel" To oxNUa TG SLATOUAG TTAVW OTO XAPTL KL KATOTILY XapAleL UKPEC EYKOTIEG OTO
UTTOAOLTTO TN O TOU WOTE Va SLEUKOAUVETOL N aIOOTIA0N TOU AVTLKELLEVOU 0TV OAOKANpwOEel
n Stadikacia TG KATAOKEUN G Tou. AdoU KOTEL TO TIPWTO OTPWHA, N BACN KATEPXETAL, EVA VEO
dUAo powBeital anod ) dtataén tpododoaciag kat katomiv n Baon avépxetal Alyo wote o
Bepualvopevog KUALVSPOG va TLETEL Kal va KOARoeL To SeuTtepo GUANO oTo TtpwTto. AKoAouBel
N Komn tng véag Slatoung amnod tnv kedbaAn Aéwlep kat n dStadikaoia emavalapfavetat HExpL TNV
OAOKANpPWON TOU QVTLKELLEVOU.

To madxog Tou xaptioL Sev eival otabepd. ZUVETIWG, Evag aLoONTNPOG LETPAEL TO TTAXOG TOU
TLAPOVTOC XOPTLOU KAl TO MOVTEAD KOPBeTaL avaloya. Z€ TTOAAEC TTEPLUTTWOELG amalteltal n
ETUKAAU YN TOU QVTLKELEVOU UE XpwHa 1) BEPViKL WOTE va U pooBAAAETAL KoL

AP HOPPWVETAL ATIO TNV LypOoia. Ta TEXVIKA XOPAKTNPLOTIKA Tou Sokiuiou, potalouv pe
ouTa tou EUAou. OTav XPNOLUOTIOLOUVTAL TOLVIEG KEPOULKWY UALKWV I LETAAAWV UTIO HopdN
OKOVNG TO QVTIKEIPEVO TIPETEL VO UTTOOTEL pLa Stadikaoia "ouvtnéng" (sintering) yla tnv avénon
NG avtoxng Tou.
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ErdekTikn 2uykOAAnon EvanoBeonc (Selective Deposition Lamination —SDL).

Ztnv Sladikaoia auTh MPAYUATOMOLETAL ETUAEKTLKI) KATABEON TNG KOAAQG yLa VoL CUVOEDEL T
dUAAa xapTloU. Mia oAU uPNASTEPNG MUKVOTNTAG OTAyOVWY KOAAAG evamotiBevtal otnv
TLEPLOXN IOV Ba YIVEL TO TUNHA, KAl pia TTOAU XapnAotepng mukvotntog epapudletal otn yupw
TLEPLOYXI TIOU Ba XPNOLUEVOEL WG TO UTIOOTPWHA. AUTO 08nyel o€ TTOAU ypriyopn Kol eUKOAN
ovaokadr TOU TUAUATOG arno To xapti urtootipléng 6tav oAokAnpwOel n ektUTIWON. ITNV TTAALA
Stadkaoia LOM, 6Aa Atav koAnpéva poall, cupneptAapBavopévou Kat Tou UALKOU
UTIOOTAPLENG YUPW QIO TO MOVTEAOD WE TNV 6La évtaocn. H ekokadr Tou LoVIEAOU ouxva Eixe
QMoTEAECHA TNV €V PEPEL Bpavon. EmumpooBeta n kOAAa Sev mpo epapuoletal oto GUAAO,
Omw¢ otnv LOM, aAAd epapudletal LETA TNV KO Tou podih. Mmopel va mapayeL EYXpWUES
3D eKTUMIWOELG. Asdopévou OTL Ta TtpolovTa elval EUALVA, UIMOPOUV TEPALTEPW VOl
enegepyaoTolV XPNOLLOTIOLWVTAC KATIOLA TEXVIKA PLvipiopatog EVAou.
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[MEPAATIKO UEPOG

2KOTIOC

IKOTIOG TOU TELPALATOG Elval N SlEpeUVNON TOU TPOTIOU TPLoSLACTATNG EKTUTIWONG UALKOU PLA
LLE TOV OTtoL0 Ba €XOUE TIG KAOAUTEPEC LNXAVLIKEG LOLOTNTEC O€ KA. ZUYKEKPLUEVA Ba
e€etaotel autod Snuioupywvtag Sokipa pe StadopeTikn TIUR BEpUOKPACLAC EKTUTIWONG,
ToxUTNTA EKTUTIWONC, SladopeTIKO HoTiBOo yeplopatog Kat e SLapopPETIKO TPOTIO EKTUTIWONC.
To UALKO PLA eival moAupEPEC TO OTOlo KATAOKEUATLETOL OO OVAVEWOLUOUG TIOPOUG
(apapoaotito, cakyxapoteutAa). To BepOMAAOTIKO UALKO aUTO ival pn tofiko, BloSlacmwevo
Kal £toL 6ev emBapuvel To meptBaliov. NpoodEpeL avTox Kol EKTUTIWVETOL O BEpUOKPATieg
180-220c. H texvoloyia ekTUMWoNG Tou XpnoLlomnotndnke eivat n FDM n onola Baciletal otnv
™EN KOl TNV ETUAEKTIKN evamoBeon piag Aemtn¢ ivag BepomAaoTikoU yLa ToV OXNUOTIOMO
OAAETTAAANAWY CTPWOEWV OL OTIOLEG Kol Ba SnULoupyHoouV To TEALKO avTIKE(HEVO. TENOG oL
TILEG TWV TTAPAPETPWYV TTOU eMIAEXONKav eival 180-195-210 yia tnv Bepuokpacia eEwbntn,
25mm/s-38mm/s-50mm/s yla TtV TaxuTnTo EKTUMWonG, EVOUYPAUUO-TPLYWVLKO-KUPEAWTO yLa
TO MOTIBO YEUIOMOTOC KAl X-y-Z YLO TOV A€ova LE TOV OTIOL0 EKTUTIWONKAV.
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Aadikaoia melpApaToC

1. Apxka oxedlaotnke to Sokiplo pe Staotaoelg 8mm MAATOG, 8mm mayxog Kat 120mm Urkog
ME TNV BonBeLa TOu UNXaVOAOYLKOU OXESLOOTLKOU TIPOYyPAUATOC Inventor TnG eTalplag
Autodesk.

Ewkova 2.1: to okipo oto mpoypappa Inventor tng Autodesk

2.Metatpornr Tou apxeiou oe .stl wote va pnopet va Stafactel katl va ¢poptwOel 0to AoyLopIKO
TOU EKTUTIWTHA.
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3.An6 10 AoyLlopko tou ektuttwtr FlashPrint to Sokipwo puBuiotnke o 9 dtadopetikd podiA.
JuyKekpLéEva Ta 9 autd npodil puBuiotnkav avaloya Ue TIG €N G MAPAUETPOUG:

» Oepuokpaocia

Oeppokpaoieg e€wbntN: 180°C - 195°C - 210°C

H Beppokpaocio Tou tpamellov nTav oplopévn o OAa ta Sokipta 45°C

»  TaxVTNTA EKTUTIWONG

Toyutnta ektumwong e€wdntn: 25mm/s - 38mm/s - 50mm/s

» potifo yepiopatog

To eoWTeEPLKO TV SoKLiwy eiyav ta €€n¢ potifa:

EvBuypappo - Tplywviko - KuPeAwto

RECTILINEAR GRID TRIANGULAR
WIGGLE FAST HONEYCOMB FULL HONEYCOMB

Ewkova 2.2: Kowvd EOWTEPLKA YERIOHATA TPLOSLAOTATNG EKTUIWONG
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»  TPOMOG EKTUTIWONG

O agovag pe tov omoio Ba ektumwOoLV : X - Y - y4

Elkova 2.3: 0 TPOMOoG EKTUNMWONG TWV SOKLHiWY

JUUGWVA LE QUTH TN MOPAUETPO N EKTUTIWEN otov X,Y afova sival Ue Tov (810 akplBwg Tporo,
oUW Kata TNV Stadikacia eAéyxou KA NG Ta SOKLULA TTOU £X0UV WG TTAPAUETPO Y Ba
neplotpacdouy kata 90°.
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4.Ertdoyn Twv SOKLiwv

H emdoyn éywve oclUdWVA E TOV TAPAKATW TIVOKA HE BACT TG TECOEPELG TTAPAUETPOUG:

TAXYTHTA
A.AOKIMIOY OEPMOKPASIA EZQTEPIKO FTEMIZMA TONOOGEZIA
o (mm/s)
(%0

1 180 25 EuBuypaupo X
) 180 33 Ku\peAwto v
3 180 50 TpLYWVIKO Z
4 195 25 KupEAWTO z
5 195 38 TPLYWVIKO X
6 195 50 EuBuypappo Y
7 210 25 TpLywviko Y
8 210 38 EuBuypaupo Z
9 210 50 KupeAwto X

Mivakag 2: emhoyn dokLuiwv

Ta Sokipla emAéxBnkav oL UPwva Pe ToV oXESLAOUO TwV Ttelpapdtwy (DOE). Na to neipapa
OUTO YLOL TOV EVIOTILOO TOU KOAUTEPOU oUVOUAOUOU TIOPAUETPWYV KAl TNV eVPEC Tou SoKLiou
HE TIG BEATLOTEC UNXAVIKEC LOLOTNTEC XPELAOTNKAV CUVOALKA 81 TELPAUATO KL CUYKEKPLUEVA
arnd 9 Sokipla pe 4 SLadpopeTIKES TOPAUETPOUG KaL amd 3 TLUEC N K&Oe mapdpetpog 3%= 81.
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Aokipwo 1
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Ewkova 2.4: TpOnog eKtunwong Sokipiov 1

» Print (Ex pert Mode)

1want to: ] Preview  [] Print When Slice Done
Select Profile: |Creator 3 PLA ~ | | Standard * | Save As Mew Remove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

Layer Height Speed

Layer Height Mode: | Fixed Layer Height = IBase Print Speed: 25rmm/'s B

Leyer Height: [0.18mm ¢]  Travel Speed: 80mm/s :

First Layer Height:  [0.27mm sl Minimum Speed: |5mm/s 2]

Edit Variable Layer Height First Layer Maximum Speed:

First Layer Maximum Travel Speed:

Temperature
Retraction

bLeft Extruder: |180°C Bl |

Platform: [45°C =] Left Extruder Length:  [1.3mm 2]

Left Extruder Speed:  [30mmys o

Adapt Soluble Support Filement

PVA = Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.5: Beppokpaocia kat taxltnta dokipiov 1

MANEMIZTHMIO AYTIKHZ ATTIKHZ |TMHMA MHXANOAOIQN MHXANIKQN



MANENIZTHMIO AYTIKHZ ATTIKHZ | KOTZANAZ MAPIOZ

% Print (Expert Mode)

Iwant to: ] Preview  [] Print When Slice Done
Select Profile: | Creator 3 PLA * | | Standard * | |Save As New Remave

General Perimeter Infll  Supports Raft  Additions Cooling Advanced  Others

General Speed
Top Solid Layers: [4 $|  Solid Speed: |70% ol
Bottom Solid Layers: |3 :|  Sparse Speed: [100% &
Fill Density: 60% - Combine Infil
IFi" pattern: =i - Maximum Solid Combine: |1 Layers & ]
Start Angle: 43° > Maximum Sparse Combine: |2 Layers &
Cross Angle: [90° 2 Combine Area Threshold: [150mm~2 ?]
Overlap Perimeter:  [15% ]
Vase Mode: No - Strength Infil
Interval Layers: [0 ]
Solid Layers: [1 4]

Restore Defaults

Cancel Save Configuration

Elkova 2.6: ECWTEPLKO HoTiBo Sokipiou 1

s e
GCods ;

FlashForge Creator 3

Ewkova 2.7: AnotéAeopa FlashPrint pe xpovo kat pétpa uAtkou Sokipiou 1
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Aokipo 2
- HEOA

—_— — Supports  Prit
= |

‘A

T

B:NE:

H

Elkova 2.8: TpOnOoG EKTUNWONG SoKLiov 2

Print (Expert Mode)

I want to: [4 Preview [ Print When Slice Done
Select Profile: Creator 3 PLA ¥ | Standard ~ | |Save As New Remove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

Layer Height Speed

Layer Height Mode: | Fixed Layer Height = JBase Print Speed: 38mm's 3

Layer Height: [0.18mm s|  Travel Speed: 80mmy/'s :

First Layer Height:  [0.27mm :]  Minimum Speed: [5mmy/s Bl
Edit Variable Layer Height First Layer Maximum Speed:

First Layer Maximum Travel Speed:
Temperature
f Left Extruder: [180°C 1 Retraction

Left Extruder Length: |1.3mm
Left Extruder Spead: |30mn'u"5

Platform: [45°C A

4k

Ak

Adapt Soluble Suppart Filament

PVA - Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.9: Oeppokpaocia kat taxvtnta Sokiuiov 2
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Print (Expert Mode)

I want to: Preview  [_] Print When Slice Done

Select Profile: |Creat0r 3 PLA ~ | | Standard * | Save As Mew Remowve

General Perimeter Irfill Supports Raft Additions Cooling Advanced Others

General Speed
Top Solid Layers: [4 = Solid Speed: [70% =
Bottom Solid Layers: |3 = | Sparse Speed: |1IZIIZI% = |
Fill Density: [60% 2 Cormbine Infil

I Fil Pattern: Hexagon - Maximurm Solid Combine: [1 Layers =]
Overlap Perimeter: 15% = Maximurm Sparse Combine: |2 Layers =
Vase Mode: Mo hd Combine Area Threshold: [150mm~2 =

Strength Infil

Interval Layers: [o =
Solid Layers: [1 =

Restore Defaults

Cancel Save Configuration

Ewkova 2.10: ecwtepKO potifo dokiuiov 2

Weight Estimation | Slice Parameters

FlashForge Creator 3

Ewkova 2.11: AnotéAeopa FlashPrint pe xpovo kat pEtpa UALKOU SokLpiov 2
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KOTZANAZ MAPIOZ

Aokipwo 3

\ m
“‘ Load

Supports  Print

Elkova 2.12: TpOmog eKTUNwong Sokipuiov 3

» Print (Expert Mode)

Iwant to: [ Preview

[ Print When Slice Done

Select Profile: | Creator 3 PLA - | | Standard ~ | |Save As New Remove
General Perimeter  Infil  Supports Raft  Additions  Cooling  Advanced Others
Layer Height Speed
Layer Height Mode: | Fixed Layer Height ~ fBase Print Speed: |50fnm/'s 3 |
Layer Height: [0.18mm % Travel Speed: [80mmys &
First Layer Height:  [0.27mm % Minimum Speed: [5mmys &

Edit Variable Layer Height

Temperature
fLeft Extruder: 180°C
Platform: 45°C

Adapt Soluble Support Flament

PVA - Adapt

First Layer Maximum Speed:
First Layer Maximum Travel Speed:

Retraction

|1.3mm =

[30mm/s >

Left Extruder Length:
Left Extruder Speed:

Restore Defaults

Cancel Save Configuration

Ewova 2.13: Beppokpaocia kat tayxvtnta dokiuiov 3
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Print (Expert Mode)

I want to: Preview [ Print When Slice Done

Select Profile: |Creator 3 PLA - | | Standard ~ | |Save As New Remove

General  Perimeter Infll  Supports  Raft  Additions  Cooling Advanced Others

General Speed
Top Solid Layers: 4 :]  solid Speed: [70% 2
Bottom Solid Layers: E = Sparse Speed: [100% =]
Fil Density: [60% H T

I Fill Pattern: LI - Maximum Solid Combina: [1 1 ayars =]
tart Angle: l60° = Maximum Sparse Combine: [2 avers 2]
Overiap Perimeter: |15% > Combine Area Threshold:
Vase Mode: Mo -

Strength Infil

4k

Interval Layers: [0
Solid Layers: [1 o

Restore Defaults

Cancel Save Configuration

Ewkova 2.14: ecwtepKO potifo dokiuiov 3

666 | G
Layers | =,

| send > Weight Estimation | Sice Parameters

k GCode.
1

FlashForge Creator 3

Ewkova 2.15: AntotéAecpa FlashPrint pe xpovo ko pétpa UALKoU Sokipiou 3
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Aokipwo 4

Supports  Prnt.

| 5] KU
|| E
Load
|

Elkova 2.16: TpOmnog eKTUNwong Sokuuiov 4

Print (Expert Mode)

I want to: Preview [ Print When Slice Done

General ~ Perimeter  Infil  Supports  Raft  Additions Coolng  Advanced Others

Select Profile: | Creator 3 PLA - | Standard ¥ | |Save As New Remove

Layer Height Speed
Layer Height Mode: | Fixed Layer Height - lBase Frint Speed: | 25my's B |
Layer Height: [0.18mm 3| TravelSpeed: |80mm/s 4]
First Layer Height:  [0.27mm 3] Minimum Speed: |5mmys :]
Edit Variable Layer Height First Layer Maximum Speed:
First Layer Maximum Travel Speed:
Temperature
JLeft Extruder: [195°C = | Retraction
Platform: [a5°C =] Left Extruder Length:  |[1.3mm H

Left Extruder Speed: |3E|mn'u"5 =

Adapt Soluble Support Filament

PVA hd Adapt

Restore Defaults

Cancel Save Configuration

Ewova 2.17: Beppokpaoia kot taxvtnta dokipiov 4
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Print (Expert Mode)

KOTZANAZ MAPIOZ

I want to: Preview [ Print When Slice Done
Select Profile: | Creator 3 PLA - | | Standard ¥ | |Save As New Remave

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others
General Speed
Top Solid Layers: [4 4 Solid Speed: [70% o
Bottom Solid Layers:  [3 4 Sparse Speed: [100% o
Fill Density: [60% ] Combine Infil
Fill Pattern: Hexagon -

1 - ] Maxirmurn Solid Combine: [1 Layers ]
Overiap Perimeter: [15% 3| Maximum Sparse Cambine: m
Vase Mode: L T Combine Area Threshold: |15E|mm"2 > |

Strength Infill
Interval Layers: [0 2
Solid Layers: [1 ]
Restore Defaults
Cancel Save Configuration

Elkova 2.18: eowTePLKO potifo dokipiov 4

FlashForge Creator 3

o)
1]

it

Back

weoht esacon | sice pametes |

Ewkova 2.19: AntotéAecpa FlashPrint pe xpovo kot pétpa UALKoU Sokuiouv 4
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Aokipo 5

Load

HEA
|

6|

E
H

NHQH -]

§

o

B:8

Extruder

Ewkova 2.20: TpOmnog eKTUNwonG SokLuiou 5

Print (Expert Mode)

Iwant to: M Preview [ Print When Slice Done

Select Profile: | Creator 3 PLA - | | Standard v | |Save As New| Remove

General  Perimeter  Infil Supports  Raft  Additions  Cooling  Advanced Others

Layer Height Speed

Layer Height Mode:  |Fixed Layer Height - '3358 Print Speed: 38mm/'s 5

Layer Height: [0.18mm 2] Travel Speed: 80mmys >

First Layer Height:  [0.27mm 2] Minimum Speed: |5mm/s s
Edit Variable Layer Height First Layer Maximum Speed:

First Layer Maximum Travel Speed:
Temperature
ILeﬂ: Extruder: 195°C > Retraction
Pltform: 45°C - Left Extruder Length:  [1.3mm

Ll 1k

Left Extruder Speed: |3Dmm."5

Adapt Soluble Support Filament

PVA A Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.21: Beppokpacia Kot taxutnta SoKipiov 5
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Print (Expert Mode)

I want to: ] Preview  [] Print When Slice Done

Select Profile: |Creat0r 3PLA ~ | | Standard ~ | |Save As New| | Remove

General  Perimeter  Infil  Supports  Raft  Additions  Cooling  Advanced Others

General Speed
Top Solid Layers: 4 = Solid Speed: [70% =
Bottom Solid Layers: |3 ] Sparse Speed: [100% =
Fill Density: [60% ] Cormbine Tl
| GIEZEE Jrangke M | Maximurn Solid Combine: [1 Layers 2
Start Angle: |EDF = | Maximurm Sparse Combine: |2 Layers =
Overlap Permeter: |15% = | Combine Area Threshold: [150mm~2 2]
Wase Mode: Mo -
Strength Infil
Interval Layers: [0 4
Solid Layers: [1 4

Restore Defaults

Cancel Save Configuration

Ewkova 2.22: ecwTtepLKO potifo dokiuiou 5

2

FlashForge Creator 3

| - \

Ewkova 2.23: ArntotéAecpa FlashPrint pe xpovo kot pétpa UALKOU Sokiuiou 5
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Aokipo 6

5
BEO
o

Supports Pt

6]

§

B

B:NE:

‘-

Ewkova 2.24: TpOnog eKTunwong SokLpiov 6

Print (Expert Mode)

Iwant to: ] Preview [ Print When Slice Done
Select Profile; | Creator 3 PLA - | Standard ¥ | |Save As New Remaove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

Layer Height Speed
Layer Height Mode: | Fixed Layer Height = [ Base Print Speed: | S0fmm/'s 1
Layer Height: [0.18mm :]  Travel Speed: [80mm/s 4
First Layer Height:  [0.27mm :]  Minimum Speed: [5mmys =
Edit Variable Layer Height First Layer Maximum Speed:
First Layer Maximum Travel Speed:
Temperature
lEFE:-:truder: [195°C | Retraction
Platform: [45°C g Left Extruder Length:  [1.3mm H
Left Extruder Speed: |3Dmm."5 > |

Adapt Soluble Support Filament

PVA h Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.25: Beppokpacia kot taxutnta Sokipuiov 6

MANEMIZTHMIO AYTIKHZ ATTIKHZ |TMHMA MHXANOAOIQN MHXANIKQN



MANENIZTHMIO AYTIKHZ ATTIKHZ | KOTZANAZ MAPIOZ

Print (Expert Mode)

Iwant to: ] Preview  [] Print When Slice Done

Select Profile: | Creator 3 PLA - | | Standard ¥ | |Save As Mew Remove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

General Speed
Top Solid Layers: [4 ] Solid Speed: [70% 8
Bottomn Solid Layers: 3 o Sparse Speed: [100% |
Fill Density: [60% A Combine Infil
L Patter: o -1 Maxirmum Solid Comhing: |1 | ayers = |
Start Angle: |45F : | Maximum Sparse Combine:
Cross Angle: 190° 2 Cormbine Area Threshold: [150mm~2 4
Overlap Perimeter: [15% A
Vase Made: — - Strength Infil
Interval Layers: [o |
Solid Layers: [1 A

Restore Defaults

Cancel Save Configuration

Elkova 2.26: ecwTtePLKO potifo dokipiou 6

{ 2

| FlashForge Creator 3

|

Ewkova 2.27: AnotéAeopa FlashPrint pe xpovo kat pEtpa UALKOU SoKLpiov 6
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Aokipo 7

HEB

=== Load  Supports Pt
|

BE:NRR:O

‘-

Ewkova 2.28: TpOmnog eKTunwong Sokipiov 7

» Print (Expert Mode)

I want to: ] Preview  [] Print When Slice Done
Select Profile: | Creator 3 PLA - | | Standard ¥ | |Save As New Remove

General Perimetear Infil Supports Raft  Additions Cooling Advanced Others

Layer Height Speed

Layer Height Mode: | Fixed Layer Height +| [[Base Print Speed: | 25fmm/'s B |

Layer Haight: [0.18mm :]  Travel Speed: [80mmys =

First Layer Height:  [0.27mm +]  Minimum Speed: [5mmy's 2]
Edit Variable Layer Height First Layer Maximum Speed:

First Layer Maximum Travel Speed:

Tempeorature

Retracti
ILEE Extruder: 210°C tl Ekraction

Platformm: 450 - Left Extruder Length:  [1.3mm
Left Extruder Speed: |3I2Irnn'uf5

4k

4k

Adapt Soluble Support Filament

PVA i Adapt

Restore Defaults

Cancel Save Configuration

Ewova 2.29: Beppokpaocia Kat taxvtnta dokiuiov 7
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Print (Expert Mode)

Iwant to: [] Preview  [] Print When Slice Done

Select Profile: |Creator 3 PLA - | | Standard v | |Saye As New| | Remove

General Perimeter Infil Supports Raft  Additions Cooling Advanced Others

General Speed
Top Solid Layers: 4 :]  solid speed: [70% )
Bottom Solid Layers: |3 :]  sparse Speed: [100% ]
Fill Density: [60% a3 Combine Infil
IFi" Pattern: Lo - Maximum Solid Combine: [1 Layers =]
Start Angle: 60 : Maximurn Sparse Combine: |2 Layers = |
Overlap Perimeter: [15% ] Combine Area Threshold: [150mm~2 2
Vase Mode: Mo hd
Strength Infil
Interval Layers: [0 2
Solid Layers: [1 ]

Restore Defaults

Cancel Save Configuration

Ewkova 2.30: eowTePLKO potifo dokipiov 7

2

|

FlashForge Creator 3

L

Ewkova 2.31: ArtotéAeopa FlashPrint pe xpovo kot pétpa UALKoU Sokipiou 7
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Aokipwo 8

BEO

|
| load  Supports  Prt

Ewkova 2.32: tpOnog eKtunwong Sokipiov 8

Print (Expert Mode)

I want to: Preview [ Print When Slice Done
Select Profile: | Creator 3 PLA ~ | | Standard | | Save As New Remove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

Layer Height Speed
Layer Height Mode: | Fixed Layer Height ~  JBase Print Speed: [S0hnm/'s = |
Layer Height: [0.18mm 3] Travel Speed: [80mm/s :]
First Layer Height:  [0.27mm 3] Minimum Speed: [Smmys :]
Edit Variable Layer Height First Layer Maximum Speed:
First Layer Maximum Travel Speed:
Temperature
|Leﬂ: Extruder: |210°C x> l Retraction
Platformm: [a5°C =] Left Extruder Length:  [1.3mm 2
Left Extruder Speed:  [30mm/s 2]

Adapt Soluble Support Filament

PVA - Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.33: Ogpuokpaocia kat taxvtnta dokipiov 8
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Print (Expert Mode)

Iwant to: [ Preview [ Print When Slice Done

Select Profile: | Creator 3 PLA - | | Standard T | |Save As New| | Remove

General Perimeter Infil Supports Raft  Additions Cooling Advanced Others

General Speed
Top Solid Layers: 4 :]  solid Speed: [70% )
Bottom Solid Layers: 3 = Sparse Speed: [100% ]
Fil Density: 60% = Combine Tnfil
IFi" patten: E Maxirmum Solid Comhine: [1 1 ayers =]
Start Angle: 45 > Maximurmn Sparse Combine: |2 Layers > |
Cross Angle: |90° =] Combine Area Threshold: [150mm~2 )
Overlap Perimeter: [15% ]
Vase Mode: o - Strength Infil
Interval Layers: [0 ]
Solid Layers: [1 ]

Restore Defaults

Cancel Save Configuration

Ewkova 2.34: ecwtepiko potifo dokipiou 8

Ewkova 2.35: AnotéAeopa FlashPrint pe xpovo kat pEtpa UALKoU Sokipiov 8
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Aokipo 9

Load  Supports Pt

a@En

wHE~HQH--He

< E

Elkova 2.36: TpOMOG EKTUNMWONG SOKLiOU 9

Print (Expert Mode)

I want to: ] Preview [ Print When Slice Done

Select Profile: | Creator 3 PLA = | Standard | |Save As New Rermove

General Perimeter Infill Supports Raft  Additions Cooling Advanced Others

Layer Height Speed

Layer Height Mode: | Fixed Layer Height - BBase Print Speed: | 50pmmy's 2 n

Layer Height: [0.18mm 3] Travel Speed: [80mmy's 3]

First Layer Height:  [0.27mm 2]  Minimum Speed: [smmys H

Edit Variable Layer Height First Layer Maximum Speed:

First Layer Maximurm Travel Speed:

Temperature

JLeft Bxeruder: 210°C > Retraction

Platform: 45°0 - Left Extruder Length:  [1.3mm 2

Left Extruder Speed:  |30mm/s ]

Adapt Soluble Support Filament

PVA - Adapt

Restore Defaults

Cancel Save Configuration

Ewkova 2.37: Beppokpacia kot taxutnta Sokipiov 9
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Print (Expert Mode)

KOTZANAZ MAPIOZ

I want to: ] Preview

(] Print When Slice Done

Select Profile: |Creator3 PLA

General  Perimeter  Infil  Supports  Raft
General
Top Solid Layers: |4 = |
Bottom Solid Layers:  [3 ]
Fill Density: 60% >

I Fill Pattern: Hexagon b I
Cwverlap Perimeter: 159 =
Vase Mode: Mo -

* | | Standard ¥ | Save As MNew Remove
Additions Cooling Advanced Others
Speed

Solid Speed: [70% =
Sparse Speed: |1DD% = |
Combine Infil

Maximum Solid Comhbine: |1 | ayers = |
Maximum Sparse Combine: |2 Layers = |
Combine Area Threshold: |15Dmm“2 S |
Strength Infil

Interval Layers: [0 ]
Solid Layers: |1 S |

Restore Defaults

i

2

Cancel Save Configuration

Elkova 2.38: eowTePLKO potifo dokipiov 9

FlashForge Creator 3 {

et carutsn s s

Ewkova 2.39: AnotéAecpa FlashPrint pe xpovo kat pétpa UALKOU Sokipiou 9
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5.EKTUTIWON TWV SOKLUIWV

O eKkTUNMWTAG Ttou Xpnotuomotidnke ntav o FlashForge Creator 3 pe cuotnua SUo KebaAwv Ue
ave€aptntn kivnon kat duvatotnta avapeEng vAtkwy. Emidpavela ektunwong 300mm x 250mm
X 200mm. Auvatotnta ektunwong VALkwv PLA/ ABS/ TPU/ PVA/ HIPS/ PETG/ WPC/ Nylon kai
mayxoug 1.75mm.

YAwkS: PLA 1.75mm

NapatnpnoeLg

Ye OAa ta Sokipla xpnowuomnotnke oxedia(raft) yia umtofonBnon otnv enttuyrn TUNWON TWV
Soklpiwv. Ta 6pBla Sokipla (ekTuMwaon Katd tov Z aova) XPELAOTNKE Kal TOLXoG yupw yUupw yLo
va eKTUTIWOOUV o otabepd. e kamola amo ta 0pOia Sokipta Atav o SUCKOAN n eKTUTIWGON
KOLL TILO OUYKEKPLUEVA TO SOKIULO 3 XPELAOTNKE VO EMAVEKTUTIWOEL TOUAAXLOTOV 4 WOTE va
€XOULE EVOL ETUTUXEC ATIOTEAECO LLOG KOL KATA TNV EKTUTIWON N KEDAAR o€ KAmola ¢aon
XTUTIOUOE TO SOKIULO PE aTOTEAECUA VA TO plXVEL KATW. To SOKIULO 4 XPELAOTNKE LOVO [l
dopad enavektuTwon yLa tov 6o Adyo. To dokiplo 7 6mou ekTtunwOnKe Kol autod o€ 6pOLa
kataotoon &ev UTNPEE KATIOLO OXETIKO B€pa Aoyw uPnAdtepnc Bepuokpaciag Kot
XapUNAOTEPNG TaxLTNTOG KEPAANG amo ta aAAa duo Sdokipta.
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Ewova 2.40: Kata tnv dtadikaoia ektunwong péow tou FlashForge Creator 3

“a
PRINT 8 RAFT

\ T 210°C/210°C
o

21.3% 42°C

P

46°C / 45°C

Remaining time0Q hr 55 min

Ewkova 2.41: OL evei&eLg KO T XOAPAKTNPLOTIKA EKTUTIWONG HEOW TNG 006vnG tou FlashForge
Creator 3
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6.YroPoAr twv Sokipiwy o€ kaupn

H umtoBoAn twv dokiuiwyv €ylve o€ Kaupn Tplwv onpeiwy, Ta akpa otAPLENG TWV SOKIUIWY PE
OUTEG TIG SLooTAOELG (8x8x120mm) mpEmel va TPoKUTTEL L=95mm. Ouolaotikd to L SnAwvel
NV anootacn HeTafl Twv SUo oTNPLYUATWY oxnuati{ovtag LeETAEL TOUG 0pOEC YWVIEC HE T
otnplypata kat to €pupolo nou Ba aocknoel to ¢optio. Mptv TNV ekkivnon enBoAng tou doptiou
BeBalwVOUAOTE yLo TNV CUMUETPLO WG Ttpog To PopTio woTe va EDTEL TO EUPOAO OTN HEDH TOU
Sokiuiou kat katefaloupe to EUPoOAo0 wWOTE va akouundel oa oa To Sokipto. TEAOG
puBuilovpe TNV ToXLTNTA TOU EUBOAOU Imm/min Kal MOTAUE EKKivnon.

1./2

1]

T

[
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7.AvaAuon UETpROEWY

MeTtatpornn Twv apXELwV TTOU TIEPLEXOUV TLG LETPINOELS WOTE va KataAnfouv o Slaypappota
amnod Ta onola dtakpivovtal To péyloto poptio (Pmax) kot to BEAoG kapng (ymax).

Aokipo 1
300

Pmax =261 N

250

g

150

Applied Load (N)

g

50

=
[

2 3 4 5

Deflection Displacement (mm)

Aokipwo 2
350 Pmax = 326 N

300

250

g

150

Applied Load (N)

g

50

0 1 z 3 4 5

Deflection Displacement (mm)
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Aokipto 3
Pmax =258 N

8

3

S

Applied Load (N)
g8 B

]
]

0.2 04 0.6 0.8 1 1.2 14 16 18
Deflection Displacement (mm)

=

Aokipwo 4
300 Pmax=273,5 N

250

Applied Load (N)
= [
& =

2

0 0.2 04 0.6 0.8 1 12 14 16 138

Deflection Displacement (mm)
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Applied Load (N)

350

300

250

200

150

100

20

Aokipwo 5

Pmax = 290 N

1 z 3 4 5

Deflection Displacement {(mm)

Applied Load (N)

300

250

200

150

100

50

Aokipo 6
Pmax = 284,5 N

1 2 3 4 5

Deflection Displacement (mm)
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Aokipo 7
Pmax = 353,5 N

350
300
250

200

Applied Load (M)

L=
=
LA
(=

15 2 25 3 3.5 - 45

Deflection Displacement (mm)

Aokipo 8
250

Pmax = 200,5 N

200

150

g

Applied Load (N)

20

0 0.2 0.4 0.6 0.8 1 12 14 16 18 2

Deflection Displacement (mm)
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Aokipo 9

Pmax = 338,5 N
350

300
250
200
150
100
50
0
0 1 z 3

Deflection Displacement {(mm)

Applied Load {N)

Chart Title
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8.YnoAoylopol petprioswy

Méow TwV MapaATAavw SLoypappATWVY BpEBnKav oL TIUN Tou UéyLoTou doptiou Kal To BEAOC
KA ng tou kaBe dokiuiou.

JUpdwva pe Tov TUTo Tou BEAoug Kapudng apdutpoéxouosag SokoU Exw:

Pmaxx*L3
48*E*1

y(max) =

AVTLOTPEdOVTAC TOV TTAVW TUTIO UMOPW VO AUOW WG TPOG TO LETPO gAaotikotntag (E):

Pmax+L3 _  261x953
48xymaxsl  48+3,82+341,33

=3575,43 Mpa

| = —*p*h3 = 1*g+*g3 = 341 33 mm*
12 12

P : n aokoUpuevn Suvapun (N)
L : To uRKog othPLENG tou Sokipiou (mm)
E : pétpo ehaotikotnTag (Mpa)

| : N YEWUETPLKA poT adpdveLlag Tou Sokipiov (mm*)
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A.AOKIMIOY OEPMOKPASIA TA)((,:-’I;:I;Q EZQTEPIKO TEMIZMA TONOOGEZIA
(°C)

1 180 25 EuBuypappo X
2 180 38 Kuperwto Y
3 180 50 TpLywviko Z
4 195 25 KuPeAWTO 7
5 195 38 TpLYWVIKO X
6 195 50 EuBuypappo Y
7 210 25 TpLYWVIKO Y
8 210 38 EuBuypappo Z
9 210 50 KupeAwTo X

A.Aokipiou Pmax (N) ymax (mm) L(mm) || (mm?) E(Mpa)
1 261 3.82 3575.43
2 326 3.61 4725.65
3 258 1.49 9061.17
4 273.5 1.48 9670.45
5 290 3.55 95 341,33 4274.85
6 284.5 3.46 4302.86
7 2535 3.42 3878.85
8 200.5 1.52 6902.74
9 338.5 3.76 4711.09

Nivakag 3: AMoteAéopATA UTTOAOYLOUWV
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ATMoTEAEOUQTA TTPOYPAUUATOC avaAuong 6€S0UEVWY yLa TNV avVTOoxXH

Taguchi Analysis: P versus A; B; C; D
Response Table for Means

Level A B [« D
1 2817 2627 2487 2965
2 2827 M1 3127 2880
3 2642 2937 2672 2440
Dela 185 310 640 525
Rank 4 3 1 2

Main Effects Plot for Means Main Effects Plot for SN ratios

et Means Data Means
A B C D
i T A B C 1]
320 500
3104
435
m w
2
£ §
é 250 = 10
i
s s
O 280 :
§ 5 us
[} :
= =
260 480
250
1 2 3 1 2 3 1 2 E 1 2 3
240 |
1 2 3 1 2 3 1 2 3 1 2 3 Signal-to-noise: Larger is befter
+ (] Q &1 c4 (] o] c7 [} 9
A B C D P
1 1 1 1 1 2610
2 1 2 2 2 326,0
3 1 3 3 3 2580
4 2 1 2 3 2735
5 2 2 3 1 2900
6 2 3 1 2 2845
7 3 1 3 2 2535
8 3 2 1 3 200,5
9 3 3 2 1 3383

Ewkova 3.1: AMOTEAECLOTA TOU TTPOYPAHOTOG OTATLOTLKIG AVAAUONG YLOL TNV OVTOXH.
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JUudPWvVa LE TOV Mapamavw mivaka Kot pe tn BonBela tou Minitab, mpoypap i OTATIOTLKAG
avaluong, BpEOnkav oL BEATLOTEG ETUAOYEG TTAPAYOVIWY YLOL TNV KABE UNXAVLKN LOLOTNTA IOV
avalntnOnke. MapatnpwWVTOG TO MAPATIAVW SLAYyPAUH YIVETAL GOVEPO TIWE YL TOV KABE
TIOPAETPO UTIAPXEL Kal BEATLOTN TIUA. [ TOV TPWTO TAPAUETPO TNV Bepuokpacia n BEATIOTN
TN €lvat n (2) pe 195C. Ma tov 6eUTePO MapAyovTa TNV TaXUTNTA EKTUTIWONG Tou £EwONTH
Atav n (3) pue 50mm/s. Itn cuvéxela ylo Tov Tpito mapdyovra SnAadr) tou potifou yepiopatog
N BEATLOTN TN ATAv N (2), TO TPLYWVLKO HOTIRO YEUIOMATOC KAl yLa TOV TEAEUTALO TTapAyovTa, n
TomoBEtnon tou Sokiuiou, ATav n TN (3) ektunwvovtag To dokiplo katd tnv dtevBuvaon Tou
agova X. Aappavovtag tig mapandavw BEATIOTES TIHEG TOU KABE mapayovta Umopw va Bpw tnv
BewpPNTIKA KEYLOTN TLUA OANG TNG TElpapaTIKNG Sladikaaoiag, cUudwva MAvTa e To
TPOYPAULO OTATLOTIKNG AvAAUONG.

Napapetpol
Oepuokpaocia 2 195C
Toyutnta ektumwong e€wontn 3 50mm/s
MortiBo yeuiopartog 2 TPLYWVLIKO
AleBuvon ekTUTIWONG 1 Kata tov X afova

JUpPWvVA UE TIC Tapamavw eMAOYEG BpEBnke n BewpnTikn péytotn T 357N evw mapaAAnAa
Bp€OnKe Kal N MAPAUETPOG IOV EMNPEALEL TTIEPLOCOTEPO TNV AVIOXH.

Napapetpol
Oepuokpaocia
Toayvutnta ektumtwong e€wbntn
MortiBo yeuiopartog
AlevBuvon ektUTIWONG

NP W

MeyaAUTEPO AVTIKTUTIO £XEL TO LOTLBO YEUIOMATOG EVW HLKPOTEPO EXEL N Beppokpacia.
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AmoTteAEopaTa MPOYPAUUATOC avaAuong 6eS0UEVWY yLa TO BEAOC KAUYNC

Taguchi Analysis: y(max) versus A; B; C; D

Level A B C D

1 2073 2807 2833 3710
2 2830 2803 2850 3407
3 2000 2803 2820 1497

Deta 0143 0013 0130 2213
Rank 243

Main Effects Plot for Means Main Effects Plot for SN ratios
Data Means Data Means

A B C D A ) c D

40 12

35 0
é 30“3&_\_’:}‘*_“ _..9:?_’5~\...__ é‘f 3“-.::‘{:.:?4-“’-“4“4-“,:’%3“
S in
s %
§ 25 E ’
z zs
20 5
4
15 £y - ) ) ) — ) . .
1 2 3 1 2 3 1 2 3 1 2 3
1 2 E] 1 2 E] 1 2 E] 1 2 E]
Signal-to-noise: Larger is better
+ Q a & C6 a s [&]
A B C D y(max) SNRA3  MEAN3
3 1 3 3 3 149 34637 149
4 2 1 2 3 148 34052 148
5 2 2 3 1 335 11,0046 335
6 2 3 1 2 346 107813 340
1 3 1 3 2 342 10,6805 342
8 3 2 1 3 132 36368 132
9 3 3 2 1 376 11,5038 378

Ewkova 3.2: AMOTEAEGHLOTO TOU TTPOYPAHOTOG OTATLOTIKNG avaAuong yio To BEAOG KAy ng.
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Me tnv 6La akplpwg dtadikaoia BpEbnke n BewpnTikr HéyLotn TN 3,84mm Kal TO AVTIKTUTIO TNG KABe
TIAPAUETPOU.

Napapetpol
Oepuokpaocia 1 180C
Taxvtnta ektutwong e€wintn 1 25mm/s
MortiBo yeuilopartog 2 TPLYWVLIKO
AleBuvon ekTUTIWONG 1 Kata tov X afova
Napapetpol
Oepuokpaocia 2
Toayvutnta ektunmwong e€wbntn 4
MortiBo yeulopartog 3
AlevBuvon ekTUTIWONG 1

MeyaAUTeEpPO avTiKTUTIO £XEL N SLelBUVON EKTUTIWONG EVW ULKPOTEPO EXEL N TAXUTNTO EKTUTIWONG
g€wOntA.
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ATIOTEAEOHATA TIPOYPAUUATOC avaAuong SeSOUEVWY VLA TO HETPO EAAOTLKOTNTAC

Taguchi Analysis: E(Mpa) versus A; B; C; D

Level A B C D
1 5787 5708 4927 4187
2 6083 5301 6369 4302

3 5164 6025 5738 8545
Delra 918 724 1442 4338
Rank 3 4 2 1

Main Effects Plot for Means
Data Means Main Effects Plot for SN ratios
Data Means

A B C D
9000 A B C D
79
3000 7
@ g7
3 ¥
£ o 2
s Z %
§ 2y
o 4
< w0 g __./__'_\i____;:%_-
i
50004
7
n
4000 1 2 3 1 2 3 1 2 3 102 3
1 2 3 1 2 3 1 2 3 1 2 3
Signal-to-noise: Lorger is better
+ (w] c2 ca c4 5 6 a7 ca c9
A B (= D E(Mpa) SNRA4 MEAN4
3 1 3 2 3 906117 79,1437 906117
4 2 1 2 3 067045 79,7089 967045
5 2 2 3 1 427485 7206184 427485
6 2 3 1 2 430286 726751 430286
7 3 1 3 2 387885 717741 387885
8 3 2 1 3 690274 76,7804 690274
9 3 3 2 1 471109 734624 471109

Ewkova 3.3: AMOTEAEGHLOTA TOU TIPOYPAHOTOG OTATLOTLKIG AVAAUGNG YLOL TO HETPO
e\actikotTnTAC.
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Me tnv 1dla akplPwg Stadikaaoia BpEBnKe n BEWPNTIK LEYLOTN T VL0 TO LETPO EAACTIKOTNTAG
9987,25Mpa KoL TO OVTIKTUTIO TNG KABE MapaETPOU.

Napapetpol
Oepuokpacia 2 195C
Toyutnta ektumwong e€wontn 3 50mm/s
MortiBo yepiopartog 2 TPLYWVLIKO
AlevBuvon ekTUTIWONG 3 Kata tov Z afova
Napapetpol
Oepuokpaocia 3
Toaxvutnta ektutwong e€wlntn 4
MortiBo yeulopatog 2
AlevBuvon ekTUTIWONG 1

MeyaAUTeEpPO avTiKTUTo £XEL N SLlelBUVON EKTUTIWONG EVW ULKPOTEPO EXEL N TAXUTNTO EKTUTIWONG
g€wOntA.

MANEMIZTHMIO AYTIKHZ ATTIKHZ |TMHMA MHXANOAOIQN MHXANIKQN



MANEMIZTHMIO AYTIKHZ ATTIKHZ | KOTZANAZ MAPIOZ
20{NTNON ATTOTEAECUATWY

Itnv epyacia authi akoAouBnBnkav kamoleg Stadikaoieg. ApxLka, Eywve BLBAloypadikni
OVO.OKOTINGN, LEAETN TIAVW OTNV TPLodLACTOTN EKTUTIWON (TEXVOAOYLEC, UALKA, TIEMEPACUEVAL
otoeia, Sladikaocio ektunwaon ). Mo tnv KOAUTEPN KATavonon tou B€uatog peAetOnkayv
apBpa Mavw o€ VEEG TEXVOAOYLEC EKTUTWONG KOBWC KaL TIELPAATA KAUYNG YLa va glval TiLo
€UKOAN N Katavonon tng dtadikaoiag tng KAUP g Tplwv onUeiwy.

ITn OUVEXELQ, €YLVE SLEPELUVNON TWV UNXAVIKWY LOLOTATWV KoL ETUAEXBNKAV N LEYLOTN

AP HOPdWAON KAl N LEYLOTN OVTOXN OV TIPWTAPXLKES LNXAVLKEG LOLOTNTEG. MEOW TOU
oxedloopou mepapdtwyv DOE kat pe tnv xprion tng pebodoloyiag Taguchi AndOnke
TAnpodopia MOAWV TEPAUATWY UE TOV EAAXLOTO apLlOUO SOKLUWV. ZUYKEKPLUEVA yla 81
SLapopeTIKOUC CUVOUATHUOUG TOPAUETPWY XPELACTNKAV LOVO 9 Sokipta, pe 4 SLadopETIKEG
TAPAPETPOUC Kat ard 3 THEG N kABe mopdpetpog 3= 81. Ocov adopd tnv emhoyr Twv
SokLuiwv €yve Epeuva cUUPWVA LE TO OXESLAOUO TWV MELPAUATWY Kot TNV uEBodo Taguchi
o£lpag 9. Xpnolponolwvtag tn LEBodo autr emAéxBnkav t€ooeplc SladopeTIKOL TApAPETPOL
(Bepuokpaoia €wBNTH, TAXUTNTA EKTUTIWONG, LOTIBO YEUIOUATOC, TPOTIOC EKTUTIWONC) UE TPELS
SL0POPETIKEG TIUEC KL €TOL SnoupynOnkav evvéa Sokipta. H emAoyn TwV TILWV YL TLG
TIOPOLETPOUC EYLVE E BAON TWV XAPAKTNPLOTIKWY TOU UALKOU (PLA) koLt pe BAon TOU EKTUTIWTH
TIOU XPNOLUOTOLONKE.

Méow tou tplodlaotatou uBptdikol CAD povtelomnolnth (inventor) €ylve o TplodLaoTaTog
Pnorlakoc oxeSlaopog tou Sokipiov. Enetta, pe tn BonBeta tou slicer (flashprint) éywve n
TapaETpOMOinon Kat n dnuloupyia Tou apxeiou mou sivatl cuppatod e Tov TPLOSLAoTATO
ektuTwTA. Etol adou ektumtwOnkav ta evvéa autd dokiula eéetaotnkav o kapdn. Ano ta
anoteAéopata TNG KAuPng, oxedldotnkayv Slaypapupata péocw excel kat amo avtd
UTTOAOYLOTNKE TO HETPO EAaoTIKOTNTOG E.

Me tn BonBela Tou MPOYPAUHUATOC OTATLOTIKNC avaAuaong (minitab) kot xpnolpomnolwvtag ta
QIMOTEAEOUOTA TWV SLAyPOUUATWY KAUY NG paypatomnow)Bnke n emhoyr) tou BEATIOTOU
SOKLULOU e TIG BEATIOTEG UNXAVLKEG LOLOTNTEG (LEYLOTN TAON, LEYLOTN TTapapopdwaon). Alo tnv
dla Sradkaoia BpEOnke KoL To MOC0o emNPeAleL N KABE MAPAUETPOC TLG CUYKEKPLUEVEG
HUNXOVLKEG LOLOTNTEG.

Katad tn Stadikaoia Tou melpapatikol HEpoug MpoekuPav kamola INTrUaTa, Ta oTola EMPETE
va eTAUB0UV. ApXIKA, Eva TTPOBANUO TTOU AVTLMETWTILOTNKE KATA TN SLadIKOoLa KATAOKEUNG
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Atav OtL Ta Selypata mou eKTunwOnKav Katd pkog Tou afova Z dev katadepay va EMLTUXOUV
EMAPKN MPOoduON 0To TPATE]L TOU TPLOSLACTATOU EKTUTIWTH. Q¢ €K TOUTOU TTOAAEG EKTUTIWOELG
QTETUXAV TIAVW OTTO €val 0pLopéVo UPoc. Auto SlopBwBnke adevog tonobetwvtag L8IKN
KOAAQ LETAEL TOU SOKLULOU KOl TNG LETAAALKN G AQOC TOU TpAmellol TOU EKTUTIWTN KoL
apeTEPOU ETUAEXONKE N eKTUTIWON TNG oXeSIAC Ao TO MPOYPAULO TOU EKTUTIWTH Kal VOTEPA N
€KTUTIWON TOoU SoKipiou. AN €va {ATnua NTav n emavoAnPLuotnta tng TEXVoloyiag tou
Additive Manufacturing (mpooBetikn ¢ katepyaoiag) mou dev elval TOG0 KOAN UE ATOTEAECUA VAL
UV elvat téoo akpBng 6An avti n dtadikaoia .

‘Ooov adopd tnv avAaAucon TwV AMOTEAECUATWY, TTopatnenBnke OtL ta SokipLa tou
EKTUTIWONKAV KATA ToV afova Z elyav XELPOTEPEG LNXAVLKEG LOLOTNTEG OXL LOVO WC TPOC TNV
avtoxr aAAd Kol wg TPOoG TNV MOPAPOPPWon. ZUYKEKPLUEVA, Ta SOKILLO QUTA onUEiwoav
eAaylotn mapapdpdwaon o€ cuvbUACUO HE XapnAn avtoxn. MapdAAnAa, Ta SokiuLa tou
EKTUTIWON KAV Katd Tov afova X onuelwoayv Tn LEyLoTtn mapapopdwaon. AANoG Evag
KaBopLOTIKOC mapayovtag dpaiveTal va ival To HoTiBo YEUIOUATOC. ZUYKEKPLUEVQ,
mapatnPROnKe OTL Ta SOKIULA TTOU £XOUV EKTUTIWOEL PE TPLYWVIKO MOTIBO yepiopatog €xouv
EUPAVWC HEYOAUTEPN AVTOXH Kal LEYOAUTEPN TTAPAHOPDWAON OE OXEON HE Ta AAANQ poTifa
yeulopatog. AANOG Evag TTapAyovTag TTOU EMNPEACE EAAXLOTA TIG LNXAVIKEG LOLOTNTEC TWV
SoKIpiwv ATav n taxvTNTo EKTUNWONG Tou e€wBNTN. Eniong, n Beppokpacia dev mpokadAeoe
ONUAVTIKEG aAAaYEC oTa amoteAéopata. To eUPOG TWV TILWV OTNV AVTOoXH Kal oto BEAOG
Kaupng mpoékuav apkeTAd peyaAa, autod odeiletat OxL LOVO 0TO PEYAAO EUPOC TLLWV TIOU
TIHPAV OL TIAPAUETPOL AAAA KAl 0TNV UTIEPEVALOONGia TOU TPLoSLACTATOU EKTUTIWTH.
JUYKEKPLUEVA N LEYOAUTEPN TLUA AVTOXAG LE TNV HKPOTEPN eixav Stadopa 338,5 — 200,5 =
138N &nAadn n UkpoTepn gival To 59,2% tng peyaAutepnc. Opoiwg yia to BéAog kauync 3,82 -
1,48 =2,34mm SnAadn to pKkpoTEPO BENOC KAUPNC lval To 38,7% TOu peyaAUTEPOU.

Ev katakAeid, emeldn ol mapapeTpol mou erAé€ape umopel va aAAnAemdpouv petal toug
TapAyovtal SLoPOopPETIKA AMOTEAECHATA avAAoya UE TO cuvluacopd Touc. Mia Tibavn
oAnAenidpaon eival petal taxvtntog, Bepuokpaciog Kal yewpetplag. Kabwg o xpovog yia
TNV OAOKANpwWaon VoG OTPWHATOC auEavetal, n Bepuokpacia oto e€wbnuévo otpwua
HELWVETAL KOL CUVETIWG N oUVSEeon yivetal aoBevéatepn.

Eva Brua yla tnv €EEALEN auTAG TNG TtelpapaTikng Stadikaoiag Oa Atav n e€€taon Kat n
OUYKPLON TWV BEWPNTIKWY UEYLOTWV TILWV HE TIC TIELPAPOTIKEG. JUYKEKPLUEVA Bal
EKTUTIWVOVTAV Ta SOKLULA E TIG TTOPAUETPOUG TTOU Ba MPOEKUTITAV CUUPWVA LE TO TIPOYPOLLLAL
OTATLOTIKWV SES0UEVWV.
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Me TNV EKOVNON AUTAG TNG EPYACLOC EUMAOUTIOTNKAV OL YVWOELG LOU TIAVW OTO QVTLKEUEVO
QUTO. H KOTOoKEUT TwV SOKLUIWY HE TNV TPLOSLACTATN EKTUTIWON OE EPYAOTNPLOKO TIEPLBAALOV
OUVEBOAAE OTNV OUCLAOTLKY KATAVONnon tnG Lebodou autn¢. Eva akopun KEpSOG ou amokopLoa
oIt TNV Epyacio aUTA €lval n yvwaon Kol 0 CWoTOG XELPLOUOG TPOYPAUUATWY KAl OTATLOTIKWY
niaketwy (flashprint, minitab).
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